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CERIN cyuwectByeT Ha pblHKe ¢ 1971 roga v B
HacTosLLee BpeMs ABMAETCA O4HMM U3 Hanbosee
M3BECTHbIX U  YCTOMUMBbLIX  UTaNbAHCKUX

ﬂpOI/IBBO,QVITEJ'IeIZ TBEPAOCIJIaBHOIo
MHCTPYMEHTA BbICOKOI TOYHOCTW.

3a roagbl pabotbl CERIN ctan nugepom B 310N
0651aCcTN 1 MONYyYNn M3BECTHOCTb Ha MUPOBBIX
pblHKax 6naropgapa KauyecTBy npoayKuuu,
3bbeKTMBHOCTM M TMOKOCTU  BHYTPEHHEN

CERIN has been present on the market since 1971
and currently represents one of the most well
known and well reputed Italian manufacturer of
carbide precision tools.

During the years CERIN has become leader
in the field and have been known on the
domestic and international markets as high
quality manufacturer thanks, above all, to the
constant commitment focused to the main
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CnyX0bl  NOAJEPXKKM  Bceraa
[AOCTYMHbI ANA YOOBNETBOPEHMSA
noTpebHOCTEN KIMEHTOB.

Cammomm ™ e\ products development.

A service of technical and
commercial  assistance s
always available to meet
customer needs.

The company is UNI EN ISO
9001:2008 certified.

CERIN ceptudmumpoBaH no
UNI EN ISO 9001:2008.
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OcobeHHOCTU cnnaBoB - O6nacTb NpUMeHeHUs U Knaccudukaums

Carbide features - Field of applications and grades

HepxaBetwan cranb
rpynna TB.CniaBoB

Stainless steels
Carbide grade

MO1 - M05

M10 - M15

M20 - M25

M30 - M35

M40

3akaneHHas cTanb CsouncTtBa
rpynna TB.CNNaBoB |TBEPAOCTb| NNACTUYH.
Hardened steels Properties
Carbide grade Hardness [Toughness
HO1 - HO5
H10 - H15 T T l l
H20 - H25
R

CTpyKTypupoBaHHble crnnasbl kapbuasonsgpamal/ kapbuakobansta Manon 1 CBepXManon 3epHUCTOCTY Haumyywmm obpasom noaxoasT noYTh

ONnsi Bcex 3afjadv pesaHus. brnarogaps uype3BblyaviHOM TBEPAOCTU M XOPOLUEeW MPOYHOCTM Ha M3rMb u «JONroMy pecypcy CTOMKOCTU» MOryT
NpUMEHsSITbCA Gornee BbICOKME CKOPOCTW pe3aHus U Harpy3ku Mo CpaBHEHUO C 0BbIYHBIMU TBEPAOCMABHLIMM MHCTPYMeHTamu. Takke, Gonee
BbICOKOE Ka4eCTBO MOBEPXHOCTEN M OCTPOTa PEXYLUMX KPOMOK MOXET ObiTb AOCTWUTHyTa NP UCMOMb30BaHUM CTPYKTYPUPOBAHHbLIX CNiaBoB

MErKOW 3€PHUCTOCTU.

Tungstencarbide/Cobalt structured hard metals of fine and extra fine grain are suited at best for almost all cutting tasks. By means
of extraordinary hardness and good flexural strength «with longest tool life» higher cutting speeds and feeds can be driven as with
conventional carbides. Also better surfaces and sharpness of cutting edges can be attained by the use of fine grain structured

carbides.

Pa3mep 3epHa B AMana3oHe MUKPOHHbIX U CyOMUKPOHHbIX KInaccoB
Grain size range of micron and submicron grades

OnucaHue
Description

TBepaocnnaBHoe 3epHO pa3mep (PHm)
Carbide grain size (um)

HaHocTpyKkTypupoBaHHoe

Nano fine grain
YnbTpa menkoe
Ultrafine grain

Mukpo3sepHucTtoe

Micro grain
Menkoe 3epHO
Fine grain

3epHo cpeaHero pasmepa

Medium grain
KpynHoe 3epHo
Coarse grain

AKcTpa KpynHoe 3epHo
Extra coarse grain

< 0,2 (=200nm)
0,2-05
05-08
08-13
1,3-25
2,5-6,0

>6,0

CrtaHaapTHble TBepAble cnnaBbl Mapku - Cerin
Cerin standard carbide grades

Fpynna TB.cnnaBoB
Cerin carbide grade

lpynna TB.cnnaBoB
Carbide grade

CBoWcTBa TBepAoro cniasa
Carbide properties

CK 05-10 MG

CK 10-20 MG

CK 20-30 MG

CK30M

CK 10-30UF

K05

K10-K20

K20-K30

K30

K10-K30

Menkoe 3€pPHO - NoAXoauT And anMas3HOro nokpbITUA

Fine grain with < 6% Co suitable for diamond coating

Menkoe 3epHOo-Ana 06bIYHOrO UCMONb30BaHMUS - XopoLwlaa TBepaoCTb U MPOYHOCTb
Fine grain for common use - Good hardness and toughness

MenKoe-}:u'm 00bI4YHOrO UCMONb30BaHMUS -Xopoullasa TBepaoCTb U NMPOYHOCTb Ha n3rnb
Fine grain for common use - Good hardness and bending strength

3epHo Anst cTaH4apTHBIX COPTOB YyryHa -Xxopoluasi TBepAoCTb-AMsA MaT. C KOPOTKOW CTPYXKOW
Standard cast iron grade - Good hardness - Short chipping materials
CBepxToHKoe 3epHo ans < 67 HRC -

Superfine grain for materials < 67 HRC -




MN3HococTOMKME nOKprTMﬂ/3aLI.|VITa OT U3HoCa n aHTMCprIKLWIOHHbIe NMOKPbITUA ANA TBepAbiX MmaTepuanoB
Coating temperatures / Wear protection and anti-friction coatings for hard materials

KpaTkoBpeMeHHbIn

Short term

TemnepaTypa npoueccal
Process-Temperature

CnekTp NpMMeHeHUst

Range of applications

PVD - ®usmyeckoe ocaxxgeHne napos

PVD - Physical Vapour Deposition

CVD - XvMunyeckoe ocaxaeHvne napos

CVD - Chemical Vapour Deposition

B MT/HT-CVD - Cpegnue v Beicokvie Temnepatypbl CVD
O MT/HT-CVD - Medium/High temperature CVD

200° - 550°

400° - 800°

700° - 1100°

TBepaocnnaBHble pexyLune NHCTPYMEHTHI
Carbide cutting tools

LinndoBaHHbIE NNAaCTUHBI

Ground inserts

lMnacmuHsbi

Inserts

O 13-3a BbICOKMX TeMMnepaTyp nNpoLecca, CyLLEeCTBYET PUCK N3HOCA PEXYLLMX KPOMOK
O Due to high process temperatures there is a risk of embrittlement of cutting edges

CtaHaapTHbIe NOKPbLITUSA U 06/1acTb NPUMEHEHUs
Standard coatings and range of applications

OnucaHue Knacc nokpbiTusi CocrtaB CTpyKTypa Mukpo | MakcumanbHas | Koadpcpuument| TomnwmHa
NOKpPbITUA TBEepAoCThL| TemnepaTtypa TpeHusA NOKpbITUA

HV 0,05| npumenenus no cTanm (um).

Description Coating Class Composition| Coating Structure Micro | Maximum Friction Coating
Hardness| application | coefficient| Thickness
HV 0,05| temperature | against (um)

°C steel

A Cer-T Cynep HUTpuaHoe TIALN MoHocnon 3500 900 0,4 2-4

B Cer-X Cynep HUTpugHoe TIALN MoHocnown 2700 900 0,5 2-5

C Cer-A Cynep HUTpuaHoe TIALN MoHocnon 2700 900 0,5 2-5

D Cer-D AnmasHoe SP3 MoHocnown 10000 600 0,05 6-8

E Cer-P BbopugHoe TIB2 MoHocron 3500 900 0,4 1-3

F [ Cer-Drl Cynep HUTpuagHoe TIALCN MHorocrnonHbin 3200 600 0,25 2-5

G Cer-Al BopuaHoe TIB2 MoHocrnon 3500 900 0,4 1-3

H Cer-H Cynep HuTpugHoe TIALN MoHocnow 2700 900 0,5 2-5

U | Cer-CrN TeepaocnnasHoe TIN MoHocrnon 2500 520 0,4 2-5

V | Cer-TiCN TeepaocnnaBHoe TICN MHorocnonHbIn 3000 420 0,3 2-5

Z | Cer-TiN TeepaocnnaBHoe TIALCN MHorocnonHbIn 3200 600 0,25 2-5




ObpabaTbiBaeMble MaTepuanbl - CpaBHEHME NPOYHOCTU Ha pacTAXXeHue U TBepaoCTb
Workpiece materials - Comparison of tensile strength and hardness

N/mm?

HRC

HB

Hv10

<400
<705
<850
<1125

<2438

<355

<119

<209
<252

<333

46,1 - 60,1
48,4 - 63,3

<125
<220
< 265
<350

437 - 700
490 - 780

PekomeHpauum no ucnosib3oBaHUKO TBepAaoCn/iaBHbIX UHCTPYMEHTOB C NOKPbITUEM U Oe3

NOKPbITUA

Recommendation for use of carbide tools with and without coating

Bopdpesbi KoHueBble (pesbl Ceepna Pa3BepTku Pa3BepTku

N/mm? HRC Rotary burs End mills Drills Reamers Countersinks
s | | o 0 o o 0
<400 o ¢ o [ 0
<705 o O O 0 O
<850 <248 o O O O O
<1125 <355 o O O O O
O A O O O
O A O O O
O A A A A
46,1 -60,1 O A A A A
48,4 - 63,3 A A A A A
A A A A A

¢ bes nokpbitna / Uncoated [ ¢ nokpeitnem v 6e3 nokpbitust / with and without coating A monbko ¢ nokpsimuem/ with coating only

TBEpAOCNNaBHbIN MHCTPYMEHT C MOKPLITUEM UMEIOT MEHbLUMI KOS(MULMEHT TPEHUS, YEM UHCTPYMEHT 6€3 MOKPbITUS.
Mcnonb3oBaHMe MHCTPYMEHTa C MOKpbITUEM C Goree BbICOKUMM MapameTpaMu pesaHusi NMo3BONSeT 3HaYMTESIbHO COKpaTUTb
3aTpaThbl Ha MPOU3BOACTBO.

Coated carbide tools do have minor friction coefficient than uncoated tools.

In series production significant cost reductions are possible by using coated tools with higher cutting parameters.




Cerin npon3BoAUT MOHOJNIMTHLIN TBepAOCNIaBHbIA MHCTPYMEHT NOYTU ANs BCeX BUMOOB
obpabaTbiBaeMbIX MaTepuanoB
Cerin manufacture solid carbide tools for almost all kind of machinable materials

LiBeToBOW KOA ANA pa3nUyHbIX rpynn obpabaTbiBaeMbIX MaTepuanos
Colour code for different groups of workpiece - materials

Mpynna
Group

AnromMuHUl - AfroMuHuUesble crinasbl - KoMno3uyuoHHbIe Mamepuaribl YCUrIeHHbIe NTe2KUMU cririagamu
KoeaHble anromuHuesble crinasbi - JlumelHbie crifiagbl arntoMUHUSI

Medb - MedHble cnnasbi - JlamyHb - bpoH3a

MazHul - MaeHuesbie Ko8aHble U umble crisiagbl

Aluminium - Aluminium alloys - MMC Reinforced fibres light metal alloys
Wrought aluminium alloys - Cast aluminium alloys

Copper - Copper alloys - Brass - Bronze

Magnesium - Magnesium wrought and cast alloys

rlacTtMacca - | lonMKkapooHart - rCTeKno - MWUPOBAaHHbIN CTEKINOBOSIOKHaMW MacTuk - =
pynna n n pb: Op Apmup 7 KOK - AGK
Group TepmopeakTonnacTsl - TepmonnacTel - TBepaasi ApeBecyHa - TBepaas pesuHa - LipeTHble meTtannsl - MNpeccoBaHHas bymara
B Plastics - Polycarbonate - Plexiglass - GFK - CFK - AFK - Thermosets - Thermoplastics
Hard wood - Hard rubber - Nonferrous materials - Pressed carton
Mpynna KoHcTpyKuMoHHas ctanb - MalwmHocTpouTensHasa cranb - JlermpoBaHHas ctanb - A30TMpoBaHHasa crarnb -
Group WHcTpymeHTanbHble ctanu - CneumnanbHble ctany - 3akaneHHble ctanm

Soft iron - Construction steel - Machine steel - Alloyed steel - Nitrided steel
Tool steels - Special steels - Hardened steels

Hwukenb / KobansToBble crinasbl

Fpynna
Group TuTaH - TuTaHoBbIE CMNaBbl
E Nickel/Cobalt alloys
Titanium - Titanium alloys
Mpynna YyryHbl - KoBKME YyryHbl - BbICOKOMPOYHBIN YyryH
Group Y3noBarblii U YyryH ¢ YepBeobpasHbIM rpaddnTom
F Cast irons - Malleable cast irons - Hard cast iron
Graphite for electrodes
Mpynna Bonbgpamo-MegHbie cnnasbl 418 3N1EKTPOAOB
Group pachunT onsa anekTponos

G

Tungsten-copper alloys for electrodes
Graphite for electrodes

Ecnun kakoro-nnbo obpabaTbiBaemoro Bamn mateprana HeT B CNMCKe, MoXanyncTa, CBSXXUTECH C HaMU.
If any type of material processed by you is not listed, please contact us.




Kpatkoe onucaHme TeXHU4YECKUX TePMMUHOB
Brief description of technical terms

HaunmeHoBaHue / Denomination

EavHuua namepeHns

O603Ha4yeHune / Symbol

[ Unit DIN 6580/84 Alt - old
Pa6ouun guametp mm D, dies
Working diameter
O6opoThbl B MUHYTY min-’ n n
Revolution per min.
OnuHa cdhpe3epoBaHus (cBeprieHus) mm l¢ L
Milling (drilling) length
BbIxoaHas MOLHOCTbL KwW P. P.
Output
Cpok cnyx6bl min T
Working life
OwnameTp xBOCTOBUKA mm dm,, d;
Shank diameter
PapgunanbHasa rmy6uHa pe3aHusi mm a. e
Radial depth of cut
OunameTp dpesbl mm D. D,
Milling cutter diameter
CKOpOCTb pe3aHus m/min V. \'
Cutting speed
Cuna pe3saHua N F. Fs
Cutting force
OceBasi rnybuHa pe3aHus mm a, a
Axial depth of cut
MpousBoanTeNbLHOCTL pe3aHus N F
Resulting cutting force
TonwuHa CTPYXKn mm h h
Chip thickness
CpefHasa TOMNWMHA CTPYXKKN mm hm hm
Average chip thickness
Mopaya Ha o6opoT mm f s
Feed per revolution
Mopaya Ha 3y6 mm f, S,
Feed per tooth
Mopaya B MUHYTY mm/min Vi U
Feed per minute
Yucno 3y6LeB Z, V4
Number of teeth
LLlepoxoBaTocTb um Rin H
Roughness
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Shank design (for drilling and milling tools) DIN 6535

MpsiMon UMNMHAPUYECKNX XBOCTOBUK - Dopma HA
Straight cylindrical shank - Shape HA

dy Iy d, I, d, Iy
HACKA h6 +2 h6 +2 h6 +2
0 0 0
2 28 8 36 18 48
3 28 10 40 20 50
4 28 12 45 25 56
5 28 14 45 32 60
6 36 16 48
Lunuugpuyeckun xBoctoBuk - Popma HB
Cylindrical shank - Shape HB
ofHa nrockasi noBepxHocTb - d; = 6 bis 20 mm
one Weldon flat - d. = 6 to 20 mm
ABe Nrockue noBepxHoctu - d; = 25 bis 32 mm
two Weldon flats - d. = 25 to 32 mm
i KXo el d, b4 e h, l4 I,
0 -1 0 0
0 | I’ ,j%ﬁ - 6 | 4218 | 51 36
(— 8 515 18 6,9 36
i \ oACKA 10 | 7 |20 | 85/ 40
o o1 CHAMFER 12 8 2255 | 10,4 | 45
Ty i e L ol Bl
I ', 16 10 24 14,2 48
g s 18 | 10 24 16,2 | 48
20 1 25 18,2 50
1 4'] \ SACKA 25 12 32 23 56 17
CHAMFER 32 14 36 32 60 19
Lnnunpgpuyeckun xsoctoBuk HE
Cylindrical shank - Shape HE
OofHa HaKNoOHHaA NnockocTb - d; = 6 bis 20 mm
one slope flat - d. = 6 to 20 mm
ofHa HaKIoHHaA nNnockocTb - d; = 25 bis 32 mm
one slope flat - d, = 25 to 32 mm
dy (b)) | (bs) h, (hs) l4 ls I I
h6 h11 +2 0 [Homun.[ min.
14 0 -1 [pasmep| 6
.~ 15_e T 4,3 5,1 36 | 25 | 18 | 12
o 34\4 - 8 55 6,9 36 25 | 18 1,2
>‘<) BE3 LIEHTPA 10 71 8,5 40 28 20 1,2
2 / WITHOUT CENTER 12 8,2 10,4 45 | 33 | 225 | 1,2
t 14 8,1 12,7 45 33 22,5 1,2
( o % 16 10,1 14,2 48 36 24 1,6
. 18 10,8 16,2 48 36 24 1,6
I e SNA S, = 20 | 114 18,2 50 | 38 |25 | 16
25 13,8 9,3 23,0 | 241 56 44 32 1,6
32 156 9,9 30,0 | 31,2 60 48 85 1,6

HomuHanbHbIM pasmep

Nominal size
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Shank design (for drilling and milling tools) similar to DIN 6535

Lunuugpuyeckun xBoctoBuk - ®opma HEK
Cylindrical shank - Shape HEK
ofHa HaKMNoHHas NnockKocTb - d; = 6 bis 20 mm
one slope flat - d, =6 to 20 mm

ofHa HaKMoHHaA NnockocTb - d; = 25 bis 32 mm
one slope flat - d. = 25 to 32 mm

d | I k| | | ]| h
- h6 | +2 | 0 |Homuw| h11 min.
0 -1 |pasmep
6 | 3 | 25 |18 | 53| 12 | 13
36 25 18 71 1,2 1,5
10 40 28 20 8,9 1,2 1,8

12 45 33 225 | 10,9 1,2 2,0
14 45 33 225 | 124 1,2 2,5
16 48 36 24 14,5 1,6 2,5
18 48 36 24 16,2 1,6 2,8
20 50 38 25 18,2 1,6 3

25 56 44 32 23 1,6 3,7
32 60 48 35 30 1,6 4,5

HomuHanbHbIM pasmep
Nominal size

XBocTtoBUK ¢ noBoakoBbiM cpe3om DIN 1809
Shank with drive tenon DIN 1809

d, b | r v
otffrom |molup to| h12 [+ IT16"
— b 3 35| 16| 22| 02 | 005
35| 4 2 22| 02 | 005
r\ ' 4 45| 22| 25| 02 | 005
[t 45| 55| 25| 25| 02 | 005
55| 65| 3 3 02 | 0,05
V 65| 8 35| 35| 02 | 0,06
8 95| 45| 45| 04 | 0,06
9,5 | 11 5 5 04 | 0,06
1 13 6 6 04 | 0,06
13 15 7 7 04 | 0,08
15 | 18 8 8 04 | 0,08
18 | 21 10 10 04 | 0,08
Y® 21 24 11 11 0,6 | 0,10
le— R —»| 24 | 27 13 13 0,6 | 0,10
27 | 30 14 14 0,6 | 0,110
30 | 34 16 16 0,6 | 0,10
7 34 | 38 18 18 06 | 0,10
38 |42 |20 19 06 | 0,15
42 |46 |22 |20 10 | 0,15
46 | 50 |24 |22 10 | 0,15

12



O6bnactb npyMeHeHus
MaTtepuan u I'pynnbl

Range of application
Material groups

PacknagHasa cTpaHuua
Fold-out page



O6pabaTbiBaeMble MaTepuanbl

Mpynna Marepuansi MpoyHocTb N/mm?
Group Materials Strength N/mm?
AnOMUHUIA - ANIOMUHEBbIE NUTeNHbIe cnnaBbl - KoBaHble cnnasbl antomuHms / Aluminium - Wrougt aluminium alloys - Cast aluminium alloys
A1.1 AntoM1HeBble NUTeliHble cnnasbl <5% Si / Cast aluminium alloys <5% Si
A1.2 KoBaHble cnnasbl anomuHmns / Wrought aluminium alloys
A13 AnoM1HeBble NUTeliHble cnnasbl > 12% <Si / Cast aluminium alloys <12% Si
A1 A14 AnloMuHeBble NuTeiHble cnnaebl >5% <12% / Cast aluminium alloys >5 % <12% <400
A15 AnoMWHeBble NUTElHbIE cnnasbl >5% <12% / Cast aluminium alloys >5 % <12% <400
A1.6 KoBaHble cnnasbl antomuins / Wrought aluminium alloys <705
3 A1.7 BorokoHHo-apMupoBaHHble cnnasbl aniomuHms / Reinforced aluminium alloys < 705
m o |Meab - MegHsle cnnaBbl - flaTyHb - Bponsa / Cooper - Cooper alloys - Brass - Bronze
E E A21 Yucras u Hu3konervposaHHas mefpb / Low alloys cooper < 400
5 < A22 MepgHo-umHkoBble cnnasbl / Cu-Sn alloys (cooper) <400
ﬂs’ = A23 BpoH3osble cnnasbl / Cu-Sn alloys (cooper) <400
E _‘9 A2 A24 MepHo-LMHKOBbIE cnnaBbl (NaTyHb) (CnnBHas cTpyxka) / Cu-Zn alloys (brass) (long chippir.ng)_ <705
= A25 MepHo-LMHKOBbIE cnnaBbl (NaTyHb) (cermeHTHas cTpyskka) / Cu-Zn alloys (brass) (short chipping) <705
A26 MepHo-LMHKOBbIE cnnaBbl (NaTyHb) (cnnBHas cTpyxka) / Cu-Zn alloys (brass) (long chipping) <705
A27 MepHo-antomMmHeBble cnnasbl (6poHsa) / Alubronze / Cu-Sn alloys (bronze) < 850
MegHble cneuvanbHble cnnaebl / Cooper special alloys
A3 | A31 MegaHble cneuuansHble cnnasbl Q18 / Cooper special alloys from Q18 | <705
[ A3.2 MegHble cneuuanbHble cnnasbl / Cooper special alloys | < 705
MarHueBslie cnnasbi - Mar 1€ NIUTENHbI! 1/ Magnesium alloys - Cast magnesium alloys
A4 | A4 |MarHuesble cnnasbl / Magnesium wrought alloys | <705
[ A4.2 [Marnvesbie nureittble cnnasbl / Cast magnesium alloys | <705 |
3 ,, |Mnact bl - CErMeHTHas 1 cTpyxka / Plastics - short and long chipping
'§ < B1.1 [yponnacr - kopoTkas cTpyxka / Duroplaste short chipping 110
8 o} B1.2 TepmonnacT - AnuHHas cTpyxka / Thermoplaste long chipping —
=] 34 B1.3 TMonvkap6orar / Policarbonate 110
g i B1.4 ApmupoBaHHbIi nnactuk / Reinforced Plastics Fibers 800-1500
s £ B1.5 Oprcrekno / Plexiglass 130
g 8 B 1.6 Kesnap / Kevlar 110
8 3 LiBeTHble meTannbl - CneumnansHbIi nnactuk / Nonferrous metals - Special plastic
s o B 21 [Hepeso TBepAbIx nopoa / Hardwood
T P B 2.2 360HMT / Hard rubber
‘E g B23 LiseTHble meTannbl / Nonferrous metals
= B 2.4 INpeccosatHasn bymara / Pressed carton
YHuBepcanbHble cTanu - KoHCTPYKUMOHHbIe cTanu - flernpoBatHble ctanm / Structural Steel
c11 Martepwuanb! Ans penbCcoBbIX TPaHCMOPTHbIX cpeacTs / Materials for rail vehicles < 400
C1.2 Msirkuin marHuTHbIA Matepman / Soft magnetic material <400
C13 AsTomaTtHas ctanb / Automatic steel <705
c1 Cc1.4 KoHcTpyKUumMoHHas cTanb (HenernposaHHas, ropsyekartaHnasi) / Structural steel (unalloyed, warm-rolled) <705
C1.5 3akaneHHas ctanb (HenervposaHHas / nermpoBaHHasi) / Hardened steel (unalloyed/alloyed) <705
C1.6 TepmoobpabaTbiBaeMble cTanu (cneumanbHas ctanb) / Heat-treatable steel (special steel) < 850
C1.7 JlermpoBaHHasi ctanb, nutas ctans / Cold upsetting and cold extrusion steel, heat-treatable steel <1125
C1.8 KoHCTpyKUMOHHas cTanb (HenernpoBaHHasi, ropsivekartanast) / Structural steel (unalloyed, warm-rolled) <1125
MoawnnHukoBas cTans - UHCTPyMeHTanbLHas cranb Ans ropayven obpa6oTku / Roller bearing steel - Tool steel for warm working
E % c21 MogwwunHukosas ctanb / Roller bearing steel <1125
S o c2 C2.2 VIHCTpyMeHTanbHasi ctasb Ans xonogHon obpa6otku (neruposaxHas) / Tool steel for cold working (alloyed) <1125
on c23 VIHCTpyMeHTanbHasi ctanb Ans ropsivein obpabotkw / Tool steel for warm working <1125
C24 TepmocTovickas v 3akaneHHas ctanb / Cast steel for flame and induction hardening _
WHcTpymeHTanbHas cTanb ans ropsyei obpa6otku / Tool Steel for warm working
C3.1 VIHCTpyMeHTanbHasi ctanb Ans ropsiveit obpabotku / Tool steel for warm working
C3.2 VIHCTpyMeHTanbHasi ctanb Ans ropsiveit u xonogHoi o6pa6otku / Tool steel for warm- and cold-working
c3 C3.3 VIHCTpyMeHTanbHasi cTanb Ans ropsivei u xonogHoi obpa6otku / Tool steel for warm- and cold-working 56 - 60 HRc
Cc34 VIHCTpyMeHTanbHasi ctasb (NervpoBaHHas) Ans xonogHoi obpaboTku / Tool steel for cold working (alloyed) 58 - 63 HRc
C 3.5 VIHCTpyMeHTanbHasi ctasb (NerMpoBaHHas) ans xonogHo obpaboTku / Tool steel for cold working (alloyed)
C Hasi ctanb / Special Steel
- | C 4.1 | CneumansHas cranb / Specialsteel

C 4.2

CneunanbHas ctanb / Specialsteel

TutaH - TutaHoBble cnnasbl / Titani

XaponpoyHas ctanb / Heat-resistant steel < 850
D1.2 YKaponpouHas ctanb / Heat-resistant steel < 850
D1.3 Hepxagetowasi ctans / Austenitic stainless steel < 850
D14 TepmocToiikue MaTepuansl / Valve materials (heat-resistant) <1125
D 1.5 TepmocTovikvie cTanu v cnnasbl / High heat-resistant steel and alloys _

um and Titanium alloys

E1.1 TuTaH / Titanium (pure) | <705
T = EX E1.2 KoBaHHble TUTaHoBble cnnaebl / Wrought titanium alloy <1125
o= E1.3 KoBaHHble TuTaHoBble cnnasbl / Wrought titanium allo
EC g Y —
s _f_E H | kobanLTOBbIE | Wrought nickel-copper alloy
= E21 KoBaHHbIV HUKenb-mefHbiv cnnas / Wrought nickel-copper alloy <705
E2 E2.2 KoBaHHbI H1Kenb-xpom cnnas / Wrought nickel-chrome alloy
E 2.3 KoBaHHbIN HUKENb-XPOM cnnas / Wrought nickel-chrome a_lloy
KoBkui u TBepabIn YyryH / Grey and hard cast iron
F1.1 YyryH GG 20 / Grey cast iron <333 HB
F1.2 Yyryn GG 30/ Grey cast iron < 333 HB
2 F1 F13 Teepapi YyryH / Hard cast iron
N0 F1.4 KoBkui uyryH / Malleable cast iron, decarbonized annealed <705
E - F1.5 Koskuit yyryH / Malleable cast iron, non-decarbonized annealed < 705
T % YyryH / Cast Iron
o F21 BbicokonpoyHbli YyryH / Nodular graphite iron <400
F2 F22 BbicokonpoyHbl YyryH / Nodular graphite iron <1125
F23 YyryH / Cast iron with vermicular <333 HB
F 24 YyryH / Ca_st iron wiLh vermicul_ar < 333 HB .
o |padwmt /Graphite
S5 61 [ Gi1 Toopwr/Gapne - —
E_ g Bonb gy OHbIe 1 / Tung pper alloys
G2 | G 2.1 |Bonbd)paM-MeEHble cnnasbl / Tunqstin-copper a_IonS | < 255 HV 10 .

[MoapoGHiit CNMCOK YacTo MCMOMb3yeMbIX NNAcTMACcC MOXHO HaiT B rpynne MHCTpyMeHTa 2-4 - hpesbl Ans nnactuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
B Mpennaraembie / Suggested A [lMpegnaraembie ¢ nokpbiTuem / Suggested with coating






Martepumansi / Materials ObpabaTbiBaemble maTepuansi / Materials

Marepuan Homep matepuana| Mpoun. N/mm? Bopdpesbl / Rotary burs
| Material designation | Material Number | Strength N/mm?
1 - LiB. MmeTannb! 2 - KpynHas 3 - CpepHss 4 - AnmasHas 5 - Menkas 6 - [lBoMHas
1 - Aluminium 2 - Course 3 - Medium 4 - Diamond 5- Fine 6 - Double cut
G-AlMg3 3.3541 130 - 190
AI99.5/F13 3.0255 100 - 250
GDAISi17Cu4 180 - 250 []
GD-AISi12 3.2582 220 - 300 []
GD-AISigCu3 32163 240 - 320 []
AlCuMg1 / F39 3.1325 300 - 500 [] []
MMC 600 -1400 A []
E-Cu 2.0060 220 - 350 [] []
GCuSn5ZnPb / Rg5 2.1096 150 - 350 [] []
GCuSn7ZnPb / Rg7 2.1090 150 - 350 [] []
CuZn40 /Ms60 2.0360 340 - 500 [] []
Cuzn39Ph2 / Ms58 2.0380 350 - 500 [] []
Cuzn37 /Ms63 2.0321 300 - 550 [] []
CUAILONi 2.0966 500 - 800 [] []
[ Ampco 16 [ | 630 | A | A | [] | | | [] |
| Ampco 20 | [ 600 | A [ A [ [] [ [ [ [] [
| MgAl6 | 3.5662 | 300-500 | A | A | [] | | | [] |
1 GMgAI9Zn1 [ 35012 | 300-500 | A | A | [] | | | [] | |
||
— :
[]
AFK-CFK-GFK [] []
|| ||
A | |
|| || ||
|| ||
A || || | |
C C ] .
Q-St-37-3 1.0123 <400 [] [] [] [] []
R-Fe80 11014 <400 [] [] [] [] []
9SMnPh28 10718 500 - 700 [] [] [] [] []
St37-2 1.0037 320- 470 [] [] [] [] []
16MnCr5 17131 500 - 700 [] [] [] [] []
Ckd5 11191 600 - 800 [] [] [] [] []
Gs25CrMo4 17218 650 - 950 [] [] [] [] []
St70-2 1.0070 700 - 900 [] [] [] [] []
100Cré 1.3505 700 - 900 [] [] [] []
X155CrVMo12-1 1.2379 900 - 1100 [] [] [] []
X30WCrV5-3 1.2567 1100 [] [] [] []
o 42CiMoaV 17225 1200 - 1400 ] ] ] []
X38CrMoV5-3 12367 900 - 1100 [] [] [] []
55NiCrMoV6 12713 47 -52 HRC [] [] [] []
45WCrV7 1.2542 56 - 60 HRC [] [] []
X155CrVMo12-1 1.2379 60 - 63 HRC [] [] []
i X210CrW12 1.2436 63 - 66 HRC [] [] []
FeroTiC | | 800-900 | [] [] [] []
Hardox500 1300 - 1400 [] [] [] []
X10NICrAITi32-20 (INCO.800) 14876 610 - 850 A A [] []
X12CrNiTi18-9 14878 500 - 700 A A [] []
X6CINiMoTi17-12-2 14571 500 - 730 A A [] []
X45SiCr4 1.4704 900 - 1100 A A [] []
D OGNiCrTi2615 1.4980 1200 A A ] ] |
| Ti3 (Ti99.4) 3.7055 700 A
TiAl6V4 3.7164 700 - 900 A
i TiAIM04Sn2 3.7185 900 - 1250 A
NiCu30Fe (MONEL400)) 2.4360 420- 610 A A [] []
NiCr19NbMo (INCONELT718) 2.4668 850-1200 A A [] []
Haynes 25 (L605) 1550 - 2000 A A [] [] |
[ GG 20 0.6020 120-220 HB [] [] []
GG 30 0.6030 220 - 270 HB [] [] []
<400 HB [] [] []
GTW40 0.8040 360 - 420 [] [] []
GTS65 0.8165 560 - 650 [] [] []
GGG 40 07040 400 [] [] [] []
GGG 70 07070 700 - 1050 [] [] [] []
GGV (80% Perlit) 220 HB [] [] [] []
| GGV (100% Perlit) 230 HB [] [] [] [] |
| C-800 | | 60 | | A | A | [] | | [] |
| W-Cu 80120 | | 2302501V | A | A | A | | | [] | |

MoapoBHIit CNCOK YacTo MCTIONb3yeMbIX NNACTMACC MOXHO HalTW B rpynne MHCTPyMeHTa 2-4 - hpesbl Anst nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

W Mpeanaraemble / Suggested A Mpegnaraemble ¢ nokpsitem / Suggested with coating
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O6pabaTbiBaemble maTtepuanbl / Workpiece materials

Konuesas ¢pesa / End mill tool
Crp. / Page 95 Crp. / Page 96 Crp. | Page 97 Crp. / Page 98 Crp./Page 99 | Crp./Page 100 | Crp./Page 101 | Crp./Page 102 | Crp./Page 103 | Crp./Page 104 | Crp./Page 105 | Crp./Page 106
102RC-40° 102RCL-40° 102TC-40° 102TCL-40° 72CT 72CR 62THR 62RHR 64THR 64RHR 66HR 66THR
102RC40°G | 102RCL-40°G | 102TC-40°G_| 102TCL-40°G 72CTC 72CRC 62THRB 62RHRB 64THRB 64RHRB 66HRB 66THRB
[ ] [ ] [ ] [ ]
| | | | | | | |
A A A A
A A A A
A A A A
A A A A
| | | | | | | |
A A A A
A A A A
u ] u u
A A A A
| | | | | | | |
A A A A
| | | | | | | |
| [] | [] | [] | [] | | | | | | | |
| [] | [] | [] | [] | | | | | | | |
| A | A | A | A | | | | | | | |
[ ® [ ®m | ®m [ m ] | | | | | | |
| | | | | | | |
[ ] [ ] [ ] [ ]
| | | | | | | |
| | | | | | | |
! u ! !
[ ] [ ]
] ] ] ] ] ]
| | | |
| | | |
| | | |
A A
A A
A A
A A
A A
A A
A A A A A A
A A A A A A A A
A A A A A A
A A A A A A
A A A A A A
A A A A A A
| [ [ [ [ [ [ A [ A [ A [ A [ A [ A
A A A A A A
A A A A
A A A A
A A A A
A A A A
| | | | | | | | | | | |
] | | | | | | | | | | |

MoapoBHbIit CNCOK YacTo 1CTIONb3yeMbIX MNACTMACC MOXHO HalTI B rpynne MHCTPYMeHTa 2-4 - hpesbl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B Mpennaraemsie / Suggested A Mpeanaraemsie ¢ nokpsiTuem / Suggested with coating
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MaTtepumansi / Materials

ObpabaTbiBaemble maTepuansi / Materials

Tpynna | MpoyxocTs Nimm? Marepuan Homep matepuana | Mpoyxocts N/mm? KonueBas ¢pesa / End mill tool
Group | Strength N/mm? | Material designation Material Number | Strength N/'mm? § Crp./Page 111 | Ctp./Page 112 | Crp./Page 113 | Crp./Page 114 | Crp./Page 115 | Ctp./Page 116 | Crp./Page 117
GF 72GT 72GR 73GRI 73GTI 108GFD 109GFD
A GM 72GTD 72GRD 73GRID 73GTID 108GMD 109GMD
A1 G-AlMg3 3.3541 130 - 190
A1.2 Al99.5/F13 3.0255 100 - 250
A13 GDAISi17Cu4 180 - 250
A4 <400 GD-AISi12 3.2582 220 - 300
A15 <400 GD-AISi9Cu3 3.2163 240 - 320
A1.6 <705 AlCuMgl / F39 3.1325 300 - 500
A1 <705 MMC 600 -1400
A21 <400 E-Cu 2.0060 220 - 350
A22 <400 GCuSn5ZnPh / Rg5 2.1096 150 - 350
A23 <400 GCuSn7ZnPb / Rg7 2.1090 150 - 350
A24 <705 CuZn40 /Ms60 2.0360 340 - 500
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500
A26 <705 CuZn37 /Ms63 2.0321 300 - 550
A2.7 <850 CUAILONi 2.0966 500 - 800
A3d | <705 | Ampco 16 | | 630 | | | | | | |
A32 | <705 [ Ampco 20 [ [ 600 1 [ [ [ [ [ [
Add | <705 | MgAl6 | 3.5662 | 300-500 | | | | | | |
| A42 | <705 | GMgAI9Zn1 | 35912 | 300-500 | | | | | | |
B
B1.1 110
B1.2
B1.3 110
B14 800-1500 AFK-CFK-GFK
B1.5 130
B1.6 110
c141 <400 Q-St-37-3 1.0123 <400
Cc1.2 <400 R-Fe80 1.1014 <400
C1.3 <705 9SMnPb28 10718 500 - 700
C14 <705 St37-2 1.0037 320 - 470
c15 <705 16MnCr5 17131 500 - 700
C1.6 <850 Ck45 11191 600 - 800
c1.7 <1125 Gs25CrMo4 1.7218 650 - 950
c1.8 <1125 St70-2 1.0070 700 - 900
c21 <1125 100Cr6 1.3505 700 - 900
c22 <1125 X155CrVMo12-1 1.2379 900 - 1100
c23 <1125 X30WCrV5-3 1.2567 1100
42CtMo4V. 1.7225 1200 - 1400
X38CrMoV5-3 1.2367 900 - 1100
55NiCrMoV6e 12713 47 - 52 HRC
56 - 60 HRc 45WCrV7 1.2542 56 - 60 HRC
58 - 63 HRc X155CrVMo12-1 1.2379 60 - 63 HRC
X210CrW12 1.2436 63 - 66 HRC
FeroTiC | | 800-900 |
Hardox500 1300 - 1400

XLONICrAITi32-20 (INCO.800)

610 - 850

X12CNiTi18-9 1.4878 500 - 700
X6CINiMoTi17-12-2 14571 500 - 730
X45SiCr4 14704 900 - 1100
X5NiCITi26-15 1.4980 1200
E14 | <705 | Ti3 (Ti99.4) 3.7055 700
E1.2 <1125 TiAl6V4 37164 700 - 900
E13 TiAIMo4Sn2 37185 900 - 1250
E 2.1 NiCu30Fe (MONEL400)) 2.4360 420- 610
NiCr19NbMo (INCONEL718) 2.4668 850-1200
Haynes 25 (L605) 1550 - 2000
F
F14 | <333 HB [ GG 20 0.6020 120-220 HB
<333HB GG 30 0.6030 220 - 270 HB
<400 HB
F1.4 <705 GTW40 0.8040 360 - 420
F1.5 | <705 [ GTS65 0.8165 560 - 650
F2.1 <400 GGG 40 0.7040 400
F2.2 <1125 GGG 70 07070 700 - 1050
F23 <333HB GGV (80% Perlit) 220 HB
| F24 <333 HB GGV (100% Perlit) 230 HB
G
ST s I % [ « [ &« T 2 [ 2 [ 2 T 2 T 2
| G21| <255HV10 | W-Cu 80/20 | [ 2302500V || | [ | | | |

TMoapoBHIit CNCOK YacTo UCTIONb3yEMbIX NNACTMACC MOXHO HalTV B rpynne MHCTPYMeHTa 2-4 - hpessl Ansi nnactuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

M TNMpennaraemble / Suggested A Mpeanaraemsie ¢ nokpbiTvem / Suggested with coating
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O6pabaTbiBaeMble maTepuanbl / Workpiece materials

KoHueBas ¢pesa / End mill tool

Crp./Page 118 | Crp./Page 119 | Crp./Page 120 | Crp./Page 128 | Crp./Page 129 | Crp./Page 130 | Crp./Page 131 | Crp./Page 132 | Crp./Page 133 | Crp./Page 134 | Crp./Page 135 | Crp./Page 136
106RGFD 66GF 66RGF 102PH 119P 65SU 66SU 68SU 106F 107F 108F 109F
106RGMD 66GFD 66RGFD 102PHE 119PE 65SUE 66SUE 68SUD 106M / 106G 107M /107G 108M /108G 109M /109G

| |
| |
| |
| |
| |
| |
| |
| |
| |
| |
| |
| | | | | | | | | | | |
| | | | | | | | | | | |
| | | | ] | | | | | | | |
| | | | [] | | | | | | | |
u
| |
| |
A || A A A A A A A
| |
| | | | | |
| | | | | | | | | | | | | |
| | | | | | | | | | | | | | | |
| | | | | | | | | | | | | |
C ! C C C C ] C

| A | A | A | | | A | | A | | | |

MoapoBHbIit CNCOK YacTo 1CTIONb3yeMbIX MNACTMACC MOXHO HalTI B rpynne MHCTPYMeHTa 2-4 - hpesbl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B [peanaraemble / Suggested A Mpeanaraemsie ¢ nokpbiTvem / Suggested with coating
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Matepumansi / Materials ObpabaTbiBaemble maTepuansi / Materials

Tpynna | MpoyHocTb Nimm? Marepuan Homep matepuana | MpoyHocts N/mm? Konuesas ¢pesa / End mill tool
Group | Strength N/mm?® | Material designation Material Number | Strength N/'mm? § Crp./Page 137 | Crp./Page 138 | Crp./Page 139 | Ctp./Page 148 | Crp./Page 149 | Crp./Page 150 | Crp./Page 151
106RF 102S 77SU 110TD 110TDR 110A 111A
A 106RM 102SE T7SUE 110TDG 110TDRG 110AG 111AG
A1 G-AlMg3 3.3541 130 - 190 [] [] [] [] [] []
A1.2 Al99.5/F13 3.0255 100 - 250 [] [] [] [] [] []
A13 GDAISi17Cu4 180 - 250 A A A A
Al4 <400 GD-AISi12 3.2582 220 - 300 A A A A
A15 <400 GD-AISi9Cu3 3.2163 240 - 320 A A A A
A1.6 <705 AlCuMg1/ F39 3.1325 300 - 500 [] [] [] []
A1.7 <705 MMC 600 -1400 A A A
A2 <400 E-Cu 2.0060 220 - 350 [] [] [] []
A22 <400 GCuSn5ZnPb / Rg5 2.1096 150 - 350 [] [] [] []
A23 <400 GCuSn7ZnPb / Rg7 2.1090 150 - 350 [] [] [] []
A24 <705 CuZn40 /Ms60 2.0360 340 - 500 A A A A
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500 A A A A
A26 <705 Cuzn37 /Ms63 2.0321 300 - 550 A A A A
A2.7 <850 CUAILONi 2.0966 500 - 800 A A A A
A3d | <705 | Ampco 16 | | 630 1 | | | A | A | A | A |
A32 | <705 [ Ampco 20 [ [ 600 | [ [ [ A [ A [ A [ A [
AdA | <705 | MgAl6 | 3.5662 | 300-500 || | | | | A | A | A |
| A42 | <705 | GMgAI9Zn1 | 35912 [ 300-500 | | | | A | A | A | A | .
B
B1.1 110 ] u ]
B1.2 || || ||
B1.3 110 [] [] []
B1.4 800-1500 AFK-CFK-GFK A [] []
B1.5 130 [] [] [] []
B1.6 110 [] []
|| ||
|| ||
|| || ||
C n C .
c141 <400 Q-St-37-3 1.0123 <400
C1.2 <400 R-Fe80 11014 <400
C1.3 <705 9SMnPh28 10718 500 - 700
C14 <705 St37-2 1.0037 320 - 470
c15 <705 16MnCr5 17131 500 - 700
c16 <850 Ck45 1.1191 600 - 800
c17 <1125 Gs25CrMo4 1.7218 650 - 950
c1.8 <1125 St70-2 1.0070 700 - 900
c21 <1125 100Cr6 1.3505 700 - 900
c22 <1125 X155CrVMo12-1 1.2379 900 - 1100
©A8 <1125 X30WCrV5-3 1.2567 1100
42CtMo4V. 1.7225 1200 - 1400
X38CrMoV/5-3 1.2367 900 - 1100
55NiCrMoV6 12713 47 - 52 HRC
56 - 60 HRc 45WCIVT 1.2542 56 - 60 HRC
58 - 63 HRc X155CrVMo12-1 1.2379 60 - 63 HRC
X210CrW12 1.2436 63 - 66 HRC

FeroTiC
Hardox500

800 - 900

X10NICrAITi32-20 (INCO.800) 610 - 850
X12CrNiTi18-9 1.4878 500 - 700
X6CrNiMoTi17-12-2 1.4571 500 - 730
X45SiCr4 1.4704 900 - 1100

X5NiCITi26-15 1.4980 1200 |

E14 | <705 | Ti3 (Ti99.4) 3.7055 700

E1.2 <1125 TiAl6V4 3.7164 700 - 900
E13 TiAIMo4Sn2 3.7185 900 - 1250
E2.1 NiCu30Fe (MONEL400]) 2.4360 420 - 610
NiCr19NbMo (INCONEL718) 2.4668 850-1200

Haynes 25 (L605) 1550 - 2000 |
F
Fi4 | <333 HB [ GG 20 0.6020 120-220 HB
<333HB GG 30 0.6030 220 - 270 HB
<400 HB
F14 <705 GTW40 0.8040 360 - 420
F15 | <705 [ GTS65 0.8165 560 - 650
F2.1 <400 GGG 40 0.7040 400
F22 <1125 GGG 70 0.7070 700 - 1050
F23 <333HB GGV (80% Perlit 220 HB
| F24 <333HB GGV (100% Perlit) 230 HB |
G
SN o —E— | | | | | | |
| G21] <255HVi0 | W-Cu 80/20 [ [ 230250HV [ [ [ | | | | | ,

[MoppoBHbIi CIMCOK YaCTO MCMOMb3YEMbIX MNACTMACC MOXHO HalTy B rpynne MHCTpyMeHTa 2-4 - dpessl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
M Mpeanaraemble / Suggested A lMpeanaraemsie ¢ nokpsiTueM / Suggested with coating
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O6pabaTbiBaeMbie maTtepuansl / Workpiece materials

KoHueBas ¢pesa / End mill tool

Crp. /Page 152 | Crp./Page 154 | Crp./Page 156 | Crp./Page 157 | Crp./Page 158 | Crp./Page 159 | Crp./Page 160 | Crp./Page 161 | Crp./Page 162 | Crp./Page 163 | Ctp./Page 164 | Crp./Page 165
110 111 110R 100 102A 102 104 102-45° 101 103S 105 1031
110G 111G 110RG 100G 102AG 102G 104G 102-45°G 101G 103SE 105G 103IG
| | | | | | | | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | | | | | | | |
A A A A A A A A A A A A
A A A A A A A A A A A A
A A A A A A A A A A A A
| | | | | | | | | | | | | | | | | | | | | | | |
A A A A A A A A A A A
u u u u u ] u u u ] u u
| | | | | | | | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | | | | | | | |
A A A A A A A A A A A A
A A A A A A A A A A A A
A A A A A A A A A A A A
A A A A A A A A A A A A
| A | A | A | A | A | A | A | A | A | A | A | A
| A | A | A | A | A | A | A | A | A | A | A | A
[ A [ A [ A [ A [ A [ [ A [ A [ A [ A [ A [ A
| A | A | A | A | A | A | A | A | A | A | A | A
u u u u ] u u u ]
| | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | | | |
| | | | | | | | | | | | | | | | | | | |
C C C C ]

IMonpobHbIit CAMCOK YaCTO UCMOMb3YEMbIX MNACTMACC MOXHO HalTV B rpynne MHCTPyMeHTa 2-4 - hpessl Ans nnacTvka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B Mpepnaraemsie / Suggested A lMpeanaraemsie ¢ nokpsiTvem / Suggested with coating
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Martepwuansi / Materials

O6pabaTbiBaeMble maTepuansl / Materials

Tpynna | MpoyxocTb Nimm? Marepuan Homep matepuana |Mpoyxocts N/mm? KoHueBas cpesa / End mill tool
Group | Strength N/mm? | Material designation Material Number | Strength N/mm? § Crp./Page 166 | Ctp./Page 167 | Ctp./Page 168 | Ctp./Page 169 | Crp./Page 175 | Ctp./Page 176 | Ctp./Page 177
103T1 103]-45° 103RI 110SP 64SS / 64SSC 63SP/63SPC | 635P-45°/638P-45°C
A 103TIG 1031-45°G 103RIG 110SPG 64SSW / 64SSWC | 63SPW / 63SPWC | 635PW-45° | 63SPW-45°C
A1 G-AlMg3 3.3541 130 - 190 [] [] []
A1.2 Al99.5/F13 3.0255 100 - 250 [] [] []
A13 GDAISi17Cu4 180 - 250 A A A
A4 <400 GD-AISi12 3.2582 220 - 300 A A A
A15 <400 GD-AISi9Cu3 3.2163 240 - 320 A A A
A1.6 <705 AlCuMgl / F39 3.1325 300 - 500 [] [] [] A
AT <705 MMC 600 -1400 A A A A
A21 <400 E-Cu 2.0060 220 - 350 [] [] []
A22 <400 GCuSn5ZnPb / RgS 2.1096 150 - 350 [] [] []
A23 <400 GCuSn7ZnPb / Rg7 2.1090 150 - 350 [] [] []
A24 <705 CuZn40 /Ms60 2.0360 340 - 500 A A A A
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500 A A A A
A26 <705 CuZn37 IMs63 2.0321 300 - 550 A A A A
A27 <850 CUAILONi 2.0966 500 - 800 A A A A
A3d | <705 | Ampco 16 | | 630 1 A | A | A | | | |
A3.2 | <705 [ Ampco 20 [ [ 600 | A [ A [ A [ [ [ [
Add | <705 | MgAl6 | 3.5662 | 300-500 | A | A | A | | | |
| A42 | <705 | GMmgagzni | 35912 [ 300-500 1| A | A | A | | | |
B
B1.1 110 ]
B1.2 ||
B1.3 110
B1.4 800-1500 AFK-CFK-GFK []
B1.5 130
B 1.6 110 []
c11 <400 Q-St-37-3 1.0123 <400 A A
C1.2 <400 R-Fe80 1.1014 <400 A A
C13 <705 9SMnPb28 1.0718 500 - 700 A A
C14 <705 St37-2 1.0037 320 - 470 A A
C15 <705 16MnCr5 1.7131 500 - 700 A A
C1.6 <850 Ck45 1.1191 600 - 800 A A A
c1.7 <1125 Gs25CrMo4 1.7218 650 - 950 A A A
C1.8 <1125 St70-2 1.0070 700 - 900 A A A
c21 <1125 100Cr6 1.3505 700 - 900 A A A
C22 <1125 X155CrVMo12-1 12379 900 - 1100 A A A
©A8 <1125 X30WCrV5-3 1.2567 1100 A A A
42CrMo4V 1.7225 1200 - 1400 A A A
X38CrMoV5-3 1.2367 900 - 1100 A A A
55NiCrMoV6 12713 47 - 52 HRC A
56 - 60 HRc 45WCrVT 1.2542 56 - 60 HRC A
58 - 63 HRc X155CrVMo12-1 1.2379 60 - 63 HRC A
X210CrW12 1.2436 63 - 66 HRC A
FeroTiC | | 8o0-%00 | | A | | A
Hardox500 1300 - 1400 A

XLONCrATi32-20 (INCO.800) 610 - 850 A A
X12CINiTi18-9 14878 500 - 700 A A
X6CTNiMoTi17-12-2 14571 500 - 730 A A
X45SiCr4 14704 900 - 1100 A A
X5NiCrTi26-15 1.4980 1200 A A |
E14 | <705 | Ti3 (Ti99.4) 3.7055 700 A A
E1.2 <1125 TiAlBV4 3.7164 700 - 900 A A
E13 TiAIMo4Sn2 3.7185 900 - 1250 A A
E21 NiCu30Fe (MONEL400]) 24360 420 - 610 A A
NICr19NbMo (INCONELT18) 2.4668 850-1200 A A
Haynes 25 (L605) 1550 - 2000 A A |
F
F14 |  <333HB [ GG 20 0.6020 120-220 HB A
<333 HB GG 30 0.6030 220-270HB A
<400 HB A
F14 <705 GTW40 0.8040 360 - 420 A
F15 | <705 [ GTS65 08165 560 - 650 A
F24 <400 GGG 40 0.7040 400 A
F2.2 <125 GGG 70 0.7070 700 - 1050 A
F23 <333HB GGV (80% Perlit) 220 HB A
| F24 <333 HB GGV (100% Periit) 230 HB A |
G
G g C800 [ [ e ] I I I I I I
| G24 | <255HV10 | W-Cu 80120 [ [ 230250HV | [ [ | | | | ,

TMoapoBHIit CNCOK YacTo UCTIONb3yEMbIX NNACTMACC MOXHO HalTV B rpynne MHCTPYMeHTa 2-4 - hpessl Ansi nnactuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B Mpepnaraemsie / Suggested A Mpeanaraemsie ¢ nokpsiTuem / Suggested with coating
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O6pabartbiBaemble maTepuansi / Workpiece materials

KoHueBas ¢pesa / End mill tool
Crp./Page 178 | Crp./Page 183 | Crp./Page 184 | Crp./Page 185 | Cp./Page 186 | Crp./Page 187 | Crp./Page 188 | Ctp./Page 189 | Cp./Page 190 | Crp./Page 191 | Crp./Page 192 | Crp./Page 194
64SP | 64SPC 627D 62TDR 62/62A 62-45° | 62-45°A 62L 62XL 62R/ 62RA 62R-45° | 62R-45°A 62RL 62RXL 631SQ
J64SPW / 64SPWC 62TDA 62TDRA 62W / 62WA | 62W-45° | 62W-45°A 62LA 62XLA 62RW / 62RWA | 62RW-45° | 62RW-45°A 62RLA 62RXLA 631SQC

| | | | | |

| | | | | |

| | | | | |

| | | | | |

| | | | | |

| | | | | |

| | | | | |

| | | | | |

| | | | | |
| | | | | [] | | | | [] | | | [] |
1 | | | [ ] | | | [ ] | | [ ] |
| | | | | ] | | | | ] | | | ] |
| | | | [ m | | [ m | [ m ]

A u u | | u u u | | u u u u

A u u ] u u u ] u u u u

A u u ] u u u ] u u u u

A | | | | | | | | | | | | | | | | | | | | | |

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A A A A A A A

A A A A A A

A A A A A A A A A A

A A A A A A

| A | | | A | A | A | A | A | A | A | A | A |

A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A

A A A A A A

A

A

A A A A A A A

A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A A A A A

A A A A A A A

A A A A A A A
1 | | | | | | | | | | | |
1 | | | | | | | | | | | |

TMoapoBHIit CNMCOK YacTo UCTIONb3yeMbIX NNACTMACC MOXHO HalTW B rpynne MHCTPYMeHTa 2-4 - hpessl Ans nnactuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
W Mpennaraemble / Suggested A lMpeanaraemble ¢ nokpsiTiem / Suggested with coating
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Martepwuansi / Materials

O6pabaTbiBaeMble maTepuansl / Materials

Tpynna | MpoyxocTs Nimm? Marepuan Homep matepuana | Mpoyxocts N/mm? KonueBas ¢pesa / End mill tool
Group | Strength N/mm? | Material designation Material Number | Strength N/'mm? § Crp./Page 195 | Crp./Page 196 | Crp./Page 197 | Crp./Page 198 | Ctp./Page 199 | Crp./Page 200 | Crp./Page 201
63TISQ 63/63A 63-45° ] 63-45°A 63L 63XL 63R / 63RA 63RL
A 63TISQC 63W / 63WA | 63W-45° | 63W-45°A 63LA 63XLA 63RW / 63RWA 63RLA
A1 G-AlMg3 3.3541 130 - 190
A1.2 Al99.5/F13 3.0255 100 - 250
A13 GDAISi17Cud 180 - 250 [] []
A4 <400 GD-AISi12 3.2582 220 - 300 [] []
A15 <400 GD-AISi9Cu3 3.2163 240 - 320 [] []
A1.6 <705 AlCuMgl / F39 3.1325 300 - 500 [] []
A1.7 <705 MMC 600 -1400 [] []
A21 <400 E-Cu 2.0060 220 - 350
A22 <400 GCuSn5ZnPb / Rg5 2.1096 150 - 350
A23 <400 GCuSn7ZnPb / Rg7 2.1090 150 - 350
A24 <705 CuZn40 /Ms60 2.0360 340 - 500 [] []
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500 [] []
A26 <705 CuZn37 /Ms63 2.0321 300 - 550 [] []
A2.7 <850 CUAILON 2.0966 500 - 800 [] []
| |
A3 | <705 [ Ampco 16 [ [ 630 1 [] | | [] | | |
A3.2 | <705 [ Ampco 20 [ [ 600 | [] [ [ [] [ [ [
Add | <705 | MgAl6 | 3.5662 | 300-500 | [] | | [] | | |
| A42 | <705 | GMgAI9Zn1 | 35912 | 300-500 1 [] | | [] | | |
B
B1.1 110
B1.2
B1.3 110
B1.4 800-1500 AFK-CFK-GFK
B1.5 130
B1.6 110
c141 <400 Q-St-37-3 1.0123 <400 | | | | | | |
C1.2 <400 R-Fe80 1.1014 <400 ] ] ] ] ] ] ]
C13 <705 9SMnPb28 10718 500 - 700 [] [] [] [] [] [] []
C14 <705 St37-2 1.0037 320 - 470 [] [] [] [] [] [] []
c15 <705 16MnCr5 17131 500 - 700 A A A A A A A
c1.6 <850 Ck45 11191 600 - 800 A A A A A A A
c1.7 <1125 Gs25CrMo4 1.7218 650 - 950 A A A A A A A
c1.8 <1125 St70-2 1.0070 700 - 900 A A A A A A A
c21 <1125 100Cr6 1.3505 700 - 900 A A A A A A A
c22 <1125 X155CrVMo12-1 1.2379 900 - 1100 A A A A A A A
©A% <1125 X30WCrV5-3 1.2567 1100 A A A A A A A
42CtMo4V. 1.7225 1200 - 1400 A A A A A A
X38CrMoV/5-3 1.2367 900 - 1100 A A A A A A
55NiCrMoV6 12713 47 - 52 HRC A A A A
56 - 60 HRc 45WCrV7 1.2542 56 - 60 HRC
58 - 63 HRc X155CrVMo12-1 1.2379 60 - 63 HRC
X210CrW12 1.2436 63 - 66 HRC
FeroTiC | | 800-900 | A | | A | A | A | A A
Hardox500 1300 - 1400

XIONCIATi32-20 (NCO.800) 610 - 850 A A A
X12CNiTi18-9 1.4878 500 - 700 A A A
X6CrNiMoTi17-12-2 14571 500 - 730 A A A
X45SiCr4 1.4704 900 - 1100 A A A
X5NICITi26-15 1.4980 1200 A A
E14 | <705 | Ti3 (Ti99.4) 3.7055 700 A A
E1.2 <1125 TiAl6V4 37164 700 - 900 A A
E13 TiAIMo4Sn2 37185 900 - 1250 A
E 2.1 NiCu30Fe (MONEL400)) 24360 420- 610 A A
NiCr19NbMo (INCONEL718) 2.4668 850-1200 A
Haynes 25 (L605) 1550 - 2000
F
F14 |  <333HB | GG 20 0.6020 120-220 HB A A A A A A A
<333 HB GG 30 0.6030 220 - 270 HB A A A A A A A
<400 HB A A A A A
F1.4 <705 GTW40 0.8040 360 - 420 A A A A A A A
F1.5 | <705 [ GTS65 0.8165 560 - 650 A A A A A A A
F2.1 <400 GGG 40 0.7040 400 A A A A A A A
F2.2 <1125 GGG 70 07070 700 - 1050 A A A A A A A
F23 <333HB GGV (80% Perlit) 220 HB A A A A A A A
| F24 <333 HB GGV (100% Perlit) 230 HB A A A A A A A
G
SN o s —E— | | | | |
| G21| <255HV10 | W-Cu 80/20 | [ 230-250HV || | [ | | |

TMoapoBHIil CNMCOK YacTo UCTIONb3yeMbIX NNACTMACC MOXHO HalTW B rpynne MHCTPYMeHTa 2-4 - hpessl Ans nnactuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B Mpeanaraemble / Suggested A Mpeanaraemsie ¢ nokpbiTvem / Suggested with coating
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O6pabaTbiBaeMble maTepuanbl / Workpiece materials

KoHueBas ¢pesa / End mill tool

Crp. / Page 202 | Ctp. / Page 203 | Ctp. / Page 204 Crp. / Page 207 Crp. / Page 208 | Ctp. / Page 209 | Ctp. / Page 210 | Ctp. / Page 212 | Ctp. / Page 213 | Ctp./ Page 216 | Ctp. / Page 217
63RXL 63K 63KR 64/ 64A 64L 64XL 64R / 64RA 64RL 64RXL 66 66Z
63RXLA 63KA 63KRA 64W / 64WA 64LA 64XLA 64RW / 64RWA 64RLA 64RXLA 66A 66ZA
| | | | | | | | | | | | |
| | | | | | | | | | | | |
| | | | | | | | | | | | |
| | | | | | | | | | | | |
u u u u | | u | | u u
u u u u ] u ] u u
u u u u ] u ] u u u u
| | | | | | | | | | | | | | | | | | | | | |
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A A A A A A A A
A A A A
| A | A | A | | | | | | | | | A | A
A A A A A
A A
A A
A A
A A
ﬁ
A A
A A A A
A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
A A A A A A A A A
| | | | | | | | | | | | |
| | | | | | | | | | | | |

TMoapoBHIit CNCOK YacTo UCTIONb3yeMbIX NNACTMACC MOXHO HalTW B rpynne MHCTPYMeHTa 2-4 - hpessl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
B peanaraemble / Suggested A Mpeanaraembie ¢ nokpbiTvem / Suggested with coating
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Matepumansi / Materials O6pabaTbiBaemble maTepuansi / Materials

Tpynna | MpoykocTs Nimm? Marepuan Howmep matepuana | Mpounocts Nimm?| KoHuesas chpesa / End mill tool Csepna / Drills
Group | Strength N/mm? | Material designation Material Number | Strength N/mm? | Crp./Page 218 | Crp./Page 219 | Crp./Page 238 | Crp./Page 239 | Crp./Page 240 | Crp./Page 241 | Crp./Page 242
66M 66MR 171 170-90° /170-90°F 181 182 117
A 66MA 66MRA 171F 170-120° [ 170-120°F 181F 182F 117D
A14 G-AlMg3 3.3541 130 - 190 [] [] [] []
A12 AI995/F13 3.0255 100 - 250 [] [] [] []
A13 GDAISi17Cué4 180 - 250 [] [] [] []
A14 <400 GD-AISi12 3.2582 220 - 300 [] [] [] []
A15 <400 GD-AISI9Cu3 32163 240 - 320 | | | ]
A16 <705 AlCuMg1 / F39 31325 300 - 500 [] [] [] []
A1T <705 MMC 600 -1400 [] [] [] []
A21 <400 E-Cu 2.0060 220 - 350 [] [] [] []
A2.2 <400 GCuSn5ZnPb / Rg5 2.1096 150 - 350 [] [] [] []
A23 <400 GCuSn7znPb / Rg7 21090 150 - 350 [] [] [] []
A24 <705 CuZn40 Ms60 2.0360 340 - 500 [] [] [] []
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500 [] [] [] []
A26 <705 Cuzn37 IMs63 20321 300 - 550 [] [] [] []
A2.7 <850 CUAILONi 2.0966 500 - 800 [] [] [] []
A3A | <705 [ Ampco 16 [ | 630 1 | | [] | [] | [ ] | [] | |
A3.2 | <705 | Ampco 20 | [ 600 1 [ | [] [ [] [ [] [ [] [ [
A4d | <705 [ MgAI6 [ 3.5662 | 300-500 | | | [] | [] | [ ] | [] | |
| A42 | <705 [ GMgAI9Zn1 [ 3.5912 [ 300-500 | [ | [] [ [] [ [] [ [] [ [ |
B
B1.1 110
B1.2
B1.3 110
B1.4 800-1500 AFK-CFK-GFK A
B1.5 130
B 1.6 110
c14 <400 Q-St-37-3 10123 <400 [] [] [] []
c1.2 <400 R-Feg0 11014 < 400 [] [] [] []
c1.3 <705 9SMnPb28 10718 500 - 700 [] [] [] [] []
c14 <705 St37-2 1.0037 320 - 470 [] [] [] [] []
C15 <705 16MnCr5 17131 500 - 700 A A [] [] [] []
C16 <850 Ckds 11191 600 - 800 A A [] [] [] []
c17 <1125 Gs25CMo4 17218 650 - 950 A A [] [] [] []
c1.38 <1125 St70-2 1.0070 700 - 900 A A [] [] [] []
c24 <1125 100Cr6 1.3505 700 - 900 A A [] [] [] []
c22 <1125 X155CrVMo12-1 12379 900 - 1100 A A A A A A
c23 <1125 X30WCrV5-3 1.2567 1100 A A A A A A
— ca4 im0 42CiModV 17225 1200 - 1400 A A A A A A
X38CrMoV/5-3 1.2367 900 - 1100 A A A A A A
55NICrMoV6 12713 47 -52 HRC A A A A A
c33 56 - 60 HRe 45WCIVT 12542 56 - 60 HRC A A A A
C34 58 - 63 HRe X155CrvVMo12-1 1.2379 60 - 63 HRC A A A A
C35 X210Crw12 12436 63 - 66 HRC A A A A
c4A FeroTiC | | 80-900 | A | A | A | A | A | A |
Hardox500 1300 - 1400 A A A A A

XLONCrATI32-20 (INCO.800) 610 - 850 A A A A A
X12CINiTi18-9 14878 500 - 700 A A A A A
X6CTNiMoTi17-12-2 14571 500 - 730 A A A A
X45SiCr4 1.4704 900 - 1100 A A A A
X5NICITi26-15 1.4980 1200 A A A A |
<705 Ti3 (Ti99.4) 3.7055 700 A A A A
TiAlBV4 3.7164 700 - 900 A A A A
TiAIMo4Sn2 3.7185 900 - 1250 A A A A
NiCu30Fe (MONEL400I) 24360 420 - 610 A A A A A
NICr19NbMo (INCONELT18) 2.4668 850-1200 A A A A
] Haynes 25 (L605) 1550 - 2000 A A A A A |
F
F14 |  <333HB | GG 20 0.6020 120-220 HB A A [] [] [ ] [ ]
. <333HB GG 30 0.6030 220 - 270 HB A A [] [] [] []
F1.3 <400 HB A A [] [] [] []
y <705 GTW40 0.8040 360 - 420 A [] [] [] []
F15 | <705 [ GTS65 08165 560 - 650 A [] [] [] []
F21 <400 GGG 40 0.7040 400 A A [] [] [] []
F2.2 <1125 GGG 70 0.7070 700 - 1050 A A [] [] [] []
F23 <333HB GGV (80% Perlit) 220 HB A A [] [] [] []
| F24 <333 HB GGV (100% Periit) 230 HB A A [] [] [] [] |
G
S s IO —CE— | [« [ <« T <« T < 7 |
| G241 ] <255HVI0 |  W-Cuso0 ] [ 230250HV__| | | [] | [] | [] | [] | | ,

[MoppoBHbIi CIMCOK YaCTO MCMOMb3YEMbIX MNACTMACC MOXHO HalTy B rpynne MHCTpyMeHTa 2-4 - dpessl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
W Npennaraemble / Suggested A Mpeanaraemsie ¢ nokpsiTem / Suggested with coating
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O6pab6aTtbiBaeMble maTtepuansi / Workpiece materials

Csepna / Drills

Crp. / Page 243 | Crp./Page 244 | Crp./Page 245 | Crp./Page 246 | Crp./Page 248 | Crp./Page 250 | Crp./Page 252 | Crp./Page 254 | Crp./Page 256 | Ctp./Page 258 | Ctp./Page 260 | Ctp./Page 262
217 118 150 162 163 160 161 165 166 172 173 175
217D 118E 150F 162F 163F 160F 161F 165F 166F 172F 173F 175F
u ] u u
u ] u u
| | | | | | | | | | | |
| | | | | | | | | | | |
| | | | A A A A
|| || A A A A
| | | | A A A A
| | | | | | | |
| | | | | | | |
| | | | | | | |
A A A A
A A A A
A A A A
A A A A
| | | | | | A | A | A | A | |
| | | | | | A | A | A | A | |
| | | | | | A | A | A | A |
| | | | | | A | A | A | A |
A
A
| |
| |
| |
||
|| || A A A
|| || A A A
| | A A A
] ] A A A A A
A ] A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A A A
A A A A A A
A A A A A A
A A
A A
A A
| | | A | A | A | | | | | A A | A
A A A A A A
A A A
A A
A A A A
A A A A
A A
A A
A A A A A A
A A A A A A
A A A A
A A A A
A A A A
A A A A A A
A A A A A A
A A A A
A A A A
| | | | A | | | | | | |

ToapoBHbIil CNUCOK YacTo UCTIONb3yeMbIX NNACTMACC MOXHO HalTW B rpynne MHCTPYMeHTa 2-4 - hpessl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.

B Mpepnaraemsie / Suggested A Mpeanaraemsie ¢ nokpsiTvem / Suggested with coating
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Martepuansi / Materials

O6pabaTbiBaeMble maTepuansl / Materials

Tpynna | MpoytocTs Nimm? Marepuan Homep matepuana | MpoyHocts N/mm? Csepna / Drills
Group | Strength N/mm? Material designation Material Number | Strength N'mm? § Crp./Page 264
176
A 176F
A1 G-AlMg3 3.3541 130 - 190
A1.2 Al99.5/F13 3.0255 100 - 250
A13 GDAISi17Cu4 180 - 250
A14 <400 GD-AISi12 3.2582 220 - 300
A15 <400 GD-AISi9Cu3 3.2163 240 - 320
A1.6 <705 AlCuMgl / F39 3.1325 300 - 500
A1.7 <705 MMC 600 -1400
A2 <400 E-Cu 2.0060 220 - 350
A22 <400 GCuSn5ZnPh / Rg5 2.1096 150 - 350
A23 <400 GCuSn7ZnPh / Rg7 2.1090 150 - 350
A24 <705 CuZn40 /Ms60 2.0360 340 - 500
A25 <705 CuZn39Pb2 / Ms58 2.0380 350 - 500
A26 <705 CuZn37 /Ms63 2.0321 300 - 550
A2.7 <850 CUAILON 2.0966 500 - 800
A3d | <705 | Ampco 16 | | 630 | | | | | | |
A3.2 | <705 [ Ampco 20 [ [ 600 1 [ [ [ [ [ [
Add | <705 | MgAl6 | 3.5662 | 300 - 500
| A42 | <705 | GMgAI9Zn1 | 35912 | __300-500
B
B1.1 110
B1.2
B1.3 110
B14 800-1500 AFK-CFK-GFK
B1.5 130
B1.6 110
c1.1 <400 Q-St-37-3 1.0123 <400 A
C1.2 <400 R-Fe80 11014 <400 A
c13 <705 9SMnPb28 10718 500 - 700 A
C14 <705 St37-2 1.0037 320 - 470 A
C15 <705 16MnCr5 17131 500 - 700 A
C1.6 <850 Ck45 1.1191 600 - 800 A
c1.7 <1125 Gs25CrMo4 1.7218 650 - 950 A
C1.8 <1125 St70-2 1.0070 700 - 900 A
c21 <1125 100Cr6 1.3505 700 - 900 A
Cc22 <1125 X155CrVMo12-1 1.2379 900 - 1100 A
A% <1125 X30WCrV5-3 1.2567 1100 A
42CtMo4V. 1.7225 1200 - 1400 A
X38CrMoV/5-3 1.2367 900 - 1100 A
55NiCrMoV6 12713 47 - 52 HRC A
56 - 60 HRc 45WCrV7 1.2542 56 - 60 HRC
58 - 63 HRc X155CrVMo12-1 1.2379 60 - 63 HRC
X210CrW12 1.2436 63 - 66 HRC
FeroTiC | | 800-900 | A |
Hardox500 1300 - 1400

XLONICrAITi32-20 (INCO.800)

610 - 850

X12CNiTi18-9 1.4878 500 - 700
X6CrNiMoTi17-12-2 14571 500 - 730
X45SiCr4 1.4704 900 - 1100
X5NiCITi26-15 1.4980 1200
E14 | <705 | Ti3 (Ti99.4) 3.7055 700
E1.2 <1125 TiAl6V4 37164 700 - 900
E13 TiAIMo4Sn2 37185 900 - 1250
E 2.1 NiCu30Fe (MONEL400) 2.4360 420- 610
NiCr19NbMo (INCONEL718) 2.4668 850-1200
Haynes 25 (L605) 1550 - 2000
F
F11 [ <33HB | GG 20 0.6020 120-220 HB
<333HB GG 30 0.6030 220 - 270 HB
<400 HB
F1.4 <705 GTW40 0.8040 360 - 420
F1.5 | <705 [ GTS65 0.8165 560 - 650
F2.1 <400 GGG 40 0.7040 400
F2.2 <1125 GGG 70 07070 700 - 1050
F2.3 <333HB GGV (80% Perlit) 220 HB
| F24 <333 HB GGV (100% Perlit) 230 HB
G
BT s I —— | | | | | |
| G21] <255HV10 | W-Cu 80/20 | [ 230-250HV || | [ | | | |

TMoapoBHIit CNCOK YacTo MCTIONb3yeMbIX MNACTMACC MOXHO HalTI B rpynne MHCTPyMeHTa 2-4 - hpessl Ans nnacTuka. / Detailed description of plastic materials to be worked is avilable under section 2-4 - End Mills for composite materials.
B Mpeanaraemsie / Suggested A Mpeanaraemsie ¢ nokpsiTvem / Suggested with coating
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Bopdpesbl
Rotary burs




MHCTPYMEHT - T'PYIMMNA 1
TOOL - GROUP 1

CTAHOAPTHBIE BOP®PE3bl / STANDARD ROTARY BURS

®dopma Pasvep xBocTOBUKA ApT.Ne CTtpaHuua
Shape Shank dimensions Code Page
ZYA @ 2,35 mm 20 41
UnnuHgp @ 3,00 mm 40 41
Cylindrical Cranpapt / Standard 30 41
without end cut | n.xsocTosuka/Shank length 100 mm 30-100 55

[n.xsocToBuka/Shank length 150 mm 30-150 57

[n.xBoctoBuka/Shank length 300 mm 30-300 59
ZYA/IST @ 2,35 mm 20-ST 42
UnnuHgp ¢ @ 3,00 mm 40-ST 42
TOpLEBbLIMU Crtangaprt / Standard 30-ST 42
3yGbamu [On.xBocToBuka/Shank length 100 mm 30-ST100 55
Cylindrical [n.xsoctoBmka/Shank length 150 mm 30-ST150 57
with end cut [n.xsocToBuka/Shank length 300 mm 30-ST300 59
WRC @ 2,35 mm 21 43
UnnuHgp ¢ @ 3,00 mm 41 43
paauycHbIM CrtaHpgapt / Standard 31 43
TOpLEM [n.xsocToBuka/Shank length 100 mm 31-100 515
Cylindrical [On.xsoctoBuka/Shank length 150 mm 31-150 57
radius end [On.xBocToBwka/Shank length 300 mm 31-300 59
KEL @ 2,35 mm 22 44
KoHyc ¢ @ 3,00 mm 42 44
pagunycHbIM Crtanpgaprt / Standard 32 44
Topuem [n.xBocToBuka/Shank length 100 mm 32-100 55
Taper radius [On.xsoctoBuka/Shank length 150 mm 32-150 57
end [n.xsocToBuka/Shank length 300 mm 32-300 59
RBF @ 2,35 mm 23 45
MnameBungHas @ 3,00 mm 43 45
C paguyCHbIM CrtaHpgapt / Standard 33 45
TOpLEM [n.xsocToBuka/Shank length 100 mm 33-100 56
Tree with [On.xsoctoBuka/Shank length 150 mm 33-150 58
radius end [n.xsocToBuka/Shank length 300 mm 33-300 60
SPG @ 2,35 mm 24 46
NMnameBuaHas @ 3,00 mm 44 46
C 3aocTpeHHon |CraHgapT / Standard 34 46
ronoBKOM [On.xBocToBvka/Shank length 100 mm 34-100 56
Tree with [On.xsoctoBuka/Shank length 150 mm 34-150 58
pointed end [n.xBoctoBuka/Shank length 300 mm 34-300 60
SKM @ 2,35 mm 25 47
KoHyc @ 3,00 mm 45 47
Conical CrtaHpgaprt / Standard 35 47
KSK-90° @ 3,00 mm 46-90° 48
KoHyc Cranpaprt / Standard 36-90° 48
90° Conical
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MHCTPYMEHT - T'PYINMNA 1
TOOL - GROUP 1

CTAHOAPTHBIE BOP®PE3bl / STANDARD ROTARY BURS

®dopma Pa3mep xBocToBMKa ApT.Ne CTtpaHuua

Shape Shank dimensions Code Page

KSJ-60° @ 3,00 mm 46-60° 49

Konyc CraHpaprt / Standard 36-60° 49

60° Conical

TRE @ 2,35 mm 27 50

OBan @ 3,00 mm 47 50

Oval Cranpaprt / Standard 37 50
[On.xsocToBvka/Shank length 100 mm 37-100 56
[n.xsocToBuka/Shank length 150 mm 37-150 58
[n.xsocToBuka/Shank length 300 mm 37-300 60

KUD @ 2,35 mm 28 51

Cdpepa @ 3,00 mm 48 51

Ball CrtaHpgaprt / Standard 38 51
[n.xsocToBwmka/Shank length 100 mm 38-100 56
[On.xsoctoBuka/Shank length 150 mm 38-150 58
[n.xBoctoBuka/Shank length 300 mm 38-300 60

WKN @ 3,00 mm 49 52

O6paTHbIn koHyc| CTaHaapT / Standard 39 52

Inverted

cone without

end cut

WKN/ST @ 3,00 mm 49-ST 53

OB6paTHblit KOHYC| Crappapr / Standard 39-ST 53 \

gyT6oopl\;leBb|M é\"”é S

Inverted wUS

cone with

end cut

HABOPbI U AKCECCYAPbI / SETS & ACCESSORIES

ApT.Ne CtpaHuua
Code Page
Habopbl Nr. 10 10 54
Sets Nr. 11 11 54
Nr. 12 12 54
Habop ¢ nHeBMO.
wnmd. mawmHon |Nr. 13 13 54

Air grinding unit
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MHCTPYMEHT - T'PYIMMNA 1
TOOL - GROUP 1

BOP®PE3bI AJ14 LUTAMIMOB, MPECC ®OPM - CTIN / MOULD, TOOL AND DIE MAKING ROTARY BURS - INT.STAND.

®dopma Pasvep xBocTOBUKA ApT.Ne CTtpaHuua

Shape Shank dimensions Code Page

LmnuHap Tun Hace4kn 4 40ST-4 61-62

Cylindrical Cut type W
Lmnunap Tun Hace4vkun 6 40ST-6 61-62

Cylindrical Cut type

R —
52592 SISt SESESR 2=

CNEUWAJIbHbBIE BOP®PE3bI - WN / SPECIAL ROTARY BURS - INTERNAL STANDARD

®dopma Pa3smep xBocTOBMKA ApT.Ne CtpaHuua
Shape Shank dimensions Code Page
Masosasa dpesa [CTM - 6,00 mm 114-90° 63
yrnosas
Groove Internal standard
cutters
[MasoBas CTIM-6,00 mm 115 64
paauycHasi
pesa

Internal standard 6,00 mm
Radius groove
cutters
Huckoeas CTM-6,00 mm 116 64
npsimas
Disc Internal standard 6,00 mm
cutters
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CkopocTb pe3aHus (HopmaTMBHbIe 3Ha4YeHusA) ansa 6opdpes Cerin
Cutting speeds (approximative values) for Cerin rotary burs

Marepuan VHM Cer-T Tun Hace4vkn
Material V. (m/min) V. (m/min) Cut type
<400 N/mm? 800 - 1000 800 - 1000 Tun Hace4ku 1
< 705 N/mm? 600 - 800 800 - 1000 Cut typel
TwutaH - Cnnaebl TUTaHA max = 2000 06/MuH
< 400 N/mm? 650 - 800 650 - 1000 Tun Hace4vku 2
< 850 N/mm? 500 - 650 600 - 800 Cut type 2
TwutaH - Cnnaebl TUTaHA max = 2000 06/MuH
< 705 N/mm? 500 - 650 600 - 800 Tun Haceuku 3
< 1125 N/mm? 400 - 500 400 - 600 Cut type 3
<46 HRC 200 - 450 300 - 500
TuTaH - CnnaBbl TUTaHa max = 2000 06/MUH
< 850 N/mm? 450 - 650 500 - 750 Twun Haceuku 4
<1125 N/mm? 350 - 500 400 - 600 Cut type 4
<46 HRC 250 - 350 250 - 500
PRZEEER 200- 350 300 - 450
TuTaH - CnnaBbl TUTAHa max = 2000 06/MuWH
< 1125 N/mm? 350 - 600 400 - 600 Tun Haceuku 5
250 - 300 250 - 400 Cut type 5
150 - 250 150 - 300
150 - 300 200 - 400
TwutaH - Cnnaebl TUTaHA max = 2000 06/MuH
< 705 N/mm? 500 - 650 600 - 800 Tun Hace4vku 6
<1125 N/mm? 300 - 500 400 - 600 Cut type 6
<46 HRC 200 - 450 300 - 500
TwutaH - Cnnaebl TUTaAHA max = 2000 06/MuH

* B HumaHue! TutaH - CnnaBbl TUTaHa Max. n = 2000 (06/MuUH)

* Attention! Titanium and Titanium alloys max. n = 2000 (min-*)

CkopocTb pe3aHusa - YacToTa BpalleHus
Cutting speeds V. (m/min) - Revolution per minute n (min?)

®dopmyna: ckopocTb pe3aHusi Vc (m/min) - O6opoTbl B MUHYTY (06/MUH)
Formula: cutting speed V. (m/min) - Revolution per minute n (min-?)

@ D.(mm) x 3,14 x n/min

V. (m/min) x 1000

V. (m/min) = o n (min) = 55 (mm) x 3,14
V. D. (mm)
; 235 | 300 | 400 | 500 | 600 | 800 | 1000 | 12,00 | 16,00 | 20,00
(m/min) 060poThbl N (06/MuH) / Revolution per minute n (min?)
100 13550 10616 7962 6369 5308 3981 3185 2654 1990 1592
150 20325 15924 11943 9554 7962 5971 A777 3981 2986 2389
200 27100 21231 15924 12739 10616 7962 6369 5308 3981 3185
250 33875 26539 19904 15924 13270 9952 7962 6635 4976 3981
300 40650 31847 23885 19108 15924 11943 9554 7962 5971 A777
350 47425 37155 27866 22293 18577 13933 11146 9289 6967 5573
400 54201 42463 31847 25478 21231 15924 12739 10616 7962 6369
500 67751 53079 39809 31847 26539 19904 15924 13270 9952 7962
600 81301 63694 47771 38217 31847 23885 19108 15924 11943 9554
700 94851 74310 S8 44586 BIlSS 27866 22293 18577 13933 11146
800 108401 84926 63694 50955 42463 31847 25478 21231 15924 12739
900 121951 95541 71656 SIB25 47771 35828 28662 23885 17914 14331
1000 135501 106157 79618 63694 53079 39809 31847 26539 19904 15924

* B HuMaHue! TuTaH - CnnaBbl TUTaHa Max. n = 2000 (06/MUH)

* Attention! Titanium and Titanium alloys max. n = 2000 (min)
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Tunbl Hace4vkn ana 6opdgpes Cerin
Cut types of Cerin rotary burs

Tun Haceukun 1 - ANIOMUHUN
Cut type 1 - Aluminium

Oco6eHHO XOPOLLO NOAXOAMT Af1s antOMUHWS, MarHus, NnacTMacchl, APEeBECUHbI Y TBEPAON PE3UHBI.

CneumnanbHas KOHCTPYKUmMs 3yba 1 pagmnanbHas reomeTpusi obneryaroT yaaneHue CTpyXK1, Takum obpasom npegorepaiias
3aCOpeHNe NHCTPYMEHTA.

Particularly suitable for working on aluminium, magnesium, plastic, and hard rubber. Gives high cutter efficiency, with good
removal of material. The specific features of this type of cut facilitate rapid removal of chips preventing these from clogging the
tool.

Tun Haceyku 2 - KpynHbin
Cut type 2 - Course

Bmom eud Hace4Ku siesiemcs nPOMeXymoyHbiM mexoy 1 u 3, pekomeHOyemcs 055l MA2KUX Mamepuasnos: 6pOH3bI, 1amyHU,
osio8a, UuHKa, Medu u Opyaux fiekeo yoansembix Mamepuanos. s mamepuaros, obpa3yrowux OrnuHHY CmpyxKy 0aHHbIU
mur OO/KeH UCIMOob308ambCs C CIMPYXKOIOMOM.

This type of cut is intermediate between cut 1 and cut 3 and, it is recommended for soft materials, bronze, brass, tin, zinc,
copper and other easily removable materials. For long chipping material this cut should be used with chip breaker.

Tun Haceuku 3 - CpegHuin / CtaHgapTt
Cut type 3 - Medium

CTaHOapTHbIA TUR Hacevku noaxoaut Ans ctanu o 56 HRC, nuToi ctanmu, cTanbHbIX CMiaBoB, CBApHbIX LUBOB W MOYTU
BCeX MeTannnyeckmnx marepuarnos. OTOT TUN MNO3BOMAET AOCTUYb ONTUMalnbHbIX PEXMMOB pe3aHnA U Xopollero Kayecrtsa
MOBEPXHOCTY.

Standard cut. Suitable for steel (including tempered) cast steel, weld seams, and in general almost all metallic materials.

To gether with optimum efficiency, it gives a good surface finish.

CTpyXKOJIOM
Chip breaker

Moxem 6bimb 6bInofiHeH Ha 6cex hpesax ¢ oO0uHapHOU Hace4ykol. PekomeHOyemcsi ucrionib3ogame 0751 0bpabomku
Mamepuarnos, obpasyrowux OnuHHyro cmpyxKy. [lo mpebosaHuto 6opghpesni Cerin ¢ Haceykamu muna 1-2-3 u 5 moeym
ocmassisimbCsi CO CMPY)KKOIOMOM C HeGObWUM y8erudyeHUeM UeHbl.

This can be executed on all single cut file cutters. Use is recommended for working of materials which produce long chips. Upon
request, Cerin rotary burs with cut type 1-2-3 and 5 can be supplied with chip breaker with a small additional price.
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Tunbl Haceuku ans 6opdpe3s Cerin
Cut types of Cerin rotary burs

Tun Haceuku 4 - AnmasHas
Cut type 4 - Diamond

PekomeHOyemcs Ornisi 8bICOKO/IE2UPO8aHHOU Cmaru, Hepxaserouwjel cmarsnu, MagHUesbIX criagos, cepoeo 4yeyHa u CriNi
cmanet. OcobeHHocmu 2eomempuu OaHHOU Haceyku obecrieqyusarom 3HadumesibHoe MPOHUKHO8EHUEe & Mamepuan C
nyqweti cnocobHocmbo ydaneHusi CmpyXKu. [JaHHas Hacedka rnoseonsem uzbexamb hopMupo8aHUsi Hacmoswel CmpyXKu
br1azo0apsi uamenbyeHUro ydaneHHo20 Mamepuarna u, makum obpa3om uzbasnssiem onepamopa om HedocmamkKo8 Cesi3aHHbIX
¢ OaHHou onepauyued.

Recommended for high alloy steel, stainless steel, magnesium alloys, grey cast iron and CrNi steels. Its particular geometry
allows considerable material penetration with a removal capacity greater than the standard cut. It avoids the formation of true
proper chips pulverising the removed material and thus avoiding the associated disadvantage for the operator during working.

Tun Haceuku 5 - Menko3sepHucras
Cut type 5 - Fine

Menko3epHucTasi Hacevyka OCOBEHHO MOAXOoAuT ANis 3akaneHHow ctanu oo 66 HRC n ans nonyyeHus BbICOKOrO KavecTBa
MOBEPXHOCTH.
Fine cut. Particularly suitable for tempered steel up to 66 HRC and for obtaining high surface finish.

Tun Haceyku 6 - [1BoHanA
Cut type 6 - Double cut

YHueepcarnbHasi Hacedyka nooxodum Onisi pabombl rpakmMuyYyecKu Ha 6cex Mema’ssludeckux Mamepuasax, 8 moM 4ucrie
ommyuweHHbIX cmarsel U KOppO3UOHHO-CMOUKUX Mamepuarnos. YMeHbwaem gubpayuto u 0aem ny4uiuti KOHmMpOosib pe3ya 60
8pems pabomel. 3HayumenbHbIlU MomeHyuan yoaneHus ¢ xopowel obpabomkol nosepxHocmu.

Universal cut suitable for working on almost metallic materials, including tempered steels and corrosion resistant material.
Reduces vibration and gives a better control of the cutter during working. Considerable removal capacity with good surface
finish.

TopueBas Haceuka
Frontal teeth

Mo TpeboBaHnto 6opdpesbl Cerin 30 1 39 MOryT NOCTaBNATLCS C TOPLEBLIMU 3yObsiMU.
Wcnonb3ytotest, ecnv opoHTarnbHbIA MaTepuan formkeH OblTb yaarneH.

Cerin rotary burs type 30 and 39 can be supplied with end cut upon request.

Used if frontal material has to be removed.
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OMUCAHUE CUMBOJIOB

ICONS (SYMBOLS) DESCRIPTION

Mapka TBEpAOro cnnaea
Carbide grade

Mpumep npumeHeHns
Application example

Mapka TBEpAOro cnnaea
Carbide grade

Mpumep npumeHeHns
Application example

Pa3amep DIN 8033
Dimensions similar to DIN 8033

[Mpumep npumeHeHns
Application example

Crangapt npegnpustus CTr1
Internal standard (WN)

Mprmep NpuMeHeHus
Application example

[nnHa nHcTpymeHTa
Tool length

Mprmep NpuMeHeHus
Application example

[nnHa nHcTpymeHTa
Tool length

Mprmep NpuMeHeHus
Application example

[nnHa nHcTpymeHTa
Tool length

Mpymep npumeHeHns
Application example

[nnHa nHcTpymeHTa
Tool length

Mpymep npumeHeHns
Application example

BHumaHwne! CHuxeHne ckopocTu pesaHns
Attention! Reduced cutting speed

Mpymep npumeHeHns
Application example

C amynbcuen
With emulsion

Mpumep npumeHeHns
Application example

Cyxoe pe3aHue
Dry machining

Mpumep npumeHeHns
Application example

C cxaTbiM BO3AYXOM
With compressed air

DD O@®MOHE

[Mpumep npumeHeHns
Application example

Mpumep npumeHeHus
Application example

Mpumep npumeHeHns
Application example

CoCeCOOaOe
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ONMUCAHUE CMMBOJIOB
ICONS (SYMBOLS) DESCRIPTION

Mpumep NpUMeHeHus
Application example

Mpumep NpUMeHeHus
Application example

Mpumep npumeHeHns
Application example

Mpumep npumeHeHns
Application example

MprmMep npumeHeHns
Application example

MpymMep NnpumeHeHns
Application example

Mpumep NpUMeHeHus
Application example

Mpumep NpUMeHeHus
Application example

[Mpumep npumeHeHns
Application example

Mpumep npumeHeHns
Application example

MpymMep npumeHeHns
Application example

MpymMep NnpumeHeHns
Application example

Mpumep NpUMeHeHus
Application example

Mpumep NpUMeHeHus
Application example

[Mpumep npumeHeHns
Application example

Mpumep npumeHeHns
Application example

MpymMep NnpumeHeHns
Application example

MpymMep NnpumeHeHns
Application example

Mpumep NpUMeHeHus
Application example

Mpumep NpUMeHeHus
Application example

Mpumep npumeHeHns
Application example

Mpumep npumeHeHns
Application example

MpymMep NnpumeHeHns
Application example

Mpumep NpUMeHeHus
Application example
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Popma ZYA - UunuHgp 6e3 TopueBbiX 3yobeB

Shape ZYA - Cylindrical without end cut

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka

Cer-T coating upon request

N
o

)

<2

L1 | t
A J
Sim. to e
8033 —")
D. L2 L1 D2 Tun Haceuku/ Cut type
20 40 30
1 2 3 4 5 6

1,5 8 40 2,35 - ® ® ® ® X 2015/...

2,35 12 40 2,35 - X X X X X 2020/...

4 10 45 2,35 - R R ® ® X 2043/...

5 12 47 2,35 - X X X X X 2053/...

6 13 48 2,35 - R R ® ® X 2063/...

1,5 8 40 3,00 - X X X X X 4015/...

2 10 40 3,00 - R R ® ® X 4020/...

2,5 12 40 3,00 - X X X X X 4025/...

3 13 40 3,00 - R R ® ® X 4033/...

4 10 45 3,00 - X X X X X 4043/...

5 12 47 3,00 - X X ® ® X 4053/...

6 13 48 3,00 - ® ® X X X 4063/...

4 13 50 6,00 R X X X X R 300406/...

6 16 50 6,00 X X X X X X 300606/...

8 20 65 6,00 X i i X X R 300806/..
10 20 65 6,00 X X X X X X 301006/...
12 25 70 6,00 X R R ® ® X 301206/...
16 25 70 6,00 X4 X X R R X4 301606/...
16 25 70 8,00 X R R ® ® X 301608/...
20 25 70 6,00 X ® ® X X X 302006/...
20 25 70 8,00 X R R ® ® X 302008/...

... Moxanyicra, Bcerga ykasblBante TuM Haceuvku (Hanpumep:
Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35




®Popma ZYA/ST - UunuHapuyeckas ¢ TopueBbIMU 3yObAMU
Shape ZYA/ST - Cylindrical with end cut

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka
Cer-T coating upon request

/ ()]
]
AN | |
A\ J
Sim. to —
8033 (—")
D. L2 L1 D2 Tun Haceukwu / Cut type
20-ST 40-ST 30-ST
1 2 3 4 5 6

1,5 8 40 2,35 - X X ® ® X 2015/...ST

2,35 12 40 2,35 - X X X X X 2020/...ST

4 10 45 2,35 - X X ® ® X 2043/...ST

5 12 47 2,35 - X X X X X 2053/...ST

6 13 48 2,35 - X X R R X 2063/...ST

1,5 8 40 3,00 - X X X X X 4015/...ST

2 10 40 3,00 - X X R R ® 4020/...ST

25 12 40 3,00 - X X X ® X 4025/...ST

3 13 40 3,00 - X X R R X 4033/...ST

4 10 45 3,00 - X X ® ® X 4043/...ST

5 12 47 3,00 - X X X X X 4053/...ST

6 13 48 3,00 - X X X X X 4063/...ST

4 13 50 6,00 R R R X X R 300406/...ST

6 16 50 6,00 X X X X X X 300606/...ST

8 20 65 6,00 R ® ® X X R 300806/...ST
10 20 65 6,00 X X X X X X 301006/...ST
12 25 70 6,00 X X X R R X 301206/...ST
16 25 70 6,00 X4 X X X X X 301606/...ST
16 25 70 8,00 X X X R R ® 301608/...ST
20 25 70 6,00 X4 ® ® X X X 302006/...ST
20 25 70 8,00 X X X R R X 302008/...ST

... MoxanyicTa, Bceraa ykasbiBawTe TUn Hacevkun (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

=

42 Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35



Popma WRC - LlunuHgpuyeckas ¢ paguyCcHbIM TopLemM
Shape WRC - Cylindrical radius end

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka
Cer-T coating upon request

Sim. to e
DN ) { 55
8033 —")
D. L2 L1 D2 Tun Haceukwm / Cut type
21 41 31
1 2 3 4 5 (]
1,5 8 40 2,35 - ® ® ® ® X 2115/...
2,35 12 40 2,35 - X X X X X 2120/...
4 10 45 2,35 - R R ® ® X 2143/...
5 12 47 2,35 - X X X X X 2153/...
6 13 48 2,35 - R R ® ® X 2163/...
1,5 8 40 3,00 - X X X X X 4115/...
2 10 40 3,00 - R R ® ® X 4120/...
25 12 40 3,00 - X X X X X 4125/...
3 13 40 3,00 - R R ® ® X 4133/...
4 10 45 3,00 - X X X X X 4143/...
5 12 47 3,00 - X X ® ® X 4153/...
6 13 48 3,00 - ® ® X X X 4163/...
4 13 50 6,00 R X X X X R 310406/...
6 16 50 6,00 X X X X X X 310606/...
8 20 65 6,00 X i i X X R 310806/...
10 20 65 6,00 X X X X X X 311006/...
12 25 70 6,00 X R R ® ® X 311206/...
16 25 70 6,00 X X X X X X 311606/...
16 25 70 8,00 X R R ® ® X 311608/...
20 25 70 6,00 X X X X X X 312006/...
20 25 70 8,00 X R R ® ® X 312008/...

... MoxanywcTa, Bceraa ykasbiBanTe TUn Hacevkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpanuua 35 43
For working-parameters see page 35



®dopma KEL - KoHyc ¢ pagnycHbIM ToLem
Shape KEL - Taper radius end

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka
Cer-T coating upon request

L2 N
O /K’
o] === 5 )
— ¥V A
L1
J
0=
= >
r—n
D. | L2 |L1|D2| R a Tun Haceukwu / Cut type
22 42 32
1 2 3 4 5 6

2,35 12 40 |12,35| 1 4° - X X X X 2220]...

4 14 49 12,35| 1 10° - X X X X X 2243/...

5 16 51 (2,35 1,5 | 10° - X X X R X 2253/...

6 20 55 (2,35 1,5 | 10° - X X X X X 2263/...

3 14 40 3,00 1 6° - X X X X X 4233/...

4 14 | 49 |[3,00| 1 10° - x4 x4 X4 x4 X 4243]...

5 16 51 (3,00 1,5 | 10° - X X X X ® 4253/...

6 20 55 (3,00 1,5 | 10° - X X X X X 4263/...

4 14 | 50 |6,00| 1 10° X R R R x4 g 320406/...

6 20 | 50 (6,00 1,5 | 10° X x4 X4 x4 X X 320606/...

8 20 | 65 | 6,00 | 15 | 14° X R R x4 x4 g 320806/...
10 20 | 65 |6,00| 2,9 | 14° X x4 x4 x4 x4 X 321006/...
12 30 75 (6,00 2,6 | 14° ® X X X R ® 321206/...
16 30 | 75 |6,00| 48 | 14° X x4 K x4 x4 x4 321606/...
16 30 75 (8,00 48 | 14° ® X X X R X 321608/...
20 42 | 87 |6,00| 59 | 14° X X x4 x4 x4 X4 322006/...
20 42 87 |8,00| 59 | 14° X 4 R x4 x4 x4 322008/...

... MoxanyicTa, Bceraa ykasbiBawTe TUn Hacevkun (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

=

44 Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35



®dopma RBF - NMnameBuaHasa ¢ paanycHbIM TopLemM
Shape RBF - Tree with radius end

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka

Cer-T coating upon request

D2

=L |

L

1

DOREIO

DIN %@

8033
D. | L2 | L1 | D2 | R~ Tun Haceukwu / Cut type

23 43 33
1 2 3 4 5 6

2,35| 12 40 |2,35| 0,5 - X X X X 2320/...
4 10 | 45 [2,35| 1 - x4 x4 x4 x4 X 2343]...
5 12 47 (2,35 1,2 - X X X R X 2353/...
6 13 48 |2,35| 1,5 - X X X X X 2363/...
3 13 40 (3,00 0,8 - ® X X X ® 4333/...
4 10 | 45 (3,00 | 1 - x4 x4 x4 x4 X 4343/...
5 12 47 13,00 1,2 - X X X X X 4353/...
6 13 | 48 [3,00| 1,4 - x4 X x4 x4 X 4363/...
4 14 | 50 (6,00 | 1 X R R X x4 Jxd 330406/...
6 18 | 50 | 6,00 1,5 ® x4 x4 x4 x4 X 330606/...
8 20 | 65 |6,00| 1,8 X X R R x4 g 330806/...
10 20 | 65 |6,00| 2,5 ® x4 x4 x4 x4 X 331006/...
12 25 | 70 |6,00| 2,5 X X R x4 x4 g 331206/...
16 30 | 75 |6,00| 3,6 ® x4 x4 X4 x4 X4 331606/...
16 30 | 75 |8,00]| 3,6 X X R R x4 g 331608/...
20 35 | 80 |6,00| 5 ® x4 X x4 X4 X 332006/...
20 35 | 80 |8,00|5 X X R x4 x4 g 332008/...

... MoxanywcTa, Bceraa ykasbiBanTe TUn Hacevkn (Hanpumep: 2015/4)

Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpanuua 35
For working-parameters see page 35




®dopma SPG - NMnameBnpgHasn
Shape SPG - Tree with pointed end

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka
Cer-T coating upon request

D2

L2
oﬂi )

L1 |
A\ J
Sim. to —
DOROOCE
8033 (—")
D. L2 L1 D2 Tun Haceukwu / Cut type
24 44 34
1 2 3 4 5 6

235 | 12 40 2,35 - X X ® ® X 2420/...

4 10 45 2,35 - X X X X X 2443/...

5 12 47 | 2,35 - i i i i i 2453/...

6 13 48 2,35 - X X X X X 2463/...

3 13 40 3,00 - X X R R X 4433/...

4 10 45 3,00 - X X X X X 4443/...

5 12 47 3,00 - X X R R ® 4453/...

6 13 48 3,00 - X X X ® X 4463/...

4 14 50 6,00 X X X R R X 340406/...

6 18 50 6,00 R R R X X R 340606/...

8 20 65 6,00 X X X X X X 340806/...
10 20 65 6,00 X4 X X X X X 341006/...
12 25 70 6,00 X X X ® ® X 341206/...
16 30 5 6,00 X X X X X X 341606/...
16 30 75 8,00 X X X ® ® X 341608/...
20 40 85 6,00 X X X X X X 342006/...
20 40 85 8,00 X X X R R X 342008/...

... MoxanyicTa, Bceraa ykasbiBawTe TUn Hacevkun (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

=
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®dopma SKM - KoHnyeckue
Shape SKM - Conical

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka
Cer-T coating upon request

L2 ‘ N
/ﬁ -
O
DI == o )
LT
A J
Sim. to e
8033 —")
D. | L2 | L1 | D2 Twun Haceuku / Cut type
25 45 35
1 2 8 4 5 6

2,35| 11 40 | 2,35 - X X X ® 25201/...

4 10 45 | 2,35 - X X X X ¥ 2543/...

5 12 47 12,35 - X X X R ® 2553/...

6 13 48 | 2,35 - X X X X ¥ 2563/...

3 11 40 | 3,00 - X X X X X 4533/...

4 10 | 45 |3,00| - X X4 X X X 4543/...

5 12 47 | 3,00 - X X X X X 4553/...

6 13 | 48 |3,00| - X4 X X4 X4 X 4563/...

4 14 | 50 | 6,00 & R 4 R R X 350406/...

6 18 | 50 | 6,00 X X R X4 K X 350606/...

8 20 65 (6,00 X X X X R ® 350806/...
10 20 | 65 6,00 KX X4 R X4 X4 X 351006/...
12 25 | 70 |6,00| KX R R R x4 X 351206/...
16 25 | 70 [6,00| K X4 R X4 X4 X 351606/...
16 25 | 70 [8,00| K X X R x4 X 351608/...
20 24 | 69 6,00 K X R R K X 352006/...
20 24 | 69 |8,00| K X R R R X 352008/...

... MoxanywcTa, Bceraa ykasbiBanTe TUn Hacevkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

NN
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®dopma KSK - Konyc 90°
Shape KSK - 90° Conical

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka
Cer-T coating upon request

Joq
L L1
>

D2

8033 (—")
D. L1 D2 Tun Haceukwu / Cut type
46 36
1 2 3 4 5 6

3 40 3,00 - X ® X X R 4633/...-90°

4 38 3,00 - X X R X X 4643/...-90°

5 39 3,00 - X x4 X X R 4653/...-90°

6 40 3,00 - X X X X X 4663/...-90°

4 50 6,00 R R R X X ® 360406/...-90°

6 50 6,00 X R R X X R 360606/...-90°

8 53 6,00 X X X R R X 360806/...-90°
10 54 6,00 R R R X X R 361006/...-90°
12 56 6,00 X X X R R ® 361206/...-90°
16 59 6,00 X4 ® X X X X 361606/...-90°
20 62 6,00 X X X X X X 362006/...-90°
20 62 8,00 X ® ® X X X 362008/...-90°

... MoxanyicTa, Bceraa ykasbiBawTe TUn Hacevkun (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

=

Paboune napameTpbl cM.cTpaHuua 35
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®dopma KSJ - KoHyc 60°
Shape KSJ - 60° Conical

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka

Cer-T coating upon request

i

¥y J

D2

8033 —")
D) L1 D2 Twun Haceuku / Cut type
46 36
1 2 & 4 5 6

3 40 3,00 - X X X X X 4633/...-60°

4 38 3,00 X X X X X 4643/...-60°

5 39 3,00 - R R R X R 4653/...-60°

6 40 3,00 - X X X X X 4663/...-60°

4 50 6,00 X X X X R R 360406/...-60°

6 50 6,00 R X4 X X X X4 360606/...-60°

8 56 6,00 ® X X X X X 360806/...-60°
10 57 6,00 R R R X X R 361006/...-60°
12 60 6,00 ® X X X X X 361206/...-60°
16 64 6,00 X X X X X X 361606/...-60°
20 68 6,00 ® X X X X X 362006/...-60°
20 68 8,00 ® 4 X X X X 362008/...-60°

... MoxanywcTa, Bceraa ykasbiBanTe TUn Hacevkn (Hanpumep: 2015/4)

Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpanuua 35
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®opma TRE - OBan
Shape TRE - Oval

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka

Cer-T coating upon request

D2

Sim. to
2 OREWQ
8033 (—")
D. | L2 |L1|D2| R Tun Haceuku / Cut type
27 47 37
1 2 3 4 5 6

1,5 25| 40 [2,35| 0,64 - X X X ® X 2715/...

2,35 4 40 (2,351 - R R X4 X4 X4 2720/...

4 7 42 12,35|1,5 - X X X R X 2743/...

5 8 43 12,35|2 - X X X X X 2753/...

6 10 45 12,35(2,8 - X X X R R 2763/...

3 7 40 |3,00 (1,2 - X4 X X4 X4 X4 4733/...

4 7 | 42 [3,00]15 N | B | B | ® X 4743/...

5 8 43 13,00 | 2 - X X X X X 4753/...

6 10 45 13,00 | 2,8 - X X X R R 4763/...

4 7 50 (6,00 1,5 X4 X4 R R X X4 370406/...

6 10 50 |6,00| 28 R R R R X x4 370606/...

8 13 58 (6,00 | 3,7 X4 X4 R R ® X4 370806/...
10 16 61 | 6,004 R R R R X x4 371006/...
12 20 65 (6,00 5 X4 X R X4 ® X4 371206/...
16 25 70 |6,00|6,5 ® X 4 R X x4 371606/...
16 25 70 [8,00(6,5 K X R X4 ® K 371608/...
20 25 70 16,009 R X R R X x4 372006/...
20 25 70 |8,00|9 X4 X 4 4 xd xd 372008/...

... MoxanyicTa, Bceraa ykasbiBawTe TUn Hacevkun (Hanpumep: 2015/4)

Please always indicate cut type (example: 2015/4)

NN

=

Paboune napameTpbl cM.cTpaHuua 35
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®Popma KUD - Ccpepa

Shape KUD - Ball

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka
Cer-T coating upon request

D. L2 L1 D2 Tun Haceukwm / Cut type
28 48 38
1 2 3 4 5 6

1,5 1,35| 40 2,35 ® ® ® ® X 2815/...

2,35 2,1 | 40 2,35 - X X X X X 2820/...

4 3,6 | 385 | 2,35 - R R ® ® X 2843/...

5 45 | 39,5 | 2,35 - X X X X X 2853/...

6 54 | 40,4 | 2,35 - R R ® ® X 2863/...

1,5 1,35| 40 3,00 - X X X X X 4815/...

2 1,8 | 40 3,00 - X X ® ® X 4820/...

2,5 22 | 40 3,00 - ® ® X X X 4825]/...

3 2,7 | 40 3,00 - X X ® ® X 4833/...

4 3,6 | 385 | 3,00 ® ® X X X 4843]...

5 45 | 39,5 | 3,00 - X X ® ® X 4853/...

6 54 | 40,4 | 3,00 - X X X X X 4863/...

4 3,6 | 50 6,00 X X X X X X 380406/...

6 5 50 6,00 X X X X X X 380606/...

8 72 | 52,2 | 6,00 X X X X X R 380806/...
10 9 54 6,00 X X X X X X4 381006/...
12 10,8 | 55,8 | 6,00 X R R ® ® X 381206/...
16 14,4 | 59,4 | 6,00 | R i i i i i 381606/...
16 14,4 | 59,4 | 8,00 X X X ® ® X 381608/...
20 18 63 6,00 R ® ® X X X 382006/...
20 18 63 8,00 X X X ® ® X 382008/...

... MoxanyiicTa, Bcerga ykasblBanTe TUN HACEYKU (HanpumMep:

Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpanuua 35
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®dopma WKN - O6paTHbIN KOHYC 6e3 TopLeBbIX 3yObLeB
Shape WKN - Inverted cone without end cut

Cer-T nokpbiTve no TpeboBaHuMto 3akasyvka
Cer-T coating upon request

i

L2
| |
<

AN
o

Sim. to —
2O RGO
8033 —n
D. (L2 | L1 | D2 | a Twun Haceuku / Cut type
49 39
1 2 3 4 5 (]
3 7 40 |3,00 | 10° - X X ® ® X 4933/...
4 7 42 |3,00 | 10° - X X R R R 4943]...
5 7 42 |3,00 | 10° - R R ® ® X 4953/...
6 7 42 |3,00 | 10° - X X X X X 4963/...
4 7 50 (6,00 | 10° R X X X X X 390406/...
6 7 50 |6,00 | 10° R ® ® R R X 390606/...
8 8 53 |6,00 | 10° R X X X X ® 390806/...
10 13 | 58 |6,00 | 10° X ® ® X X x4 391006/...
12 13 58 |6,00 | 20° R X X X X R 391206/...
16 13 | 58 |6,00 | 20° X ® ® X X X 391606/...
20 13 58 |6,00 | 30° R X X X X X 392006/...
20 13 | 58 |8,00 | 30° R ® ® X X 4 392008;...

... MoxanyicTa, Bcerga ykasbiBanTe TUn Hacevkun (Hanpumep: 2015/4)
. Please always indicate cut type (example: 2015/4)

NN

Paboune napameTpbl cM.cTpaHuua 35
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dopma WKN/ST - O6paTHbIM KOHYC C TOpLIEeBbIMU 3yObAMMU
Shape WKN/ST - Inverted cone with end cut

Cer-T nokpbiTve no TpeboBaHuMio 3akasymka

Cer-T coating upon request

k2
N
-

1

Sim. to e

DO RECeie

8033 —")
D. |L2 | L1 |D2| a Tun Haceukwm / Cut type

49-ST 39-ST
1 2 3 4 5 (]

3 7 40 |3,00 | 10° X X X X R 4933/...ST
4 7 42 |3,00 | 10° X X X X X 4943/...ST
5 7 42 |3,00 | 10° i i X X R 4953/...ST
6 7 42 13,00 | 10° - X X X X X 4963/...ST
4 7 50 |6,00 | 10° x4 X X X X R 390406/...ST
6 7 50 |6,00 | 10° X4 X X R R X4 390606/...ST
8 8 53 (6,00 | 10° X R R ® ® X 390806/...ST
10 13 | 58 |6,00 | 10° X ® ® X X X 391006/...ST
12 13 58 (6,00 | 20° X R R ® ® X 391206/...ST
16 13 | 58 |6,00 | 20° X ® ® R R 4 391606/...ST
20 13 58 (6,00 | 30° X X X ® ® X 392006/...ST
20 13 | 58 |8,00 | 30° X ® ® X X X 392008/...ST

... [MoxanywcTa, Bceraa ykasbiBanTe TUn Hacevkun (Hanpumep: 2015/4)

. Please always indicate cut type (example: 2015/4)

NN
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Habopbl n & Akceccyapbl
Sets & Accessories

HabGop / Set Nr. 10

Habop Ne. 10 - eknro4aem:

4033 - 4133 - 4233 - 4333 - 4433 - 4533 - 4633 - 4733 - 4833
-4933

HocTyneH Tun Haceykn 3-4-5-6

Set Nr. 10 - including:

4033 - 4133 - 4233 - 4333 - 4433 - 4533 - 4633 - 4733 - 4833
- 4933

Available in cut type 3-4-5-6

Hab6op / Set Nr. 11

HabGop Ne. 11 - Bkntovaer:

4063 - 4163 - 4263 - 4363 - 4463 - 4563 - 4663 - 4763 - 4863
- 4963

HocTyneH Tmn Haceykn 2-3-4-5-6

Set Nr. 11 - including:

4063 - 4163 - 4263 - 4363 - 4463 - 4563 - 4663 - 4763 - 4863
- 4963

Available in cut type 2-3-4-5-6

HabGop / Set Nr. 12

Ha6op Ne. 12 - Bkntovaert:

300606 - 310606 - 320606 - 330606 - 340606 - 350606 -
360606 - 370606 - 380606 - 390606

OocTyneH Tun Haceykn 1-2-3-4-5-6

Set Nr. 12 - including:

300606 - 310606 - 320606 - 330606 - 340606 - 350606 -
360606 - 370606 - 380606 - 390606

Available in cut type 1-2-3-4-5-6

NMueBmaTnyeckas wnudoBanbHaa mawuHa 24.000 06/mMuH - Pacxoa Bo3ayxa: 250 n/MuH
AIR GRINDING UNIT 24.000 min* - Air consumption: 250 |/min

HabGop / Set Nr. 13

HabGop Ne. 13 - Bkntoyaer:

301206/1 - 311206/2 - 321206/3 - 331206/4 - 341206/5
351206/3SP - 361206/3 - 371206/3 - 381206/6 - 391206/3
SMS 30 DC

Set Nr. 13 - including:

301206/1 - 311206/2 - 321206/3 - 331206/4 - 341206/5
351206/3SP - 361206/3 - 371206/3 - 381206/6 - 391206/3
SMS 30 DC

54



Bopdpesbl ¢ xBocToBMKOM 100 mm
Rotary burs shank length 100 mm

—
o
N
D:LL &\ ‘ 100 / / U
| mm »
r gl
[ —
EEA
o—n
[ —a
AN J
Dc L2 D2 Tun Haceuku / Cut type Kop 3akasa Bug
1 2 3 4 5 6 Order code Design
6 13 6 - - by X - X 300606/...x100 ®opwma - Shape ZYA Apr. 30
8 20 6 - - ® X - X 300806/...x100
10 20 6 - - X X - X 301006/...x100
12 25 6 - - ® X - X 301206/...x100
16 25 6 - - X X - X 301606/...x100
16 25 8 - - ® R - X4 301608/...x100
20 25 6 - - X X - ® 302006/...x100
20 25 8 - - X X - X 302008/...x100
6 13 6 - - X X - X 300606/...STx100 ®opma - Shape ZYA-ST AprT. 30-ST
8 20 6 - - ® X - X 300806/...STx100
10 20 6 - - X X - X 301006/...STx100
12 25 6 - - ® R - X4 301206/...STx100 )
16 25 6 - - X X - ® 301606/...STx100
16 25 8 - - ® X - X 301608/...STx100 _— =
20 25 6 - - X X - X 302006/...STx100
20 25 8 - - X X - X 302008/...STx100
6 13 6 - - X ® - X 310606/...x100 ®dopma - Shape WRC ApT. 31
8 20 6 - - ® R - X 310806/...x100
10 20 6 - - X X - ® 311006/...x100
12 25 6 - - ® X - X 311206/...x100
16 25 6 - - X X - X 311606/...x100
16 25 8 - - ® ® - X 311608/...x100
20 25 6 - - X X - X 312006/...x100
20 25 8 - - X X - X 312008/...x100
6 20 6 - - X X - ® 320606/...x100 ®opwma - Shape KEL-14° Aprt. 32
8 20 6 - - ® X - 4 320806/...x100
10 20 6 - - X X - X 321006/...x100
12 30 6 - - ® X - X4 321206/...x100
16 30 6 - - X X - X 321606/...x100
16 30 8 - - ® R - X 321608/...x100
20 42 6 - - X X - ® 322006/...x100
20 42 8 - - X X - X 322008/...x100

. MoxanyncTa, Bcerga ykasbiBanTe TMN Hacedkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

Paboune napameTpbl cM.cTpaHuua 35 55
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Bopdpesbl ¢ xBocToBMKOM 100 mm
Rotary burs shank length 100 mm

L2 8.
N
s Y 7 [ )
]: S g 100 mm R
N g
[ —
E=7
m—a
—n
A
DS L2 D2 Tun Haceukwm / Cut type Kop 3akasa Bug
2 3 4 5 6 Order code Design
6 13 6 - b X - X 330606/...x100 ®opma - Shape RBF Apr. 33
8 20 6 - ® X - X 330806/...x100
10 20 6 - R X - X 331006/...x100
12 25 6 - R X - X 331206/...x100
16 30 6 - R X - X 331606/...x100
16 30 8 - R X - R 331608/...x100
20 35 6 - R X - ® 332006/...x100
20 85 8 - X X - X 332008/...x100
6 13 6 - R X - X 340606/...x100
8 20 6 - ® X - X 340806/...x100
10 20 6 - R X - X 341006/...x100
12 25 6 - R X - R 341206/...x100
16 30 6 - R X - ® 341606/...x100
16 30 8 - ® X - X 341608/...x100
20 40 6 - R X - X 342006/...x100
20 40 8 - X4 X - X 342008/...x100
6 10 6 - X X - X 370606/...x100 ®dopma - Shape TRE ApT. 37
8 13 6 - ® X - R 370806/...x100
10 16 6 - R X - ® 371006/...x100
12 20 6 - ® X - X 371206/...x100
16 25 6 - R X - X 371606/...x100
16 25 8 - ® X - X 371608/...x100
20 25 6 - R X - X 372006/...x100
20 25 8 - X X - X 372008/...x100
6 54 6 - R X - ® 380606/...x100 ®dopma - Shape KUD Apr. 38
8 7,2 6 - ® X - X 380806/...x100
10 9 6 - R X - X 381006/...x100
12 10,8 6 - ® X - X 381206/...x100
16 14,4 6 - R X - X 381606/...x100
16 14,4 8 - ® X - R 381608/...x100
20 18 6 - R X - ® 382006/...x100
20 18 8 - X X - X 382008/...x100

. MoxanyicTa, Bceraa ykasbiBanTe TUN HAacCeYkM (Hanpumep:
Please always indicate cut type (example: 2015/4)

2015/4)

=

Paboune napameTpbl cM.cTpaHuua 35
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Bopdpesbl ¢ xBocToBMKOM 150 mm
Rotary burs shank length 150 mm

I_
N
D2

(—

=l 7

150 mm

A
v

| —
[/
E==
—n
AN J
Dc L2 D2 Tun Haceuku / Cut type Kop 3akasa Bug
1 2 3 4 5 6 Order code Design
6 13 6 - - by X - X 300606/...x150 ®opwma - Shape ZYA Apr. 30
8 20 6 - - ® X - X 300806/...x150
10 20 6 - - X X - X 301006/...x150
12 25 6 - - ® X - X 301206/...x150
16 25 6 - - X X - X 301606/...x150
16 25 8 - - ® R - X4 301608/...x150
20 25 6 - - X X - ® 302006/...x150
20 25 8 - - X X - X 302008/...x150
6 13 6 - - X X - X 300606/...STx150 ®opma - Shape ZYA-ST AprT. 30-ST
8 20 6 - - ® X - X 300806/...STx150
10 20 6 - - X X - X 301006/...STx150
12 25 6 - - ® R - X4 301206/...STx150 )
16 25 6 - - X X - ® 301606/...STx150
16 25 8 - - ® X - X 301608/...STx150 _— =
20 25 6 - - X X - X 302006/...STx150
20 25 8 - - X X - X 302008/...STx150
6 13 6 - - X ® - X 310606/...x150 ®dopma - Shape WRC ApT. 31
8 20 6 - - ® R - X 310806/...x150
10 20 6 - - X X - ® 311006/...x150
12 25 6 - - ® X - X 311206/...x150
16 25 6 - - X X - X 311606/...x150
16 25 8 - - ® ® - X 311608/...x150
20 25 6 - - X X - X 312006/...x150
20 25 8 - - X X - X 312008/...x150
6 20 6 - - X X - ® 320606/...x150 ®opwma - Shape KEL-14° Aprt. 32
8 20 6 - - ® X - 4 320806/...x150
10 20 6 - - X X - X 321006/...x150
12 30 6 - - ® X - X4 321206/...x150
16 30 6 - - X X - X 321606/...x150
16 30 8 - - ® R - X 321608/...x150
20 42 6 - - X X - ® 322006/...x150
20 42 8 - - X X - X 322008/...x150

. MoxanyncTa, Bcerga ykasbiBanTe TMN Hacedkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

Paboune napameTpbl cM.cTpaHuua 35 57
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Bopdpesbl ¢ xBocToBMKOM 150 mm
Rotary burs shank length 150 mm

o NN
DI N\ - 7 / )
L 50 mm N
r gl
I —
[
—a
T
A
DS L2 D2 Tun Haceukwm / Cut type Kop 3akasa Bug
2 3 4 5 6 Order code Design
6 13 6 - b X - X 330606/...x150 ®opma - Shape RBF Apr. 33
8 20 6 - ® X - X 330806/...x150
10 20 6 - R X - X 331006/...x150
12 25 6 - ® X - X 331206/...x150
16 30 6 - R X - X 331606/...x150
16 30 8 - R X - R 331608/...x150
20 35 6 - R X - ® 332006/...x150
20 35 8 - X X - X 332008/...x150
6 13 6 - R X - X 344606/...x150
8 20 6 - ® X - X 344806/...x150
10 20 6 - R X - X 341006/...x150
12 25 6 - R X - R 341206/...x150
16 30 6 - R X - ® 341606/...x150
16 30 8 - ® X - X 341608/...x150
20 40 6 - R X - X 342006/...x150
20 40 8 - X4 X - X 342008/...x150
6 10 6 - R X - X 370606/...x150
8 13 6 - ® X - R 370806/...x150
10 16 6 - R X - ® 371006/...x150
12 20 6 - ® X - X 371206/...x150
16 25 6 - R X - X 371606/...x150
16 25 8 - ® X - X 371608/...x150
20 25 6 - R X - X 372006/...x150
20 25 8 - X X - X 372008/...x150
6 54 6 - R X - ® 380606/...x150 ®dopma - Shape KUD Apr. 38
8 7,2 6 - ® X - X 380806/...x150
10 9 6 - R X - X 381006/...x150
12 10,8 6 - ® X - X 381206/...x150
16 14,4 6 - R X - X 381606/...x150
16 14,4 8 - ® X - R 381608/...x150
20 18 6 - R X - ® 382006/...x150
20 18 8 - X X - X 382008/...x150

. MoxanyncTa, Bcerga ykasbiBanTe TMn Hacedkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

=

Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35



Bopdpesbl ¢c xBocToBMKOM 300 mm
Rotary burs shank length 300 mm

o N
{ NN 7/ )
L 300 mm N
r gl
1—
m—a
[ —a
S
AN J
Dc L2 D2 Tun Haceuku / Cut type Kop 3akasa Bug
1 2 3 4 5 6 Order code Design
6 13 6 - - by X - X | 300606/...x300 ®opwma - Shape ZYA Apr. 30
8 20 6 - - ® X - X 300806/...x300
10 20 6 - - X X - X 301006/...x300
12 25 6 - - ® X - X 301206/...x300
16 25 6 - - X X - X 301606/...x300
16 25 8 - - ® R - X4 301608/...x300
20 25 6 - - X X - ® 302006/...x300
20 25 8 - - X X - X 302008/...x300
6 13 6 - - X X - X 300606/...STx300 ®opma - Shape ZYA-ST AprT. 30-ST
8 20 6 - - ® X - X 300806/...STx300
10 20 6 - - X X - X 301006/...STx300
12 25 6 - - ® R - X4 301206/...STx300 )
16 25 6 - - X X - ® 301606/...STx300
16 25 8 - - ® X - X 301608/...STx300 _— =
20 25 6 - - X X - X 302006/...STx300
20 25 8 - - X X - X 302008/...STx300
6 13 6 - - X ® - X 310606/...x300 ®dopma - Shape WRC ApT. 31
8 20 6 - - ® R - X 310806/...x300
10 20 6 - - X X - ® 311006/...x300
12 25 6 - - ® X - X 311206/...x300
16 25 6 - - X X - X 311606/...x300
16 25 8 - - ® ® - X 311608/...x300
20 25 6 - - X X - X 312006/...x300
20 25 8 - - X X - X 312008/...x300
6 20 6 - - X X - ® 320606/...x300 ®opwma - Shape KEL-14° Aprt. 32
8 20 6 - - ® X - 4 320806/...x300
10 20 6 - - X X - X 321006/...x300
12 30 6 - - ® X - X 321206/...x300
16 30 6 - - X X - X 321606/...x300
16 30 8 - - ® R - X 321608/...x300
20 42 6 - - X X - ® 322006/...x300
20 42 8 - - X X - X 322008/...x300

. MoxanyncTa, Bcerga ykasbiBanTe TMN Hacedkn (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)

Paboune napameTpbl cM.cTpaHuua 35 59
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Bopdpesbl ¢ xBocToBMKOM 300 mm
Rotary burs shank length 300 mm

o N
{ NN /' )
L 300 mm N
r gl
[T—
(/A
[ —a
=7
A
DS L2 D2 Tun Haceukwm / Cut type Kop 3akasa Bug
2 3 4 5 6 Order code Design
6 13 6 - b X - X 330606/...x300 ®opma - Shape RBF Apr. 33
8 20 6 - ® X - X 330806/...x300
10 20 6 - R X - X 333006/...x300
12 25 6 - ® X - X 331006/...x300
16 30 6 - R X - X 331606/...x300
16 30 8 - R X - R 331608/...x300
20 35 6 - R X - ® 332006/...x300
20 85 8 - X X - X 332008/...x300
6 13 6 - R X - X 340606/...x300
8 20 6 - ® X - X 340806/...x300
10 20 6 - R X - X 341006/...x300
12 25 6 - R X - R 341206/...x300
16 30 6 - R X - ® 341606/...x300
16 30 8 - ® X - X 341608/...x300
20 40 6 - R X - X 342006/...x300
20 40 8 - X4 X - X 342008/...x300
6 10 6 - X X - X 370606/...x300 ®dopma - Shape TRE ApT. 37
8 13 6 - ® X - R 370806/...x300
10 16 6 - R X - ® 371006/...x300
12 20 6 - ® X - X 371206/...x300
16 25 6 - R X - X 371606/...x300
16 25 8 - ® X - X 371608/...x300
20 25 6 - R X - X 372006/...x300
20 25 8 - X X - X 372008/...x300
6 54 6 - K N - i 380606/...x300 ®dopma - Shape KUD Apr. 38
8 7,2 6 - ® X - X 380806/...x300
10 9 6 - R X - X 381006/...x300
12 10,8 6 - ® X - X 381206/...x300
16 14,4 6 - R X - X 381606/...x300
16 14,4 8 - ® X - R 381608/...x300
20 18 6 - R X - ® 382006/...x300
20 18 8 - X X - X 382008/...x300

. Moxanyncra, Bceraa ykasbiBaTe TUM HACeYKU (Hanpumep:
Please always indicate cut type (example: 2015/4)

2015/4)

=
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Bopdpesbl ¢ TopueBbIMU 3yObsaAMU AN 06paboTKM LUTAMMOB U

Mould, tool and die making rotary burs with end cut

npecc chopm

Cer -T nokpbimue no mpebosaHuro 3aKa3qyuka

Cer-T coating upon request

S L2
8 S8S0RRIIRRRS
SRS
< gl
o — ) o —
/] I —;al [ —/a
—n [ /| —a

—n o—n ===y

D. L2 L1 D2 Tun Haceuku / Cut type Taninaceuknia Tun Haceuku 6
1 2 % 4 5 6 Cut type 4 Cut type 6
1 6 50 | 3,00 - - - R - ® 4010/4STx050 4010/6STx050
1 6 65 | 3,00 - - - X - X 4010/4STx065 4010/6STx065
1 6 70 | 3,00 - - - X - X 4010/4STx070 4010/6STx070
1 6 80 | 3,00 - - - X - X 4010/4STx080 4010/6STx080
1 6 90 | 3,00 - - - ® - R 4010/4STx090 4010/6STx090
1 6 100 | 3,00 - - - - X 4010/4STx100 4010/6STx100
1,5 8 50 | 3,00 - - - R - ® 4015/4STx050 4015/6STx050
1,5 8 65 | 3,00 - - - X - X 4015/4STx065 4015/6STx065
1,5 8 70 | 3,00 - - - X - X 4015/4STx070 4015/6STx070
1,5 8 80 | 3,00 - - - X - X 4015/4STx080 4015/6STx080
1,5 8 90 | 3,00 - - - ® - R 4015/4STx090 4015/6STx090
55 8 100 | 3,00 - - - - X 4015/4STx100 4015/6STx100
2 10 50 | 3,00 - - - R - ® 4020/4STx050 4020/6STx050
2 10 65 | 3,00 - - - X - X 4020/4STx065 4020/6STx065
2 10 70 | 3,00 - - - X - X 4020/4STx070 4020/6STx070
2 10 80 | 3,00 - - - X - X 4020/4STx080 4020/6STx080
2 10 90 | 3,00 - - - ® - R 4020/4STx090 4020/6STx090
2 10 100 | 3,00 - - - X - X 4020/4STx100 4020/6STx100

... [NoxanywcTa, Bcerga ykasblBanTe TN Haceyku (HanpumMep:
Please always indicate cut type (example: 2015/4)

Paboune napameTpbl cM.cTpaHuua 35
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Bopdpesbl ¢ TopueBbIMU 3yObAMU ANA 06paboTku WwWTaMmnoB U npecc opm
Mould, tool and die making rotary burs with end cut

Cer -T nokpbITe No TpeboBaHMO 3aKasdmka
Cer-T coating upon request

s L2
< L1
J

== I — I — I —

o S o—n Ea

(S m— m= (E—a

o o/ \T—2/ \m=a

D. L2 L1 D2 Tun Haceuku / Cut type Tun Haceuku 4 Tun Haceuku 6

2 2 4 5 6 Cut type 4 Cut type 6
2,5 12 50 | 3,00 - - X - X 4025/4STx050 4025/6STx050
2,5 12 65 | 3,00 - - X - b 4025/4STx065 4025/6STx065
2,5 12 70 | 3,00 - - X - b 4025/4STx070 4025/6STx070
2,5 12 80 | 3,00 - - ¥ - ¥ 4025/4STx080 4025/6STx080
2,5 12 90 | 3,00 - - X - X 4025/4STx090 4025/6STx090
2,5 12 100 | 3,00 - - - X 4025/4STx100 4025/6STx100
3 14 50 | 3,00 - - X - X 4033/4STx050 4033/6STx050
3 14 65 | 3,00 - - ¥ - ¥ 4033/4STx065 4033/6STx065
3 14 70 | 3,00 - - X - b 4033/4STx070 4033/6STx070
3 14 80 | 3,00 - - ¥ - ¥ 4033/4STx080 4033/6STx080
3 14 90 | 3,00 - - X - X 4033/4STx090 4033/6STx090
3 14 100 | 3,00 - - - X 4033/4STx100 4033/6STx100

... MoxanywcTa, Bcerga ykasbiBante TUn Hacevkun (Hanpumep: 2015/4)
Please always indicate cut type (example: 2015/4)
R

=

NS
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MasoBble yrnoBble dpesbl - 90°
Grove cutters at 90°

114

Cer -T nokpbITHe Mo TpeboBaHUIO 3akasynka
Cer-T coating upon request

D. L2 L1 D2 a 114-90°
10 15 47 6 90° 114.1015-90°
12 185 47 6 90° 114.1215-90°
16 15 47 6 90° 114.1615-90°
20 15 a7 6 90° 114.2015-90°
10 2 47 6 90° 114.1020-90°
12 2 47 6 90° 114.1220-90°
16 2 47 6 90° 114.1620-90°
20 2 47 6 90° 114.2020-90°
10 2,5 47 6 90° 114.1025-90°
12 25 a7 6 90° 114.1225-90°
16 2,5 47 6 90° 114.1625-90°
20 23 47 6 90° 114.2025-90°

Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35




[dunckoBble Npsimble UK paguycHble ¢pesbl
Disc cutters straight or with radius

115

116

Cer -T nokpbITre no TpeboBaHMIO 3aKasvmka
Cer-T coating upon request

:

X XXX

15
L2
& E B
. L1
116

XX
XX

DC
XUXXXXKR
.:’0 XXX
XX

X

XX

XX
XX
K

XK

X
X

XX
XX

X
X
X

%
X
%
XX
%
3

D. L2 L1 D2 115 116

10 2 47 6 1151006/3x2 1161006/4x2
10 3 48 6 1151006/3x3 1161006/4x3
10 4 49 6 1151006/3x4 1161006/4x4
10 6 51 6 1151006/3x6 1161006/4x6
12 2 47 6 1151206/3x2 1161206/4x2
12 3 48 6 1151206/3x3 1161206/4x3
12 4 49 6 1151206/3x4 1161206/4x4
12 6 51 6 1151206/3x6 1161206/4x4
16 2 47 6 1151606/3x2 1161606/4x2
16 3 48 6 1151606/3x3 1161606/4x3
16 4 49 6 1151606/3x4 1161606/4x4
16 6 51 6 1151606/3x6 1161606/4x6
16 8 53 6 1151606/3x8 1161606/4x8
20 2 47 6 1151606/3x2 1162006/4x2
20 4 49 6 1151606/3x4 1162006/4x4
20 6 51 6 1151606/3x6 1162006/4x6
20 8 53 6 1151606/3x8 1162006/4x8
20 10 55 6 1151606/3x10 1162006/4x10

Paboune napameTpbl cM.cTpaHuua 35
For working-parameters see page 35
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End mills
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Yka3aTtenb

Index
UHcTtpymeHT MNpynna 2: Tools Group 2: ApT.Ne CTtpaHuua
®pesbl Milling cutters Code Page
BeeneHue Introduction 75+ 85
WHcTpymeHT Mpynna 2.2: Tools_ Grou_p _2.2. ApT.Ne Crpannua
KonupoBanbHbie dpe3bl U ¢pesbl Copying milling cutters and Code Page
Ansa TBepAbIX MaTepuanos milling cutters for hard materials 9
BeeneHue Introduction 88 + 94
Ball nose copy cutters - Z=2 Helix 40°
Cdbepuyeckue konnpoBarsbHble pesbl- Z=2 102RC-40°
Cnupanb 40° - DIN 6527-L - Similar to DIN 6527-L 95
“Ultra Ra” 102RC-40°G
“ULTRA Ra” Speed Line with fine lapped chip flutes
Cdpepuryeckune konmposarnbHble dpesbl- Z=2 Ball nose copy cutters - =2 Helix 40 102RCL-40°
Cnvpanb 40° CTI gnuHHbIE - Internal standard extra long 96
“Ultra Ra” 102RCL-40°G
“ULTRA Ra” Speed Line with fine lapped chip flutes
Torus copy cutters - Z=2 Helix 40°
TopouganbHble KonupoBarsnbHble pesbl - 102TC-40°
Z=2 Cnupanb 40° - DIN 6527-L - Similar to DIN 6527-L 97
“Ultra Ra” 102TC-40°G
“ULTRA Ra” Speed Line with fine lapped chip flutes
Torus copy cutters - Z=2 Helix 40°
TopouaanbHble KonupoBarnbHble pesbl- 102TCL-40°
Z=2 Cnupanb 40° CTT1 gnuHHbIE - Internal standard extra long 98
“Ultra Ra” o ) 102TCL-40°G
“ULTRA Ra” Speed Line with fine lapped chip flutes
TopovaanbHble KonupoBarnbHble pesbl - Torus copy cutters - Z=2 Helix 30° 72CT 99
Z=2 Cnupans 30° CTTI1 - Internal standard 72CTC
Cdbepuryeckne konnposanbHbie pesbl - Ball nose copy cutters - Z=2 Helix 30° 72CR 100
Z=2 Cnvpanb 30° CTTI1 - Internal standard 72CRC
TopouvpganbHble dpesbl - Z=2 Cnnpanb 30° | Torus cutters - Z=2 Helix 30° 62THR 101
CTM- 56-66 HRC - Internal standard - for hardened steels 62THRB
Cdbepuueckune cdpesbl - Z=2 Cnupanb 30° Ball nose cutters - Z=2 Helix 30° 62RHR 102
CTI - 56-66 HRC - Internal standard - for hardened steels 62RHRB
TopounganbHble dpesbl - Z=4 Cnupanb 30° | Torus cutters - Z=4 Helix 30° 64THR 103
CTIM - 56-66 HRC - Internal standard - for hardened steels 64THRB
Cdbepuueckue cdpesbl - Z=4 Cnupanb 30° Ball nose cutters - Z=4 Helix 30° 64RHR 104
CTM - 56-66 HRC - Internal standard - for hardened steels 64RHRB
MHoro3ybkle dpe3sbl - Cnvpans 45° CTT1 Muiltiflutes cutters - Helix 45° 66HR 105
56-66 HRC - Internal standard - for hardened steels 66HRB
TopovganbHble MHOro3ybble pesbl Torus multiflutes cutters - Helix 45° 66THR 106
Cnupanb 45° CTT1 - 56-66 HRC - Internal standard - for hardened steels 66THRB
WHcTpymeHT Mpynna 2.3: Tools Group 2.3: ApT.Ne CtpaHuua
¢pesbl no rpaduty Milling cutters for graphite Code Page
BeepneHue Introduction 109 = 110
[laHHble Ans pacyéta pexuMoB pesaHus: Cutting data: f (mm) - Cross cut - with Cer-D
f (mm) - nepekpécTHasa Hace4ka - ¢ Cer-D coating GF
MOKPbITUEM. KoHueBble u cchepuueckme dpesbl - co 111
End mills and ball nose cutters - with special cross cut GM

cnew. menkow Haceykow (F/M ) - ¢ Menkom Hace4kom u
cTpy>xkonomom (66GF-D)

(F/M) - with fine cut and chip breaker (66GF-D)

68



TopoviganbHble dpesbl No rpaduTy- Z=2 Torus cutters for graphite - Z=2 Helix 30° 72GT 112
Cnupanb 30° CTI1 - Internal standard 72GTD
Cdpepuyeckune dpesbl no rpaduTty - Z=2 Ball nose cutters for graphite - Z=2 Helix 30° 72GR 13
Cnupanbs 30° CTI1 - Internal standard 72GRD
Cdpepuueckune dpesbl no rpaduty - Z=3 Radius cutters for graphite - Z=3 Helix 30° 73GRI 14
Cnupanb 30° - He poBHbIV war - CTI1 univen indexing - Internal Standard 73GRID
TopoupanbHble dopesbl No rpacduty - Z=3 Torus cutters for graphite - Z=3 Helix 30° 73GTI 115
Cnupanb 30° - He poBHbIN war - CTI1 univen indexing - Internal Standard 73GTID
Ma3oBble dpesbl No rpacuTy - Slot milling cutters for graphite 108GFD 116
cneumnanbHas nepekpecTtHasi Hacedka. CTI | - special cross cut - Internal Standard 108GMD
Csepnodpesbl no rpaduty - cneunansHas | Drill milling cutters for graphite 109GFD 17
nepekpectHas Hacedka CTr1 - special cross cut - Internal Standard 109GMD
Cdbepuueckue cdpesbl no rpacputy - Ball nose cutters for graphite - cross cut 106RGFD 118
nepekpectHas Hacedka CTI1 - Internal Standard 106RGMD
KoHueBble dpesbl No rpaduty-menkas End mills for graphite - fine cut with chip 66GF 119
Haceuka-cTpyxkonom CTI breaker - Internal Standard 66GFD
Cdpepuueckue dpesbl no rpacduty-menkas | Ball nose end mills for graphite - fine cut with 66RGF 120
Hace4vKa-CTPYXKONom chip breaker - Internal Standard 66RGFD
AT T i Tools Group 2.4: ApT.Ne CtpaHuua
®pe3bl ANA KOMMO3UTHbIX . . .

End mills for composite materials Code Page
mMaTepuanoB
BeepneHue Introduction 122 + 126
MpaBas n nesas cnupans - Z=2+2 - Right and left helix - Z=2+2 “Butterfly” 102PH 128
*Babouka* CTI - Internal standard 102PHE
Ceepnodpesbl “Dummy” ¢ obpatHbIM Drill milling cutters “Dummy” with counter- 119P 129
pexyLmm wise point cut - Internal standard 119PE
KoHueBble dpesbl Anst komn. matepuanos - | End mills for composite materials - straight 65SU 130
npsimasi KaHaeka - cTpyxkonom CTI1 flute - with chip breaker - Internal standard 65SUE
KoHueBble dopesbl Ang KOMMO3UTHbIX End mills for composite materials - 10° right 665
maTepuanos 10°-npaBas cnupanb, bonblas | helix - large counterwise chip breaker 66 SUUE 131
CTpy>Xe4Has KaHaBka - cTpyxkornom CTI1 - Internal standard
KoHueBble hpesbl no yrnepogHomMy End mills for Carbonfibre - with two frontal 68SU 132
BOJITOKHY - 2 TopueBbix 3yba CTI1 teeth Z=2 - Internal standard 68SUD
KoHueBble pesbl A KOMMO3UTHBIX End mills for composite materials - cross cut 106F - 106 M
marepuarnos - I'IepeKPIeCTHaﬂ Haceuka - 6e3 o i 133
pexyLuero Topua CT without end cut - Internal standard 106G
KoHueBble dpesbl Ans KOMMNO3UTHBIX End mills for composite materials 107F - 107M
maTepuanoB-nepekpecTHas Hacedka - ¢ . 134
pexyLmm Topuom CTI - Cross cut - with end cut - Internal standard 107G
Ma3oBasa ceepnodpesa -nepekpecTHasi Drill slot milling cutters - cross cut 108F - 108M 135
Hacedka CTI1 - Internal standard 108G
Caeprodpesbl - NepekpecHas Haceyka Drill milling cutters - cross cut 109F - 109M 136
cTn - Internal standard 109G
Cdhepunyeckme KoHUeBblE dpesbl - Ball nose end mills - cross cut 106RF 137
nepekpectHas Hacedka - CTI1 - Internal standard 106RM
KoHueBbie chpesbi r Z=2 Crpans 14°- T | End mills Z=2 Helix 14° 1025
- DIN 6527-L - Similar to DIN 6527-L 138
“Ultra R “ULTRA Ra” Speed Line with fine lapped chip flutes 102SE
KoHueBble dpesbl ansa cotonnactos “Cotbl” | End mills for honeycomb - large counterwise 77SU 139
- 6onbLuon obpaTHbI cTpysxkornom - CTT1 chip breaker - Internal standard 77SUE
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UHcTtpymeHT MNpynna 2.5: Tools Group 2.5: ApT.Ne CtpaHuua
KoHueBsble ¢pesbl - Tun “W” “W” design end mills Code Page
Bsenenve Introduction 142 + 147
_ End mills - Z=1 straight flute

KoHueBble dopesbl - Z=1 npsimasi KaHaBka - 110TD
CTn - Internal standard 148
“Ultra Ra” . R o ) 110TDG

ULTRA Ra” Speed Line with fine lapped chip flutes
Ccbepuueckue dpeabi- Z=1 npsimas Ball nose cutter - Z=1 straight flute 110TDR
kaHaBka - CTI - Internal standard 149
“Ultra Ra” 110TDRG

“ULTRA Ra” Speed Line with fine lapped chip flutes
OnHO3y6bIe hpeabi M0 anoMuHMIo - Mpagas Sln.gle Flute routers nghF hand Spiral 110A
cnuvpans - [NpaBoe BpalleHne - Right hand cut for Aluminium 110AG 150
Ultra Ra “ULTRA Ra" Speed Line with fine lapped chip flutes
OpnHo3ybble dpesbl No antoMuHuio- fllesas Sln.gle Flute routers Left hgnd Spiral 111A
cnvpans - lNpaBoe BpalleHne - Right hand cut for Aluminium 111AG 151
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes
OnHo3y6bie hpesbl - Mpasast cnupars - Sln.gle Flute routers Right hand Spiral 110
[MpaBoe BpaLleHne - Right hand cut 1106 152
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes
OnHO3y6bIe thpeabl - Nesasi cripan - Sln.gle Flute routers Left hand Spiral 11
MpaBoe BpaLleHne - Right hand cut 116 154
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes
Cehepuueckme onHoayBbie dbpesbi - Mpasas Racﬁus Single Flute routers Right hand Spiral 110R
cnupans - lNpaBoe BpalleHne - Right hand cut 110RG 156
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes
KoHueBble dpesbl - Z=2 npsimMas kKaHaBKa - End mills - 2=2 straight flute 100
CTn - Internal standard 100G 157
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes

End mills - Z=2 Helix 30° - Internal standard 102A
!f_,?tH”'eB,,b'e cppesbi - Z=2 Cnmpanb30° - CTI | ) 124 g speed Line with fine lapped chip flutes-with 158

ra Ra’ 102AG

double rake angle - conical core
KOHL\ngIe dpesbl - Z=2 Crivpans 30° - CTI End mills - Z=2 Helix 30° - Internal standard 102 159
“Ultra Ra” “ULTRA Ra” Speed Line with fine lapped chip flutes 102G
KoHLueBble pesbl - Z=2 - JleBas cnupans - Em_j mills - Z=2 Left hand spiral 104
MpaBoe BpalleHue - CTI1 - Right hand cut - Internal standard 104G 160
Ultra Ra “ULTRA Ra” Speed Line with fine lapped chip flutes
KOHLEBHQ tpesbl - Z=2 Crnvpanb 45° - CTN End mills - Z=2 Helix 45° - Internal standard 102-45° 161
“Ultra Ra” “ULTRA Ra” Speed Line with fine lapped chip flutes 102-45°G
KoHueBble dpesbl - Z=3 - npsAMasi KaHaBka - End mills - 2=3 straight flute 101
CTn - Internal standard 101G 162
Ultra R “ULTRA Ra” Speed Line with fine lapped chip flutes
KoHuesble dpesbl- Z=3 Cnupanb 45°- DIN End mills - Helix 45° - Similar to DIN 6527-L
6527 L - ana cynep 4ynctosomn obpaboTkm - for super-finishing of Plexiglass 103S 163
oprcTekna “PIRANA"uneven division of cutting edges - fine lapped 103SE
“PIRANA” HepaBHOMEPHbIi LUAr PEXYLMX KPOMOK chip flutes
KoHLIeBbIe pesbl - Z=3 Criparn 30° - E.nd mills - Z=3 Helix 30° - Left hand spiral - 105
JleBas cnupans MNpasoe BpaweHune CTT1 Right hand cut - Internal standard 105G 164
Ultra R “ULTRA Ra” Speed Line with fine lapped chip flutes
KoHueBble dpesbl - Z=3 Cnmpans 30°- DIN End mills - Z=3 Helix 30° - Similar to DIN 6527-L 1031
6527 L “PIRANA”uneven division of cutting edges - fine lapped 1031G 165

“PIRANA” HepaBHOMEPHbIi LIAT PEXYLLNX KPOMOK

chip flutes
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TopoupansHble dpesbl - Z=3 Cnupans 30° -

Torus cutters - Z=3 Helix 30° - Similar to DIN 6527-L

103TI
DIN 6527 L “PIRANA"uneven division of cutting edges - fine lapped 103TIG 166
“PIRANA” HepaBHOMEPHbII LIAr PEXYLMX KPOMOK chip flutes
KoHueBble hpesbl- Z=3 Cnnpans 45°- DIN End mills - Z=3 Helix 45° - Similar to DIN 6527-L 1031-45°
6527 l_ “PIRANA”uneven division of cutting edges - fine lapped 1031-45°G 167
“PIRANA” HepaBHOMEPHbIN LLar pexyLnx KpOMOK chip flutes
Ball nose cutters - Z=3 Helix 30°
Cdbepuueckune dpesbl - Z=3 Cnupanb 30°- -
- Similar to DIN 6527-L 103RI
DIN 6527 L ) 168
. “PIRANA”uneven division of cutting edges - fine lapped 103RIG
“PIRANA” HepaBHOMEPHbIN LLar pexyLnx KpOMOK
chip flutes
Z=1 with right helix and chip breaker
Z=1Mpagas cnmMpars - CTPYKKONOM - CTIT | oo 1o 1108P 169
“Ultra Ra” 110SPG
“ULTRA Ra” Speed Line with fine lapped chip flutes
MHcTpyMmeHT 2.6: Tools Group 2.6: ApT.Ne CtpaHuua
06aMpoYHbIe KOHLUEeBbIe dpe3bl Roughing end mills Code Page
BeeneHue Introduction 172 + 174
. . . 64SS
Bbicokonpoun3BoguTernbHble 00aMpOYHbIe High performance roughing end mills 64SSC
KOHUEeBble dpe3bl Helix 45° 64SSW 175
C 45° - DIN 6527-L - Similar to DIN 6527-L
nupanb imi 64SSWC
. . 63SP
O06aunpoYHble kKoHUEBbIE dopesbl - Z=3 Roughing end mills 63SPC
Cnupanb 30° - Z=3 Helix 30° 63SPW 176
- DIN 6527 L - Similar to DIN 6527-L
imiiarto 63SPWC
63SP-45°
O6amrpoyHble KOHLEBbIE hpesbl - Z=3 Roughing end mills 63SP-45°C
Cnupanb 45° - Z=3 Helix 45° 63SPW-45° 177
- DIN 6527 L - Similar to DIN 6527-L
63SPW-45°C
. . 64SP
O6ampoyHble KoHLUEeBbIe dpesbl - Z=4 Roughing end mills 64SPC
Cnuparnsb 30° - Z=4 Helix 30° 64SPW 178
- DIN 6527 L - DIN 6527-L
64SPWC
WHcTpymeHT Mpynnbl 2.7: Tools Group 2.7: ApT.Ne CtpaHuua
2-x 3y6ble KoHUeBble dpe3bl 2 flutes end mills Code Page
BeepneHue Introduction 180 + 182
End mills Z=2 straight flute
KoHueBble dhpesbl - Z=2 npsimas kKaHaBKa - 62TD
cTn *p P - Internal standard 183
“Ultra Ra” . B o . 62TDA
ULTRA Ra” Speed Line with fine lapped chip flutes
Cpeprieckue KOHLEBbIE dpeabl - Z=2 Radius end mills - Z=2 straight flute 62TDR
npsmas kaHaska CTT1 - Internal standard 184
“Ultra Ra” . ) o ) 62TDRA
ULTRA Ra” Speed Line with fine lapped chip flutes
62
KoHueBble dpesbl - Z=2 Cnvpans 30° End mills - Z=2 Helix 30° 62A 185
- DIN 6527-L - Similar to DIN 6527-L 62W
62WA
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KoHueBsble dopesbl - Z=2

End Mills - Z=2 Helix 45°

62-45°
62-45°A

Cnupanb 45° - DIN 6527 L - DIN 6527-L 62W-45° 186
62W-45°A
KoHueBble dpesbl - Z=2 Cnvpanb 30° - End Mills - Z=2 Helix 30° 62L 187
CTI AnvHHbIE - Internal standard long 62LA
KoHueBble dpesbl- Z=2 Cnvpanbs 30° - CTI | End mills - Z=2 Helix 30° 62XL 188
3KCTpa AJIMHHbIE - Internal standard extra long 62XLA
62R
Ccbepuieckie KoHLEBbIE (ppedsl - 2=2 Ball nose end mills - Z=2 Helix 30° 62RA
Cnupanb 30° . 189
_DIN 6527-L - Similar to DIN 6527-L 62RW
62RWA
Cdpepuyeckue koHueBble dpesbl - Z=2 . . o 62R_4E:,°
Crvpans 45° Ball nose end mills - Z=2 Helix 45 62R-45°A 190
_DIN 6527 L - DIN 6527-L 62RW-45°
62RW-45°A
Cdepunyeckne KoHueBble dpesbl - Z=2 Ball nose end mills - Z=2 Helix 30° 62RL 191
Cnupanb 30° - CTI anvHHbIE - Internal standard long 62RLA
Cdbepuueckne koHueBble - Z=2 - Cnnp. 30° | Ball nose end mills - Z=2 Helix 30° 62RXL 192
- CTIMN akcTpa AnvHHble - Internal standard extra long 62RXLA
WHcTpymeHT Mpynna 2.8: Tools Group 2.8: ApT.Ne CtpaHuua
3-x 3y6ble koHUeBble dpe3bl 3 flutes end mills Code Page
KoHuesble dpesabl - Z=3 “PIRANA’-SQ End Mills - Z=3 “PIRANA”-SQ uneven divi- 631SQ
HepaBHOMEPHBIN LIar pexyLlen KpOMKU 1 sion of cutting edges and helix angle 631SQC 194
yron HaknoHa DIN 6527 L - DIN 6527-L
KoHueBble dpesbl - Z=3 “PIRANA”-SQ End Mills - Z=3 “PIRANA"-SQ uneven divi- 63TISQ
HepaBHOMEPHbIN LIar pexyLlen KpoMKN n sion of cutting edges and helix angle 63TISQC 195
yron HaknoHa DIN 6527 L - DIN 6527-L
63
. End mills - Z=3 Helix 30° 63A
KoHueBble dpesbl - Z=3 Cnupans 30° - CTI1 -~ Internal standard 63W 196
63WA
63-45°
KoHueBble dpesbl - Z=3 Cnvparnb 45° End mills - Z=3 Helix 45° 63-45°A 197
- DIN 6527 L - DIN 6527-L 63W-45°
63W-45°A
KoHueBble dpesbl - Z=3 Cnvpanb 30° - End mills - Z=3 Helix 30° 63L 198
CTI AnvHHbIE - Internal standard long 63LA
KoHueBsble dpesbl - Z=3 Cnupanb 30° - End mills - Z=3 Helix 30° 63XL 199
CTI akcTpa ANVHHBbIE - Internal standard extra long 63XLA
63R
Cdpepunyeckne KoHueBble dpesbl - Z=3 Ball nose end mills - Z=3 Helix 30° 63RA 200
Cnmpanb 30° - CTIN - Internal standard 63RW
63RWA
Cdbepuyeckne koHueBble ppesbl- Z=3 Ball nose end mills - Z=3 Helix 30° 63RL 201
Cnupanb 30° - CTI anvHHble - Internal standard long 63RLA
Cdpepuyeckune koHueBble dpesbl- Z=3 Ball nose end mills - Z=3 Helix 30° 63RXL 202
Cnupanb 30° CTI1 akcTpa ANUHHBbIE - Internal standard extra long 63RXLA
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KoHycHble koHLeBble dpedbl - Z=3 - Taper end mills - Z=3 63K 203
NOCTOSIHHBIN yron HaknoHa cnupanu - CTIM | - constant spiral angle - Internal standard 63KA
KoHycHble coepuryeckme koHueBble pesbl | Taper ball nose end mills - Z=3 63KR 204
Z=3- nocCT. yron HaknoHa cnupanu - CTT1 - constant spiral angle - Internal standard 63KRA
WHcTpymeHT Mpynna 2.9: Tools Group 2.9: ApT.Ne CtpaHuua
4-x 3ybble KOHUEeBbIe (hpe3bl 4 flutes end mills Code Page
64

KoHueBble dpesbl - Z=4 Cnupans 30° End mills - Z=4 Helix 30° 64A 207
-CTn - Internal standard 64W

64WA
KoHueBble dpesbl - Z=4 Cnupanbs 30° End mills - Z=4 Helix 30° 64L 208
- CTIM anvHHbIE - Internal standard long 64LA
KoHueBble dpesbl - Z=4 Cnupanb 30° End mills - Z=4 Helix 30° 64XL 209
- CTIN akcTpa AnvHHbIEe - Internal standard extra long 64XLA

64R

Cdbepunyeckme dpesbl - Z=4 Cnvpans 30° Ball nose cutters - Z=4 Helix 30° 64RA 210
- WN - Internal standard 64RW

64RWA
Cdbepuueckue cpesbl - Z=4 Cnupanb 30° Ball nose cutters - Z=4 Helix 30° 64RL 212
- CTIN anvHHbIE - Internal standard long 64RLA
Cdbepuueckne dpesbl- Z=4 Cnupanb 30° Ball nose cutters - Z=4 Helix 30° 64RXL 213
- CTIN aKkcTpa AnvHHbIE - Internal standard extra long 64RXLA
MucTtpymeHT Mpynna 2.10: Tools Group 2.10: ApT.Ne CtpaHuua
MHoro3sy6ble KOHLieBble YNCTOBbIE Multi-flute finishing end mills Code Page
KoHueBsble dopesbl - Z=6 Cnupanb 25° - End mills - Z=6 Helix 25° - “H” design 66 216
Tun H - CTI gnuHHble - Internal standard 66A
MHoro3ay6ble koHLIEBbIE Ppesbl Ans Multi-flute finishing end mills - uneven num- 66Z
4YMCTOBOWN 06pPaboTKYM - HEYETHOE YnCro 3ybbeB 217
-CTn ber of flutes - Internal standard 66ZA
KoHueBble dopesbl - Mernkas Hace4ka - End mills - Fine cut with chipbreaker 66M 218
cTpy>xkonom - CTT1 - Internal standard 66MA
Cdbepuueckune dpesbl - Menkasi Haceyka - Ball nose end mills - Fine cut with chipbrea- 66MR 219
cTpyxkonom - CTTI1 ker - Internal standard 66MRA
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WHcTpymeHT Mpynna 2.11:

Tools Group 2.11: ApT.Ne CtpaHuua
FpaBupoBarnbHbIe pe3ubl U .

Engraving tools Code Page
3arotoBKu
Kpyrnble 3arotoBku Round blanks 90 222
IpaBmpoBanbHbIN pesel, ogHocTop.3aTodka | Engraving tool preshaped on one side 91 223

o ) ) 94-90°

IpaBupoBanbHbIN pesel 3atodka 90° - 60° Engraving tool 90° - 60° shaped on one side 94-60° 224
KBagpaTHble 3arotoBku Square blanks 200 225
MpsiMoyrorbHble 3aroToBKU Rectangular blanks 200 226
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Cerin nocmosiHHO criedum 3a PbIHOYHbIMU meHOeHUUsIMU U npednaaaem UIU,OOKUIJ accopmumMeHm 8bICOKOMEexXHO/102U4YHbIX

uenbHbIX meepdocrnasHbIx ghpe3. B dononHeHue Kk xopowo uzgecmHoul mpaduyuoHHoU rnpodykyuu komrnaHuu, Cerin npouzeodum

pexywuli uHcmpymeHm , coomeemcmeyrowuli nocrnedHum Hopmam DIN, a makxke pasHoobpa3sHbie OruHHbIE U 9Kcmpa OfUHHbIE

KOHUe8ble ¢hpesbl U YepHosbie hpesbl. CreyuanbHas gpesa «[TupaHbsi», xopowo 3apekomeHdosarna cebs U 6bICOKO UEHUMCS

3a C80U yHUKallbHble KadYecmea. omcymcseue subpauvuu npu obpabomke U omnau4Hoe hUHUWHOE Ka4eCcmeo Mo8epxHocmu.

Cerin have always been sensitive to market trends and now offer a wide and technologically advanced range of solid carbide end

mills. In addition to the well-known traditional products, Cerin supplies cutters which comply with the most recent DIN norms as well

as a diversified range of long and extra-long, roughing and conical cutters. A special cutter, called «PIRANA», is very successful

and appreciated thanks to its vibrationless machining and the excellent finish of the workpiece.

MonyTHoe chpe3zepoBaHue

BpalleHne WHCTpymeHTa M nogava MNpPOVMCXOAMT B OOHOM
HanpaeneHnn. ObpaboTka mageT ¢ obpasoBaHMEM CTPYKKM
MaKCUMarnbHON  TOMLMHbI  Ha

BXOA€e WHCTPpyMEHTa U

MUHMMarbHOM Ha BbIXOAe.

DOWN MILLING

Cutter rotation and work feed have the same direction.

The cutter machines the material at the maximum chip thickness
and leaves it at the minimum.

OCHO8Hble Xapakmepucmuku:

- MeHbwe subpayuu

- Xopowee Kayecmeo rnosepxHocmu

- 8bICOKasi CMOUKOCMb K 3amyrifieHU0
- BbICOKUE CKOPOCMU pe3aHUsl.

Main features:

- less vibrations

- good surface quality

- longer life of cutting edges
- higher cutting speed.

BcTpeuHoe dpesepoBaHue

HanpaeneHnue BpalyeHus MHCTPpYMEHTa
NPOTUBOMNOJIOXKHO HanpasleHNo noaa4vn. Cpr>|(Ka
MMeeT MMHUMarbHYK TOJILLMHY Ha BXOAE MHCTPYMEHTa
M MakCMMallbHYH Ha BbiXo4e.

UP MILLING

Cutter rotation and work feed have opposite directions.
The material is cut at the minimum thickness and left at the
maximum.

OCHOBHbIE XapaKTepUCTUKN:

- bonbluas Bbpaums 13-3a yBenmyeHusi KacatenbHoro

HanpsxXeHnqa

- HM3Kas CTOMKOCTb K 3aTynfeHuto n3-3a 60nbLLIoro nsHoca

KPOMKM

- BepTUKarnbHOe ycunue cpesa NpMBOAMT K NoTepe KoHTakTa ¢
obpabatbiBaemow aeTarbio.

Main features:

- more vibrations due to increased shear stress

- shorter life of cutter due to higher wear of cutting edges in the
first working length

- the vertical shearing stress component tends to detach the
work from the table.
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NMpumeHeHune chpe3s

Applications for milling cutters

Mpumepkl npumeHeHus / Application examples

N

KoHTypHOe chpe3epoBaHue
OceBags rmybuHa pesaHus a,
PaduanbHas anybuHa pe3aHus a.

Contour milling
Axial depth of cut a,
Radial depth of cut a.

BpesHoe cpesepoBaHue
ncrnonb3ys cBeprieHne no ocn Z
ONst OTKPbITMA rmy6okoro nasa

Plunge milling
by using drilling in Z-axis to
open up a deep slot

TopuoBoe chpesepoBaHue
OceBags rmybuHa pesaHus a,
PaguanbHasa rmybuHa pe3aHus a.

Side milling
Axial depth of cut a,
Radial depth of cut a.

®pe3epoBaHue No Konupy
ManeHbKOe CeYeHUe CMpyXKu
pesoli ¢ bonbwum paduycom

Copy milling
small chip sections with large
radius cutters

®dpesepoBaHMe Nasos
Pabouas wupuHa Dx1
OceBas rnybuHa pesaHus
a, = Dx1

Slot milling

working width Dx1

Axial depth of cut a, = Dx1

®pesepoBaHue No KONupy
MarneHbKoe CedeHUe CMpyXKu
pesol ¢ bonbwum paduycom

Copy milling
small chip sections with large
radius cutters

TopuoBoe ¢ppesepoBaHUue
OceBas rnybuHa pesaHus a,
Paboyas wupuHa go Dx1

Face milling
Axial depth of cut a,
working width up to D.x1

[iByxTaKkTHOE Bpe3aHue
OBWXeHNA npn konnposaHun B
3D o6bémHon obpaboTke

Push-pull plunging
Copying movements in 3D
machining

CBepneHue
nogava Tonbko no ocu Z

Drilling
feed only in Z-axis

BHyTpeHHee LinpkynsipHoe
cdpesepoBaHue

CBeprieHne BpallaTenbHbIMU
OBWKEHUsIMM no ocu Z

Internal helical interpolation
ramping

drilling operation with circular
movement in Z-axis

Bpe3saHue

HaKIOHHOE Bpe3aHune no ocn Z
6onee 9KOHOMHOE YeMm
cBeprieHne

Ramping
angular ramping in Z-axis is more
economical than drilling

BHewHee LiupkynsipHoe
cdpesepoBaHue
BpaLLlaTernbHble ABUKEHUS NO
OKPYXXHOCTM No ocu Z

External helical interpolation
ramping

circumference operation with
circular movement in Z-axis

CtpoueyHoe chpesepoBaHue
cBeprieHne no ocu Z - 3atem
TNIMHEeNnHoe ABWXeHune no x-y

Z - leveling
Drilling in Z-axis
then linear x-y movement
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Kpatkoe onucaHume TeXHU4YECKUX TepPMMUHOB
Brief description of technical terms

HaunmeHoBaHue / Denomination

EaouHuua nsmepeHus

Kennzeichnung / Symbol

[ Unit DIN 6580/84 Alt - old
Pa6ounn guameTtp mm D, diefr
Working diameter
O6GopoThbl B MUHYTY min* n n
Revolution per min.
OnuHa cdhpe3epoBaHus (cBeprieHus) mm l¢ L
Milling (drilling) length
BbIxoaHas MOLHOCTbL KW P. P.
Output
Cpok cnyx0bl min T
Working life
OnameTp xBOCTOBUKA mm dm,, d;
Shank diameter
PapgunanbHasa rny6uHa pe3aHusi mm ae e
Radial depth of cut
HOunameTp dpesbl mm D. D,
Milling cutter diameter
CKOpOCTb pe3aHusi m/min V. \")
Cutting speed
Cwuna pe3aHusa N F. Fs
Cutting force
OceBas rmybuHa pe3aHus mm a, a
Axial depth of cut
MpousBoanTenbLHOCTL pe3aHus N F
Resulting cutting force
TonwuHa CTpyXKun mm h h
Chip thickness
CpenHsasa TOMNWMHA CTPYXKKN mm hn, hp,
Average chip thickness
Mopayua Ha o6opoT mm f s
Feed per revolution
Mopaya Ha 3y6 mm f, S,
Feed per tooth
Mopaya B MUHYTY mm/min \'4 U
Feed per minute
KonuyecTtBo 3y6beB Z, z
Number of teeth
LLlepoxoBaTocTb um Rin H
Roughness

77




PacuyeTHble chopmynbl
Formulae of calculation

KoHueBble-TopoupanbHbie-cchepuyeckme cpesbl
End mills - Torus cutters - Ball nose cutters

KonuposankHoe cdpesepoBaHmne
Trace milling

O60opoThbl B MUHYTY

V. x 1000
Revolution per minute = D.x314 D
c ’ C
o T -
i L \(/\/\/\/ «
CKopoCTb pe3aHus D. x3,14 xn
Cutting speed °= T 1000 D b A
Wi Ol g
Mopaya Ha 3y6 v, Rin UJGPOXOBaTOFTb | Surface roughness
f = b, WUuTepBan / Line offset
Feed per tooth 7 Zxn - . .
" Dw Pa6ounn gnametp / Working diameter
Mopaya Ha o6opoT LLlepoxoBaToCcTb D. - D.2-b?
. f=f,x2Z, R, = c c r
Feed for revolution Roughness h= 4
Mopaya B MUHYTY V.=f.xZ.xn WHTepBan _
Feed per minute e Line offset b =2 Rin (Dc-Rin)
a. v
CpeaHss TonwuHa h, = f, x Paﬁofwm guame'rp D, = [ a, (D.-ap)
CTPYXKKN D. Working diameter

Average chip thickness

PacueTHble hopmynbl

Formulae of calculation

®dpe3epoBaHUue ¢ KpyroBon nogayen - CBepneHue - NMogaya no asmxkeHuto ocu dppesbi VFM (mm/mMuH.)
Circular milling - Drill milling - Feed based on movement of the cutter axis Vi (mm/min.)

BHyTpeHHSAAA KOHTYpHas Vix (D -D.)

obGpaboTka Vim = D

Internal profile

HapyxHasa koHTypHas Vix (D +D,)
o6paboTka Vim = b

External profile
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YBEJINYEHUE

MPOBNEMA PELUEHVE / INCREASE

PROBLEM REMEDY
CkanbiBaHUe peXxyLien KPOMKN MNMopaya Ha 3y6 CKOpPOCTb pe3aHusAs - XKEeCTKOCTb
Cutting edge spalling Tooth feed MHCTpyMeHTa - @®asa pexywen

KPOMKM - )K€CTKOCTb CTaHKa
Cutting speed - Carbide toughness
- Cutting edge phase - Machine sta-
bility

M3Hoc pexyLiein KpoMKu
Cutting edge wear

CKOpOCTb pe3aHusi
Cutting speed

MNopmaya Ha 3y6 - M3HOCOCTOMKOCTb
MHCTpymMeHTa - ®asa pexylien
KPOMKM

Tooth feed

Carbide wear resistance

Cutting edge phase

O6pa3oBaHue NYHKU Ha pexyLien
KpOMKe
Cratering

Mopaya Ha 3y6
CKOpOoCTb pe3aHust
Cutting speed
Tooth feed

MN3HOCOCTOMKOCTb MMHCTPYMEHTA -
[JaBneHue oxnaxagaroLwen XXugKocTm
Carbide wear resistance

Coolant pressure

HapocT Ha pexyLien Kpomke
Deposit on cutting edge

my6uHa pe3aHus
Cutting depth

CKOpOCTb pe3aHus

MNMopaya Ha 3y6

[daBneHue oxnaxaaroLen XnaKocTu
Cutting speed

Tooth feed

Coolant pressure

Hu3koe kayecTBO O6GpabaTbiBaeMomn
NOBepPXHOCTU
Bad workpiece surface

MNMopaya Ha 3y6

®dasa pexyluen KPOMKU
my6uHa pe3aHus
Tooth feed

Cutting edge phase
Cutting depth

CKOpOCTb pe3aHusi - YCTOMYMBOCTb
CTaHKa - yron HakrfoHa nuHuu 3y6a -
COOCHOCTb (ppe3epoBaHUA - 4YUCNO
3ybbLeB

Cutting speed - Machine stability - He-
lix angle - Mill concentricity - Number
of flute

BuGpauusn
Vibrations

my6uHa pe3aHus
CKOpOCTb pe3aHu
Cutting depth
Cutting speed

YKecTKkoCTb CTaHKa

YcTonunsocTtb obpabaTtbiBaemon
NOBEPXHOCTU

MnoTHOCTb oxnaxaarLwen XXUaKoCcTU
Machine stability

Workpiece stability

Coolant density

CkanbiBaHue obpabaTbiBaemMoun
noBepXHOCTU
Spalling workpiece

NMopayva Ha 3y6

®da3za pexyLien KpoOMKu
my6uHa pe3aHus
Tooth feed

Cutting edge phase
Cutting depth

Meperpy3ka cTaHka
Overload machine

my6uHa pe3aHus
CKOpOCTb pe3aHus
Mopayua Ha 3y6
Cutting speed
Tooth feed

Cutting depth

DECREASE

YMEHbLIEHUE
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CkopocTb pe3aHus V. (m/min) - 060poTbl B MUHYTY h (min™)
Cutting speeds V. (m/min) - Revolution per minute n (min)

PacueTHas dopmyna: CkopocTtb pe3aHus V. (m/min) - O6opoTbl B MUHYTY n (min?)

Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min-?)

D.(mm) x 3,14 x n/min

V. (m/min) x 1000

Ve (m/min) = 7000 n (min®) = =5 (mm) x 3,14
V. D. (mm)
1,00 | 15 | 200 | 25 [ 300 [ 400 [ 500 | 600 | 8,00
(m/min) 0O60poThbl B MUHYTY / Revolution per minute n (min™)
20 6369 4245 3185 2548 2123 1592 1274 1062 796
25 7962 5307 3981 3185 2654 1990 1592 1327 995
30 9554 6368 4777 3822 3185 2389 1911 1592 1194
40 12739 8491 6369 5096 4246 3185 2548 2123 1592
50 15924 10613 7962 6369 5308 3981 3185 2654 1990
60 19108 12736 9554 7643 6369 4777 3822 3185 2389
80 25478 16982 12739 10191 8493 6369 5096 4246 3185
100 31847 21227 15924 12739 10616 7962 6369 5308 3981
125 39809 26534 19904 15924 13270 9952 7962 6635 4976
150 47771 31840 23885 19108 15924 11943 9554 7962 5971
175 55732 37147 27866 22293 18577 13933 11146 9289 6967
200 63694 42454 31847 25478 21231 15924 12739 10616 7962
250 79618 53067 39809 31847 26539 19904 15924 13270 9952
300 95541 63681 47771 38217 31847 23885 19108 15924 11943
400 127389 84908 63694 50955 42463 31847 25478 21231 15924
450 143312 95521 71656 57325 47771 35828 28662 23885 17914
500 159236 106135 79618 63694 53079 39809 31847 26539 19904
600 127361 95541 76433 63694 47771 38217 31847 23885
800 127389 101911 84926 63694 50955 42463 31847
1000 127389 106157 79618 63694 53079 39809
V. D. (mm)
1000 | 1200 | 1400 | 1500 | 16,00 | 1800 | 2000 | 2500 | 32,00
(m/min) 060poThl B MUHYTY / Revolution per minute n (min™)

20 637 531 455 425 398 354 318 255 199
25 796 663 569 531 498 442 398 318 249
30 955 796 682 637 597 531 478 382 299
40 1274 1062 910 849 796 708 637 510 398
50 1592 1327 1137 1062 995 885 796 637 498
60 1911 1592 1365 1274 1194 1062 955 764 597
80 2548 2123 1820 1699 1592 1415 1274 1019 796
100 3185 2654 2275 2123 1990 1769 1592 1274 995
125 3981 3317 2843 2654 2488 2212 1990 1592 1244
150 4777 3981 3412 3185 2986 2654 2389 1911 1493
175 5573 4644 3981 3715 3483 3096 2787 2229 1742
200 6369 5308 4550 4246 3981 3539 3185 2548 1990
250 7962 6635 5687 5308 4976 4423 3981 3185 2488
300 9554 7962 6824 6369 5971 5308 4777 3822 2986
400 12739 10616 9099 8493 7962 7077 6369 5096 3981
450 14331 11943 10237 9554 8957 7962 7166 5732 4479
500 15924 13270 11374 10616 9952 8846 7962 6369 4976
600 19108 15924 13649 12739 11943 10616 9554 7643 5971
800 25478 21231 18198 16985 15924 14154 12739 10191 7962
1000 31847 26539 22748 21231 19904 17693 15924 12739 9952
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MpubnusnTenbHble 3HAYEHUSI CKOPOCTU pe3aHua Ans cpesepHbIX CTAaHKOB
Approximative values of cutting speed for milling machines

Matepuar Martepuan MpoyHoCTb Kap6upg
Fpynna OnucaHue N/mm? V. (m/min)
Material Material Strength Carbide Coating
Group Description N/mm?
AntoMmuHum - AntommHueBble cnnasbl - Meab - MeaHble cnnaBbl - MarHun Cer-Al
Aluminium - Aluminium alloys - Copper - Copper alloys - Magnesium
A11 G-AlMg3 130 - 190 220 500
A1.2 Al 99.5/F13 100 - 250 300 600
A1.3 GDAISi17Cu4 180 - 250 200
A14 GD-AISi12 220 - 300 280
A15 GD-AISi9Cu3 240 - 320 280
A1.6 AlCuMg1 / F39 300-500 300 600
A1.7 MMC - LM-JlernpoBaHHble-apM1MpOBaHHble 220 300
A21 E-Cu 220 - 350 200 250
A22 GCuSn5ZnPb / Rg5 150 - 350 220 300
A23 GCuSn7ZnPb / Rg7 150 - 350 220 300
A24 CuZn40 /Ms60 340 - -500 220 250
A25 CuZn39Pb2 / Ms58 350-500 350 500
A26 CuZn37 /Ms63 300 - 550 200 250
A27 CuAl10Ni 500 - 800 150 250
A31 Ampco 16 630 65
A3.2 Ampco 20 600 25
A4dA MgAlI6 300 - 500 200 280
A4.2 GMgAI9Zn1 300 - 500 180 260
Mnactmaccbl - ApMuMpoBaHHbIe NNacTUKK - LiBeTHbIe MeTannbl Cer-P
Plastics - Reinforced plastic fibres - Nonferrous materials
B1.1 Oyponnact / Themosets 80 - 110 200 400
B 1.2 Tepmonnact / Thermoplastics <80 250 500
B 1.3 Monwvkap6oHat / Polycarbonate 150 300
B 1.4 CFK-GFK-AFK 800 - 1500 120 180
B 1.5 Opr.ctekno / Plexiglass <255 150 300
B 2.1 [peBecuHa TBepAbix nopog / Hard wood < 255 200 300
B 2.2 O60HuT / Hard rubber 60 100
B 2.3 LiBeTHble meTannbl / Nonferrous metals <255 200 300
B 2.4 MpeccoBaHHas bymara / Pressed carton <255 200 250
Crtanb - CTanbHble cnnaBbl - 3akaneHHas cTanb Cer-T
General steels - Steel alloys - Hardened steels
Cc11 Q-St-37-3 <400 200 250
Cc1.2 R-Fe80 <400 200 250
C1.3 9SMnPb28 500 - 700 150 200
C1.4 St37-2 320 - 470 150 200
C1.5 16MnCr5 500 - 700 100 150
C1.6 Ck45 600 - 800 100 150
C1.7 Gs25CrMo4 650 - 950 100 180
Cc1.8 St70-2 700 - 900 120 180
Cc21 100Cr6 700 - 900 100 150
Cc22 X155CrVMo12-1 900 - 1100 80 120
c23 X30WCrV5-3 1100 80 120
C24 42CrMo4V 1200 - 1400 80 120
C 31 X38CrMoV5-3 900 - 1100 80 120
C3.2 55NiCrMoV6 47 - 52 HRC 100
Cc3.3 45WCrV7 56 - 60 HRC 100
C34 X155CrVMo12-1 60 - 63 HRC 80
C3.5 X210Crw12 63 - 66 HRC 80
Cc41 FeroTiC 800 - 900 40
C4.2 Hardox500 1300 - 1400 30
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an6nM3MTeanble 3Ha4YeHnsA CKOPOCTU pe3aHunsa ans q)peseprlx CTaHKOB

Approximative values of cutting speed for milling machines

Matepuar Martepuan MpoyHoCTb Kap6upg Cer-T
Fpynna OnucaHue N/mm? V. (m/min)
Material Material Strength Carbide Coating
Group Description N/mm?

X10NiCrAITi32-20 (INCOLOY800) 610 - 850 90
X12CrNiTi18-9 500 - 700 90
X6CrNiMoTi17-12-2 500 - 730 90
X45SiCr4 900 - 1100 70
X5NiCrTi26-15 1200 50
Hukenb / ko6ansToBbIe cnnaBbl - TUTaH - TUTaHOBbIE cNMaBbl
Nickel/Cobalt alloys - Titanium - Titanium alloys
E1.1 Ti3 (Ti99.4) 700 100 120
E1.2 TiAI6V4 700 - 900 80 100
E1.3 TiAIMo4Sn2 900 - 1250 80
E2.1 NiCu30Fe (MONEL400I) 420-610 70
E 2.2 NiCr19NbMo (INCONEL718) 850-1200 60
E23 |Haynes 25 (L605) 1550 - 2000 40
YyryH
Cast irons
F1.1 GG 20 120-220 HB 140 160
F1.2 GG 30 220 - 270 HB 120 150
F14 BbicokonpoyHbln YyryH / Hard cast iron <400 HB 80
F1.2 GTW40 360 - 420 120 160
F1.3 GTS65 560 - 650 100 150
F2A1 GGG 40 400 120 150
F22 GGG 70 700 - 1050 100 150
F23 GGV (80% Perlit) 220 HB 80 100
F24 GGV (100% Perlit) 230 HB 70 100
Fpadut - BONbpam / megHbIe cnnaBbl
Graphite - Tungsten/cooper alloys
G141 C-800 60 450
G241 W-Cu 80/20 230-250 HV 400
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ONMUCAHUE CMMBOJIOB
ICONS (SYMBOLS) DESCRIPTION

HM
CK10-30-UF
Ultrafine

Mapka TBepgoro cnnasa
Carbide grade

dpesepoBaHMe 3aKanéHHbIX geTanen
oT 44 0o 67 HRC
Hard milling from 44 to 67 HRC

HRC
44-67

HM

Mapka TBepaoro cnnaea CK05-10-MG

Carbide grade

XBocToBuk no DIN 6535 HA
Shank according to DIN 6535HA

Mapka TBepaoro cnnasa
Carbide grade

XsocToBuk rno DIN 6535 HB
Shank according to DIN 6535 HB

Mapka TBepgoro cnnasa
Carbide grade

XBocTtosuk no DIN 6535 HA/HB
Shank according to DIN 6535 HA/HB

L]
=N

HA HB

dopma pexyLlen KpOMKM No cTaHaapTy
npegnpusitua (CTM)
Cutting edge design acc. to internal standard

Bbicokas apdeKkTMBHOCTL pesaHus
High Performance Cutting

CtaHgapt npeanpusatus (CIMT) KopoTkui
Internal standard short

Bbicokasi ckopoCcTb pesaHusi
High speed cutting

CmaHdapm npednpusimus (CIT) OnuHHbIG
Internal standard long

@GO

Pasmepsi rno DIN 6527-L
Dimensions acc. to DIN 6527-L

CrtaHgapT npegnpusaTus aKCTpa ANIMHHBIN WN Pa3awmepsl no DIN 6527-K

Internal standard extra long Uberlang Dimensions acc. to DIN 6527-K

CraHpgapt npeanpusatus (CIMT) skctpa WtN Pasmepbl no DIN 6528 DIN
OTNVHHBIN ?:nrg Dimensions acc. to DIN 6528 6528

Internal standard extra long

OB

Crangapt npegnpusatus (CIMT) - obpaTtHas
cneumanbHasi Haceyka
Internal standard - Counterwise special cut

s

Pa3smepbl nogobHeie DIN 6527-L
Dimensions similar to DIN 6527-L

CTpy>KKOMOM WN C cxaTbIM BO3[yXOM

Chip breaker With compressed air > (-
CTpy>xKOonom C cncTemon BO3AYLLIHOMO OXNaXaeHus

Chip breaker With cold air coolant system

dpesepoBaHMe 3aKanéHHbIX geTanen
no 56 HRC
Hard milling up to 56 HRC

‘w
s
Z

MMS - MUHMManbHOE KONMNYECTBO CMa3Ku
MQS - Minimum quantity lubrication
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ONMUCAHUE CMMBOJIOB
ICONS (SYMBOLS) DESCRIPTION

. . . 20
C macnsHoi amynbcuen MepenHuii yron
With oil emulsion Rake angle
Cyxoe pe3aHue Mpumep npumeHeHus
Dry machining Application example

Yron HaknoHa 3y6a
Helix angle

MpvmMep NnpumeHeHns
Application example

Yron HaknoHa 3yba
Helix angle

Mpumep NpUMeHeHus
Application example

Yron HaknoHa 3y6a
Helix angle

Mpumep npumeHeHus
Application example

Yron HaknoHa 3y6a
Helix angle

MpymMep NnpumeHeHns
Application example

Yron HaknoHa 3yba
Helix angle

Mpumep NpUMeHeHUs
Application example

SEPb®G

Yron HaknoHa 3y6a
Helix angle

HanpasneHve nogaun
Feed direction

T‘

HanpasneHne nogaun
Feed direction

Yron HaknoHa 3yba
Helix angle

T‘

/

Yron HaknoHa 3yba
Helix angle

HanpasneHve nogauu
Feed direction

O

7

MepepHuii yron
Rake angle

[nuHa nHcTpymeHTa
Tool length

MepenHuii yron
Rake angle

[nnHa nHcTpymeHTa
Tool length

MepegHuii yron
Rake angle

[nnHa nHcTpymeHTa
Tool length
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ONMUCAHUE CMMBOJIOB
ICONS (SYMBOLS) DESCRIPTION

[nnHa nHcTpymeHTa
Tool length

PasnuyHble yrmbl HaknoHa 3yba

Different helix angle

[OnuHa nHcTpymeHTa
Tool length

Mpumep npumeHeHns
Application example

[nnHa nHcTpymeHTa
Tool length

MprmMep NnpumeHeHns
Application example

[nnHa nHcTpymeHTa
Tool length

Mpumep NpUMeHeHus
Application example

[nuHa nHcTpymeHTa |;||;|I
Tool length

Mpumep npumeHeHns
Application example

Cdpepuyeckune cdpesbl
Ball nose cutters

MpymMep NnpumeHeHns
Application example

Pagwnyc 3akpyrneHusi BepLUnHbI
Corner radius

Mpsimas CTpy>Xe4yHaa KaHaBKa

Straight flute

O6paTHoe BpaLleHne pexyLLmX KPOMOK
(NpoTuB YacoBoW CTPErnkn)
Counterrotating cutting edges

C nepekpeLuvBatoLLMMUCS CTPYXEYHBIMM
KaHaBKamu
with fine lapped chip flutes

DO@EC

MpaBasi/ neBasi pexyLuas Kpomka
Right/left cutting edges

Mpumep npumeHeHns
Application example

Variable helix angle

2 pasnuyHbIX yrona HaknoHa 3y6a
2 different helix angles

VI3aMeHsIoLLMIACS Yron HaknoHa 3y6a 4°£5"°°
36°
39°
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KonupoBanbHble ¢pe3bl U ppesbl Ana TBepabIX MaTepuanos
Copying milling cutters and milling cutters for hard materials
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BbICOKOCKOPOCTHOE PE3AHUE (HSC)

Bbicokasi CKOpOCTb pesaHusi NO3BOMSET COKPaTUTL BPEMS U
3aTpaThbl Ha NPOV3BOACTBO, Grarofgaps YpeaBblYaiHO BbICOKOW
CKOPOCTW M OTHOCWUTENbHOMY COKpaLLeHWo paguanbHOn u
0CeBOW rMyBWHbI pe3aHus.

HSC dhpesbl MMET XOPOLLYI rEOMETPUIO U NMPOU3BOAATCS 13
crneumasbHbIX MPOYHbIX MaTeprarioB, SKCTPa-MenKko3epHUCTLIX.

HIGH SPEED CUTTING

High speed cutting means to reduce times and costs of
production, by using extremely high speed cutting and depth
of cut, both radial and axial, relatively reduced.
“HSC end mills” show a particularly appropriate geometry and
are built with special hard metals, extra-fine grained.

PEKOMEHAALIMU MO UCIMOJNIb3OBAHUIO METOOA HSC / USEFUL SUGGESTIONS FOR THE HSC METHOD

Mbl pekoMeHayeM, CNoNb30BaTh BbITSHXKHOE pe3aHne Kak MOXHO Bonblue.
BornbLuon pasmep CTPyXKn COOTBETCTBYET ONTVMarbHOW CKOPOCTU pe3aHus.

We recommend that pull cutting be used as much as possible.
The greater section of swarf corresponds to the optimum cutting speed.

Schnitt auf
Zug empfohlen.
Pull cutting,
Advised!

MonyTHoe chpesepoBaHme oGecrneynBaeT Ny4dllee KayecTBO YeM BCTPEYHOe hpesepoBaHme:
NYYLUYIO LIEPOXOBATOCTb MOBEPXHOCTU, MeHbLUe LyMa, U Gonee OONTUid Cpok Cryxobl
MHCTpYMeHTa.

Concordant milling gives a better quality result than discordant milling:
better surface roughness, less noise, and longer tool life.

Ecnn 310 BO3MOXHO, MHCTPYMEHT AOmKeH OblTb Crierka HaknoHeH B HanpaeneHnu nogayv,
4YTObbI N36EXaTh PaboThl B LLEHTPanbHON YacTu MHCTPYMEHTA, rae CKOPOCTb pe3aHns pasHa 0.

If possible, the tools should be slightly tilted in the feed direction to avoid any working in the
central part of the tool where the cutting speed is equal to 0.

VlpeanbHoe OTKINOHeHWe Ha 15 ° B HanpaBneHun nogaym 1 no3sonsiet dpese paboraTb, CO
CKOpOCTbIO pe3aHust paBHon 80% OT MakcumanbHOW TeopeTUyecKor Npu HOMWHAaNbHbIM
OvameTpe pesua.

The ideal tilt is at 15° in the feed direction and allows the mill to work to a cutting speed equal to
80% of the maximum theoretical one in reference to the nominal diameter of the cutter itself.

Pexomerayem!
Advised!

V:=80% di Vc max

Mbl pexkomMmeHgyem He BbINMONHATL BePTUKaribHbIX OBVKEHUIA Npu yI'J'Iy6J'IeHVIVI B Martepuarn; Mbl
pekoMeHayem cnuparibHoe Ui HakKnoHHOEe nepemMeLlleHne no TpaekTopun.

Do not carry out vertical movements of immersion in the piece; we recommend spiral or ramp
movements.
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D, (mm) - Pabouunn anameTp AnA KonupoBanbHbIX Ppe3 u ¢ppes cTpoye4yHoro
¢pesepoBaHus
D,, (mm) - Working diameters for copy cutters and Z leveling cutters

PacueTtHas chopmyna: Ckopoctb pe3ku V. (m/min) - O60poTbl B MMHYTY 06/MUH - paboyas WnpuHa (AecTBYOLWNIA
pa6ouun guametp) D, (mm)
Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min*) - Working width (eff. working diameter) D,, (mm)

V. (m/min) x 1000

V. (m/min) =

D, (mm) x 3,14 x n 06/mMuH

1000

D,, (mm) - Pa6ouni guameTtp (AencTBYIOLNIA)
D, (mm) - Working diameter (effective)

n (min?) =

D, (mm) x 3,14

D, (mm) =2 X\/ap (Ds - ap)

Pa6ouun guametp (HoBbI) D, (mm)

Working diameter (new) D, (mm)

a, =D:x 0,05 a,=D:x 0,10 a,=D.x 0,15 a, =D:x 0,20 a, =D:x 0,25 a, =D:x 0,30
D. ap D, a, D, a, D, a, D, ap Dy a, D.,

(@mm) (mm) | (mm) | (mm) [ (mm) | (mm) | (mm) [ (mm) | (mm) [ (mm) | (mm) | (mm) | (mm)
1,00 0,05 0,44 0,10 0,60 0,15 0,71 0,20 0,80 0,25 0,87 0,30 0,92
1,50 0,075 0,65 0,15 0,71 0,22 1,07 0,30 1,20 0,375 1,3 0,45 1,37
2,00 0,10 0,87 0,20 1,20 0,30 1,43 0,40 1,60 0,50 1,73 0,60 1,83
2,50 0,125 1,09 0,25 1,90 0,375 1,78 0,50 2,00 0,625 2,17 0,75 2,29
3,00 0,15 1,31 0,30 1,80 0,45 2,14 0,60 2,40 0,75 2,6 0,90 2,75
4,00 0,20 1,74 0,40 2,40 0,60 2,86 0,80 3,20 1,00 3,46 1,20 3,67
5,00 0,25 2,18 0,50 3,00 0,75 3,57 1,00 4,00 1,25 4,39 1,50 4,58
6,00 0,30 2,62 0,60 3,60 0,90 4,28 1,20 4,80 1,50 5,2 1,80 5,50
8,00 0,40 3,49 0,80 4,80 1,20 5,71 1,60 6,40 2,00 6,93 2,40 7,33
10,00 0,50 4,36 1,00 6,00 1,50 7,14 2,00 8,00 2,50 8,66 3,00 9,17
12,00 0,60 5,23 1,20 7,70 1,80 8,57 2,40 9,60 3,00 10,39 3,60 11,00
14,00 0,70 6,10 1,40 8,43 2,10 10,00 2,80 11,20 3,50 12,12 4,20 12,83
16,00 0,80 6,97 1,60 9,60 2,40 11,43 3,20 12,80 4,00 13,86 4,80 14,66
18,00 0,90 7,85 1,80 10,80 2,70 12,85 3,60 14,40 4,50 15,59 5,40 16,50
20,00 1,00 8,72 2,00 12,00 3,00 14,28 4,00 16,00 5,00 17,32 6,00 18,33
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CkopocTb pe3aHusa V., (m/min) - O60poTbl B MUHYTY (min?)
Cutting speed V. (m/min) - Revolution per minute n (min?)

PacuyeTHasa dopmyna: CkopocTb pe3aHus V. (m/min) - O60poThbl B MUHYTY 06/MUH

Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min?)

Dy (mm) x 3,14 x n o6/mMuH

V¢ (m/min) x 1000

Ve (il = 1000 n (min“) = =5 m) x 3,14
O6opoTbl B MUHYTY Ans pabounx anametpoB D, (mm)
Revolution per minute for working diameters D,, (mm)
D, V: (m/min)
(mm) 40 [ 50 | 60 | 8 [ 100 | 125 [ 150 | 180 [ 200 220
O6opoTbl B MUHYTY / Revolution per minute n (min?)

0,3 42463 53079 6369 84926 106157 132696 159236

0,4 31847 39809 4777 63694 79618 99522 119427 143312 159236 175159
0,5 25478 31847 3822 50955 63694 79618 95541 114650 127389 140127
0,6 21231 26539 3185 42463 53079 66348 79618 95541 106157 116773
0,7 18198 22748 2730 36397 45496 56870 68244 81893 90992 100091
0,8 15924 19904 2389 31847 39809 49761 59713 71656 79618 87580
0,9 14154 17693 2123 28309 35386 44232 53079 63694 70771 77849
1 12739 15924 1911 25478 31847 39809 47771 57325 63694 70064
1,1 11581 14476 1737 23162 28952 36190 43428 52113 57904 63694
1,2 10616 13270 1592 21231 26539 33174 39809 47771 53079 58386
1,3 9799 12249 1470 19598 24498 30622 36747 44096 48996 53895
1,4 9099 11374 1365 18198 22748 28435 34122 40946 45496 50045
1,5 8493 10616 1274 16985 21231 26539 31847 38217 42463 46709
1,6 7962 9952 1194 15924 19904 24881 29857 35828 39809 43790
1,8 7077 8846 1062 14154 17693 22116 26539 31847 35386 38924
2 6369 7962 955 12739 15924 19904 23885 28662 31847 35032
2,2 5790 7238 869 11581 14476 18095 21714 26057 28952 31847
2,4 5308 6635 796 10616 13270 16587 19904 23885 26539 29193
2,6 4900 6124 735 9799 12249 15311 18373 22048 24498 26948
2,8 4550 5687 682 9099 11374 14217 17061 20473 22748 25023
3,2 3981 4976 597 7962 9952 12440 14928 17914 19904 21895
3,4 3747 4683 562 7493 9367 11709 14050 16860 18734 20607
3,6 3539 4423 531 7077 8846 11058 13270 15924 17693 19462
3,8 3352 4190 503 6705 8381 10476 12571 15085 16762 18438
4 3185 3981 478 6369 7962 9952 11943 14331 15924 17516
4,3 2963 3703 444 5925 7406 9258 11109 13331 14813 16294
4,6 2769 3462 415 5539 6923 8654 10385 12462 13847 15231
5 2548 3185 382 5096 6369 7962 9554 11465 12739 14013
5,5 2316 2895 347 4632 5790 7238 8686 10423 11581 12739
6 2123 2654 318 4246 5308 6635 7962 9554 10616 11677
6,5 1960 2450 294 3920 4900 6124 7349 8819 9799 10779
7 1820 2275 273 3640 4550 5687 6824 8189 9099 10009
7,5 1699 2123 255 3397 4246 5308 6369 7643 8493 9342
8 1592 1990 239 3185 3981 4976 5971 7166 7962 8758
8,5 1499 1873 225 2997 3747 4683 5620 6744 7493 8243
9 1415 1769 212 2831 3539 4423 5308 6369 7077 7785
9,5 1341 1676 201 2682 3352 4190 5028 6034 6705 7375

10 1274 1592 191 2548 3185 3981 4777 5732 6369 7006

10,5 1213 1517 182 2426 3033 3791 4550 5460 6066 6673
11 1158 1448 174 2316 2895 3619 4343 5211 5790 6369
1,5 1108 1385 166 2215 2769 3462 4154 4985 5539 6092

12 1062 1327 159 2123 2654 3317 3981 4777 5308 5839

13 980 1225 147 1960 2450 3062 3675 4410 4900 5390

14 910 1137 136 1820 2275 2843 3412 4095 4550 5005

15 849 1062 127 1699 2123 2654 3185 3822 4246 4671

16 796 995 119 1592 1990 2488 2986 3583 3981 4379
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CkopocTb pe3aHus V., (m/min) - O60poTbl B MUHYTY (min?)
Cutting speed V. (m/min) - Revolution per minute n (min?)

PacyeTHas dopmyna: CkopocTtb pe3aHus V. (m/min) - O6opoTbl B MUHYTY 06/MUH

Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min-t)

D, (mm) x 3,14 x n o6/mMuH

V. (m/min) x 1000

V. (mimin) = 1900 n(min)= " (mm) x 3.14
O6opoTbl B MUHYTY Ans pabounx anametpoB D, (mm)
Revolution per minute for working diameters D,, (mm)
D V. (m/min)
(mm) 250 [ 300 | 350 400 [ 450 [ 500 | 550 | 600 | 650 | 700 [ 750
0O60poTbl B MMHYTY (06/MuH) / Revolution per minute n (min?)
0,3
0,4
0,5 159236
0,6 132696 | 159236
0,7 113740 | 136488 | 159236
0,8 99522 | 119427 | 139331 | 159236
0,9 88464 | 106157 | 123850 | 141543 | 159236
1 79618 95541 111465 | 127389 | 143312 | 159236
1,1 72380 86856 | 101332 | 115808 | 130284 | 144760 159236
1,2 66348 79618 92887 | 106157 | 119427 | 132696 145966 | 159236
1,3 61244 73493 85742 97991 110240 | 122489 134738 | 146987 | 159236
1,4 56870 68244 79618 90992 | 102366 | 113740 125114 | 136488 | 147862 | 159236
1,5 53079 63694 74310 84926 95541 106157 116773 | 127389 | 138004 | 148620 | 159236
1,6 49761 59713 69666 79618 89570 99522 109475 | 119427 | 129379 | 139331 | 149283
1,8 44232 53079 61925 70771 79618 88464 97311 106157 | 115004 | 123850 | 132696
2 39809 47771 55732 63694 71656 79618 87580 95541 | 103503 111465 | 119427
2,2 36190 43428 50666 57904 65142 72380 79618 86856 94094 | 101332 | 108570
2,4 33174 39809 46444 53079 59713 66348 72983 79618 86253 92887 99522
2,6 30622 36747 42871 48996 55120 61244 67369 73493 79618 85742 91867
2,8 28435 34122 39809 45496 51183 56870 62557 68244 73931 79618 85305
3,2 24881 29857 34833 39809 44785 49761 54737 59713 64689 69666 74642
3,4 23417 28100 32784 37467 42151 46834 51517 56201 60884 65568 70251
3,6 22116 26539 30962 35386 39809 44232 48655 53079 57502 61925 66348
3,8 20952 25142 29333 33523 37714 41904 46095 50285 54475 58666 62856
4 19904 23885 27866 31847 35828 39809 43790 47771 51752 55732 59713
4,3 18516 22219 25922 29625 33328 37032 40735 44438 48141 51844 55547
4,6 17308 20770 24232 27693 31155 34616 38078 41540 45001 48463 51925
5 15924 19108 22293 25478 28662 31847 35032 38217 41401 44586 47771
55 14476 17371 20266 23162 26057 28952 31847 34742 37638 40533 43428
6 13270 15924 18577 21231 23885 26539 29193 31847 34501 37155 39809
6,5 12249 14699 17148 19598 22048 24498 26948 29397 31847 34297 36747
7 11374 13649 15924 18198 20473 22748 25023 27298 29572 31847 34122
7,5 10616 12739 14862 16985 19108 21231 23355 25478 27601 29724 31847
8 9952 11943 13933 15924 17914 19904 21895 23885 25876 27866 29857
8,5 9367 11240 13114 14987 16860 18734 20607 22480 24354 26227 28100
9 8846 10616 12385 14154 15924 17693 19462 21231 23001 24770 26539
9,5 8381 10057 11733 13409 15085 16762 18438 20114 21790 23466 25142
10 7962 9554 11146 12739 14331 15924 17516 19108 20701 22293 23885
10,5 7583 9099 10616 12132 13649 15165 16682 18198 19715 21231 22748
11 7238 8686 10133 11581 13028 14476 15924 17371 18819 20266 21714
1,5 6923 8308 9693 11077 12462 13847 15231 16616 18001 19385 20770
12 6635 7962 9289 10616 11943 13270 14597 15924 17251 18577 19904
13 6124 7349 8574 9799 11024 12249 13474 14699 15924 17148 18373
14 5687 6824 7962 9099 10237 11374 12511 13649 14786 15924 17061
15 5308 6369 7431 8493 9554 10616 11677 12739 13800 14862 15924
16 4976 5971 6967 7962 8957 9952 10947 11943 12938 13933 14928
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KonupoBanbHble ¢pesbl - AaHHbIe ANA pacyéta pexumoB pe3aHus - MNopaya Ha 3y6 f, (mm) -
OceBas rny6uHa pe3aHus a, (mm) - PaguansHas rny6uHa pesaHus a, (mm)
Copy milling cutters - Cutting data - Feed per tooth f, (mm) - Axial depth of cut a, (mm) - Radial
depth of cut a, (mm)

KonunpoBaHnue a, (mm) un a, (mm)
Copying a. (mm) and a, (mm)

Mopaya Ha 3y6 f, (mm) / Feed per tooth f, (mm) f,

Mopaya Ha o6oport f (mm) / Feed per revolution f (mm) f
CkopocTb nogayn Vi (mm/min) / Feed rate Vi (mm/min)

= Dc (mm) x Tabnu4Hble 3Ha4yeHus / Value table

=2Z, x f,

2.

02

Mpynna A: AntomuHumn - AntommHueBble cnnaBbl - Megb - MegHble cnnaBbl - MarHum

Gruoup A - Aluminium - Aluminium alloys - Copper - Cooper alloys - Magnesium

A11
A1.2
A13
A14
A15
A1.6
A1.7
A21
A22
A23
A24
A25
A 2.6
A27
A31
A3.2
A4A1
A4.2

Cdepuueckue / Ball nose cutters TopoumaanbHble / Torus cutters
YepHoBas obpaboTka | YuctoBas obpaborka | YepHoBas obpaborka | YuctoBas ob6paboTka

Roughing Finishing Roughing Finishing

a,=D.x0,1 a, =D_x0,02 a,=D.x0,1 a, =D, x 0,02

a.=D.x0,2 a.=D.x0,2

O D; (mm) D, (mm) D. (mm) D, (mm)
1.5 1,5-2,5| 3,0-5,0| 6,0-20 | 1,5-2,5| 3,0-5,0 | 6,0-20 | 1,5-2,5| 3,0-5,0 | 6,0-20 | 1,5-2,5 | 3,0-5,0 | 6,0-20
De x 0,009 0,014 0,018 0,009 0,014 0,018 0,009 0,014 0,016 0,009 0,014 0,018
D. x 0,010 0,015 0,019 0,010 0,015 0,019 0,010 0,015 0,017 0,010 0,015 0,019
D. x 0,008 0,012 0,015 0,008 0,012 0,015 0,008 0,012 0,014 0,008 0,012 0,015
Dc x 0,007 0,010 0,013 0,007 0,010 0,013 0,007 0,010 0,012 0,007 0,010 0,013
D. x 0,008 0,013 0,016 0,008 0,013 0,016 0,008 0,013 0,014 0,008 0,013 0,016
D. x 0,010 0,015 0,019 0,010 0,015 0,019 0,010 0,015 0,017 0,010 0,015 0,019
D. x 0,004 0,006 0,008 0,004 0,006 0,008 0,004 0,006 0,007 0,004 0,006 0,008
D. x 0,006 0,010 0,012 0,006 0,010 0,012 0,006 0,010 0,011 0,006 0,010 0,012
D. x 0,006 0,010 0,012 0,006 0,010 0,012 0,006 0,010 0,011 0,006 0,010 0,012
Dc x 0,006 0,010 0,012 0,006 0,010 0,012 0,006 0,010 0,011 0,006 0,010 0,012
D. x 0,006 0,009 0,011 0,006 0,009 0,011 0,006 0,009 0,010 0,006 0,009 0,011
D. x 0,006 0,009 0,011 0,006 0,009 0,011 0,006 0,009 0,010 0,006 0,009 0,011
D. x 0,006 0,009 0,011 0,006 0,009 0,011 0,006 0,009 0,010 0,006 0,009 0,011
Dc x 0,006 0,010 0,012 0,006 0,010 0,012 0,006 0,010 0,011 0,006 0,010 0,012
D. x 0,005 0,008 0,010 0,005 0,008 0,010 0,005 0,008 0,009 0,005 0,008 0,010
Dc x 0,004 0,006 0,007 0,004 0,006 0,007 0,004 0,006 0,006 0,004 0,006 0,007
D. x 0,009 0,014 0,018 0,009 0,014 0,018 0,009 0,014 0,016 0,009 0,014 0,018
Dc x 0,010 0,015 0,019 0,010 0,015 0,019 0,010 0,015 0,017 0,010 0,015 0,019

a anBe,EI,eHHbIe npumMepHble 3Ha4YeHna Bcerga AOomKHbI ObITb afanTnpoBaHbl K CTaHKy, 3arotoBke  NHCTPYMEHTY.
O These approx. values always should be adapted to machine, workpiece and tool.
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KonupoBanbHble dpesbl - AaHHble ANA pacyéTa peXXumoB pe3aHus - lNogaya Ha 3y6 f, (mm) -
Ocesas rny6uHa pe3saHus a, (mm) - PagnansHas rnybuHa pesaHus a, (mm)

Copy milling cutters - Cutting data - Feed per tooth f, (mm) - Axial depth of cut a, (mm) - Radial
depth of cut a, (mm)

F'pynna B - NnacTmacckl - ApMyMpoBaHHbIe NNAcTUKK - LiBETHBIE MeTannbl
Group B - Plastics - Reinforced plastic fibres - Nonferrous materials

Cdhepuueckue / Ball nose cutters TopouaanbHble / Torus cutters
YepHoBas obpaboTka | YucroBasi obpaborka | YepHoBasi obpaborka | YuctoBas obpaboTka
Roughing Finishing Roughing Finishing
a,=D.x0,1 a, = D. x 0,02 a,=D.x0,1 a, = D. x 0,02
a.=D.x0,2 a.=D.x 0,2
d D, (mm) a D (mm) a D, (mm) d D, (mm)
f,= 1,0-2,5| 3,0-5,0| 6,0-20 | 1,0-2,5 | 3,0-5,0 | 6,0-20 | 1,0-2,5| 3,0-5,0 | 6,0-20 | 1,0-2,5 | 3,0-5,0 | 6,0-20
B1.1 Dc x 0,010 0,018 0,020 0,008 0,012 0,016 0,010 0,016 0,018 0,010 0,008 0,014
B1.2 Dc x 0,009 0,016 0,018 0,007 0,011 0,014 0,009 0,014 0,016 0,009 0,007 0,013
B1.3 Dc x 0,010 0,018 0,020 0,008 0,012 0,016 0,010 0,016 0,018 0,010 0,008 0,014
B1.4 Dc x 0,005 0,009 0,010 0,004 0,006 0,008 0,005 0,008 0,009 0,005 0,004 0,007
B 1.5 De x 0,010 0,018 0,020 0,008 0,012 0,016 0,010 0,016 0,018 0,010 0,008 0,014
B 2.1 Dc x 0,006 0,011 0,012 0,005 0,007 0,010 0,006 0,010 0,011 0,006 0,005 0,008
B 2.2 Dc x 0,005 0,009 0,010 0,004 0,006 0,008 0,005 0,008 0,009 0,005 0,004 0,007
B 2.3 Dc x 0,008 0,014 0,016 0,006 0,010 0,013 0,008 0,013 0,014 0,008 0,006 0,011
B 24 Dc x 0,007 0,012 0,013 0,005 0,008 0,010 0,007 0,010 0,012 0,007 0,005 0,009

Mpynna C: Ctanb - CtanbHble cniaBbl - 3aKkaneHHas cranb
Group C - General steels - Steel alloys - Hardened steels

C11 D¢ x 0,006 0,011 0,012 | 0,005 | 0,007 0,010 0,006 | 0,010 | 0,011 0,006 | 0,005 0,008
Cc1.2 D¢ x 0,006 0,011 0,012 | 0,005 | 0,007 0,010 0,006 | 0,010 | 0,011 0,006 | 0,005 0,008
C13 D¢ x 0,006 0,011 0,012 | 0,005 | 0,007 0,010 0,006 | 0,010 | 0,011 0,006 | 0,005 0,008
Cc14 De x 0,006 0,011 0,012 | 0,005 | 0,007 0,010 0,006 | 0,010 | 0,011 0,006 | 0,005 0,008
C1.5 Dc x 0,005 0,009 | 0,010 | 0,004 | 0,006 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 0,007
Cc1.6 Dc x 0,005 0,009 | 0,010 [ 0,004 | 0,006 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 0,007
C1.7 D¢ x 0,006 0,010 0,011 0,004 | 0,007 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 0,008
c1.38 D¢ x 0,006 0,010 0,011 0,004 | 0,007 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 0,008
C21 De x 0,005 0,009 | 0,010 | 0,004 | 0,006 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 0,007
c22 Dc x 0,004 0,007 | 0,008 | 0,003 | 0,005 0,006 0,004 | 0,006 | 0,007 0,004 | 0,003 0,006
c23 D¢ x 0,004 0,007 | 0,008 [ 0,003 | 0,005 0,006 0,004 | 0,006 | 0,007 0,004 | 0,003 0,006
C24 D¢ x 0,004 0,007 | 0,008 [ 0,003 | 0,005 0,006 0,004 | 0,006 | 0,007 0,004 | 0,003 0,006
C31 De x 0,004 0,007 | 0,008 | 0,003 | 0,005 0,006 0,004 | 0,006 | 0,007 0,004 | 0,003 0,006
C41 Dc x 0,004 0,006 | 0,007 | 0,003 | 0,004 0,006 0,004 | 0,006 | 0,006 0,004 | 0,003 0,005
C4.2 Dc x 0,004 0,006 | 0,007 | 0,003 | 0,004 0,006 0,004 | 0,006 | 0,006 0,004 | 0,003 0,005

3akaneHHas cTanb
Hardened steels _ < 57 HRC | < 63 HRC

Cdpepuueckue TopoupanbHbie MHoro3y6ble
Ball nose cutters Torus cutters Multiflute cutters
a, =D, x 0,02 a, =D, x 0,02 a,=D:x1,5
a. =D, x 0,02
D. (mm) D. (mm) D. (mm)
= 1,0-2,0| 3,0-5,0| 6,0-10 | 12-20 | 1,0-2,0 | 3,0-5,0| 6,0-10 | 12-20 3,0 -25,0
Dc x 0,004 0,004 0,006 0,005 0,004 0,003 0,004 0,004 0,00175
C3.3 Dc x 0,006 0,007 0,009 0,008 0,006 0,004 0,006 0,007 0,00275
Cc34 Dc x 0,005 0,006 0,008 0,007 0,005 0,004 0,005 0,006 0,0025
- De X 0,005 | 0,005 | 0,007 | 0,006 | 0,005 | 0,004 | 0,005 | 0,005 0,0025

O NprBeaeHHbIE NMPUMEPHbIE 3HAYeHNs Beeraa AOMKHbI ObITb afanTUpoBaHbl K CTaHKY, 3aroTOBKE Y MHCTPYMEHTY.
A These approx. values always should be adapted to machine, workpiece and tool.
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KonupoBanbHble dpesbl - AaHHbIe ANA pacyéTa peXumoB pesaHus - lNogaya Ha 3y6 f, (mm) -
Ocesas rny6uHa pe3saHus a, (mm) - PagnansHas rnybuHa pesaHus a, (mm)

Copy milling cutters - Cutting data - Feed per tooth f, (mm) - Axial depth of cut a, (mm) - Radial
depth of cut a, (mm)

Cdepuueckue / Ball nose cutters TopomganbHble / Torus cutters
YepHoBasa o6paboTka | YmuctoBasi obpaborka | YepHoBasi o6paboTka YucroBasi obpaboTka
Roughing Finishing Roughing Finishing
a,=D.x0,1 a, = D. x 0,02 a,=D.x0,1 a, =D. x 0,02
a.=D.x0,2 a.=D:x0,2
O D. (mm) O D, (mm) O D, (mm) O D. (mm)
f,= 1,5-2,5]| 3,0-5,0 | 6,0-20 | 1,5-2,5 | 3,0-5,0 | 6,0-20 | 1,5-2,5 | 3,0-5,0 | 6,0-20 | 1,5-2,5 | 3,0-5,0 | 6,0-20

De x 0,005 | 0,009 | 0,100 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
Dc x 0,005 | 0,009 | 0,100 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
Dc x 0,005 0,009 0,100 0,004 0,006 0,008 0,005 0,008 0,009 0,005 0,004 0,007
D¢ x 0,005 | 0,008 | 0,090 0,004 0,005 | 0,007 0,005 | 0,007 | 0,008 0,005 | 0,004 | 0,006
De x 0,004 | 0,006 | 0,070 0,003 0,004 | 0,006 0,004 | 0,006 | 0,006 0,004 0,003 | 0,005
Fpynna E: Hukenb / ko6ansToBbIE cnnaBbl - TutaH - TutaHoBbIe cnnaBbl
Group E - Nickel-/ Cobalt alloys - Titanium - Titanium alloys

E1.1 De x 0,005 | 0,009 | 0,010 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
E1.2 D¢ x 0,005 | 0,009 | 0,010 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
E1.3 D¢ x 0,005 | 0,008 | 0,009 0,004 0,005 | 0,007 0,005 | 0,007 | 0,008 0,005 | 0,004 | 0,006
E2.1 D¢ x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
E22 De x 0,005 | 0,009 | 0,010 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
E23 D¢ x 0,004 | 0,006 | 0,007 0,003 0,004 | 0,006 0,004 | 0,006 | 0,006 0,004 | 0,003 | 0,005

Fpynna F - YyryH
Group F - Cast irons

F1.1 De x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F1.2 Dc x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F1.3 Dc x 0,004 | 0,007 | 0,008 0,003 0,005 | 0,006 0,004 | 0,006 | 0,007 0,004 | 0,003 | 0,006
F1.4 D¢ x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F1.5 D¢ x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F21 De x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F22 De x 0,006 | 0,010 | 0,011 0,004 0,007 | 0,009 0,006 | 0,009 | 0,010 0,006 | 0,004 | 0,008
F23 Dc x 0,005 | 0,009 | 0,010 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007
F24 D¢ x 0,005 | 0,009 | 0,010 0,004 0,006 | 0,008 0,005 | 0,008 | 0,009 0,005 | 0,004 | 0,007

Fpynna G: MNpadmT - Bonbdpam / MegHbIe cnnasbl

Group G - Graphite - Tungsten / Copper alloys
G141 De x 0,006 0,010 0,011 0,004 0,007 0,009 0,006 0,009 0,010 0,006 0,004 0,008
G21 Dc x 0,006 0,010 0,011 0,004 0,007 0,009 0,006 0,009 0,010 0,006 0,004 0,008

O NprBeaeHHbIe NMPUMEPHbIE 3HAYeHMs Beeraa AOMKHbI ObITb afanTUpoBaHbl K CTaHKY, 3aroTOBKE Y MHCTPYMEHTY.
A These approx. values always should be adapted to machine, workpiece and tool.
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Cdepuyeckue konupoBanbHble ¢ppesbl - Z=2 cnupanb 40° - CTI - DIN 6527-L
“ULTRA Ra” ckopocTHasa cepusi

Ball nose copy cutters - Z=2 Helix 40° - Similar to DIN 6527-L
“ULTRA Ra” Speed Line with fine lapped chip flutes

102RC-40°

102RC-40°G

O6nactb npumeHeHust / Range of application

A: INerkune cnna.ebl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMYPOBaHHbIE NACTUKN
B: Plastics - Reinforced plastic fibres
(GFK - CFK - AFK) - B1.1-1.6 B2.1-2.4

E: Tutan / Titanium
E1.1-2.1
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D. L2 L1 L3 D2 D3 r 102RC-40° 102RC-40°G
h10 h6 C nokpbiTnem / Coated
2 4 57 2 6 1,8 1,0 102RC.020-40° 102RC.020-40°G
3 ® 57 4 6 2,8 1,5 102RC.030-40° 102RC.030-40°G
4 6 57 6 6 3,7 2 102RC.040-40° 102RC.040-40°G
5 7 57 8 6 4,6 2,5 102RC.050-40° 102RC.050-40°G
6 8 57 12 6 5,5 3 102RC.060-40° 102RC.060-40°G
8 10 63 16 8 7,4 4 102RC.080-40° 102RC.080-40°G
10 12 72 19 10 9,2 5 102RC.100-40° 102RC.100-40°G
12 14 83 23 12 11 6 102RC.120-40° 102RC.120-40°G
14 16 83 25 14 13 7 102RC.140-40° 102RC.140-40°G
16 18 92 25 16 15 8 102RC.160-40° 102RC.160-40°G
20 22 104 31 20 19 10 102RC.200-40° 102RC.200-40°G

Paboure napameTpbl cM. cTpaHuua 81-92
For working-parameters see page 81-92
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Cdepuyeckue konupoBanbHble hpesbl - Z=2 cnupanb 40° - CTI gnuHHbIE
“ULTRA Ra” ckopocTHasa cepusi

Ball nose copy cutters - Z=2 Helix 40° - Internal standard extra long
“ULTRA Ra” Speed Line with fine lapped chip flutes

102RCL-40°

102RCL-40°G

O6nactb npumeHenns / Range of application
A: Nerkue cnna.ebl / Light alloys
A1.1-1.6 A2.1-2.6 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUpOBaHHbIE NMIIACTUKM
B: Plastics - Reinforced plastic fibres
(GFK - CFK - AFK) - B1.1-1.6 B2.1-2.4

E: TutaH / Titanium

E1.1-2.1
< O /5] @

l L1

A4

D. L2 L1 L3 D2 D3 r 102RCL-40° 102RCL-40°G
h10 h6 C nokpbiTnem / Coated
3 6 100 44 6 2,8 1,5 102RCL.030-40° 102RCL.030-40°G
4 8 100 42 6 3,7 2 102RCL.040-40° 102RCL.040-40°G
5 10 100 40 6 4,6 2,5 102RCL.050-40° 102RCL.050-40°G
6 12 100 38 6 5,5 3 102RCL.060-40° 102RCL.060-40°G
8 16 100 34 8 7,4 4 102RCL.080-40° 102RCL.080-40°G
10 20 120 50 10 9,2 ) 102RCL.100-40° 102RCL.100-40°G
12 24 150 76 12 11 6 102RCL.120-40° 102RCL.120-40°G
14 28 150 72 14 13 7 102RCL.140-40° 102RCL.140-40°G
16 32 150 68 16 15 8 102RCL.160-40° 102RCL.160-40°G
20 40 150 60 20 19 10 102RCL.200-40° 102RCL.200-40°G
96 Paboune napameTtpbl cM. cTpaHuua 81-92
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TopoupanbHble KonupoBanbHble dpe3bl - Z=2 cnupanb 40° - CTI - DIN 6527-L
“ULTRA Ra” ckopocTHasa cepusi

Torus copy cutters - Z=2 Helix 40° - Similar to DIN 6527-L
“ULTRA Ra” Speed Line with fine lapped chip flutes

O6nactb npumeHeHust / Range of application

102TC-40° 102TC-40°G

A: INerkune cnna.ebl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMYPOBaHHbIE NACTUKN
B: Plastics - Reinforced plastic fibres
(GFK - CFK - AFK) - B1.1-1.6 B2.1-2.4

E: Tutan / Titanium
E1.1-2.1

L2 L3
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L3 D2 D3

D. L2 L1 r 102TC-40° 102TC-40°G
h10 h6 C nokpbiTnem / Coated
2 4 57 2 6 1,8 0,5 102TC.020-40° 102TC.020-40°G
3 5 57 4 6 2,8 0,5 102TC.030-40° 102TC.030-40°G
4 6 57 6 6 3,7 0,5 102TC.040-40° 102TC.040-40°G
5) 7 57 8 6 4,6 0,5 102TC.050-40° 102TC.050-40°G
6 8 57 12 6 55 1 102TC.060-40° 102TC.060-40°G
8 10 63 16 8 7,4 1 102TC.080-40° 102TC.080-40°G
10 12 72 19 10 9,2 1,5 102TC.100-40° 102TC.100-40°G
12 14 83 23 12 11 1,5 102TC.120-40° 102TC.120-40°G
14 16 83 25 14 13 2 102TC.140-40° 102TC.140-40°G
16 18 92 25 16 15 2 102TC.160-40° 102TC.160-40°G
20 22 104 31 20 19 2,5 102TC.200-40° 102TC.200-40°G

Paboure napameTpbl cM. cTpaHuua 81-92
For working-parameters see page 81-92
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TopoupanbHble KonupoBanbHble dpe3bl - Z=2 cnupanb 40°- CTI gnuHHbIe
“ULTRA Ra” ckopocTHasa cepusi

Torus copy cutters - Z=2 Helix 40° - Internal standard extra long
“ULTRA Ra” Speed Line with fine lapped chip flutes

O6nactb npumeHenns / Range of application

102TCL-40° 102TCL-40°G

A: Nerkue cnna.ebl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUpOBaHHbIE NMIIACTUKM
B: Plastics - Reinforced plastic fibres
(GFK - CFK - AFK) - B1.1-1.6 B2.1-2.4

E: TutaH / Titanium
E1.1-2.1
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A J A J
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D. L2 L1 L3 D2 D3 r 102TCL-40° 102TCL-40°G
h10 h6 C nokpbiTnem / Coated
3 6 100 44 6 2,8 0,5 102TCL.030-40° 102TCL.030-40°G
4 8 100 42 6 3,7 0,5 102TCL.040-40° 102TCL.040-40°G
5 10 100 40 6 4,6 0,5 102TCL.050-40° 102TCL.050-40°G
6 12 100 38 6 5,5 1 102TCL.060-40° 102TCL.060-40°G
8 16 100 34 8 7,4 1 102TCL.080-40° 102TCL.080-40°G
10 20 120 50 10 9,2 1,5 102TCL.100-40° 102TCL.100-40°G
12 24 150 76 12 11 1,5 102TCL.120-40° 102TCL.120-40°G
14 28 150 72 14 13 2 102TCL.140-40° 102TCL.140-40°G
16 32 150 68 16 15 2 102TCL.160-40° 102TCL.160-40°G
20 40 150 60 20 19 2,5 102TCL.200-40° 102TCL.200-40°G
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TopouaanbHble KonupoBanbHble pesbl - Z=2 cnupans 30° - CTI
Torus copy cutters - Z=2 Helix 30° - Internal standard

72CTC

O6nactb npumeHenns / Range of application

A: Nerkue cnnasebl / Light alloys
A1.7 A27 A3.1-3.2

C:Crtanb / Steels
C1.1-1.8 C2.1-24 C3.1-3.2 C4.1-4.2

E: Tutan / Titanium
E1.2-1.3 E2.1-2.3

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

| 2 L3 ‘ L4
& ‘ ) ya v

(")‘ N
S /e

L1
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DBEO®EOE

D. L2 L1 D2 L3 D3 L4 r a 72CT 72CTC
h10 C nokpbiTnem / Coated
1 2 50 4 2 0,9 30 0,1 5,563° 72CT.010040250 72CT.010040250C
1 2 57 6 2 0,9 30 0,1 6,33° 72CT.010060257 72CT.010060257C
1,5 2,5 50 4 2,5 1,4 30 0,1 4,95° 72CT.015042550 72CT.015042550C
1,5 2,5 57 6 2,5 1,4 30 0,1 5,98° 72CT.015062557 72CT.015062557C
2 3 50 4 3 1,9 30 0,2 | 4,29° 72CT.020040350 72CT.020040350C
2 3 57 6 & 1,9 30 0,2 | 5,58° 72CT.020060357 72CT.020060357C
2,5 3,5 50 4 3,5 2,4 30 0,3 | 3,52° 72CT.025043550 72CT.025043550C
2,5 3,5 57 6 S5 2,4 30 0,3 | 5,14° 72CT.025063557 72CT.025063557C
3 3,5 50 4 3,5 2,8 30 0,5 | 2,42° 72CT.030043550 72CT.030043550C
3 4 80 6 4 2,8 40 0,5 | 2,86° 72CT.030060480 72CT.030060480C
4 5 57 6 6 3,8 30 0,6 | 3,93° 72CT.040060557 72CT.040060557C
4 6 80 6 6 3,8 40 0,5 | 2,25° 72CT.040060680 72CT.040060680C
5 7 57 6 7 4,8 30 0,5 | 2,64° 72CT.050060757 72CT.050060757C
5 7 80 6 7 4,8 40 0,5 | 1,32° 72CT.050060780 72CT.050060780C
6 9 100 8 9 5,8 40 1 1,50° 72CT.0600809100 72CT.0600809100C
6 10 120 10 9 5,8 50 1 2,31° 72CT.0601010120 72CT.0601010120C
8 12 120 10 12 7,8 50 1 1,37° 72CT.0801012120 72CT.0801012120C
8 12 150 12 12 7,8 60 1 1,82° 72CT.0801212150 72CT.0801212150C
10 14 150 12 14 9,8 60 1 1,02° 72CT.1001214150 72CT.1001214150C
10 14 150 14 14 9,8 60 1,5 1,94° 72CT.1001414150 72CT.1001414150C
12 16 150 14 16 11,8 60 1,5 1,09° 72CT.1201416150 72CT.1201416150C
12 16 150 16 16 11,8 60 1,5 | 2,07° 72CT.1201616150 72CT.1201616150C
16 20 150 20 20 15,8 60 2 2,41° 72CT.1602020150 72CT.1602020150C

Paboure napameTpbl cM. cTpaHuua 81-92
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Cdepuyeckue konupoBanbHble ppesbl - Z=2 cnupanb 30° - CTIN
Ball nose copy cutters - Z=2 Helix 30° - Internal standard

O6nactb npumeHenuns / Range of application

72CR 712CRC

A: INerkue cnnas.ebl / Light alloys
A17 A27 A3.1-3.2

C: Ctanb / Steels
C1.1-1.8 C2.1-24 C3.1-3.2 C4.1-4.2

E: Tutan / Titanium
E1.2-1.3 E2.1-2.3

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

D«%[k*—* e T
r lg L1 A

,ngﬂ/‘/ VE
@00806E

A 4

D. L2 L1 D2 L3 D3 L4 r a 72CR 72CRC
h10 C nokpbiTnem / Coated
1 2 50 4 2 0,9 30 0,5 | 553° 72CR.010040250 72CR.010040250C
1 2 57 6 2 0,9 30 0,5 | 6,33° 72CR.010060257 72CR.010060257C
1,5 2,5 50 4 2,5 1,4 30 0,75 | 4,95° 72CR.015042550 72CR.015042550C
1,5 2,5 57 6 2,5 1,4 30 0,75 | 5,98° 72CR.015062557 72CR.015062557C
2 3 50 4 3 1,9 30 1 4,29° 72CR.020040350 72CR.020040350C
2 8 57 6 8 1,9 30 1 5,58° 72CR.020060357 72CR.020060357C
2,5 3,5 50 4 3,5 2,4 30 1,25 | 3,52° 72CR.025043550 72CR.025043550C
25 BI15) 57 6 BI5) 2,4 30 1,25 | 5,14° 72CR.025063557 72CR.025063557C
3 3,5 50 4 3,5 2,8 30 1,5 | 2,42° 72CR.030043550 72CR.030043550C
3 4 80 6 4 2,8 40 1,5 | 2,86° 72CR.030060480 72CR.030060480C
4 5 57 6 6 3,8 30 05 | 3,93° 72CR.040060557 72CR.040060557C
4 6 80 6 6 3,8 40 2 2,25° 72CR.040060680 72CR.040060680C
5 7 57 6 7 4,8 30 05 | 2,64° 72CR.050060757 72CR.050060757C
5 7 80 6 7 4,8 40 2,5 1,32° 72CR.050060780 72CR.050060780C
6 9 100 8 9 5,8 40 3 1,50° 72CR.0600809100 72CR.0600809100C
6 10 120 10 9 5,8 50 & 2,31° 72CR.0601010120 72CR.0601010120C
8 12 120 10 12 7,8 50 4 1,37° 72CR.0801012120 72CR.0801012120C
8 12 150 12 12 7,8 60 4 1,82° 72CR.0801212150 72CR.0801212150C
10 14 150 12 14 9,8 60 5 1,02° 72CR.1001214150 72CR.1001214150C
10 14 150 14 14 9,8 60 ® 1,94° 72CR.1001414150 72CR.1001414150C
12 16 150 14 16 11,8 60 6 1,09° 72CR.1201416150 72CR.1201416150C
12 16 150 16 16 11,8 60 6 2,07° 72CR.1201616150 72CR.1201616150C
16 20 150 20 20 15,6 60 8 2,41° 72CR.1602020150 72CR.1602020150C
100 Paboune napameTtpbl cM. cTpaHuua 81-92
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TopounpanbHbie dpesbl - Z=2 Cnupanb 30° - CTIN - 56-66 HRC
Torus cutters - Z=2 Helix 30° - Internal standard - for hardened steels

62THR

62THRB

O6nacTtb npumeHeHns / Range of application

L2 L3

. B

e

| D2

L1

J

A 4

H_M. HRC . &
) %5 ) (&) (5 >) &5
D L2 L1 D2 D3 L3 r 62THR 62THRB
h10 h6 a C nokpbiTnem / Coated

2 5 50 4 1,9 3 0,4 62THR.020050450 62THR.020050450B

3 6 60 6 2,9 6 0,5 62THR.030060660 62THR.030060660B

4 7 75 6 3,9 7 0,5 62THR.040060775 62THR.040060775B

5 8 75 6 4,9 8 0,5 62THR.050060875 62THR.050060875B

6 12 80 6 5,9 12 0,5 62THR.060061280 62THR.060061280B

8 14 100 8 7,8 15 1 62THR.0800814100 62THR.0800814100B
10 18 100 10 9,8 20 1 62THR.1001018100 62THR.1001018100B
12 22 105 12 11,8 22 1 62THR.1201222105 62THR.1201222105B
14 26 120 14 13,8 25 1,5 62THR.1401426120 62THR.1401426120B
16 30 150 16 15,8 30 1,5 62THR.1601630150 62THR.1601630150B
18 34 150 18 17,7 30 2 62THR.1801834150 62THR.1801834150B
20 38 150 20 19,7 30 2 62THR.2002038150 62THR.2002038150B

A MNpegHasHaveHo Ang CcoBCTBEHHOTO NoKpbITMA. bes aganTMpOBaHHOIO NOKPLITUS HE NPUFOAHbI K UCMOMNb30BaHUIO.

O provided for own coating. Not suitable without adapted coating.
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Cdrepuyeckas cpesa - Z=2 Cnupanb 30° - CTI - 56-66 HRC
Ball nose cutters - Z=2 Helix 30° - Internal standard - for hardened steels

62RHR

62RHRB

O6nacTtb npumeHeHns / Range of application

A
N
o

A

L1

HM
CK10-30-UF

Ultrafine

OA0EBRYODOE

D. L2 L1 D2 D3 L3 r 62RHR 62RHRB
h10 h6 - | C nokpbiTnem / Coated
2 5 50 4 1,9 3 1 62RHR.020040550 62RHR.020040550B
3 6 60 6 29 6 1,5 62RHR.030060660 62RHR.030060660B
4 7 75 6 3,9 7 2 62RHR.040060775 62RHR.040060775B
5 8 75 6 4,9 8 2,5 62RHR.050060875 62RHR.050060875B
6 12 80 6 59 12 3 62RHR.060061280 62RHR.060061280B
8 14 100 8 7,8 15 4 62RHR.0800814100 62RHR.0800814100B
10 18 100 10 9,8 20 5 62RHR.1001018100 62RHR.1001018100B
12 22 105 12 11,8 22 6 62RHR.1201222105 62RHR.1201222105B
14 26 120 14 13,8 25 7 62RHR.1401426120 62RHR.1401426120B
16 30 150 16 15,8 30 8 62RHR.1601630150 62RHR.1601630150B
18 34 150 18 17,7 30 9 62RHR.1801834150 62RHR.1801834150B
20 38 150 20 19,7 30 10 62RHR.2002038150 62RHR.2002038150B

O MNMpegHasHaveHo And COBCTBEHHOTO nokpbITMS. bes aganTMpOBaHHOIO NOKPbLITUS HE NPUrOAHbI K UCMOMb30BaHMIO.

0 provided for own coating. Not suitable without adapted coating.
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TopoupanbHble ¢pe3bl - Z=4 Cnupanb 30° - CTI - 56-66 HRC
Torus cutters - Z=4 Helix 30° - Internal standard - for hardened steels

64THR

64THRB

O6nacTtb npumeHeHns / Range of application

D2

L2 L3 |
®
o

& @
r’ L1
le

Yy

HM
CK10-30-UF

Ultrafine

OMOHABE®

D. L2 L1 D2 D3 L3 r 64THR 64THRB
h10 h6 a C nokpbiTnem / Coated
2 5 50 4 1,9 3 0,4 64THR.020040550 64THR.020040550B
3 6 60 6 2,9 6 0,5 64THR.030060660 64THR.030060660B
4 7 75 6 3,9 7 0,5 64THR.040060775 64THR.040060775B
5 8 75 6 4,9 8 0,5 64THR.050060875 64THR.050060875B
6 12 80 6 59 12 0,5 64THR.060061280 64THR.060061280B
8 14 100 8 7,8 15 1 64THR.0800814100 64THR.0800814100B
10 18 100 10 9,8 20 1 64THR.1001018100 64THR.1001018100B
12 22 105 12 11,8 22 1 64THR.1201222105 64THR.1201222105B
14 26 120 14 13,8 25 1,5 64THR.1401426120 64THR.1401426120B
16 30 150 16 15,8 30 1,5 64THR.1601630150 64THR.1601630150B
18 34 150 18 17,7 30 2 64THR.1801834150 64THR.1801834150B
20 38 150 20 19,7 30 2 64THR.2002038150 64THR.2002038150B

A MNpegHasHaveHo Ang CcoBCTBEHHOTO NoKpbITMA. bes aganTMpOBaHHOIO NOKPLITUS HE NPUFOAHbI K UCMOMNb30BaHUIO.

0 provided for own coating. Not suitable without adapted coating.
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Cdrepuyeckue dpesnbl - Z=4 Cnupanb 30° - CTIN - 56-66 HRC
Ball nose cutters - Z=4 Helix 30° - Internal standard - for hardened steels

\ O6nactb npumeHeHns / Range of application

o T amee

L2 L3
O E
e L -

= 20OO0OE

D. L2 L1 D2 D3 L3 r 64RHR 64RHRB
h10 h6 - | C nokpbitnem / Coated
2 5 50 4 1,9 3 1 64RHR.020040550 64RHR.020040550B
3 6 60 6 29 6 1,5 64RHR.030060660 64RHR.030060660B
4 7 75 6 3,9 7 2 64RHR.040060775 64RHR.040060775B
5 8 75 6 4,9 8 2,5 64RHR.050060875 64RHR.050060875B
6 12 80 6 59 12 3 64RHR.060061280 64RHR.060061280B
8 14 100 8 7,8 15 4 64RHR.0800814100 64RHR.0800814100B
10 18 100 10 9,8 20 5 64RHR.1001018100 64RHR.1001018100B
12 22 105 12 11,8 22 6 64RHR.1201222105 64RHR.1201222105B
14 26 120 14 13,8 25 7 64RHR.1401426120 64RHR.1401426120B
16 30 150 16 15,8 30 8 64RHR.1601630150 64RHR.1601630150B
18 34 150 18 17,7 30 9 64RHR.1801834150 64RHR.1801834150B
20 38 150 20 19,7 30 10 64RHR.2002038150 64RHR.2002038150B

A MNpegHasHaveHo ansa CcoBCTBEHHOTO nokpbITMA. bes aganTMpOBaHHOIO NOKPLITUS HE NPUFOLHbI K UCMOMNb30BaHMIO.

0 provided for own coating. Not suitable without adapted coating.
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MHoro3y6ble pesbl - Cnupanb 45° - CTI - 56-66 HRC
Multiflutes cutters - Helix 45° - Internal standard - for hardened steels

) Ob6nactb npumeHeHusi / Range of application

66HR 66HRB

C:Cranb / Steels
C3.2-3.5

L2 L |
4

0\

D2

L1

v

A\ J A J
B8 HH“ HRC \ @ %G
Ultrafine 44-67 /A - >@
D. L2 L1 D2 D3 L3 V4 66HR 66HRB
h10 h6 a C nokpbiTnem / Coated
4 1 57 6 3,9 8 6 66HR.040061157 66HR.040061157B
5 13 57 6 4.9 8 6 66HR.050061357 66HR.050061357B
6 15 57 6 59 12 6 66HR.060061557 66HR.060061557B
6 18 80 6 59 18 6 66HR.060061880 66HR.060061880B
8 20 63 8 7,8 12 6 66HR.080082063 66HR.080082063B
8 23 100 8 7,8 23 6 66HR.0800823100 66HR.0800823100B
10 23 72 10 9,8 12 8 66HR.100102372 66HR.100102372B
10 25 100 10 9,8 25 8 66HR.1001025100 66HR.1001025100B
12 28 83 12 11,8 15 8 66HR.120122883 66HR.120122883B
12 30 100 12 11,8 30 8 66HR.1201230100 66HR.1201230100B
14 28 83 14 13,8 15 8 66HR.140142883 66HR.140142883B
14 30 120 14 13,8 30 8 66HR.1401430120 66HR.1401430120B
16 32 92 16 15,8 18 10 66HR.160163292 66HR.160163292B
16 40 150 16 15,8 40 10 66HR.1601640150 66HR.1601640150B
18 35 92 18 17,7 18 10 66HR.180183592 66HR.180183592B
18 45 150 18 17,7 45 10 66HR.1801845150 66HR.1801845150B
20 40 104 20 19,7 20 12 66HR.2002040104 66HR.2002040104B
20 50 150 20 19,7 50 12 66HR.2002050150 66HR.2002050150B

A MNpegHasHayeHo ans COBCTBEHHOTO NoKpbITUS. be3 aganTMpOBaHHOIO NOKPbLITUS HE NPUFOLHbI K MCMOMb30BaHUIO.

0 provided for own coating. Not suitable without adapted coating.
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CARMYY A By

TopouaanbHble MHOro3yb6ble ¢pesbl - Cnupans 45° - CTIN - 56-66 HRC
Torus multiflutes cutters - Helix 45° - Internal standard - for hardened steels

O6nactb npumeHeHunst / Range of application
66THR 66THRB C:Cranb / Steels
C3.2-3.5
‘ L2 L3 ‘
(6] (4p] N
DI o fa)
e L1 .
A\ J A\ J
HM -5 £
CK10-30-UF HHII HRC L q ]
Ulrafine 44-67 = =l >@ >
D. L2 L1 D2 D3 L3 z r 66THR 66THRB
h10 h6 a C nokpblTnem / Coated

4 1 57 6 3,9 8 6 0,5 66THR.040061157 66THR.040061157B

5 13 57 6 4,9 8 6 0,5 66THR.050061357 66THR.050061357B

6 15 57 6 5,9 12 6 0,5 66THR.060061557 66THR.060061557B

6 18 80 6 5,9 18 6 0,5 66THR.060061880 66THR.060061880B

8 20 63 8 7.8 12 6 0,5 66THR.080082063 66 THR.080082063B

8 23 100 8 7,8 23 6 0,5 66THR.0800823100 66THR.0800823100B
10 23 72 10 9,8 12 8 1 66THR.100102372 66THR.100102372B
10 25 100 10 9,8 25 8 1 66THR.1001025100 66THR.1001025100B
12 28 83 12 11,8 15 8 1 66THR.120122883 66THR.120122883B
12 30 100 12 11,8 30 8 1 66THR.1201230100 66THR.1201230100B
14 28 83 14 13,8 15 8 1 66THR.140142883 66THR.140142883B
14 30 120 14 13,8 30 8 1 66THR.1401430120 66THR.1401430120B
16 32 92 16 15,8 18 10 1 66THR.160163292 66THR.160163292B
16 40 150 16 15,8 40 10 1 66THR.1601640150 66THR.1601640150B
18 35 92 18 17,7 18 10 1,5 66THR.180183592 66THR.180183592B
18 45 150 18 17,7 45 10 1,5 66THR.1801845150 66THR.1801845150B
20 40 104 20 19,7 20 12 1,5 66THR.2002040104 66THR.2002040104B
20 50 150 20 19,7 50 12 1,5 66THR.2002050150 66THR.2002050150B

O NpepHasHaveHo Ans cobCTBEHHOro NOKpbITUSA. bes aganTMpoBaHHOTO NOKPBLITUSA HE MPUIOAHbLI K NCMOMb30BaHNIO.
0 provided for own coating. Not suitable without adapted coating.
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Ppe3bl no rpacputy
Milling cutters for graphite
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CkopocTb pe3aHusa V. (m/min) - npu o6paboTke rpacuTta
Cutting speed V. (m/min) - for graphite machining

[ns o6paboTku rpachutTa HaUuNy4LW1M o6pa3oM NOAXOAAT UHCTPYMEHTbI C ariMa3HbIM NMOKPLITUEM

For graphite machining diamond coated tools are best suited

Pa3mep 3epHa rpacurta (um) CkopocTtb pe3aHus V. (m/min)
Graphite grain size (um) Cutting speed V. (m/min)
1-5 mit Cer-D (Anma3Hoe) nokpbiTue 150 - 250
with Cer-D (Diamond) coating
5-10 250 - 350
10 -15 400 - 450
15-20 400 - 600
20-25 700 - 800
25-30 800 - 1000
[nst n3rotoBneHns aneKkTpoAoB B MPOM3BOACTBE NPecc-hopm MCnomnb3yoTes rpaduTel CPeAHEro pasMmepa 3epHa
For the production of electrodes in mould making mainly graphites of medium grains are used
CkopocTb pe3aHusa V. (m/min)/Cutting speed V. (m/min)
F'pynna G: Graphit
Group G: Graphite
OnucaHue matepuana MpoyHocTb HV 10 Kap6ug CK05-10MG Cer-D
Material description Strength HV 10 Carbide CK05-10 MG V. (m/min)
G141 C-800 a | 500 - 600
O NpegHa3HaveHbl TONbKO AS OPUrMHANbHOIO NOKPbITHS
A Only assigned for own coating
V. D. (mm)
) 200 | 300 | 400 | 500 | 6,00 8,00 10,00 | 12,00 | 14,00 | 16,00
A O60poThbl B MMHYTY 06/MuH / Revolution n (min)
150 23885 15924 11943 9554 7962 5971 4777 3981 3412 2986
200 31847 21231 15924 12739 10616 7962 6369 5308 4550 3981
250 39809 26539 19904 15924 13270 9952 7962 6635 5687 4976
300 47771 31847 23885 19108 15924 11943 9554 7962 6824 5971
350 55732 37155 27866 22293 18577 13933 11146 9289 7962 6967
400 63694 42463 31847 25478 21231 15924 12739 10616 9099 7962
450 71656 47771 35828 28662 23885 17914 14331 11943 10237 8957
500 79618 53079 39809 31847 26539 19904 15924 13270 11374 9952
550 87580 58386 43790 35032 29193 21895 17516 14597 12511 10947
600 95541 63694 47771 38217 31847 23885 19108 15924 13649 11943
650 103503 69002 51752 41401 34501 25876 20701 17251 14786 12938
700 111465 74310 55732 44586 37155 27866 22293 18577 15924 13933
750 119427 79618 59713 47771 39809 29857 23885 19904 17061 14928
800 127389 84926 63694 50955 42463 31847 25478 21231 18198 15924
900 143312 95541 71656 57325 47771 35828 28662 23885 20473 17914
1000 159236 106157 79618 63694 53079 39809 31847 26539 22748 19904

A MakcvMmarnbHoe Yncno o6opoToB CTaHka
A @ maximum revolution speed of machine tool
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(anma3sHoe)
Cutting data: f, (mm) - Milling cutters for graphite machining with Cer-D (Diamond) coating

Cdepuueckne n ToponpganbHble ¢ppesbl

Ball nose - (Kugel) and Torus cutters

DIN 6527-L - CTI kopotkue = f, (mm) cornacHo Tabnuue
DIN 6527-L - Internal Standerd short =f, (mm) according to table

z -
o o N\ N frogheod

HaHHble Ana pacyeTa pexnmoB pe3aHus: f, (mm) - Ppe3bl no rpacpuTy- ¢ nokpbiTuem Cer-D

CTIN anuHHbIEe - 3KCTpa AgnuHHbIe = f, (mm) cornacHo Tabnuue x 0,7

Internal standard - extralong = f, (mm) according to table x 0,7

F'pynna G: lNpacmT C - 800
Group G: Graphite C - 800

TopueBoe-KoHTypHOe hpesepoBaHue
Side-Contour milling

Ma3oBoe ¢ppesepoBaHue
Slot milling

KonuposanbHoe - CTpoyeyHoe
Copying mills - Z levelling

a,=0,5xD. a,=0,5xD. a,=0,2xD.
a.=0,5xD. a.=1,0 x D, a. = 0,2 x D,
D. f, f, f,
(mm) (mm) (mm) (mm)
2,00 0,022 0,017 0,024
2,50 0,028 0,021 0,030
3,00 0,033 0,026 0,036
4,00 0,044 0,034 0,048
5,00 0,055 0,043 0,060
6,00 0,066 0,051 0,072
8,00 0,088 0,068 0,096
10,00 0,110 0,085 0,120
12,00 0,132 0,102 0,144
14,00 0,154 0,119 0,168
16,00 0,176 0,136 0,192
18,00 0,198 0,153 0,216
20,00 0,220 0,170 0,240
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HdaHHble ana pacyeTa pexumoB pe3aHus: f (mm/U)- NepekpecTHas Hacevka-nokpbiTue Cer-D
KoHueBble 1 cchepuyeckne pesbl - ¢ cneumanbHoN nepekpecTHom Haceukon F/M-menkowwnmueBoe coeauHeHne-cTpyxkonom 66GF-D

Cutting data: f (mm) - Cross cut - with Cer-D coating
End mills and ball nose cutters - with special cross cut (F/M) - with fine cut and chip breaker (66GF-D)

GF

GM

Mpynna G:

Mpacout C - 800

Gruppe G: Graphit C - 800

YepHoBasi obpaboTka

YucroBasi obpaborka

Roughing Finishing
Tun Haceuvkn Tun Haceuvkn Tun Haceuvku Tun Haceukun
Cut type Cut type Cut type Cut type
GF GM GF | GM GF GF
TopueBoe - KoHTypHOe Ma3oBoe dpesepoBaHme | TopueBoe - KOHTypHOe KonupoBansHoe
Side-Contour milling Slot milling Side-Contour milling Copy milling
a,=0,5xD. a,=0,5xD. a,=0,5xD. a, =0,02x D,
a.=0,5xD. a.=0,3x D, a.=0,03 x D,
D. Cer-D (Anma3sHoe) nokpbitue / with Cer-D (Diamond) coating
(mm) f mm/U f mm/U f mm/U f mm/U f mm/U f mm/U
2,00 0,12 0,12 0,10 0,10 0,10 0,10
2,50 0,12 0,12 0,10 0,10 0,10 0,10
3,00 0,16 0,16 0,14 0,12 0,14 0,12
3,50 0,16 0,16 0,14 0,12 0,16 0,14
4,00 0,22 0,18 0,20 0,16 0,20 0,15
5,00 0,25 0,22 0,22 0,18 0,22 0,16
6,00 0,30 0,26 0,26 0,22 0,26 0,18
7,00 0,30 0,26 0,26 0,22 0,28 0,20
8,00 0,35 0,35 0,30 0,26 0,30 0,24
9,00 0,35 0,35 0,30 0,26 0,32 0,30
10,00 0,50 0,40 0,36 0,30 0,36 0,32
11,00 0,50 0,40 0,36 0,30 0,38 0,34
12,00 0,60 0,50 0,40 0,35 0,40 0,36
14,00 0,65 0,55 0,45 0,42 0,45 0,40
16,00 0,70 0,60 0,50 0,50 0,50 0,45
18,00 0,80 0,70 0,55 0,55 0,55 0,50
20,00 1,00 0,85 0,60 0,60 0,60 0,56
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TopoupanbHble pesbl no rpacdpuTy - Z=2 Cnupans 30° - CTI
Torus cutters for graphite - Z=2 Helix 30° - Internal standard

72GT

72GTD

Ob6nactb npumeHeHusi / Range of application

G: pacput / Graphite
G1.1

DL)I
r=

L3
y
(30)
o

D2

L2 |
A

L1

COBEOR

D. L2 L1 D2 D3 L3 r 72GT 72GTD
h10 h6 - | C nokpbitnem / Coated
2 6 50 3 1,9 6 0,5 72GT.020030650 72GT.020030650D
2 10 100 8 1,9 10 0,5 72GT.0200310100 72GT.0200310100D
3 8 60 3 2,9 8 0,5 72GT.030060860 72GT.030060860D
3 12 100 3 2,9 12 0,5 72GT.0300312100 72GT.0300312100D
4 10 60 4 3,8 10 0,5 72GT.040041060 72GT.040041060D
4 15 100 4 3,8 15 0,5 72GT.0400415100 72GT.0400415100D
5 12 60 5 4.8 12 0,5 72GT.050051260 72GT.050051260D
5 15 100 5 4.8 15 0,5 72GT.0500515100 72GT.0500515100D
6 20 75 6 5,8 20 0,5 72GT.060062075 72GT.060062075D
6 25 100 6 5,8 25 0,5 72GT.0600625100 72GT.0600625100D
6 30 150 6 5,8 30 0,5 72GT.0600630150 72GT.0600630150D
8 20 75 8 7,8 20 1 72GT.080082075 72GT.080082075D
8 25 100 8 7,8 25 1 72GT.0800825100 72GT.0800825100D
8 30 150 8 7,8 30 1 72GT.0800830150 72GT.0800830150D
10 25 100 10 9,8 25 1 72GT.1001025100 72GT.1001025100D
10 30 150 10 9,8 30 1 72GT.1001030150 72GT.1001030150D
12 25 100 12 11,8 25 1 72GT.1201225100 72GT.1201225100D
12 40 150 12 11,8 40 1 72GT.1201240150 72GT.1201240150D
16 25 100 16 15,8 25 1,5 72GT.1601625100 72GT.1601625100D
16 40 150 16 15,8 40 1,5 72GT.1601640150 72GT.1601640150D

O NpegHasHaveHo s COOCTBEHHOrO NOKpbITUSA. bes aganTnpoBaHHOrO MOKPbITUSA HE NPUIOAHbI K MCMOMb30BaHMIO.
0 Provided for own coating only and not applicable without adapted coating.
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Cdepuueckue ¢pesbl no rpadputy - Z=2 cnupans 30° - CTI
Ball nose cutters for graphite - Z=2 Helix 30° - Internal standard

72GR

72GRD

O6nacTb npumeHenns / Range of application

G: 'pacout / Graphite

G1.1

D‘)I
r

D3

D2

L1

L2 L3

gl

000@0OOR

D. L2 L1 D2 D3 L3 r 72GR 72GRD
h10 h6 a C nokpbitnem / Coated
2 6 50 3 1,9 6 1 72GR.020030650 72GR.020030650D
2 10 100 & 1,9 10 1 72GR.0200310100 72GR.0200310100D
3 8 60 3 2,9 8 1,5 72GR.030030860 72GR.030030860D
3 12 100 3 2,9 12 1,5 72GR.0300312100 72GR.0300312100D
4 10 60 4 3,8 10 2 72GR.040041060 72GR.040041060D
4 15 100 4 3,8 15 2 72GR.0400415100 72GR.0400415100D
5 12 60 5 4,8 12 2,5 72GR.050051260 72GR.050051260D
5 15 100 5 4.8 15 2,5 72GR.0500515100 72GR.0500515100D
6 20 75 6 5,8 20 3 72GR.060062075 72GR.060062075D
6 25 100 6 5,8 25 & 72GR.0600625100 72GR.0600625100D
6 30 150 6 5,8 30 3 72GR.0600630150 72GR.0600630150D
8 20 75 8 7,8 20 4 72GR.080082075 72GR.080082075D
8 25 100 8 7,8 25 4 72GR.0800825100 72GR.0800825100D
8 30 150 8 7,8 30 4 72GR.0800830150 72GR.0800830150D
10 25 100 10 9,8 25 5 72GR.1001025100 72GR.1001025100D
10 30 150 10 9,8 30 5 72GR.1001030150 72GR.1001030150D
12 25 100 12 11,8 25 6 72GR.1201225100 72GR.1201225100D
12 40 150 12 11,8 40 6 72GR.1201240150 72GR.1201240150D
16 25 100 16 15,8 25 8 72GR.1601625100 72GR.1601625100D
16 40 150 16 15,8 40 8 72GR.1601640150 72GR.1601640150D

O NpegHa3HaveHo Ans COOCTBEHHOro NOoKpbITUA. bes aganTnpoBaHHOrO MOKPbITUSA HE NPUTOAHbI K MCMOMb30BaHMH0.
0 Provided for own coating only and not applicable without adapted coating.
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Cdepuueckue c¢pesbl no rpaduty - Z=3 cnupans 30° - HepoBHbIn war - CTI1
Radius cutters for graphite - Z=3 Helix 30° univen indexing - Internal Standard

O6nactb npumeHeHuns / Range of application

73GRI 73GRID

G: 'pacout / Graphite
G1.1

L3
I5e)
(m]

D2

2,
oﬂ; /@

L1

@
9

A 4

DCOOOOR

D. L2 L1 D2 D3 L3 r 73GRI 73GRID
h10 h6 a C nokpbiTnem / Coated

2 6 50 3 1,9 6 1 73GRI1.020030650 73GRI.020030650D
3 8 60 & 29 8 1,5 73GRI1.030030860 73GRI1.030030860D
4 10 60 4 3,8 10 2 73GRI1.040041060 73GRI1.040041060D
5 12 60 ) 4.8 12 2,5 73GRI1.050051260 73GRI.050051260D
6 20 75 6 5,8 20 3 73GRI1.060062075 73GRI.060062075D
8 20 75 8 7,8 20 4 73GRI1.080082075 73GRI.080082075D

10 25 100 10 9,8 25 5 73GRI.1001025100 73GRI.1001025100D

12 25 100 12 11,8 25 6 73GRI.1201225100 73GRI.1201225100D

16 25 100 16 15,8 25 8 73GRI.1601625100 73GRI.1601625100D

0 MNMpeaHa3HayeHo Anst cobCcTBEHHOro NOKpbITUA. Bes aganTMpoBaHHOMO NOKPLITUS HE MPUIOAHbI K MCMOSb30BaHUIO.
O Provided for own coating only and not applicable without adapted coating.

114

Paboure napameTtpbl cM.cTpaHuua 109
For working-parameters see page 109



TopouganbHble pesbl no rpacputy - Z=3 cnupansb 30°- HepoBHbIN war - CTI
Torus cutters for graphite - Z=3 Helix 30° univen indexing - Internal Standard

73GTI

73GTID

O6nactb npumeHeHns / Range of application

G: pacout / Graphite
G1.1

L1

/)~

OBEOS

[AN

D. L2 L1 D2 D3 L3 r 73GTI 73GTID

h10 h6 a C nokpbiTnem / Coated
2 6 50 3 1,9 6 0,5 73GT1.020030650 73GT1.020030650D
3 8 60 S 29 8 0,5 73GTI1.030030860 73GTI1.030030860D
4 10 60 4 3,8 10 0,5 73GTI1.040041060 73GTI1.040041060D
5 12 60 5 4,8 12 0,5 73GTI1.050051260 73GTI1.050051260D
6 20 75 6 5,8 20 0,5 73GTI1.060062075 73GTI1.060062075D
8 20 75 8 7,8 20 1 73GTI1.080082075 73GTI1.080082075D

10 25 100 10 9,8 25 1 73GT1.1001025100 73GT1.1001025100D

12 25 100 12 11,8 25 1 73GT1.1201225100 73GT1.1201225100D

16 25 100 16 15,8 25 1,5 73GT1.1601625100 73GT1.1601625100D

O NpegHa3HaveHo Ans COOCTBEHHOro NOoKpbITUA. bes aganTnpoBaHHOrO MOKPbITUSA HE NPUTOAHbI K MCMOMb30BaHMH0.
0 Provided for own coating only and not applicable without adapted coating.
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¥

i
MasoBble dpe3bl no rpacduTty - cneymnanbHas nepekpecHas Hacedka - CTI
Slot milling cutters for graphite - special cross cut - Internal Standard

= z /

108GFD

108GMD

O6nactb npumeHeHunst / Range of application

G: 'pacout / Graphite
G1.1

D2

Yy

Micrograin

DOBOOE

&

D. L2 L1 D2 108GFD 108GMD
h10 h6 C nokpbiTnem / Coated C nokpbiTnem / Coated

2 7 40 2 108GF.020020740D 108GM.020020740D
2 7 50 6 108GF.020060750D 108GM.020060750D
3 10 40 3 108GF.030031040D 108GM.030031040D
& 12 50 6 108GF.030061250D 108GM.030061250D
4 15 40 4 108GF.040041540D 108GM.040041540D
4 20 50 6 108GF.040062050D 108GM.040062050D
5 16 50 5 108GF.050051650D 108GM.050051650D
5 25 75 6 108GF.050062575D 108GM.050062575D
6 18 50 6 108GF.060061850D 108GM.060061850D
6 65 75 6 108GF.060063575D 108GM.060063575D
8 25 63 8 108GF.080082563D 108GM.080082563D
8 40 100 8 108GF.0800840100D 108GM.0800840100D

10 30 72 10 108GF.100103072D 108GM.100103072D

12 32 83 12 108GF.120123283D 108GM.120123283D

16 36 92 16 108GF.160163692D 108GM.160163692D

20 45 104 20 108GF.2002045104D 108GM.2002045104D

Tun Hace4kun F menkun M cpegHumn

Cut type

M medium

O NHcTpymeHT 6e3 NoKpbITUS no TpebosBaHuio
O uncoated version upon request
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CBepno - ¢ppe3sa no rpacputy - cneuymanbHas nepekpecHas Hacedka - C
Drill milling cutters for graphite - special cross cut - Internal Standard

™

+,

109GFD 109GMD

O6nactb npumeHeHust / Range of application

G: 'pacout / Graphite
G1.1

%

D¢
o
Wi
K5
o0
i
o
X

D2

'y

A4

)
1 o F M
=W (OEIEX)
D. L2 L1 D2 a 109GFD 109GMD
h10 h6 a C nokpbiTnem / Coated

2 7 40 2 135 109GF.020020740D 109GM.020020740D
2 50 6 135 109GF.020060750D 109GM.020060750D
3 10 40 3 135 109GF.030031040D 109GM.030031040D
3 12 50 6 135 109GF.030061250D 109GM.030061250D
4 15 40 4 135 109GF.040041540D 109GM.040041540D
4 20 50 6 135 109GF.040062050D 109GM.040062050D
5 16 50 5 135 109GF.050051650D 109GM.050051650D
5 25 75 6 135 109GF.050062575D 109GM.050062575D
6 18 50 6 135 109GF.060061850D 109GM.060061850D
6 35 75 6 135 109GF.060063575D 109GM.060063575D
8 25 63 8 135 109GF.080082563D 109GM.080082563D
8 40 100 8 135 109GF.0800840100D 109GM.0800840100D

10 30 72 10 135 109GF.100103072D 109GM.100103072D

12 32 83 12 135 109GF.120123283D 109GM.120123283D

16 36 92 16 135 109GF.160163692D 109GM.160163692D

20 45 104 20 135 109GF.2002045104D 109GM.2002045104D

Tun Haceukun
Cut type

M cpegHumn
M medium

O NHcTpymMeHT 6e3 NoKpbITUS No TpebosaHuio
O uncoated version upon request

Paboure napameTtpbl cM.cTpaHuua 109
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Cdepuueckue ¢pesbl no rpadpuTy - nepekpecTtHas Haceyka- CTI

Ball nose cutters for graphite - cross cut - Internal Standard

106RGFD

106RGMD

O6nacTtb npumeHenns / Range of application

G: 'pacout / Graphite
G1.1

‘ L2 : _

AL

RN o~ &z

1 \Q,’

"l L1 .
Sl
D. L2 L1 D2 r 106RGFD 106RGMD

h10 h6 a C nokpbiTnem / Coated

3 10 40 3 1,5 106RGF.030031040D 106RGM.030031040D

3 12 50 6 1,5 106RGF.030061250D 106RGM.030061250D

4 15 40 4 2 106RGF.040041540D 106RGM.040041540D

4 20 50 6 2 106RGF.040062050D 106RGM.040062050D

5 16 50 5 2,5 106RGF.050051650D 106RGM.050051650D

5 25 75 6 2,5 106RGF.050062575D 106RGM.050062575D

6 18 50 6 3 106RGF.060061850D 106RGM.060061850D

6 85 75 6 3 106RGF.060063575D 106RGM.060063575D

8 25 63 8 4 106RGF.080082563D 106RGM.080082563D
8 40 100 8 4 106RGF.0800840100D 106RGM.0800840100D

10 30 72 10 5 106RGF.100103072D 106RGM.100103072D

12 32 83 12 6 106RGF.120123283D 106RGM.120123283D

16 36 92 16 8 106RGF.160163692D 106RGM.160163692D
20 45 104 20 10 106RGF.2002045104D 106RGM.2002045104D

Tun Haceuku F menkun M cpegHumn
Cut type

M medium

B NHcTpymeHT 6e3 NoKpbITUSt No TpebosaHnio
O uncoated version upon request
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KoHueBble chpe3bl no rpacduTty - Menkasa Hace4ka - cTpyxxkosnom - CTI

X v

End mills for graphite - fine cut with chip breaker - Internal Standard

66GF

66GFD

Ob6nactb npumeHeHunst / Range of application

G: pacout / Graphite
G1.1

D2

gl

DQBE) K

D. L2 L1 D2 66GF 66GFD
h10 h6 a C nokpbiTnem / Coated
3 10 40 3 66GF.030031040 66GF.030031040D
3,5 10 40 S5 66GF.035351040 66GF.035351040D
4 11 40 4 66GF.040041140 66GF.040041140D
4,5 1 50 4,5 66GF.045451150 66GF.045451150D
5 13 50 5 66GF.050051350 66GF.050051350D
6 16 50 6 66GF.060061650 66GF.060061650D
7 16 60 7 66GF.070071660 66GF.070071660D
8 19 63 8 66GF.080081963 66GF.080081963D
9 19 63 9 66GF.090091963 66GF.090091963D
10 22 72 10 66GF.100102272 66GF.100102272D
11 22 72 11 66GF.110112272 66GF.110112272D
12 26 83 12 66GF.120122683 66GF.120122683D
14 26 83 14 66GF.140142683 66GF.140142683D
16 32 92 16 66GF.160163292 66GF.160163292D
18 32 92 18 66GF.180183292 66GF.180183292D
20 38 104 20 66GF.2002038104 66GF.2002038104D

0 MpeaHa3HayeHo anst cobcTBEHHOrO NOKpbITUSA. Bes aganTMpoBaHHOMO NOKPbLITUSI HE MPUIO4HbI K MCMOSNb30BaHUIO.
B Provided for own coating only and not applicable without adapted coating.

Paboure napameTtpbl cM.cTpaHuua 109
For working-parameters see page 109




Ball nose end mills for graphite - fine cut with chip breaker - Internal Standard

66RGF

66RGFD

O6nactb npumeHenns / Range of application

G: 'pacout/ / Graphite
G1.1

L2 ' P
r e L1 : N P
J AN J
]
NOBADDER
i N

D. L2 L1 D2 r 66RGF 66RGFD
h10 h6 a C nokpbiTnem / Coated

3 10 40 3 1,5 66RGF.030031040 66RGF.030031040D

3,5 10 40 3,5 1,75 66RGF.035351040 66RGF.035351040D

4 11 40 4 2 66RGF.040041140 66RGF.040041140D

4,5 11 50 4,5 2,25 66RGF.045451150 66RGF.045451150D

5 13 50 5 2,5 66RGF.050051350 66RGF.050051350D

6 16 50 6 & 66RGF.060061650 66RGF.060061650D

7 16 60 7 3,5 66RGF.070071660 66RGF.070071660D

8 19 63 8 4 66RGF.080081963 66RGF.080081963D

9 19 63 9 4,5 66RGF.090091963 66RGF.090091963D
10 22 72 10 5 66RGF.100102272 66RGF.100102272D
11 22 72 1" 55 66RGF.110112272 66RGF.110112272D
12 26 83 12 6 66RGF.120122683 66RGF.120122683D
14 26 83 14 7 66RGF.140142683 66RGF.140142683D
16 32 92 16 8 66RGF.160163292 66RGF.160163292D
18 32 92 18 9 66RGF.180183292 66RGF.180183292D
20 38 104 20 10 66RGF.2002038104 66RGF.2002038104D

O MNMpegHa3HayeHo ans cobcTBEHHOro NoKpbITUS. Bes aganTMpoBaHHOMO NOKPbLITUSI HE MPUTOAHbBI K MCMOMNb30BaHUIO.
8 Provided for own coating only and not applicable without adapted coating.
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KoHueBble hpe3bl AN KOMNO3UTHLIX MaTepuanoB
End mills for composite materials



O6wmin 0630p UCNONb3yeMbiX KOMMNO3UTHbLIX MaTepManoB
Summary of common composite materials in use

[yponnacTbl - KOPOTKas CTPYXKKa
Thermosets - short chipping

TepmonnacTbl - ANUHHAA CTPYXKa
Thermoplastics - long chipping

Martepwan - 'pynna B 1.1
Material - Group B 1.1

Mpo4HocTb N/mm?
Strength N/mm?

Martepwan - l'pynna B 1.2
Material - Group B 1.2

Mpo4HocTb N/mm?
Strength N/mm?

AnGanut

bakenut

Ferrozell
Kapb6amugo-copmansaerngpbl
MenamuHo -cbopmanbaermabl
MF

MepTtuHakc
deHono-chopmansgernabl
Resopal

UP

110
110
110
80
80
80
110
80
80
80

MpopomnxeHune
To be continued

TepmonnacTbl - ANIMHHAA CTPYXKa
Thermoplastics - long chipping

Martepwman - lpynna B 1.2
Material - Group B 1.2

MpoyHocTb N/mm?
Strength N/mm?

ABS

ABC cononvmepbl
Bayolan
Dogalan
Dolin
Durethan 43
Fluon
Hostaflon TF
Hostaform
Hostalen
Hostalen PP
Hostalit
Hostyren N
HostyrenS
Lupolen
Luran

Lustran
Makralon 80
Makrolon 5
Novodur
Novolen

PA 6

PA 66

PC

PE-HD
OprcTekno
PMMA
Monuamunp 43/57/80
MNonnamug 66
MonukapboHat
MonuaTtuneH

35-50
80
70-75
80
50-70

20-40
20-40
50-70
20-80
20-38
35-60
40-65
22-50
20-30/80
78
80

35-56
21-38
43/57/80
43/57/80
5
20-30
70-76
70-78

43/57/80
5
20-30/80

MonuvetnnmeTtakpunat
MonnmeTuneHokcua
Monunponunex
Monuctupon
[MNonuctupon
Polytetrafluorethylen
MonueuHunxnopwa
PO M

PP

PS

PTFE

PVC-U

Resanit

Risitex

Rilsan

S/B

SAN

Solvic

Styrol AcryInitril
Styrol Buladien
TedpnoH

Trogamid T
Ultraform 50/70/80
Vestamid 43/57/80
Vestolen

Vestolen P
Vestyron

Vostyron

Vinol

Vinoflex

70-76
50/70/80
21-37
80
2-/50/40-65
20-40
32-60
50/70/80
21-37
40-65
20-40
35-60
70-76
80
40/57/80
22-50
78
35-60
78
22-50
20-40
48/57/80

20-30/80
21-37
22-50/80
40-50
35-60
35-60

ApMUPOBaHHbIe NIacTUKN
Reinforced plastic fibres

Martepwman - lpynna B 1.4
Material - Group B 1.4

MpoyHocTb N/mm?
Strength N/mm?

AFK - ApamuaHble BOMoKHa
| Aramid fiber

CFK - YrnepogHble BornokHa
| Carbon fiber

GFK - CTeknoBonokHo

/ Fiberglass

800-1000
1000-1500
800-1000
1000-1500
800-1000
1000-1500
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CkopocTb pe3aHua V., (m/min) - ona o6paboTkM KOMNO3UTHbLIX MaTepuanoB
Cutting speed V. (m/min) - for machining of composite materials

CkopocTb pe3aHus V. (m/min)/ Cutting speed V. (m/min)

F'pynna B: MNnacTtmaccel - ApMUpoOBaHHbIe NNAacTUKK - LIBeTHbIe MeTannbi
Group B: Plastics - Reinforced plastic fibres - Nonferrous materials

OnucaHune matepuana Mpo4yHocTb N/mm? Kap6upg Cer-P
Material description Strength N/mm? Carbide
V. (m/min) V. (m/min)
B1.1 Iyponnactbl / Thermosets 80 - 110 200 - 300 300 - 600
B 1.2 TepmonnacTtel / Thermoplastics <80 250 - 400 400 - 650
B1.3 Monukap6oHat / Polycarbonate <20 200 - 350 300 - 450
B1.4 AFK - CFK - GFK 800-1500 150 - 300
B 1.5 Opr.ctekno / Plexiglass 70-80 150 - 300 300 - 450
B 2.1 [peBecuHa TBepabix nopog / Hard wood < 255 200 - 300 300 - 450
B 2.2 O60HuT / Hard rubber <255 50-150 100 - 150
B 23 He-metannel / Nonferrous materials <255 200 - 350 250 - 350
B2.4 MpeccoBaHHas bymara / Pressed carton <255 200 - 250 200 - 350
* O60pOoTbl B MUHYTY N (06/MUH)
* Revolution per minute n (min™)
V. D. (mm)
(m/min) 200 | 3,00 | 400 | 5;00 | 6,00 | 8,00 | 10',00 | 12,00 | 14,00 | 16,00 | 20,00
O6opoTbl B MUHYTY / Revolution n (min?)
100 15924 10616 7962 6369 5308 3981 3185 2654 2275 1990 1592
150 23885 15924 11943 9554 7962 5971 4777 3981 3412 2986 2389
200 31847 21231 15924 12739 10616 7962 6369 5308 4550 3981 3185
250 39809 26539 19904 15924 13270 9952 7962 6635 5687 4976 3981
300 47771 31847 23885 19108 15924 11943 9554 7962 6824 5971 4777
350 55732 37155 27866 22293 18577 13933 11146 9289 7962 6967 5573
400 63694 42463 31847 25478 21231 15924 12739 10616 9099 7962 6369
450 71656 47771 35828 28662 23885 17914 14331 11943 10237 8957 7166
500 79618 53079 39809 31847 26539 19904 15924 13270 11374 9952 7962
550 87580 58386 43790 35032 29193 21895 17516 14597 12511 10947 8758
600 95541 63694 47771 38217 31847 23885 19108 15924 13649 11943 9554

* inn MmakcrmarnbHas CKOPOCTb BpaLLeHWs LWNMHAENS.
* Or max machine spindle speed.
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LN S LN
[daHHble Ansa pacyéTa pexmmoB pe3aHus: f, (mm) - O6paboTtka [lyponnacrtoB
(npubnusuTenbHbIE)

Cutting data: f, (mm) - for machining of thermosets (approximative values)

DIN 6527-L - CTIN kopoTtkue = f, (mm) cornacHo Tabnuue
DIN 6527-L - Internal standard short =f, (mm) acc. to table

CTIM anuHHbIe - 3KcTpa AnuHHbIE = f, (mm) cornacHo Tabnuue x 0,7
Internal standard long - extra long = f, (mm) acc. to table x 0,7

F'pynna B: Mnactmaccel - lyponnacTtsi - ApMUpoBaHHbIe nnacTukuy - lpeccoBaHHas 6ymara - TBepgasa pe3avHa
Group B: Plastics - Thermosets - Hard wood - Pressed carton

B1.1 KoHueBble cpesbl - Tun Babo4yka n tun W TopouaanbHble - chepuyeckne Tun W
End mills - Butterfly Torus- and ball nose

B 2.1 TopueBoe - KOHTypHOe hpe3epoBaHue Ma3oBoe KonupoganbHoe-thacoHHoe chpesepoBaHue

B24 Side-Contour milling Slot milling Copying mills - Z levelling

YepHoBas oGpaGOTKA‘-IMcTOBaﬂ obpaboTka YepHoBas obpaboTka|YncrosBas o6paboTka
Roughing Finishing Roughing Finishing
a, =1xD. a,=1,0xD. a,=0,5xD. a,=0,5xD. a, =0,03x D,
a.=0,5x D, a.=0,10 x D, a.=0,5x D, a.=0,02 x D,
D, f, f, f, f. f.
(mm) (mm) (mm) (mm) (mm) (mm)
2,00 0,024 0,018 0,016 0,028 0,024
3,00 0,036 0,027 0,024 0,042 0,036
4,00 0,048 0,036 0,032 0,056 0,048
5,00 0,060 0,045 0,040 0,070 0,060
6,00 0,072 0,054 0,048 0,084 0,072
8,00 0,096 0,072 0,064 0,112 0,096
10,00 0,120 0,090 0,080 0,140 0,120
12,00 0,144 0,108 0,096 0,168 0,144
14,00 0,168 0,126 0,112 0,196 0,168
16,00 0,192 0,144 0,128 0,224 0,192
18,00 0,216 0,162 0,144 0,252 0,216
20,00 0,240 0,180 0,160 0,280 0,240
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HaHHble gnAa pacyéTta pexumoB pe3aHusa: f, (mm) - O6paboTka TepmonnacTmacc 1
apMUpPOBaHHbIX NNACTUKOB (NPUONU3UTENbHbIE 3HAYEHUS)

Cutting date: f, (mm) - for machining of thermoplastics and reinforced plastic fibres
Tun W- konupoBarnbHble ¢pesbl - Tun W - koHUueBble hpe3sbl
Tun W-KkoHuUeBble (hpe3bl CO CTPYKKOSTIOMOM
“W” design - Copy milling cutters - “W” design End mills - “W” design End mills with chip breaker

Mpynna B: NMnactmaccsl - Tepmonnactbl - Monukap6oHar - LiBeTHble meTannbi - TBepaas pe3nHa

Group B: Plastics - Thermoplastics - Polycarbonate - Nonferrous metals - Hard rubber

Tun W - koHUeBble (hpe3bl CO CTPYKKOSTIOMOM

TopoupanbHbie-Cdepuyeckue dpesbl - W

g :g “W” design - End mills with and without chip breaker Torus - Ball nose milling cutters - W design
B 22 TopueBoe-KoHTypHoe chpe3epoBaHue Ma3oBoe KonupoBanbHoe - CTpoueyHoe
B 2.3 Side-Contour milling Slot milling Copying mills - Z levelling
YepHoBas 06pa6oTkd YnctoBas o6paboTkal YepHoBas o6paboTkal Yncrtosas obpaboTka
Roughing Finishing Roughing Finishing-
a, =1,5xD. a, =1,0 x D, a, =1,0x D, a, =0,5xD. a, =0,05xD.
a.=0,8 x D, a.=0,10 x D, a.=0,5x D, a.=0,02 x D,
D. f. i f, f. f.
(mm) (mm) (mm) (mm) (mm) (mm)
2,00 0,024 0,022 0,017 0,037 0,030
3,00 0,036 0,033 0,026 0,056 0,045
4,00 0,048 0,044 0,034 0,074 0,060
5,00 0,060 0,055 0,043 0,093 0,075
6,00 0,072 0,066 0,051 0,111 0,090
8,00 0,096 0,088 0,068 0,148 0,120
10,00 0,120 0,110 0,085 0,185 0,150
12,00 0,144 0,132 0,102 0,222 0,180
14,00 0,168 0,154 0,119 0,259 0,210
16,00 0,192 0,176 0,136 0,296 0,240
18,00 0,216 0,198 0,153 0,333 0,270
20,00 0,240 0,220 0,170 0,370 0,300

F'pynna B: ApmupoBaHHbie nnactukm - AFK - CFK - GFK
Group B: reinforced plastic fibres - AFK - CFK - GFK

KoHueBble chpe3bl co CTPYKKONIOMOM

B1.4 . . X
End mills with chip breaker
TopueBoe-KoHTypHOe chpe3epoBaHue Ma3oBoe
Side-Contour milling Slot milling
YepHoBas o6pa60TKJ Yucrosas obpaboTka
Roughing Finishing
a,=1,0xD. a, =0,75x D a,=0,3xD.
a.=0,10 x D, a. = 0,03 x D,

D. f. f. f
(mm) (mm) (mm) (mm)

2,00 0,026 0,024 0,020

3,00 0,039 0,036 0,030

4,00 0,052 0,048 0,040

5,00 0,065 0,060 0,050

6,00 0,078 0,072 0,060

8,00 0,104 0,096 0,080
10,00 0,130 0,120 0,100
12,00 0,156 0,144 0,120
14,00 0,182 0,168 0,140
16,00 0,208 0,192 0,160
18,00 0,234 0,216 0,180
20,00 0,260 0,240 0,200
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ANs KOMNO3UTHbLIX MaTepuanos
Cutting data: f (mm) - Cross cut end mills for composite materials
KoHueBble ¢hpesbl - nepekpecTHas Hace4ka - C CTPY>KKOJIOMOM - 6e3 CTpyXKornoma

Cross cut end mills - with and without chip flute

PacuyeTHble paHHble: f (mm) - [lepekpecTHas HaceyKa - KOHLUEBbIe (ppe3bl

N

F'pynna B: Mnactmaccekl - TepMmonnactel - flyponnactsl - Monukap6oHar - LiBeTHbIe meTannbl
Group B: Plastics - Thermoplastics - Thermosets - Polycarbonate - Nonferrous materials

oB 11 O [lyponnact O Tepmonnact
aB 2.1 O Thermosets O Thermoplastics
aB24 TopueBoe - KoHTypHOe - [lazoBoe dhpesepoBaHue TopueBoe - KoHTypHOe - [1azoBoe hpesepoBaHue
Side milling - Contouring - Slot milling Side milling - Contouring - Slot milling
::1% a, = 0,8 x D, a, = 0,8 x D, a, = 1,0 x D, a, = 0,8 x D, a, = 0,8 x D, a, = 1,0 x D,
nB1:5 a.=1,0 x D, a. = 1,0 x D, a.=1,0 x D, a.=1,0 x D, a.=1,0 x D, a.=1,0 x D,
OB 2.2 Twun Haceuku / Cut type Twun Haceuku / Cut type
aoB2.3 menkum - F cpegHui - M KpynHbIX - G menkum - F cpegHui - M KpynHbIX - G
fine - F medium - M course - G fine - F medium - M course - G
D. f, f, f, f, f, f.
(mm) (mm) (mm) (mm) (mm) (mm) (mm)
2,00 0,20 0,14 0,12 0,16 0,13 0,10
3,00 0,30 0,21 0,18 0,24 0,20 0,15
4,00 0,40 0,28 0,24 0,32 0,26 0,20
5,00 0,50 0,35 0,30 0,40 0,33 0,25
6,00 0,60 0,42 0,36 0,48 0,39 0,30
8,00 0,80 0,56 0,48 0,64 0,52 0,40
10,00 1,00 0,70 0,60 0,80 0,65 0,50
12,00 1,20 0,84 0,72 0,96 0,78 0,60
16,00 1,60 1,12 0,96 1,28 1,04 0,80
20,00 2,00 1,40 1,20 1,60 1,30 1,00

F'pynna B: ApmupoBaHHble nnactukm - AFK - CFK - GFK
Group B: Reinforced plastic fibres - AFK - CFK - GFK

KoHueBble dpesbl - nepekpecHasi Haceuka - ¢ CerKo nokpbiTuem

B14 Cross cut end mills - with CerKo coating
TopueBoe 1 KOHTypHOe ppe3epoBaHue Ma3oBoe ppesepoBaHue
Side and contouring milling Slot milling
a,=1,0xD. a,=1,0x D, a,=1,0x D, a,=0,35xD. a,=0,35xD. a, =0,35x D,
a. = 0,05 x D. a. = 0,05 x D. a. = 0,05 x D.
Tun Haceukwm / Cut type Tun Haceukwm / Cut type
menkum - F cpepgHun - M KpynHbIX - G menkuu - F cpegHun - M KpynHbIX - G
fine - F medium - M course - G fine - F medium - M course - G

D. f. f. f. f, f. f.
(mm) (mm) (mm) (mm) (mm) (mm) (mm)

2,00 0,16 0,14 0,12 0,14 0,12 0,10

3,00 0,24 0,21 0,18 0,21 0,18 0,15

4,00 0,32 0,28 0,24 0,28 0,24 0,20

5,00 0,40 0,35 0,30 0,35 0,30 0,25

6,00 0,48 0,42 0,36 0,42 0,36 0,30

8,00 0,64 0,56 0,48 0,56 0,48 0,40
10,00 0,80 0,70 0,60 0,70 0,60 0,50
12,00 0,96 0,84 0,72 0,84 0,72 0,60
16,00 1,28 1,12 0,96 1,12 0,96 0,80
20,00 1,60 1,40 1,20 1,40 1,20 1,00
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MNMpaBas n neBasa cnupanb - Z=2+2 “babouka” - CTI
Right and left helix - Z=2+2 “Butterfly” - Internal standard

102PH

102PHE

Ob6nactb npumeHeHust / Range of application

A: INekune cnnasbl / Light alloys

A1.1

B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24 (AFK-CFK-GFK)B1.4

A1.3-1.5 A23-2.7 A4.1-42
B: MNMnactmacchl - ApMUPOBaHHbIE NNACTUKN

]

o«

L1

@

DHOHBOED

D. L2 L1 D2 102PH 102PHE

h10 h6 C nokpbiTnem / Coated
2 6 40 6 102PH.020060640 102PH.020060640E
3 12 40 8 102PH.030031240 102PH.030031240E
3 12 50 6 102PH.030061250 102PH.030061250E
4 14 40 4 102PH.040041440 102PH.040041440E
5 16 50 5 102PH.050051650 102PH.050051650E
6 18 50 6 102PH.060061850 102PH.060061850E
8 20 63 8 102PH.080082063 102PH.080082063E

10 25 72 10 102PH.100102572 102PH.100102572E

12 30 83 12 102PH.120123083 102PH.120123083E
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Ceepnodpesa“Dummy” ¢ o6paTHbIM pexywmm Topuom - CTI
Drill milling cutters “Dummy” with counterwise point cut - Internal standard

119P

119PE

O6nactb npumeHeHunst / Range of application

B: MnacTtmaccel - ApMUPOBaHHbIE NAACTUKN
B: Plastics - Reinforced plastic fibres
B: (AFK-CFK-GFK)B1.4 B1.6 B22 B24

L2
le L1

D2

A 4

OHOORECNH0E0 E

D. L2 L1 D2 119P 119PE
h10 h6 C nokpbiTnem / Coated
3 12 50 3 119P.030031250 119P.030031250E
3 18 75 S 119P.030031875 119P.030031875E
4 14 50 4 119P.040041450 119P.040041450E
4 20 75 4 119P.040042075 119P.040042075E
5 16 50 5 119P.050051650 119P.050051650E
5 25 75 ) 119P.050052575 119P.050052575E
6 20 60 6 119P.060062060 119P.060062060E
6 85] 100 6 119P.0600635100 119P.0600635100E
8 22 63 8 119P.080082263 119P.080082263E
8 40 100 8 119P.0800840100 119P.0800840100E
10 25 72 10 119P.100102572 119P.100102572E
10 50 125 10 119P.1001050125 119P.1001050125E
12 30 83 12 119P.120123083 119P.120123083E
12 60 125 12 119P.1201260125 119P.1201260125E
16 35 92 16 119P.160163592 119P.160163592E
16 75 150 16 119P.1601675150 119P.1601675150E
20 45 104 20 119P.2002045104 119P.2002045104E
20 75 150 20 119P.2002075150 119P.2002075150E
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KoHueBble hpe3bl Ansa KOMNO3UTHbLIX MaTepuanos - NpsiMon 3y6 - cTpyxkonom - CTI

H S NS )

End mills for composite materials - straight flute - with chip breaker - Internal standard

65SU

65SUE

O6nactb npumeHenns / Range of application

B: MnacTtmaccel - ApMUpOBaHHbIE NAACTUKK
B: Plastics - Reinforced plastic fibres
(AFK - CFK - GFK)B1.4 B2.1-2.4

&

POBOHOE)
Z

D. L2 L1 D2 65SU 65SUE
h10 h6 C nokpbiTnem / Coated

2 7 50 6 5 65SU.020060740 65SU.020060740E
3 12 50 6 5 65SU.030061250 65SU.030061250E
4 14 40 6 5 65SU.040061440 65SU.040061440E
5 16 50 6 5 65SU.050061650 65SU.050061650E
6 18 50 6 5 65SU.060061850 65SU.060061850E
8 20 63 8 5 65SU.080082063 65SU.080082063E

10 25 72 10 5 65SU.100102572 65SU.100102572E

12 30 83 12 5 65SU.120123083 65SU.120123083E
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KoHueBble chpe3bl Ana KOMNO3UTHbIX MaTepuanoB- 10° npaBasa cnuparb -
6onblwon obpaTHbIN cTpyXxKonom - CTI
End mills for composite materials - 10° right helix - large counterwise chip breaker - Internal

O6nactb npumeHenuns / Range of application

66SU 66SUE

B: MNnactmacckl - ApMUPOBaHHbIE MIIacTUKN
B: Plastics - Reinforced plastic fibres
(AFK - CFK - GFK) B1.4 B2.1-2.4

D2 |

HOWO

D. L2 L1 D2 66SU 66SUE
h10 h6 C nokpbiTnem / Coated

2 7 40 6 6 66SU.020060740 66SU.020060740E
3 12 50 6 6 66SU.030061250 66SU.030061250E
4 20 50 6 6 66SU.040062050 66SU.040062050E
5 16 50 6 6 66SU.050061650 66SU.050061650E
6 18 50 6 6 66SU.060061850 66SU.060061850E
6 & 75 6 6 66SU.060063575 66SU.060063575E
8 20 63 8 6 66SU.080082063 66SU.080082063E
8 40 100 8 6 66SU.0800840100 66SU.0800840100E

10 25 72 10 6 66SU.100102572 66SU.100102572E

12 30 83 12 6 66SU.120123083 66SU.120123083E
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KoHueBble chpe3bl Ana yrnepoaHoro BOfIOKHa - ¢ ABYMS TopueBbiMU 3yobamu Z=2 - CTI1
End mills for Carbonfibre - with two frontal teeth Z=2 - Internal standard

68SU

68SUD

Ob6nactb npumeHeHust / Range of application

B: ApMUpOBaHHbIE NNacTUKK
B: Reinforced plastic fibres
B1.4-B2.3

D2

) &

| L2 |
| s
| L1

HOHGHEOBOOXRE

D. L2 L1 D2 68SU 68SUD
h10 h6 C nokpbiTnem / Coated
5 16 60 6 68SU.050061660 68SU.050061660D
5 28 75 6 68SU.050062875 68SU.050062875D
6 20 60 6 68SU.060062060 68SU.060062060D
6 35 75 6 68SU.060063575 68SU.060063575D
8 22 63 8 68SU.080082263 68SU.080082263D
8 40 100 8 68SU.0800840100 68SU.0800840100D
10 25 72 10 68SU.100102572 68SU.100102572D
10 50 100 10 68SU.1001050100 68SU.1001050100D
12 30 83 12 68SU.120123083 68SU.120123083D
12 50 100 12 68SU.1201250100 68SU.1201250100D
16 35 92 16 68SU.160163592 68SU.160163592D
16 60 125 16 68SU.1601660125 68SU.1601660125D
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KoHueBble chpe3bl AN KOMNO3UTHbIX MaTepuarnosB - NepeKpecHasa Hace4ka -
- 6e3 pexyuwero Topua - CTI
End mills for composite materials - cross cut - without end cut - Internal standard

106F 106M

106G

A: Nerkue cnna.ebl / Light alloys
A1.7

Ob6nactb npumeHenuns / Range of application

B: Mnactmaccel - ApMUpOBaHHbIE NMITACTUKM

B: Plastics - Reinforced plastic fibres

(AFK - CFK - GFK)-B1.4 B1.1-1.3 B2.1-2.4

D2

le L1

@O

/)~

@ K

D. L2 L1 D2 106F 106M 106G
h10 h6
2 7 40 2 106F.020020740 106M.020020740 106G.020020740
2 7 50 6 106F.020060750 106M.020060750 106G.020060750
3 10 40 3 106F.030031040 106M.030031040 106G.030031040
3 12 50 6 106F.030061250 106M.030061250 106G.030061250
3,5 12 40 3,5 106F.035351240 106M.035351240 106G.035351240
4 15 40 4 106F.040041540 106M.040041540 106G.040041540
4 20 50 6 106F.040062050 106M.040062050 106G.040062050
4,5 15 50 4,5 106F.045451550 106M.045451550 106G.045451550
5 16 50 5 106F.050051650 106M.050051650 106G.050051650
5 25 75 6 106F.050062575 106M.050062575 106G.050062575
6 18 50 6 106F.060061850 106M.060061850 106G.060061850
6 35 75 6 106F.060063575 106M.060063575 106G.060063575
7 22 60 7 106F.070072260 106M.070072260 106G.070072260
8 25 63 8 106F.080082563 106M.080082563 106G.080082563
8 40 100 8 106F.0800840100 106M.0800840100 106G.0800840100
9 25 63 9 106F.090092563 106M.090092563 106G.090092563
10 30 72 10 106F.100103072 106M.100103072 106G.100103072
12 32 83 12 106F.120123283 106M.120123283 106G.120123283
14 32 83 14 106F.140143283 106M.140143283 106G.140143283
16 36 92 16 106F.160163692 106M.160163692 106G.160163692
18 40 92 18 106F.180184092 106M.180184092 106G.180184092
20 45 104 20 106F.2002045104 106M.2002045104 106G.2002045104
Tun Haceuku F menkun M cpegHumn G KpynHbIA
Cut type M medium G course
— <
N
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KoHueBble hpe3bl ANA KOMNO3UTHbLIX MaTepuanoB-fnepeKkpecTHas Haceuka -
pexywmn Topen - CTI
End mills for composite materials - cross cut - with end cut - Internal standard

107F

107M

107G

A: Nerkue cnnas.el / Light alloys

A1.7

O6nactb npumeHeHuns / Range of application

B: Mnactmacchl - ApMUPOBaHHbIE NIACTUKK

B: Plastics - Reinforced plastic fibres

(AFK - CFK - GFK) -B1.4 B1.1-1.3 B2.1-2.4

D2

0000

D. L2 L1 D2 107F 107M 107G

h10 h6

2 7 40 2 107F.020020740 107M.020020740 107G.020020740

2 7 50 6 107F.020060750 107M.020060750 107G.020060750

3 10 40 3 107F.030031040 107M.030031040 107G.030031040

3 12 50 6 107F.030061250 107M.030061250 107G.030061250

3,5 12 40 3,5 107F.035351240 107M.035351240 107G.035351240

4 15 40 4 107F.040041540 107M.040041540 107G.040041540

4 20 50 6 107F.040062050 107M.040062050 107G.040062050

4,5 15 50 4,5 107F.045451550 107M.045451550 107G.045451550

5 16 50 5 107F.050051650 107M.050051650 107G.050051650

5 25 75 6 107F.050062575 107M.050062575 107G.050062575

6 18 50 6 107F.060061850 107M.060061850 107G.060061850

6 35 75 6 107F.060063575 107M.060063575 107G.060063575

7 22 60 7 107F.070072260 107M.070072260 107G.070072260

8 25 63 8 107F.080082563 107M.080082563 107G.080082563

8 40 100 8 107F.0800840100 107M.0800840100 107G.0800840100

9 25 63 9 107F.090092563 107M.090092563 107G.090092563
10 30 72 10 107F.100103072 107M.100103072 107G.100103072
12 32 83 12 107F.120123283 107M.120123283 107G.120123283
14 32 83 14 107F.140143283 107M.140143283 107G.140143283
16 36 92 16 107F.160163692 107M.160163692 107G.160163692
18 40 92 18 107F.180184092 107M.180184092 107G.180184092
20 45 104 20 107F.2002045104 107M.2002045104 107G.2002045104

Tun Haceuka F menkun M cpegHumn G KpynHbIA
Cut type G course
ST
. X e
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CBepnodpesbl na3oBble - NepekpecTHas Hace4vka - CTI
Drill slot milling cutters - cross cut - Internal standard

108F

108M

108G

O6nacTb npumeHenns / Range of application

A: Nerkue cnna.ebl / Light alloys
A1.7

B: MNMnactmacchl - ApMUpOBaHHbIE NITACTUKM

B: Plastics - Reinforced plastic fibres
(AFK - CFK - GFK)-B1.4 B1.1-1.3

B2.1-2.4

%
b
"
!
o
0
"
"
"
X
X
%
D2

L1

0P0REO

&

D. L2 L1 D2 108F 108M 108G
h10 h6
2 7 40 2 108F.020020740 108M.020020740 108G.020020740
2 7 50 6 108F.020060750 108M.020060750 108G.020060750
3 10 40 3 108F.030031040 108M.030031040 108G.030031040
83 12 50 6 108F.030061250 108M.030061250 108G.030061250
3,5 12 40 3,5 108F.035351240 108M.035351240 108G.035351240
4 15 40 4 108F.04004 1540 108M.040041540 108G.040041540
4 20 50 6 108F.040062050 108M.040062050 108G.040062050
4,5 15 50 4,5 108F.045451550 108M.045451550 108G.045451550
5 16 50 5 108F.050051650 108M.050051650 108G.050051650
5 25 75 6 108F.050062575 108M.050062575 108G.050062575
6 18 50 6 108F.060061850 108M.060061850 108G.060061850
6 55 75 6 108F.060063575 108M.060063575 108G.060063575
7 22 60 7 108F.070072260 108M.070072260 108G.070072260
8 25 63 8 108F.080082563 108M.080082563 108G.080082563
8 40 100 8 108F.0800840100 108M.0800840100 108G.0800840100
9 25 63 9 108F.090092563 108M.090092563 108G.090092563
10 30 72 10 108F.100103072 108M.100103072 108G.100103072
12 32 83 12 108F.120123283 108M.120123283 108G.120123283
14 32 83 14 108F.140143283 108M.140143283 108G.140143283
16 36 92 16 108F.160163692 108M.160163692 108G.160163692
18 40 92 18 108F.180184092 108M.180184092 108G.180184092
20 45 104 20 108F.2002045104 108M.2002045104 108G.2002045104
Tun Haceukun F menkun M cpenHun G KpynHbIn
Cut type G course
SR <
7 -]
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CBepnodpesbl - nepekpecTHana Haceuyka - CTI
Drill milling cutters - cross cut - Internal standard

109F

109M

109G

O6nacTb npumeHenuns / Range of application

A: Nerkue cnnas.ebl / Light alloys

A1.7

B: MNMnactmacchl - ApMUPOBaHHbIE NIACTUKM
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B2.1-24

(AFK - CFK - GFK) - B1.4

D2

L1

D. L2 L1 D2 109F 109M 109G
h10 h6
2 7 40 | 2 109F.020020740 109M.020020740 109G.020020740
2 7 50 | 6 109F.020060750 109M.020060750 109G.020060750
3 10 40 3 109F.030031040 109M.030031040 109G.030031040
3 12 50 6 109F.030061250 109M.030061250 109G.030061250
3,5 12 40 3,5 109F.035351240 109M.035351240 109G.035351240
4 15 40 4 109F.040041540 109M.04004 1540 109G.040041540
4 20 50 6 109F.040062050 109M.040062050 109G.040062050
4,5 15 50 4,5 109F.045451550 109M.045451550 109G.045451550
5 16 50 5 109F.050051650 109M.050051650 109G.050051650
5 25 75 6 109F.050062575 109M.050062575 109G.050062575
6 18 50 6 109F.060061850 109M.060061850 109G.060061850
6 35 75 6 109F.060063575 109M.060063575 109G.060063575
7 22 60 7 109F.070072260 109M.070072260 109G.070072260
8 25 63 8 109F.080082563 109M.080082563 109G.080082563
8 40 100 8 109F.0800840100 109M.0800840100 109G.0800840100
9 25 63 9 109F.090092563 109M.090092563 109G.090092563
10 30 72 10 109F.100103072 109M.100103072 109G.100103072
12 32 83 12 109F.120123283 109M.120123283 109G.120123283
14 32 83 14 109F.140143283 109M.140143283 109G.140143283
16 36 92 16 109F.160163692 109M.160163692 109G.160163692
18 40 92 18 109F.180184092 109M.180184092 109G.180184092
20 45 104 20 109F.2002045104 109M.2002045104 109G.2002045104
Tun Haceukn F menkun M cpegHumn G KpynHbIA
Cut type G course
ST
N
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Cdrepuyeckue koHUeBbIe hpe3bl - nepekpecTHasa Haceyka - CTI
Ball nose end mills - cross cut - Internal standard

O6nactb npumeHeHuns / Range of application

106RF 106RM

B: Mnactmacchbl - ApMUPOBaHHbIE NIIACTUKM
B: Plastics - Reinforced plastic fibres
(AFK - CFK - GFK)-B1.4 B1.1-1.3 B2.1-24

E
N
\

J S o~ /lf‘&v’:‘:‘}
0 o sy,
\\’Ql’
P L 1 A N NV =
= >
A\ J S J
i 20°
I v 25
D. L2 L1 D2 r 106RF
h10 h6

3 10 40 3 106RF.030031040 106RM.030031040

3 12 50 6 106RF.030061250 106RM.030061250

4 15 40 4 106RF.040041540 106RM.040041540

4 20 50 6 106RF.040062050 106RM.040062050

5 16 50 5 106RF.050051650 106RM.050051650

5 25 75 6 106RF.050062575 106RM.050062575

6 18 50 6 106RF.060061850 106RM.060061850

6 685 75 6 106RF.060063575 106RM.060063575

8 25 63 8 106RF.080082563 106RM.080082563

8 40 100 8 106RF.0800840100 106RM.0800840100
10 30 72 10 106RF.100103072 106RM.100103072
12 32 83 12 106RF.120123283 106RM.120123283
16 36 92 16 106RF.160163692 106RM.160163692
20 45 104 20 106RF.2002045104 106RM.2002045104

Tun Haceuku RF menkun RM menkum
Cut type RM medium

Paboure napameTpbl cM. cTpaHuua 123

For working-parameters see page 123



KoHueBble dpe3bl Z=2 cnupanb 14°- DIN 6527-L

“ULTRA Ra” ckopocTHas cepus

End mills Z=2 Helix 14° - Similar to DIN 6527-L
“ULTRA Ra” Speed Line with fine lapped chip flutes

O6nacTtb npumeHenns / Range of application

102S 102SE

A: Nerkne cnna.ebl / Light alloys
A1.1-1.2
B: Mnactmaccel - ApMUpOBaHHbIE NITACTUKM

B: Plastics - Reinforced plastic fibres
B1.1-1.5 B2.1-2.4

D2

L2
S g
le L1
<

D0ORDEOE

v

D. D2 102S 102SE
h10 h6 C nokpbiTnem / Coated

2 5 57 6 102S.020060557 102S.020060557E
3 10 57 6 102S.030061057 102S.030061057E
4 13 57 6 102S.040061357 102S.040061357E
5 15 57 6 102S.050061557 102S.050061557E
6 18 57 6 102S.060061857 102S.060061857E
7 20 63 8 102S.070082063 102S.070082063E
8 20 63 8 102S.080082063 102S.080082063E
9 22 72 10 102S.090102272 102S.090102272E

10 25 72 10 102S.100102572 102S.100102572E

12 30 83 12 102S.120123083 102S.120123083E
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KoHueBble hpe3bl Ana coTonnacToB - 605bLWON 06paTHbIN CTPYKKonom - CTI1
End mills for honeycomb - large counterwise chip breaker - Internal standard

O6nactb npumeHenuns / Range of application
775U 77SUE B:lMnactmacckl - ApMUpOBaHHbIE NAacTUku
B: Plastics - Reinforced plastic fibres

(AFK - CFK - GFK)B1.4 B2.1-2.4

L1

»
A J A J
/]
] 7R
O [N
D. L2 L1 D2 77SU 77SUE
h10 h6 C nokpbiTnem / Coated
6 16 50 6 775U.060061650 775U.060061650E
8 19 63 77SU.080081963 77SU.080081963E
10 22 72 10 775U.100102272 775U.100102272E
12 26 83 12 77SU.120122683 77SU.120122683E
14 17 100 12 77SU.1401217100 77SU.1401217100E
16 17 100 12 77SU.1601217100 77SU.1601217100E
20 17 100 12 775U.2001217100 775U.2001217100E
24 10 100 12 775U.2401210100 775U.2401210100E
24 17 100 12 775U.2401217100 775U.2401217100E
44* 17 100 12 77SU.4401217100 77SU.4401217100E

* BepTukanbHasi obpaboTka He gonyckaetcs / Vertical machining not allowed

Paboure napameTpbl cM. cTpaHuua 123
For working-parameters see page 123
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KoHueBble hpe3bl Ana nnacrtMacc u fierkux cnsiaBsBoB
End mills for plastics and light alloys
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CkopocTb pe3aHus V. (m/min) (npubnuantenbHble 3HaYeHusi) Ha dpe3bl ULTRA Ra- un

PIRANA

Cutting speed V. (m/min) (approx. values) for ULTRA Ra and PIRANA end mills

Fpynna A: AntomnHum - AnroMmuHueBble cnnaBbl - Megb - MegHble cnnaBbl - MarHum

Group A: Aluminium - Alu-alloys - Copper - Copper alloys - Magnesium

OnucaHue maTtepuana MpoyHOCTb Kapbupg Cer-Al
Material description Strenght Carbide
N/mm? V. (m/min)
A11 G-AlMg3 130 - 190 350 600
A1.2 Al 99.5/F13 100 - 250 400 650
A1.3 GDAISi17Cu4 180 - 250 O 250
A14 GD-AISi12 220 - 300 0350
A1.5 GD-AISi9Cu3 240 - 320 300 350
A1.6 AlCuMg1 / F39 300 - 500 400 650
A1.7 MMC - faserarmiert 600 - 1400 0300
A21 E-Cu 220 - 350 260 350
A22 GCuSn5ZnPb / Rg5 150 - 350 300 400
A23 GCuSn7ZnPb / Rg7 150 - 350 260 350
A24 CuZn40 /Ms60 340 - 500 260 350
A25 CuZn39Pb2 / Ms58 350 - 500 260 350
A2.6 CuZn37 /Ms63 300 - 550 260 350
A27 CuAl10Ni 500 - 800 200 300
A3.1 Ampco 16 630 65
A3.2 Ampco 20 600 25
A4 MgAl6 300 - 500 200 300
A4.2 GMgAI9Zn1 300 - 500 250 350
O [1ns 06paboTky AaHHbIX MaTeprnanoB pekomMeHaoBaHo nokpbitue Cer-Al
O By machining these materials Cer-Al coating is recommended
CkopocTtb pe3aHus V., (m/min) - O60poTbl B MMHYTY 06/MUH
Cutting speeds V. (m/min) - Revolution per minute n (mint)
D. V. (m/min)
G 25 | 50 | 75 | 100 | 150 | 200 | 250 | 300 | 400 | 500 | 600 | 700 | 800
2,00 3981 7962 11943 | 15924 | 23885 | 31847 | 39809 | 47771| 63694
2,50 3185 | 6369 | 9554 | 12739| 19108 | 25478 | 31847 | 38217| 50955 | 63694
3,00 2654 5308 7962 | 10616 | 15924 | 21231| 26539 | 31847 | 42463 | 53079 | 63694 | 74310
3,50 2275 4550 6824 9099 | 13649 | 18198 | 22748 | 27298 | 36397 | 45496 | 54595| 63694 72793
4,00 1990 3981 5971 7962 | 11943 | 15924 | 19904 | 23885| 31847 | 39809 | 47771 55732| 63694
4,50 1769 3539 5308 7077 | 10616 | 14154 | 17693 [ 21231| 28309 | 35386 | 42463 | 49540 ( 56617
5,00 1592 3185 4777 6369 9554 | 12739 15924 | 19108 | 25478 | 31847 38217 | 44586| 50955
6,00 1327 2654 3981 5308 7962 | 10616 | 13270 | 15924 | 21231 | 26539 31847 | 37155| 42463
8,00 995 | 1990 | 2986 | 3981| 5971| 7962| 9952 | 11943| 15924 | 19904 | 23885| 27866| 31847
10,00 796 1592 2389 3185 4777 6369 7962 9554 ( 12739 15924 | 19108 | 22293 25478
12,00 663 1327 1990 2654 3981 5308 6635 7962 | 10616 | 13270 15924 18577 21231
14,00 569 1137 1706 2275 3412 4550 5687 6824 9099 [ 11374 | 13649| 15924 18198
16,00 498 995 1493 1990 2986 3981 4976 5971 7962 9952 | 11943 | 13933 | 15924
18,00 442 885 | 1327 | 1769| 2654| 3539| 4423| 5308| 7077| 8846| 10616| 12385| 14154
20,00 398 796 1194 1592 2389 3185 3981 4777 6369 7962 9554 | 11146 12739
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e e L ‘ AW 4R
KoHueBble cpe3bl - “ULTRA” Ra - CkopocTHas nuHusa | KoHueBble dpesbl - “PIRANA”
End mills -“ULTRA” Ra - Speed Line and “PIRANA” end mills
Fpynna A: AntoMuHui - AnroMuHueBble cnnaBbl - Megb - MegHble cnnaBbl - MarHum
Group A: Aluminium - Aluminium alloys - Copper - Copper alloys - Magnesium
TopueBoe-KOHTYpHoe (hpesepoBaHue Ma3oBoe ¢hpe3zepoBaHue KonupoBanbHoe - CTpoyeyHoe
Side-Contour milling Slot milling Copying mills - Z levelling

a,=1,5xD. a,=0,4xD. a,=1,0xD.
a.=0,20 x D, a.=0,25x D,
D. (mm)
20 | 25 [ 30 | 35| 40| 50 | 60 | 80 | 10,0 | 12,00] 14,0 | 16,0 | 18,0 [ 20,0 [ 25,0
f, (mm)

A11 0,011 | 0,014 | 0,018 | 0,020 | 0,023 | 0,029 | 0,031 | 0,045 | 0,054 | 0,063 | 0,072 | 0,090 | 0,099 | 0,108 | 0,119
A1.2 0,011 | 0,015 | 0,019 | 0,021 | 0,025 [ 0,030 | 0,032 | 0,048 | 0,057 | 0,067 | 0,076 | 0,095 | 0,105 | 0,114 | 0,125
A13 0,009 | 0,012 | 0,015 | 0,017 | 0,020 | 0,024 | 0,026 | 0,038 | 0,045 [ 0,053 | 0,060 | 0,075 | 0,083 [ 0,090 [ 0,099
A1l1.4 0,010 | 0,013 | 0,016 | 0,018 | 0,021 | 0,026 | 0,027 | 0,040 | 0,048 [ 0,056 | 0,064 | 0,080 | 0,088 | 0,096 | 0,106
A15 0,010 | 0,013 | 0,016 | 0,018 | 0,021 | 0,026 | 0,027 | 0,040 | 0,048 | 0,056 | 0,064 | 0,080 | 0,088 | 0,096 | 0,106
A1.6 0,011 | 0,015 | 0,019 | 0,021 | 0,025 [ 0,030 | 0,032 | 0,048 | 0,057 | 0,067 | 0,076 | 0,095 | 0,105 | 0,114 | 0,125
A1.7 0,005 | 0,007 | 0,009 [ 0,010 [ 0,012 | 0,014 | 0,015 | 0,023 | 0,027 | 0,032 | 0,036 | 0,045 | 0,050 [ 0,054 [ 0,059
A21 0,007 | 0,010 | 0,012 | 0,013 | 0,016 | 0,019 | 0,020 [ 0,030 | 0,036 [ 0,042 | 0,048 | 0,060 | 0,066 | 0,072 | 0,079
A2.2 0,007 | 0,010 | 0,012 | 0,013 | 0,016 | 0,019 | 0,020 | 0,030 | 0,036 | 0,042 | 0,048 | 0,060 | 0,066 | 0,072 | 0,079
A23 0,007 | 0,010 | 0,012 | 0,013 | 0,016 | 0,019 | 0,020 [ 0,030 | 0,036 [ 0,042 | 0,048 | 0,060 | 0,066 | 0,072 | 0,079
A24 0,007 | 0,009 | 0,011 | 0,012 | 0,014 | 0,018 | 0,019 | 0,028 | 0,033 [ 0,039 | 0,044 [ 0,055 | 0,061 | 0,066 | 0,073
A25 0,007 | 0,010 | 0,012 { 0,013 [ 0,016 | 0,019 | 0,020 | 0,030 [ 0,036 | 0,042 | 0,048 | 0,060 | 0,066 [ 0,072 [ 0,079
A 26 0,007 | 0,009 | 0,011 | 0,012 | 0,014 | 0,018 | 0,019 | 0,028 | 0,033 | 0,039 | 0,044 | 0,055 | 0,061 | 0,066 | 0,073
A27 0,007 | 0,010 | 0,012 | 0,013 | 0,016 | 0,019 | 0,020 [ 0,030 | 0,036 [ 0,042 | 0,048 | 0,060 | 0,066 | 0,072 | 0,079
A3.1 0,006 | 0,008 | 0,010 [ 0,011 [ 0,013 | 0,016 | 0,017 | 0,025 [ 0,030 | 0,035 | 0,040 | 0,050 | 0,055 | 0,060 | 0,066
A3.2 0,004 | 0,006 | 0,007 [ 0,008 [ 0,009 [ 0,011 | 0,012 | 0,018 [ 0,021 [ 0,025 | 0,028 | 0,035 | 0,039 [ 0,042 [ 0,046
A4 0,011 | 0,014 | 0,018 | 0,020 | 0,023 | 0,029 | 0,031 | 0,045 | 0,054 | 0,063 | 0,072 | 0,090 | 0,099 | 0,108 | 0,119
A4.2 0,011 | 0,015 | 0,019 | 0,021 | 0,025 [ 0,030 | 0,032 | 0,048 | 0,057 | 0,067 | 0,076 | 0,095 | 0,105 | 0,114 | 0,125
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O6wmin 0630p UCNONb3yeMbiX KOMMNO3UTHbLIX MaTepManoB
Summary of common composite materials in use

Jyponnact - KopoTkas CTpyXKa
Thermosets - short chipping

TepmonnacT - ANMHHAA CTPYXKa
Thermoplastics - long chipping

Martepwan - 'pynna B 1.1
Material - Group B 1.1

Mpo4HocTb N/mm?
Strength N/mm?

Martepwan - l'pynna B 1.2
Material - Group B 1.2

Mpo4HocTb N/mm?
Strength N/mm?

MpopomnxeHune
To be continued

Albanit 110
Bakelit 110
Ferrozell 110
Harnstoff-cbopmanbaerngpl 80
Melamin-chopmanbaerngbl 80
MF 80
Pertinax 110
Phenol-Formaldehyd 80
Resopal 80
UP 80
TepmonnacT - ANUHHAs CTPYXKKa

Thermoplastics - long chipping

Martepwman - lpynna B 1.2 Festigkeit N/mm?
Material - Group B 1.2 Strength N/mm?
ABS 35-50
ABC cononvmepbl 80
Bayolan 70-75
Dogalan 80
Dolin 50-70
Durethan 43

Fluon 20-40
Hostaflon TF 20-40
Hostaform 50-70
Hostalen 20-80
Hostalen PP 20-38
Hostalit 35-60
Hostyren N 40-65
HostyrenS 22-50
Lupolen 20-30/80
Luran 78
Lustran 80
Makralon 80

Makrolon 5

Novodur 35-56
Novolen 21-38
PA 6 43/57/80
PA 66 43/57/80
PC B
PE-HD 20-30
Opr.cTekno 70-76
PMMA 70-78
Monuamunp 43/57/80

Monuamng 66 43/57/80
MonukapboHat B
Monuatunex 20-30/80

MonuvetnnmeTtakpunat
MonnmeTuneHokcua
Monunponunex
Monuctupon
[MNonuctupon
Polytetrafluorethylen
MonueuHunxnopwa
PO M

PP

PS

PTFE

PVC-U

Resanit

Risitex

Rilsan

S/B

SAN

Solvic

Styrol AcryInitril
Styrol Buladien
TedpnoH

Trogamid T
Ultraform 50/70/80
Vestamid 43/57/80
Vestolen

Vestolen P
Vestyron

Vostyron

Vinol

Vinoflex

70-76
50/70/80
21-37
80
2-/50/40-65
20-40
32-60
50/70/80
21-37
40-65
20-40
35-60
70-76
80
40/57/80
22-50
78
35-60
78
22-50
20-40
48/57/80

20-30/80
21-37
22-50/80
40-50
35-60
35-60

ApMUpPOBaHHbIN NNAacTUK
Reinforced plastic fibres

Martepwman - Npynna B 1.4
Material - Group B 1.4

Mpo4yHocTb N/mm?
Strength N/mm?

AFK - ApMyaHbIe BOMOKHa

| Aramid fiber

CFK - YrnepogHble BOfOKHa
| Carbon fiber

GFK - CTeknoBonokHO

/ Fiberglass

800-1000
1000-1500
800-1000
1000-1500
800-1000
1000-1500
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CkopocTb pe3aHua V., (m/min) - ona o6paboTkM KOMNO3UTHbLIX MaTepuanoB
Cutting speed V. (m/min) - for machining of composite materials

CkopocTb pe3aHus V. (m/min)/ Cutting speed V. (m/min)

Gruppe B: NnacTtmacchl - ApMUpOBaHHbIe NNACTUKK - LIBeTHbIe MeTannbl
Group B: Plastics - Reinforced plastic fibres - Nonferrous materials

OnucaHune matepuana Mpo4yHocTb N/mm? Kap6upg Cer-P
Material description Strength N/mm? Carbide
V. (m/min) V. (m/min)
B1.1 Oyponnactbl/ / Thermosets 80 - 110 200 - 300 300 - 600
B 1.2 TepmonnacTtel / Thermoplastics <80 250 - 400 400 - 650
B1.3 Monukap6oHat / Polycarbonate <20 200 - 350 300 - 450
B1.4 AFK - CFK - GFK 800-1500 100 - 200 150 - 300
B 1.5 Opr.ctekno / Plexiglass 70-80 150 - 300 300 - 450
B 2.1 [epeso T1B.nopog / Hard wood < 255 200 - 300 300 - 450
B 2.2 O60HuT / Hard rubber <255 50-150 100 - 150
B 2.3 LiBeTHble MeTannbl / Nonferrous materials <255 200 - 350 250 - 350
B2.4 MpeccoBaHHas bymara / Pressed carton <255 200 - 250 200 - 350
O6opoTbl B MUHYTY (06/min)
Revolution per minute n (min™)
V. D. (mm)
(m/min) 200 | 3,00 | 4,00 *| 500 | 6,00 | 8,0.0 | 10,09 | 12,09 | 14,00 | 16,00 | 20,00
O6opoToB B MMHYTY 06/min / Revolution per minute
100 15924 10616 7962 6369 5308 3981 3185 2654 2275 1990 1592
150 23885 15924 11943 9554 7962 5971 4777 3981 3412 2986 2389
200 31847 21231 15924 12739 10616 7962 6369 5308 4550 3981 3185
250 39809 26539 19904 15924 13270 9952 7962 6635 5687 4976 3981
300 47771 31847 23885 19108 15924 11943 9554 7962 6824 5971 4777
350 55732 37155 27866 22293 18577 13933 11146 9289 7962 6967 5573
400 63694 42463 31847 25478 21231 15924 12739 10616 9099 7962 6369
450 71656 47771 35828 28662 23885 17914 14331 11943 10237 8957 7166
500 79618 53079 39809 31847 26539 19904 15924 13270 11374 9952 7962
550 87580 58386 43790 35032 29193 21895 17516 14597 12511 10947 8758
600 95541 63694 47771 38217 31847 23885 19108 15924 13649 11943 9554
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3HavYeHus)

DIN 6527-L - CTI kopoTtkue = f, (mm) cornacHo Tabnuue

_f

DIN 6527-L - Internal standard short =f, (mm) acc. to table

CTIM anuHHbIe - 3KcTpa AnuHHbIE = f, (mm) cornacHo Tabnuue x 0,7
Internal standard long - extra long = f, (mm) acc. to table x 0,7

3 . J i ‘ NSRS
[aHHble ANA pacyeToB peXUMOB pe3aHua nnactmacc: f, (mm) - (MpubnusntenbHble

F'pynna B: Mnactmaccel - flyponnactsi - lepeBo TBepAbIix nopoa - lpeccoBaHHasi 6ymara
Group B: Plastics - Thermosets - Hard wood - Pressed carton

KoHueBble chpesbl

B1.1 TopomaanbHbie u cchepuyeckme ppesbl
Flat end mills Torus- and ball nose
B 21 TopueBoe - KoHTypHoe chpe3epoBaHue Ma3oBoe KonupoBanbHoe-CTpoye4yHoe
B24 Side-Contour milling Slot milling Copying mills - Z levelling
YepHoBas oGpaGOTKA‘-IMcTOBaﬂ obpaboTka YepHoBas obpaboTka|YncrosBas o6paboTka
Roughing Finishing Roughing Finishing
a, =1xD. a,=1,0xD. a,=0,5xD. a,=0,5xD. a, =0,03x D,
a.=0,5x D, a.=0,10 x D, a.=0,5x D, a.=0,02 x D,
D. f, f, f, f. f.
(mm) (mm) (mm) (mm) (mm) (mm)
2,00 0,024 0,018 0,016 0,028 0,024
3,00 0,036 0,027 0,024 0,042 0,036
4,00 0,048 0,036 0,032 0,056 0,048
5,00 0,060 0,045 0,040 0,070 0,060
6,00 0,072 0,054 0,048 0,084 0,072
8,00 0,096 0,072 0,064 0,112 0,096
10,00 0,120 0,090 0,080 0,140 0,120
12,00 0,144 0,108 0,096 0,168 0,144
14,00 0,168 0,126 0,112 0,196 0,168
16,00 0,192 0,144 0,128 0,224 0,192
18,00 0,216 0,162 0,144 0,252 0,216
20,00 0,240 0,180 0,160 0,280 0,240
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HaHHble Ans pacyeToB peXxuMMoB pe3aHus: f, (mm) - TepmonnacToB n apMMPOBaHHOIO NIacTUKa
Cutting data: f, (mm) - for machining of thermoplastics and reinforced plastic fibres (approx.
values)
KonupoBanbHas dpesa - ¢ CTPY>KKONTOMOM U 6e3 Hero

Copy milling cutters - End mills with and without chip breaker

F'pynna B: Mnactmaccekl - TepmonnacTbl - Monvkap6oHar - LiBeTHbIe MeTannbl - 360HUT
Group B: Plastics - Thermoplastics - Polycarbonate - Nonferrous metals - Hard rubber

KoHueBble chpesbl - ¢ TPYKKONIOMOM 1 6e3 Hero

TopomaanbHble - Cchepuyeckue dpesbl

g :g End mills with and without chip breaker Torus - Ball nose milling cutters
B 22 TopueBoe-KoHTypHoe chpe3epoBaHue Ma3oBoe KonupoBanbHoe - CTpoueyHoe
B 2.3 Side-Contour milling Slot milling Copying mills - Z levelling
YepHoBas 06pa6oTkd YnctoBas o6paboTkal YepHoBas o6paboTkal Yncrtosas obpaboTka
Roughing Finishing Roughing Finishing-
a,=1,5xD, a,=1,0x D, a, =1,0x D, a, =0,5xD. a, =0,05xD.
a,=0,8xD, a,=0,10 x D, a.=0,5x D, a.=0,02 x D,
D. f. 5 f, f. f.
(mm) (mm) (mm) (mm) (mm) (mm)
2,00 0,024 0,022 0,017 0,037 0,030
3,00 0,036 0,033 0,026 0,056 0,045
4,00 0,048 0,044 0,034 0,074 0,060
5,00 0,060 0,055 0,043 0,093 0,075
6,00 0,072 0,066 0,051 0,111 0,090
8,00 0,096 0,088 0,068 0,148 0,120
10,00 0,120 0,110 0,085 0,185 0,150
12,00 0,144 0,132 0,102 0,222 0,180
14,00 0,168 0,154 0,119 0,259 0,210
16,00 0,192 0,176 0,136 0,296 0,240
18,00 0,216 0,198 0,153 0,333 0,270
20,00 0,240 0,220 0,170 0,370 0,300

F'pynna B: ApmupoBaHHbIn nnactuk - AFK - CFK - GFK
Group B: reinforced plastic fibres - AFK - CFK - GFK

KoHueBble (lbpe3bl C CTPYXKOJIOMOM

B1.4 . . .
End mills with chip breaker
TopueBoe - KoHTypHOe chpesepoBaHue MasoBoe
Side-Contour milling Slot milling
YepHoBas 06pa60'r|«—4 YucroBas obpaboTtka
Roughing Finishing
a,=1,0xD. a,=0,75x D, a,=0,3xD.
a.=0,10 x D, a.=0,03 x D,

Dc fz fz fz
(mm) (mm) (mm) (mm)

2,00 0,026 0,024 0,020

3,00 0,039 0,036 0,030

4,00 0,052 0,048 0,040

5,00 0,065 0,060 0,050

6,00 0,078 0,072 0,060

8,00 0,104 0,096 0,080
10,00 0,130 0,120 0,100
12,00 0,156 0,144 0,120
14,00 0,182 0,168 0,140
16,00 0,208 0,192 0,160
18,00 0,234 0,216 0,180
20,00 0,260 0,240 0,200
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KoHueBble cdpesbl - Z=1 npamon 3y6 - CTI
“ULTRA Ra” ckopocTHas cepusi

End mills - Z=1 straight flute - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

110TD

~

110TDG

O6nactb npumeHenuns / Range of application

A: Nerkue cnnasel / Light alloys
A1.1-1.7 A2.1-2.7 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUPOBaHHbIE NIACTUKK
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

D2

L2
| -
a
l« L1

v

D@HOBRBOEOORE

L2 L1 D2 110TD 110TDG
h6 C nokpbiTnem / Coated
1,5 6 40 3 110TD.015030640 110TD.015030640G
2 6 40 8 110TD.020030640 110TD.020030640G
2 10 60 6 110TD.020061060 110TD.020061060G
3 12 40 3 110TD.030031240 110TD.030031240G
3 15 60 6 110TD.030061560 110TD.030061560G
4 15 60 6 110TD.040061560 110TD.040061560G
4 20 75 6 110TD.040062075 110TD.040062075G
5 16 60 6 110TD.050061660 110TD.050061660G
6 20 60 6 110TD.060062060 110TD.060062060G
6 30 60 6 110TD.060063060 110TD.060063060G
6 35 75 6 110TD.060063575 110TD.060063575G
8 22 63 8 110TD.080082263 110TD.080082263G
8 40 100 8 110TD.0800840100 110TD.0800840100G
10 25 72 10 110TD.100102572 110TD.100102572G
10 55 100 10 110TD.1001055100 110TD.1001055100G
12 30 83 12 110TD.120123083 110TD.120123083G
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Cdepuueckue ¢pesbl - Z=1 npsimon 3y6 - CTI1
“ULTRA Ra” ckopocTHasa cepusi

Ball nose cutter - Z=1 straight flute - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

110TDR

110TDRG

A: INerkune cnna.ebl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMYPOBaHHbIE NNACTUKN
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

O6nactb npumeHeHunst / Range of application

D2

L2
|, —
a
rle L1

v

LYWEOOR

D. L2 L1 D2 r 110TDR 110TDRG
h10 h6 C nokpbiTnem / Coated
1,5 6 40 3 0,75 110TDR.015030640 110TDR.015030640G
2 6 40 3] 1 110TDR.020030640 110TDR.020030640G
2 10 60 6 1 110TDR.020061060 110TDR.020061060G
3 12 40 3 1,5 110TDR.030031240 110TDR.030031240G
3 15 60 6 1,5 110TDR.030061560 110TDR.030061560G
4 15 60 6 2 110TDR.040061560 110TDR.040061560G
4 20 75 6 2 110TDR.040062075 110TDR.040062075G
5 16 60 6 2,5 110TDR.050061660 110TDR.050061660G
6 20 60 6 3 110TDR.060062060 110TDR.060062060G
6 30 60 6 5 110TDR.060063060 110TDR.060063060G
6 35 75 6 3 110TDR.060063575 110TDR.060063575G
8 22 63 8 4 110TDR.080082263 110TDR.080082263G
8 40 100 8 4 110TDR.0800840100 110TDR.0800840100G
10 25 72 10 ® 110TDR.100102572 110TDR.100102572G
10 55 100 10 5 110TDR.1001055100 110TDR.1001055100G
12 30 83 12 6 110TDR.120123083 110TDR.120123083G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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OpnHo3y6ble dpe3sbl - [paBasa cnupans - lpaBoe BpalyeHue - No arlloOMUHUIO
“ULTRA Ra” ckopocTHasa cepusi

Single Flute routers Right hand Spiral - Right hand cut for Aluminium
“ULTRA Ra” Speed Line with fine lapped chip flutes

O6nactb npumeHeHust / Range of application

110A 110AG

A: Nerkune cnnassbl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

ODOOBGS

L2 L1 D2 110A 110AG

h6 C nokpbiTnem / Coated
6 40 3 110A.015030640 110A.015030640G
10 40 2 110A.020021040 110A.020021040G
2 8 40 3 110A.020030840 110A.020030840G
2 6 50 6 110A.020060650 110A.020060650G
2,5 8 50 6 110A.025060850 110A.025060850G
3 10 40 & 110A.030031040 110A.030031040G
3 7 50 6 110A.030060750 110A.030060750G
8 10 50 6 110A.030061050 110A.030061050G
3,5 10 50 6 110A.035061050 110A.035061050G
4 12 50 4 110A.040041250 110A.040041250G
4 9 50 6 110A.040060950 110A.040060950G
4 12 50 6 110A.040061250 110A.040061250G
4,5 12 50 6 110A.045061250 110A.045061250G
5 14 50 5 110A.050051450 110A.050051450G
5 11 50 6 110A.050061150 110A.050061150G
5 14 50 6 110A.050061450 110A.050061450G
5,5 14 50 6 110A.055061450 110A.055061450G
6 14 50 6 110A.060061450 110A.060061450G
6 20 60 6 110A.060062060 110A.060062060G
6 85 75 6 110A.060063575 110A.060063575G
8 17 63 8 110A.080081763 110A.080081763G
8 25 63 8 110A.080082563 110A.080082563G
10 25 72 10 110A.100102572 110A.100102572G
12 25 83 12 110A.120122583 110A.120122583G
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OpHo3y6ble dpe3bl - JleBas cnupans - [paBoe BpalieHue - N0 antOMUHUIO
“ULTRA Ra” ckopocTHasa cepusi

Single Flute routers Left hand Spiral - Right hand cut for Aluminium
“ULTRA Ra” Speed Line with fine lapped chip flutes

111A

111AG

O6nactb npumeHeHust / Range of application

A: INerkune cnna.ebl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

%%‘L )

OOHOHROEOHORO

Dc L2 L1 D2 111A 111AG

h10 h6 C nokpbiTnem / Coated
1,5 6 40 3 111A.015030640 111A.015030640G
2 10 40 2 111A.020021040 111A.020021040G
2 8 40 3 111A.020030840 111A.020030840G
2 6 50 6 111A.020060650 111A.020060650G
2,5 8 50 6 111A.025060850 111A.025060850G
3 10 40 3 111A.030031040 111A.030031040G
3 7 50 6 111A.030060750 111A.030060750G
3 10 50 6 111A.030061050 111A.030061050G
3,5 10 50 6 111A.035061050 111A.035061050G
4 12 50 4 111A.040041250 111A.040041250G
4 9 50 6 111A.040060950 111A.040060950G
4 12 50 6 111A.040061250 111A.040061250G
4,5 12 50 6 111A.045061250 111A.045061250G
5 14 50 5 111A.050051450 111A.050051450G
5 11 50 6 111A.050061150 111A.050061150G
5 14 50 6 111A.050061450 111A.050061450G
5,5 14 50 6 111A.055061450 111A.055061450G
6 14 50 6 111A.060061450 111A.060061450G
6 20 60 6 111A.060062060 111A.060062060G
6 B9 75 6 111A.060063575 111A.060063575G
8 17 63 8 111A.080081763 111A.080081763G
8 25 63 8 111A.080082563 111A.080082563G

10 25 72 10 111A.100102572 111A.100102572G

12 25 83 12 111A.120122583 111A.120122583G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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OpnHo3y6ble dpe3sbl - [paBas cnupans - [paBoe BpaweHue

“ULTRA Ra” ckopocTHasa cepusi

Single Flute routers Right hand Spiral - Right hand cut
“ULTRA Ra” Speed Line with fine lapped chip flutes

110

110G

O6nactb npumeHeHust / Range of application

A: Nerkune cnnassbl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUPOBaHHbIE NNACTUKN
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

9

HOPR@

X

L2 L1 D2 110 110G
h6 C nokpbiTnem / Coated

6 40 3 110.015030640 110.015030640G
2 6 40 & 110.020030640 110.020030640G
2 10 40 2 110.020021040 110.020021040G
2 5 50 6 110.020060550 110.020060550G
2 10 60 6 110.020061060 110.020061060G
2, 6 40 2,5 110.025250640 110.025250640G
3 12 40 3 110.030031240 110.030031240G
3 7 50 6 110.030060750 110.030060750G
3 10 60 6 110.030061060 110.030061060G
S 12 60 6 110.030061260 110.030061260G
3 15 60 6 110.030061560 110.030061560G
4 15 40 4 110.040041540 110.040041540G
4 9 50 6 110.040060950 110.040060950G
4 12 60 6 110.040061260 110.040061260G
4 15 60 6 110.040061560 110.040061560G
4 20 75 6 110.040062075 110.040062075G
5 11 50 6 110.050061150 110.050061150G
5 16 50 5 110.050051650 110.050051650G
5 16 60 6 110.050061660 110.050061660G
5 28 75 6 110.050062875 110.050062875G
6 13 50 6 110.060061350 110.060061350G
6 20 60 6 110.060062060 110.060062060G

152

Paboune napameTpbl cM. cTpaHuua 142
For working-parameters see page 142



D L2 L1 D2 110 110G
h10 h6 C nokpbiTnem / Coated
6 22 60 6 110.060062260 110.060062260G
6 30 60 6 110.060063060 110.060063060G
6 35 75 6 110.060063575 110.060063575G
8 17 63 8 110.080081763 110.080081763G
8 22 63 8 110.080082263 110.080082263G
8 35 73 8 110.080083575 110.080083575G
8 45 100 8 110.0800845100 110.0800845100G
10 25 72 10 110.100102572 110.100102572G
10 35 80 10 110.100103580 110.100103580G
10 55 100 10 110.1001055100 110.1001055100G
12 30 83 12 110.120123083 110.120123083G
12 55! 110 12 110.1201255110 110.1201255110G
14 30 83 14 110.140143083 110.140143083G
16 65 92 16 110.160163592 110.160163592G
16 70 125 16 110.1601670125 110.1601670125G
20 40 104 20 110.2002040104 110.2002040104G
20 60 125 20 110.2002060125 110.2002060125G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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OpnHo3y6ble dhpesbl - JlleBas cnupansb - [paBoe BpalieHue
“ULTRA Ra” ckopocTHas cepusi

Single Flute routers Left hand Spiral - Right hand cut
“ULTRA Ra” Speed Line with fine lapped chip flutes

111

111G

Ob6nactb npumeHeHust / Range of application

A: INerkue cnna.ebl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMYPOBaHHbIE NACTUKA
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

{ﬁ: ) @

OOHOPREOOR

L2

L1

D2

=%
»

111

111G

C nokpbiTnem / Coated

o o o1 oo o B B B DB D WO WOWWDNDNDNDDN

3.}

10

10

12

10
12
15
15

12
15
20
1
16
16
28
13
20

40
40
40
50
60
40
40
50
60
60
60
40
50
60
60
75
50
50
60
75
50
60

[

D O O O U O O O 0O O B~ OO OO0 WNOO O N WW

111.015030640
111.020030640
111.020021040
111.020060550
111.020061060
111.025250640
111.030031240
111.030060750
111.030061060
111.030061260
111.030061560
111.040041540
111.040060950
111.040061260
111.040061560
111.040062075
111.050061150
111.050051650
111.050061660
111.050062875
111.060061350
111.060062060

111.015030640G
111.020030640G
111.020021040G
111.020060550G
111.020061060G
111.025250640G
111.030031240G
111.030060750G
111.030061060G
111.030061260G
111.030061560G
111.040041540G
111.040060950G
111.040061260G
111.040061560G
111.040062075G
111.050061150G
111.050051650G
111.050061660G
111.050062875G
111.060061350G
111.060062060G
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D L2 L1 D2 111 111G
h10 h6 C nokpbiTnem / Coated
6 22 60 6 111.060062260 111.060062260G
6 30 60 6 111.060063060 111.060063060G
6 35 75 6 111.060063575 111.060063575G
8 17 63 8 111.080081763 111.080081763G
8 22 63 8 111.080082263 111.080082263G
8 35 75 8 111.080083575 111.080083575G
8 45 100 8 111.0800845100 111.0800845100G
10 25 72 10 111.100102572 111.100102572G
12 30 83 12 111.120123083 111.120123083G
14 30 83 14 111.140143083 111.140143083G
16 35 92 16 111.160163592 111.160163592G
20 40 104 20 111.2002040104 111.2002040104G

Paboure napameTpbl cM. cTpaHuua 142

For working-parameters see page 142
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Cdepuyeckne ogHo3yOble hpe3bl - lpaBas cnupans - lpaBoe BpaweHue

ULTRA Ra” ckopocTHas cepusi

Radius Single Flute routers Right hand Spiral - Right hand cut
“ULTRA Ra” Speed Line with fine lapped chip flutes

110R

110RG

O6nactb npumeHeHust / Range of application

A: Nerkue cnna.sbl / Light alloys
A1.1-16 A2.1-26 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUPOBaHHbIE NACTUKN
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

L2
ol I M)
r ‘,4 L1

v

LWEOD

D2 r 110R 110RG
h6 C nokpbiTnem / Coated
3 1 110R.020030640 110R.020030640G
2 10 60 6 1 110R.02006 1060 110R.020061060G
3 12 40 3 1,5 110R.030031240 110R.030031240G
3 12 60 6 1,5 110R.030061260 110R.030061260G
4 15 40 4 2 110R.040041540 110R.040041540G
4 15 60 6 2 110R.040061560 110R.040061560G
5 16 60 6 2,5 110R.050061660 110R.050061660G
5 16 50 5 2,5 110R.050051650 110R.050051650G
6 20 60 6 3 110R.060062060 110R.060062060G
6 30 60 6 3 110R.060063060 110R.060063060G
6 35 75 6 3 110R.060063575 110R.060063575G
8 22 63 8 4 110R.080082263 110R.080082263G
8 40 100 8 4 110R.0800840100 110R.0800840100G
10 25 72 10 5 110R.100102572 110R.100102572G
10 55 100 10 5 110R.1001020100 110R.1001020100G
12 30 83 12 6 110R.120123083 110R.120123083G
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KoHueBble cpe3bl - Z=2 npamon 3y6 - CTI

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=2 straight flute - Internal standard

“ULTRA Ra” Speed Line with fine lapped chip flutes

100

100G

A: INerkune cnna.ebl / Light alloys
A1.1-1.7 A2.1-2.7 A3.1-3.2 A4.1-4.2
B: MNMnactmacchl - ApMYPOBaHHbIE NACTUKN

B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

O6nactb npumeHeHunst / Range of application

D2

A 4

0 @

C@ODEBOORG

D. L2 L1 D2 100 100G
h10 h6 C nokpbiTrem / Coated

3 12 40 3 100.030031240 100.030031240G
3 12 50 6 100.030061250 100.030061250G
4 14 40 4 100.040041440 100.040041440G
4 14 50 6 100.040041450 100.040041450G
5 16 50 5 100.050051650 100.050051650G
6 18 50 6 100.060061850 100.060061850G
8 20 63 8 100.080082063 100.080082063G

10 25 72 10 100.100102572 100.100102572G

12 30 83 12 100.120123083 100.120123083G

16 B9 92 16 100.160163592 100.160163592G

20 45 104 20 100.2002045104 100.2002045104G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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KoHueBble dpesbl - Z=2 cnupanb 30° - CTIN

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=2 Helix 30° - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes-with double rake angle - conical core

Ob6nactb npumeHeHust / Range of application

102A 102AG

A: Nerkue cnna.sbl / Light alloys

A1.1-17 A21-27 A31-3.2 A4.1-42

E: Tutan / Titanium
E1.1

L2
A
g — N
2L L1 \

B0

OO0

D2 102A 102AG
h6 C nokpbiTnem / Coated
12 50 6 102A.030061250 102A.030061250G
4 14 50 6 102A.040061450 102A.040061450G
6 18 50 6 102A.060061850 102A.060061850G
8 20 63 8 102A.080082063 102A.080082063G
10 25 72 10 102A.100102572 102A.100102572G
12 30 83 12 102A.120123083 102A.120123083G
16 35 92 16 102A.160163592 102A.160163592G
20 45 104 20 102A.2002045104 102A.2002045104G
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KoHueBble cdpesbl - Z=2 cnupanb 30° - CTIN

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=2 Helix 30° - Internal standard

“ULTRA Ra” Speed Line with fine lapped chip flutes

102

102G

A: INerkune cnna.ebl / Light alloys

O6nactb npumeHeHunst / Range of application

A1.1-17 A2.1-27 A3.1-3.2 A4.1-42

B: Mnactmacchl
B: Plastics
B1.1-1.3 B1.5-1.6 B2.1-24

E: TutaH / Titanium
E1.1

A 4

®

A0S RS

R

D¢ L2 L1 D2 102 102G
h10 h6 C nokpbiTnem / Coated

2 50 6 102.020060650 102.020060650G
2 50 3 102.020030850 102.020030850G
3 12 40 3 102.030031240 102.030031240G
3 7 50 6 102.030060750 102.030060750G
3 12 50 6 102.030061250 102.030061250G
4 14 40 4 102.040041440 102.040041440G
4 9 50 6 102.040040950 102.040040950G
4 14 50 6 102.040061450 102.040061450G
5 1 50 6 102.050061150 102.050061150G
5 16 50 5 102.050051650 102.050051650G
6 13 50 6 102.060061350 102.060061350G
6 18 50 6 102.060061850 102.060061850G
6 25 60 6 102.060062560 102.060062560G
6 85 75 6 102.060063575 102.060063575G
8 20 63 8 102.080082063 102.080082063G
8 30 75 8 102.080083075 102.080083075G
8 40 100 8 102.0800840100 102.0800840100G

10 25 72 10 102.100102572 102.100102572G

12 30 83 12 102.120123083 102.120123083G

16 35 92 16 102.160163592 102.160163592G

20 45 104 20 102.2002045104 102.2002045104G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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KoHueBble dpe3bl - Z=2 JleBasa cnupanb - lpaBoe BpaweHue CTI

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=2 Left hand spiral - Right hand cut - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

104

104G

O6nactb npumeHeHunst / Range of application

A: INerkne cnnasel / Light alloys

A1.1-17 A21-27 A31-3.2 A4.1-42

B: MNnactmacchl
B: Plastics
B1.1-1.3 B1.5-1.6 B2.1-2.4

E: Tutan / Titanium
E1.1

D2

®

OOHODEEOOE®

L2 L1 D2 104 104G
h6 C nokpbiTrem / Coated

6 50 6 104.020060650 104.020060650G
83 12 40 8 104.030031240 104.030031240G
3 9 50 6 104.030060950 104.030060950G
3 12 50 6 104.030061250 104.030061250G
4 14 40 4 104.040041440 104.040041440G
4 13 50 6 104.040061350 104.040061350G
5 16 50 5 104.050051650 104.050051650G
6 18 50 6 104.060061850 104.060061850G
8 20 63 8 104.080082063 104.080082063G
10 25 72 10 104.100102572 104.100102572G
12 30 83 12 104.120123083 104.120123083G
16 35 92 16 104.160163592 104.160163592G

20 45 104 20 104.2002045104 104.2002045104G
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KoHueBble cdpesbl - Z=2 cnupanb 45° - CTI

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=2 Helix 45° - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

102-45°

102-45°G

A: INerkune cnna.ebl / Light alloys

O6nactb npumeHeHunst / Range of application

A1.1-17 A2.1-27 A3.1-3.2 A4.1-42

B: Mnactmacchl
B: Plastics

B1.1-1.3 B1.5-1.6 B2.1-24

TutaH / Titanium
E1.1

D2

0 @

L2
{4 L1

v

ODOOBBEOOOC

D. L2 L1 D2 102-45° 102-45°G
h10 h6 C nokpblTnem / Coated
2 8 50 3 102.020030850-45° 102.020030850G-45°G
83 12 40 3 102.030031240-45° 102.030031240G-45°G
3 12 50 6 102.030061250-45° 102.030061250G-45°G
4 14 40 4 102.040041440-45° 102.040041440G-45°G
4 14 50 6 102.040061450-45° 102.040061450G-45°G
5 11 50 6 102.050061150-45° 102.050061150G-45°G
5 16 50 6 102.050061650-45° 102.050061650G-45°G
6 18 50 6 102.060061850-45° 102.060061850G-45°G
6 25 60 6 102.060062560-45° 102.060062560G-45°G
6 35 75 6 102.060063575-45° 102.060063575G-45°G
8 20 63 8 102.080082063-45° 102.080082063G-45°G
8 30 75 8 102.080083075-45° 102.080083075G-45°G
8 40 100 8 102.0800840100-45° 102.0800840100G-45°G
10 25 72 10 102.100102572-45° 102.100102572G-45°G
12 30 83 12 102.120123083-45° 102.120123083G-45°G
16 35 92 16 102.160163592-45° 102.160163592G-45°G
20 45 104 20 102.2002045104-45° 102.2002045104G-45°G

Paboure napameTpbl cM. cTpaHuua 142
For working-parameters see page 142
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KoHueBble cdpe3bl - Z=3 npsamon 3y6 - CTI1
“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=3 straight flute - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

101

101G

Ob6nactb npumeHeHust / Range of application

A: Nerkue cnna.sbl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: MNnactmacchl
B: Plastics
B1.1-1.3 B1.5-1.6 B2.1-2.4

TutaH / Titanium
E1.1

o Pe |,
D2

ODOEROED

L2 L1 D2 101 101G
h6 C nokpbiTnem / Coated

3 12 40 3 101.030031240 101.030031240G

4 14 40 4 101.040041440 101.040041440G

5 16 50 5 101.050051650 101.050051650G

6 18 50 6 101.060061850 101.060061850G

8 20 63 8 101.080082063 101.080082063G
10 25 72 10 101.100102572 101.100102572G
12 30 83 12 101.120123083 101.120123083G
16 35 92 16 101.160163592 101.160163592G
20 45 104 20 101.2002045104 101.2002045104G
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oprcrtekna

“P|RANA"_HepaBHOM?prIl7I Lar pexyLiero 3yba L. .
End mills - Helix 45° - Similar to DIN 6527-L - for super-finishing of Plexiglass
“PIRANA’uneven division of cutting edges - fine lapped chip flutes

103S

103SE

O6nacTb npumeHeHuns / Range of application

A: Jlerkue cnnasbl / Light alloys

A1.1-1.6 A2.1-26 A3.1-3.2 A4.1-4.2
B: MNMnactmacchl - ApMUPOBaHHbIE NNACTUKK

B: Plastics - Reinforced plastic fibres

B1.1-1.3 B1.5-16 B21-24

D2

Yy

@

— ]

D0EBED

D. L1 D2 103S 103SE
h10 h6 C nokpbiTnem / Coated

3 10 57 6 103S.030061057 103S.030061057E
4 15 57 6 103S.040061557 103S.040061557E
5 20 57 6 103S.050062057 103S.050062057E
6 20 57 6 103S.060062057 103S.060062057E
8 25 63 8 103S.080082563 103S.080082563E

10 25 72 10 103S.100102572 103S.100102572E

12 30 83 12 103S.120123083 103S.120123083E

Paboure napameTpbl cM. cTpaHuua 142

For working-parameters see page 142
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KoHueBble dpe3bl - Z=3 cnupanb 30° - JleBas cnupansb - NpaBoe BpaweHue CTI

“ULTRA Ra” ckopocTHasa cepusi

End mills - Z=3 Helix 30° - Left hand spiral - Right hand cut - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

105

105G

O6nactb npumeHenuns / Range of application

A: INerkue cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUPOBaHHbIE NNACTUKK
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

TutaH / Titanium
E1.1

D2

! @
A

L2
;
|« L1

COOOBGEOOO®

L2 L1 D2 105 105G
h6 C nokpbiTnem / Coated

3 12 40 3 105.030031240 105.030031240G

4 14 40 4 105.040041440 105.040041440G

5 16 50 5 105.050051650 105.050051650G

6 18 50 6 105.060061850 105.060061850G

8 20 63 8 105.080082063 105.080082063G
10 25 72 10 105.100102572 105.100102572G
12 30 83 12 105.120123083 105.120123083G
16 35 92 16 105.160163592 105.160163592G
20 45 104 20 105.2002045104 105.2002045104G
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KoHueBble dhpe3bl -Z=3 cnupanb 30°- DIN 6527-L

“PIRANA” HepaBHOMEPHBIN LLIAr PEXYLLIMX KPOMOK

End mills - Z=3 Helix 30° - Similar to DIN 6527-L
“PIRANA’uneven division of cutting edges - fine lapped chip flutes

103l

103I1G

A: Nerkne cnna.ebl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: Mnactmaccel - ApMUpOBaHHbIE NITACTUKM
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

TuTaH / Titanium
E1.1

O6nacTtb npumeHenns / Range of application

L2
J S

[
<

D2

Yy

@

HM
CK10-30-UF
Ultrafine

PHBEOOOE

D. L2 L1 D2 103l 1031G
h10 h6 C nokpbiTnem / Coated
3 10 57 6 1031.030061057 1031.030061057G
4 13 57 6 1031.040061357 1031.040061357G
5 15 57 6 1031.050061557 1031.050061557G
6 18 57 6 1031.060061857 1031.060061857G
7 20 63 8 1031.070082063 1031.070082063G
8 20 63 8 1031.080082063 1031.080082063G
9 22 72 10 1031.090102272 1031.090102272G
10 25 72 10 1031.100102572 1031.100102572G
12 30 83 12 1031.120123083 1031.120123083G
14 30 83 14 1031.140143083 1031.140143083G
16 35 92 16 1031.160163592 1031.160163592G
18 35 92 18 1031.180183592 1031.180183592G
20 45 104 20 1031.2002045104 1031.2002045104G

Paboure napameTpbl cM. cTpaHuua 142

For working-parameters see page 142
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TopoupanbHblie ¢pesbl - Z=3 cnmpanb 30°- DIN 6527-L

“PIRANA” HepaBHOMEPHBIN LIAr PEXYLLMX KPOMOK

Torus cutters - Z=3 Helix 30° - Similar to DIN 6527-L
“PIRANA’uneven division of cutting edges - fine lapped chip flutes

103TI

103TIG

O6nacTtb npumeHenns / Range of application

A: Nerkue cnna.ebl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: MNMnactmaccel - ApMUpOBaHHbIE NIIACTUKM
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

TutaH / Titanium
E1.1

@j

g

L2
F B
et L1

A4

HM
CK10-30-UF
Ultrafine

HOOEOEOOHE

D. L2 L1 D2 r 103TI 103TIG
h10 h6 mm C nokpbiTnem / Coated
3 10 57 6 0,5 103T1.030061057 103T1.030061057G
4 13 57 6 0,5 103T1.040061357 103TI1.040061357G
5 15 57 6 0,5 103T1.050061557 103T1.050061557G
6 18 57 6 1 103T1.060061857 103T1.060061857G
7 20 63 8 1 103T1.070082063 103T1.070082063G
8 20 63 8 1 103T1.080082063 103T1.080082063G
9 22 72 10 1 103T1.090102272 103T1.090102272G
10 25 72 10 1,5 103T1.100102572 103T1.100102572G
12 30 83 12 1,5 103T1.120123083 103T1.120123083G
14 30 83 14 2 103T1.140143083 103T1.140143083G
16 35 92 16 2 103T1.160163592 103T1.160163592G
18 35 92 18 2 103T1.180183592 103T1.180183592G
20 45 104 20 2,5 103T1.2002045104 103T1.2002045104G
166 Paboune napameTpbl cM. cTpaHuua 142
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KoHueBble dpe3bl - Z=3 cnupanb 45°- DIN 6527-L

“PIRANA” HepaBHOMEPHBIN LIAr PEXYLLNX KPOMOK

End mills - Z=3 Helix 45° - Similar to DIN 6527-L
“PIRANA’uneven division of cutting edges - fine lapped chip flutes

1031-45°

1031-45°G

O6nactb npumeHeHunst / Range of application

A: INerkune cnna.ebl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMYPOBaHHbIE NACTUKN
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

E: TutaH / Titanium
E1.1

D2

BES S

<
<

L1

Yy

@

HM
CK10-30-UF
Ultrafine

VICUICISSISTS

D. L2 L1 D2 1031-45° 1031-45°G
h10 h6 C nokpbitnem / Coated
3 10 57 6 1031.030061057-45° 1031.030061057-45°G
4 13 57 6 1031.040061357-45° 1031.040061357-45°G
5 15 57 6 1031.050061557-45° 1031.050061557-45°G
6 18 57 6 1031.060061857-45° 1031.060061857-45°G
7 20 63 8 1031.070082063-45° 1031.070082063-45°G
8 20 63 8 1031.080082063-45° 1031.080082063-45°G
9 22 72 10 1031.090102272-45° 1031.090102272-45°G
10 25 72 10 1031.100102572-45° 1031.100102572-45°G
12 30 83 12 1031.120123083-45° 1031.120123083-45°G
14 30 83 14 1031.140143083-45° 1031.140143083-45°G
16 35 92 16 1031.160163592-45° 1031.160163592-45°G
18 85 92 18 1031.180183592-45° 1031.180183592-45°G
20 45 104 20 1031.2002045104-45° 1031.2002045104-45°G

Paboure napameTpbl cM. cTpaHuua 142

For working-parameters see page 142
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Cdrepuyeckue chpesbl - Z=3 cnupanb 30°- DIN 6527-L

“PIRANA” HepaBHOMEPHBIN LIAr PEXYLLMX KPOMOK

Ball nose cutters - Z=3 Helix 30° - Similar to DIN 6527-L
“PIRANA’uneven division of cutting edges - fine lapped chip flutes

Ob6nactb npumeHeHust / Range of application

103RI 103RIG

A: Nerkue cnna.sbl / Light alloys
A1.1-1.7 A2.1-27 A3.1-3.2 A4.1-4.2

B: MNMnactmacchl - ApMUPOBaHHbIE NACTUKN
B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.5-1.6 B2.1-24

TutaH / Titanium
E1.1

L2
y
e L1 g

D2

Yy

J
' - 17°
7 (17 A
N\ =
D2 r 103RI 103RIG
h6 mm C nokpbiTnem / Coated
6 1,5 103R1.030061057 103R1.030061057G
6 2 103RI.040061357 103RI.040061357G
6 2,5 103RI1.050061557 103RI1.050061557G
6 5 103RI1.060061857 103RI1.060061857G
8 3,5 103RI.070082063 103RI1.070082063G
8 4 103RI1.080082063 103RI1.080082063G
10 4,5 103R1.090102272 103R1.090102272G
10 ® 103R1.100102572 103R1.100102572G
12 6 103R1.120123083 103R1.120123083G
14 7 103RI1.140143083 103RI1.140143083G
16 35 92 16 8 103R1.160163592 103RI1.160163592G
18 B9 92 18 9 103R1.180183592 103RI1.180183592G
20 45 104 20 10 103R1.2002045104 103R1.2002045104G
168 Paboune napameTpbl cM. cTpaHuua 142
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Z=1 NpaBasa cnupanb u cTpyxkonom - CTI
“ULTRA Ra” ckopocTHas cepus

Z=1 with right helix and chip breaker - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

110SP

110SPG

A: Jlerkue cnnassbl / Light alloys
A1.1-1.6
B: Mnactmacchl - ApMUpPOBaHHbIE NITACTUKM

B: Plastics - Reinforced plastic fibres
B1.1-1.3 B1.4-1.6 B2.1-24

O6nacTtb npumeHeHust / Range of application

A

D2

S SI®

Dc L2 L1 D2 110SP 110SPG

h10 h6 C nokpbiTrem / Coated
3 7 50 6 110SP.030060750 110SP.030060750G
3 12 60 6 110SP.030061260 110SP.030061260G
4 9 50 6 110SP.040060950 110SP.040060950G
4 i35 60 6 110SP.040061560 110SP.040061560G
5 11 50 6 110SP.050061150 110SP.050061150G
5 16 60 6 110SP.05006 1650 110SP.050061650G
6 13 50 6 110SP.060061350 110SP.060061350G
6 20 60 6 110SP.060062060 110SP.060062060G
8 22 63 8 110SP.080082263 110SP.080082263G

10 25 72 10 110SP.100102572 110SP.100102572G

12 30 83 12 110SP.120123083 110SP.120123083G

16 69 92 16 110SP.160163592 110SP.160163592G

20 40 104 20 110SP.2002040104 110SP.2002040104G

Paboure napameTpbl cM. cTpaHuua 142

For working-parameters see page 142
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O6aupoYHbIe KOoHUEeBbIe (hpe3bl
Roughing end mills



CkopocTb pe3aHua V. (m/min) ansa o6a4npoYHbIX KOHLUEBbIX ¢hpe3
Cutting speed V. (m/min) for roughing end mills

CkopocTtb pe3aHusa V. (m/min)/Cutting speed V. (m/min)

F'pynna C: Ctanb - CTanbHble cnnaBbl - 3aKkaneHHas ctanb

Group C: General steels - Steel alloys - Hardened steels

OnucaHue maTtepuana MpoyHOCTb Kapbupg Cer-T
Material description Strength Carbide
N/mm? V. (m/min)
c1.1 Q-St-37-3 <400 200 250
Cc1.2 R-Fe80 <400 200 250
Cc13 9SMnPb28 500 - 700 150 200
Cc1.4 St37-2 320 - 470 150 200
C1.5 16MnCr5 500 - 700 100 150
C1.6 Ck45 600 - 800 100 150
C1.7 Gs25CrMo4 650 - 950 100 180
C1.8 St70-2 700 - 900 120 180
Cc21 100Cr6 700 - 900 100 150
Cc22 X155CrVMo12-1 900 - 1100 80 120
c23 X30WCrV5-3 1100 80 120
C24 42CrMo4V 1200 - 1400 80 120
C 31 X38CrMoV5-3 900 - 1100 80 120
C3.2 55NiCrMoV6 47 - 52 HRC 100
Cc33 45WCrV7 56 - 60 HRC 100
C3.4 X155CrVMo12-1 60 - 63 HRC 80
C3.5 X210Crw12 63 - 66 HRC 80
c41 FeroTiC 800 - 900 40
C4.2 Hardox500 1300 - 1400 30
Fpynna F: YyryH
Group F: Cast irons
OnucaHune matepuana MpoyHoCTbL Kap6ug Cer-T
Material description Strength Carbide
N/mm? V. (m/min)
F1.1 GG 20 120-220 HB 120 160
F1.2 GG 30 220 - 270 HB 100 150
F1.3 OT6eneHHbIN YyryH / Hard cast iron <400 HB 80
F14 GTW40 360 - 420 100 160
F1.5 GTS65 560 - 650 90 150
F21 GGG 40 400 100 150
F22 GGG 70 700 - 1050 100 150
F23 GGV (80% Perlit) 220 HB 70 100
F24 GGV (100% Perlit) 230 HB 60 100
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CkopocTtb pe3saHus V. (m/min) - O60poTbl B MUHYTY
Cutting speed V. (m/min) - Revolution per minute n (min?)

PacueTHas dopmyna: CkopocTtb pe3aHus V. (m/min) - O6opoTbl B MUHYTY n/min
Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min-t)

D.(mm) x 3,14 x n/min

V;(m/min) x 1000

e (bl = 7000 n(min) = 5 (mm) x 3,14
D. V. (m/min)
40 | 50 | 60 [ 80 | 100 | 120 [ 150 | 160 [ 200 | 250 | 300
(mm) CKopocTb pe3aHus h (06/mMuH) / Revolution per minute n (min™)
2,00 6369 7962 9554 12739 15924 19108 23885 25478 31847 39809 47771
2,50 5096 6369 7643 10191 12739 15287 19108 20382 25478 31847 38217
3,00 4246 5308 6369 8493 10616 12739 15924 16985 21231 26539 31847
3,50 3640 4550 5460 7279 9099 10919 13649 14559 18198 22748 27298
4,00 3185 3981 4777 6369 7962 9554 11943 12739 15924 19904 23885
4,50 2831 3539 4246 5662 7077 8493 10616 11323 14154 17693 21231
5,00 2548 3185 3822 5096 6369 7643 9554 10191 12739 15924 19108
6,00 2123 2654 3185 4246 5308 6369 7962 8493 10616 13270 15924
8,00 1592 1990 2389 3185 3981 4777 5971 6369 7962 9952 11943
10,00 1274 1592 1911 2548 3185 3822 4777 5096 6369 7962 9554
12,00 1062 1327 1592 2123 2654 3185 3981 4246 5308 6635 7962
14,00 910 1137 1365 1820 2275 2730 3412 3640 4550 5687 6824
16,00 796 995 1194 1592 1990 2389 2986 3185 3981 4976 5971
18,00 708 885 1062 1415 1769 2123 2654 2831 3539 4423 5308
20,00 637 796 955 1274 1592 1911 2389 2548 3185 3981 4777
25,00 510 637 764 1019 1274 1529 1911 2038 2548 3185 3822
30,00 425 531 637 849 1062 1274 1592 1699 2123 2654 3185
32,00 398 498 597 796 995 1194 1493 1592 1990 2488 2986
35,00 364 455 546 728 910 1092 1365 1456 1820 2275 2730
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BN AR | N\ b
O6aupoUHbIe KoHUeBble dpe3bl f, (mm) - nogaya Ha 3y6 (NpubnM3nTenbHble 3Ha4YeHUA)
Feed per tooth f, (mm) - for roughing end mills (approximative values)

O6aupoYHbIe YncToBbIe KoOHUEeBbIe dppesbl f, (mm) = cornacHo Tabnuue x 0,85
Roughing finishing end mills f, (mm) = table x 0,85

O6aupoyHble KoHueBble hpesbl f, (mm) = cornacHo Tabnuue
Roughing end mills f, (mm) = according to table

F'pynna C - Ctanb - CTanbHble cnsiaBbl - 3aKaneHHas cranb
Group C - General steels - Steel alloys - Hardened steels

KoHTypHOe chpe3epoBaHue Ma3oBoe hpesepoBaHue
Side-Contour milling Slot milling

a,=1,5xD, a, = 0,40 x D,

D, (mm)
40 | 50 [ 60 | 80 | 10,0 | 120 | 140 | 16,0 | 18,0 | 20,0 | 250 | 30,0 | 32,0
f, (mm) gna uHcTpyMeHTa ¢ nokpbiTnem Cer-T / f, (mm) for tools with a coating of Cer-T
c11 0,013 0,017 0,020 0,026 0,032 0,040 0,046 0,052 0,058 0,064 0,079 0,084 0,088
Cc1.2 0,013 0,017 0,020 0,026 0,032 0,040 0,046 0,052 0,058 0,064 0,079 0,084 0,088
Cc1.3 0,013 0,017 0,020 0,026 0,032 0,040 0,046 0,052 0,058 0,064 0,079 0,084 0,088
c14 0,013 0,017 0,020 0,026 0,032 0,040 0,046 0,052 0,058 0,064 0,079 0,084 0,088
Cc1.5 0,011 0,014 0,017 0,022 0,027 0,033 0,038 0,043 0,048 0,053 0,066 0,070 0,073
C1.6 0,011 0,014 0,017 0,022 0,027 0,033 0,038 0,043 0,048 0,053 0,066 0,070 0,073
C1.7 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
c1.8 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
c21 0,011 0,014 0,017 0,022 0,027 0,033 0,038 0,043 0,048 0,053 0,066 0,070 0,073
c22 0,009 0,011 0,014 0,018 0,022 0,026 0,030 0,034 0,038 0,042 0,053 0,056 0,058
c23 0,009 0,011 0,014 0,018 0,022 0,026 0,030 0,034 0,038 0,042 0,053 0,056 0,058
c24 0,009 0,011 0,014 0,018 0,022 0,026 0,030 0,034 0,038 0,042 0,053 0,056 0,058
C31 0,009 0,011 0,014 0,018 0,022 0,026 0,030 0,034 0,038 0,042 0,053 0,056 0,058

Fpynna F - YyryH

Group F - Cast irons
F1.1 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
F1.2 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
:: 1'54 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
F 2.1 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
F 2.2 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
F23 0,012 0,015 0,019 0,024 0,030 0,036 0,042 0,047 0,053 0,058 0,073 0,077 0,080
F24 0,011 0,014 0,017 0,022 0,027 0,033 0,038 0,043 0,048 0,053 0,066 0,070 0,073

0,011 0,014 0,017 0,022 0,027 0,033 0,038 0,043 0,048 0,053 0,066 0,070 0,073

Ins matepuanos rpynn “E” n “D” npeanaratotcs cdpesbl Tuna “PIRANA”
For material groups “E” and”D” end mills type “PIRANA” are suggested
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BbicokonpousBoauTenbHble 06a4UpoYHbIe KOHUEeBble dhpe3bl Cnupanb 45° - DIN 6527 L

High performance roughing end mills helix 45° -

Similar to DIN 6527-L

64SS

64SSC

64SSW

N

64SSWC

O6nacTb npumeHeHns / Range of application

E21 E1.1-13 E2.1-23

F: YyryH / Cast irons

F1.1-1.2 F1.4-15 F21-22

E: Tutan / Titanium

D2

A

0@@@00

O

D. L2 L1 z 64SS 64SSC 64SSW 64SSWC
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated

8 19 63 8 4 64SS.080 64SS.080C 64SSW.080 64SSW.080C
10 22 72 10 4 64SS.100 64SS.100C 64SSW.100 64SSW.100C
12 26 83 12 4 64SS.120 64SS.120C 64SSW.120 64SSW.120C
14 26 83 14 4 64SS.140 64SS.140C 64SSW.140 64SSW.140C
16 32 92 16 4 64SS.160 64SS.160C 64SSW.160 64SSW.160C
18 32 92 18 6 64SS.180 64SS.180C 64SSW.180 64SSW.180C
20 38 104 20 6 64SS.200 64SS.200C 64SSW.200 64SSW.200C
25 45 120 25 6 64SS.250 64SS.250C 64SSW.250 64SSW.250C

Paboune napameTpbl cM. cTpaHuua 172
For working-parameters see page 172
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0O6aunpoyHble KoHUeBble pesbl - Z=3 Cnupanb 30° - DIN 6527-L
Roughing end mills - Z=3 Helix 30° - Similar to DIN 6527-L

63SP

63SPC

63SPW

N

63SPWC

O6nacTtb npumeHeHnst / Range of application

E: Tutan / Titanium

E21 E1.1-13 E21-23

F: YyryH / Cast irons

F1.1-1.2 F1.4-15 F2.1-22

N

D2

L2
le L1

Sis

DOROBOO

D. L2 D2 63SP 63SPC 63SPW 63SPWC
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated

6 10 57 6 63SP.060 63SP.060C 63SPW.060 63SPW.060C

8 19 63 8 63SP.080 63SP.080C 63SPW.080 63SPW.080C
10 22 72 10 63SP.100 63SP.100C 63SPW.100 63SPW.100C
12 26 83 12 63SP.120 63SP.120C 63SPW.120 63SPW.120C
14 26 83 14 63SP.140 63SP.140C 63SPW.140 63SPW.140C
16 30 92 16 63SP.160 63SP.160C 63SPW.160 63SPW.160C
18 30 92 18 63SP.180 63SP.180C 63SPW.180 63SPW.180C
20 38 104 20 63SP.200 63SP.200C 63SPW.200 63SPW.200C
25 45 120 25 63SP.250 63SP.250C 63SPW.250 63SPW.250C
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0O6aupoyHble KoHueBble ppesbl - Z=3 Cnupanb 45° - DIN 6527-L
Roughing end mills - Z=3 Helix 45° - Similar to DIN 6527-L

63SP-
45°

63SP-
45°C

63SPW-
45°

45°C

63SPW-

O6nacTb npumeHeHns / Range of application

A: INerkune cnna.ebl / Light alloys
A1.1-16 A2.1-27 A3.1-3.2 A4.1-4.2

E: TutaH / Titanium
E2.1

F: YyryH / Cast irons

F1.1-1.2 F1.4-15 F2.1-22

, L2
p

D2

gu

A\ A J A J .
12°
POBOOHEOE
D. L2 L1 D2 63SP-45° 63SP-45°C 63SPW-45° 63SPW-45°C
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated

6 10 57 6 63SP.060-45° 63SP.060-45°C 63SPW.060-45° 63SPW.060-45°C

8 19 63 8 63SP.080-45° 63SP.080-45°C 63SPW.080-45° 63SPW.080-45°C
10 22 72 10 63SP.100-45° 63SP.100-45°C 63SPW.100-45° 63SPW.100-45°C
12 26 83 12 63SP.120-45° 63SP.120-45°C 63SPW.120-45° 63SPW.120-45°C
14 26 83 14 63SP.140-45° 63SP.140-45°C 63SPW.140-45° 63SPW.140-45°C
16 30 92 16 63SP.160-45° 63SP.160-45°C 63SPW.160-45° 63SPW.160-45°C
18 30 92 18 63SP.180-45° 63SP.180-45°C 63SPW.180-45° 63SPW.180-45°C
20 38 104 20 63SP.200-45° 63SP.200-45°C 63SPW.200-45° 63SPW.200-45°C
25 45 120 25 63SP.250-45° 63SP.250-45°C 63SPW.250-45° 63SPW.250-45°C

Paboune napameTpbl cM. cTpaHuua 172
For working-parameters see page 172
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0O6aunpoyHbIe KoHUeBble ppesbl - Z=4 Cnupanb 30° - DIN 6527-L
Roughing end mills - Z=4 Helix 30° - DIN 6527-L

64SP

64SPC

64SPW | |64SPWC

N

O6nacTtb npumeHeHnst / Range of application

E: TutaH / Titanium
E2.1

F: YyryH / Cast irons

N

F1.1-1.2 F1.4-1.5 F2.1-2.2
L2
B S S
L1

L HA HB
D. L2 L1 D2 64SP 64SPC 64SPWC
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated
6 13 57 6 64SP.060 64SP.060C 64SPW.060 64SPW.060C
8 19 63 8 64SP.080 64SP.080C 64SPW.080 64SPW.080C
10 22 72 10 64SP.100 64SP.100C 64SPW.100 64SPW.100C
12 26 83 12 64SP.120 64SP.120C 64SPW.120 64SPW.120C
14 26 83 14 64SP.140 64SP.140C 64SPW.140 64SPW.140C
16 32 92 16 64SP.160 64SP.160C 64SPW.160 64SPW.160C
18 32 92 18 64SP.180 64SP.180C 64SPW.180 64SPW.180C
20 38 104 20 64SP.200 64SP.200C 64SPW.200 64SPW.200C
25 45 120 25 64SP.250 64SP.250C 64SPW.250 64SPW.250C

178

Paboune napameTpbl cM. cTpaHuua 172
For working-parameters see page 172



0
=
g
i)
c
)
0
3
S
N




CkopocTb pe3aHua V. (m/min) - ana ctaHAapTHbIX KOHUEBbIX hpe3
Cutting speed V. (m/min) - for standard end mills

CkopocTb pe3aHusa V. (m/min)/Cutting speed V. (m/min)

Gruppe C - Ctanb - CtanbHble cnnaBbl - 3aKasfieHHasi cTanb
Group C - General steels - Steel alloys - Hardened steels

OnucaHue maTtepuana MpoyHOCTb Kapbupg Cer-T
Material description Strength Carbide
N/mm? V. (m/min)
c11 Q-St-37-3 <400 200 250
c1.2 R-Fe80 <400 200 250
Cc13 9SMnPb28 500 - 700 150 200
Cc1.4 St37-2 320 - 470 150 200
C1.5 16MnCr5 500 - 700 100 150
C1.6 Ck45 600 - 800 100 150
C1.7 Gs25CrMo4 650 - 950 100 180
CcC1.8 St70-2 700 - 900 120 180
Cc21 100Cr6 700 - 900 100 150
Cc22 X155CrVMo12-1 900 - 1100 80 120
c23 X30WCrV5-3 1100 80 120
C24 42CrMo4V 1200 - 1400 80 120
C 31 X38CrMoV5-3 900 - 1100 80 120
C3.2 55NiCrMoV6 47 - 52 HRC 100
c41 FeroTiC 800 - 900 40
C4.2 Hardox500 1300 - 1400 30

X10NiCrAlITi32-20 (INCOLOY800) 610 - 850 60 90
X12CrNiTi18-9 500 - 700 60 90
X6CrNiMoTi17-12-2 500 - 730 60 90
X45SiCr4 900 - 1100 70
X5NiCrTi26-15 1200 50

F'pynna E: Hukenb / ko6ansToBbIe cnnaBbl - TuTaH - TuTaHoOBbIe chnfaBbl
Group E: Nickel/Cobalt alloys - Titanium - Titanium alloys

E1.1 Ti3 (Ti99.4) 700 100 120
E1.2 TiAl6V4 700 - 900 80 100
E1.3 TiAlMo4Sn2 900 - 1250 80
E21 NiCu30Fe (MONEL400I) 420 - 610 70
E 2.2 NiCr19NbMo (INCONEL718) 850-1200 60
2 A E 23 Haynes 25 (L605) 1550 - 2000 40

07 FpynnaF - YyryH
Group F - Cast irons

F1.1 GG 20 120-220 HB 140 160
F1.2 GG 30 220 - 270 HB 100 150
F1.3 OT6eneHHbIN YyryH / Hard cast iron <400 HB 80
F1.4 GTW40 360 - 420 120 160
F1.5 GTS65 560 - 650 100 150
F21 GGG 40 400 120 150
F2.2 GGG 70 700 - 1050 100 150
F23 GGV (80% Perlit) 220 HB 70 100
F24 GGV (100% Perlit) 230 HB 60 100
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Feed per tooth f, (mm) - for standard end mills (approximative values)

Cdepuyueckme u KoHueBble dpe3bl
Ball nose cutters and end mills

DIN 6527/28 ¢ yrnom HaknoHa / 30° = f, (mm) cornacHo Tabnuue / 45° = f, (mm) cornacHo
Tabnuue x 0,70
DIN 6527/28 with helix angle / 30° = f, (mm) according to table / 45° = f, (mm) Table x 0,70

CTIN pgnuHHbIe - 3KCTpa AnuHHLbIE - f, (mm) x 0,65
Internal standard long - extra long f, (mm) x 0,65

F'pynna C - Ctanb - CtanbHbIe cnnaBbl - 3aKkaneHHas cranb
Group C - General steels - Steel alloys - Hardened steels

TopueBoe cpesepoBaHue - KoHTypHoe chpesepoBaHue Ma3oBoe chpeszepoBaHue
Side-Contour milling Slot milling

a,=1,5xD. a. = 0,25 x D. a, = 0,50 x D,

D. (mm)
20 | 30 | 40 | 50 | 60 | 80 | 100 | 12,0 [ 140 | 16,0 | 18,0 | 20,0
f, (mm) ana nHctpymeHTa 6e3 nokpbitusa / f, (mm) for uncoated tools
Cc1.1 0,005 0,008 0,012 0,014 0,017 0,023 0,034 0,034 0,038 0,044 0,050 0,055 0,070
C1.2 | 0,005 0,008 0,012 0,014 0,017 0,023 0,034 0,034 0,038 0,044 0,050 0,055 0,070
C13 | 0,005 0,008 0,012 0,014 0,017 0,023 0,034 0,034 0,038 0,044 0,050 0,055 0,070
C1.4 | 0,005 0,008 0,012 0,014 0,017 0,023 0,034 0,034 0,038 0,044 0,050 0,055 0,070
C1.5 | 0,004 0,007 0,010 0,012 0,014 0,019 0,028 0,028 0,032 0,037 0,042 0,046 0,058
C1.6 | 0,004 0,007 0,010 0,012 0,014 0,019 | 0,028 0,028 0,032 0,037 0,042 0,046 0,058
C1.7 | 0,004 0,008 0,011 0,013 0,015 0,021 0,031 0,031 0,035 0,041 0,046 0,051 0,064
C1.8 | 0,004 0,008 0,011 0,013 0,015 0,021 0,031 0,031 0,035 0,041 0,046 0,051 0,064
C21 0,004 0,007 0,010 0,012 0,014 0,019 0,028 0,028 0,032 0,037 0,042 0,046 0,058
Cc22 | 0,003 0,006 0,008 0,010 0,011 0,015 | 0,022 0,022 0,026 0,030 0,034 0,037 0,046
C23 | 0,003 0,006 0,008 0,010 0,011 0,015 | 0,022 0,022 0,026 0,030 0,034 0,037 0,046
dcCc24 | 0,003 0,006 0,008 0,010 0,011 0,015 | 0,022 0,022 0,026 0,030 0,034 0,037 0,046
dcC 31 0,003 0,006 0,008 0,010 0,011 0,015 | 0,022 0,022 0,026 0,030 0,034 0,037 0,046
dCc32 | 0,003 0,005 0,007 0,008 0,010 0,013 0,020 0,020 0,022 0,026 0,029 0,032 0,041
C41 0,003 0,005 0,007 0,008 0,010 0,013 0,020 0,020 0,022 0,026 0,029 0,032 0,041
gc42 | 0,003 0,005 0,007 0,008 0,010 0,013 0,020 0,020 0,022 0,026 0,029 0,032 0,041

25,0

O NPUMEYAHWME: na gaHHbIX MaTepuranos pesbl ¢ YoM HaknoHa 3yba 45 °He nogxogat
B NOTE: For this kind of materials 45 ° helix cutters are not suitable

Mpw ncnonb3osaHum Hawmx HPC - BbicokoTexHonornuHbix dopes (PIRANA-SV) ¢ ncnonb3osaHmeM cooTBETCTBYOLLMX
CTaHKOB, MaTepuasnos 1 3aroTOBOK, NoKasaTenu pesaHns MoryT OblTb CyLLECTBEHHO YBEMUYEHDI.

With our HPC High Performance Cutters (i.e. PIRANA-SV) the cutting data, using appropriate
machine tools, material and work piece clamping, can be substantially increased.
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Mopayva Ha 3y6 f, (mm) - AnA ctaHaapTHLIX KOHUEBbIX pe3 (NpubnuanTenbHbIe

3Ha4YeHus)

Feed per tooth f, (mm) - for standard end mills (approximative values)

Cdpepuyeckue u koHueesnle ¢ppesni / Ball nose cutters and end mills

TopueBoe-KoHTypHOe chpe3sepoBaHue Ma3oBoe chpesepoBaHUue
Side-Contour milling Slot milling
a,=1,5xD. a.=0,20 x D, a, = 0,40 x D,
D, (mm)
20 | 30 [ 40 | 50 [ 60 | 80 | 100 | 120 | 140 [ 16,0 | 18,0 [ 20,0 25,0
f. (mm) gnsa nHcTpymeHTa 6e3 nokpbiTusa / f, (mm) for uncoated tools
0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
0,004 0,006 0,008 0,009 0,012 0,016 0,020 0,024 0,028 0,032 0,036 0,040 0,050
0,003 0,005 0,006 0,007 0,009 0,013 0,015 0,019 0,022 0,025 0,028 0,031 0,039
Fpynna E: Hukenb/ko6ansToBbie cnnaBbl - TuTaH - TuTaHoBbIe cnnaBbl
Group E: Nickel/Cobalt alloys - Titanium - Titanium alloys
TopueBoe-KoHTypHOe chpe3epoBaHUue Ma3oBoe chpesepoBaHue
Side-Contour milling Slot milling
a, =1,5x D, a.=0,20 x D, a, =0,40 x D,
D, (mm)
20 | 30 [ 40 | 50 | 60 | 80 | 100 | 120 ] 140 [ 16,0 | 180 | 20,0 | 25,0
f. (mm) gnsa nHcTpymeHTa 6e3 nokpbiTusa / f, (mm) for uncoated tools
E1.1 0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
E1.2 0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
E1.3 0,004 0,006 0,008 0,009 0,012 0,016 0,020 0,024 0,028 0,032 0,036 0,040 0,050
E2.1 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
E2.2 0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
E23 0,003 0,005 0,006 0,007 0,009 0,013 0,015 0,019 0,022 0,025 0,028 0,031 0,039
Mpynna F - YyryH
Group F - Cast irons
TopueBoe-KoHTypHOe chpe3sepoBaHUue Ma3oBoe chpesepoBaHUue
Side-Contour milling Slot milling
a,=1,5xD. a. = 0,25 x D, a, = 0,50 x D,
D. (mm)
20 | 30 | 40 | 50 | 60 | 80 | 100 | 120 | 140 [ 16,0 | 180 | 20,0 | 25,0
f. (mm) gna nHctpymeHTa 6e3 nokpbiTusa / f, (mm) for uncoated tools
F1.1 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F1.2 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F1.3 0,003 0,006 0,007 0,008 0,010 0,014 0,018 0,022 0,025 0,029 0,032 0,035 0,045
F1.4 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F1.5 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F21 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F 2.2 0,004 0,008 0,010 0,011 0,014 0,020 0,024 0,030 0,034 0,040 0,044 0,048 0,062
F 23 0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
F24 0,004 0,007 0,009 0,010 0,013 0,018 0,022 0,027 0,031 0,036 0,040 0,044 0,056
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KoHueBble cpe3sbl - Z=2 Mpsimon 3y6 - CTIN

“ULTRA Ra” ckopocTHas cepusi CO CTPYXE€YHbIMWN KaHaBKamu

End mills Z=2 straight flute - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

62TD

62TDA

O6nacTtb npumeHeHns / Range of application

E: Tutan / Titanium
E1.1 E2.1

F: YyryH / Cast irons
F1.1-1.2 F1.4-15 F2.1-2.2

N

D2

®

BOC

Sis

OOOROB

D. 62TD 62TDA
h10 h6 C nopbiTvem / Coated
3 8 40 3 62TD.030 62TD.030A
4 10 40 4 62TD.040 62TD.040A
6 12 50 6 62TD.060 62TD.060A
8 16 63 8 62TD.080 62TD.080A

10 20 72 10 62TD.100 62TD.100A
12 22 83 12 62TD.120 62TD.120A
14 22 83 14 62TD.140 62TD.140A
16 25 92 16 62TD.160 62TD.160A
18 25 92 18 62TD.180 62TD.180A
20 30 104 20 62TD.200 62TD.200A

Pabouyre napameTpbl CM. cTpaHuubl 182
For working-parameters see page 182
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Cdepuyeckne koHuUeBble ¢ppesbl - Z=2 npamon 3y6 - CTI

“ULTRA Ra” ckopocTHas cepusi Co CTPYXE€YHbIMU KaHaBKaMm

Radius end mills - Z=2 straight flute - Internal standard
“ULTRA Ra” Speed Line with fine lapped chip flutes

62TDR

62TDRA

O6nacTtb npumeHeHus / Range of application

E: Tutan / Titanium
E1.1-1.2 E2A1

F: YyryH / Cast irons
F1.1-1.2 F1.4-15 F2.1

N

2]

L2
/ -
Il L1

O

DOB@WO

D. 1 r 62TDR 62TDRA
h10 h6 C nokpbiTnem / Coated
3 8 40 3 1,5 62TDR.030 62TDR.030A
4 10 40 4 2 62TDR.040 62TDR.040A
6 12 50 6 3 62TDR.060 62TDR.060A
8 16 63 8 4 62TDR.080 62TDR.080A
10 20 72 10 5 62TDR.100 62TDR.100A
12 22 83 12 6 62TDR.120 62TDR.120A
14 22 83 14 7 62TDR.140 62TDR.140A
16 25 92 16 8 62TDR.160 62TDR.160A
18 25 92 18 9 62TDR.180 62TDR.180A
20 30 104 20 10 62TDR.200 62TDR.200A
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KoHueBble dpe3bl - Z=2 Cnupanb 30° - DIN 6527-L
End mills - Z=2 Helix 30° - Similar to DIN 6527-L

62

62A

62W

d

62WA

C: Ctanb/ / Steels

O6nacTtb npumeHenns / Range of application

C1.1-18 C2.1-23 C3.1-3.2 C4.1-4.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

L2

D2

y

HOREBDOEEE

D. L2 L1 D2 62 62A 62W 62WA
h10 h6 a C nokpbiTem/Coated a C nokpbiTrem/Coated
2 6 40 2 62.020020640 62.020020640A
2 3 50 6 62.020060350 62.020060350A
2,5 7 40 2,5 62.025250740 62.025250740A
2,5 3 50 6 62.020060350 62.020060350A
3 7 57 6 62.030060757 62.030060757A 62W.030060757 62W.030060757A
3 8 40 3 62.030030840 62.030030840A
3,5 8 40 3,5 62.035350840 62.035350840A
4 8 57 6 62.040060857 62.040060857A 62\W.040060857 62\W.040060857A
4 10 40 4 62.040041040 62.040041040A
4,5 10 50 4,5 62.045451050 62.045451050A
5 12 50 5 62.050051250 62.050051250A
5,5 12 50 O19) 62.055551250 62.055551250A
6 10 57 6 62.060061057 62.060061057A 62W.060061057 62W.060061057A
6 14 50 6 62.060061450 62.060061450A
6,5 14 50 6,5 62.065651450 62.065651450A
7 15 60 7 62.070071560 62.070071560A
8 16 63 8 62.080081663 62.080081663A 62W.080081663 62W.080081663A
9 19 63 9 62.090091963 62.090091963A
10 19 72 10 62.100101972 62.100101972A 62W.100101972 62W.100101972A
11 22 72 11 62.110112272 62.110112272A
12 22 83 12 62.120122283 62.120122283A 62W.120122283 62W.120122283A
13 22 83 13 62.130132283 62.130132283A
14 22 83 14 62.140142283 62.140142283A 62W.140142283 62W.140142283A
15 26 92 15 62.150152692 62.150152692A
16 26 92 16 62.160162692 62.160162692A 62W.160162692 62W.160162692A
18 26 92 18 62.180182692 62.180182692A 62W.180182692 62W.180182692A
20 32 104 20 62.2002032104 62.2002032104A 62W.2002032104 62W.2002032104A
25 45 120 25 62.2502545120 62.2502545120A 62W.2502545120 62W.2502545120A
Paboure napameTpbl cM. cTpaHuua 182 185
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KoHueBble hpe3sbl - Z=2 Cnupanb 45° - DIN 6527-L
End Mills - Z=2 Helix 45° - DIN 6527-L

62-
45°

62-
45°A

62W-
45°A

O6nacTtb npumeHenns / Range of application

A: INerkue cnnas.ebl / Light alloys
A1.3-1.6 A24-27 A3.1-3.2 A4.1-4.2

C: Cranb / Steels

C1.1-1.8 C2.1-2.3 C4A1

E: TutaH / Titanium

E1.1-1.2 E2A1

F: YyryH / Cast irons
F1.1-1.2 F1.4-15 F2.1-24

D2

®

L2
Dﬂig L1

v

A A J A J A
i IHGIRE | =
= ]
0/ \#A HB § N
D. L2 L1 D2 62-45° 62-45°A 62W-45° 62W-45°A
h10 h6 C nokpbiTuem / Coated C nokpbiTrem / Coated
3 7 57 6 62.030060757-45° 62.030060757-45°A 62W.030060757-45° 62W.030060757-45°A
4 8 57 6 62.040060857-45° 62.040060857-45°A 62W.040060857-45° 62W.040060857-45°A
5 10 57 6 62.050061057-45° 62.050061057-45°A 62W.050061057-45° 62W.050061057-45°A
6 10 57 6 62.060061057-45° 62.060061057-45°A 62W.060061057-45° 62W.060061057-45°A
7 13 63 8 62.070081363-45° 62.070081363-45°A 62W.070081363-45° 62W.070081363-45°A
8 16 63 8 62.080081663-45° 62.080081663-45°A 62W.080081663-45° 62W.080081663-45°A
9 16 72 10 62.090101672-45° 62.090101672-45°A 62W.090101672-45° 62W.090101672-45°A
10 19 72 10 62.100101972-45° 62.100101972-45°A 62W.100101972-45° 62W.100101972-45°A
11 22 83 12 62.110122283-45° 62.110122283-45°A 62W.110122283-45° 62W.110122283-45°A
12 22 83 12 62.120122283-45° 62.120122283-45°A 62W.120122283-45° 62W.120122283-45°A
14 22 83 14 62.140142283-45° 62.140142283-45°A | 62W.140142283-45° | 62W.140142283-45°A
16 26 92 16 62.160162692-45° 62.160162692-45°A | 62W.160162692-45° | 62W.160162692-45°A
18 26 92 18 62.180182692-45° 62.180182692-45°A | 62W.180182692-45° | 62W.180182692-45°A
20 32 104 20 62.2002032104-45° 62.2002032104-45°A | 62W.2002032104-45° | 62W.2002032104-45°A
25 45 120 25 62.2502545120-45° 62.2502545120-45°A | 62W.2502545120-45° | 62W.2502545120-45°A
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KoHueBble dhpesbl - Z=2 Cnupanb 30° - CTI gnuHHbIE

End Mills - Z=2 Helix 30° - Internal standard long

62L

62LA

O6nacTtb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

N

AR

8

1

®

066

00
L2 L1

©0OC

D. 62LA
h10 h6 C nokpbiTnem / Coated
3 18 60 3 62L.030 62L.030A
4 20 60 4 62L.040 62L.040A
5 25 62 5 62L.050 62L.050A
6 30 70 6 62L.060 62L.060A
8 35 79 8 62L.080 62L.080A
10 40 89 10 62L.100 62L.100A
12 50 100 12 62L.120 62L.120A
14 58 125 14 62L.140 62L.140A
16 58 125 16 62L.160 62L.160A
18 58 125 18 62L.180 62L.180A
20 60 125 20 62L.200 62L.200A
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KoHueBble dpe3bl - Z=2 Cnupanb 30° - CTI akcTpa ANUHHBbIE
End mills - Z=2 Helix 30° - Internal standard extra long

O6nacTtb npumeHeHus / Range of application

62XL 62XLA

ﬂ F: YyryH / Cast irons
L F1.1-1.5 F2.1-24

N

J
D2 62XL 62XLA
h6 C nokpbiTnem / Coated
3 25 75 3 62XL.030 62XL.030A
4 32 75 4 62XL.040 62XL.040A
5 38 100 5 62XL.050 62XL.050A
6 40 100 6 62XL.060 62XL.060A
8 45 100 8 62XL.080 62XL.080A
10 50 120 10 62XL.100 62XL.100A
12 60 150 12 62XL.120 62XL.120A
14 75 150 14 62XL.140 62XL.140A
16 75 150 16 62XL.160 62XL.160A
18 75 150 18 62XL.180 62XL.180A
20 75 150 20 62XL.200 62XL.200A
188 Paboune napameTpbl cM. cTpaHuua 182
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Cdrepuyeckue koHueBble ¢ppesbl - Z=2 Cnupanb 30° - DIN 6527-L
Ball nose end mills - Z=2 Helix 30° - Similar to DIN 6527-L

\ O6nacte npumeHeHus / Range of application

62R 62RA 62RW | |62RWA

C: Cranb / Steels
C1.1-1 C2.1-24 C3.1-3.2 C4.1-4.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

Dc L2 L1 D2 r 62R 62RA 62RW 62RWA
h10 h6 C nokpbiTem/Coated C nokpbiTrem/Coated
2 6 40 2 1 62R.020020640 62R.020020640A
2,5 7 40 2,5 1,25 62R.025250740 62R.025250740A
3 7 57 6 1,5 62R.030060757 62R.030060757A 62RW.030060757 62RW.030060757A
3 8 40 8 1,5 62R.030030840 62R.030030840A
3,5 8 40 3,5 1,75 62R.035350840 62R.035350840A
4 8 57 6 2 62R.040060857 62R.040060857A 62RW.040060857 62RW.040060857A
4 10 40 4 2 62R.040041040 62R.040041040A
4,5 10 50 4,5 2,25 62R.045451050 62R.045451050A
5 12 50 5 2,5 62R.050051250 62R.050051250A
55 12 50 515 2,75 62R.055551250 62R.055551250A
6 10 57 6 3 62R.060061057 62R.060061057A 62RW.060061057 62RW.060061057A
6 14 50 6 & 62R.060061450 62R.060061450A
6,5 14 50 6,5 3,25 62R.065651450 62R.065651450A
7 15 60 7 SIS 62R.070071560 62R.070071560A
8 16 63 8 4 62R.080081663 62R.080081663A 62RW.080081663 62RW.080081663A
9 18 63 9 4,5 62R.090091863 62R.090091863A
10 19 72 10 5 62R.100101972 62R.100101972A 62RW.100101972 62RW.100101972A
11 22 72 11 585 62R.110112272 62R.110112272A
12 22 83 12 6 62R.120122283 62R.120122283A 62RW.120122283 62RW.120122283A
13 22 83 13 6,5 62R.130132283 62R.130132283A
14 22 83 14 7 62R.140142283 62R.140142283A 62RW.140142283 62RW.140142283A
15 26 92 15 7,5 62R.150152692 62R.150152692A
16 26 92 16 8 62R.160162692 62R.160162692A 62RW.160162692 62RW.160162692A
18 26 92 18 9 62R.180182692 62R.180182692A 62RW.180182692 62RW.180182692A
20 32 104 20 10 62R.2002032104 62R.2002032104A 62RW.2002032104 62RW.2002032104A
25 45 120 25 12,5 62R.2502545120 62R.2502545120A 62RW.2502545120 62RW.2502545120A
Paboure napameTpbl cM. cTpaHuua 182 189

For working-parameters see page 182



Cdrepuyeckune koHueBble ¢hpesbl - Z=2 Cnupanb 45° - DIN 6527-L
Ball nose end mills - Z=2 Helix 45° - DIN 6527-L

62R-
45°

62R-
45°A

62RW-
45°

62RW-
45°A

Ob6nactb npumeHeHunst / Range of application

A: Nerkue cnna.ebl / Light alloys
A1.3-1.6 A2.4-27 A3.1-3.2 A4.1-4.2

C: Cranb / Steels

C1.1-1.8 C2.1-23 C41

E: Tutan / Titanium

E2.1

F: YyryH / Cast irons
F1.1-1.2 F1.4-1.5 F21-24

D2

r

L2
l L1

| S

BDORBBDOC

— ]

D. L2 L1 D2 r 62R-45° 62R-45°A 62RW-45° 62RW-45°A
h10 h6 C nokpbiTuem / Coated C nokpbiTrem / Coated
3 7 57 6 1,5 62R.030060757-45° | 62R.030060757-45°A | 62RW.030060757-45° | 62RW.030060757-45°A
4 8 57 6 2 62R.040060857-45° | 62R.040060857-45°A | 62RW.040060857-45° | 62RW.040060857-45°A
5 10 57 6 2,5 62R.050061057-45° | 62R.050061057-45°A | 62RW.050061057-45° | 62RW.050061057-45°A
6 10 57 6 3 62R.060061057-45° | 62R.060061057-45°A | 62RW.060061057-45° | 62RW.060061057-45°A
7 13 63 8 3,5 62R.070081363-45° | 62R.070081363-45°A | 62RW.070081363-45° | 62RW.070081363-45°A
8 16 63 8 4 62R.080081663-45° | 62R.080081663-45°A | 62RW.080081663-45° | 62RW.080081663-45°A
9 16 72 10 4,5 62R.090101672-45° | 62R.090101672-45°A | 62RW.090101672-45° | 62RW.090101672-45°A
10 19 72 10 5 62R.100101972-45° | 62R.100101972-45°A | 62RW.100101972-45° | 62RW.100101972-45°A
11 22 83 12 55 62R.110122283-45° 62R.110122283-45°A | 62RW.110122283-45° | 62RW.110122283-45°A
12 22 83 12 6 62R.120122283-45° | 62R.120122283-45°A | 62RW.120122283-45° | 62RW.120122283-45°A
14 22 83 14 7 62R.140142283-45° | 62R.140142283-45°A | 62RW.140142283-45° | 62RW.140142283-45°A
16 26 92 16 8 62R.160162692-45° | 62R.160162692-45°A | 62RW.160162692-45° | 62RW.160162692-45°A
18 26 92 18 9 62R.180182692-45° | 62R.180182692-45°A | 62RW.180182692-45° | 62RW.180182692-45°A
20 32 104 20 10 62R.2002032104-45° | 62R.2002032104-45°A | 62RW.2002032104-45° | 62RW.2002032104-45°A
25 45 120 25 12,5 62R.2502545120-45° | 62R.2502545120-45°A | 62RW.2502545120-45° | 62RW.2502545120-45°A
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Cdrepuyeckue koHueBble ¢pesbl - Z=2 Cnupanb 30° - CTIN agnnHHbIE
Ball nose end mills - Z=2 Helix 30° - Internal standard long

O6nacTtb npumeHeHns / Range of application

o T SWE e e

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

L2
/ v
- O @)
< L1/ :

A 4

J
] o
WN @ ;
Uberlang BHHI J @ @ @ v
D. L2 L1 D2 r 62RL 62RLA
h10 h6 C nokpbiTnem / Coated

3 18 60 3 1,5 62RL.030 62RL.030A

4 20 60 4 2 62RL.040 62RL.040A

5 25 62 5 2,5 62RL.050 62RL.050A

6 30 70 6 & 62RL.060 62RL.060A

8 35 79 8 4 62RL.080 62RL.080A
10 40 89 10 & 62RL.100 62RL.100A 2 -
12 50 100 12 6 62RL.120 62RL.120A 07
14 58 125 14 7 62RL.140 62RL.140A
16 58 125 16 8 62RL.160 62RL.160A
18 58 125 18 9 62RL.180 62RL.180A
20 60 125 20 10 62RL.200 62RL.200A
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Cdrepuyeckue koHueBble ¢ppesbl - Z=2 Cnupanb 30° - CTI akcTpa ANUHHbIE
Ball nose end mills - Z=2 Helix 30° - Internal standard extra long

O6nacTtb npumeHeHuns / Range of application

T T EEET e

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

-

—

=) @)

{

J J
] o
WN @
D. L2 L1 D2 r 62RXL 62RXLA
h10 h6 C nokpbiTnem / Coated
3 25 75 3 1,5 62RXL.030 62RXL.030A
4 32 75 4 2 62RXL.040 62RXL.040A
5 38 100 5 2,5 62RXL.050 62RXL.050A
6 40 100 6 3 62RXL.060 62RXL.060A
8 45 100 8 4 62RXL.080 62RXL.080A
10 50 120 10 5 62RXL.100 62RXL.100A
12 60 150 12 6 62RXL.120 62RXL.120A
14 75 150 14 7 62RXL.140 62RXL.140A
16 75 150 16 8 62RXL.160 62RXL.160A
18 75 150 18 9 62RXL.180 62RXL.180A
20 75 150 20 10 62RXL.200 62RXL.200A
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3-x 3ybble KOHUeBble dpe3bl |
3 flutes end mills

WL RS |




KoHueBble thpesbl - Z=3 “PIRANA”- ¢ HepaBHOMEPHBLIM LIArOM pexyLueil KPOMKMU 1 Yriom
HaknoHa nuHum 3y6a - DIN 6527-L
End Mills - Z=3 “PIRANA”-SQ uneven division of cutting edges and helix angle - DIN 6527-L

Ob6nactb npumeHeHusi / Range of application

63I1SQ 63I1SQC

A: Nerkne cnna.ebl / Light alloys
A1.3-1.6 A2.4-27 A3.1-3.2 A4.1-4.2

C: Cranb / Steels
C1.1-1.8 C2.1-24 C4A1

E: Tutan / Titanium
E1.1-1.2 E2.1

F: YyryH / Cast irons
F1.1-1.2 F1.4-1.5 F21-24

L2
& <
A
le L1 » Y
A\ J
VI N (% &
-> 27 >
D. L2 L1 D2 63I1SQ 631SQC
h10 h6 C nokpbiTnem / Coated C nokpbiTem / Coated
3 7 57 6 631SQ.030 631SQ.030C
4 57 6 631SQ.040 631SQ.040C
5 10 57 6 631SQ.050 631SQ.050C
6 10 57 6 631SQ.060 631SQ.060C
8 16 63 8 631SQ.080 631SQ.080C
10 19 72 10 631SQ.100 631SQ.100C
12 22 83 12 631SQ.120 631SQ.120C
14 22 83 14 631SQ.140 631SQ.140C
16 26 92 16 631SQ.160 631SQ.160C
20 32 104 20 631SQ.200 631SQ.200C

0 Mo TpeboBaHuio n3rotaBnMeatoTcs ppesbl 0T 8 MM C KaHanom nogayun oxnaxagatowen xmnakoctu. [lobaeuts B 3akase Ne.. iK
B On request from 8 mm also available with “coolant ducts”. - Add at the end of the Order No ... iK
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KoHuesble ppesbi- Z=3 “PIRANA”-SQ ¢ HepaBHOMEPHbIM LIArOM PeXyLLei KPOMKMN 1 YrHoM

HaknoHa nuHum 3y6a - DIN 6527-L

End Mills - Z=3 “PIRANA”-SQ uneven division of cutting edges and helix angle - DIN 6527-L

63TISQ

63TISQC

A: INerkune cnna.ebl / Light alloys

C: Cranb / Steels
C1.1-1.8 C2.1-24 C4A1

E: TutaH / Titanium
E1.1-1.2 E2.1

F: YyryH / Cast irons
F1.1-1.2 F1.4-1.5 F21-24

O6nactb npumeHeHust / Range of application

A13-16 A24-27 A31-32 A4.1-42

D2

L2
D;TT} E
r< e L1

DO

1)

D. L2 L1 D2 r 63TISQ 63TISQC
h10 h6 C nokpbiTnem / Coated
3 7 57 6 0,3 63TISQ.030 63T1SQ.030C
4 8 57 6 0,4 63TISQ.040 63TISQ.040C
5 10 57 6 0,5 63TISQ.050 63TISQ.050C
6 10 57 6 1,0 63TISQ.060 63TISQ.060C
8 16 63 8 1,0 63TISQ.080 63TISQ.080C
10 19 72 10 1,5 63TISQ.100 63TISQ.100C
12 22 83 12 1,5 63TISQ.120 63TISQ.120C
14 22 83 14 1,5 63TISQ.140 63TISQ.140C
16 26 92 16 2,0 63TISQ.160 63TISQ.160C
20 32 104 20 2,0 63TISQ.200 63TISQ.200C

0 Mo TpeboBaHuMio n3rotaenMeatoTcs ppesbl 0T 8 MM C KaHanoMm nogayv oxnaxagatoLllen xuakoctu. [JobasmTb B 3akase Ne ... iK
B On request from 8 mm also available with “coolant ducts”. - Add at the end of the Order No ... iK
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KoHueBble cpesbl - Z=3 Cnupanb 30° - CTIN
End mills - Z=3 Helix 30° - Internal standard

63 63A

63W

63WA

O6nacTb npumeHeHus / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

D2

L2
5|
L L1
le

Yy

SIS

D. L2 L1 D2 63 63A 63W 63WA

h10 h6 a C nokpbiTem/Coated a C nokpbiTrem/Coated

2 6 40 2 63.020020640 63.020020640A

2 3 50 6 63.020060350 63.020060350A 63W.020060350 63W.020060350A

25 7 40 2,5 | 63.025250740 63.025250740A

3 7 57 6 63.030060757 63.030060757A 63W.030060757 63W.030060757A

3 10 40 3 63.030031040 63.030031040A

3,5 10 40 3,5 | 63.035351040 63.035351040A

4 8 57 6 63.040060857 63.040060857A 63W.040060857 63W.040060857A

4 11 40 4 63.040041140 63.040041140A

4,5 11 50 4.5 63.045451150 63.045451150A

5 13 50 5 63.050051350 63.050051350A

5,5 13 50 5,5 | 63.055551350 63.055551350A

6 10 57 6 63.060061057 63.060061057A 63W.060061057 63W.060061057A

6 16 50 6 63.060061650 63.060061650A 63W.060061650 63W.060061650A

6,5 16 50 6,5 | 63.065651650 63.065651650A

7 16 60 7 63.070071660 63.070071660A

8 16 63 8 63.080081663 63.080081663A 63W.080081663 63W.080081663A

9 19 63 9 63.090092063 63.090092063A

10 19 72 10 63.100101972 63.100101972A 63W.100101972 63W.100101972A

11 22 72 11 63.110112272 63.110112272A

12 22 83 12 63.120122283 63.120122283A 63W.120122283 63W.120122283A

13 26 83 13 63.120132683 63.120132683A

14 22 83 14 63.140142283 63.140142283A 63W.140142283 63W.140142283A

15 26 92 15 63.120152692 63.120152692A

16 26 92 16 63.160162692 63.160162692A 63W.160162692 63W.160162692A

18 26 92 18 63.180183292 63.180183292A 63W.180183292 63W.180183292A

20 32 104 20 63.2002032104 63.2002032104A 63W.2002032104 63W.2002032104A

25 45 120 25 63.2502545120 63.2502545120A 63W.2502545120 63W.2502545120A
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KoHueBble hpe3bl - Z=3 Cnupanb 45° - DIN 6527-L
End mills - Z=3 Helix 45° - DIN 6527-L

63-
45°

63-
45°A

63W-
45°

63W-
45°A

O6nacTtb npumeHenns / Range of application

A: Nerkue cnnas.ebl / Light alloys

A13-1.6 A24-27 A3.1-32 A4.1-42

C: Cranb / Steels

C1.1-1.8 C2.1-2.3 C4A1

E: Tutan / Titanium

E1.1-1.2 E2A1

F: YyryH / Cast irons

F1.1-1.2 F1.4-15 F21-24

L2

D2

@

1

HORPODED

— ]

D. L2 L1 D2 63-45° 63-45°A 63W-45° 63W-45°A
h10 h6 C nokpbiTrem/Coated C nokpbiTrem/Coated
3 7 57 6 63.030060757-45° 63.030060757-45°A 63W.030060757-45° | 63W.030060757-45°A
4 8 57 6 63.040060857-45° 63.040060857-45°A 63W.040060857-45° | 63W.040060857-45°A
5 10 57 6 63.050061057-45° 63.050061057-45°A 63W.050061057-45° | 63W.050061057-45°A
6 10 57 6 63.060061057-45° 63.060061057-45°A 63W.060061057-45° | 63W.060061057-45°A
7 13 63 8 63.070081363-45° 63.070081363-45°A 63W.070081363-45° | 63W.070081363-45°A
8 16 63 8 63.080081663-45° 63.080081663-45°A 63W.080081663-45° | 63W.080081663-45°A
9 16 72 10 63.090101672-45° 63.090101672-45°A 63W.090101672-45° | 63W.090101672-45°A
10 19 72 10 63.100101972-45° 63.100101972-45°A 63W.100101972-45° | 63W.100101972-45°A
12 22 83 12 63.120122283-45° 63.120122283-45°A 63W.120122283-45° | 63W.120122283-45°A
14 22 83 14 63.140142283-45° 63.140142283-45°A 63W.140142283-45° | 63W.140142283-45°A
16 26 92 16 63.160162692-45° 63.160162692-45°A 63W.160162692-45° | 63W.160162692-45°A
18 32 92 18 63.180183292-45° 63.180183292-45°A 63W.180183292-45° | 63W.180183292-45°A
20 32 104 20 63.2002032104-45° 63.2002032104-45°A | 63W.2002032104-45° | 63W.2002032104-45°A
25 45 120 25 63.2502545120-45° 63.2502545120-45°A | 63W.2502545120-45° | 63W.2502545120-45°A
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KoHueBble dpe3bl - Z=3 Cnupanb 30° - CTI gnuHHbIE
End mills - Z=3 Helix 30° - Internal standard long

63LA

[[

N

O6nacTtb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

D2

e

L2
S|
l« L1 7/

WN HH
Uberlang

Q) OOEE

D. L2 L1 63LA
h10 h6 C nokpbiTnem / Coated
3 18 60 3 63L.030 63L.030A
4 20 60 4 63L.040 63L.040A
5 25 62 5 63L.050 63L.050A
6 30 70 6 63L.060 63L.060A
8 35 79 8 63L.080 63L.080A
10 40 89 10 63L.100 63L.100A
12 50 100 12 63L.120 63L.120A
14 58 125 14 63L.140 63L.140A
16 58 125 16 63L.160 63L.160A
18 58 125 18 63L.180 63L.180A
20 60 125 20 63L.200 63L.200A
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KoHueBble dpe3bl - Z=3 Cnupanb 30° - CTI akcTpa ANUHHbIE
End mills - Z=3 Helix 30° - Internal standard extra long

63XL

|

[

63XLA

O6nacTb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

D2

e L2
<, T \
e L1 7/

A 4

ed

A\ J A J \\
10°
WN =
D. L2 L1 D2 63XL 63XLA
h10 h6 C nokpbiTnem / Coated
3 25 75 3 63XL.030 63XL.030A
4 32 75 4 63XL.040 63XL.040A
5 38 100 5 63XL.050 63XL.050A
6 40 100 6 63XL.060 63XL.060A
8 45 100 8 63XL.080 63XL.080A
10 50 120 10 63XL.100 63XL.100A
12 60 150 12 63XL.120 63XL.120A
14 75 150 14 63XL.140 63XL.140A
16 75 150 16 63XL.160 63XL.160A
18 75 150 18 63XL.180 63XL.180A
20 75 150 20 63XL.200 63XL.200A
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Cdrepuyeckue koHueBble ¢pesbl - Z=3 Cnupanb 30° - CTI
Ball nose end mills - Z=3 Helix 30° - Internal standard

63R

63RA

63RW

63RWA

O6nacTtb npumeHenns / Range of application

C: Ctanb / Steels

C1.1-18 C2.1-24 C3.1-3.2 C4.1-42

F: YyryH / Cast irons

F1.1-1.5 F2.1-24

L2
A
¢l = »
A\ J S J S J S J
) (] N@CT =
U HA HB /‘ P

D. L2 L1 D2 r 63R 63RA 63RW 63RWA

h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated
2 6 40 2 1 63R.020020640 63R.020020640A

25 7 40 2,5 1,25 63R.025250740 63R.025250740A

3 7 57 6 1,5 63R.030060757 63R.030060757A 63RW.030060757 63RW.030060757A
3 10 40 3 1,5 63R.030031040 63R.030031040A

3,5 10 40 3,5 1,75 63R.035351040 63R.035351040A

4 8 57 6 2 63R.040060857 63R.040060857A 63RW.040060857 63RW.040060857A
4 11 40 4 2 63R.040041140 63R.040041140A

4,5 11 50 4,5 2,25 63R.045451150 63R.045451150A

5 13 50 5 2,5 63R.050051350 63R.050051350A

5,5 13 50 515) 2,75 63R.055551350 63R.055551350A

6 10 57 6 3 63R.060061057 63R.060061057A 63RW.060061057 63RW.060061057A
6 16 50 6 3 63R.060061650 63R.060061650A

7 16 60 7 3,5 63R.070071660 63R.070071660A

8 16 63 8 4 63R.080081663 63R.080081663A 63RW.080081663 63RW.080081663A
9 19 63 9 4,5 63R.090091963 63R.090091963A
10 19 72 10 5 63R.100101972 63R.100101972A 63RW.100101972 63RW.100101972A
11 22 72 11 55 63R.110112272 63R.110112272A
12 22 83 12 6 63R.120122283 63R.120122283A 63RW.120122283 63RW.120122283A
14 22 83 14 7 63R.140142283 63R.140142283A 63RW.140142283 63RW.140142283A
16 26 92 16 8 63R.160162692 63R.160162692A 63RW.160162692 63RW.160162692A
18 26 92 18 9 63R.180182692 63R.180182692A 63RW.180182692 63RW.180182692A
20 32 104 20 10 63R.2002032104 63R.2002032104A 63RW.2002032104 63RW.2002032104A
25 45 120 25 12,5 63R.2502545120 63R.2502545120A 63RW.2502545120 63RW.2502545120A

Paawmep 6onbwni @ 12 mm cootBetctByeT DIN 6527-L / Sizes bigger than @ 12 mm correspond to DIN 6527-L
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Cdrepuyeckue koHueBble ¢pesbl - Z=3 Cnupanb 30°

Ball nose end mills - Z=3 Helix 30° - Internal standard long

- CTMN gnuHHbIE

63RL

-

63RLA

O6nacTtb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F21-24

N

L2
JoRETT(E) @
r” e

DQ@OE

N le —
liberlang B H / - <
D. L2 L1 D2 r 63RL 63RLA
h10 h6 C nokpbiTnem / Coated
3 18 60 3 1,5 63RL.030 63RL.030A
4 20 60 4 2 63RL.040 63RL.040A
5 25 62 5 2,5 63RL.050 63RL.050A
6 30 70 6 3 63RL.060 63RL.060A
8 35 79 8 4 63RL.080 63RL.080A
10 40 89 10 5 63RL.100 63RL.100A
12 50 100 12 6 63RL.120 63RL.120A
14 58 125 14 7 63RL.140 63RL.140A
16 58 125 16 8 63RL.160 63RL.160A
18 58 125 18 9 63RL.180 63RL.180A
20 60 125 20 10 63RL.200 63RL.200A
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Cdrepuyeckue koHueBble ¢pesbl - Z=3 Cnupanb 30°

Ball nose end mills - Z=3 Helix 30° - Internal standard extra long

- CTIN akcTpa ANUHHbIE

63RXL

63RXLA

O6nacTtb npumeHeHuns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

L2

L@ s

D @

Yy

J
] o
w~ N <,
eXtraIang BHHH » @ @ @ CI
D. L2 L1 D2 r 63RXL 63RXLA
h10 h6 C nokpbiTnem / Coated
3 25 75 3 1,5 63RXL.030 63RXL.030A
4 32 75 4 2 63RXL.040 63RXL.040A
5 38 100 5 2,5 63RXL.050 63RXL.050A
6 40 100 6 3 63RXL.060 63RXL.060A
8 45 100 8 4 63RXL.080 63RXL.080A
10 50 120 10 5 63RXL.100 63RXL.100A
12 60 150 12 6 63RXL.120 63RXL.120A
14 75 150 14 7 63RXL.140 63RXL.140A
16 75 150 16 8 63RXL.160 63RXL.160A
18 75 150 18 9 63RXL.180 63RXL.180A
20 75 150 20 10 63RXL.200 63RXL.200A
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KoHycHble KoHUeBble (hppe3bl- Z=3 - NOCTOAHHbLIN Yron HaknoHa nuHum 3y6a - CTI
Taper end mills - Z=3 - constant spiral angle - Internal standard

63K

63KA

O6nactb npumeHenns / Range of application

C: Cranb / Steels

C1.1-18 C2.1-24 C3.1-3.2 C4.1-42

E: Tutan / Titanium
E2.1 E2.3

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

)

L2 | %
SN

OO0V OEOE

D. L2 L1 D2 = | 63K 63KA
h10 h6 a C nokpbiTrem / Coated
4,5 20 57 6 1° 63K.06-1° 63K.06-1°A
6 30 63 8 1° 63K.08-1° 63K.08-1°A
8 30 72 10 1° 63K.10-1° 63K.10-1°A

10 B35 83 12 1° 63K.12-1° 63K.12-1°A
12 35 83 14 1° 63K.14-1° 63K.14-1°A
14,5 45 92 16 1° 63K.16-1° 63K.16-1°A
16 55 100 18 1° 63K.18-1° 63K.18-1°A
18 55) 104 20 1° 63K.20-1° 63K.20-1°A

25 20 57 6 3° 63K.06-3° 63K.06-3°A
4 30 63 8 & 63K.08-3° 63K.08-3°A
6 30 72 10 3° 63K.10-3° 63K.10-3°A
8 35 83 12 & 63K.12-3° 63K.12-3°A

10 35 83 14 3° 63K.14-3° 63K.14-3°A
1,3 45 92 16 3° 63K.16-3° 63K.16-3°A
12 55 100 18 3° 63K.18-3° 63K.18-3°A
14,2 55 104 20 & 63K.20-3° 63K.20-3°A

2,5 20 57 6 5° 63K.06-5° 63K.06-5°A
5 25 63 8 5 63K.08-5° 63K.08-5°A
3,5 30 72 10 5° 63K.10-5° 63K.10-5°A
4 69 83 12 5" 63K.12-5° 63K.12-5°A
8 35 83 14 5° 63K.14-5° 63K.14-5°A
9 40 92 16 OF 63K.16-5° 63K.16-5°A

11 40 100 18 5° 63K.18-5° 63K.18-5°A
12 45 104 20 5" 63K.20-5° 63K.20-5°A
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KoHycHble chepuyeckme KoHueBble (hppe3bl- Z=3 - NOCTOAHHbLIN Yron HaknoHa NnMHun 3yb6a
-CTn
Taper ball nose end mills - Z=3 - constant spiral angle - Internal standard

\ O6nactb npumeHeHus / Range of application

63KR 63KRA

C: Ctanb / Steels
C1.1-1.8 C2.1-24 C3.1-3.2 C4.1-4.2

E: TutaH / Titanium
E2.1 E23

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

%

\%\
~ A
ﬁi@ =
r }4 L

1

Dc L2 L1 D2 r a 63KR 63KRA
h10 h6 a C nokpbiTnem / Coated
4,5 20 57 6 2,25 1° 63KR.06-1° 63KR.06-1°A
6 30 63 8 8 1° 63KR.08-1° 63KR.08-1°A
8 30 72 10 4 1° 63KR.10-1° 63KR.10-1°A

10 35 83 12 5 1° 63KR.12-1° 63KR.12-1°A
12 35 83 14 6 1° 63KR.14-1° 63KR.14-1°A
14,5 45 92 16 7,25 1° 63KR.16-1° 63KR.16-1°A
16 55 100 18 8 1° 63KR.18-1° 63KR.18-1°A
18 55 104 20 9 1° 63KR.20-1° 63KR.20-1°A
2,5 20 57 6 1,25 3° 63KR.06-3° 63KR.06-3°A
4 30 63 8 2 3° 63KR.08-3° 63KR.08-3°A
6 30 72 10 3 3° 63KR.10-3° 63KR.10-3°A
8 85 83 12 4 & 63KR.12-3° 63KR.12-3°A
10 35 83 14 5 3° 63KR.14-3° 63KR.14-3°A
1,2 45 92 16 5,6 & 63KR.16-3° 63KR.16-3°A
12 55 100 18 6 3° 63KR.18-3° 63KR.18-3°A
14 55 104 20 7 & 63KR.20-3° 63KR.20-3°A

2,5 20 57 6 1,25 5° 63KR.06-5° 63KR.06-5°A
3 25 63 8 1,5 5 63KR.08-5° 63KR.08-5°A
3,5 30 72 10 1,75 5° 63KR.10-5° 63KR.10-5°A
4 35 83 12 2 5 63KR.12-5° 63KR.12-5°A
8 35 83 14 4 5° 63KR.14-5° 63KR.14-5°A
9 40 92 16 4,5 & 63KR.16-5° 63KR.16-5°A

11 40 100 18 55 5° 63KR.18-5° 63KR.18-5°A
12 45 104 20 6 & 63KR.20-5° 63KR.20-5°A
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4-x 3yOble KOHLeBble hpe3bl
4 flutes end mills |
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KoHueBble cpesbl - Z=4 Cnupanb 30° - CTIN
End mills - Z=4 Helix 30° - Internal standard

\ O6nactb npumeHeHus / Range of application

64 64A 64W 64WA

C: Ctanb / Steels
C1.1-1.8 C21-24 C3.1-3.2 C4.1-4.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

wd

A
-~

D2

L2
& ®

DS

F L1

Oa0

\/
7%

QBHOOOE

D. L2 L1 D2 64 64A 64W 64WA
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated
2 6 40 2 64.020020640 64.020020640A
2 4 50 6 64.020060450 64.020060450A
25 7 40 2,5 64.025250740 64.025250740A
3 8 57 6 64.030060857 64.030060857A 64W.030060857 64W.030060857A
3 10 40 3 64.030031040 64.030031040A
3,5 10 40 & 64.035351040 64.035351040A
4 11 40 4 64.040041140 64.040041140A
4 11 57 6 64.040061157 64.040061157A 64\W.040061157 64W.040061157A
4,5 11 50 4,5 64.045451150 64.045451150A
5) 13 50 5 64.050051350 64.050051350A
5,5 13 50 55 64.055551350 64.055551350A
6 13 57 6 64.060061357 64.060061357A 64W.060061357 64W.060061357A
6 16 50 6 64.060061650 64.060061650A
6,5 16 50 6,5 64.065651650 64.065651650A
7 16 60 7 64.070071660 64.070071660A
8 19 63 8 64.080081963 64.080081963A 64W.080081963 64\W.080081963A
9 19 63 9 64.090091963 64.090091963A
10 22 72 10 64.100102272 64.100102272A 64\W.100102272 64W.100102272A
11 22 72 11 64.110112272 64.110112272A
12 26 83 12 64.120122683 64.120122683A 64W.120122683 64W.120122683A
13 26 83 13 64.130132683 64.130132683A
14 26 83 14 64.140142683 64.140142683A 64W.140142683 64W.140142683A
15 26 92 15 64.150152692 64.150152692A
16 32 92 16 64.160163292 64.160163292A 64\W.160163292 64W.160163292A
18 32 92 18 64.180183292 64.180183292A 64\W.180183292 64W.180183292A
20 38 104 20 64.2002038104 64.2002038104A 64\W.2002038104 64W.2002038104A
25 45 120 25 64.2502545120 64.2502545120A 64\W.2502545120 64W.2502545120A
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KoHueBble dpe3bl - Z=4 Cnupanb 30° - CTI gnuHHbIE
End mills - Z=4 Helix 30° - Internal standard long

64L

64LA

[
7)

O6nacTtb npumeHeHus / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

S

r=|
f

€
e

L1

A 4

*®

Q) OHEE

D. L2 L1 63LA
h10 h6 C nokpbiTnem / Coated
3 18 60 3 64L.030 64L.030A
4 20 60 4 64L.040 64L.040A
5 25 62 5 64L.050 64L.050A
6 30 70 6 64L.060 64L.060A
8 35 79 8 64L.080 64L.080A
10 40 89 10 64L.100 64L.100A
12 50 100 12 64L.120 64L.120A
14 58 125 14 64L.140 64L.140A
16 58 125 16 64L.160 64L.160A
18 58 125 18 64L.180 64L.180A
20 60 125 20 64L.200 64L.200A
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KoHueBble dpesbl - Z=4 Cnupanb 30°- CTI akcTpa ANUHHLbIE
End mills - Z=4 Helix 30° - Internal standard extra long

O6nacTtb npumeHeHns / Range of application

e Tl R e e

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

SO0BOBE

D. 64XL 64XLA
h10 h6 C nokpbiTnem / Coated

3 25 75 3 64XL.030 64XL.030A
4 32 75 4 64XL.040 64XL.040A
5 38 100 5 64XL.050 64XL.050A
6 40 100 6 64XL.060 64XL.060A
8 45 100 8 64XL.080 64XL.080A

10 50 120 10 64XL.100 64XL.100A

12 60 150 12 64XL.120 64XL.120A

14 75 150 14 64XL.140 64XL.140A

16 75 150 16 64XL.160 64XL.160A

18 75 150 18 64XL.180 64XL.180A

20 75 150 20 64XL.200 64XL.200A
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Cdrepuyeckue dpesnbl - Z=4 Cnupanb 30° - CTIN
Ball nose cutters - Z=4 Helix 30° - Internal standard

64R

64RA

64RW

64RWA

O6nacTtb npumeHenns / Range of application

C: Ctanu / Steels
C1.1-1.8 C21-24 C3.1-3.2 C4.1-4.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

Dc L2 L1 D2 r 64R 64RA 64RW 64RWA
h10 h6 C nokpbiTrem/Coated C nokpbITnem/Coated
2 6 40 2 1 64R.020020640 64R.020020640A
2,5 7 40 2,5 1,25 64R.025250740 64R.025250740A
57 1,5 64R.030060857 64R.030060857A 64RW.030060857 64RW.030060857A
10 40 1,5 64R.030031040 64R.030031040A
3,5 10 40 3,5 1,75 64R.035351040 64R.035351040A
4 11 40 4 2 64R.040041140 64R.040041140A
4 11 57 6 2 64R.040061157 64R.040061157A 64RW.040061157 64RW.040061157A
4,5 11 50 4,5 2,25 64R.045451150 64R.045451150A
13 50 5 2,5 64R.050051350 64R.050051350A
585 13 50 B85 2,75 64R.055551350 64R.055551350A
13 57 3 64R.060061357 64R.060061357A 64RW.060061357 64RW.060061357A
16 50 3 64R.060061650 64R.060061650A
6,5 16 50 6,5 3,25 64R.065651650 64R.065651650A
7 16 60 7 3,5 64R.070071660 64R.070071660A
8 19 63 8 4 64R.080081963 64R.080081963A 64RW.080081963 64RW.080081963A
9 19 63 9 4,5 64R.090091963 64R.090091963A
10 22 72 10 5 64R.100102272 64R.100102272A 64RW.100102272 64RW.100102272A
11 22 72 11 515) 64R.110112272 64R.110112272A
12 26 83 12 6 64R.120122683 64R.120122683A 64RW.120122683 64RW.120122683A
13 26 83 13 6,5 64R.130132683 64R.130132683A
14 26 83 14 7 64R.140142683 64R.140142683A 64RW.140142683 64RW.140142683A
15 26 92 15 7,5 64R.150152692 64R.150152692A
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Cdrepuyeckue dpesnbl - Z=4 Cnupanb 30° - CTIN
Ball nose cutters - Z=4 Helix 30° - Internal standard

D. L2 L1 D2 r 64R 64RA 64RW 64RWA
h10 h6 C nokpbiTnem/Coated C nokpbiTnem/Coated
16 32 92 16 8 64R.160163292 64R.160163292A 64RW.160163292 64RW.160163292A
18 32 92 18 9 64R.180183292 64R.180183292A 64RW.180183292 64RW.180183292A
20 38 104 20 10 64R.2002038104 64R.2002038104A 64RW.2002038104 64RW.2002038104A
25 45 120 25 12,5 64R.2502545120 64R.2502545120A 64WR.2502545120 64RW.2502545120A
211
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Cdrepuyeckue dpesbl - Z=4 Cnupanb 30° - CTI gnuHHbIE
Ball nose cutters - Z=4 Helix 30° - Internal standard long

64RL

64RLA

\ O6nactb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

e L2 .
| /) @
e L1 !

| .
= @) (D @ OO0 E

D. L2 L1 D2 r 64RL 64RLA
h10 h6 C nokpbiTnem / Coated
3 18 60 3 1,5 64RL.030 64RL.030A
4 20 60 4 2 64RL.040 64RL.040A
5 25 62 5 2,5 64RL.050 64RL.050A
6 30 70 6 3 64RL.060 64RL.060A
8 35 79 8 4 64RL.080 64RL.080A
10 40 89 10 5 64RL.100 64RL.100A
12 50 100 12 6 64RL.120 64RL.120A
14 58 125 14 7 64RL.140 64RL.140A
16 58 125 16 8 64RL.160 64RL.160A
18 58 125 18 9 64RL.180 64RL.180A
20 60 125 20 10 64RL.200 64RL.200A

212

Paboune napameTpbl cM. cTpaHuua 182
For working-parameters see page 182



Cdrepuyeckue dpesnbl - Z=4 Cnupanb 30° - CTI akcTpa ANUHHbIE
Ball nose cutters - Z=4 Helix 30° - Internal standard extra long

64RXL

64RXLA

O6nacTb npumeHeHus / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

[ /5] @

OO

5@ SIS
extralang /‘ —p
D. L2 L1 D2 r 64RXL 64RXLA
h10 h6 C nokpbiTnem / Coated
3 25 75 3 1,5 64RXL.030 64RXL.030A
4 32 75 4 2 64RXL.040 64RXL.040A
5 38 100 5 2,5 64RXL.050 64RXL.050A
6 40 100 6 & 64RXL.060 64RXL.060A
8 45 100 8 4 64RXL.080 64RXL.080A
10 50 120 10 ® 64RXL.100 64RXL.100A
12 60 150 12 6 64RXL.120 64RXL.120A
14 75 150 14 7 64RXL.140 64RXL.140A
16 75 150 16 8 64RXL.160 64RXL.160A
18 75 150 18 9 64RXL.180 64RXL.180A
20 75 150 20 10 64RXL.200 64RXL.200A
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MHoro3yo6ble KOHLUeBbIe (hpe3bl Ans YNCTOBOU 06paboTKu

Multi-flute finishing end mills



KoHueBble hpe3bl Z=6 Cnupanb 25° - Tun “H”
End mills - Z=6 Helix 25° - “H” design - Internal standard

66

66A

N

O6nacTtb npumeHeHns / Range of application

E: TutaHn / Titanium
E2.1 E2.3

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

le L2
s N
le L1

D2

®

BOBE)HEE

D. L2 L1 D2 Z 66 66A
h10 h6 « | C nokpbiTnem / Coated
3 12 40 3 6 66.030 66.030A
4 14 40 4 6 66.040 66.040A
5 18 50 5 6 66.050 66.050A
6 18 50 6 6 66.060 66.060A
7 22 60 7 6 66.070 66.070A
8 25 63 8 6 66.080 66.080A
9 25 63 9 6 66.090 66.090A
10 30 72 10 6 66.100 66.100A
11 30 72 11 6 66.110 66.110A
12 32 83 12 6 66.120 66.120A
14 32 83 14 6 66.140 66.140A
16 36 92 16 6 66.160 66.160A
18 40 92 18 6 66.180 66.180A
20 45 104 20 6 66.200 66.200A
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MHoro3y6blie KOHLeBble YUCTOBbIe Ppe3bl - HeYeTHOe YUCIo KaHaBok - CTI

Multi-flute finishing end mills - uneven number of flutes - Internal standard

66Z

66ZA

/)
v A
%,

O6nacTtb npumeHeHns / Range of application

E: Tutan/ / Titanium
E2.1 E2.3

D2

PueOOOC

D. L2 L1 D2 Z 66Z 66ZA
h10 h6 « | C nokpbiTnem / Coated
4 14 40 5 66Z.040 66Z.040A
5 18 50 5 66Z.050 66Z.050A
6 18 50 7 66Z.060 66Z.060A
8 25 63 7 66Z.080 66Z.080A
10 30 72 10 9 66Z.100 66Z.100A
12 32 83 12 9 66Z.120 66Z.120A
14 32 83 14 9 66Z.140 66Z.140A
16 36 92 16 11 66Z.160 66Z.160A
18 40 92 18 11 662.180 66Z.180A
20 45 104 20 13 66Z.200 66Z.200A
25 45 120 25 13 66Z.250 66Z.250A
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KoHueBble cpe3bl - Menkas Haceudka - cTpyxkonowm - CTI
End mills - Fine cut with chipbreaker - Internal standard

66M

66MA

N

O6nacTb npumeHeHus / Range of application

E: TutaH / Titanium
E2.2 E2.3

F: YyryH / Cast irons
F1.1-1.3 F2.1-24

D2

DHOWE)HEE )

D. L2 L1 D2 66M 66MA
h10 h6 | C nokpbiTnem / Coated
3 10 40 3 66M.030 66M.030A
4 11 40 4 66M.040 66M.040A
5 13 50 5 66M.050 66M.050A
6 16 50 6 66M.060 66M.060A
8 19 63 8 66M.080 66M.080A
10 22 72 10 66M.100 66M.100A
12 26 83 12 66M.120 66M.120A
16 32 92 16 66M.160 66M.160A
18 32 92 18 66M.180 66M.180A
20 38 104 20 66M.200 66M.200A
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Cdepunyeckune KoHueBble ppe3bl - Merikasi Haceyka - cTpykonom - CTI
Ball nose end mills - Fine cut with chipbreaker - Internal standard

O6nacTb npumeHeHus / Range of application

E: Tutan / Titanium
E2.1 E2.3

66MR 66MRA

F: YyryH / Cast irons
F1.1-1.3 F2.1-24

N

L2 . _
AL
=SS o~ O
i EP
r e L1 . e
™~ !
A J A J
] N &)
i iy

D. L2 L1 D2 r 66MR 66MRA
h10 h6 o C nokpbiTnem / Coated

3 10 40 3 1,5 66MR.030 66MR.030A

4 11 40 4 2 66MR.040 66MR.040A

5 13 50 5 2,2 66MR.050 66MR.050A

6 16 50 6 & 66MR.060 66MR.060A

8 19 63 8 4 66MR.080 66MR.080A
10 22 72 10 5 66MR.100 66MR.100A
12 26 83 12 6 66MR.120 66MR.120A
16 32 92 16 8 66MR.160 66MR.160A
18 18 92 18 9 66MR.180 66MR.180A
20 38 104 20 10 66MR.200 66MR.200A
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NpaBupoBanbHbIe pe3ubl 2
Engraving tools 11



prrn bleé 3aroToBKu

Round blanks

90

A: Nerkve cnnas.ebl / Light alloys
A1.1-1.6 A2.1-2.7 A3.1-3.2 A4.1-4.2

E: TutaH / Titanium

E1.1-1.3 E2.1-22

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

G: padout / Graphite

O6nacTtb npumeHeHus / Range of application

G1.1 G2A1
{ {0
< L1 N
A\ J
JLISIS

D. L1 D2 90

h6 h6

2 40 2 90.02040

2 100 2 90.020100

2,5 40 2,5 90.02540

2,5 100 2,5 90.025100

3 50 3 90.03050

3 100 3 90.030100

4 55 4 90.04055

4 100 4 90.040100

5 62 5 90.05062

5 100 5 90.050100

6 66 6 90.06066

6 100 6 90.060100

8 79 8 90.08079

8 100 8 90.080100
10 100 10 90.100100
12 100 12 90.120100
14 100 14 90.140100
16 100 16 90.160100
18 100 18 90.180100
20 100 20 90.200100
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MpaBMpoBanbHbIN pe3el, - OQHOCTOPOHHSASA 3aTO4Ka
Engraving tool preshaped on one side

O6nacTtb npumeHeHus / Range of application
91 A: Nerkue cnnas.ebl / Light alloys
A1.1-1.6 A2.1-2.7 A3.1-3.2 A4.1-4.2
E: Tutan / Titanium
E1.1-1.3 E2.1-2.2
F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4
G: 'padout / Graphite
G1.1 G241
D¢
le L1 . Vs
! . \ "
— 5 q
a
L2 '
e
A J
D. L2 L1 D2 91
h6 h6
2 3 40 2 91.02040
2 8 100 2 91.020100
2,5 3 40 2,5 91.02540
2,5 5 100 2,5 91.025100
3 4 50 3 91.03050
3 4 100 & 91.030100
4 5 55 4 91.04055
4 ) 100 4 91.040100
5 6 62 5 91.05062
5 6 100 5 91.050100
6 7 66 6 91.06066
6 7 100 6 91.060100
8 9 79 8 91.08079
8 9 100 8 91.080100
10 11 100 10 91.100100
12 13 100 12 91.120100
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paBupoBanbHbLIN pe3el - O4HOCTOPOHHSAA 3aTouka 90° - 60°
Engraving tool 90° - 60° shaped on one side

94-90°

94-60°

O6nactb npumeHenns / Range of application

A: Nerkue cnna.ebl / Light alloys
A1.1-1.6 A2.1-2.7 A3.1-3.2 A4.1-4.2

C: Cranb / Steels

C1.1-1.8 C2.1-24 C3.1-32 C4.1-4.2

E: TutaH / Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

G: 'padout / Graphite
G111 G21

L1

e

A 4

c
Yo
y

/ / ~ 8 4,
’ L2 !
A\ J A\
OIS
D. L2 L1 D2 94-90° 94-60°
h6 h6
2 3 40 2 94.02040-90° 94.02040-60°
3 4 50 3 94.03050-90° 94.03050-60°
3 4 100 3 94.030100-90° 94.030100-60°
4 5 55 4 94.04055-90° 94.04055-60°
4 5 100 4 94.040100-90° 94.040100-60°
5 6 62 5 94.05062-90° 94.05062-60°
6 7 66 6 94.06066-90° 94.06066-60°
6 7 100 6 94.060100-90° 94.060100-60°
8 9 79 8 94.08079-90° 94.08079-60°
8 9 100 8 94.080100-90° 94.080100-60°
10 11 100 10 94.100100-90° 94.100100-60°
12 13 100 12 94.120100-90° 94.120100-60°
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KBagpaTHble 3arotoBKu
Square blanks

200

AR

'y

A 4

H S L 200
mm mm mm

4 4 100 200.0404

5 5) 100 200.0505

6 6 100 200.0606

8 8 100 200.0808
10 10 100 200.1010
12 12 100 200.1212
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MpAmoyronbHbIe 3aroToBKU
Rectangular blanks

200

| S
e L ol PREIN
A\ J

H S L 200
mm mm mm

4 2 100 200.0204

5 2 100 200.0205

6 2 100 200.0206

8 2 100 200.0208
10 2 100 200.0210
12 2 100 200.0212

6 3 100 200.0306

8 3 100 200.0308
10 3 100 200.0310
12 3 100 200.0312

8 4 100 200.0408
10 4 100 200.0410
12 4 100 200.0412
10 5 100 200.0510
12 5 100 200.0512
16 5 100 200.0516

8 6 100 200.0608
10 6 100 200.0610
12 6 100 200.0612
16 6 100 200.0616
10 8 100 200.0810
12 8 100 200.0812
16 8 100 200.0816
20 8 100 200.0820
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Ceepna
" Drills




N

T aaNR P

YkasaTenb
Index
UHcTtpymeHT MNpynna 3: Tools Group 3: ApT. Ne CtpaHuua
Ceepna Drills Code Page
BeeneHue Introduction 230 + 237
) . ApT. Ne CtpaHuua
WHcTpymeHT Mpynna 3.1: Tools Group 3.1: Code Page
. 171
LleHTpoBoyHble cBepna A - 60° Center drills - Form A - 60° 17T1F 238
170-90°
LleHTpoBouHble cBepria 90°/120° Tun N - 90°/120° spotting drills - “N” design - Internal 170-90°F 239
ctn standard 170-120°
170-120°F
. . ApT. Ne CtpaHuua
WHcTpymeHT Mpynna 3.2: Tools Group 3.2: Code Page
Kopotkne VHM ctynenyatslie ceepna 90° Short solid carbide 90° step drill, for core 181 240
OnNsi CKB. OTB. U 3€HKOBaHWSA Nof pe3bdy hole plus countersink for machine tapping 181F
Kopotkune VHM ctynenyatsle ceepna 90° Short solid carbide 90° step drill, for core 182 241
NS CKB. OTB.M 3€HKOBaHWUsi Nod pe3bby hole plus countersink for thread forming 182F
ApT. Ne CtpaHuua
WHcTpymeHT Mpynna 3.3: Tools Gr BF
cTpyme pynna 3.3 ools Group 3.3 Code Page
Komb.nHCcTpymeHT anst ceepnenus/passept. | Combi drilling/reaming tool for reinforced 17
apMMpoBaHHbIX nnacTukos - CTT1 plastic fibres - Internal standard 17D 242
“DUO-K” “DUO-K”
Komb6.nHCcTpymeHT ans ceepneHus/passept. | Combi drilling/reaming tool for reinforced 217
apMmnpoBaHHbIX nnacTukos Z=4 - CTI1 plastic fibres - Internal standard Z=4 217D 243
“DUO-K” “DUO-K”
Drills for KEVLAR 118
-CTn 244
Ceepna no keanapy - C - Internal standard 118E
Csepna ¢ 2 npAMbIMWU KaHaBKamm 2 straight flute drills 150 245
- DIN 6539 - DIN 6539 150F
CBepna co B3avMHO neprneHaNKynsipHbIMU Star drills straight flute 162
PEXYLUMMM NE3BUAMM, NPSIMbIE KAHABKM 246
-DI - DIN 6539 162F
Ceepna ¢ 3 cnuparnbHbIMY KaHaBKamm 3 flute twist drills 163 248
- DIN 6539 - DIN 6539 163F
Csepna ¢ 2 cnvparnbHbIMW KaHaBKamu 2 flute twist drills 160 250
- DIN 6539 - DIN 6539 160F
Csepna ¢ 2 cnvpanbHbIMU KaHaBKamu 2 flute twist drills 161 252
- lang DIN 338 - long according to DIN 338 161F
Csepna cnuparbHble Mo YyryHy 1 nerkim Twist drills for cast iron and light alloys 165
cniasam 254
- DIN 6539 - DIN 6539 165F
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CBepna cnuparnbHbl€ MO YYryHy 1 nerkum

Twist drills for cast iron and light alloys

166

cnnasam, AnvHHble - DIN 338 - long according to DIN 338 166F 256
BbicokoadhdekTrBHbIE CnnpanbHbie, High performance twist drills-self centering - 172 258
camoLeHTpytowmecs ceepna - DIN 6539 DIN 6539 172F
BbicokoadhdekTmBHbIE CnMparbHble, High performance twist drills-self centering 173 260
camoueHTpytowmecs ceepna - CTT1 - WN 173F
BbicokoadhdekTrBHbIE cnnpanbHble ceeprna | High performance twist drills with coolant 175 262
¢ kaHanom COX, kopotkue - DIN 6537-K ducts-self centering-short acc. to DIN 6537-K 175F
BeicokoadbdekTmBHbIE cnnpanbHble ceepria | High performance twist drills with coolant 176 264
¢ kaHanom COXX, anunHHble - DIN 6537-L ducts-self centering-long acc. to DIN 6537-L 176F
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CkopocTb pe3aHus V. (m/min)
Cutting speed V. (m/min)

170-90°
171 | 17090°F | 181 182 117 217 118 150 162 162L 163
171F | 170120° | 181F | 182F | 117D | 217D | 118E | 150F | 162F | 162LF | 163F
170-120°F
V. (m/min) - 06/MuH - oNA cBepneHus 6e3 NOKpbITUA
® | f(mm) V. (m/min) - for drills without coating
AnoMuHuM - AntoMmHueBble cnnasbl - Meab - MeagHble cnnaBbl - MarHumn
Aluminium - Alu-alloys - Copper - Copper alloys - Magnesium

A11 1 K 130 130 130 130 - - - 150 - - 130
A1.2 1 K 140 140 140 140 - - - - - - 150
A13 1 H 130 130 130 130 - - - 150 - - -
A1.4 1 H 100 100 100 100 - - - - - - 100
A1.5 1 K 130 130 130 130 - - - 150 - - 120
A1.6 1 H 160 160 160 160 - = = = = = 120
A1.7 3 C 50 50 50 50 - - - - 50 42 60
A21 1 G 70 70 70 70 - - - - - - 85
A22 1 G 70 70 70 70 - - - 85 - - 85
A23 2 F 70 70 70 70 - - - 90 - - 90
A24 2 E 70 70 70 70 - - - - - - 90
A25 1 H 150 150 150 150 - - - 180 - - 200
A26 1 G 100 100 100 100 - - - - - - 100
A27 2 7 60 60 60 60 - - - 70 - - 70
A3.1 1 E 70 70 70 70 - - - - - - 70
A3.2 1 E 70 70 70 70 - - - - - - 70
A41 3 G *150 *150 *150 *150 - - - - - - *180
A4.2 8 G *150 *150 *150 *150 - - - *120 - - *180

1 G 90 90 90 90 - - - - - - 100
1 G 90 90 90 90 - - - - - - 100
1 G 85 85 85 85 - - - - - - 100
1 G 80 80 80 80 - - - 90 90 76 90
1 G 90 90 90 90 - - - 100 100 85 100
1 G 80 80 80 80 - - - 90 90 76 90
1 G 60 60 60 60 - - - 70 70 60 70
1 G 80 80 80 80 - - - 90 90 76 90
1 E 65 65 65 65 - - - 45 45 38 45
1 E 40 40 40 40 - - - 45 45 38 45
2 C 40 40 40 40 - - - 45 45 38 45
2 B 50 50 50 50 - - - 50 60 51 60
1 B 30 30 30 30 - - - - 40 34 40
2 A 25 25 25 25 - - - - 30 25 30
2 A - - - - - - - - 25 21 25
2 A - - - - - - - - - - 25
2 A - - - - - - - - - - 20
2 Cc 35 85] 55) 835) - - - - 40 34 40
2 C 25 25 25 25 - - - - 30 25 30
OxnaxaeHue 1 = dmynbcus 2 = Macno 3 = Bo3ayx (*3 = Tonbko 6e3 fo6aBoK)
Coolant 1= emulsion 2 =oil 3 = air (*3 = only air without additives)

¢ OxnaxgeHue

Coolant
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CkopocTb pe3aHusa V. (m/min)
Cutting speed V., (m/min)

164 | 160 | 161 | 165 | 166 | 172 | :‘;ﬂ) 174 | 174L | 175 | 176 | 177
164F | 160F | 161F | 165F | 166F | 172F f (mm) 174F (174LF | 175F | 176F | 177F
V. (m/min) - 06/MuH - onA cBepn 6e3 NOKPLITUA
¢ | f(mm) V. (m/min) - for drills without coating
AnoMuHuM - AntoMmHUeBbIe cnnasbl - Meab - MegHble cnnaBbl - MarHumn
Aluminium - Alu-alloys - Copper - Copper alloys - Magnesium
A11 1 K 130 150 130 160 140 130 K 150 127 220 220 220
A1.2 1 K 140 170 140 200 170 140 K 170 144 220 220 220
A13 1 H 130 150 130 160 140 130 K 150 127 200 200 200
A14 1 H 80 130 100 150 110 80 K 130 110 170 170 170
A1.5 1 K 140 150 130 160 140 140 K 150 127 200 200 200
A1.6 1 H 160 180 160 200 170 160 K 180 153 220 220 220
A17 3 C - 60 50 - - - D 70 59 - - -
A21 1 G 80 85 70 90 75 80 G 85 72 100 100 100
A22 1 G 80 85 70 90 75 80 G 85 72 100 100 100
A23 2 F 90 90 70 - - 90 G 90 76 100 100 100
A24 2 E 90 90 70 100 80 90 F 90 76 100 100 100
A25 1 H 140 180 150 - - 140 H 180 153 250 250 250
A 2.6 1 G 130 130 100 110 100 130 G 130 110 180 180 180
A27 2 F 60 70 60 80 70 60 F 70 59 100 100 100
A31 1 E 80 85 70 90 80 80 F 85 72 100 100 100
A3.2 1 E 80 85 70 70 60 80 F 85 72 100 100 100
A41 3 G *180 *180 *150 *200 *170 *180 H *180 *153 *220 *220 *220
A4.2 3 G *180 *180 *150 *200 *170 *180 H *180 *153 *220 *220 *220

1 G - 100 90 100 90 - G 110 93 120 120 120
1 G - 100 90 100 90 - G 110 93 120 120 120
1 G - 100 85 90 75 - H 100 85 140 140 140
1 G - 90 80 80 70 - H 90 76 100 100 100
1 G - 100 90 90 75 - G 110 93 120 120 120
1 G - 90 80 70 60 - H 100 85 110 110 110
1 G - 70 60 - - - G 75 63 90 90 90
1 G - 90 80 - - - H 90 76 100 100 100
1 E - 45 65 - - - F 80 68 90 90 90
1 E - 45 40 - - - F 65 55 60 60 60
2 C - 45 40 - - - D 50 42 55 55 55
2 B - 60 50 - - - © 65 55) 70 70 70
1 B - 40 30 - - - C 45 38 50 50 50
2 A - 30 25 - - - B 35 29 40 40 40
2 A - - - - - - B 30 25 30 30 30
2 A - - - - - - A 30 25 30 30 30
2 A - - - - - - A 25 21 25 25 25
2 © - 40 835 - - - D 50 42 60 60 60
2 C - 30 25 - - - D 60 51 70 70 70
OxnaxaeHue 1 = Omynbcusa 2 = Macno 3 = Bo3ayx (*3 = Tonbko 6e3 406aBOK)
Coolant 1=emulsion 2 =oil 3 = air (*3 = only air without additives)

¢ OxnaxageHue

Coolant
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W,

CkopocTb pe3saHusa V. (m/min)

Cutting speed V. (m/min)

f (mm)

171
171F

170-90°
170-90°F
170-120°
170-120°F

181
181F

182
182F

117
117D

217
217D

118
118E

150
150F

162
162F

162L
162LF

163
163F

V. (m/min) - 06/MuH - oNA cBepneHus 6e3 NOKpbITUA
V. (m/min) - for drills without coating

2 D 40 40 40 40 - - - - - - 45
2 D 25 25 25 25 - - - - - - 30
2 © 25 25 25 25 - - - - - - 30
2 B 20 20 20 20 - - - 20 25 21 25
2 A 18 18 18 18 - - - 18 20 17 20
Hukenb/Ko6ansToBble cnnaBbl - TUTaH - TUTaHOBLIE CnaBbl
Nickel/Cobalt alloys - Titanium - Titanium alloys
E1.1 2 D 30 30 30 30 - - - - - - 45
E1.2 2 © 25 25 25 25 - - - - - - 40
E1.3 2 B 25 25 25 25 - - - - - - 35
E 2.1 2 B 25 25 25 25 - - - 25 85 30 40
E 2.2 1 B 20 20 20 20 - - - 20 20 17 35
E 23 2 A 18 18 18 18 - - - - 18 15 25
YyryH
Cast irons
F1.1 1 H 100 100 100 100 - - - 100 100 85 140
F1.2 1 H 85 85 85 85 - - - 85 85 72 110
F1.3 1 B 20 20 20 20 - - - 20 20 17 30
F1.4 1 G 85 85 85 85 - - - 85 85 72 90
F1.5 1 F 80 80 80 80 - - - 80 80 68 70
F21 1 G 85 85 85 85 - - - 85 85 72 90
F 2.2 1 G 80 80 80 80 - - - 70 80 68 70
F23 1 E 90 90 90 90 - - - - - - 70
F24 1 E 70 70 70 70 - - - - - - 70
FpacduT- Bonbcpam /MeaHble cnnaBbl
Graphite - Tungsten/Copper alloys
G11 3 D 70 70 70 70 - - - - - - 80
G241 1 F 75 75 75 75 - - - - - - 80
MnacTtmacckl - ApMUpPOBaHHbLIN NACTUK - LiBeTHBIE MeTannbl
Plastics - Reinforced plastic fibres - Non ferrous materials
B1.1 1 G 80 80 80 80 - - 180 = = = =
B1.2 2 E 70 70 70 70 - - 150 - - - -
B1.3 1 E 70 70 70 70 - - 120 - - - -
B1.4 1 C 40 40 40 40 300 300 150 - - - 60
B 1.5 1 D 50 50 50 50 - - 120 - - - -
B 2.1 - C 70 70 70 70 - - 120 - - - -
B 2.2 1 B - - - - - - 120 - - - -
B23 - E 80 80 80 80 - - 120 - - - -
B24 - E - - - - - - 120 - - - -
OxnaxaeHue 1 = 3mynbcusa 2 = Macno 3 = Bo3ayx (*3 = Tonbko 6e3 fo06aBOK)
Coolant 1= emulsion 2 =oil 3 = air (*3 = only air without additives)

¢ OxnaxgeHue

Coolan

t
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Dt N iV}
CkopocTb pe3aHusa V. (m/min)
Cutting speed V. (m/min)

164 160 161 165 166 172 f {fzﬂ) 174 | 174L | 175 176 177
164F | 160F | 161F | 165F | 166F | 172F f (mm) 174F | 174LF | 175F | 176F | 177F
V. (m/min) - 06/MuH - oNA cBepneHus 6e3 NOKpbITUA
¢ | f(mm) V. (m/min) - for drills without coating
2 D 55 45 40 30 20 85) E 50 42 55 55 55
2 D 30 30 25 25 20 30 E 40 34 50 50 50
2 @ - 30 25 - - - E 40 34 45 45 45
2 B - 25 20 20 - - D 35 29 40 40 40
2 A - 20 18 - - - © 30 25 B9 89 89
Hukenb/KoGansToBble cnnaBbl - TUTaH - TUTaHOBLIE cnfaBbl
Nickel/Cobalt alloys - Titanium - Titanium alloys
E1.1 2 D - 35 30 30 25 - D 35 29 40 40 40
E1.2 2 © - 30 25 25 20 - D 30 25 85) 85 85
E1.3 2 B - 30 25 25 20 - C 30 25 35 35 35
E 21 2 B - 35 25 - - - B 40 34 45 45 45
E 2.2 1 B - 30 20 - - - B 35 29 40 40 40
E 23 2 A - 20 18 - - - B 25 21 25 25 25
YyryH
Cast irons
F1.41 1 H - 130 100 150 135 - K 170 144 180 180 180
F1.2 1 H - 100 85 100 80 - K 120 102 130 130 130
F1.3 1 B - 25 20 - - - C 30 25 35 35 35
F1.4 1 G 100 100 85 100 80 100 K 130 110 120 120 120
F1.5 1 F 80 90 80 80 70 80 H 100 85 110 110 110
F21 1 G 100 100 85 100 80 100 H 130 110 120 120 120
F 2.2 1 G 90 90 80 80 70 90 H 100 85 110 110 110
F23 1 E 80 70 90 80 70 80 F 90 76 100 100 100
F24 1 E 80 70 70 80 70 80 F 90 76 100 100 100
Ipadut - Bonbpam/MegHble cnnaBbl
Graphite - Tungsten/Copper alloys
G141 3 D - 70 70 70 70 - - - - - - -
G241 1 F - 90 75 100 80 - G 90 76 120 120 120
MnacTtmacchkl - ApMUpPOBaHHbIN NAcTUK - LiBeTHbIe MeTannbl
Plastics - Reinforced plastic fibres - Non ferrous materials
B1.1 1 G - 100 80 80 60 - - - - - - -
B1.2 2 E - 80 70 80 60 - - - - - - -
B1.3 1 E - 80 70 80 60 - - - - - - -
B1.4 1 C - 40 40 - - - D 40 34 - - -
B 1.5 1 D - 60 50 60 50 - - - - - - -
B21 - C - 70 70 60 50 - - - - - - -
B 2.2 1 B - - - 60 50 - - - - - - -
B 2.3 - E - 80 80 80 80 - - - - - - -
B 2.4 - E - - - - - - - - - - - -
OxnaxpgeHue 1 = Omynbcusa 2 = Macno 3 = Bo3ayx (*3 = Tonbko 6e3 fo6aBoK)
Coolant 1=emulsion 2 =oil 3 = air (*3 = only air without additives)

¢ OxnaxageHue
Coolant
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L] %
OHHble 3Ha4YeHuA)

Recommended feed rate f (mm) (Reference values)

Kop nopaum / Feed code

D.
A | B c | D E F G | H | K

(mm) f (mm) - ceepna / f (mm) - drilling tools

1,00 0,006 0,008 0,012 0,014 0,016 0,018 0,020 0,023 0,025
1,50 0,012 0,015 0,020 0,025 0,030 0,035 0,045 0,050 0,060
2,00 0,020 0,025 0,032 0,040 0,050 0,060 0,080 0,100 0,120
2,50 0,025 0,032 0,040 0,050 0,060 0,080 0,100 0,120 0,160
3,00 0,030 0,035 0,045 0,060 0,080 0,100 0,125 0,160 0,180
4,00 0,040 0,050 0,060 0,080 0,100 0,120 0,160 0,200 0,220
5,00 0,040 0,050 0,060 0,080 0,100 0,120 0,160 0,200 0,250
6,00 0,050 0,060 0,080 0,100 0,120 0,160 0,200 0,250 0,300
7,00 0,050 0,060 0,080 0,100 0,120 0,160 0,200 0,250 0,320
8,00 0,060 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,350
9,00 0,060 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,380
10,00 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,400
11,00 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,450
12,00 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,500
13,00 0,080 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,500
14,00 0,090 0,120 0,140 0,180 0,220 0,280 0,350 0,450 0,550
15,00 0,090 0,120 0,140 0,180 0,220 0,280 0,350 0,450 0,550
16,00 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,500 0,600
18,00 0,100 0,120 0,160 0,200 0,250 0,300 0,400 0,500 0,600
20,00 0,120 0,160 0,200 0,250 0,300 0,400 0,500 0,600 0,600

CkopocTb pe3aHua V. (m/min) - O60poTbl B MUHYTY h (06/MUH)

Cutting speed V., (m/min) - Revolution speed n (min?)

D. V. (m/min)

12 | 16 | 20 | 25 | 30 | 40 | 50 | 60 | 80 | 100 | 120 | 160 | 180 | 200 | 250

(mm) Yucno 060poToB B MMHYTY h (06/MuH) / Revolution speed n (min-')
1,00 3822 | 5096 [ 6369 | 7962 [ 9554 | 12739 (15924 | 19108 | 25478 | 31847 | 38217 | 50955 | 57325 | 63694 | 79618
1,50 2548 | 3397 | 4246 | 5308 | 6369 | 8493 | 10616 (12739 | 16985 [ 21231 | 25478 [ 33970 | 38217 | 42463 | 53079
2,00 1911 | 2548 | 3185 | 3981 | 4777 | 6369 | 7962 | 9554 | 12739| 15924 | 19108 | 25478 | 28662 | 31847 | 39809
2,50 1529 | 2038 | 2548 | 3185 | 3822 | 5096 | 6369 | 7643 | 10191 12739 | 15287 [ 20382 | 22930 | 25478 | 31847
3,00 1274 | 1699 | 2123 | 2654 | 3185 | 4246 | 5308 | 6369 | 8493 10616 | 12739 | 16985 | 19108 | 21231 | 26539
4,00 955 | 1274 | 1592 | 1990 | 2389 | 3185 | 3981 | 4777 | 6369 7962 | 9554 (12739 | 14331 | 15924 | 19904
5,00 764 | 1019 | 1274 | 1592 [ 1911 | 2548 | 3185 | 3822 [ 5096| 6369 764310191 | 11465 | 12739 | 15924
6,00 637 849 | 1062 | 1327 | 1592 | 2123 | 2654 | 3185 | 4246 5308 | 6369 8493 | 9554 | 10616 | 13270
7,00 546 728 910 | 1137 | 1365 | 1820 2275 | 2730 | 3640| 4550| 5460| 7279 | 8189 | 9099 | 11374
8,00 478 637 796 995 | 1194 | 1592 | 1990 [ 2389 | 3185( 3981 | 4777| 6369 | 7166 | 7962| 9952
9,00 425 566 708 885 | 1062 | 1415 | 1769 | 2123 | 2831| 3539 | 4246| 5662 | 6369 | 7077| 8846
10,00 382 510 637 796 955 | 1274 | 1592 | 1911 2548 | 3185 3822| 5096 | 5732 | 6369| 7962
11,00 347 463 579 724 869 | 1158 | 1448 | 1737 | 2316 2895| 3474 4632 | 5211 | 5790| 7238
12,00 318 425 531 663 796 | 1062 | 1327 | 1592 | 2123| 2654 | 3185| 4246 4777 | 5308 6635
13,00 294 392 490 612 735 980 | 1225 1470 | 1960 2450 | 2940( 3920 | 4410| 4900| 6124
14,00 273 364 455 569 682 910 | 1137 | 1365 1820| 2275| 2730| 3640 | 4095| 4550( 5687
15,00 255 340 425 531 637 849 | 1062 | 1274 1699| 2123 | 2548| 3397 | 3822 | 4246| 5308
16,00 239 318 398 498 597 796 995 1194 | 1592| 1990 | 2389| 3185 3583 | 3981 4976
18,00 212 283 354 442 531 708 885 | 1062 1415 1769 | 2123 | 2831 | 3185| 3539 4423
20,00 191 255 318 398 478 637 796 955 1274 1592 | 1911 2548 | 2866 | 3185| 3981
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CnupanbHble cBepna - TexHnyeckue AaHHble U onucaHus
Twist drills - Technical data and descriptions

Yron KpoMKu

Corner edge Leading edge width Leading

3a0Hss nosepxHoCMb
Surface clearance

LUMPVHA NPEeAHeil KPOMKM — BenoMoraterbHas R

backa

Chamfer

2nasHas pexyuas KpoMK: \
Primary cutting edge

nepegHssa NOBEPXHOCTb

Undercut Clearance

Y = yron HaknoHa nonepe4Holn Kpomku / penetration angle

o = yron npv BepLunHe / point angle

3afHwWiA yron

Dorsal surfac

nepedHull kpal nosepxHocmu 6bin 8bI6paH 8 kKa4ecmee Mo4yku omeyema
The surface cutting edge has been chosen as reference point

2nagHasi pexywasi Kpomka
Main cutting edge

HanpaBneHue BpPE3HOW HaNpaBnsOLWIA yron B
Shearing force
direction angle a

v I

nogayun
Infeed direction

n YXe
”\ﬂ

X

HOMUHarnbHbIN

riornepeyHas pexyujas
kpomka Cross cutting

3a[HAA KpOMKa
Dorsal edge

My
Ness YKy cTpyKeuHas kaHaBka
Chip room

a, HOMMWHarbHMbIN NonepeYHbIn
3agHun yron

a,, pabo4mit nonepeyHbIn 3agHUi
yron

% R, nonepeyHbIA yron 3aocTpeHns
a £ Y, HOMWHanbHbIN NonepeyHbIn
: S nepegHmit yron
5[-; Yo paGOljvm nonepeYHbIn

S nepegHun yron

n paboynin HanpaBnSALNA yron
3a4HW yron a, LWNOHOYHbIN yron
3 u nepegHun yron Y namepsitotcs
MO OTHOLLIEHUIO K NIIOCKOCTH
OrpaHW4eHHON Yrrom

a, nominal lower rake angle

a,, effective lower rake angle

R, lower cutting edge

Y, nominal upper rake angle

Y, effective upper rake angle

n shearing force direction angle
a.B.Y.

are measured

// GX? in relation to the plane
R —— delimited by the angle
davall irecti
Hanpaar_\e“"(‘f‘ :‘i?::m\ I;Zez‘;ra r Feed direction
cuting npoxodka/r = d
Cutting route/r = d
3aTouka cepna. NMpumepsbl - yacTuyHo no DIN 1412
Examples of shape points - Partially according to DIN 1412
(Qopma A ) (dJopma B ) (¢opma (o )
YTOH4YeHHasa nonepevHasi YTOH4YeHHasa nonepeyHas KpecToobpasHo noaToyeHHas
nepemMblyka nepembiyka C KOPPEKTUPOBaHHOM BEpLUUHA
Thinned chisel edge rMaBHON peXxyLLen KPOMKOW Split point
Thinned chisel edge with corrected
cutting edge
| |
- J - - J
®opma D A CamoueHTpyoLLieecs ocTpue ¢ Bbicoko-agpgpekmusHoe A
3aocTpeHHas BepluMHa Ang OBYMSI pPEXYLUMMU FrpaHsiMu ocmpue 01 o6pabamsigarouyux
yyryHa Self centering point with double yeHmpos
Point ground for cast iron guidance High performance shape of point
for machining centers
J
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OMUCAHUE CUMBOJIOB
ICONS DESCRIPTION

Mapka TBepgoro cnnasa
Carbide grade

CnmpanbHbIi kaHan COX
Spiral coolant ducts

Mapka TBepgoro cnnaea
Carbide grade

[Mpsamon ueHTpaneHbin kaHan COX

Micrograin Straight centric coolant duct

dopma pexyLueit KPOMKIU No cTaHaapTy
npeanpusaTAs
Cutting edge design acc. to internal standard

Mpsamon kaHan COX
Straight coolant ducts

C mMacnsiHHOW amyrnbcuen
Pasmepsbl cornacHo DIN 333-A with oil emulsion

Dimensions acc. to DIN 333-A

Cyxoe pe3aHue
Pasmepbl cornacHo DIN 338 Dry machining

Dimensions acc. to DIN 338

C cxaTbiM BO34yXOM
Paamepbl cornacHo DIN 6537-K with compressed air

Dimensions acc. to DIN 6537-K

Yron HaknoHa kaHaBKu
Pa3mepsl cornacHo DIN 6537-L Helix angle

Dimensions acc. to DIN 6537-L

Yron HaknoHa KaHaBKwu
Pa3mepbl cornacHo DIN 6539 Helix angle

Dimensions acc. to DIN 6539

Mpsimas cTpyxeyHas KaHaBka
[nvHa nHcTpymeHTa Straight flute

Tool length

Yron npv BepLUnHe
[nunHa nHcTpymeHTa Point angle

Tool length

Yl

Yron npv BepLUnHE 90°

Point angle

=

[nvHa nHcTpymeHTa
Tool length

Yron npu BepLUMHe 18°

Point angle

A%

XBocToBuk cornacHo DIN 6535 HE
Shank acc. to DIN 6535 HE

XBocToBuk cornacHo DIN 6535 HEK
Schaftausfiihrung DIN 6535 HEK

Yron npu BepLunHe
Point angle

GGEOWOE®E®EEE
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ONMUCAHUE CMMBOJIOB
ICONS DESCRIPTION

Yron npu BepLUnHe
Point angle

Hnametp nHctpymenTta Dc
Tool diameter D¢

HOuameTp nHctpymenTa Dc
Tool diameter D¢

OuameTp nHctpymeHTa Dc
Tool diameter D¢

[Mpumep npumeHeHns
Application example

Mpumep npumeHeHna
Application example

O PP@@
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LleHTpoBOYHLIe cBepna - Popma A - 60°
Center drills - Form A - 60°

1 N ([ \ O6nacTb npumeHeHus / Range of application

171 171F

A: Nerkve cnnasel / Light alloys
A1.1-1.6 A21-2.7 A3.1-3.2 A4.1-4.2

E: Tutan / Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

\
J

: v 2
8 e B) 8 [ s
e ¥
I »
A\ J . J \ J
60° a
» == —m
D. L2 L1 D2 171 171F
h7 h6 C nokpbiTnem / Coated
2 2,5 40 5 171.020 171.020F
25 3,1 45 6,3 171.025 171.025F
3,15 3,9 50 8 171.315 171.315F
4 5 56 10 171.040 171.040F
5 6,3 63 12,5 171.050 171.050F
6,3 8 71 16 171.063 171.063F
238 Paboure napameTtpbl cM.cTpaHuua 230

For working-parameters see page 230



LleHTpoBouYHbIe cBepna 90° - 120° - Tun N - CTIN

90°/120° spotting drills - “N” design - Internal standard

170-
90°

170-
90°F

170-
120°

170-
120°F

O6nacTb npumeHeHns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

A: INerkune cnna.ebl / Light alloys
A1.1-1.6 A21-2.7 A3.1-3.2 A4.1-4.2

E: TutaHn / Titanium
E1.1-1.3 E2.1-2.2

N

| 5] @ D E

N ¢ L1 N
A\ A\ J A\ J A\ J
@ ‘ ° ‘

D. L2 L1 D2 170-90° 170-90°F 170-120° 170-120°F
h6 h6 C nokpbiTuem / Coated C nokpbiTrem / Coated
3 10 40 3 170.030-90° 170.030-90°F 170.030-120° 170.030-120°F
4 12 40 4 170.040-90° 170.040-90°F 170.040-120° 170.040-120°F
5 15 50 5 170.050-90° 170.050-90°F 170.050-120° 170.050-120°F
6 20 50 6 170.060-90° 170.060-90°F 170.060-120° 170.060-120°F
8 22 63 8 170.080-90° 170.080-90°F 170.080-120° 170.080-120°F
10 23 72 10 170.100-90° 170.100-90°F 170.100-120° 170.100-120°F
12 25 83 12 170.120-90° 170.120-90°F 170.120-120° 170.120-120°F
14 26 83 14 170.140-90° 170.140-90°F 170.140-120° 170.140-120°F
16 28 92 16 170.160-90° 170.160-90°F 170.160-120° 170.160-120°F

20 30 104 20 170.200-90° 170.200-90°F 170.200-120° 170.200-120°F

Paboure napameTtpbl cM.cTpaHuua 230
For working-parameters see page 230
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KopoTkne VHM ctyneHuyaTble cBepna 90° onsa CKBO3HOro cBeprieHUsi 1 3eHKoOBaHUSA nop

pe3bOy

Short solid carbide 90° step drill, for core hole plus countersink for machine tapping

181

181F

Ob6nacTb npumeHeHus / Range of application

A: Jlerkvne cnnasebl / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-42

F: YyryH / Cast irons
F1.1-1.2 F1.4-15 F2.1-2.2

G: padhut / Graphite
G2.1

\
J

140°
el
D2

(S)
L3 N

4

s
A

AN J

=

& D2 L2 L1 L3 181 181F
m7 h6 C nokpbiTnem / Coated
2,50 6 8,8 62 20 181.030 181.030F
3,30 6 11,4 62 24 181.040 181.040F
4,20 6 13,6 66 28 181.050 181.050F
5,00 8 16,5 79 34 181.060 181.060F
6,80 10 21,0 89 47 181.080 181.080F
8,50 12 255 102 59) 181.100 181.100F

10,20 14 30,0 107 60 181.120 181.120F
12,00 16 34,5 115 65 181.140 181.140F
14,00 18 38,5 123 73 181.160 181.160F
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KopoTkne VHM ctyneHuyaTble cBeprna 90° onsa CKBO3HOro CBeprieHUsi U1 3eHKOBaHUA nop
pe3boy
Short solid carbide 90° step drill, for core hole plus countersink for thread forming

182

182F

N

Ob6nacTb npumeHeHns / Range of application

A: Jlerkne cnnasbl / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-42

F: YyryH / Cast irons
F1.1-1.2 F1.4-15 F2.1-2.2

G: Ipadhut / Graphite
G2.1

\
J

‘ L2
g o 3
<
L3 >
. L1 .
A J A J N J
@ @ ':045 e ‘
for D, D2 L2 L1 L3 182 182F
ons m7 h6 C nokpbiTnem / Coated
M 3 2,80 6 8,8 62 20 182.030 182.030F
M 4 3,70 6 11,4 62 24 182.040 182.040F
M 5 4,65 6 13,6 66 28 182.050 182.050F
M 6 5,55 8 16,5 79 34 182.060 182.060F
M 8 7,40 10 21,0 89 47 182.080 182.080F
M 10 9,30 12 25,5 102 55 182.100 182.100F
M 12 11,20 14 30,0 107 60 182.120 182.120F
M 14 13,00 16 34,5 115 65 182.140 182.140F
M 16 15,00 18 38,5 123 73 182.160 182.160F

Paboune napameTpbl cM. cTpaHuua 230

For working-parameters see page 230
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KOMGMHMpOBaHHbIﬁ UHCTPYMEHT AnnA cBeprieHnsa n pa3BepTbiBaHUA aPpMUPOBAHHbIX

nnactukoB - CTI
“DUO-K”

Combi drilling/reaming tool for reinforced plastic fibres - Internal standard - DuO-K”

-

117

N

-

117D

N

O6nacTtb npumeHeHns / Range of application

B: MNMnactmacchl- ApMUPOBaHHbIN MNAcTUK

51 IZIastics - Reinforced plastic fibres

i%%ﬁﬂ

%

A A

CIEISIS

@gé

D, L1 D2 117 117D
H7 H7 C nokpbiTnem / Coated
2 50 100 2 117.020 117.020D
2,48 50 100 2,48 117.0248 117.0248D
3 50 100 3 117.030 117.030D
3,17 50 100 3,17 117.0317 117.0317D
4 50 100 4 117.040 117.040D
4,21 50 100 4,21 117.0421 117.0421D
4,82 50 100 4,82 117.0482 117.0482D
5,05 50 100 5,05 117.0505 117.0505D
5,53 50 100 5,53 117.0553 117.0553D
6 50 100 6 117.060 117.060D
6,35 50 100 6,35 117.0635 117.0635D
7 50 100 7 117.070 117.070D
7,92 50 100 7,92 117.0792 117.0792D
8 50 100 8 117.080 117.080D
8,63 50 100 8,63 117.0863 117.0863D
9 50 100 9 117.090 117.090D
10 50 100 10 117.100 117.100D
12 50 100 12 117.120 117.120D
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KoMGMHUPOBaHHbLIN MHCTPYMEHT ANsi CBepPrieHUsl U pasBepTbiBaHUA apMUPOBaHHbIX

nnactukoB / CTIN Z=4
“DUO-K”

Combi drilling/reaming tool for reinforced plastic fibres - Internal standard Z=4 ouo-k”

' N\

217

-

217D

N

O6nacTtb npumeHeHus / Range of application

B: Mnactmaccel - ApMUpOBaHHbIE MITACTUKM

B: Plastics - Reinforced plastic fibres

B1.4
|
¢ L2 >
v
P ~N
D]E J 8 ]
« Lt >
& J & J
@ @ ‘ ‘ ‘ ‘

D. L2 L1 D2 217 217D
H7 H7 C nokpbiTnem / Coated
2 50 100 2 217.020 217.020D
2,48 50 100 2,48 217.0248 217.0248D
3 50 100 3 217.030 217.030D
3,17 50 100 3,17 217.0317 217.0317D
4 50 100 4 217.040 217.040D
4,21 50 100 4,21 217.0421 217.0421D
4,82 50 100 4,82 217.0482 217.0482D
5,05 50 100 5,05 217.0505 217.0505D
5,53 50 100 5,53 217.0553 217.0553D
6 50 100 6 217.060 217.060D
6,35 50 100 6,35 217.0635 217.0635D
6,60 50 100 6,60 217.660 217.660D
7 50 100 7 217.070 217.070D
7,92 50 100 7,92 217.0792 217.0792D
8 50 100 8 217.080 217.080D
8,63 50 100 8,63 217.0863 217.0863D
9 50 100 9 217.090 217.090D
10 50 100 10 217.100 217.100D
12 50 100 12 217.120 217.120D

Paboune napameTpbl cM. cTpaHuua 230

For working-parameters see page 230
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Csepna no kesnapy - CTI
Drills for KEVLAR - Internal standard

118 118E

A1.1-1.2-1.6 A2.1-2.3-2.5-2.7

A: Nerkve cnnasel / Light alloys

( N ([ \ O6nacTb npumeHeHus / Range of application

D2
—

vy

ELIERIS

L1 D2 118 118E
h6 C nokpbiTnem / Coated

12 40 3 118.030 118.030E

12 40 3,17 118.0317 118.0317E
18 55 4 118.040 118.040E
5 26 62 5 118.050 118.050E
6 28 66 6 118.060 118.060E

6,35 31 70 6,35 118.0635 118.0635E
6,5 31 70 6,5 118.065 118.065E
7 34 74 7 118.070 118.070E

7,93 37 79 7,93 118.0793 118.0793E
8 37 79 8 118.080 118.080E
8,5 37 79 8,5 118.085 118.085E
9 40 84 9 118.090 118.090E
10 48 89 10 118.100 118.100E
12 50 102 12 118.120 118.120E

244 Paboune napameTpbl cM. cTpaHuua 230

For working-parameters see page 230



Cepna ¢ AByMsA npsiMbiMu KaHaBkamu - DIN 6539
2 straight flute drills - DIN 6539

150

150F

O6nacTtb npumeHenns / Range of application

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

,ID2
) w—

A&

C@@OE

D. L2 L1 D2 150 150F
h6 h6 C nokpbiTnem / Coated
2 12 38 2 150.020 150.020F
2,5 14 43 2,5 150.025 150.025F
3 16 46 3 150.030 150.030F
3,5 20 52 B 150.035 150.035F
4 22 55 4 150.040 150.040F
5 26 62 5 150.050 150.050F
6 28 66 6 150.060 150.060F
7 34 74 7 150.070 150.070F
8 37 79 8 150.080 150.080F
9 40 84 9 150.090 150.090F
10 43 89 10 150.100 150.100F
12 51 102 12 150.120 150.120F
14 54 107 14 150.140 150.140F
16 58 115 16 150.160 150.160F

Paboune napameTpbl cM. cTpaHuua 230

For working-parameters see page 230
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CBepna co B3auMHO-NepPneHANKYNAPHbIMU PEXYLLMMU Ne3BUAMMU, NPsiIMble KaHaBKN
- DIN 6539
Star drills straight flute - DIN 6539

162

J

162F

O6nacTb npumeHeHus / Range of application

A: INerkune cnna.ebl / Light alloys

A1.3-1.8

F: YyryH / Cast irons

F1.1-1.5

E: TutaH / Titanium
E1.1-1.3 E2.1-2.3

¢ L2 )

|
é

L1

A&

OIEICITISIS)

D. L2 L1 D2 162 162F
h6 h6 C nokpbiTnem / Coated
2 12 38 2 162.020 162.020F
2,5 14 43 2,5 162.025 162.025F
3 16 46 3 162.030 162.030F
3,5 20 52 3,5 162.035 162.035F
4 22 55 4 162.040 162.040F
4,5 24 58 4,5 162.045 162.045F
5 26 62 5 162.050 162.050F
5,5 28 66 5,5 162.055 162.055F
6 28 66 6 162.060 162.060F
6,5 31 70 6,5 162.065 162.065F
8 37 79 8 162.080 162.080F
8,5 37 79 8,5 162.085 162.085F
9 40 84 9 162.090 162.090F
9,5 40 84 9,5 162.095 162.095F
9,8 43 89 9,8 162.098 162.098F
10 43 89 10 162.100 162.100F
10,5 43 89 10,5 162.105 162.105F
11 47 95 1" 162.110 162.110F
11,5 47 95 11,5 162.115 162.115F
12 51 102 12 162.120 162.120F
12,5 51 102 12,5 162.125 162.125F
13 51 102 13 162.130 162.130F
13,5 54 107 13,5 162.135 162.135F
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CBepna co B3auMHO-NepneHANKYNAPHbIMU PeXYLLUMU Ne3BUAMU, NPsiMble KaHaBKM -
kopoTtkue DIN 1897

Star drills straight flute - short according to DIN 1897

D. L2 L1 D2 162 162F
h6 h6 C nokpbiTnem / Coated
14 54 107 14 162.140 162.140F
14,5 56 111 14,5 162.145 162.145F
15 56 11 15 162.150 162.150F
15,5 58 115 15,5 162.155 162.155F
16 58 115 16 162.160 162.160F

Paboune napameTpbl cM. cTpaHuua 230

For working-parameters see page 230
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CBepna c Tpemsi cnupanbHbIiMy KaHaBkamu - DIN 6539
3 flute twist drills - DIN 6539

163

163F

O6nacTtb npumeHuns / Range of application

A: Nerkve cnnasel / Light alloys

A11-1.7 A21-2.7

A3.1-3.2 A4.1-42

E: Tutan / Titanium
E1.1-1.3 E2.1-2.3

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

L2
: AR
e L1

o

J J

D. L2 L1 D2 163 163F
h6 h6 C nokpbiTnem / Coated
3 16 46 3 163.030 163.030F
3,5 20 52 3,5 163.035 163.035F
4 22 55 4 163.040 163.040F
4,5 24 58 4,5 163.045 163.045F
5 26 62 5 163.050 163.050F
5,5 28 66 55 163.055 163.055F
6 28 66 6 163.060 163.060F
6,5 31 70 6,5 163.065 163.065F
7 34 74 7 163.070 163.070F
7,5 34 74 7,5 163.075 163.075F
8 37 79 8 163.080 163.080F
8,5 37 79 8,5 163.085 163.085F
9 40 84 9 163.090 163.090F
9,5 40 84 9,5 163.095 163.095F
10 43 89 10 163.100 163.100F
10,5 43 89 10,5 163.105 163.105F
1" 47 95 1" 163.110 163.110F
11,5 47 95 1,5 163.115 163.115F
12 51 102 12 163.120 163.120F
12,5 51 102 12,5 163.125 163.125F
13 51 102 13 163.130 163.130F
13,5 54 107 13,5 163.135 163.135F
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14
14,5
15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

54
56
56
58
58
60
60
62
62
64
64
66
66

107
11
1M1
115
115
119
119
123
123
127
127
131
131

14
14,5
15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

163.140
163.145
163.150
163.155
163.160
163.165
163.170
163.175
163.180
163.185
163.190
163.195
163.200

163.140F
163.145F
163.150F
163.155F
163.160F
163.165F
163.170F
163.175F
163.180F
163.185F
163.190F
163.195F
163.200F

Paboune napameTpbl cM. cTpaHuua 230
For working-parameters see page 230
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Csepna ¢ aoBymsA cnupanbHbiMU KaHaBkamu - DIN 6539
2 flute twist drills - DIN 6539

O6nacTtb npumeHeHus / Range of application

160 160F A: Nerkve cnnasel / Light alloys

A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons

F1.1-1.2 F1.4-1.5 F21-2.2

G: Mpadout / Graphite

G2.1
{

« L2 >
o &

[ < L1 N

160 160F
C nokpbiTnem / Coated

160.020 160.020F

160.021 160.021F

160.022 160.022F

160.023 160.023F

160.024 160.024F

160.025 160.025F
2,6 14 43 2,6 160.026 160.026F
2,7 16 46 2,7 160.027 160.027F
2,8 16 46 2,8 160.028 160.028F
2,9 16 46 2,9 160.029 160.029F
3 16 46 3 160.030 160.030F
31 18 49 3.1 160.031 160.031F
3,2 18 49 3,2 160.032 160.032F
3,3 18 49 3,3 160.033 160.033F
34 20 52 3,4 160.034 160.034F
3,5 20 52 3,5 160.035 160.035F
3,6 20 52 3,6 160.036 160.036F
3,7 20 52 3,7 160.037 160.037F
3,8 22 55 3,8 160.038 160.038F
3,9 22 55 3,9 160.039 160.039F
4 22 55 4 160.040 160.040F
41 22 55 4,1 160.041 160.041F
4,2 22 55 4,2 160.042 160.042F
4,3 24 58 4,3 160.043 160.043F
4,4 24 58 4,4 160.044 160.044F
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D. L2 L1 D2 160 160F
h6 h6 C nokpbiTem / Coated
4,5 24 58 4,5 160.045 160.045F
4,6 24 58 4,6 160.046 160.046F
4,7 24 58 4,7 160.047 160.047F
4,8 26 62 4,8 160.048 160.048F
4,9 26 62 4,9 160.049 160.049F
5 26 62 5 160.050 160.050F
5,1 26 62 51 160.051 160.051F
5,2 26 62 5,2 160.052 160.052F
53 26 62 53 160.053 160.053F
5,4 28 66 5,4 160.054 160.054F
5,5 28 66 5,5 160.055 160.055F
5,6 28 66 5,6 160.056 160.056F
5,7 28 66 5,7 160.057 160.057F
5,8 28 66 5,8 160.058 160.058F
59 28 66 59 160.059 160.059F
6 28 66 6 160.060 160.060F
6,1 31 70 6,1 160.061 160.061F
6,2 31 70 6,2 160.062 160.062F
6,3 31 70 6,3 160.063 160.063F
6,4 31 70 6,4 160.064 160.064F
6,5 31 70 6,5 160.065 160.065F
6,8 34 74 6,8 160.068 160.068F
7 34 74 7 160.070 160.070F
7,5 34 74 7,5 160.075 160.075F
7,8 37 79 7,8 160.078 160.078F
8 37 79 8 160.080 160.080F
8,5 37 79 8,5 160.085 160.085F
9 40 84 9 160.090 160.090F
9,5 40 84 9,5 160.095 160.095F
9,8 43 89 9,8 160.098 160.098F
10 43 89 10 160.100 160.100F
10,2 43 89 10,2 160.102 160.102F
10,5 43 89 10,5 160.105 160.105F
10,8 47 95 10,8 160.108 160.108F
1" 47 95 1 160.110 160.110F
11,2 47 95 11,2 160.112 160.112F
11,5 47 95 11,5 160.115 160.115F
11,8 47 95 11,8 160.118 160.118F
12 51 102 12 160.120 160.120F
12,5 51 102 12,5 160.125 160.125F
13 51 102 13 160.130 160.130F
13,5 54 107 13,5 160.135 160.135F
14 54 107 14 160.140 160.140F
14,5 56 111 14,5 160.145 160.145F
15 56 111 15 160.150 160.150F
15,5 58 115 15,5 160.155 160.155F
16 58 115 16 160.160 160.160F
16,5 60 119 16,5 160.165 160.165F
17 60 119 17 160.170 160.170F
17,5 62 123 17,5 160.175 160.175F
18 62 123 18 160.180 160.180F
18,5 64 127 18,5 160.185 160.185F
19 64 127 19 160.190 160.190F
19,5 66 131 19,5 160.195 160.195F
20 66 131 20 160.200 160.200F

Paboune napameTpbl cM. cTpaHuua 230
For working-parameters see page 230

251




CBepna ¢ AByMsA cnupanbHbIMU KaHaBKaMu - AnnHHbIe cornacHo DIN 338
2 flute twist drills - long according to DIN 338

( N ([ \ O6nacTb npumeHeHus / Range of application

161 161F

A: Nerkve cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons
F1.1-1.2 F1.4-1.5 F21-2.2

G: Mpadout / Graphite
G2.1

L2
v
< A S
< L1 N
A J . J \ J
OIEICICISIS
L2 L1 D2 161 161F
h6 C nokpbiTnem / Coated
24 49 2 161.020 161.020F
24 49 21 161.021 161.021F
27 53 2,2 161.022 161.022F
27 58] 23 161.023 161.023F
30 57 24 161.024 161.024F
30 57 2,5 161.025 161.025F
30 57 2,6 161.026 161.026F
68 61 2,7 161.027 161.027F
33 61 2,8 161.028 161.028F
33 61 2,9 161.029 161.029F
3 33 61 3 161.030 161.030F
S8 36 65 241 161.031 161.031F
3,2 36 65 3,2 161.032 161.032F
3,3 36 65 3,3 161.033 161.033F
3,4 39 70 3,4 161.034 161.034F
3,5 39 70 3,5 161.035 161.035F
3,6 39 70 3,6 161.036 161.036F
3,7 39 70 3,7 161.037 161.037F
3,8 43 75 3,8 161.038 161.038F
3,9 43 75 3,9 161.039 161.039F
4 43 75 4 161.040 161.040F
41 43 75 41 161.041 161.041F
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D. L2 L1 D2 161 161F
h6 h6 C nokpbiTnem / Coated
4,2 43 75 4,2 161.042 161.042F
4,3 47 80 4,3 161.043 161.043F
4,4 47 80 44 161.044 161.044F
4,5 47 80 4,5 161.045 161.045F
4,6 47 80 4,6 161.046 161.046F
4,7 47 80 4,7 161.047 161.047F
4,8 52 86 4,8 161.048 161.048F
4,9 52 86 4,9 161.049 161.049F
5 52 86 5 161.050 161.050F
51 52 86 51 161.051 161.051F
5,2 52 86 5,2 161.052 161.052F
5,3 52 86 53 161.053 161.053F
5,4 57 93 54 161.054 161.054F
5,5 57 93 55 161.055 161.055F
5,6 57 93 5,6 161.056 161.056F
5,7 57 93 5,7 161.057 161.057F
5,8 57 93 5,8 161.058 161.058F
59 57 93 5,9 161.059 161.059F
6 57 93 6 161.060 161.060F
6,1 63 101 6,1 161.061 161.061F
6,2 63 101 6,2 161.062 161.062F
6,3 63 101 6,3 161.063 161.063F
6,4 63 101 6,4 161.064 161.064F
6,5 63 101 6,5 161.065 161.065F
6,8 69 109 6,8 161.068 161.068F
7 69 109 7 161.070 161.070F
7,5 69 109 7,5 161.075 161.075F
8 75 117 8 161.080 161.080F
8,5 75 117 8,5 161.085 161.085F
9 81 125 9 161.090 161.090F
9,5 81 125 9,5 161.095 161.095F
10 87 133 10 161.100 161.100F
10,5 87 133 10,5 161.105 161.105F
1 94 142 11 161.110 161.110F
1,5 94 142 11,5 161.115 161.115F
12 101 151 12 161.120 161.120F
12,5 101 151 12,5 161.125 161.125F
13 101 151 13 161.130 161.130F
13,5 108 160 13,5 161.135 161.135F
14 108 160 14 161.140 161.140F
14,5 114 169 14,5 161.145 161.145F
15 114 169 15 161.150 161.150F
15,5 120 178 15,5 161.155 161.155F
16 120 178 16 161.160 161.160F
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CnupanbHble cBepria Nno YyryHy u nerkum cnnasam - DIN 6539

Twist drills for cast iron and light alloys - DIN 6539

165

165F

O6nacTtb npumeHeHus / Range of application

A: Nerkve cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

E: Tutan / Titanium
E1.1-1.2 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

e g
r%
D2

A
v

L1

AN AN

D. L2 L1 D2 165 165F
h6 h6 C nokpbiTnem / Coated
2 12 38 2 165.020 165.020F
2,5 14 43 2,5 165.025 165.025F
3 16 46 3 165.030 165.030F
3,5 20 52 3,5 165.035 165.035F
4 22 55 4 165.040 165.040F
4,5 24 58 4,5 165.045 165.045F
5 26 62 5 165.050 165.050F
5,5 28 66 5,5 165.055 165.055F
6 28 66 6 165.060 165.060F
6,5 31 70 6,5 165.065 165.065F
7 34 74 7 165.070 165.070F
7,5 34 74 7,5 165.075 165.075F
8 37 79 8 165.080 165.080F
8,5 37 79 8,5 165.085 165.085F
9 40 84 9 165.090 165.090F
9,5 40 84 9,5 165.095 165.095F
10 43 89 10 165.100 165.100F
10,5 43 89 10,5 165.105 165.105F
11 47 95 11 165.110 165.110F
12 51 102 12 165.120 165.120F
12,5 51 102 12,5 165.125 165.125F
13 51 102 13 165.130 165.130F
13,5 54 107 13,5 165.135 165.135F
14 54 107 14 165.140 165.140F
14,5 56 111 14,5 165.145 165.145F
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15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

56
58
58
60
60
62
62
64
64
66
66

1M1
115
115
119
119
123
123
127
127
131
131

15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

165.150
165.155
165.160
165.165
165.170
165.175
165.180
165.185
165.190
165.195
165.200

165.150F
165.155F
165.160F
165.165F
165.170F
165.175F
165.180F
165.185F
165.190F
165.195F
165.200F
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CnupanbHble cBepra no YyryHy v nerkum cnnasam - AnvHHble DIN 338
Twist drills for cast iron and light alloys - long according to DIN 338

166

O6nacTtb npumeHeHus / Range of application

A: Nerkve cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

E: Tutan / Titanium
E1.1-1.2 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

<
€

) (5 &

L2 N
L1 |

¢
<

4

J .
30°
=S — ]

J
L2

L1 D2 166 166F
h6 C nokpbiTnem / Coated

24 49 2 166.020 166.020F

30 57 2,5 166.025 166.025F

3 33 61 3 166.030 166.030F
3,5 39 70 3,5 166.035 166.035F
4 43 75 4 166.040 166.040F
4,5 47 80 4,5 166.045 166.045F
5 52 86 5 166.050 166.050F
5,5 57 93 5,5 166.055 166.055F
6 57 93 6 166.060 166.060F
6,5 63 101 6,5 166.065 166.065F
7 69 109 7 166.070 166.070F
7,5 69 109 7,5 166.075 166.075F
8 75 117 8 166.080 166.080F
8,5 75 117 8,5 166.085 166.085F
9 81 125 9 166.090 166.090F
9,5 81 125 9,5 166.095 166.095F
10 87 133 10 166.100 166.100F
10,5 87 133 10,5 166.105 166.105F
11 94 142 1" 166.110 166.110F
11,5 94 142 1,5 166.115 166.115F
12 101 151 12 166.120 166.120F
13 101 151 13 166.130 166.130F
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14
14,5
15
15,5
16

108
114
114
120
120

155
169
169
178
178

14
14,5
15
15,5
16

166.140
166.145
166.150
166.155
166.160

166.140F
166.145F
166.150F
166.155F
166.160F
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BbicokoadhpekTUBHBLIE cnupanbHble caMmoLueHTpylowmecs ceeprna - DIN 6539
High performance twist drills-self centering - DIN 6539

172

172F

O6nacTtb npumeHeHus / Range of application

A: Nerkve cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2 A4.1-4.2

E: Tutan / Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

<
il

H#V\ v
o
L1 ' h‘

OCE@HE

D. L2 L1 D2 172 172F
h6 h6 C nokpbiTrem/ Coated
3 16 46 3 172.030 172.030F
3,1 18 49 3,1 172.031 172.031F
3,2 18 49 3,2 172.032 172.032F
3,3 18 49 353 172.033 172.033F
3,4 20 52 3,4 172.034 172.034F
3,5 20 52 3,5 172.035 172.035F
3,6 20 52 3,6 172.036 172.036F
3,7 20 52 3,7 172.037 172.037F
3,8 22 55 3,8 172.038 172.038F
3,9 22 55 3,9 172.039 172.039F
4 22 55 4 172.040 172.040F
41 22 59 41 172.041 172.041F
4,2 22 55 4,2 172.042 172.042F
4,3 24 58 4,3 172.043 172.043F
4,4 24 58 4,4 172.044 172.044F
4,5 24 58 4,5 172.045 172.045F
4,6 24 58 4,6 172.046 172.046F
4,7 24 58 4,7 172.047 172.047F
4,8 26 62 4,8 172.048 172.048F
5 26 62 5 172.050 172.050F
5,1 26 62 5,1 172.051 172.051F
5,3 26 62 53 172.053 172.053F
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D. L2 L1 D2 172 172F
h6 h6 C nokpbiTnem / Coated
5,5 28 66 55 172.055 172.055F
5,8 28 66 5,8 172.058 172.058F
6 28 66 6 172.060 172.060F
6,4 31 70 6,4 172.064 172.064F
6,5 31 70 6,5 172.065 172.065F
6,6 31 70 6,6 172.066 172.066F
6,8 34 74 6,8 172.068 172.068F
7 34 74 7 172.070 172.070F
7,5 34 74 7,5 172.075 172.075F
7,8 37 79 7,8 172.078 172.078F
8 37 79 8 172.080 172.080F
8,4 37 79 8,4 172.084 172.084F
8,5 37 79 8,5 172.085 172.085F
8,8 40 84 8,8 172.088 172.088F
9 40 84 9 172.090 172.090F
9,5 40 84 9,5 172.095 172.095F
9,8 43 89 9,8 172.098 172.098F
10 43 89 10 172.100 172.100F
10,2 43 89 10,2 172.102 172.102F
10,5 43 89 10,5 172.105 172.105F
10,8 47 95 10,8 172.108 172.108F
1 47 95 11 172.110 172.110F
1,5 47 95 11,5 172.115 172.115F
11,8 47 95 11,8 172.118 172.118F
12 51 102 12 172.120 172.120F
12,5 51 102 12,5 172.125 172.125F
12,8 51 102 12,8 172.128 172.128F
13 51 102 13 172.130 172.130F
13,5 54 107 13,5 172.135 172.135F
13,8 54 107 13,8 172.138 172.138F
14 54 107 14 172.140 172.140F
14,5 56 111 14,5 172.145 172.145F
14,8 56 111 14,8 172.148 172.148F
15 56 111 15 172.150 172.150F
15,5 58 115 15,5 172.155 172.155F
15,8 58 115 15,8 172.158 172.158F
16 58 115 16 172.160 172.160F
16,5 60 119 16,5 172.165 172.165F
17 60 119 17 172.170 172.170F
17,5 62 123 17,5 172.175 172.175F
18 62 123 18 172.180 172.180F
18,5 64 127 18,5 172.185 172.185F
19 64 127 19 172.190 172.190F
19,5 66 131 19,5 172.195 172.195F
20 66 131 20 172.200 172.200F
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BbicokoadhpekTUBHLIE cnupanbHble caMmoLueHTpytowmecs ceepna - CTI
High performance twist drills-self centering - WN

173

173F

O6nacTtb npumeHeHus / Range of application

A: Nerkve cnnasel / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2

E: Tutan / Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

€
[l

< L2 > i
s RSN 5 ] Ay
L1 ' >

173 173F
C nokpbiTnem / Coated
173.040 173.040F
173.042 173.042F
173.043 173.043F
173.045 173.045F
173.048 173.048F
173.050 173.050F
173.051 173.051F
173.052 173.052F
173.055 173.055F
173.058 173.058F
173.060 173.060F
6,1 52 101 173.061 173.061F
6,5 52 101 173.065 173.065F
6,6 52 101 173.066 173.066F
6,8 55 109 173.068 173.068F
6,9 55) 109 173.069 173.069F
7 55 109 173.070 173.070F
7,5 55 109 173.075 173.075F
7.8 59 17 173.078 173.078F
7,9 59 17 173.079 173.079F
8 59 17 173.080 173.080F
8,5 59 117 173.085 173.085F
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D L2 L1 D2 173 173F
h6 h6 C nokpbiTnem / Coated
8,6 65 125 173.086 173.086F
8,8 65 125 173.088 173.088F
9 65 125 173.090 173.090F
9,5 65 125 173.095 173.095F
9,6 69 133 173.096 173.096F
9,8 69 133 173.098 173.098F
10 69 133 173.100 173.100F
10,2 69 133 173.102 173.102F
10,4 69 133 173.104 173.104F
10,5 69 133 173.105 173.105F
10,8 75 142 173.108 173.108F
1" 75 142 173.110 173.110F
11,5 75 142 173.115 173.115F
1,8 86 151 173.118 173.118F
12 86 151 173.120 173.120F
12,5 86 151 173.125 173.125F
13 86 151 173.130 173.130F
13,5 92 160 173.135 173.135F
14 92 160 173.140 173.140F
14,2 98 169 173.142 173.142F
14,5 98 169 173.145 173.145F
15 98 169 173.150 173.150F
15,5 105 178 173.155 173.155F
16 105 178 173.160 173.160F
16,5 110 184 173.165 173.165F
17 110 184 173.170 173.170F
17,5 112 191 173.175 173.175F
17,7 112 191 173.177 173.177F
18 112 191 173.180 173.180F
18,5 112 198 173.185 173.185F
19 112 198 173.190 173.190F
19,5 120 205 173.195 173.195F
20 120 205 173.200 173.200F
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BbicokoahpekTUBHBbIE cnupanbHble caMOLeHTpYylowWwmMecs ceepra ¢ kaHanom COX -
kopoTkue DIN 6537-K
High performance twist drills with coolant ducts-self centering-short acc. to DIN 6537-K

( N ([ \ O6nacTb npumeHeHus / Range of application

175 175F

A: Nerkve cnnasel / Light alloys

] A11-1.7 A21-2.7 A3.1-3.2

E: Tutan/ Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

Jeam— (>

< L1 >

D. 175F
h6 h6 C nokpbiTnem / Coated
5,8 28 66 6 175.058 175.058F
6 28 66 6 175.060 175.060F
6,8 34 79 8 175.068 175.068F
7 34 79 8 175.070 175.070F
7,8 37 79 8 175.078 175.078F
8 37 79 8 175.080 175.080F
8,5 37 89 10 175.085 175.085F
8,8 40 89 10 175.088 175.088F
9 40 89 10 175.090 175.090F
9,5 40 89 10 175.095 175.095F
9,8 43 89 10 175.098 175.098F
10 43 89 10 175.100 175.100F
10,5 43 102 12 175.105 175.105F
10,8 47 102 12 175.108 175.108F
" 47 102 12 175.110 175.110F
11,5 47 102 12 175.115 175.115F
11,8 47 102 12 175.118 175.118F
12 51 102 12 175.120 175.120F
12,5 51 107 14 175.125 175.125F
13 51 107 14 175.130 175.130F
13,5 51 107 14 175.135 175.135F
14 51 107 14 175.140 175.140F
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14,5
15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

56
56
58
58
60
60
62
62
64
64
66
66

115
115
115
115
123
123
123
123
131
131
131
131

16
16
16
16
18
18
18
18
20
20
20
20

175.145
175.150
175.155
175.160
175.165
175.170
175.175
175.180
175.185
175.190
175.195
175.200

175.145F
175.150F
175.155F
175.160F
175.165F
175.170F
175.175F
175.180F
175.185F
175.190F
175.195F
175.200F
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BbicokoadhcekTUBHBLIE cupanbHblie caMoLeHTpylowmecs ceepra ¢ kaHanom COX -

AnvuHHbIe DIN 6537-L

High performance twist drills with coolant ducts-self centering-long acc. to DIN 6537-L

176

176F

O6nacTtb npumeHeHns / Range of application

A: Nerkue cnnas.ebl / Light alloys
A1.1-1.7 A21-2.7 A3.1-3.2

E: Tutan / Titanium
E1.1-1.3 E2.1-2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

o o= e

A A

176F
h6 h6 C nokpbiTnem / Coated
5,8 40 82 6 176.058 176.058F
6 40 82 6 176.060 176.060F
6,8 45 91 8 176.068 176.068F
7 45 91 8 176.070 176.070F
7,8 48 91 8 176.078 176.078F
8 48 91 8 176.080 176.080F
8,5 52 103 10 176.085 176.085F
8,8 54 103 10 176.088 176.088F
9 54 103 10 176.090 176.090F
9,5 56 103 10 176.095 176.095F
9,8 58 103 10 176.098 176.098F
10 58 103 10 176.100 176.100F
10,5 65 118 12 176.105 176.105F
10,8 66 118 12 176.108 176.108F
" 66 118 12 176.110 176.110F
1,5 70 118 12 176.115 176.115F
11,8 70 118 12 176.118 176.118F
12 72 118 12 176.120 176.120F
12,5 72 124 14 176.125 176.125F
13 76 124 14 176.130 176.130F
13,5 76 124 14 176.135 176.135F
14 76 124 14 176.140 176.140F
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14,5
15
15,5
16
16,5
17
17,5
18
18,5
19
19,5
20

78
80
80
80
82
90
92
92
100
100
100
102

133
133
133
133
143
143
143
143
153
153
153
153

16
16
16
16
18
18
18
18
20
20
20
20

176.145
176.150
176.155
176.160
176.165
176.170
176.175
176.180
176.185
176.190
176.195
176.200

176.145F
176.150F
176.155F
176.160F
176.165F
176.170F
176.175F
176.180F
176.185F
176.190F
176.195F
176.200F
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YkasaTenb

Index
UHcTpymeHTbI Mpynna 4: Tools Group 4: ApT. Ne CtpaHuua
PasBepTku Reamers Code Page
BeeneHue Introduction 269 = 275
ApT. Ne CtpaHuua
UHcTpymeHTbl Mpynna 4.1: Tools Group 4.1:
Py Py P Code Page
PasBepTku - nesas cnupans - npasoe Reamers left hand spiral - right hand cut
BpatueHue - Tun «B» ) - Type «B» 122
Honyck no H7 - DIN 8093 (212) - HepoBHbIi war ) ) 276
-K10 - Tolerance H7 - DIN 8093 (212) - Uneven indexing - K10 - 122F
Menko3epHUCTLIN TBEPAbIN Cnnas Micrograin carbide
PasBepTku - neBasi cnuparns - npaBoe Reamers left hand spiral - right hand cut
BpatleHue - Tun «B» ) - Type «B» 122
Honyck no H7 - DIN 8093 (212) - HepoBHblii war ) ) 277
- K10 - Tolerance H7 - DIN 8093 (212) - Uneven indexing - K10 - 122F
MenkosepHUCTLIN TBEPAbIN Cnnas Micrograin carbide
PasBepTku- npsimast KaHaBka - Tum «A» Straight flute reamers - Type «A» 131
Honyck no H7 - K10 - DIN 8093 (212) . ) )
Merko3epHICTBIN TBEPABIA CNaB - HeposHbIii Tolerance H7 - K10 - Micrograin carbide - DIN 8093 (212) 131F 278
war - Uneven indexing
Pa3sBepTku - nesas cnvpars - Npasoe Reamers left hand spiral - right hand cut 120
BpaLleHune Tun «B» BHyT. cTaHaapT. Jonyck no - Type «B» 120F 279

H7 - K10 - Menko3epHWCTbIM TBEPAbIV Cnnas

Tolerance H7 - K10 - Micrograin carbide - Internal norm
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Pa3BepTku: reomeTpmsa - AONYCKU U pacnpeaenieHne pexyLimx KpoMokK
Reamers: geometry - tolerances and division of cutting edges

CEKUMA M-M

N +Z\M v
[ R G — SECTION M-M

%"\ =
~

NI

rmaBHas pexyLuas Kpomka \\
Main cutting edge

) ) Q ha
a, = 3agHnit yron CEKLMSA P-P |
Rake on diameter dacka B SECTION P-P
a, = BcnomoratenbHeI 3agHNi yron Chamfer
Secondary rake angle on diameter 6
b, = lWnpuHa dackn °
Phase width
Y, = MepeaHui yron
Internal rake angle
Y, = NonepeyHbin nepeaHui yrosn
Helix angle 70

Y, = BcnomoratenbHbI nepeaHuin yron
Frontal rake angle

X, = YCTaHOBOYHbIV yron 2
Rake angle on chamfer N

[y

HepaBHOMepHbIN War pexyLwmx KpOMOK
uneven division of cutting edges

269



—W =2

e | b
CkopocTb pe3aHusa V. (m/min) - O60poTbl B MUHYTY
Cutting speeds V. (m/min) - Revolution per minute n (min?)

PacueTHas dopmyna: ckopocTb pe3aHusi V; (m/min) - 060poTbi B MUHYTY (06/MUH)
Calculation formula: Cutting speed V. (m/min) - Revolution per minute n (min?)

D.(mm) x 3,14 x (06/MuH) V. (m/min) x 1000

i (o) 1000 n (min“) = =5 mm) x 3,14
D, V. (m/min)
5 | 8 | 10 12 | 15 | 20 | 25 | 30 | 35 | 40 | 45
(mm) 060poThl B MMHYTY (06/MuH) / Revolution per minute n (min?)
2,00 796 1274 1592 1911 2389 3185 3981 4777 5573 6369 7166
2,50 637 1019 1274 1529 1911 2548 3185 3822 4459 5096 5732
3,00 531 849 1062 1274 1592 2123 2654 3185 3715 4246 4777
3,50 455 728 910 1092 1365 1820 2275 2730 3185 3640 4095
4,00 398 637 796 955 1194 1592 1990 2389 2787 3185 3583
4,50 354 566 708 849 1062 1415 1769 2123 2477 2831 3185
5,00 318 510 637 764 955 1274 1592 1911 2229 2548 2866
5,50 290 463 579 695 869 1158 1448 1737 2027 2316 2606
6,00 265 425 531 637 796 1062 1327 1592 1858 2123 2389
6,50 245 392 490 588 735 980 1225 1470 1715 1960 2205
7,00 227 364 455 546 682 910 1137 1365 1592 1820 2047
8,00 199 318 398 478 597 796 995 1194 1393 1592 1791
9,00 177 283 354 425 531 708 885 1062 1238 1415 1592
10,00 159 255 318 382 478 637 796 955 1115 1274 1433
11,00 145 232 290 347 434 579 724 869 1013 1158 1303
12,00 133 212 265 318 398 531 663 796 929 1062 1194
13,00 122 196 245 294 367 490 612 735 857 980 1102
14,00 114 182 227 273 341 455 569 682 796 910 1024
15,00 106 170 212 255 318 425 531 637 743 849 955
16,00 100 159 199 239 299 398 498 597 697 796 896
17,00 94 150 187 225 281 375 468 562 656 749 843
18,00 88 142 177 212 265 354 442 531 619 708 796
19,00 84 134 168 201 251 335 419 503 587 670 754
20,00 80 127 159 191 239 318 398 478 557 637 717
22,00 72 116 145 174 217 290 362 434 507 579 651
24,00 66 106 133 159 199 265 332 398 464 531 597
25,00 64 102 127 153 191 255 318 382 446 510 573
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PasBepTku: ckopocTtb pe3saHusa V. (m/min) - ckopoctb nogaum f (mm)
Reamers: Cutting speed V. (m/min) - Feed rate f (mm)

Marepuan Cnoco6 Aunametp D (mm)

rpynna | oxnaxgeHus OV, Diameter D, (mm)

Material Cooling (m/min) 2,00 [ 3,00 | 400 ] 500 ] 6,00 | 8,00 | 10,00] 12,00 14,00 ] 16,00 | 20,00
group medium f (mm)

AnomMuHun - AntommHueBble cnnaBbl - Megb - MegHble cnnaBbl - MarHumn
Aluminium - Alu-alloys - Copper - Copper alloys - Magnesium

A11 1 35 0,10 0,12 0,14 0,15 0,18 0,20 0,25 0,28 0,30 0,34 0,38
A1.2 1 25 0,10 0,12 0,14 0,15 0,18 0,20 0,25 0,28 0,30 0,34 0,38
A13 1 30 0,10 0,12 0,14 0,15 0,18 0,20 0,25 0,28 0,30 0,34 0,38
A14 1 25 0,10 0,12 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
A15 1 25 0,10 0,12 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
A1.6 1 30 0,08 0,10 0,12 0,14 0,16 0,20 0,24 0,26 0,28 0,32 0,35
A1.7 0 20 0,06 0,08 0,10 0,10 0,12 0,15 0,18 0,20 0,22 0,25 0,28
A21 1 30 0,10 0,12 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
A22 1 30 0,10 0,12 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
A23 2 40 0,10 0,12 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
A24 1 30 0,08 0,10 0,12 0,14 0,16 0,20 0,24 0,26 0,28 0,32 0,35
A25 2 40 0,08 0,10 0,12 0,14 0,16 0,20 0,24 0,26 0,28 0,32 0,35
A26 1 25 0,08 0,10 0,12 0,14 0,16 0,20 0,24 0,26 0,28 0,32 0,35
A27 1 25 0,08 0,10 0,12 0,14 0,16 0,18 0,20 0,24 0,25 0,28 0,32
A31 1 25 0,10 0,12 0,15 0,18 0,20 0,22 0,25 0,28 0,32 0,35 0,40
A3.2 1 25 0,10 0,12 0,15 0,18 0,20 0,22 0,25 0,28 0,32 0,35 0,40
A4A 3 30 0,10 0,10 0,12 0,14 0,16 0,18 0,20 0,22 0,25 0,28 0,32
A4.2 3 30 0,10 0,10 0,12 0,14 0,16 0,18 0,20 0,22 0,25 0,28 0,32
MnactMaccbl - ApMUPOBaHHbIE NNACTUKK - LIBeTHbIE MeTansbl
Plastics - Reinforced plastic fibers - Non ferrous materials
B1.1 0 35 0,20 0,20 | 0,22 0,22 0,24 0,26 0,28 0,30 0,32 0,35 0,40
B 1.2 0 25 0,16 0,16 | 0,18 0,18 0,20 0,22 0,25 0,28 0,30 0,32 0,35
B 1.3 0 25 0,16 0,16 | 0,18 0,18 0,20 0,22 0,25 0,28 0,30 0,32 0,35
B 1.4 0 20 0,08 0,10 | 0,12 0,14 0,16 0,18 0,20 0,24 0,25 0,28 0,32
B 1.5 0 25 0,16 0,16 | 0,18 0,18 0,20 0,22 0,25 0,28 0,30 0,32 0,35

CTtanb - KOHCTpyKUMOHHas cTanb - CTanbHble cniaBbl - 3aKkaneHHas ctanb
General construction steels - Steel alloys - Hardened steels

C11 1 25 0,15 0,16 | 0,16 0,18 0,18 0,20 0,22 0,25 0,28 0,32 0,36
Cc1.2 1 25 0,15 0,16 | 0,16 0,18 0,18 0,20 0,22 0,25 0,28 0,32 0,36
C1.3 1 25 0,14 0,15 | 0,15 0,16 0,16 0,18 0,20 0,22 0,25 0,28 0,32
C1.4 1 25 0,14 0,15 | 0,15 0,16 0,16 0,18 0,20 0,22 0,25 0,28 0,32
C1.5 1 25 0,14 0,15 | 0,15 0,16 0,16 0,18 0,20 0,22 0,25 0,28 0,32
C1.6 2 20 0,12 0,14 | 0,14 0,15 0,15 0,16 0,18 0,20 0,22 0,25 0,30
C1.7 0/3 12 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
C1.8 1 15 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
C21 1 15 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
Cc22 1 15 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
c23 2 15 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
C24 1 10 0,06 0,06 | 0,08 0,08 0,10 0,10 0,12 0,14 0,16 0,18 0,22
C 31 1 10 0,06 0,06 | 0,08 0,08 0,10 0,10 0,12 0,14 0,16 0,18 0,22
C3.2 2 8 0,04 0,04 | 0,05 0,05 0,06 0,80 0,10 0,12 0,15 0,16 0,20
C41 1 12 0,08 0,08 | 0,10 0,10 0,10 0,12 0,14 0,15 0,18 0,20 0,25
C4.2 2 10 0,06 0,06 | 0,08 0,08 0,10 0,10 0,12 0,14 0,16 0,18 0,22

OxnaxaeHue 0 = Cyxon 1 = Amynbcus 2 = Macno 3 = Bo3ayx

Cooling medium 0 = Dry 1 =Emulsion 2 =il 3=air

O MpnbnuantenbHble 3HaYEHNst ANA MHCTPYMeHTa 6e3 NoKpbITHS
O Approx. values for uncoated tools
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PasBepTku: ckopocTtb pe3aHua V. (m/min) - ckopocTb nogaum f (mm)
Reamers: Cutting speed V. (m/min) - Feed rate f (mm)

Matepuan Cnoco6 NunameTtp D (mm)

rpynna | oxnaxpeHus OV, Diameter D, (mm)

Material Cooling (m/min) 2,00 | 3,00 [ 4,00 ] 500 [ 6,00 | 800 | 10,00 [ 12,00 | 14,00 | 16,00 | 20,00
group medium f (mm)

1 15 0,06 0,06 0,06 0,08 0,08 0,10 0,12 0,15 0,18 0,20 0,22
1 15 0,06 0,06 0,06 0,08 0,08 0,10 0,12 0,15 0,18 0,20 0,22
1 12 0,06 0,06 0,06 0,08 0,08 0,10 0,12 0,15 0,18 0,20 0,22
1 15 0,05 0,05 0,06 0,06 0,06 0,08 0,10 0,12 0,14 0,16 0,20
2 10 0,05 0,05 0,06 0,06 0,06 0,08 0,10 0,12 0,14 0,16 0,20
Hukenb/Ko6anksToBble cnnaBbl - TUTaH - TUTaHOBLIE cNnaBbl
Nickel/Cobalt alloys - Titanium - Titanium alloys
E1.1 1 25 0,05 0,05 0,06 0,07 0,08 0,10 0,12 0,15 0,18 0,20 0,22
E1.2 1 20 0,05 0,05 0,06 0,07 0,08 0,10 0,12 0,15 0,18 0,20 0,20
E1.3 1 15 0,05 0,05 0,06 0,07 0,08 0,10 0,12 0,14 0,16 0,18 0,20
E21 1 20 0,05 0,05 0,06 0,07 0,08 0,10 0,12 0,15 0,18 0,20 0,20
E 22 1 10 0,05 0,05 0,06 0,07 0,08 0,10 0,12 0,15 0,18 0,20 0,20
E 23 1 8 0,04 0,04 0,05 0,06 0,06 0,07 0,08 0,10 0,12 0,14 0,16
YyryH
Cast irons
F1.1 0 12 0,08 0,10 0,14 0,18 0,22 0,25 0,28 0,32 0,35 0,38 0,40
F1.2 0 12 0,10 0,12 0,14 0,15 0,16 0,18 0,20 0,24 0,28 0,32 0,35
F1.3 3/0 5 0,04 0,04 0,05 0,06 0,06 0,07 0,08 0,10 0,12 0,14 0,16
F1.4 0 15 0,08 0,10 0,14 0,18 0,22 0,25 0,28 0,32 0,35 0,38 0,40
F1.5 0 15 0,10 0,12 0,14 0,15 0,16 0,18 0,20 0,24 0,28 0,32 0,35
F21 3/0 12 0,08 0,10 0,14 0,18 0,22 0,25 0,28 0,32 0,35 0,38 0,40
F 2.2 3/0 10 0,06 0,06 0,06 0,08 0,08 0,10 0,12 0,15 0,18 0,20 0,22
F23 3/0 10 0,10 0,12 0,14 0,15 0,16 0,18 0,20 0,22 0,24 0,26 0,30
F 24 3/0 10 0,10 0,12 0,14 0,15 0,16 0,18 0,20 0,22 0,24 0,26 0,30

F'pachut - Bonbcpam / MegHbIe cnnaBbl (45151 MU3TOTOBIIEHUS INIEKTPOAOB)
Graphite - Tungsten/copper alloys (for electrode manufacturing)

G141

G241 1 12 0,10 0,12 | 0,14 0,15 0,18 0,20 0,24 0,26 0,28 0,32 0,35
OxnaxaeHue 0 = Cyxom 1 = 3dmynbcus 2 = Macno 3 = Bo3ayx
Cooling medium 0 = Dry 1 = Emulsion 2 =oil 3 =air
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OcHoBHbIe npousBoAcTBeHHbIe aonycku - DIN 1420
Main manufacturing tolerances - DIN 1420

LERIETE [onycku Ha U3roToBMNeHWe pa3BepPToK B MKM,
pasBepTki no KBanurtertam ans d
d,B Mm i
oT ao A9 A1l B8 B9 B 10 B 11 Cc8 C9 c10 c1
1 3 +291 +321 +151 +161 +174 +191 +71 + 81 +94 +111
+282 +300 +146 +152 +160 +170 + 66 +72 + 80 +90
3 6 +295 +333 +155 +165 +180 +203 + 85 + 95 +110 +133
+284 +306 +148 +154 +163 +176 +78 + 84 +93 +106
6 10 +310 +356 +168 +180 +199 +226 +98 +110 +129 +156
+297 +324 +160 +167 +178 +194 +90 + 97 +108 +124
10 18 +326 +383 +172 +186 +209 +243 +117 +131 +154 +188
+310 +344 +162 +170 +184 +204 +107 +115 +129 +149
18 30 +344 +410 +188 +204 +231 +270 +138 +154 +181 +220
+325 +364 +176 +185 +201 +224 +126 +135 +151 +174
30 40 +362 +446 +203 +222 +255 +306 +153 +172 +205 +256
+340 +390 +189 +200 +220 +250 +139 +150 +170 +200
40 50 +372 +456 +213 +232 +265 +316 +163 +182 +215 +266
+350 +400 +199 +210 +230 +260 +149 +160 +180 +210
50 65 +402 +501 +229 +252 +292 +351 +179 +202 +242 +301
+376 +434 +212 +226 +250 +284 +162 +176 +200 +234
65 80 +422 +521 +239 +262 +302 +361 +189 +212 +252 +311
+396 +454 +222 +236 +260 +294 +172 +186 +210 +244
80 100 +453 +567 +265 +293 +339 +407 +215 +243 +289 +357
+422 +490 +246 +262 +290 +330 +196 +212 +240 +280
100 120 +483 +597 +285 +313 +359 +427 +225 +253 +299 +367
+452 +520 +266 +282 +310 +350 +206 +222 +250 +290
120 140 +545 +672 +313 +345 +396 +472 +253 +285 +336 +412
+510 +584 +290 +310 +340 +384 +230 +250 +280 +324
140 160 +605 +732 +333 +365 +416 +492 +263 +295 +346 +422
+570 +644 +310 +330 +360 +404 +240 +260 +290 +334
160 180 +665 +792 +363 +395 +446 +522 +283 +315 +366 +442
+630 +704 +340 +360 +390 +434 +260 +280 +310 +354
AERIETE [onycky Ha U3roToBneHue pa3BepTok B MKM,
p?stePTK" no keanutetam ans d,
;B MM
oT ao D8 D9 D10 D11 E7 E8 E9 F 6 F7 F8 F9 G6 G7
1 3 +31 +41 + 54 +71 +22 + 25 +35 +11 +14 +17 + 27 + 7 +10
+ 26 + 32 +40 + 50 +18 +20 + 26 + 8 +10 +12 +18 + 4 + 6
3 6 +45 + 55 +70 +93 + 30 + 35 + 45 +16 + 20 + 25 + 35 +10 +14
+ 38 +44 + 53 + 66 + 25 +28 + 34 +13 +15 +18 +24 + 7 + 9
6 10 +58 +70 +89 +116 + 37 +43 + 55 +20 +25 + 31 +43 +12 +17
+ 50 + 57 + 68 + 84 + 31 + 35 +42 +16 +19 +23 + 30 + 8 +11
10 18 +72 + 86 +109 +143 + 47 + 54 + 68 + 25 + 31 + 38 +52 +15 +21
+ 62 +70 + 84 +104 +40 +44 +52 +21 +24 + 28 + 36 +11 +14
18 30 +93 +109 +136 +175 +57 + 68 + 84 +31 +37 +48 + 64 +18 +24
+ 81 +90 +106 +129 +49 + 56 + 65 + 26 + 29 + 36 +45 +13 +16
30 50 +113 +132 +165 +216 +71 +83 +102 + 38 + 46 + 58 +77 +22 + 30
+99 +110 +130 +160 + 62 + 69 + 80 + 32 + 37 +44 + 55 +16 + 21
50 80 +139 +162 +202 +261 + 85 +99 +122 +46 + 55 + 69 +92 + 26 + 35
+122 +136 +160 +194 +74 + 82 + 96 +39 +44 + 52 + 66 +19 +24
80 120 +165 +193 +239 +307 +101 +117 +145 + 54 + 65 + 81 +109 +30 +41
+146 +162 +190 +230 + 88 + 98 +114 + 46 + 52 + 62 +78 + 22 + 28
120 180 +198 +230 +281 +357 +119 +138 +170 + 64 +77 + 96 +128 +35 +48
+175 +195 +225 +269 +105 +115 +135 + 55 +63 +73 +93 + 26 + 34
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OcHoOBHbIe NPOM3BOACTBEHHbIE A
Main manufacturing tolerances - DIN 1420

onycku - DIN 1420

pﬂ:::::fu [onycku Ha U3roToBNEeHWEe Pa3BepPTOK B MKM,
no keanurtetam ansa d
d,B Mm 1
ot Ao H6 H8 H10 H 11 H12 J6 J7 J8 JS 6 JS7 JS 8 JS9
1 3 + 5 + + 1 + + 34 + 51 + 85 + 1 + 2 + 3 + 2 + 3 + 4 + 8
+ 2| + + 6 | + + 20 | + 30 + 50 - 2 - 2 - 2 -1 -1 -1 -1
3 6 + 6 | + + 15 | + + 40 | + 63 | +102 + 3 + 4 7 + 2 + 4 + 6 + 10
+ 3 + + 8 | + + 23 | + 36 + 60 0 -1 0 -1 -1 -1 -1
6 10 + 7|+ + 18 | + +49 | + 76 | +127 + 3 + 5 + 8 + 3 + 5 + 7 + 12
+ 3| + + 10 | + + 28 | + 44 +74 -1 -1 0 -1 -1 -1 -1
10 18 + 9 | + + 22 | + + 59 | + 93 | +153 + 4 + 7 +10 + 3 + 6 + 9 + 15
+ 5 | + + 12 | + + 34 | +54 +90 0 0 0 -1 -1 -1 -1
18 30 + 1 + + 28 | + + 71 +110 | +178 + 6 + 8 +15 + 4 + 7 + 1 + 18
+ 6 | + + 16 | + + 41 + 64 | +104 + 1 0 + 3 -1 -1 -1 -1
30 50 + 13 | + + 33 | + + 85 | +136 | +212 + 7 +10 +18 + 5 + 8 + 13 | + 21
+ 7 | + + 19 | + + 50 | + 80 | +124 + 1 + 1 + 4 -1 -1 -1 -1
50 80 + 16 | + + 39 + +102 +161 +255 +10 +13 + 21 + 6 + 10 + 16 + 25
+ 9 | + + 22 | + + 60 | +94 | +150 + 3 + 2 + 4 -1 -1 -1 -1
80 120 + 18 | + + 45 | + +119 | +187 | +297 +12 +16 + 25 7 +12 | + 18 | + 30
+ 10 | + + 26 | + + 70 | +110 | +174 + 4 + 3 + 6 -1 -1 -1 -1
120 180 + 21 + + 53 | + +136 | +212 | +340 +14 +20 +31 + 8 +14 | +22 | + 35
+ 12 | + + 30 | + + 80 | +124 | +200 + 5 + 6 + 8 - 1 0 1 0
pﬂg::::fn [lonycku Ha U3roToBneHWe pa3BepPToK B MKM,
d no keanutetam ans d,
4B MM
oT no K6 K7 K8 M6 M7 M8 N6 N7 N8 N9 N 10 N 11 P6 P7
1 3 4 - 2 - 3 - 3 - 4 B -5 -6 | - 7 8 | - 10 13 -7 - 8
1 - 6 - 8 - 6 - 8 - 8 -10 | - 12 17 | — 24 34 | —10 | - 12
3 6 0 + 1 + 2 - 3 - 2 -1 -7 -6 | - 5 5| - 8 12 -1 - 10
8 - 4 -5 - 6 -7 - 8 -10 | - 11 - 12 16 | — 25 39 | —14 | - 15
6 10 0 + 2 + 2 -5 -3 -3 -9 -7 |- 7 6 | — 9 14 | - 14 | - 12
4 - 4 - 6 -9 -9 -1 -13 | - 13 | — 15 19 | — 30 46 | — 18 | — 18
10 18 0 + 3 + 3 - 6 - 3 - 3 -1 - 8 - 8 71 -1 17 | =17 | — 14
4 - 4 -7 -10 | -10 | =13 | =15 | =15 | — 18 23 | — 36 56 | — 21 - 21
18 30 0 + 2 + 5 - 6 - 4 -1 -13 | - 11 - 8 8 | —13 20 | — 20 | - 18
5 - 6 - 7 -1 -12 | -13 | -18 | =19 | — 20 27 | - 43 66 | — 25 | — 26
30 50 0 SIS + 6 - 7 - 4 -1 -15 | =12 | — 9 10 | — 15 24 | - 24 | - 21
6 - 6 - 8 13 | —13 | —15 | — 21 - 21 - 23 32 | - 50 80 | — 30 | - 30
50 80 1 + 4 + 7 - 8 -5 -2 -17 | =14 | - 11 12 | — 18 29 | —29 | - 26
6 -7 - 10 15| -16 | -19 | — 24 | — 25 | - 28 38 | — 60 9% | — 36 | — 37
80 120 0 + 4 + 7 10 - 6 -3 -20 | - 16 | — 13 14 | — 21 33 | -34 | -30
8 -9 - 12 18 | —19 | — 22 | — 28 | — 29 | - 32 45 | — 70 | —110 | — 42 | - 43
120 180 0 + 6 + 10 12 - 6 - 2 - 24 | -18 | — 14 15 | —24 | - 38 | —40 | - 34
9 - 8 - 13 21 -20 | - 25| -33 | -3 | - 37 50 | — 80 | —126 | — 49 | — 48

274



G TR
OMNMUCAHUE CMBOJIOB
ICONS DESCRIPTION

Mapka TBepgoro cnnaea
Carbide grade

[nuHa nHcTpymeHTa
Tool length

WHcTpymeHT Tin A

dopma pexyLient KpOMKM No cTaHgapTy

Cranpgapt npeanpuatus - CTI gnvHHbIN
Internal standard long

WHCcTpymeHT T1n B
Tool type B

npeanpusatus (CTI) @ Tool type A
Cutting edge design acc. to internal standard

Pa3wmepbl no DIN 8093
Dimensions acc. to DIN 8093

CnupanbHbii kaHan COX
Spiral coolant ducts

Mpsimo ueHTpanbHbI kaHan COX
Straight centric coolant duct

Mpsimoin kaHan COX
Straight coolant ducts

C macnsHHoW aMynbcuen
with oil emulsion

Mpsimasi cTpyxevHas kKaHaBka
straight flute

JleBasi cnupansb - NeBoe BpalleHue
Left hand cut spiral - right hand cut

[nameTp nHctpymeHTa Dc
Tool diameter D¢

[nnHa nHcTpymeHTa
Tool length

[nuHa nHcTpymeHTa
Tool length
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Pa3BepTKVI neBasi cnupanb - npaBoe BpalleHune Tun «B» -

K10 - lonyck no H7 - DIN 8093 (212) - HepoBHbIN war - Menko3epHUCTbIN TBEpPAbIM CnnaB

Reamers left hand spiral - right hand cut - Type «B»
Tolerance H7 - DIN 8093 (212) - Uneven indexing - K10 - Micrograin carbide

122

122F

A: Nerkue cnnas.ebl / Light alloys

O6nactb npumeHenns / Range of application

A1.1-17 A21-27 A3.1-32 A4.1-42

C: Cranb / Steels

C1.1-1.8 C2.1-24 C31

E: Tutan / Titanium
E1.1-1.3 E2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-2.4

C4.1-4.2

7?

ii

A

D, mm L2 L1 D2 V4 122 122F
oT - go / from-to C nokpbiTnem / Coated
Toll. H7 h6 MoxanyvicTta Bcerga ykasbiBante - @ mm

1,9 - 21 1" 49 2 4 122.0190 + 122.0210 122.0190F + 122.0210F
2,2 - 23 12 58] 2,2 4 122.0220 + 122.0230 122.0220F + 122.0230F
24 - 26 14 57 2,5 4 122.0240 + 122.0260 122.0240F + 122.0260F
2,7 - 31 15 61 8 4 122.0270 + 122.0310 122.0270F + 122.0310F
3,2 - 37 18 70 3,5 4 122.0320 + 122.0370 122.0320F + 122.0370F
3,8 - 4.2 19 75 4 4 122.0380 + 122.0420 122.0380F + 122.0420F
4,3 - 4,7 21 75 4,5 4 122.0430 + 122.0470 122.0430F + 122.0470F
4,8 - 53 23 86 5 4 122.0480 + 122.0530 122.0480F + 122.0530F
5,4 - 58 26 93 5,6 6 122.0540 + 122.0580 122.0540F + 122.0580F
5,9 - 6,2 26 93 5,6 6 122.0590 + 122.0620 122.0590F + 122.0620F
6,3 - 6,7 28 101 6,3 6 122.0630 + 122.0670 122.0630F + 122.0670F
6,8 - 75 31 109 7.1 6 122.0680 + 122.0750 122.0680F + 122.0750F
7,6 - 85 33 117 8 6 122.0760 + 122.0850 122.0760F + 122.0850F
8,6 - 95 36 125 9 6 122.0860 + 122.0950 122.0860F + 122.0950F
9,6 - 10,6 38 133 10 6 122.0960 + 122.1060 122.0960F + 122.1060F

10,7 - 11,8 41 142 10 6 122.1070 + 122.1180 122.1070F+ 122.1180F

11,9 - 13,2 44 151 10 6 122.1190 + 122.1320 122.1190F + 122.1320F
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i,

L3

PaSBepTKM neBasi cnupanb - npaBoe BpalleHune Tun «B» -

K10 - Jonyck no H7 - DIN 8093 (212) - HepoBHbI# war - Menko3epHUCTLIM TBEpAbIA cnnaB

Reamers left hand spiral - right hand cut - Type «B»
Tolerance H7 - DIN 8093 (212) - Uneven indexing - K10 - Micrograin carbide

122

122F

A: Nerkue cnnasebl / Light alloys
A1.1-1.7 A2.1-2.7 A3.1-3.2 A4.1-4.2

C: Cranb / Steels

C1.1-1.8 C2.1-24 C31

E: Tutan / Titanium
E1.1-1.3 E2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

O6nactb npumeHenunst / Range of application

C4.1-4.2

}4 L2
Zf—— sk
l€ L1

»|
g

>
>

<
D, mm L2 L1 D2 Y4 122 122F
oT - go / from-to C nokpbiTnem / Coated
H7 h6 MoxanyricTta Bcerga ykasbiBante - @ mm
1,91 - 212 11 49 2 4 122.0191 + 122.0212 122.0191F + 122.0212F
213 - 2,36 12 53] 2,2 4 122.0213 + 122.0236 122.0213F + 122.0236F
2,37 - 2,65 14 57 2,5 4 122.0237 + 122.0265 122.0237F + 122.0265F
266 - 3,15 15 61 & 4 122.0266 + 122.0315 122.0266F + 122.0315F
316 - 3,75 18 70 3,5 4 122.0316 + 122.0375 122.0316F + 122.0375F
3,76 - 4,25 19 75 4 4 122.0376 + 122.0425 122.0376F + 122.0425F
4,26 - 475 21 75 4,5 4 122.0426 + 122.0475 122.0426F + 122.0475F
4,76 - 5,30 23 86 ® 4 122.0476 + 122.0530 122.0476F + 122.0530F
531 - 5,80 26 93 5,6 6 122.0531 + 122.0580 122.0531F + 122.0580F
581 - 6,20 26 93 5,6 6 122.0581 + 122.0620 122.0581F + 122.0620F
6,21 - 6,70 28 101 6,3 6 122.0621 + 122.0670 122.0621F + 122.0670F
6,71 - 7,50 31 109 71 6 122.0671 + 122.0750 122.0671F = 122.0750F
751 - 8,50 33 117 8 6 122.0751 + 122.0850 122.0751F + 122.0850F
851 - 9,50 36 125 9 6 122.0851 + 122.0950 122.0851F + 122.0950F
9,51 - 10,60 38 133 10 6 122.0951 + 122.1060 122.0951F + 122.1060F
10,61 - 11,80 41 142 10 6 122.1061 + 122.1180 122.1061F + 122.1180F
11,81 - 13,20 44 151 10 6 122.1181 + 122.1320 122.1181F + 122.1320F
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Pa3BepTku npsiMas cTpye4yHasi KaHaBKa - Typ «A»

K10 - fonyck H7 - menkosepHucTbin TBepabin cnnas - DIN 8093 (212) - HepoBHbIN war

Straight flute reamers - Type «A»
Tolerance H7 - K10 - Micrograin carbide - DIN 8093 (212) - Uneven indexing

O6nacTtb npumeHeHus / Range of application
131 131F A: Nerkue cnnasel / Light alloys
A1.1-1.7 A2.1-2.7 A3.1-3.2 A4.1-4.2
E: Tutan / Titanium
E1.1-1.3 E2.2
F: YyryH / Cast irons
F1.1-1.5 F2.1-24
< L2 >
oﬂi (e | Sji
¢ L1 >
A < >
A A .
DIN
8093
L2 L1 D2 z 131 131F
h6 C nokpbiTnem / Coated
2 11 49 2 4 131.020 131.020F
2,5 14 57 2,5 4 131.025 131.025F
3 15 61 3 4 131.030 131.030F
3,5 18 70 3,5 4 131.035 131.035F
4 19 75 4 4 131.040 131.040F
4,5 21 75 45 4 131.045 131.045F
5 23 86 5 4 131.050 131.050F
5,5 26 93 5,6 6 131.056 131.056F
6 26 93 5,6 6 131.056 131.056F
6,5 28 101 6,3 6 131.063 131.063F
7 31 109 7.1 6 131.071 131.071F
8 33 17 8 6 131.080 131.080F
9 36 125 9 6 131.090 131.090F
10 38 133 10 6 131.100 131.100F
1 41 142 10 6 131.110 131.110F
12 44 151 10 6 131.120 131.120F
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Pa3BepTtku - JleBas cnupans - [paBoe BpaweHue - Tun «B»
K10 - Jonyck no H7 - K10 - Menko3epHWUCTLIN TBEPAbIV CNaB - BHYTPEHHUI cTaHaapT

Reamers left hand spiral - right hand cut - Type «B»
Tolerance H7 - K10 - Micrograin carbide - Internal norm

O6nacTtb npumeHeHus / Range of application

120 120F

A: Nerkue cnnas.ebl / Light alloys
A1.1-1.7 A2.1-2.7 A3.1-3.2 A4.1-4.2

E: Tutan / Titanium
E1.1-1.3 E2.2

F: YyryH / Cast irons
F1.1-1.5 F2.1-24

< L2 N ‘
=
« L1 >

=)
D, L2 L1 D2 z 120 120F
H7 C nokpbitnem / Coated
2 12 40 2 4 120.020 120.020F
2,5 12 40 2,5 4 120.025 120.025F
3 12 50 3 4 120.030 120.030F
3,5 15 52 & 4 120.035 120.035F
4 18 55 4 4 120.040 120.040F
4,5 20 58 4,5 4 120.045 120.045F
5 22 62 5 4 120.050 120.050F
5,5 22 62 B85 4 120.055 120.055F
6 25 66 6 6 120.060 120.060F
6,5 25 66 6,5 6 120.065 120.065F
7 25 75 7 6 120.070 120.070F
8 28 79 8 6 120.080 120.080F
9 35 100 9 6 120.090 120.090F
10 35 100 10 6 120.100 120.100F
1" 35 100 11 6 120.110 120.110F
12 85) 100 12 6 120.120 120.120F
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- TBepaocnnaBHble 3eHKOBKMN

Carbide cgantersinks
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CkopocTb pe3aHua V. (m/min) - ckopocTb nogayun f (mm)

Cutting speed V. (m/min) - Feed rate f (mm)

Marepuan Onucanue IpoyHocTb V. f Cnoco6
lpynna maTepuana N/mm? (m/min) (mm) oxnaxaenus
Material Material Strength Ve f
Group Description N/mm? (m/min) (mm) Cooling system

KoBaHble cnnasbl antoMuHns <705 25-30 0,08-0,3 Omynbens

A1 Wrought Aluminium alloys Emulsion
AntomuHuessle numelHsle crinasbl Si < 12% <400 30-35 0,1-0,3 Amynbens
Cast aluminium alloys Emulsion
Megab - megHble cnnasbl <400 30-35 0,1 -0,3 Omynbens

A2 Copper - Copper alloys Emulsion
MeOokb - medHble crinasbl <850 20-25 0,05 -0,20 Amynbens
Copper - Copper alloys Emulsion

A4 MarnuneBble cnnasbl <705 25-30 0,05-0,25 Bes cmasku
Magnesium alloys Dry

B1 Oyponnactel - TepmonnacTbl 30-35 0,08 - 0,35 Bes cmaskn/Bo3gyx
Thermoset - Thermoplastic Dry / Air

B2 LiBeTHbIe MeTanmbl 20 -30 0,08 -0,15 Bes cmasku/Bo3ayx
Non ferrous materials Dry / Air
Cranb - Cnnasbl cTanu 20-25 0,1-0,3 Smynbcus
Steel - Steel alloys Emulsion
Cranb - Cnnasbl cTanu <705 15-20 0,05-0,25 Omynbens
Steel - Steel alloys Emulsion
Cranb - Cnnaebl cTanu <1125 12-18 0,05 - 0,20 Smynbcus
Steel - Steel alloys Emulsion
Cranb - Cnnasbl cTanu 10-15 0,03-0,15 Macno
Steel - Steel alloys Oil
3akaneHHas ctanb 8-12 0,02 - 0,01 Macno
Hardned steels Oil
CreumnanbHble ctanm 10-15 0,03-0,15 Macno
Special steels Oil
HepxaBetowas ctanb 10- 15 0,06 - 0,25 Amynbens
Stainless steels Emulsion
HepxxaBetowas ctanb 8-12 Macno
Stainless steels Oil
Tutan 20-25 0,05 - 0,20 Smynbcus
Pure titanium Emulsion

E1 CnnaBbl TUTaHa <1125 15-20 0,05-0,20 Omynbens
Titanium alloys Emulsion
HuvikenekobanbsToBble cnnaBbl <705 20-25 0,05 - 0,20 Smynbcus
Nickel-cobalt alloys Emulsion

E2 HwvkenekobansToBble cnnasbl 8-12 0,03-0,15 Macno
Nickel-cobalt alloys Oil
Cepblii YyryH 15-20 0,05-0,3 Be3 cmaskn
Grey cast irons Dry

F1 OT6eneHHbIN YyryH 8-12 0,03-0,15 Bea COXK/MuH.COX
Hard cast irons Dry / Min.q.ty lubr.
KoBkuia 4yryH 15-20 0,05-0,25 Bes cmasku
Malleable cast irons Dry
YyryH ¢ lwapoBvaHbIM rpadontom <400 20-25 0,05-0,3 Bea COXK/MuH.COX
Nodular graphite cast irons Dry / Min.q.ty lubr.

F2 YyryH ¢ lwapoBuaHbIM rpacovTom <1125 15-20 0,03-0,2 Bes COX/muH.COX
Nodular graphite cast irons Dry / Min.q.ty lubr.
YyryH ¢ yepBeobpasHbiM rpachuTom <333 HB 15-20 0,03-0,2 Bea COXK/MuH.COX
Vermicular graphite cast irons Dry / Min.q.ty lubr.
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PacuetHas chopmyna o60poToB B MUHYTY h (06/MUH)
Calculation formula for revolution per minute n (min)

O6opoTbl B MUHYTY N CkopocTtb pe3aHusa V. (m/min)
Revolution per minute n (min-t) Cutting speed V. (m/min)
. Ve x 1 . D, x 3,14 x n
n (min') = —DCW " 3(,)(1)3 V. (m/min) = — 100‘3’
O630p 3Ha4YeHU 06OPOTOB B MUHYTY
Survey of revolutions per minute n (min)
Dy V. (m/min)
5 | 8 | 10 | 12 [ 15 | 18 | 20 | 25 | 30 | 35 [ 40 | 50
(mm) 060poThbI B MUHYTY h (06/MuH) / Revolution or minute (min)
2,5 39 63 79 94 118 141 157 196 236 275 314 393
3,0 47 5 94 113 141 170 188 236 283 330 377 471
3,5 55 88 110 132 165 198 220 275 330 385 440 550
4,0 63 100 126 151 188 226 251 314 377 440 502 628
5,0 79 126 157 188 236 283 314 393 471 550 628 785
55 86 138 173 207 259 311 345 432 518 604 691 864
6,0 94 151 188 226 283 339 377 471 565 659 754 942
6,5 102 163 204 245 306 367 408 510 612 714 816 1021
7,0 110 176 220 264 330 396 440 550 659 769 879 1099
7,5 118 188 236 283 858 424 471 589 707 824 942 1178
8,0 126 201 251 301 377 452 502 628 754 879 1005 1256
8,5 133 214 267 320 400 480 534 667 801 934 1068 1335
9,0 141 226 283 339 424 509 565 707 848 989 1130 1413
9,5 149 239 299 358 448 538 597 747 896 1045 1194 1493
10,0 157 251 314 377 471 565 628 785 942 1099 1256 1570
11,0 173 276 345 414 518 622 691 864 1036 1209 1382 1727
12,0 188 301 377 452 565 678 754 942 1130 1319 1507 1884
13,0 204 327 408 490 612 739 816 1021 1225 1429 1633 2041
14,0 220 352 440 528 659 791 879 1099 1319 1539 1758 2198
15,0 236 377 471 565 707 848 942 1178 1413 1649 1884 2355
16,0 251 402 502 603 754 904 1005 1256 1507 1758 2010 2512
17,0 267 427 534 641 801 961 1068 1335 1601 1868 2135 2669
18,0 283 452 565 678 848 1017 1130 1413 1696 1978 2261 2826
9,0 141 226 283 339 424 509 565 707 848 989 1130 1413
20,0 314 502 628 754 942 1130 1256 1570 1884 2198 2512 3140
22,0 345 6558 691 829 1036 1243 1382 1727 2072 2418 2763 3454
24,0 377 603 754 904 1130 1356 1507 1884 2261 2638 3014 3768
26,0 408 653 816 980 1225 1470 1633 2041 2449 2857 3266 4082
28,0 440 703 879 1055 1319 1583 1758 2198 2638 3077 3517 4396
30,0 471 754 942 1130 1413 1696 1884 2355 2826 3297 3768 4710
31,5 495 791 989 1187 1484 1780 1978 2473 2967 3462 3956 4946

284



OMNMUCAHUE CMMBOJIOB
ICONS DESCRIPTION

Mapka TBEpAoOro cnnasa
Carbide grade

CHsaTne cackm
Face setting application

KoHnueckoe 3eHkoBaHue
Countersinking application

dopma pexyLiert KpOMKM No cTaHaapTy
npegnpusTtus (CTIM)
Cutting edge design acc. to internal standard

Tpéxaybas 90° MHorownuHaensHasa obpaboTtka

90° three flute Multi-spindle application
Tpéxaybas 60° P = C amynbcuen
60° three flute I>( ) |' with emulsion

OpHosybas 90°
90° single flute

C cxaTblM BO3AYXOM
with compressed air

e
7AN
-

DD@IE

v
N

OpHo3sybas 60°
60° single flute

MHorownuHaensHas obpaboTtka
Multi-spindle application

CHaTume cackm
Face setting application

KoHunyeckoe 3eHkoBaHme
Countersinking application

CHaTne cackm
Face setting application

KoHnueckoe 3eHkoBaHue
Countersinking application

CHsiTne dackm
Face setting application

KoHunueckoe 3eHkoBaHWe
Countersinking application

Jedieea
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OpHo3yb6asn 3eHKoBKa - 60°
60° single flute countersink

( N ([ \ O6nacTb npumeHeHus / Range of application

51 S51A

A: Nérkune cnna.ebl / Light alloys
A1.1-16 A2.1-27 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons
F1.4-1.5 F21-24

A
o
& s&%lbaj
S

le L1 ol
[ >
A J . J N\ J
60°
<[ —)
D. L1 D2 51 51A
h6 C nokpbiTnem / Coated
4,3 50 6 51.0406 51.0406A
6,3 51 6 51.0606 51.0606A
8,3 55 6 51.0806 51.0806A
10,4 56 6 51.1006 51.1006A
12,4 59 6 51.1206 51.1206A
12,4 59 8 51.1208 51.1208A
16,5 63 6 51.1606 51.1606A
16,5 63 8 51.1608 51.1608A
16,5 63 10 51.1610 51.1610A
20,5 67 6 51.2006 51.2006A
20,5 67 8 51.2008 51.2008A
20,5 67 10 51.2010 51.2010A
25,5 73 8 51.2508 51.2508A
2585 73 10 51.2510 51.2510A
31,5 79 10 51.3110 51.3110A
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Tpex3ybas 3eHKOBKa - 60°
60° three flute countersink

( N ([ \ O6nacTb npumeHeHus / Range of application

53 53A

A: Nérkune cnna.ebl / Light alloys
A1.1-1.6 A2.1-27 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons
F1.4-1.5 F21-24

' 2\
y
5>l 3]
a © \ a
I
! < L1 N
[ >
o J o J N\ J
HM 60°
CK10-20-MG I> || }@
Micrograin \'

D. L1 D2 53 53A
h6 C nokpbiTnem / Coated O 5
4,3 50 6 53.0406 53.0406A
6,3 51 6 53.0606 53.0606A
8,3 55 6 53.0806 53.0806A
10,4 56 6 53.1006 53.1006A
12,4 59 6 53.1206 53.1206A
12,4 59 8 53.1208 53.1208A
16,5 63 6 53.1606 53.1606A
16,5 63 8 53.1608 53.1608A
16,5 63 10 53.1610 53.1610A
20,5 67 6 53.2006 53.2006A
20,5 67 8 53.2008 53.2008A
20,5 67 10 53.2010 53.2010A
25,5 73 8 53.2508 53.2508A
2515 73 10 53.2510 53.2510A
315 79 10 53.3110 53.3110A
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OpHo3yb6asn 3eHkoBKa - 90°
90° single flute countersink

( N ([ \ O6nacTb npumeHeHus / Range of application

50 S50A

A: Nérkune cnna.ebl / Light alloys
A1.1-16 A2.1-27 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons
F1.4-1.5 F21-24

90°

s, =y
DU

D L1 D2 50 50A
h6 C nokpbiTnem / Coated
4,3 50 6 50.0406 50.0406A
6,3 51 6 50.0606 50.0606A
8,3 52 6 50.0806 50.0806A
10,4 58 6 50.1006 50.1006A
12,4 55 6 50.1206 50.1206A
12,4 55 8 50.1208 50.1208A
16,5 58 6 50.1606 50.1606A
16,5 58 8 50.1608 50.1608A
16,5 58 10 50.1610 50.1610A
20,5 61 6 50.2006 50.2006A
20,5 61 8 50.2008 50.2008A
20,5 61 10 50.2010 50.2010A
25,5 64 8 50.2508 50.2508A
25,5 64 10 50.2510 50.2510A
315 68 10 50.3110 50.3110A
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Tpex3ybasn 3eHKkoBKa - 90°
90° three flute countersink

52

52A

O6nacTtb npumeHeHus / Range of application

A: Nérkune cnna.ebl / Light alloys
A1.1-1.6 A2.1-27 A3.1-3.2 A4.1-4.2

F: YyryH / Cast irons
F1.4-1.5 F21-24

90°

{[D %FD 3]

wEHO)

D. L1 D2 52 52A
h6 C nokpbiTnem / Coated
4,3 50 6 52.0406 52.0406A
6,3 51 6 52.0606 52.0606A
8,3 52 6 52.0806 52.0806A
10,4 58 6 52.1006 52.1006A
12,4 55 6 52.1206 52.1206A
12,4 55 8 52.1208 52.1208A
16,5 58 6 52.1606 52.1606A
16,5 58 8 52.1608 52.1608A
16,5 58 10 52.1610 52.1610A
20,5 61 6 52.2006 52.2006A
20,5 61 8 52.2008 52.2008A
20,5 61 10 52.2010 52.2010A
25,5 64 8 52.2508 52.2508A
254> 64 10 52.2510 52.2510A
31,5 68 10 52.3110 52.3110A
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