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

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

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

La nostra aspirazione piu grande e quella di essere considerati dai nostri clienti partner affidabili e insostituibili.

Die & Moud Shanghai 2013

EMO Parigi 1983

These are the main features that distinguishes us on the international scene of solid carbide cutting tools.

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

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

The biggest aspiration is to be considered by our customers reliable and irreplaceable partner.

’ www.nuovacumet.it




Applicazioni
Applications

Inhaltsverzeichnis - Matieres - NMpumeHeHue - Aplikace

APPLICATIONS

END MILL

ssssss
eel

— -
— e Y800 046 > 9 0 149
——— 205 ol ¢ L L AR L 17 151
S a6 212 » 57 180
m— e 2005 320 & % & 93 192
Sl 70 6 » 65 181
Tl 700 232 » % | 11
=—aeawd 755 32 » 66 181
=t
e 210 625 % $ 9 64 192
p— 16
— =y 20T shank 6 & L_JR 90 192
— 200 132 » . » 95 | 192
I '
b 200 120 ||| (D » » 92 192
— 22 120 [l . P o 1%
——— JRCCURERTI SN * » 1 149
0425

; 200M shank 3 * ’ ’ 16 152
056

——— 20M g (U, L . » 19 1%

——=a = e () () e o 6 156
0425

20000 473 (O » 54 180
043

s 204GD 400, % 55 180

=aaag o » 68 181

EE: Y703 620 D\,,, . P

Y700R = 3-16 182-

—— 0, R g w

——— 'S00R 036 > ® 12 150
0425

_ 200RM shank 3 L L AR & 16 153
0.1-4

PE— 205 o . » a5

— R 200R 120 » > 9 94 155

- — 2008 2-12 & > 9 » % 154

— 20008 112 » » 27 160

E— oy 2 » » 28 160

o

www.nuovacumet.it



Applicazioni
Applications

Inhaltsverzeichnis - Matieres - NMpumeHeHue - Aplikace

APPLICATIONS

END MILL

RRRRRRR

—— . 20059 120

— 2005 28 » » 29 161
P———m=e k0 (23 » 54 180
[ I o 56 180
s 200 10 % 58 180
L 700R 320 *» 63 184
—ES 2R o » . 0 19
E. *ﬂi@ 200R 132 * o & $ 9% 132
——FE o 20 * & L 40 165
—a el 453 625 » * 69 189
__:_M 300 ) 132 » * 7 190492
=] w3 * o0 o 1
m— A 500 320 » 99 189
e 302 320 [l » » noo166
Eﬁ%ﬁ 456 320 |l & 69 181
———— 5 YRR » 70 185
_—_m 152 325 |l » o 9 » 74 186
—aad 451 620 [l » . » 74 186
—aad 155 625 |l » o » 20 186
—aMAl 50 625 [l » » » n 186
= w416 [0 * 13 149
= oo e [ * oo 0 1
30060 112 » 57 180
== 7 0 [0 » 70 185
——ES o 312 » » 31162
——— . JEVCOIRED » 58 180
— e R 132 » s S 98 1%
ﬂ Y804 416 % S 8 9 13 149
=22 o » .o 1%

o

www.nuovacumet.it



Applicazioni
Applications

Inhaltsverzeichnis - Matieres - NMpumeHeHue - Aplikace

APPLICATION

STEEL

HRC HRC HRC | |ALLOY |N0X
. STEEL S'gge‘ss

—aml 40 625 » & * 2 199
ﬂ 401 shank6 . » 20 1912(?1694
a;ﬁsj 400 132 . . *» - 100 191
; 4000 220 % ] 92 192
e 3000 2516 13-14 & > 9 999 02 197
SRR 00 30 [l > s 75
SRR 00y 320 [l > 9 9 45 175
T 04 320 [l » » 53 166
3 2201 320 |les % » % & 76 176
=——8 5 325 [l . » » 76 186
Em 12204 325 |lus % % * 77 178
—l 12000 625 [las » .9 * 75186
—l 14000 625 [les » . » . ® 75186
—al 13000 625 [lus » » » » 2 186
— 200 625 [l s » s @ B 186
=SS 2w (. * oo o 1%
ST Y01 620 . > i 16
=== un 3 [0 » 317
—— vaoors 212 |03 » *» 33 168
=—mDE vos 320 [ . - 2 19
=== voo 216 [0 » » » 34 71
R vior 412 [0 & » » w172
AR 00 320 » » » s 175
.\, \ ARV SV N P » *» > 45175
=W S0RV 320 s .9 %6 1
—EN vy 320 [ > 99 .9 a e
a a008 612 | U & - & 27 154
— 400SR) 412 » . ® 29 161
e 30R 316 ;3-14 » s 9 98 03 1%

S

www.nuovacumet.it



Applicazioni
Applications

Inhaltsverzeichnis - Matieres - NMpumeHeHwne - Aplikace

APPLICATIONS
STEEL

PAGE

—a A0R 132 » L AR 2R o1
Sl 220 520 % 9 & 77 192
— 506 325 u-12 .9 * 35 8
=== 7 3 74-710 & » » a8 158
= 55 620 5-16 ¥ L 37 178
el vz 625 (U] 26715 49 & 3% 178
— IR ) Multi Z * *> 9 59 188
— 3T 0 312 Multi Z » . ® 59 188
Sy 5030 312 ,w Multi Z ¥ . » 59 188
==—— 5040 312 |ls| Multiz * 9 52 179
—— . JRE ) Multi Z & 52 179
== ur o1 MultiZ » 52 179
e con 312 || Mmuttiz » 53 179
=TT o0 312 Multi Z » 53 179
= KR RpO2T 14-16 ¥ > 99 84 187
T 00 mMreM20 3-14 L > 8589 80 | 187
=T o 2 D » > 9 9 99 85 193
g am 112 3-14 % 2 % 9 99 85 198
= a3 !E B3-16 & > 9 9 99 8 187
% aK 5325 !ﬁ] @] » > 999 8 187
EE—— 112 612 @ & > 9999 87 187
- 10 084 [ » S 999 17
o reosmomsg | 200K | 47127 $ 0 6
e 200kF 31712-7 $ 0 o
s 170 2412 $ o o
MR o 320 & > 9 9 106 197
B wmrameran  122F 320 » > 9 107 198
122TL 0520 % % 9 108 197
B weamereme  12F 120 » % & 109 198

“ www.nuovacumet.it



Applicazioni
Applications

Inhaltsverzeichnis - Matieres - NMpumeHeHue - Aplikace

APPLICATIONS
STEEL
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~:f-'-'-'-'-'-'-ﬂ_;- e S 15200 Y RN 138 -
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Cilindrical Rods C\?&E 132 m 143 -
Rods Straight Holes \clgig 4-32 M 144 B}
Rods Twisted Holes \c/gEE 320 145 -

Caratteristiche dei nostri rivestimenti
Technical instructions of our coatings

Daten Beschichtung - Propriétes des notre revetement
TEXHWYECKNE AAHHBIE MOKPLITUA

FINISHING COATING OF COMPETITORS
MOKPbLITUA MCNOJIb3YEMbIE KOHKYPEHTAMM

OUR FINISHING COATING
NCMONb3YEMBIE HAMU MOKPLITUA

AITixN = Aluminium, Titanium, further elements, e.g., Silicon
AITIN = Aluminium, Titanium and Nitrogen
TiB2 = Titaniumdiborite

owe T Gol0 I hpe SR ] ALUSPERD DIAMOND 2

COLOR Rosso Grigio Blu Nero Giallo Chiaro Nero Nero
Red Grey-Blu Black Light Yellow Black Black

COMPOSITION AITixN AItTIN AItTIN TiB2 Crystalline Nano-Cristallyne
COATING STRUCTURE Nanocomposition Nanocomposition Nanocomposition Monolayer sp3 sp3
MICRO HARDNESS HV 3800 3700 3500 400 10000 10000
MAXIMUN APPLICATION 1100° 1100° 1000° 900° 700° 700°
FRICTION COEFFICENT 0.3 0.3 0.3 - - low
COATING THICKNESS - - 3+/-1 2+/-0.7 6+2 micron 8+2 micron
APPLICATIONS NE Non-ferrous

Steel < 72HRC Steel < 60HRC Aluminium

Stainless steel Cast Iron Aluminium Titanium Graphyte Carbon fiber

Titanium Copper

www.nuovacumet.it
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Micro frese per rame - Mini end mills for copper

Micro frese per acciaio - Mini end mills for steel

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

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

Frese per materiali non metallici - End mills for non metal materials 51 - 61

Frese per alluminio - End mills for aluminum

Frese a sgrossare - Roughing end mills

Frese a filettare - Thread Milling end mills

Frese per svasatura - Countersink end mills 83 - 87

Frese convenzionali - Conventional end mills EEE:TIETX!

Punte alto rendimento - High performance drills EETEEREE]

Punte convenzionali - Conventional drills = FET L1/

Alesatori - Reamers BRELERVA

Lime rotative - Rotary files R pXENEY

Seghe circolari - Slitting Saws B8 Ey A k1)

Cilindretti e bulini - Cylindrical rods-engriving tools [ F:% RE VLS

Velocita di taglio - Cutting speed IEEYANEL




La musica e la rappresentazione sonora, simultanea,
del sentimento del movimento e del movimento del sentimento.

Music is the sound representation, simultaneously,
the feeling of movement and the movement of feeling.

M. Ageev

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




Micro frese per rame

Mini end mills for copper

Mikrofraser fir kupfer
Micro fraises pour cuivre
MwuHu ppe3a KoHLEeBad 4Na mean

Mini frézy pro obrabéni médi




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

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

CODE *d1 d2hé I 12 L d3 1
mm mm mm mm mm  mm no.

¥800.004.0254054 0.4
¥800.004.0255054 0.4

0.5 2.5 40 0.35
0.5 2.5 50 0.35

Y800.005.034054 0.5 0.6 3 40 0.45
Y800.005.064054 0.5 0.6 6 40 0.45 d1

Y800.005.035054 0.5 0.6 3 50  0.45 _"| |"“
Y800.005.065054 0.5 0.6 6 50 0.45 *” T i
Y800.006.034054 0.6 0.7 3 40 055 Y SO
Y800.006.064054 0.6 0.7 6 4 055 aa Al
Y800.006.035054 0.6 0.7 3 50  0.55 _l
Y800.006.065054 0.6 0.7 6 50  0.55

Y800.008.044054 0.8 1 4 40 075

Y800.008.074054 0.8 1 7 40 075 - L
Y800.008.045054 0.8 1 4 50 075

Y800.008.075054 1 7 50 075

Y800.010.044054 2 4 40 095

Y800.010.084054 2 8 40 095

Y800.010.104054 2 10 40 095

Y800.010.124054 2 12 40 095

Y800.010.045054 2 4 50  0.95 T
Y800.010.085054 2 8 50  0.95 —"l dzl'—
¥800.010.105054 2 10 50  0.95

¥800.010.125054 2 12 50  0.95

NN A DDEEDESEDEDESEDEDEDEEDEDEDEDEEDDDBRADEDEDEDEEDEDEDEEDBEDEDESEDESEDBDSEDS
N N NN NNNNNDNDNNNDNDNDNDNNDNDNNDNNDNNNDNNDNNDNNNNNNNN

O\U’!hwWNNN-‘-‘Hd-‘-l_l_ldd_l_l_lc
(S BN B R, B C, | oo

¥800.015.054054 25 5 40 145
¥800.015.104054 25 10 40 145 - N 7 N [ \
SuB Nuova DIN 6535
¥800.015.055054 25 5 50 145 micRo | | cumer | | romen
¥800.015.105054 25 10 50 145 (GRAIN ) ( Norm | | 8L_)
¥800.015.155054 25 15 50 145 - N \ [ \
¥800.020.065054 3 6 50 195 %) d<os | |
0.01
¥800.020.125054 3 12 50 195 (Z30°) | -002) (&8
¥800.020.165054 3 16 50 195 ) P — \
¥800.030.125054 5 12 50 2.90 Hsc | |4 'l"‘: |_
¥800.030.186054 5 18 60 2.90 \ At | )
¥800.040.166056 8 16 60 38 ) . - .
¥800.050.176056 10 17 60 45 % @ séELéJD
¥800.06.21.60 12 21 60 55 | 12
> Help 149 ~
N
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Fresa testa torica in metallo duro integrale

Solid carbide corner radius end mill

VHM-torusfraser - Fraise carbure avec rayon d’angle

dpe3a KOHUEeBasA TBePAOCNABHASA C YIJIOBbIM paanycoM ansa meau - Sk fréza s rohovym radiusem

CODE *d1 d2hé p I 12 L d3 1
mm mm mm mm mm mm mm no.

Y800M010.0440R01 0.1 1.2 4 40 0.95

Y800M010.0840R01 0.1 1.2 8 40 0.95

Y800MO010.1040R01
Y800M010.1240R01
Y800M010.0450R01
Y800M010.0850R01
Y800MO010.1050R01
Y800M010.1250R01

0.1 1.2 10 40 0.95
0.1 1.2 12 40 0.95
0.1 1.2 4 50 0.95
0.1 1.2 8 50 0.95
0.1 1.2 10 50 0.95
0.1 1.2 12 50 0.95

AL
C N
e Alloy I I I I! I

Y800M015.0540R01 0.1 1.8 5 40 1.45
Y800MO015.1040R01 0.1 1.8 10 40 1.45
Y800MO015.0550R01 0.1 1.8 5 50 1.45

Y800MO015.1050R01
Y800M015.1550R01

0.1 1.8 10 50 1.45
0.1 1.8 15 50 1.45

Y800M020.0650R01
Y800M020.1050R01
Y800M020.1250R01
Y800M020.1650R01

0.1 2.2 6 50 1.95
0.1 2.2 10 50 1.95
0.1 2.2 12 50 1.95
0.1 2.2 16 50 1.95

-‘-‘Ooa\mhhwwWNNNN-‘dd-‘-‘-l_ldd_l_l_l_l
N © (LA B Y BT ]

[« SR NI N i< N~ N N N YN SN (NG O O N N O I O N I O SO N N O N N N
N NN NNNNNNNNNNNNNNNNNNNNNNNN

Y800M030.1250R02 0.2 7 12 50 2.90
Y800M030.1860R02 0.2 7 18 60 2.90
Y800M030.2560R02 0.2 7 25 60 2.90
Y800M040.1660R05 0.5 8 16 60 3.80
Y800M040.2060R05 0.5 8 20 60 3.80
Y800M050.1760R05 0.5 10 17 60 4.50
Y800M06.21.60R1 1 12 21 60 5.50
Y800M08.25.63R1 1 16 25 63 7.80
Y800M10.30.72R1 10 1 20 30 72 9.50
Y800M12.38.83R15 12 1.5 23 38 83 11.5
Y800M16.40100R15 16 16 1.5 26 40 100 15.5 2

- Help 149
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Fresa testa sferica 3D in metallo duro integrale

Solid carbide 3D ball nose end mill

VHM-3D Radiusfraser - Fraise carbure 3D a bout hémisphérique
dpe3a KoHLeBas TBepaoCnaaBHas paaunycHas 3D ans meaum - Sk 3D kulova fréza

CODE *d1 d2hé I 12 L d3 A
mm mm mm mm mm  mm no.

Y800R003.024054 0.3 4 0.4 2 40 025 2
Y800R003.044054 0.3 4 0.4 4 40 025 2

Y800R003.025054 0.3 4 0.4 2 50 025 2

Y800R003.045054 0.3 4 0.4 4 50 0.25 2 di

Y800R004.0154054 = 0.4 4 04 | 15 40 | 035 2 _"i [
Y800R004.0155054 = 0.4 4 04 15 50 | 035 2 [ L
Y800R005.024054 0.5 4 06 2 40 0.45 2 ks l
Y800R005.054054 0.5 4 06 5 40 045 2 a3,

Y800R005.025054 0.5 4 0.6 2 50 0.45 2 l
Y800R005.055054 0.5 4 06 5 50 0.45 2

Y800R006.024054 0.6 4 07 2 40 055 2

Y800R006.054054 0.6 4 07 5 40 055 2 L
Y800R006.025054 0.6 4 07 2 50 055 2 @
Y800R006.055054 0.6 4 07 5 50 055 2

Y800R008.044054 0.8 4 08 4 40 075 2

Y800R008.084054 0.8 4 08 8 40 075 2

Y800R008.045054 0.8 4 0.8 4 50 075 2

Y800R008.085054 0.8 4 0.8 8 50 075 2

Y800R010.044054 1 4 12 4 40 095 2 4
Y800R010.084054 1 4 1.2 8 40 095 2 '-"l e I'" e
Y800R010.104054 1 4 1.2 10 40 095 2

Y800R010.124054 1 4 1.2 12 40 095 2

Y800R010.045054 1 4 1.2 4 50 0.95 2

Y800R010.085054 1 4 1.2 8 50 0.95 2 - \ g \
Y800R010.105054 1 4 1210 5 095 2 ko [ﬂﬂﬁlﬁ] Do
Y800R010.125054 1 4 1.2 12 50  0.95 2  GRAIN | | NorM | (&)
Y800R015.054054 15 4 1.8 5 40 145 2 — —
Y800R015.104054 1.5 4 1.8 10 40 | 145 2 %} &
Y800R015.055054 1.5 4 1.8 5 50 1.45 2 30° T o
Y800R015.105054 1.5 4 1.8 10 50 145 2 . \ (@) ( .
Y800R015.155054 1.5 4 1.8 15 50 | 145 2 HsC | |4 ‘l‘:‘?: {b
Y800R020.065054 2 4 4 6 50 1.95 2 L8138
Y800R020.105054 2 4 4 10 50 1.95 2 ) L . .
Y800R020.125054 2 4 4 12 50 1.95 2 @ ALU
Y800R020.165054 2 4 4 16 50 1.95 2 Vv% 12 [SREECE]
Y800R030.125054 3 4 6 12 50 29 2

Y800R030.186054 3 4 6 18 60 29 2 (AR (<93 | (<016
Y800R040.166056 4 6 8 16 60 38 2 N so01 | ronis
Y800R050.176056 5 6 10 17 60 45 2 N 7N i /
Y800R06.21.60 6 6 12 21 60 55 2

Y800R08.25.63 8 8 16 25 63 7.5 2

Y800R10.30.72 10 10 20 30 72 9.5 2

Y800R12.38.83 12 12 24 38 83 1.5 2 “d1<96=-0.01/-0.02
Y800R16.40.100 16 16 26 40 100 155 2 d1 =016 =17

= Help 150

In questa sezione viene utilizzato un speciale rivestimento a basso coefficiente d'attrito
ed una geometria specifica per ottimizzare la lavorazione del rame in sgrossatura e finitura.

On this section is used a special coating with low friction coefficient,
specific geometry to optimize the processing of copper in roughing and finishing.

In diesem Abschnitt wird eine besondere Beschichtung mit einem niedrigen Reibungskoeffizienten und eine spezifische Geometrie,
die Verarbeitung von Kupfer in Schruppen und Schlichten optimiert.

Cette section utilise un revétement spécial pour le coefficient de frottement faible et une géométrie spécifique pour optimiser
le traitement du cuivre dans I'ébauche et la finition.

CreuyanbHOe MOKPLITUE C HU3KUM KO3(MULIMEHTOM TPEHUS, OPUrUHA/IbHAS FreOMETPUs AJ18 ONTUMU3ALLUM YEPHOBOW U YACTOBOMN
onepaumm 06paboTkn meau.

V této Casti je poutzit specidlni povlak s nizkym koeficientem treni, specifickd geometrie pro optimalizaci obrdbéni médi v hrubovani a dokoncovani.

www.nuovacumet.it #



Fresa testa torica in metallo duro integrale

Solid carbide corner radius end mill

VHM-torusfraser - Fraise carbure avec rayon d’angle
dpe3a KOHUEeBasA TBePAOCMABHAsA C YIJIOBbIM paaunycoM ans meam - Sk fréza s rohovym radiusem

CODE “d1 | d2h6 @ 1p 1] 12 L d3 z
mm mm mm mm mm mm mm no. i)
_1 di IQ—
Y803M040.2060R05 4 6 05 8 20 60 380 3 /_
Y803M050.1760R05 5 6 0.5 10 17 60 450 3 ¥
Y803M06.21.60R1 6 6 1 12 21 60 550 3 i
Y803M08.25.63R1 8 8 1 16 25 63 7.80 3 (suB | [Nuova) [omesss)
Y803M10.30.72R1 1 1 1 2 72 . L2 MICRO | [ cumer | | fomt
803M10.30 0 0 0 30 950 3 MR [ Romer| | s
Y803M12.38.83R15 12 12 1.5 23 38 83 115 3 a3, \ J \ J
Y803M16.40100R15 16 16 1.5 26 40 100 155 3 (o~ ) =N
- L o
Help 149 o
30 Y
“d1<06=-0.01/-0.02 () (aen) (1)
h < =-U - U N %Y D
d1 =016 =17 H5C %l:“:] i
\ J \ \ )
4 \ 4 4 \
ALU
LS SPEED
] @ e = (13 )L
)
Ap 0
N | 2o
—
Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill
VHM-Schatfrdser - Fraise carbure a bout plat
dpe3a KoHLLeBaA TBepAOCnIaBHas ans Meau - Sk rohova fréza
AL
d1 [Copper [ AHOV] M
Y804.040.166056 4 6 8 16 60 3.8 4 _'I I" /
Y¥804.050.176056 5 6 10 17 60 45 4 -
Y¥804.06.21.60 6 6 12 21 60 5.5 4
Y804.08.25.63 8 8 16 25 63 7.8 4 ” r \ r \
SuB Nuova DIN 6535
Y804.08.25.75 8 8 16 25 75 7.8 4 I 2 MICRO [cum.i.t] Fom A
¥804.10.30.72 10 10 20 30 72 95 4 X (GRAIN ) ( NoRm | | 8L )
¥804.10.30.100 10 10 20 30 100 95 4 e, =) —
Y804.12.38.83 12 12 22 38 83 | 115 4 L %/ >
Y804.12.38.100 12 12 22 38 100 115 4 30° )
Y804.16.40.100 16 16 26 40 100 = 155 4 p N ) ( \
9 %%
- Help 149 HSC [.n ‘|‘f‘f‘§] |
'Y ANY)
\ \ J
“d1<p6=-0.01/-0.02 ( ) ( )
d1<016=17 ALU
| & SPEED
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L'innamoramento... & lo stato nascente di un movimento collettivo a due.

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

F Alberoni

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



Micro frese per acciaio

Mini end mills for steel

Mikrofrdser fir stahl
Micro fraises pour acier
MuHun dhpesa KOHLEeBAA ANA CTanu

Mini fréza pro ocel




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

VHM - Mini Schaftfraser mit Eckenradius, Schaft @ 3 mm - Microfraise carbure avec rayon d’angle, queue @ 3 mm
MwuHu-dppe3a KoHLeBas TBePAOCNAABHAS C YIIOBbIM PaguyCcOM, XBOCTOBUK @ 3 mm
Sk miniaturni fréza s rohovym radiusem se stopkou @ 3 mm

CODE d1 | d2hé | 1p 1 12 L d3 1 —

mm mm  mm mm  mm mm mm | no. HRC CAST| IN1-Alloy| |stainless

<60 IRON g,
200M.004 0.4 3 - 0.6 - 50 - 2
200ML.004 0.4 3 - 0.6 1,5 50 035 2 a1 P
200M.005 05 3 005 07 s - 2 —'I [“—/_
200ML.005 0.5 3 0.05 0.7 25 50 045 2 - ) L . .
200MXL.005 0.5 3 0.05 0.7 4 50 | 0.45 2 iH | Msllclgo Nuova | - fonesas
200MSL.005 0.5 3 0.05 0.7 75 50 045 2 A 2 aran | [norm | |0
200M.006 0.6 3 0.05 0.9 - 50 - 2 i, | \ J \ J \ J
200ML.006 0.6 3 0.05 0.9 5 50 | 0.55 2 % ( Y () rm E:;
200M.008 0.8 3 0.05 1.2 - 50 - 2 %) -0.01
200ML.008 0.8 3 0.05 1.2 4 50  0.75 2 () | 002) | &Y
200MXL.008 0.8 3 005 1.2 7 50 | 0.75 2 AINEES p N/ . .
200MSL.008 0.8 3 0.05 1.2 12 50 075 2 L HSC YOO D
200M.010 1.0 3 010 15 - s - 2 HHC | |# 'l'“‘ ~
200ML.010 1.0 3 010 15 5 50 0.95 2 h 7\ . /
200MXL.010 1.0 3 010 15 85 50 095 2 ( "\ ) ( )
200M.012 1.2 3 0.10 1.8 - 50 - 2 @ GOLD
200ML.012 1.2 3 010 1.8 6 50  1.15 2 ) (L2 ) )
200MXL.012 1.2 3 010 1.8 10 | 50 115 2 T (o STTR
200M.015 15 3 015 22 - 50 - 2 5 1t o o
200ML.015 1.5 3 015 22 75 50 145 2 __] & k'— J\ [ £0.005 | | *0.01 )
200MXL.015 1.5 3 015 22 12 50 145 2
200M.020 2.0 3 015 22 - 50 - 2
200ML.020 2.0 3 015 22 10 | 50 1.95 2
200MXL.020 2.0 3 015 22 16 | 50  1.95 2
200M.025 2.5 3 015 3.0 - 50 - 2
200ML.025 2.5 3 015 3.0 15 | 50  2.45 2
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 3 mm

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

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

CODE d1 d2hé I 12 L d3 1
mm mm mm mm mm mm no. HRC CAST IN.OX
<60 IRON NI-Alloy | | Stainless
200RM.004 0.4 0.4 - 50 - Steel

3 2
200RML.004 0.4 3 0.4 1.5 50 0.35 2
200RM.005 0.5 3 0.5 - 50 - 2 a1
200RML.005 0.5 3 0.5 2.5 50 0.45 2 _'i ]‘_
200RMXL.005 0.5 3 0.5 4 50 0.45 2 » suB ) 'Nuova‘ 'DIN6535‘
200RMSL.005 0.5 3 0.5 75 50 0.45 2 __i MicRo | | cumer Form tA
200RM.006 0.6 3 0.6 - 50 - 2 I | GRAIN | | NORM ) | &[]
200RML.006 0.6 3 0.6 5 50 0.55 2 a3, I2 . . ., .
200RM.008 0.8 3 0.8 - 50 - 2 %‘/\ . odB ] m 2
200RML.008 0.8 3 0.8 4 50 0.75 2 200 0,02 T <
200RMXL.008 0.8 3 0.8 7 50 0.75 2 \ /N /N /
200RMSL.008 0.8 3 0.8 12 50 0.75 2 L (Hsc | (asee) [ )
200RM.010 1.0 3 1.0 - 50 - 2 HHC .%l.m {b
200RML.010 10 3 10 5 5 095 2 o ) ey ()
200RMXL.010 1.0 3 1.0 8.5 50 0.95 2 - p N/ N/ \
200RMSL.010 1.0 3 1.0 15 50 0.95 2 r-/\/% @ GoLD
200RM.012 1.2 3 1.2 - 50 - 2 (12 ) | )
200RML.012 1.2 3 1.2 6 50 1.15 2
200RMXL.012 1.2 3 1.2 10 50 1.15 2 ( /\<—>‘ (<01 (<03 )
200RM.015 1.5 3 15 - 50 - 2 r j/\( +o'gos +o'l:“
200RML.015 15 3 15 75 50 145 2 — a2 e \ ) (%0%) (X291
200RMXL.015 1.5 3 1.5 12 50 1.45 2
200RMSL.015 1.5 3 1.5 20 50 1.45 2
200RM.020 2.0 3 2.0 - 50 - 2
200RML.020 2.0 3 2.0 10 50 1.95 2
200RMXL.020 2.0 3 2.0 16 50 1.95 2
200RM.025 2.5 3 2.5 - 50 - 2
200RML.025 2.5 3 2.5 15 50 2.45 2
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Microfresa testa piana in metallo duro integrale gambo @ 4-6 mm

Solid carbide mini flat nose end mill shank @ 4-6 mm

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

_EmEEEEﬂ HRC CAST NI-Alloy | | Stainless
0.2 - 50 -

<70 | | IRON e

205PM001.00254 0.1 4 2
205PM001.0154 0.1 4 015 1 50 008 2

205PM001.0254 0.1 4 015 2 50 008 2

205PM0015.00254  0.15 4 0.2 - 50 - 2 d1

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

205PM002.0154 0.2 4 03 1 50 015 2

205PM002.0254 0.2 4 03 2 50 015 2 _@ T
205PM003.00554 0.3 4 0.5 - 50 - 2 43 ke
205PM003.0154 0.3 4 0.4 1 50 025 2

205PM003.0254 0.3 4 0.4 2 50 025 2

205PM003.0354 0.3 4 0.4 3 50 025 @ 2

205PM004.00854 0.4 4 0.8 - 50 - 2 [\i2e
205PM004.0154 0.4 4 0.6 1 50 035 2 L
205PM004.0254 0.4 4 0.6 2 50 035 2

205PM004.0354 0.4 4 0.6 3 50 035 2

205PM004.0454 0.4 4 0.6 4 50 035 2

205PM004.0554 0.4 4 0.6 5 50 035 2

205PM005.0154 0.5 4 1.0 - 50 - 2

205PM005.0254 0.5 4 0.8 2 50 045 2

205PM005.0354 0.5 4 0.8 3 50 045 2 s X
205PM005.0454 0.5 4 0.8 4 50 045 2 o] 2o

205PM005.0554 0.5 4 0.8 5 50 045 2

205PM005.0654 0.5 4 0.8 6 50 045 2

205PM005.0854 0.5 4 0.8 8 50 045 2

205PM005.1054 0.5 4 08 10 50 045 2 (suB ) [Nuova) [omesss )
205PM006.01254 0.6 4 12 - 50 - 2 k@émj Noww | | L)
205PM006.0254 0.6 4 0.9 2 50 055 2

205PM006.0354 0.6 4 0.9 3 50 | 0.55 2 = a1 ) 'mE:)‘
205PM006.0454 0.6 4 0.9 4 50 | 055 2 %/300 o Ry
205PM006.0554 0.6 4 0.9 5 50 055 2 — ) =
205PM006.0654 0.6 4 0.9 6 50 055 2 (hsc ) (& (T )
205PM006.0854 06 4 09 8 50 055 2 HHC :ﬁ‘l““ |_
205PM006.1054 0.6 4 09 10 50 055 2 — —)
205PM008.0254 0.8 4 12 2 50 075 @ 2 A (<) ()
205PM008.0454 0.8 4 1.2 4 50 075 2 @ GOLD
205PM008.0654 08 4 12 6 50 075 2 12 )
205PM008.0854 0.8 4 12 8 50 075 2 )

205PM008.1054 0.8 4 1210 50 075 2 j,f\\

205PM009.01554 0.9 4 15 - 50 085 2 \ )

205PM010.0254 1.0 4 15 2 50 095 2

205PM010.02556 1.0 6 15 25 50 095 2

205PM010.0354 1.0 4 15 3 50 095 2

205PM010.0454 1.0 4 1.5 4 50 095 2

205PM010.0554 1.0 4 15 5 50 095 2

205PM010.0654 1.0 4 15 6 50 095 2

205PM010.0854 1.0 4 15 8 50 095 2

205PM010.1054 1.0 4 15 10 50 095 2

205PM010.1254 1.0 4 15 12 50 095 2

205PM010.1454 1.0 4 15 14 50 095 2

205PM010.1654 1.0 4 15 16 60 095 2

205PM010.1854 1.0 4 15 18 60 095 2

205PM010.2054 1.0 4 15 20 60 095 2

205PM012.00454 1.2 4 4 - 50 - 2

205PM012.0354 1.2 4 18 3 50 115 2

205PM012.0454 1.2 4 1.8 4 50 115 2

205PM012.0654 1.2 4 1.8 6 50 115 2

205PM012.0854 1.2 4 1.8 8 50 115 2

205PM012.1054 1.2 4 18 10 50 115 2

205PM012.1254 1.2 4 18 12 50 115 2

205PM012.1654 1.2 4 18 16 60 115 2
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CODE d1 | d2hé I 12 L d3 1 o

mm mm  mm | mm | mm | mm  no. ';"_‘;g ?I?OSII NI-Alloy| |stainless
Steel

205PM013.0454 1.3 4 4 - 50 - 2

205PM015.00454 1.5 4 - 50 - 2

205PM015.0456 1.5 6 4 - 50 1.45 2

205PM015.0454 1.5 4 2.2 4 50 1.45 2 d1

205PM015.0554 1.5 4 2.2 5 50 1.45 2 _'| |‘_

205PM015.0654 1.5 4 2.2 6 50 1.45 2 » =

205PM015.0854 1.5 4 2.2 8 50 1.45 2 :

205PM015.1054 1.5 4 2.2 10 50 1.45 2 43, I2

205PM015.1254 1.5 4 2.2 12 50 1.45 2

205PM015.1454 1.5 4 2.2 14 50 1.45 2

205PM015.1654 1.5 4 2.2 16 60 1.45 2

205PM015.1854 1.5 4 2.2 18 60 1.45 2 12*

205PM015.2054 1.5 4 2.2 20 60 1.45 2 L

205PM018.0554 1.8 4 5.0 - 50 - 2

205PM020.00654 2.0 4 6.0 - 50 - 2

205PM020.0454 2.0 4 3.0 4 50 1.95 2

205PM020.0654 2.0 4 3.0 6 50 1.95 2

205PM020.0854 2.0 4 3.0 8 50 1.95 2

205PM020.1054 2.0 4 3.0 10 50 1.95 2

205PM020.1254 2.0 4 3.0 12 50 1.95 2 : .

205PM020.1454 2.0 4 3.0 14 50 1.95 2 —4 d2 |-—

205PM020.1654 2.0 4 3.0 16 60 1.95 2

205PM020.1854 2.0 4 3.0 18 60 1.95 2

205PM020.2054 2.0 4 3.0 20 60 1.95 2

205PM020.2254 2.0 4 3.0 22 60 | 1.95 2 'MSIEEO’ '213:‘\2’ 'o:yrméiis’

205PM020.2554 2.0 4 3.0 25 70 1.95 2 | GRAIN | | NoRM | | &[]

205PM020.3054 2.0 4 3.0 30 70 1.95 2

205PM025.0854 2.5 4 8.0 - 50 - 2 (e ) (a1 ) 'mE:)’

205PM025.0856 2.5 6 8.0 - 50 - 2 %/300 28.8; Ry

205PM025.1056 2.5 6 35 10 50 2.45 2 b i /N /

205PM025.1256 2.5 6 3.5 12 50 2.45 2 (Hsc ) "» o ( )

205PM025.1456 2.5 6 35 14 60 | 245 2 HHC ::‘l}t:‘t |_

205PM025.1656 2.5 6 35 16 60 2.45 2 \ /X \ J

205PM025.2056 2.5 6 35 20 60 2.45 2 ( \RN ) ( )

205PM025.2556 2.5 6 3.5 25 70 2.45 2 @ GOLD

205PM030.0854 3.0 4 8.0 - 50 - 2 12 ) \ J

205PM030.0656 3.0 6 4.0 6 50 2.95 2 ’T\

205PM030.0856 3.0 6 4.0 8 50 2.95 2 :1,\

205PM030.1056 3.0 6 4.0 10 50 2.95 2 U

205PM030.1256 3.0 6 4.0 12 50 2.95 2

205PM030.1456 3.0 6 4.0 14 60 2.95 2

205PM030.1656 3.0 6 4.0 16 60 2.95 2

205PM030.1856 3.0 6 4.0 18 60 2.95 2

205PM030.2056 3.0 6 4.0 20 60 2.95 2

205PM030.2556 3.0 6 4.0 25 70 2.95 2

205PM030.3056 3.0 6 4.0 30 70 2.95 2

205PM030.3556 3.0 6 4.0 35 80 2.95 2

205PM030.4056 3.0 6 4.0 40 80 2.95 2

205PM040.1054 4.0 4 10.0 - 50 - 2

205PM040.0856 4.0 6 6.0 8 50 3.85 2

205PM040.1056 4.0 6 6.0 10 50 3.85 2

205PM040.1256 4.0 6 6.0 12 50 3.85 2

205PM040.1456 4.0 6 6.0 14 60 3.85 2

205PM040.1656 4.0 6 6.0 16 60 3.85 2

205PM040.1856 4.0 6 6.0 18 60 3.85 2

205PM040.2056 4.0 6 6.0 20 60 3.85 2

205PM040.2556 4.0 6 6.0 25 70 3.85 2

205PM040.3056 4.0 6 6.0 30 70 3.85 2

205PM040.3556 4.0 6 6.0 35 80 3.85 2

205PM040.4056 4.0 6 6.0 40 80 3.85 2

205PM040.4556 4.0 6 6.0 45 90 3.85 2

205PM040.5056 4.0 6 6.0 50 90 3.85 2
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Microfresa testa torica in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini corner radius end mill shank @ 4-6 mm

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

CODE d1 d2hé p I 12 L d3 1 INOX
mm mm mm  mm | mm | mm | mm  no. HRC | [[CAST | |\ oy | | staintess
<70 IRON =
205M005.03R00554 0.5 0.05 1.0 3 50 0.45

4 2
205M006.01R00554 0.6 4 0.05 1.0 - 50 2

205M007.012R00554 0.7 4 005 12 - 50 - 2

205M008.014R00554 0.8 4 0.05 1.4 - 50 - 2

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

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

205M010.025R0254 1.0 4 0.2 25 - 50 - 2

205M010.025R0354 1.0 4 0.3 2.5 - 50 - 2 I2
205M010.04R0154 1.0 4 0.1 15 4 50  0.95 2

205M010.04R0254 1.0 4 0.2 15 4 50  0.95 2

205M010.06R0154 1.0 4 0.1 1.5 6 50  0.95 2

205M010.06R0254 1.0 4 0.2 15 6 50  0.95 2

205M010.06R0354 1.0 4 03 15 6 50  0.95 2 L
205M010.08R0154 1.0 4 0.1 15 8 50  0.95 2 |
205M010.08R0254 1.0 4 0.2 15 8 50  0.95 2

205M010.10R0154 1.0 4 0.1 1.5 10 50  0.95 2

205M010.10R0254 1.0 4 0.2 15 10 50  0.95 2

205M010.10R0354 1.0 4 03 15 10 50  0.95 2

205M010.12R0154 1.0 4 0.1 15 12 50  0.95 2

205M010.12R0254 1.0 4 0.2 15 12 50  0.95 2 ¥
205M010.12R0354 1.0 4 03 1.5 12 50  0.95 2

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

205M015.03R0254 1.5 4 0.2 3.0 - 50 - 2

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

205M015.03R0554 1.5 4 05 3.0 - 50 - 2 508 ) (Noova) (omesss)
205M015.06R0154 1.5 4 0.1 2.2 6 50 145 2 MICRO | | cumer| | Fomia
205M015.06R0254 | 1.5 4 02 | 22 6 50 145 2 (GRAIN | | Norm | 8L_)
205M015.06R0354 1.5 4 03 2.2 6 50 145 2 =) (o) ( \
205M015.08R0154 1.5 4 0.1 2.2 8 50  1.45 2 %/ -0.01 e
205M015.08R0254 1.5 4 0.2 2.2 8 50 1.45 2 (Z30°) | -002) | &S
205M015.08R0354 1.5 4 03 2.2 8 50 145 2 ) N, . .
205M015.10R0154 1.5 4 0.1 2.2 10 50 145 2 HSC &lt::
205M015.10R0254 1.5 4 02 22 10 50 145 2 | HHC (&80 |
205M015.10R0354 1.5 4 03 2.2 10 50  1.45 2 ) L L .
205M015.12R0254 1.5 4 0.2 2.2 12 50  1.45 2 @ GoLD
205M020.05R0154 2.0 4 0.1 5.0 - 50 - 2 132
205M020.05R0254 2.0 4 0.2 5.0 - 50 - 2 - 7N /
205M020.05R0354 2.0 4 03 5.0 - 50 - 2 (AR (<01 ) (<06 )
205M020.05R0554 2.0 4 05 50 - 50 - 2 jl\ con05 | | <001
205M020.06R0154 2.0 4 0.1 3.0 6 50  1.95 2 \ J \ J \ J
205M020.06R0254 2.0 4 0.2 3.0 6 50  1.95 2

205M020.06R0354 2.0 4 03 3.0 6 50  1.95 2

205M020.06R0554 2.0 4 0.5 3.0 6 50  1.95 2

205M020.08R0154 2.0 4 0.1 3.0 8 50  1.95 2

205M020.08R0254 2.0 4 0.2 3.0 8 50  1.95 2

205M020.08R0354 2.0 4 03 3.0 8 50  1.95 2

205M020.08R0554 2.0 4 0.5 3.0 8 50  1.95 2

205M020.10R0154 2.0 4 0.1 3.0 10 50  1.95 2

205M020.10R0254 2.0 4 0.2 3.0 10 50  1.95 2

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

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

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

205M020.12R0254 2.0 4 0.2 3.0 12 50  1.95 2

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

205M020.12R0554 2.0 4 0.5 3.0 12 50  1.95 2

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

205M025.06R0256 2.5 6 0.2 6.0 - 50 - 2

205M025.06R0356 2.5 6 03 6.0 - 50 - 2

205M025.06R0556 2.5 6 0.5 6.0 - 50 - 2

205M030.08R0156 3.0 6 0.1 8.0 - 50 - 2

205M030.08R0256 3.0 6 0.2 8.0 - 50 - 2
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Microfresa testa torica in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini corner radius end mill shank @ 4-6 mm

VHM - Mini torusfraser, shaft @ 4-6 mm - Microfraise carbure avec rayon d'angle, queue @ 4-6 mm
Mukpo dhpe3a KoHLeBas TBEPAOCMIABHASA C YI/IOBbIM PaANyCOM, XBOCTOBUK @ 4-6 mm
Sk mini fréza s rohovym radiusem se stopkou @ 4-6 mm

CODE d1 d2hé p I 12 L d3 L

INOX
mm mm mm mm mm mm mm no. L CASIH

<70 IRON NI-Alloy Stgitr::lss

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

205M030.10R01S6 3.0
205M030.10R0256 3.0
205M030.10R0356 3.0
205M030.10R0556 3.0
205M030.12R01S6 3.0
205M030.12R0256 3.0
205M030.12R0356 3.0

0.1 4.0 10 60 2.85
0.2 4.0 10 60 2.85
0.3 4.0 10 60 2.85
0.5 4.0 10 60 2.85
0.1 4.0 12 60 2.85
0.2 4.0 12 60 2.85
0.3 4.0 12 60 2.85

12

205M030.12R0556 3.0 0.5 4.0 12 60 2.85

205M030.16R01S6 3.0 0.1 4.0 16 60 2.85

205M030.16R0256 3.0 0.2 4.0 16 60 2.85 L
205M030.16R0356 3.0 0.3 4.0 16 60 2.85

205M030.16R0556 3.0 0.5 4.0 16 60 2.85

205M030.20R0256 3.0 0.2 4.0 20 60 2.85

205M030.20R0356 3.0 0.3 4.0 20 60 2.85

205M030.20R0556 3.0 0.5 4.0 20 60 2.85

205M040.08R0156 4.0 0.1 8.0 - 50 -

205M040.08R0256 4.0 0.2 8.0 - 50 -

205M040.08R0356 4.0 0.3 8.0 - 50 - —
205M040.08R0556 4.0 0.5 8.0 - 50 -

205M040.08R156 4.0 1.0 8.0 - 50

0.1 6.0 10 50 3.85
0.1 6.0 12 50 3.85
0.2 6.0 12 50 3.85
0.3 6.0 12 50 3.85
0.5 6.0 12 50 3.85
0.1 6.0 16 60 3.85
0.2 6.0 16 60 3.85
0.3 6.0 16 60 3.85
0.5 6.0 16 60 3.85
0.2 6.0 20 60 3.85
0.3 6.0 20 60 3.85
0.5 6.0 20 60 3.85
0.2 6.0 25 70 3.85
0.3 6.0 25 70 3.85
0.5 6.0 25 70 3.85

205M040.10R01S6 4.0
205M040.12R01S6 4.0
205M040.12R0256 4.0
205M040.12R0356 4.0
205M040.12R0556 4.0
205M040.16R01S6 4.0
205M040.16R0256 4.0
205M040.16R0356 4.0
205M040.16R0556 4.0
205M040.20R0256 4.0
205M040.20R0356 4.0
205M040.20R0556 4.0
205M040.25R0256 4.0
205M040.25R0356 4.0
205M040.25R0556 4.0

{ \ 4 \ 4 \
SuB Nuova DIN 6535

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

\. J

( \ ( \

e \
d1

%) -0.01 mg

\ 3001 \ -0.02 J \ v J

e HSC a ":X ?::‘w VD w
LYY
HHC | [ |u -

O
“) B

( ) ) ( )

% @ GOLD
) | 12

\ \ J \ J

205M050.10R0556 5.0 0.5 10.0 - 60 - ( /\<->‘ (<01 ) (<06 )
205M060.12R0156 6.0 0.1 12.0 - 60 - jj\ torgos :o":n
205M060.12R0256 6.0 0.2 12.0 - 60 - \ J G20 (220
205M060.12R0356 6.0 0.3 12.0 - 60 -
205M060.12R0556 6.0 0.5 12.0 - 60 -
205M060.12R156 6.0 1.0 12.0 - 60 -
205M060.12R1556 6.0 1.5 12.0 - 60 -
205M060.12R256 6.0 2.0 12.0 - 60 -

205M060.16R0156 6.0
205M060.16R0256 6.0
205M060.16R0356 6.0
205M060.16R0556 6.0
205M060.16R156 6.0
205M060.16R1556 6.0
205M060.20R01S6 6.0
205M060.20R0256 6.0
205M060.20R0356 6.0
205M060.20R0556 6.0

0.1 8.0 16 60 5.85
0.2 8.0 16 60 5.85
0.3 8.0 16 60 5.85
0.5 8.0 16 60 5.85
1.0 8.0 16 60 5.85
1.5 8.0 16 60 5.85
0.1 8.0 20 60 5.85
0.2 8.0 20 60 5.85
0.3 8.0 20 60 5.85
0.5 8.0 20 60 5.85

N NN NNNNNDNNNNDNDNNNDNDNNNDNNNNDNDNNNDNNNNDNDNNNDNDNNNNNNNNDNNNNNNNNNNNNNNNN

205M060.20R156 6.0 1.0 8.0 20 60 5.85
205M060.20R1556 6.0 1.5 8.0 20 60 5.85
205M060.25R156 6.0 1.0 8.0 25 70 5.85
205M060.25R1556 6.0 1.5 8.0 25 70 5.85
205M060.30R156 6.0 1.0 8.0 30 70 5.85

acaonnononononononononnonononn-n-.----s- s s s-- s« !s!n n n s-n-- - n-n- s-. » n. n. »an .. o~n o - n. 2" . s ~n.»nnnn oo snnsnononnonsnnonsonsnonon~no~o

205M060.30R1556 6.0 1.5 8.0 30 70 5.85 2

- Help 152

www.nuovacumet.it %




Microfresa testa sferica 3D in metallo duro integrale gambo @ 4-6 mm

Solid carbide mini 3D ball nose end mill shank @ 4-6 mm

VHM - 3D Mini Radiusfraser, shaft @ 4-6 mm - Microfraise carbure mini 3D hémispherique, queue @ 4-6 mm

Mukpo cdpe3a KoHLeBas TBepAOCMIaBHAA paauycHas 3D, XBOCTOBUK @ 4-6 mm
Sk mini 3D kulovd se stopkou @ 4-6 mm

CODE d1 d2hé I 12 L d3 1
mm mm mm mm mm mm no.
205RM001.001254 0.1 4 0.12 - 50 - 2
205RM001.0154 0.1 4 0.12 1 50 0.08 2
205RM001.0254 0.1 4 0.12 2 50 0.08 2
205RM0015.001854  0.15 4 0.18 - 50 - 2
205RM002.002554 0.2 4 0.25 - 50 - 2
205RM002.0154 0.2 4 0.25 1 50 0.15 2
205RM002.0254 0.2 4 0.25 2 50 0.15 2
205RM003.00454 0.3 4 0.4 - 50 0.25 2
205RM003.0154 0.3 4 0.4 1 50 0.25 2
205RM003.0254 0.3 4 0.4 2 50 0.25 2
205RM003.0354 0.3 4 0.4 3 50 0.25 2
205RM004.00554 0.4 4 0.5 - 50 - 2
205RM004.0154 0.4 4 0.5 1 50 0.35 2
205RM004.0254 0.4 4 0.5 2 50 0.35 2
205RM004.0354 0.4 4 0.5 3 50 0.35 2
205RM004.0454 0.4 4 0.5 4 50 0.35 2
205RM004.0554 0.4 4 0.5 5 50 0.35 2
205RM005.0154 0.5 4 0.6 1 50 0.45 2
205RM005.0254 0.5 4 0.6 2 50 0.45 2
205RM005.0354 0.5 4 0.6 3 50 0.45 2
205RM005.0454 0.5 4 0.6 4 50 0.45 2
205RM005.0554 0.5 4 0.6 5 50 0.45 2
205RM005.0654 0.5 4 0.6 6 50 0.45 2
205RM005.0854 0.5 4 0.6 8 50 0.45 2
205RM005.1054 0.5 4 0.6 10 50 0.45 2
205RM006.0154 0.6 4 0.7 1 50 - 2
205RM006.0254 0.6 4 0.7 2 50 0.55 2
205RM006.0354 0.6 4 0.7 3 50 0.55 2
205RM006.0454 0.6 4 0.7 4 50 0.55 2
205RM006.0554 0.6 4 0.7 5 50 0.55 2
205RM006.0654 0.6 4 0.7 6 50 0.55 2
205RM006.0854 0.6 4 0.7 8 50 0.55 2
205RM006.1054 0.6 4 0.7 10 50 0.55 2
205RM007.0154 0.7 4 0.8 1 50 - 2
205RM007.0254 0.7 4 0.8 2 50 0.65 2
205RM007.0354 0.7 4 0.8 3 50 0.65 2
205RM007.0454 0.7 4 0.8 4 50 0.65 2
205RM007.0554 0.7 4 0.8 5 50 0.65 2
205RM007.0654 0.7 4 0.8 6 50 0.65 2
205RM007.0854 0.7 4 0.8 8 50 0.65 2
205RM007.1054 0.7 4 0.8 10 50 0.65 2
205RM008.0154 0.8 4 0.9 1 50 - 2
205RM008.0254 0.8 4 0.9 2 50 0.75 2
205RM008.0354 0.8 4 0.9 3 50 0.75 2
205RM008.0454 0.8 4 0.9 4 50 0.75 2
205RM008.0554 0.8 4 0.9 5 50 0.75 2
205RM008.0654 0.8 4 0.9 6 50 0.75 2
205RM008.0854 0.8 4 0.9 8 50 0.75 2
205RM008.1054 0.8 4 0.9 10 50 0.75 2
205RM010.00254 1.0 4 2.0 - 50 - 2
205RM010.0256 1.0 6 2.0 - 50 - 2
205RM010.0254 1.0 4 1.2 2 50 0.95 2
205RM010.0354 1.0 4 1.2 3 50 0.95 2
205RM010.0454 1.0 4 1.2 4 50 0.95 2
205RM010.0554 1.0 4 1.2 5 50 0.95 2
205RM010.0654 1.0 4 1.2 6 50 0.95 2
205RM010.0854 1.0 4 1.2 8 50 0.95 2
— Help 153

l HRC l l CAST\
<70 | | ko | [NFAlloy| |stainie

INOX
Stainless

d1

LT

g3

12

(suB ) [ Nuova )

MICRO CUMET
GRAIN NORM
\ J \ J

( 3\
DIN 6535
Form HA

( ) ( \

d1
-0.01
30°) | -0.02

\

(Hsc | [at et
HHC | [& |

\_
7

R~ (<o
P
£0.005
\ J \ J

9

www.nuovacumet.it




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

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

CODE di | d2hé I 12 L a3
mm mm mm mm mm mm HRC CAST NI-Allo S{L\lirﬁl)e)is
: <70 IRON © [ e

3~

205RM010.1054 1.0 4 1.2 10 50 0.95 2
205RM010.1254 1.0 4 1.2 12 50 0.95 2
205RM010.1454 1.0 4 1.2 14 50 0.95 2
205RM010.1654 1.0 4 1.2 16 60 0.95 2 di
205RM010.1854 1.0 4 12 18 60 0.95 2 _'I r_
205RM010.2054 1.0 4 1.2 20 60 0.95 2 7 [}
205RM012.00354 1.2 4 3.0 - 50 - 2 -
205RM012.0354 1.2 4 1.4 3 50 1.15 2 |
205RM012.0454 1.2 4 1.4 4 50 1.15 2 43, 12
205RM012.0554 1.2 4 1.4 5 50 1.15 2
205RM012.0654 1.2 4 1.4 6 50 1.15 2
205RM012.0854 1.2 4 1.4 8 50 1.15 2
205RM012.1054 1.2 4 1.4 10 50 1.15 2 L
205RM012.1254 1.2 4 1.4 12 50 1.15 2
205RM012.1454 1.2 4 1.4 14 50 1.15 2 AIRES
205RM012.1654 1.2 4 1.4 16 60 1.15 2
205RM014.0354 1.4 4 3.0 - 50 - 2
205RM014.0454 1.4 4 1.7 4 50 1.35 2
205RM014.0554 1.4 4 1.7 5 50 1.35 2
205RM014.0654 1.4 4 17 6 50 135 2 '
205RM014.0854 1.4 4 1.7 8 50 1.35 2 __I a2 |__
205RM014.1054 1.4 4 1.7 10 50 1.35 2
205RM014.1254 1.4 4 1.7 12 50 1.35 2
205RM015.0354 1.5 4 1.8 3 50 1.45 2
205RM015.0356 1.5 6 3.0 - 50 1.45 2 ) (o) (omeme)
205RM015.0454 1.5 4 1.8 4 50 1.45 2 micRo | | cumer Form HA
205RM015.0554 1.5 4 1.8 5 50 1.45 2 [ GRAIN ] | NORM | Q)
205RM015.0654 1.5 4 1.8 6 50 1.45 2 p N, p \
205RM015.0854 1.5 4 1.8 8 50 1.45 2 %} _(%1 m:>
205RM015.1054 1.5 4 1.8 10 50 1.45 2 (D300) | -002) (O )
205RM015.1254 1.5 4 1.8 12 50 1.45 2
205RM015.1454 15 4 18 14 50 145 2 ([ Hsc | "A“ ) (]|
205RM015.1654 1.5 4 1.8 16 60 145 2 HHC ;‘lm
205RM015.1854 1.5 4 1.8 18 60 1.45 2 — ——
205RM015.2054 1.5 4 1.8 20 60 1.45 2 ( ) [ \ [ )
205RM016.0354 1.6 4 3.0 - 50 - 2 % @ GOLD
205RM016.0454 1.6 4 1.9 4 50 1.55 2 \ ) (12 ) \ ),
205RM016.0554 1.6 4 1.9 5 50 1.55 2 r /\(_g o STTR
205RM016.0654 1.6 4 1.9 6 50 1.55 2 T p
205RM016.0854 1.6 4 1.9 8 50 1.55 2 \jl\, (F0.005 ) | £0.01
205RM016.1054 1.6 4 1.9 10 50 1.55 2
205RM016.1254 1.6 4 1.9 12 50 1.55 2
205RM016.1454 1.6 4 1.9 14 50 1.55 2
205RM016.1654 1.6 4 1.9 16 60 1.55 2
205RM016.1854 1.6 4 1.9 18 60 1.55 2
205RM016.2054 1.6 4 1.9 20 60 1.55 2
205RM018.0454 1.8 4 4.0 - 50 - 2
205RM019.0454 1.9 4 4.0 - 50 - 2
205RM020.0554 2.0 4 5.0 - 50 - 2
205RM020.0556 2.0 6 5.0 - 50 - 2
205RM020.0454 2.0 4 2.2 4 50 1.95 2
205RM020.0654 2.0 4 2.2 6 50 1.95 2
205RM020.0854 2.0 4 2.2 8 50 1.95 2
205RM020.1054 2.0 4 2.2 10 50 1.95 2
205RM020.1254 2.0 4 2.2 12 50 1.95 2
205RM020.1454 2.0 4 2.2 14 50 1.95 2
205RM020.1654 2.0 4 2.2 16 60 1.95 2
205RM020.1854 2.0 4 2.2 18 60 1.95 2
205RM020.2054 2.0 4 2.2 20 60 1.95 2
205RM020.2254 2.0 4 2.2 22 60 1.95 2
205RM020.2554 2.0 4 2.2 25 70 1.95 2
205RM020.3054 2.0 4 2.2 30 70 1.95 2
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini 3D ball nose end mill shank @ 4-6 mm

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

CODE d1 d2hé I 12 L d3 A

INOX
mm mm mm mm mm mm no. HRC CAST

<70 | | IRON Staniess

205RM025.0654 2.5 4 6.0 - 50 - 2
205RM025.0656 2.5 6 6.0 - 50 - 2
205RM025.1056 2.5 6 3.0 10 50 245 2
205RM025.1256 25 6 30 12 50 245 2 _.I‘”|...
205RM025.1456 2.5 6 3.0 14 60 | 245 2
205RM025.1656 2.5 6 3.0 16 60 | 245 2 1 4
205RM025.2056 2.5 6 30 20 60 | 245 2 —
205RM025.2556 2.5 6 30 25 70 245 2 2
205RM030.0854 3.0 4 8.0 - 60 - 2 g3,
205RM030.00856 3.0 6 8.0 - 60 - 2
205RM030.0656 3.0 6 3.6 6 50 295 2
205RM030.0856 3.0 6 3.6 8 50 295 2 [
205RM030.1056 3.0 6 3.6 10 50 295 2
205RM030.1256 3.0 6 3.6 12 50 | 295 2 120
205RM030.1456 3.0 6 3.6 14 60 | 295 2
205RM030.1656 3.0 6 3.6 16 60 | 295 2
205RM030.1856 3.0 6 3.6 18 60 | 295 2
205RM030.2056 3.0 6 36 20 60 295 2
205RM030.2556 3.0 6 36 25 70 295 2 v
205RM030.3056 3.0 6 3.6 30 70 2.95 2 _-I a |__
205RM030.3556 3.0 6 36 35 80 | 295 2
205RM030.4056 3.0 6 36 40 80 | 295 2
205RM040.0854 4.0 4 8.0 - 50 - 2
205RM040.00856 4.0 6 8.0 - 50 - 2 505 (moovn) (omasns)
205RM040.0856 4.0 6 5.0 8 50 385 2 MICRO | | cumer | [ romnn
205RM040.1056 4.0 6 5.0 10 50 | 3.85 2 ((GRAIN | | Norm )} { 8L_1)
205RM040.1256 4.0 6 5.0 12 50 385 2 - N [ - \
205RM040.1456 4.0 6 5.0 14 60 38 2 %) gl [
205RM040.1656 4.0 6 5.0 16 60  3.85 2 (@ 3) (002) | &9
205RM040.1856 4.0 6 5.0 18 60 38 2 =) (e \
205RM040.2056 4.0 6 50 20 60 38 2 el |8 ‘l it {b
205RM040.2556 4.0 6 50 25 70 38 2 sl
205RM040.3056 4.0 6 50 30 70 38 2 ) - L, §
205RM040.3556 4.0 6 50 35 80 385 2 % @ coLD
205RM040.4056 4.0 6 50 40 80 385 2 & ) Lz2) | )
205RM040.4556 4.0 6 50 45 90 385 2 pu— L .
205RM040.5056 4.0 6 5.0 50 90 | 3.85 2 ~ < ?I} < ?:
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La nostra economia e in movimento e stiamo creando migliaia di nuovi posti di lavoro,
ma dobbiamo mantenere il nostro piede sul pedale del gas.

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

Mitt Romney

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




Fraser fur HSC und Geartetem Stahl
Fraises pour HSC et pour aciers temperé
dpe3a KOHLLeBad A1 BLICOKOCKOPOCTHOM TaAXenon 06paboTku

Vysoko rychlostni frézy pro tézky rez




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

VHM - Torusfraser - Fraise carbure avec rayon d’angle
dpe3a KOHUEeBasA TBePAOCMABHAsA C YIJIOBbIM paamnycoM - Sk fréza s rohovym radiusem

d1 /i
Y200R.010.02 =1 6 02 15 - 75 - 2 13°30' r_.l e
Y200R.015.02 1.5 6 02 25 - 75 - 2 15° ||1 |
Y200R.020.03 2 6 03 30 - 75 - 2 13°30 | 1
Y200R.030.03 3 6 03 50 - 75 - 2 10°30° d3 Ao L
Y200R.040.05 4 6 05 60 - 75 - 2 6° =3
Y200R.040.1 4 6 1.0 60 - 75 - 2 6°
Y200R.060.05 6 6 05 10.0 20 100 58 2 -
Y200R.060.1 6 6 1.0 100 20 100 58 2 -
Y200R.080.05 8 8 05 120 24 100 78 2 - I
Y200R.080.1 8 8 1.0 120 24 100 78 2 - ] L
Y200R.100.05 = 10 10 05 150 30 100 98 2 - g
Y200R.100.1 10 10 1.0 150 30 100 98 2 -
Y200R.100.15 = 10 10 1.5 150 30 100 98 2 -
Y200R.120.1 12 12 1.0 180 36 100 118 2 - |
Y200R.120.15 = 12 12 15 180 36 100 118 2 - 1 _l_ L
Y200R.120.2 12 12 20 180 36 100 118 2 - I.n—z-l
Y200R.160.15 = 16 16 1.5 250 40 100 158 2 -
Y200R.160.2 16 16 2.0 250 40 100 158 2 -

— Help 156-157-158-159
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Fresa a palla 3D 260° in metallo duro integrale

Solid carbide 3D 260° ball end mill

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

HRC | [ cAST | |SNOX
<65 IRON et

's N\
DIN 6535
Form HA

]

\ J

( Hsc |

%0.01

] [?F':\OSII] [Aluminium] NI-Alloy

[ HRC
<50
200RB020075 2 4 1.7 1.0 17 75 2 6° 260°
200RB030100 3 6 26 17 17 100 2 8° /r'd‘l—\
200RB030150 3 6 26 17 30 150 2 4025 nl |
200RB040100 4 6 35 2.4 17 100 2 7° k A3
200RB040150 4 6 35 2.4 30 150 2 350
200RB060100 6 6 52 4.0 30 100 2 2210 d3
200RB060150 6 6 52 4.0 45 150 2 1020 12
200RB080100 8 8 7.0 5.0 35 100 2 3010
200RB080150 8 8 7.0 5.0 50 150 2 1°55 !
200RB100100 | 10 | 10 8.7 6.1 40 100 2 3°40
200RB100150 10 10 8.7 6.1 60 150 2 220 —1
200RB120100 12 12 105 75 50 100 2 3210 g
200RB120150 = 12 12 105 7.5 75 150 2 1°50° .
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Fresa a palla 3D 260° in metallo duro integrale
Solid carbide 3D 260° ball end mill

VHM - 3D 260° Radiusfraser - Fraise carbure 3D 260° a balle

dpe3a KoHLEeBas TBepaocnnasHas chepuyeckas 3D 260° - Sk 3D 260° kulova fréza

400RB060100 6 6 52 4.0 30 100 4 2°10’
400RB060150 6 6 52 4.0 45 150 4 1020
400RB080100 8 8 7.0 5.0 35 100 4 3°10°
400RB080150 8 8 7.0 5.0 50 150 4 1055’
400RB100100 10 10 8.7 6.1 40 100 4 3°40
400RB100150 10 10 8.7 6.1 60 150 4 2°10’
400RB120100 12 12 10.5 7.5 50 100 4 3010’
400RB120150 12 12 10.5 7.5 75 150 4 1°50’

— Help 154
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Fresa testa sferica 3D Hard Cut in metallo duro integrale

Solid carbide 3D ball nose end mill, Hard Cut
VHM - 3D Radiusfraser, Hard Cut - Fraise carbure 3D hémisphérique, Hard Cut

\
Y

260°
N

|

e

b.d3

lHRC\lCASTll l
<50 IRON NI-Alloy

s a
Nuova

CUMET
NORM

L J

's N\
DIN 6535
Form HA

]

\ J

( Hsc |
HHC

HYPER

|2 ]

dpe3a KOHUeBas TBepAocCnaaBHas nonychepuyeckas 30 Ana TBepAbIX MaTeprasnos
Sk kulova fréza pro tézky rez

200DR).01050 1 6 1 3 50 0.95 2 20°
200DR).02050 2 6 3 6 50 1.95 2 10°
200DRJ.02057 2 6 3 6 57 1.95 2 10°
200DR).02075 2 6 2 6 75 1.95 2 10°
200DR).03050 3 6 4 9 50 2.9 2 8°
200DR).03057 3 6 4 9 57 29 2 8°
200DR).03075 3 6 3 9 75 2.9 2 8°
200DR).04050 4 6 5 12 50 3.9 2 6°
200DRJ.04057 4 6 5 12 57 39 2 6°
200DR).04075 4 6 4 12 75 39 2 6°
200DR).05057 5 6 6 16 57 4.9 2 3°
200DR).05075 5 6 6 16 75 4.9 2 3°
200DR).06057 6 6 6 20 57 5.9 2 -
200DR).06075 6 6 6 20 75 5.9 2 -
200DRJ.06100 6 6 6 20 100 5.9 2 -
200DR).06100.1 6 8 6 12 100 5.9 2 7°
200DR).08060 8 8 9 16 60 7.8 2 -
200DR).08075 8 8 9 29 75 7.8 2 -
200DR).08100 8 8 9 29 100 7.8 2 -
200DR).08100.1 8 10 9 29 100 7.8 2 8°
200DRJ.10070 10 10 10 20 70 9.8 2 -
200DR).10080 10 10 10 35 80 9.8 2 -
200DRJ.10100 10 10 10 35 100 9.8 2 -
200DR).10100.1 10 12 10 35 100 9.8 2 8°
200DR).12075 12 12 12 24 75 11.8 2 -
200DR).12100 12 12 12 37 100 118 2 -
— Help 160
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Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoHLEeBas TBepAoCIaBHan nonychepuyeckas 3D ANMHHAs
Sk 3D kulov3 fréza, extra dlouha kuzelovd stopka

HRC CAST
<70 IRON

2000J.010 1 6 2 5 35 100 0,95 2 4°44'
200D).015 1,5 6 3 6 35 100 1,45 2 4°56'
200D).020 2 6 3 7 35 100 1,95 2 5¢
2000).030 | 3 6 4 10 35 100 2,9 2 5%3 (508 ) (Noova) (omesss )
2 04 4 1 1 2 299 MICRO CUMET EOTMIHA
00D).040 6 5 3 35 00 3,8 6 o NORM ]
200D).050 5 6 6 16 35 100 4,8 2 7°30' \ /\ J N /
200D).060 6 8 6 18 35 100 58 2 3022 ( ) 'm I:>‘ ( HSC )
200D).080 8 10 8 24 58 109 7,8 2 1°40' %) & HHC
200DJ.100 10 12 10 30 58 109 9,8 2 2° \ J \ 4 J \ J
200DJ.120 12 14 12 36 58 109 11,8 2 1° L ( \ (i “A“ ( )
- Help 160 %l.m
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Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill

VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
dpe3a KOHLLeBaA TBepAOCnNaBHas nonycepuyeckas 3D, ANs TBEPAbIX MaTepranos
Sk 3D kulov4 fréza

HRC | | cAsT
- <55 | | IRON
2005R).0105054 1 15 15 50 6° [~

4 2
2005R).0105056 1 6 15 15 50 2 10°52 —r—
2005R).0155054 1.5 4 25 15 50 2 445 S
2005R).0155056 1.5 6 25 15 50 2 9°49' N N 7 \
1 MICRO Nuova DIN 6535

2005R).0207554 4 3 15 75 2 50 s | | cumer | | omia

o NORM ol ]
2005R).0205056 = 2 6 3 15 50 2 10 § ) JN )
2005R}.02550 25 6 3 15 50 2 9° % <) ( N . \
2005R).03075 3 6 45 20 75 2 5930 ! [%/ F ]| | HsC
2005R}.04075 4 6 6 20 75 2 4 : i 300) (@ o) | HHC
2005R).05075 5 6 7.5 20 75 2 2° Y ) [ §

‘1 &'
2005R).06050 6 6 9 - 50 2 - L U & 4 'l 2 %
2005R).06100 6 6 9 - 100 2 - )| |1
2005R}.08100 8 8 12 - 100 2 - ' ) L, .
=)
2005R).10100 10 10 15 - 100 2 - [ ~ @ il
2005R).10150 10 10 15 - 150 2 - | J\“ 22 ) | J
2005R).12100 12 12 18 - 100 2 - \ '
2005R). 12150 12 12 18 - 150 2 - g2 R
200SR). 16100 16 16 24 - 100 2 - to.01
2005R}.20100 20 20 30 - 100 2 -
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Fresa testa sferica rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

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

- di
HRC CAST
. <55 IRON
200SRJL.02150 3 60 150 2° |

2 6 2 i
200SR)L.O3150 3 6 45 60 150 2 1°30 4
2005R)L.04150 4 6 6 60 150 2 1°
2005R)L.04150.1 4 8 20 80 150 2 1°56’ |2 (o) [Noova) [omvesss
o2/ CUMET oIy
200R)L.O5150 5 6 75 60 150 2 0°30 GRAIN | | Cumer| | Fmi
200SRJL.05150.1 5 6 20 80 150 2 0°30 \ ) 0\ )
2005RJL.06150 6 8 9 80 150 2 0°45' r \ =) )
J : o) [ Hsc
200SRIL.06150.1 6 8 20 60 150 2 1 M,
200SRJL.08150 8 10 12 60 150 2 (@s30) (TH) J
- Help 161 a® r Y () ()
“d1<06=-0.01/-0.02 L & nlm
d1=98=17 \ y, \“ “‘J \ J/
4 \ 4 \ 4 \
(@
GOLD
x—j\h \ 12 J \ J
)
R
10.01
~—
¥
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Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoHLLeBas TBepAoCnNaBHas nonychepuyeckas 3D, ANMHHAs
Sk 3D kulova fréza extra dlouhd kuzelova stopka

—+d1 I'
—

e | eS| fosoe
¥ Steel

4005R).040150 4 6 6 60 150 4 1°
4005R).040150.1 4 8 20 60 150 4 1030’
4005R).060150 6 8 9 80 150 4 0°45’
4005RJ.060150.1 6 8 20 60 150 4 1030 MI(ROW (Noova) [(omesss )
4005R).080150 8 10 12 60 150 4 1° GRAIN | [ cumer| | fom
NORM | | &
4005R).100150 10 10 15 - 150 4 - ) \ J \ J
4005R).120150 12 12 18 - 150 4 -
— Help 161
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Torusfraser - Fraise carbure avec rayon d’angle
dpe3a KOHUEBaA TBEPAOCMABHAsA C YIJIOBbIM paamnycoM - Sk fréza s rohovym radiusem

di e HRC | | casT | | INOX
" /_ [<45 IRON | [Stainiess

Y300R.030.03 = 3 6 03 45 7 75 29 3 "
Y300R.040.04 = 4 6 04 6 9 75 39 3 15
Y300R.060.05 6 6 05 9 13 100 58 3 Ll
Y300R.060.1 6 6 10 9 13 100 58 3 a3 .. J ) (o ()
Y300R.080.05 8 8 0.5 12 18 100 7.7 3 d . MICRO CUMET Form HA
Y300R.080.1 8 8 10 12 18 100 77 3 _/E (GRAIN ) ( NoRrm | | 8L_J)
Y300R.10005 10 10 05 15 | 25 100 97 3 . ./ N/ \
Y300R.100.1 10 10 10 15 25 100 97 3 L %} o HSC
Y300R12005 12 12 05 18 30 100 117 3 (Zac) (B8] | )
Y300R.120.1 12 12 10 18 30 100 117 3 ) L .y .
- Help 163-164 D 3‘§|?§f

“d1<06=-0.01/-0.02 IRy )
d1=p12=17
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Fresa testa sferica 3D Hard Cut in metallo duro integrale

Solid carbide 3D ball nose end mill, Hard Cut

VHM - 3D Radiusfraser, Hard Cut - Fraise carbure 3D hémisphérique, Hard Cut
dpe3a KoHLeBas TBepAoCnaaBHas nonycdepuueckan 3D 4na TBepAbiX MaTePManos
Sk 3D kulovd fréza pro tézky ez

L HRC | | cAsT
i <72 IRON
300NRJ.030 45 75 75 2.9 i

3 6 3

300NRLO40 4 6 6 9 75 3.9 3 "

300NRLOSO 5 6 7 10 75 4.9 3 | 2

300NRLOGO 6 6 9 15 100 59 3 3 - N [ \ [ \
& ¥ SuB Nuova DIN 6535

300NRJ.OS0 8 8 12 20 100 78 3 : miceo | | eumer | | omia

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

RN p—Y
N O

18 25 100 118 3 B p N/ N/ \
- Help 162 ’ . %} Flo Il:llacc
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Fresa ad Alta velocita in metallo duro integrale
Solid carbide High speed end mill

VHM - Torusfraser High speed - Fraise carbure avec rayon d’angle pour haute vitesse
dpe3a TBepAOCMNIABHAA KOHLLEBAs AJ151 BHICOKOCKOPOCTHOM 06paboTkm - Sk vysoko rychlostni fréza

NP

Y¥303.030.02 3 6 0.2 4 9 60 295 4 | 1E
¥303.030.05 3 6 0.5 4 9 60 295 4 B B
Y¥303.040.05 4 6 0.5 5 12 60 395 4 3 1
Y¥303.040.1 4 6 1 5 12 60 395 4 r N\ [ \ [ )

3 12 SUB Nuova DIN 6535
Y303.060.05 6 6 0.5 6 18 60 58 4 -5 g MICRO | | cumer Form HA
¥303.060.1 6 6 1 6 18 60 58 4 -4 (GRAIN ) ( NORM | 8[_J)
Y¥303.060.15 6 6 1.5 6 18 60 58 4 e — - N N \
Y¥303.080.05 8 8 05 8 24 75 78 4 %} F e | HSC
Y¥303.080.1 8 8 1 8 24 75 78 4 L (Zw0e) | ) | HHC
Y¥303.080.15 8 8 1.5 8 24 75 78 4 - N () [ \
¥303.100.05 10 10 0.5 10 30 80 98 4 D ,,,lfuf I%
Y¥303.100.1 10 10 1 10 30 80 98 4 . ) (e8] J
¥303.100.15 10 10 1.5 10 30 8 98 4 ) L L, .
¥303.100.2 10 10 2 10 30 8 98 4 ,|/\<-> il
¥303.120.05 12 12 0.5 12 36 | 100  11.8 4 1 1 ‘J\“ (74 ) | )
¥303.120.1 12 12 1 12 36 | 100 11.8 4 ¥ P —
¥303.120.15 12 12 1.5 12 36 100 118 4 L ,j P

: LAPPED [ | , 001
Y¥303.120.2 12 12 2 12 36 | 100 11.8 4 *0.
| —/
- Help 171
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Fresa per lavorazioni estreme in metallo duro integrale
Solid carbide extreme milling end mill

VHM-Fraser fir extremerspannung - Fraise carbure pour fraisages extréme
dpe3a KOHLLeBAA TBepAOCMIABHASA AN Taxkenoro ¢ppeseposaHus - Sk fréza pro etrémni frézovani

ure | | INOX
oL <70 | [*amee

406.02057 2 6 - 4 57 3 150 |
406.025057 2.5 6 - 5 57 3150 Tore sl i
406.03057 3 6 - 8 57 4 15° deptha of fules il
oo e L e ) (o =)
406.045057 45 6 - 9 57 4 15° = (RN | (NORMJ | 5L
406.05057 5 6 - 15 57 4 15° r N [ N 1 \
406.06057 6 6 - 18 57 4 - %} s | HSC
406.06075 6 6 - 18 75 4 - \Z50°) |\ ¥ kHHC,
406.08063 F 8 - 16 63 4 - \ - r \ r \
406.08075 8 8 - 20 75 4 - ), |_ “‘.'l““ I%
406.08100 8 8 - 24 | 100 4 - L ) eslde) )
406.09072 9 10 - 18 72 4 15° — ¢ . .
406.10080 10 10 - 25 80 4 - j//\\ GOLD
406.10100 10 10 - 30 100 4 - { Jlza ) | )
406.12083 12 12 - 24 83 4 - :
406.12100 12 12 - 30 | 100 4 - dz |
406.12120 12 12 - 40 | 120 4 -
406.16092 16 16 - 32 92 4 -
406.16140 16 16 - 48 | 140 4 -
406.20100 20 20 - 40 | 100 4 -
406.20150 20 20 - 60 | 150 4 -

— Help 169-170
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Fresa testa torica per lavorazioni estreme in metallo duro integrale
Solid carbide extreme milling corner radius end mill

VHM-Ekenradius fraser fur extremerspannung - Fraise carbure avec rayon pour fraisages extréme
dpe3a KoHLeBas TBEPAOCNABHAS C YIIOBbIM PAAUYCOM ANA TAXENoro ppesepoBaHus
Sk fréza pro etrémni frézovani

INOX
Stainless
.5”.... m Steel

Y406.03057.02 3 6 0.2 8 57 4 15° ! /—
Y406.04057.02 4 6 0.2 12 57 4 15° S
¥406.05057.02 5 6 02 15 57 4 15 il .
Y406.06057.02 6 6 0.2 18 57 4 - " (508 ) [ DIN | 'Dlﬁ‘m?ii;
¥406.06057.03 6 6 03 18 57 4 - N j Tean | INoRM| | 5T
Y406.06057.05 6 6 0.5 18 57 4 - ' \ J \ J \ /
Y406.06057.1 6 6 1.0 18 57 4 - ( \ ([ Y ( )
Y406.06075.02 6 6 02 18 75 4 - %) Ele» Eacc
Y406.06075.05 6 6 05 18 75 4 - @se) (&) J
Y406.06075.1 6 6 1.0 18 75 4 - \ L g Y (e ( \
Y406.08075.02 8 8 02 20 75 4 - \ L a8 i I%
Y406.08075.05 8 8 05 20 75 4 - @ P —) weles) | )
Y406.08075.1 8 8 1.0 20 75 4 - — N 7 \
Y406.08100.02 8 8 0.2 24 100 4 - j,/\\ GOLD
Y406.08100.05 8 8 0.5 24 100 4 - \ ) 24 ) |\ b,
Y406.08100.1 8 8 1.0 24 100 4 - X —_—
Y406.10072.05 10 10 0.5 20 72 4 - a2 .
Y406.10080.02 10 10 0.2 25 80 4 - = o

~—
Y406.10080.05 10 10 05 25 80 4 -
Y406.10080.1 10 10 1 25 80 4 -
Y406.10100.02 10 10 0.2 30 100 4 - “d1<06ho
Y406.10100.05 10 10 05 30 100 4 - d1=0201f7
Y406.10100.1 10 10 1 30 100 4 -
Y406.12100.05 12 12 05 30 100 4 -
Y406.12100.1 12 12 1 30 100 4 -
Y406.16100.05 16 16 05 40 100 4 -
Y406.16100.1 16 16 1 40 100 4 -
Y406.16140.1 16 16 1 60 140 4 -
Y406.20100.05 20 20 05 40 100 4 -
Y406.20100.1 20 20 1 40 100 4 -
Y406.20150.1 20 20 1 60 150 4 -
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Fresa testa torica in metallo duro integrale Hard Cut
Solid carbide corner rarius end mill Hard Cut

VHM-Gesenkfraser mit Eckenradius Hard Cut - Fraise carbure avec rayon d’angle Hard Cut
®dpe3a KoHLEeBas TBePAOCIIABHAA C YIJIOBbIM PAAMYCOM A Taxenoro dhpesepoBaHus

Sk fréza s rohovym radiusem pro tézky rez
HRC CAST
<70 IRON
57 | 195

Y400RS.02057.02 2 6 0.2 3 6 4
Y400RS.02057.05 2 6 05 3 6 57 | 1.95 4
Y400RS.02075.02 2 6 0.2 3 6 75 1.95 4
Y400RS.02075.05 2 6 0.5 3 6 75 1.95 4 a1 A8
Y400RS.03057.02 3 6 0.2 4 9 57 | 295 4 r -| /_
Y400RS.03057.05 3 6 05 4 9 57 | 2.95 4 FEE
Y400RS.03075.03 3 6 0.3 4 9 75 2.95 4 i1 |_
Y400RS.03075.1 3 6 1 4 9 75 2.95 4 o 12
Y400RS.04057.02 4 6 0.2 5 12 57 3.9 4 d3, e |
Y400RS.04057.05 4 6 0.5 5 12 57 3.9 4 R=g -1
Y400RS.04075.05 4 6 05 5 12 75 3.9 4 o
Y400RS.04075.1 4 6 1 5 12 75 3.9 4
Y400RS.05057.05 5 6 05 6 16 57 4.9 4 E b
Y400RS.05057.1 5 6 1 6 16 57 4.9 4
Y400RS.05075.05 5 6 05 6 16 75 4.9 4
Y400RS.05075.1 5 6 1 6 16 75 4.9 4
Y400RS.06057.05 6 6 0.5 7 20 57 5.8 4
Y400RS.06057.1 6 6 1 7 20 57 5.8 4
Y400RS.06057.15 6 6 15 7 20 57 5.8 4 '
Y400RS.06075.05 6 6 05 7 20 75 5.8 4 U U 3
Y400RS.06075.1 6 6 1 7 20 75 5.8 4 ,.d?-'.]
Y400RS.06075.15 6 6 1.5 7 20 75 5.8 4
Y400RS.06100.05 6 6 0.5 7 20 100 5.8 4
Y400RS.06100.1 6 6 1 7 20 100 5.8 4 ) . L .
Y400RS.06100.15 6 6 15 7 20 100 5.8 4 MSIEJEO Nuova | [ owssss
Y400RS.08075.03 8 8 03 10 29 75 7.8 4 [ Grain | | Norw | (S
Y400RS.08075.05 8 8 0.5 10 29 75 7.8 4
Y400RS.08075.1 8 8 1 0 29 75 78 4 '%} ) (o) [ hsc )
Y400RS.08075.15 8 8 1.5 10 29 75 7.8 4 2w | oo HHC
Y400RS.08075.2 8 8 2 10 29 75 7.8 4 b a /N /
Y400RS.08100.05 8 8 05 10 29 100 7.8 4 ( Y (waa) [ )
Y400RS.08100.1 8 8 1 10 29 100 7.8 4 D\ % ‘f‘f‘}
Y400RS.08100.15 8 8 15 10 29 100 7.8 4 ) &Y
Y400RS.08100.2 8 8 2 10 29 100 7.8 4 (A~ ( \ ( )
Y400RS.10080.05 10 10 0.5 1 35 80 9.8 4 j/\( @ GOLD
YAOORS.10080.1 10 10 1 11 35 80 9.8 4 \ ) (14 ) \ J
Y400RS.10080.15 10 10 15 1 35 80 9.8 4 T
Y400RS.10100.05 10 10 05 1 35 100 9.8 4 SR
Y400RS.10100.1 10 10 1 1 35 100 9.8 4 —__J
Y400RS.10100.15 10 10 1.5 1 35 100 9.8 4
Y400RS.10100.2 10 10 2 1 35 100 9.8 4 _
YA00RS.12100.05 12 12 05 15 37 100 118 4 ‘d1=06h9

d1 =020 f7
Y400RS.12100.1 12 12 1 15 37 100 11.8 4
Y400RS.12100.15 12 12 15 15 37 100 11.8 4
Y400RS.12100.2 12 12 2 15 37 100 11.8 4

— Help 168

www.nuovacumet.it



Fresa testa torica per lavorazioni estreme in metallo duro integrale
Solid carbide extreme milling corner radius end mill

VHM-Ekenradius fraser fiir extremerspannung - Fraise carbure avec rayon pour fraisages extréme
dpe3a KoHLeBas TBepPAOCNIaBHAs C YIIOBbIM PAAMYCOM AN TAXENoro dhpesepoBaHus
Sk fréza s rohovym radiusem pro extrémni frézovani

HRC CAST ALLOY
<65 IRON STEEL

T
Y

Y4000.02060.03 2 6 03 08 5 60 1.8 4 )
Y400D.02060.05 2 6 05 08 5 60 1.8 4 o
Y400D.03060.05 3 6 05 | 12 6 60 | 27 4 & 2
Y400D.03060.075 3 6 075 12 6 60 | 27 4 "_1 ) (o (o)
Y4000.03060.1 3 6 1 1.2 6 60 | 27 4 MICRO | | cumer | | Fomea
Y400D.04075.05 4 6 05 | 16 9 75 36 4 e (GRAIN ) ( NoRrm | { 8[_J)
Y400D.04075.1 4 6 1 16 9 75 36 4 - N/ \ [ \
Y4000.05075.05 5 6 05 2 12 75 46 4 L %}' Floa| | HSC
Y400D.05075.1 5 6 1 2 12 75 46 4 Z ) |o ) Y
Y400D.05075.12 5 6 1.2 2 12 75 46 4 - Y (T ( \
Y400D.06100.05 6 6 05 | 25 13 100 | 54 4 D ‘.ulm I%
Y4000.06100.1 6 6 1 2.5 13 100 5.4 4 IR |
Y4000.06100.15 6 6 15 25 13 100 | 5.4 4 ) L . .
Y400D.08100.05 8 8 05 35 16 100 7.2 4 /If\(" coLD
Y400D.08100.1 8 8 1 35 16 100 7.2 4 _/\( 72 ) | J
Y4000.08100.15 8 8 15 | 35 16 100 72 4 LE-I P —
Y4000.08100.2 8 8 2 35 16 100 72 4 P
Y4000.10100.05 10 10 0.5 4 20 100 9 4 tom @
Y4000.10100.1 10 10 1 4 20 100 9 4 —
Y4000.10100.15 10 10 15 4 20 | 100 9 4
Y400D.10100.2 10 10 2 4 20 | 100 9 4 “d1206ho
Y400D.12100.05 12 12 0.5 5 25 100 | 11 4 d1 <016 f7
Y4000.12100.1 12 12 1 5 25 100 | 11 4
Y4000.12100.15 12 12 15 5 25 100 | 11 4
Y4000.12100.2 12 12 2 5 25 100 | 11 4
Y400D.16100.05 16 16 | 05 7 32 | 100 15 4
Y400D.16100.1 16 16 1 7 32 100 15 4
Y400D.16100.15 16 16 15 7 32 100 15 4
Y400D.16100.2 16 16 7 32 100 15 4
Y4000.16100.3 16 16 3 7 32 100 15 4
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Fresa testa torica alto avanzamento in metallo duro integrale
Solid carbide corner radius end mill, High Feed

VHM - Gesenkfraser mit Eckenradius High Feed - Fraise carbure avec rayon d’angle, High Feed
dpe3a KOHLEeBAs TBEPAOCMNIABHAS C YI/IOBbIM PALAUYCOM
Sk rychloposuvova fréza s rohovym radiusem

” HRC | | cAsT | [ALLOY| [carBoN
|..'=!.| /— <70 | | IRON | |STEEL| [STEEL

Y400R.040 4 6 1 8 12 75 395 4
Y400R.050 5 6 12 10 15 75 - 4 ¥
Y400R.060 6 6 15 12 - 100 - 4 I
Y400R.060.1 6 6 15 9 30 75 585 4 L 505 (Noova) (o o)
Y400R.080 8 8 2 16 - 100 - 4 d3, MICRO | | cumer | | fomen
Y400R.080.1 8 8 2 12 40 100 78 4 R=6 2 ((GRAIN ) ( NoRM || 8[_])
Y400R.100 10 10 2 20 - 100 - 4 ¥ ) [ N\ [ \
Y400R.100.1 10 10 2 15 50 100 975 4 ! %/ . e :acc
Y400R.120 12 12 2 24 - 100 - 4 | @45°) (> J ( )
Y400R.120.1 12 12 2 18 50 100 1175 4 r Y (e [ \
- Help 172-173-174 D\ o .l.m
\. P - M‘J
'4 \ 4 \ 4 \
L /|/\ 3 GOLD
| I I @2 U0
| 2 _! ( " )
L +0.01 *d1<06h9
— —— di1=<9012f{7
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Fresa testa piana per superfinitura in metallo duro integrale
Solid carbide flat nose end mill for superfinish

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

HRC | [ cAST | [JINOX CrNi
<55 IRON ‘g‘{;‘:lss ALLOYS

506.030 3 3 10 4
506.030.1 3 6 10 60 4
50603060 3 3 30 60 4 s
506.040 4 4 12 50 4 -
506.040.1 4 6 12 60 4 —
50604060 4 4 30 60 4
506.050 5 5 12 50 4 s
506.050.1 5 6 15 60 4
50605070 5 5 35 70 4 |
506.060 6 6 16 50 6
506.060.1 6 6 25 75 6
50606100 6 6 40 100 6 !
506.080 8 8 20 60 6 -
506.080.1 8 8 24 75 6
50608100 8 8 40 100 6
506.100.1 10 10 25 75 6
50610100.1 10 10 45 100 6
506.120.1 12 12 27 83 6
50612100.1 12 12 55 109 6 |
50616100.1 16 16 45 100 6 i
50616150.1 16 16 65 150 6 =%
50620100 20 20 45 100 6
50620150.2 20 20 75 150 6
( SUB ) rNUOVB‘ 'D:(l:l"giiS‘
| Geain | | Nokw | (SL_J)
4 \ 4 \ 4 \
(= HSC
506.100 10 10 22 70 8 ‘%353 \mgj | HHC |
50610100 10 10 45 100 8
4 \ 4 \ 4 \
506.120 12 12 27 75 3 0y
50612100 12 12 45 100 8 |_ :“l:%“ %
506.140 14 14 27 85 10 . /N /N /
50614100 14 14 45 100 10 () ( Y ( )
506.160 16 16 30 85 10 :]/\ GOLD
50616100 16 16 45 100 10 - vV ) 14
50616150 16 16 65 150 10 B
506.180 18 18 33 100 | 10 @ @ @
506.200 20 20 33 100 | 10 26 ) L 28 ) \z10)
50620150 20 20 65 150 10 06-020 ©010-912 ©14-020
50620150.1 20 20 75 150 10 @
50625150 25 25 75 150 12
- Help 167178 112
“d1=06h9 025
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In questa sezione viene utilizzato esclusivamente Metallo duro Sub Micrograno al 9-12% Co,
0,5 Micron, specifico per lavorazione a secco ad alta velocita degli acciai temperati.

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

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

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

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

VHM - Schaftfraser mit Eckenradius, Hard Cut - Fraise carbure avec rayon d'angle, Hard Cut
dpe3a KoHLLeBas TBEPAOCNIABHASA C YI/IOBbIM PagnycoM Ans TpyAaHoobpabaTbiBaeMbiX MaTepManoB
Sk fréza s rohovym radiusem pro tézky rez

HRC CAST
<72 IRON
0.2 7 20 57 5.8

Y508.06057.02 6 6 6
Y508.06057.05 6 6 0.5 7 20 57 5.8 6
Y508.062057.05 6 6 0.5 20 - 57 - 6
Y508.06057.1 6 6 1 7 20 57 5.8 6 d1 i
Y508.06075.02 6 6 0.2 7 20 75 5.8 6 I-_.I Py
Y508.06075.05 6 6 0.5 7 20 75 5.8 6 —FF
Y508.062575.05 6 6 05 25 - 75 - 6 ‘1
Y508.06075.1 6 6 1 7 20 75 5.8 6 4 i
Y508.06100.02 6 6 0.2 7 200 100 58 6
¥508.06100.05 6 6 05 7 200 100 58 6
Y508.08075.02 8 8 0.2 9 29 75 7.8 6 '
Y508.08075.05 8 8 0.5 9 29 75 7.8 6
Y508.082575.05 8 8 05 25 - 75 - 6 £
Y508.08075.1 8 8 1 9 29 75 7.8 6
Y508.08100.02 8 8 0.2 8 29 100 7.8 6
¥508.08100.05 8 8 05 8 29 100 7.8 6
¥508.0840100.05 8 8 0.5 40 - 100 - 6
Y508.08100.1 8 8 1 8 29 100 78 6
Y508.10080.02 10 10 0.2 11 35 80 9.8 6
Y508.10080.05 10 10 05 11 35 80 9.8 6 N
Y508.103280.05 10 10 0.5 32 - 80 - 6
¥508.10080.1 10 10 1 11 35 80 9.8 6
¥508.10100.02 10 10 0.2 10 35 100 9.8 6
Y508.10100.05 10 10 05 10 35 100 | 9.8 6
Y508.1050100.05 10 10 0.5 50 - 100 - 6 (suB ) (Nuova) (omesss)
¥508.10100.1 10 10 1 10 35 100 9.8 6 ’g‘[ﬁﬁ ComEr é"‘:’“‘l
Y508.12100.02 12 12 0.2 13 37 100 117 6 \ J\ J\ J
¥508.12100.05 12 12 05 13 37 100 117 6 (o1 ) m :;; i
¥508.12100.1 12 12 1 13 37 100 117 6 %/550 & HHC
Y508.1250109.05 12 12 05 50 - 109 - 8 \ J \ J \ J
Y508.1260109.05 12 12 0.5 60 - 109 - 8 r Y (@) ([ )
Y508.16100.05 16 16 05 16 37 100 157 6 D t‘ulm %
Y508.16100.1 16 16 1 16 37 100 157 6 ) Welee) )
Y¥508.1650100.05 16 16 05 50 - 100 - 10 (A ) ( \ ( )
Y508.1675150.05 16 16 0.5 75 - 150 - 10 j,\ GOLD @
Y¥508.20100.05 20 20 05 20 40 100 | 19.7 6 \ ) \ ) \ 16 )
¥508.20100.1 20 20 1 20 40 100 197 6 —— e 2502
Y508.2063109.05 20 20 0.5 63 - 109 - 8 @ @ @
Y508.20100150.05 20 20 05 | 100 - 150 - 8 18 710) 712
Y508.2580150.05 25 25 0.5 80 - 150 - 8 12 716 720
¥508.25110160.05 25 25 05 | 110 - 160 - 8 ’@ T
— Help 178 +0.01
Z15) )
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Fresa testa torica Hard Cut in metallo duro integrale
Solid carbide corner radius end mill, Hard Cut

VHM - Schaftfraser mit Eckenradius, Hard Cut - Fraise carbure avec rayon d'angle, Hard Cut

®dpe3a KoHLLeBas TBEPAOCNIABHAA C YI/IOBbIM PagMyCcoM Ans TpyaHoobpabaTbiBaeMbiX MaTepManoB
Sk fréza s rohovym radiusem pro tézky ez

Y506.060.02 6 6 0.2 6 12 100 5.8 5
Y506.060.05 [3 6 0.5 6 12 100 5.8 5
Y506.080.02 8 8 0.2 8 16 100 7.8 5
Y506.080.05 8 8 0.5 8 16 100 7.8 5
¥506.100.03 10 10 0.3 10 20 100 9.7 6
¥506.100.1 10 10 1.0 10 20 100 9.7 6
Y506.120.05 12 12 0.5 12 25 100 11.7 6
Y506.120.1 12 12 1.0 12 25 100 11.7 6
Y506.160.05 16 16 0.5 16 32 100 15.7 6
Y506.160.1 16 16 1.0 16 32 100 15.7 6
¥506.200.05 20 20 0.5 20 40 100 19.7 6
¥506.200.1 20 20 1.0 20 40 100 19.7 6
— Help 178
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Per corrugare Ia fronte si mettono in movimento ben sessantacinque muscoli.
Per sorridere solo diciannove. Allora, almeno per economia, sorridi!

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

Anonimo

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




Frese per materiali difficili da lavorare

End mills for difficult machining materials

Fraser fir schwierig materialen
Outils de coupe pour difficile - a - machine matériaux
dpe3a KOHLeBasA AN14 TpyAHoobpabaTbiBaeMbiX MaTepuranos

Fréza pro obtizné obrobitelné materidly




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

VHM - schaftfraser Bohrer fir Hoch Vorschub - Fraise a Piercer en carbure a bout plat pour Haute avances
®pe3a KOHLLeBAs TBEPAOCNNABHASA C OMNLLMEN CBEPAIEHNS U BbICOKMMM NapaMeTpamu nogaum
Sk rychloposuvova rohova fréza s moznosti vrtani

CODE *d1 | d2h6  rp I L 1
mm mm  mm  mm  mm  no. a1, HRC | | CAST | |ALLOY | |qimanum
I <50 | | IRON | |STEEL
2 50

¥300.020 6 - 4 3 S—
¥300.025 2.5 6 - 5 50 3
¥300.030 3 6 - 6 50 3 it
¥300.035 3.5 6 - 7 50 3 (508 ) (Nuova) (omesss)
¥300.040 4 6 - 8 50 3 MICRO CUMET Form HA
¥ RAIN NORM 8 |
Y300.045 4.5 6 - 9 50 3 (GRAINJ \ J \ J
¥300.050 5 6 - 10 50 3 ( \ ( \ [ )
¥300.055 55 6 : 1 50 3 ! %) Cles :,'E:
_ N 45° Y >
¥300.060 6 6 13 60 3 \ ) \ J \ )
Y¥300.065 6.5 8 - 16 60 3 r \ () \
sl | Hsc
Y300.070 7 8 - 16 60 3 AR
Seloe HHC
Y300.075 7.5 8 - 16 60 3 \ J \ ] \ y,
¥300.080 8 8 - 19 60 3 - N ’ \
Y300.085 8.5 10 - 19 70 3 I% @ HYPER
¥300.090 9 10 - 19 70 3 | | ) L13 )\ )
¥300.095 9.5 10 - 19 70 3 o T
Y300.100 10 10 - 22 70 3 j,\(
Y¥300.110 1 12 - 22 75 3
¥300.120 12 12 - 26 100 3
¥300.130 13 14 - 26 100 3
Y¥300.140 14 14 - 26 100 3
¥300.150 15 16 - 26 100 3
Y300.160 16 16 - 30 100 3
Y300.200 20 20 - 32 100 3
— Help 165
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Fresa con fori in elica a semifinire in metallo duro integrale
Solid carbide semi-finishing end mill with coolant feed

VHM - Schrupp-Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure pour semifinition a trous de réfrigeration
dpe3a KoHLeBas TBepAocnaBHas ¢ nogadert COX ans nonyuyncroson obpaboTku
Sk stfedné dokoncovaci fréza s chlazenim vsech bfitd

(1])]3 *d1 d2hé I L 1
mm mm mm mm no. a1 IN‘OX HRC
. " Stainless <40
| [ Steel

455.060 6 6 20 50 3 .
455.080 8 8 2 60 3 _
455.100 10 10 25 70 3 "
455.120 12 12 775 3 _ (o) (woowa) [omers)
455.140 14 14 30 85 3 ' GRaI | | cumer | | e
455.160 16 16 30 85 3 ! L ) \NORM J{ )
455.200 20 20 40 100 3 —
455.250 25 25 40 100 3 e
- Help 186 (o9
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Fresa con fori in elica a sgrossare in metallo duro integrale

Solid carbide coolant feed roughing end mill

VHM - Schruppfraser mit Durchgewendelten Kihlkanalen - Fraise carbure ébauche a trous de réfrigeration
dpe3a KoHLEeBas TBepAoCnNaBHas ¢ nogaden COX gna yepHoBoin 06paboTku
Sk hrubovaci fréza s chlazenim viech bfitd

(])]3 *d1 d2hé I L 1

mm mm mm mm no. L
454.060 6 6 20 50 3 !
454.080 8 8 22 60 3
454.100 10 10 25 70 3
454.120 12 12 27 75 3
454.140 14 14 30 85 3
454.160 16 16 30 85 3
454.180 18 18 40 100 3
454.200 20 20 40 100 3
454.250 25 25 40 100 3

— Help 186
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Fresa testa piana in metallo duro integrale

INOX

Stainless
Steel

4 \ 4 \
Nuova DIN 6535
CUMET Form HA

UNCOATED

13 )

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBEPAOCM/IABHAsA C MJIOCKMM TopLom - Sk rohova fréza

CH
302.030 3 6 010 4 14 57 28 3015° 4
302.040 4 6 010 5 16 57 38 3015°
302.050 5 6 015 6 18 57 | 48 3 15° _T_
302.060 6 6 015 7 20 57 55 3 - 2
302.080 8 8 015 9 26 63 75 3 - d
302.100 10 10 020 11 30 72 92 3 - =" —
302120 12 12020 13 37 83 112 3 - l
302.160 16 16 020 17 45 92 152 3 -
302.200 20 20 020 22 55 100 192 3 -
— Help 166
! N L
/ \ UNEQUAL
DIVISION rf
o
“d1=06h9
d1 =< 920 {7
I

INOX
Stainless
Steel

( 3\ ( )
DIN DIN 6535
Form HA

NORM| | s
. J

\
(Y
Q‘A“A‘A‘
st
ey

www.nuovacumet.it



Fresa con fori in elica in metallo duro integrale
Solid carbide coolant feed end mill

VHM - Schlichtfraser mit Durchgewendelten Kiihlkanalen - Fraise carbure a trous de réfrigeration
®dpe3sa KoHLeBas TBepaocnaasHas ¢ nogaden COX - Sk fréza s chlazenim viech bFitd

CODE *d1 d2hé I L 1
INOX HRC
mm mm mm mm no. Stainless <40
Steel
410.060 6 6 20 50 4 (R
410.080 8 8 22 60 4 [
410.100 10 10 25 70 4 )]
410.120 12 12 27 75 4 [ 'MICRO‘ (Nuova ) (DN 6535 |
410.140 14 14 30 85 4 ] GRAIN CUMET Form HA
\. J kNORM J \m:ll
410.160 16 16 30 85 4 L
410.200 20 20 40 100 4 ] ( ' fm |:>‘ s \
410.250 25 25 40 100 4 %)300 iyl HHC
— Help 189-190-191-192 \ \ ) )
( \ ' \ 4 \
0t
A48
d1<06h9 AA‘HA‘A
d1 =025 7 1 . JARCLULY AR J
'_,_dz - 4 @ ) ( N\ ( 3\
/\I\ UNCOATED
N lza) U

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

VHM - Schrupp-Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure pour semifinition a trous de réfrigeration
®dpe3a KoHLeBas TBepAocnnaBHas ¢ nogavert COX ans nonyyncrosor 06paboTkm
Sk polodokoncovaci fréza s chlazenim vsech bfita

CODE *d1 d2hé I L 1
mm mm mm mm no. "'{”' b IN'OX HRC @
. I Stainless <40 opper
| Steel
T3006 6 6 20 50 | '

4
13008 8 8 22 60 4
13010 10 10 25 70 4
13012 12 12 27 75 4 () (Woowa) (omess)
3014 14 14 30 85 4 Goan | | Sumer | | s
13016 16 16 30 85 4 L ) L )
13020 20 20 40 100 4 g N [/ N/ \
13025 25 25 40 100 4 %} nnn; F o
- Help 186 (@30°) |t | &9
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Fresa con fori in elica a sgrossare in metallo duro integrale
Solid carbide coolant feed roughing end mill

VHM - Schruppfraser mit Durchgewendelten Kiihlkanalen - Fraise carbure a degrosir a trous de réfrigeration
dpe3a KoHLeBas TBepAocnaBHas ¢ nogadent COX ans nonyuyncroson ob6paboTku
Sk hrubovaci fréza s chlazenim vsech bfitd

(1)) *d1 d2h6 I L
- INOX HRC
mm mm | mm = mm no. LI Stainless <40 Copper
| | Steel
12206 6 6 20 50

N

4 ¥ ¥
12208 8 8 22 60 4
12210 10 10 25 70 4 i
12212 12 12 27 75 4 l (wicko | [Nuova ) [omesss )
CUMET Form HA
12214 14 14 30 85 4 GRAIN NORM T
12216 16 16 30 85 4 L \ J\ J N\ /
12220 20 20 40 100 4 ( \ ( ) fm ::;
12225 25 25 40 100 4 M
30° O
— Help 186 \ \ J \ J
4 \ 4 \ 4 \
¢
“d1206h9 (e | | ) %
d1 <0257 ' L P CLELY A )
| d2 ( o) ( \ ( \
/\I\ UNCOATED
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Frese testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
®dpe3a KoHLeBas TBEPAOCM/IABHASA C MJIOCKUM TOpLoM - Sk rohova fréza

INOX
5 Stainless
Steel
40403057 0.10 8 - 57 - 15°

3 6 3
40403057.1 3 6 010 4 14 57 28 3 15° L1 cH
40404057 4 6 010 11 - 57 - 3 15 1 o
40404057.1 4 6 010 5 16 57 38 3 15° ¥ - N [ N [ \
(] MICRO DIN DIN 6535
40405057 5 6 015 13 - 57 - 4 15 | Form
3 GRAIN NORM |
40405057.1 5 6 015 6 18 57 48 4  15° 2 . ) { )\ J
40406057 6 6 015 13 - 57 - 4 - EER | | . =) ( N/ \
40406057.1 6 6 015 7 20 57 55 4 - | %/ e HSC
40408063 8 g 015 19 - 63 R VESRGEIAN J
40408063.1 8 8 015 9 26 63 75 4 - . N/ _ \
)
40410072 10 10 020 22 - 72 - 4 - | ase || d4ass I%
[} [}
40410072.1 10 10 020 M 31 72 92 4 - Lo\ JRGTIRL J
40412083 12 12 020 26 - 83 - 4 - ) L, L, .
o )
40412083.1 12 12 020 13 37 8 112 4 - Ap o
40416092 16 16 020 32 - 92 152 4 - N lz2 ) U
40416092.1 16 16 020 17 43 92 152 4 -
40420100 20 20 | 020 40 - 100 192 4 -
40420100.1 20 20 020 21 53 100 192 4 | - ——F
— Help 166 e
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Fresa ad alto avanzamento in metallo duro integrale
Solid carbide High feed end mill

VHM- Fraser fir Hoch Vorschub - Fraise carbure pour Haut avences
®pe3a KoHLLeBas TBEPAOCNNABHASA A5 06pabOTKM C BLICOKMMYM NapaMeTpamiu nogauu
Sk vysokoposuvova fréza

. 1
CODE “d1 | dzhe | CH | I L 1 -2 /F.t' o) (aor) (mox)

mm mm mm mm mm no. | Stainless

- v <50 | |STEEL| [Stainte
Y400P030 3 6 005 8 60 4 —
Y400P040 4 6 005 11 60 4 "
Y400P.050 5 6 0.05 13 60 4 | ( MICRO‘ (Nuova ) [omwesss) (£ )
cumET Form HA
YA00P060 6 6 005 13 60 4 GRAIN | [ Samer| | fmt .
Y400P080 8 8§ 010 19 75 4 — ) ) & &2
Y400P100 10 10 010 22 80 4 fm S () (1) (o)
YA00P120 12 12 010 25 100 4 L ol [HSC | 4 sk,
YA00P160 16 16 010 30 100 4 (T L) (=) e
YA00P200 20 20 010 40 100 4 8 () (@) ()
> Help 175 I% ™~ @ HYPER
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Fresa testa torica alto avanzamento in metallo duro integrale
Solid carbide corner radius end mill, High Feed

VHM - Gesenkfraser mit Eckenradius High Feed - Fraise carbure avec rayon d’angle, High Feed
®dpe3a KoHLeBas TBepAOCNIaBHas C YrnoBbIM paauycom - Sk vysokoposuvova fréza s rohovym radiusem

*d1 | d2hé p h]
mm mm mm mm L dl r m HRC ALLOY INOX
I | sm— <50 STEEL Stg;r;l:lss TI-Alloy
(O]

Y¥400.030.02 3 6 0.2 8 60 4
Y¥400.030.05 3 6 05 8 60 4
Y400.040.02 4 6 0.2 1 60 4 -
Y400.040.05 4 6 0.5 1 60 4 n
Y400.040.1 4 6 1.0 11 60 4 | (o) (Wwova) (owesss) (215 )
Y¥400.050.02 5 6 0.2 13 60 4 oA | | cume [ | o )
Y400.050.05 5 6 05 13 60 4 L ) (Norwm ) (8L 1) (& 45°)
Y400.050.1 5 6 1.0 13 60 4 . ., N )
¥40006003 6 6 03 13 60 4 ! 1| [hsc| [ i
Y400.060.05 6 6 05 13 60 4 oo | ) ) (s
Y400.060.1 6 6 1.0 13 60 4
Y400.060.15 6 6 15 13 60 4 ( ) '/\l\w’ ( ( )
Y400.080.03 8 8 03 19 75 4 % ™ HYPER
Y¥400.080.05 8 8 05 19 75 4 \ )\ ) (14 )\ J
Y400.080.1 8 8 1.0 19 75 4 —
Y400.080.15 8 8 1.5 19 75 4 | o2 ] :or.%1
Y400.080.2 8 8 2.0 19 75 4
Y¥400.100.03 10 10 03 22 80 4
Y¥400.100.05 10 10 05 22 80 4
Y¥400.100.1 10 10 1.0 22 80 4
*d1=<06h9
Y¥400.100.15 10 10 15 22 80 4 41202017
Y400.100.2 10 10 2.0 22 80 4
Y400.100.3 10 10 3.0 22 80 4
Y400.120.05 12 12 05 25 100 4
Y400.120.1 12 12 1.0 25 100 4
¥400.12015 12 12 15 25 100 4
Y400.120.2 12 12 2.0 25 100 4
Y400.120.3 12 12 3.0 25 100 4
Y400.160.05 16 16 05 30 100 4
Y400.160.1 16 16 1.0 30 100 4
Y400.160.15 16 16 15 30 100 4
Y400.160.2 16 16 2.0 30 100 4
Y400.160.3 16 16 3.0 30 100 4
Y400.160.5 16 16 5.0 30 100 4
Y400.200.1 20 20 1.0 40 100 4
Y¥400.20015 20 20 15 40 100 4
Y400.200.2 20 20 2.0 40 100 4
Y400.200.3 20 20 3.0 40 100 4
Y400.200.5 20 20 5.0 40 100 4

= Help 175
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Fresa a divisione irregolare in metallo duro integrale
Solid carbide unequal division end mill

VHM-Ungleiche Drallwinkel Fraser - Fraise carbure avec division irreqular
®pe3a KOHLLeBas TBEPAOCNNABHASA C NEPEMEHHBIM YT/TIOM HaK/I0HA BUHTOBOW KaHABKU
Sk fréza s nerovnomérnym tGhlem Sroubovice

d1
: 1, cH
CODE *d1 d2hé CH I L z o ¥ o \
mm mm | mm  mm  mm | no G HRC | |ALLOY| [INOX
400V.030 3 6 005 8 60 4 || <50 | (srEe) (Csed”
. . J
400V.040 4 6 005 M 60 4 i
400V.050 5 6 005 13 60 4 | ) ) (B0
400V.060 6 6 005 13 60 4 P ihoe W
400V.080 8 8 010 20 75 4 (M) Norm | (8L (D 45
400v100 10 10 010 22 80 4 .  — — —
400v120 12 12 010 25 100 4 L £ L
: : - *9 [ HSC a5 | | odiuids
400v160 16 16 010 30 100 4 T T IS ) (e
400v200 20 20 010 40 100 4 p—
b 175 r/\r\ ™) [ \ [ \
= Help I% ™ HYPER
d‘l - ﬂ 6 h9 + _ \ J \. J \ Z 4 J \ -
= T
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Fresa testa torica a divisione irregolare in metallo duro integrale
Solid carbide corner radius end mill unequal division

VHM-Ungleiche Drallwinkel Fraser - Fraise carbure rayon d’angle avec division irreqular
®dpe3a KoHLLeBas TBEPAOCMIABHASA C MePEMEHHbIM YT/IOM HAKJIOHA BUHTOBOW KaHABKU
Sk fréza s rohovym radiusem a nerovnomérnym Ghlem $roubovice

CODE “d1 | d2hé | 1p 1] L 1
mm mm mm mm mm no. ..L P HRC ALLOY SltN.OX
i ’/_ <50 STEEL gltr;I;ss TI-Alloy

Y400V.030.02 3 6 0.2 8 60 4 —r
Y400V.030.05 3 6 0.5 8 60 4
Y400V.040.02 4 6 02 11 60 4 "
Y400V.040.05 4 6 05 11 60 4 g . \ [ Y ( \
Y400V.040.1 4 6 1.0 1 60 4 ' micRo | | Nuova | [ o es3s
Y400V.050.02 5 6 02 13 6 4 GRAIN | | RoRmr | | o %)450
Y400V.050.05 5 6 0.5 13 60 4 N /N /N /N /
Y400V.050.1 5 6 1.0 13 60 4 [ ( ) ( ) ( ) (avas )
Y400V.060.03 6 6 03 13 60 4 L E199 | Hsc - 3}‘;:}‘;
Y400V.060.05 6 6 05 13 60 4 Z ) P (wesis)
Y400V.060.1 6 6 1.0 13 60 4 r \ ) ( \ [ \
Y400V.060.15 6 6 15 13 60 4 I% Ap HYPER
Y400V.080.03 8 8 03 20 75 4 { ) ‘A\J L 74 ) ( )
Y400V.080.05 8 8 05 20 75 4 | —
Y400V.080.1 8 8 10 20 75 4 P
Y400V.080.15 8 8 1.5 20 75 4 22 +0.01
Y400V.080.2 8 8 2.0 20 75 4 —
Y400V.100.03 10 10 03 22 80 4
Y400V.100.05 10 10 05 22 80 4
Y400V.100.1 10 10 1.0 22 80 4 “*d1<06h9
Y400V.100.15 10 10 15 22 80 4 d1 = 020 17
Y400V.100.2 10 10 20 22 80 4
Y400V.100.3 10 10 3.0 22 80 4
Y400V.120.05 12 12 05 25 100 4
Y400V.120.1 12 12 10 25 100 4
Y400V.120.15 12 12 15 25 100 4
Y400V.120.2 12 12 20 25 100 4
Y400V.120.3 12 12 30 0 25 100 4
Y400V.160.05 16 16 05 30 100 4
Y400V.160.1 16 16 1.0 30 100 4
Y400V.160.15 16 16 15 30 100 4
Y400V.160.2 16 16 20 30 100 4
Y400V.160.3 16 16 30 0 30 100 4
Y400V.160.5 16 16 50 30 100 4
Y400V.200.1 20 20 1.0 40 100 4
Y400V.200.15 20 20 15 40 100 4
Y400V.200.2 20 20 20 40 100 4
Y400V.200.3 20 20 3.0 40 100 4
Y400V.200.5 20 20 50 40 100 4

- Help 175
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Fresa testa torica a Divisione Irregolare-Elica Variabile in metallo duro integrale S I'F
Solid carbide corner radius end mill, unequal division - Variable Helix '

VHM-Torusfraser Ungleiche Drallwinkel-Ungleike Teilung - Fraise end carbur avec rayon d'angle, Irréguliére Division-Hélice Variable =52
®dpe3sa KoHL,EeBas TBEPAOCMIABHASA C YI/IOBbIM PALMYCOM C MEPEMEHHbIM YI/IOM HAK/IOHA BUHTOBOMN KaHABKM

]
/
Sk fréza s rohovym radiusem a nerovnomérnym uhlem Sroubovice - Variabilni helix
CODE *d1 | d2hé6 | 1 1] L 1
mm mm mlr)n mm mm no. ALLOY IN'OX
. STEEL Stainless -Alloy
I:I_'F m Steel
500RV03.050R03 03 10 50

3 6 4 - —l-;‘/_
500RV03.050R05 3 6 0.5 10 50 4 e
500RV04.050R05 4 6 05 12 50 4
500RV05.050R05 5 6 0.5 14 50 4 ty g . . \
500RV06.050R05 6 6 0.5 20 50 4 MICRO 233:’; pIRis>33
500RV06.100R05 6 6 0.5 40 100 4 : [ ORAIN ]| Norm | | SC)
500RV06.075R1 6 6 1 20 75 4 ) - - .
500RV06.075R15 6 6 15 20 75 4 %)g Pl Vll\gg}-\
500RV08.060R05 8 8 05 22 60 4 gl [T TION
500RV08.100R05 8 8 0.5 40 100 4 - . =\ /N /
500RV08.100R1 8 8 1 22 100 4 ( ) (o) [ )
500RV08.100R15 8 8 15 22 100 4 rpL :f::f: %
500RV08.100R2 8 8 2 22 100 4 \ ) \ ) \ J
500RV08.100R25 8 8 25 22 100 4 — [ \ \
500RV10.070R05 10 10 05 25 70 4 A HYPER
500RV10.100R05 10 10 0.5 45 100 4 kA\J L4 ) | )
500RV10.100R1 10 10 1 25 100 4 J L} P
500RV10.100R15 10 10 15 25 100 4 | g2 | P
500RV10.100R2 10 10 2 25 100 4 S0
500RV10.100R25 10 10 25 25 100 4 —
500RV10.100R3 10 10 3 25 100 4
500RV12.075R05 12 12 05 27 75 4
500RV12.100R05 12 12 0.5 45 100 4
500RV12.100R1 12 12 1 27 100 4
500RV12.100R15 12 12 15 27 100 4
500RV12.100R2 12 12 2 27 100 4
500RV12.100R25 12 12 25 27 100 4
500RV12.100R3 12 12 3 27 100 4
500RV16.085R05 16 16 05 30 85 4
500RV16.100R05 16 16 05 45 100 4
500RV16.150R05 16 16 0.5 65 150 4 vd1% g6 ho
500RV16.100R1 16 16 1 30 100 4 d1<020 107
500RV16.100R15 16 16 15 30 100 4
500RV16.100R2 16 16 2 30 100 4
500RV16.100R3 16 16 3 30 100 4
500RV16.100R5 16 16 5 30 100 4
500RV20.100R05 20 20 05 40 100 4
500RV20.150R05 20 20 05 65 150 4
500RV20.100R1 20 20 1 40 100 4
500RV20.100R15 20 20 15 40 100 4
500RV20.100R2 20 20 2 40 100 4
500RV20.100R3 20 20 3 40 100 4
500RV20.100R5 20 20 5 40 100 4

- Help 176-177

I multi fori laterali realizzati all'interno dell’eliche facilitano I'evacuazione del truciolo, migliorano
la finitura del pezzo lavorato ed eliminano il grave problema dell'incollaggio del truciolo al tagliente.
Il foro frontale e ceco per aumentare la pressione del refrigeante all'interno del dente.

The multi lateral holes inside of the flutes facilitate the chip evacuation, improve finish and avoid the chip
sticking to the tooth. The front hole is blinded to increase the pressure of the coolant inside the tooth.

Die Multi seitlichen Bohrungen im Inneren der Rillen erleichtern die Spanabfuhr verbessern beenden und vermeiden Sie den Chip kleben auf
den Zahn. Die vordere Offnung ist verblendet, um den Druck des Kiihlmittels im Inneren des Zahnes zu erhéhen.

Les multi trous latéraux dans les hélices facilitent I'évacuation des copeaux, améliorer la finition de la piece et enlever le collage de copeaux
3 la dent. Le trou avant est tcheque pour I'augmentation de la pression refrigeante dans la dent.

BOKOBbIE OTBEPCTUS BHYTPU BUHTOBOIN KaHABKM S8 YPOLLEHUS OTX0AA CTPYXKKU, yNydlleHns GUHULWIHOM 06paboTKu 1 yCTpaHeHus
HanUNaHus CTPYXKW. [Nyxune nuLeBbie OTBEPCTUA 4SS YBEUYEHUA AABNEHUA XNaareHTa BHyTpM 3yba.

Mnohostranné otvory uvniti drazek usnadni odvod tfisek, zlepsi tim dokonceni a vyhne se prilepeni tfisek na zub. Pfedni otvor je zaslepena pro
zvyseni tlaku chladici kapaliny uvnitF zubu.
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Fresa testa torica a divisione irregolare, elica differenziata in metallo duro integrale
Solid carbide corner radius end mill, unequal division - Differenciated Helix

VHM - Torusfraser ungleike Drallwinkel - Ungleiche Teilung - Fraise carbure avec rayon d’angle a Haut Performance
®dpe3a KoHLLEeBas TBEPAOCNNABHASA C YI/IOBbIM PAAMNYCOM BbICOKOMPOU3BOANUTENbHASA
Sk vysoce vykonnd fréza s rohovym réddiusem

CODE “d1 | d2zh6 1p I L 1 HRC | | cAST [ [INOX
mm | mm  mm mm | mm no. [ <50 IRON Stg'g:lss TI-Alloy | - [ NI-Alloy
400RV.030 3 6 0.5 10 50 4
400RV.040 a4 6 0.5 12 50 4 g,
400RV.060 6 6 05 20 50 4 p— B
400RV06100 6 6 0.5 40 100 4 S p Y () (e
400RV.080 8 8 05 22 60 4 micRo | [ Zuovwa || Ol e
400RV08100 8 8 0.5 40 100 4 GRAIN Norm | (&)
\
400RV.100 10 10 05 25 70 4 i ) g g
400RV10100 10 10 0.5 45 100 4 '%) 2 'm.»‘
| g VIBRA
400RV.120 12 12 0.5 27 75 4 2l |oa o
400RV12100 12 12 0.5 45 100 4 —= \ J
400RV.140 14 14 0.5 30 85 4 ( Y (o) ( )
400RV14100 14 14 05 45 100 4 T ,l it %
400RV.160 16 16 0.5 30 85 4 (P (seus ) )
400RV16100 16 16 0.5 45 100 4 [ N \
400RV16150 16 16 0.5 65 150 4 ”\j\ HYPER
400RV.200 20 20 05 40 100 4 L ) Lza ) | )
400RV20150 20 20 0.5 65 150 4 PR
— Help 176-177 1]
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill
VHM - Stirn Radiusfraser - Fraise carbure avec rayon d'angle
dpe3a KOHUEeBasA TBEPAOCMIABHAsA C YIJIOBbIM paamnycoM - Sk fréza s rohovym radiusem
CODE “d1 | d2hé | 1p 1] L 1 —
mm mm mm mm mm no. Stainless
Y401.060.05 6 6 0.5 13 57 4 Steel
Y401.060.1 6 6 1 13 57 4 L s
Y401.060.15 6 6 15 13 57 4 K =
Y401.080.05 8 8 0.5 19 63 4 —T]
Y401.080.1 8 8 1 19 63 4 p . N/ \
Y401.080.15 8 8 5 19 63 4 i micro | | DIN | | o es3s
Y401.100.05 10 10 o5 2 72 4 [ GRAIN | [NORMJ | sTJ)
Y401.100.1 10 10 1 22 72 4 p N, . .
Y401.100.15 10 10 15 22 72 4 %} F o HHC
Y401.120.05 12 12 0.5 26 83 4 (dss) (89) | J
Y401.120.1 12 12 1 26 83 4 E ) . . .
Y¥401.120.15 12 12 1.5 26 83 4 | .Q:j“‘:j:
D D
Y401.160.05 16 16 0.5 32 92 4 Chew RS { )
J
Y401.160.1 16 16 1 32 92 4
4 \ 4 \ ( \
Y401.160.15 16 16 15 32 92 4 &
GOLD
Y401.200.05 20 20 0.5 40 100 4 _ﬁ
\. J \ Z 4 J \ J
Y401.200.1 20 20 1 40 100 4 _
Y401.200.15 20 20 15 40 100 4 : 4 ( o )
— Help 166-167 | d2 +0.01
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Fresa testa torica per lavorazione pale in metallo duro integrale
Solid carbide corner radius end mill for turbine blades

VHM - Fraser mit eckenradius fur Turbinenschaufeln - Fraise carbure avec rayon d’angle pour aubes de turbine
Sk vysoce vykonna fréza s rohovym radiusem

CODE *d1 d2hé r1p i 12 L d3 1

mm mm | mm mm mm mm mm no. 1, a1 LS S'tg,f,’e)is HRC
| '-I/ Steel <52

¥507.030.03 3 6 03 8 12 75 2.9 4 koo
¥507.030.05 3 6 05 8 12 75 2.9 4 |
¥507.040.03 | 4 6 03 10 15 75 3.9 4 i
¥507.040.05 = 4 6 05 10 15 75 3.9 4 2 (505 (voovd) (omemss)
Y¥507.050.03 5 6 0.3 12 18 75 4.9 4 — MICRO CUMET Rumin
¥507.050.05 5 6 05 12 18 75 49 4 43 i (GRAIN ) | NoRM | | 8L_J)
¥507.060.05 | 6 6 05 13 21 75 5.9 6 ] p . N 7 \
¥507.060.1 6 6 10 13 21 75 59 6 L %} Elo| [ HSC
Y¥507.060.1.5 6 6 15 13 21 75 5.9 6 i | ase) | o o) | HAC
¥507.080.05 8 8 05 20 28 100 7.8 6 ) L . .
¥507.080.1 8 8 1.0 20 28 100 7.8 6 D f::f:: %
Y¥507.080.15 8 8 15 20 28 100 7.8 6 (%) %) ( )
¥507.080.2 8 8 20 20 28 100 7.8 6
¥507.080.25 8 8 25 20 28 100 78 6 '1f\<->’ () '@’
¥507.100.05 10 10 05 22 35 100 98 8 } J\ G0LD -z
¥507.100.1 10 10 1.0 22 35 100 9.8 8 ; az-l b 7N v
Y507.100.15 10 0 15 22 35 100 9.8 8 Lo ( \ [ \ [ )
¥507.100.2 10 10 20 22 35 100 9.8 8 @ @
¥507.120.05 | 12 12 05 25 40 | 100 117 8 26 ) \ _L18 ) \Z10)
¥507.120.1 12 12 10 25 40 100 117 8 @6-08  010-012 016-025
¥507.120.15 | 12 12 15 25 40 100 117 8 P
Y507.120.2 12 12 20 25 40 100 117 8 £0.01
¥507.1203 | 12 12 30 25 40 100 117 8 —
Y¥507.160.05 16 16 | 05 30 45 100 157 10
¥507.160.1 16 16 1.0 30 45 100 157 10 1 <06ho
Y¥507.160.15 16 16 15 30 45 100 157 10 1= 02517
¥507.160.2 16 16 2.0 30 45 100 157 10
¥507.160.3 16 16 3.0 30 45 100 157 10
Y¥507.160.5 16 16 5.0 30 45 100 157 10
¥507.200.05 20 20 05 40 50 | 100 197 10
¥507.200.1 20 20 1.0 40 50 100 197 10
¥507.200.15 20 20 15 40 50 100 197 10
¥507.200.2 20 20 20 40 50 100 197 10
¥507.2003 = 20 20 3.0 40 50 100 197 10
Y¥507.200.5 20 20 5.0 40 50 100 197 10
¥507.250.1 25 25 1 40 50 | 100 248 10
Y¥507.250.15 25 25 15 40 50 100 248 10
Y¥507.250.2 25 25 2 40 50 100 248 10
Y¥507.250.3 | 25 25 3 40 50 100 248 10
¥507.250.5 = 25 25 5 40 50 100 248 10
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Chiedete a un selvaggio che cosa fa muovere il vostro orologio, vi rispondera:
"Uno spirito". Chiedete ai nostri savi che cosa fa muovere ['universo,
vi risponderanno: "Uno spirito".

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

Paul-Henri Thiry d'Holbach

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




Frese per materiali non metallici

End mills for non metal materials

Fraser fir Nichtmetallische Werkstoffe
Outils pour les matériaux non métalliques
dpe3a KoHUeBas Ans HeMeTalJIMYeCKUX MaTepunanos
Fréza pro nezelezné materidly

(Graphite - Carbon fiber - Kevlar)
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Fresa a sgrossare testa piana in metallo duro integrale rivestita in diamante

Solid carbide flat nose roughing end mill diamond coated

VHM - Schaft Schruppfrdser, Diamant Beschichtet - Fraise carbure a degrossir a bout plat, revetement en diamant
®dpe3a KoHLeBas TBePAOCMIABHAS MJOCKUN TOpew, A5 YePHOBOM 06paboTKM C aMa3HbIM MOKPLITUEM
Sk hrubovaci fréza s diamantovym povlakem

B

Code Code Code d1 d2hé CH 11 L ( ) (oova) (omess) (2
Uncoated  Graphite Carbon Fiber mm mm mm mm mm w ’Z‘:ﬁﬁ CUMET [ Form ] %} S

NORM | | &) S
5040.030  5040G.030  5040F.030 3 302 12 40 h /N / —
5040.040  5040G.040  5040F.040 4 4 02 16 50 \ VE]'»‘ rHSC‘ ( o ,’
5040.060  5040G.060  5040F.060 6 6 02 19 50 o @ N
5040.060.1  5040G.060.1 5040F.060.1 6 6 02 40 100 ' \ J \ ~ A /
5040.080  5040G.080  5040F.080 8 8 02 25 60 ) ( ) ( )
5040.080.1 5040G.080.1 5040F.080.1 @ 8 8 02 40 100 % j/\ [ ] DIAMOND
5040.100  5040G.100 | 5040F.100 10 10 02 25 70 — \ J 12 ) \ J
5040.100.1 | 5040G.100.1 5040F100.1 10 10 0.2 40 100 d1
5040.120  5040G.120  5040F.120 12 12 02 25 75 -0
5040.120.1 5040G.120.1 50401201 12 12 02 40 100 L

— Help 179
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Fresa a sgrossare testa torica in metallo duro integrale rivestita in diamante

Solid carbide corner radius roughing end mill diamond coated

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

Code d1 d2hé p h] L o B erCRo‘ (Nuova) (omesss) [ <)
mm mm mm mm mm Graphyte CUMET Form HA =
¥ GRAIN NORM D &
Y5040.060.05 6 6 0.5 20 50 \ J N\ J —
( \ { \ 4 N \
Y5040.060.05L 6 6 05 32 75 . SN o
¥5040.080.05 8 8 0.5 25 60 T HSC 7 o
Y5040.080.05L 8 8 05 40 100 ! \ J \ J \ J
Y5040.100.05 10 10 0.5 25 70 ( \ ) ( )
¥5040.100.05L 10 10 05 40 100 : % j,\ [ ] DIANOND
Y5040.120.05 12 12 0.5 25 75 — \ ) 12 ) \ y

Y5040.120.05L 12 12 05 40 100 .

- Help 179 -0
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Fresa a sgrossare testa raggiata in metallo duro integrale rivestita in diamante

Solid carbide ball nose roughing end mill diamond coated

VHM - Radius Schruppfrdser, Diamant Beschichtet - Fraise carbure a degrossir hémisphérique, revetement en diamant
dpe3a KOHUeBaA TBEPAOCNIABHAA PAAMyCHas AN YepPHOBOW 06paboTKM C aiMa3HbIM MOKPLITUEM
Sk kulova hrubovaci fréza s diamantovym povlakem

di
i d1 dzhe I - 1 rMICRO‘ (Nuova | (o es3s (¢ ) 5)
mm mm mm mm Graphyte CUMET Form HA &
. 1 GRAIN NORM Y| &
5040R.060 6 6 20 50 . /N 4 \ &
5040R.060.1 6 6 32 75 ! i f \ ) (" o%aads )
> 0
5040R.080 8 8 25 60 %IQ HSC U e
5040R.080.1 8 8 40 75 ] \ J \ ) L )
5040R.100 10 10 25 70 ( \ B /\1—)’ ( )
5040R.100.1 10 10 40 100 j,\ @ DIAN;OND
5040R.120 12 12 25 75 \ ) 12 \ )
5040R.120.1 12 12 40 100 0
— Help 179 -0
-0.1
N UNEQUAL
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Fresa a semi-finire testa piana rivestita in diamante in metallo duro integrale
Solid carbide flat nose semi-finishing diamond coated end mill

VHM - Schaft Vorschlichtenfraser, Diamant Beschichtet - Fraise carbure semi-finition a bout plat, avec revetement en diamont
®pe3sa KoHLEeBas TBEPAOCNIaBHAsA NIOCKMI Topew, A/ NoyYMCcToBON 06paboTKM C a/IMa3HbIM MOKPLITUEM
Sk polodokoncovaci fréza s diamantovym povlakem

Code d1 d2hé CH I 12 L d3
mm mm mm mm mm mm mm I" di = Graphyte
6010D.030 3 0.2 12 - 50 - /__

3 ) ;
60100.040 4 4 0.2 16 - 50 - T ’7L
6010D.060 6 6 0.2 19 - 50 - "
60100.060.1 6 6 0.2 19 45 100 57 @ (wicro | [Nuova | 'o:mis‘
6010D.080 8 8 0.2 25 - 60 - - GRAIN | [ SomeT | | 7
60100.080.1 8 8 0.2 25 55 100 7.7 g3, L \ J \ J \ J
6010D.100 10 10 0.2 25 - 70 - ( Y N\ ( )
6010D.100.1 10 10 02 25 60 100 9.7 L %250 gg HSC
60100.120 12 12 0.2 25 - 75 - \ ) \ ) \ J
60100.120.1 12 12 0.2 30 60 100 117 r Y () ( )
— Help 179 Qso % %
\. J \ ‘ J \ J
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Fresa a semi-finire testa raggiata rivestita in diamante in metallo duro integrale
Solid carbide ball nose semi-finishing diamond coated end mill

VHM - Radius Vorschlichtenfraser, Diamant Beschichtet - Fraise carbure semi-finition a bout hémisphérique, revetement en diamont
®dpe3a KOHLEeBas TBEPAOCNIABHAA paaMyCHas A5 MOAyYNCTOBON 06paboTKM C aIMa3HbIM MOKPbLITUEM
Sk kulova polodokoncovaci fréza s diamantovym povlakem

Code d1 d2hé I 12 L d3
mm mm mm mm mm mm Graphyte
6010RD.030 3 12 50 e 7

3 - -
6010RD.040 4 4 16 - 50 -
6010RD.060 6 6 19 - 50 -
6010RD.060.1 6 6 19 45 100 57 - N N [ \
- - MICRO Nuova D:ynﬁis
6010RD.080 8 8 25 60 MIRO | | cumer
6010RD.080.1 8 8 25 55 100 7.7 L ) (Norm | (L)
6010RD.100 10 10 25 - 70 - =) ( N 1 \
6010RD.100.1 10 10 25 60 | 100 9.7 %/ > HSC
6010RD.120 12 12 25 - 75 - (Z22») (T8 | J
6010RD.120.1 12 12 30 60 100 117 - N \ 7 N
- Help 179 e %
\ J \ ‘ J
(@) (&)
N Lza 16
\—_J 23-06 08-012
a1
DIAMOND -0
1 -0.1
——/

53
www.nuovacumet.it



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

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

MuHK-pe3a KOHLLeBas TBEPAOCIaBHAA 3 C YrNOBbIM PAANYCOM, XBOCTOBUK @ 3 mm
Sk miniaturni fréza s rohovym radiusem se stopkou @ 3 mm

Code d1 d2hé p I 12 L d3 1 d1 -
mm mm mm mm mm mm mm no. -

I

200GD.004 0.4 3 - 0.6 - 50 - 2 :I‘.—" [

200GDL.004 0.4 3 - 0.6 1.5 50 0.35 2

200GD.005 0.5 3 0.05 0.7 2.5 50 0.45 2

200GDL.005 0.5 3 0.05 0.7 4.0 50 0.45 2 d3 ]

200GDXL.005 0.5 3 0.05 0.7 7.5 50 0.45 2

200GD.006 0.6 3 0.05 0.9 5.0 50 0.55 2

200GDL.006 0.6 3 0.05 0.9 9.0 50 0.55 2

200GD.008 0.8 3 0.05 1.2 4.0 50 0.75 2 —*

200GDL.008 0.8 3 0.05 1.2 7.0 50 0.75 2

200GDXL.008 0.8 3 0.05 1.2 12.0 50 0.75 2 L

200GD.010 1.0 3 0.10 1.5 5.0 50 0.95 2

200GDL.010 1.0 3 0.10 1.5 8.5 50 0.95 2 12°

200GD.012 1.2 3 0.10 1.8 7.5 50 1.15 2

200GDL.012 1.2 3 0.10 1.8 12.0 50 1.15 2

200GD.015 15 3 0.15 2.2 7.5 50 1.45 2

200GDL.015 15 3 0.15 2.2 12.0 50 1.45 2

200GD.020 2.0 3 0.15 2.2 10.0 50 1.95 2

200GDL.020 2.0 3 0.15 2.2 16.0 50 1.95 2 +

200GD.025 2.5 3 0.15 3.5 - 50 - 2 |

200GDL.025 2.5 3 0.15 3.5 15.0 50 2.45 2 —'| dz —

— Help 180

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

VHM - 3D Mini Radiusfraser, Schaft @ 3 mm - Microfraise carbure mini 3D hémisphérique, queue @ 3 mm
MuHu-bpe3sa KoHLeBas TBepAoCrIaBHas noaychepuyeckas 30, XBOCTOBMK @ 3 mm
Sk miniaturni kulova fréza se stopkou @ 3 mm

CODE d1 d2hé I 12 L d3 1 _-:ﬂh

mm mm mm mm mm mm no. I |
200GRD.004 0.4 3 0.4 - 50 - 2 —Itl_l_'r
200GRDL.004 0.4 3 0.4 1.5 50 0.35 2 } |
200GRD.005 0.5 3 0.5 2.5 50 0.45 2 &
200GRDL.005 0.5 3 0.5 4.0 50 0.45 2 a3 M |
200GRDXL.005 0.5 3 0.5 75 50 0.45 2 |
200GRD.006 0.6 3 0.6 5.0 50 0.55 2 N
200GRDL.006 0.6 3 0.6 9.0 50 0.55 2
200GRD.008 0.8 3 0.8 4.0 50 0.75 2
200GRDL.008 0.8 3 0.8 7.0 50 0.75 2
200GRDXL.008 0.8 3 0.8 12.0 50 0.75 2 ’l"ul -
200GRD.010 1.0 3 1.0 8.5 50 0.95 2
200GRDL.010 1.0 3 1.0 150 50  0.95 2 12
200GRD.012 1.2 3 1.2 6.0 50 1.15 2
200GRDL.012 1.2 3 1.2 10.0 50 1.15 2
200GRD.015 1.5 3 1.5 12.0 50 1.45 2
200GRDL.015 1.5 3 1.5 20.0 50 1.45 2
200GRD.020 2.0 3 2.0 10.0 50 1.95 2
200GRDL.020 2.0 3 2.0 16.0 50 1.95 2 .
200GRD.025 2.5 3 2.5 15.0 50 2.45 2

_,I d2 |._
— Help 180

. 54
www.nuovacumet.it

Graphyte

( 3\
DIN 6535
Form HA

DIAMOND

Graphyte

MICRO

( 3\
DIN 6535
Form HA

DIAMOND




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

VHM - Mini Schaftfraser mit Eckenradius, Schaft @ 4 mm - Microfraise carbure avec rayon d’angle, queue @ 4 mm
MuHu-pe3sa KoHLeBas TBepAOCMIABHASA 3 C YIIOBbIM PAAMYCOM, XBOCTOBUK @ 4 mm
Sk miniaturni fréza s rohovym radiusem se stopkou @ 4 mm

CODE d1 dzhé p N 12 L 3 1 #
mmM mMM mmM mm mm  mm mm  no. —-| |<— ’/—rE Graphyte

204GD.004 0.4 4 005 06 25 50 037 2 —Ti -

204GD.004.1 0.4 4 005 06 5 50 037 2

204GD.005 0.5 4 005 08 - 50 - 2

204GD.005.1 0.5 4 005 08 35 50 045 2 & B (o) (Noova) (omesss)

204GD.005.2 0.5 4 005 08 5 50 045 2 GRAIN | | Sumer ém:“'*l

204GD.005.3 0.5 4 005 08 7 50 045 2 \ ) \ ) \ )

204GD.005.4 0.5 4 005 08 10 50 045 2 r \ r \

204GD.006 0.6 4 005 09 35 50 055 2 %) s HSC

204GD.006.1 0.6 4 0.05 0.9 7 50 0.55 2 (Z20) (U 9) | )

204GD.008 0.8 4 005 12 5 50 075 2 L Y (o) ( \

204GD.008.1 0.8 4 005 12 10 50 075 2 D % %

2046D.010 10 4 01 15 - 50 - 2 12¢ ) (W) (=)

204GD.010.1 1.0 4 005 15 5 50 095 2 — ¢ N/ \

204GD.010.2 1.0 4 0.1 15 5 50 0.95 2 Ap DIAMOND

204GD.010.3 1.0 4 005 15 10 50 095 2 _DJ L2 ) ("

204GD.010.4 1.0 4 0.1 15 10 50 095 2 L, L, §
d1 <01 <@3

204GD.010.5 1.0 4 02 15 10 50 095 2 i ph "

204GD.010.6 1.0 4 0.1 15 15 50 0.95 2 -0.02 ) (*0.005) | 0.1

204GD.010.7 1.0 4 02 15 15 50 095 2 —t-

204GD.010.8 1.0 4 0.1 15 20 75 095 2 _.I d2 I-_

204GD.015 15 4 015 23 - 50 - 2

204GD.015.1 1.5 4 015 23 10 50 140 2

204GD.015.2 1.5 4 02 23 10 50 1.40 2

204GD.015.3 1.5 4 015 23 15 50 140 2

204GD.015.4 1.5 4 02 23 15 50 140 2

204GD.015.5 1.5 4 02 23 25 75 140 2

204GD.020 2.0 4 02 | 30 - 50 - 2

204GD.020.1 2.0 4 02 3.0 5 50 195 2

204GD.020.2 2.0 4 0.1 3.0 10 50 195 2

204GD.020.3 2.0 4 02 3.0 10 50 1.95 2

204GD.020.4 2.0 4 03 3.0 10 50 195 2

204GD.020.5 2.0 4 03 3.0 15 50 195 2

204GD.020.6 2.0 4 02 3.0 20 75 195 2

204GD.020.7 2.0 4 03 3.0 20 75 195 2

204GD.020.8 2.0 4 02 3.0 25 75 195 2

204GD.030 3.0 4 02 45 15 75 295 2

— Help 180

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

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

In diesem Abschnitt wird die nanokristalline Diamantschicht 2 mehrschichtigen spezifisch ist fiir die Bearbeitung der Kohlenstofffaser.
Die Schichtdicke betragt 8 +2 Micron. Die Ausfiihrung der gldnzenden Beschichtung hilft Limit Reibung wahrend der Verarbeitung.
L'innovantiva Geometrie anti Vibrieren von uns entwickelt ist besonders geeignet fiir die Bearbeitung aus dem Vollen

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

HaHo-KpucTannmyeckoe aJiMa3Hoe MHOIrOC/I0MHOE MOKPbITUE NpeaHa3HadyeHHoe A 06paboTku kapboHHOW hubpsI.
TonumHa NOKpbITUA 8 + 2 MUKPOH. MoNMpoBaHHaa MOBEPXHOCTb AN YMeHbLIeHUs TpeHus npu obpaboTke.
MHHOBaLMOHHAA aHTUBMOPALLMOHHAA reoMeTpus s 0bpaboTkm obwmm grametTpoM dhpessbl.

Nano-krystalickd diamantova 2 vicevrstva-vrstva specificka pro zpracovani uhlikovych vldken. Tloustka vrstvy 8 + 2 mikrond. Lesklé provedeni
povrchové Gpravy pro snizeni tfeni p¥i obrabéni.lnnovativni protivibracni geometrie, je vhodny zejména pro obrabéni plnym pramérem.
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4 mm
Solid carbide miniature ball nose end mills, shank @ 4 mm

VHM - 3D Mini Radiusfraser, Schaft @ 4 mm - Microfraise carbure mini 3D hémisphérique, queue @ 4 mm
MuHu-thpe3a KoHLeBas TBEPAOCNIABHAA Nonycdepryeckas, XBOCTOBUK @ 4 mm
Sk miniaturni kulova fréza se stopkou @ 4 mm

CODE d1  d2hé I 12 L A 1 o

mm mm mm mm mm mm no. | I-
204GRD.004 0.4 4 06 25 50 037 2 .
204GRD.004.1 0.4 4 0.6 5 50 037 2 4
204GRD.005 0.5 4 0.8 - 50 - 2 2
204GRD.005.1 05 4 08 35 50 045 2 a il (wicko | [Nuova ) [omesss )
204GRD.005.2 05 4 0.8 5 50 045 2 GRAN | | Korm | |7
204GRD.005.3 0.5 4 0.8 7 50  0.45 2 ) a b /
204GRD.005.4 0.5 4 08 10 50 0.5 2 ( ) 'mE:)‘ ( )
204GRD.006 0.6 4 09 35 50 | 055 2 %%Oo Y HSC
204GRD.006.1 0.6 4 0.9 7 50 0.5 2 1 v b 2 . g
204GRD.008 0.8 4 1.2 5 50  0.75 2 ( ) (ears) [ )
204GRD.008.1 0.8 4 1.2 10 50 075 2 s {5 % %
204GRD.010 1.0 4 15 - 50 - 2 /) ) —
204GRD.010.1 1.0 4 15 5 50 095 2 ! ) ( Y [ )
204GRD.010.2 1.0 4 15 10 50 | 0.95 2 ™ S DIARIOND
204GRD.010.3 1.0 4 15 15 50 | 0.95 2 \ J \ J \ J
204GRD.010.4 1.0 4 15 20 50 | 0.95 2 ) (To) (T3
204GRD.015 1.5 4 23 - 50 - 2 -0.01 P P
204GRD.015.1 15 4 23 10 50 140 2 ' 10.02 ) (20.005) | 20.01)
204GRD.015.2 15 4 23 25 75 140 2 —l-lr - L_
204GRD.020 2.0 4 3.0 - 50 - 2
204GRD.020.1 2.0 4 3.0 5 50  1.90 2
204GRD.020.2 2.0 4 3.0 10 50  1.90 2
204GRD.020.3 2.0 4 3.0 15 50  1.90 2
204GRD.020.4 2.0 4 3.0 20 75 1.90 2
204GRD.020.5 2.0 4 3.0 25 75 1.90 2
204GRD.030 3.0 4 45 5 50 2.90 2
204GRD.030.1 3.0 4 45 10 50 2.90 2
204GRD.030.2 3.0 4 45 15 50 290 2
204GRD.030.3 3.0 4 45 20 75 2.90 2
204GRD.030.4 3.0 4 45 25 75 2.90 2
204GRD.030.5 3.0 4 45 30 100 290 2

— Help 180
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBasA TBepAOCIaBHaA NAOCKMI Toped, - Sk rohova fréza

CODE d1f7  d2hé I L )4 L
mm mm mm mm no. | | Graphyte
e

200G.010 1 3 3 40 2
2006.020 2 3 9 40 2
200G.030 3 3 12 40 2
2006.040 4 4 14 50 2 ’ (o | [Nuova) 'D!E‘,é’iis‘
200G.050 5 5 14 50 2 GRAIN | | SORNT N
200G.060 6 6 20 64 2 \ J \ J \ J
200G.080 8 8 20 60 2 ( ) 'm :>‘ ( )
2006.080.1 8 8 40 100 2 %) HSC
L 30°0) (O )| )
200G.100 10 10 25 70 2 ' \ ) \ )
2006.100.1 10 10 45 100 2 ( \ (oars) [ \
2006.120 12 12 25 75 2 |_ % %
200G.120.1 12 12 50 100 2 . JRC.LY I )
— Help 180 '/\I\ D \ [ \
DIAMOND
\. 'b J \ l 2 J \ ! J

42 |

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

VHM - Gesenkfraser mit Eckenradius - Fraise carbure de matrice avec rayon d’angle
dpe3a KoHLLeBas TBEPAOCMIABHAA C YrNIOBbIM paanycoM 3D anvHHas - Sk fréza s rohovym radiusem

CODE d1f7  d2hé p I L )4 o
mm mm mm mm mm no. L /— Graphyte

300GD.01060.02 1 2 0.2 5 60 3 —
300GD.02100.02 2 2 02 10 100 3
300GD.03050.02 3 3 02 12 50 3
300GD.03100.02 3 3 02 15 100 3 r Y (voova) (omesse)
30060.03150.02 3 3 02 20 150 3 " oo cumer | | fni
300GD.04050.05 4 4 05 16 50 3 L J ) \ )
300GD.04100.05 4 4 05 20 100 3 =) ( \ [ \
300GD.04150.05 4 4 05 20 150 3 %/ Fl= HSC
300GD.05050.05 5 5 0.5 20 50 3 { @s3e) \ B9 )
300GD.05100.05 5 5 05 20 100 3 ' . N o [ \
300GD.05150.05 5 5 05 20 150 3 L ;}(ﬁ
300GD.06050.05 6 6 05 20 50 3 Chaw BT LY
300GD.06100.05 6 6 05 20 100 3 . . N/ \
300GD.06150.05 6 6 05 30 150 3 AN DIAMOND
300GD.08060.05 8 8 05 22 60 3 ey L z3 ) (")
300GD.08100.05 8 8 05 30 100 3 PR
300GD.08150.05 8 8 05 30 150 3 P
300GD.10070.05 10 10 05 22 70 3 i E00U
300GD.10100.05 10 10 05 30 100 3 i —
300GD.10150.05 10 10 05 40 150 3
300GD.12075.05 12 12 05 27 75 3
300GD.12100.05 12 122 05 30 100 3
300GD.12150.05 12 205 40 150 3

— Help 180
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Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill

VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
dpe3a KoHLeBas TBepaocniaBHas nonychepudeckas 3D - Sk 3D kulova fréza

CODE dif7 d2he I L z .
mm mm mm mm no. s di o Graphyte
300GRD.01050 1 2 6 50 3 -
300GRD.02060 2 2 8 60 3 1
300GRD.02100.1 2 2 12 100 3 1
300GRD.02100 2 2 20 100 3 'MICRO‘ ) =,
300GRD.03040 3 3 12 40 3 cumer | [ fomi
: GRAIN || Norm | | &1
300GRD.03100 3 3 15 100 3 \ )\ J \ /
300GRD.03150 3 3 20 150 3 ( Y [ \ [ )
3006RD.04050 4 4 16 50 3 %) F= HSC
300GRD.04100 4 4 20 100 3 b U EDRGEI AN )
300GRD.04150 4 4 20 150 3 r \ (o) ( )
300GRD.05050 5 5 20 50 3 % %
300GRD.05100 5 5 20 100 3 \ ) Wl ) )
300GRD.05150 5 5 20 150 3 —\ [ N\ \
300GRD.06050 6 6 20 50 3 A DIAMOND
300GRD.06100 6 6 35 100 3 _DJ 23 ) L' J
300GRD.06150 6 6 35 150 3 . —_—
300GRD.08060 8 8 22 60 3 o2 +0R01
300GRD.08100 8 8 35 100 3 e
300GRD.08150 8 8 40 150 3
300GRD.10070 = 10 10 20 70 3
300GRD.10100 10 10 35 100 3
300GRD.10150 10 10 40 150 3
300GRD.12075 12 12 27 75 3
300GRD.12100 12 12 35 100 3
300GRD.12150 12 12 45 150 3
— Help 180
Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck
VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoOHUeBas TBepaoCnaaBHas nonychepuyeckas 3D AnnHHas
Sk 3D kulova fréza s extra dlouhym zuzenim stopky
Ld1
CODE d1f7  d2hé 11 12 L z = '1
mm mm mm mm mm no. T 3+ Graphyte
200GRL.010 1 3 2 30 100 2 n
200GRL.015 1.5 3 3 30 100 2 = :
200GRL.020 2 3 4 30 100 2
200GRL.020.1 2 4 4 70 150 2 (i) (Noow) (omems)
200GRL.030 3 5 6 70 150 2 l2 GRAIN | | Sumer ém:HA|
200GRL.040 4 6 8 70 150 2 \ ) \ ) \ )
200GRL.050 5 6 10 50 150 2 ’ N N [ \
200GRL.060 6 8 10 70 150 2 %} s HSC
200GRL.080 8 10 10 70 150 2 (@s3) (B9) )
200GRL.100 10 12 10 70 150 2 - N [ \
— Help 180 | L % M./%
\. J \ ‘ J
0°50 ) (@) (@)
S B
N 22 ) 3
01-06  08-910
ommono| |, R
a £0.01

- 58
www.nuovacumet.it



Fresa per contornatura e finitura in metallo duro integrale

Solid carbide end mill for profiling and finishing

VHM - Fraser Fir die Profilerstellung und Veredelung - Fraise carbure pour le profilage et finition
dpe3a KoHLeBas TBepAOoCnIaBHas aAns NpoduibHON GUHULLIHON 06paboTKM
Sk fréza pro profilovani a dokoncovani

e di ol ( ) rN ) ( )
CODE dl d2hé 1 L 1 MICRO | [ B8ORS | [ Soma
mm mm mm mm no. ':Rég Graphyte - " kGRA'NJ [ NORM | Q)
5010.030 3 3 12 40 - : r \ rm :;; ( \
5010.040 4 4 16 50 - GLASS A %) . &1 | HSC
5010.060 6 6 19 50 - FIBER | | FIBER Zs3) | TH) y
5010.060.1 6 6 40 100 - I - N N [ \
L
5010.080 8 8 25 60 - | h ,l,g:g‘ %
g
5010.080.1 8 8 40 100 - E L ) \elad) (| )
5010.100 10 10 25 70 - — N/ \
5010.100.1 10 10 40 100 - A @ TN
5010.120 12 12 25 75 - N 22 | )
5010.120.1 12 12 40 100 -
- Help 188 di
LA ] -0
-0.1
g2
Fresa per contornatura e finitura in metallo duro integrale
Solid carbide end mill for profiling and finishing
VHM - Fraser Fir die Profilerstellung und Veredelung - Fraise carbure pour le profilage et finition
dpe3a KoHLLeBas TBepAOCNIaBHaA Ans NpoduIbHON GUHULLIHON 06paboTKM
Sk fréza pro profilovani a dokoncovani
( \ 4 \ ( A
L MICRO Nuova Dlmsas
CODE di d2he I L 1 GRAIN | | SoRET| |
mm mm mm mm no HRC Graphyte \ J \ J \ J
- <60 g o ]
. ( \ 4 \ 4 \
5020.030 3 3 12 40 - %‘/\ e
HSC
5020.040 4 4 16 50 - GLASS H @3) (B9 U
5020.060 6 6 19 50 - FIBER | | FIBER
4 \
5020.060.1 6 6 40 100 - | ( 1 (at e
5020.080 8 8 25 60 - | R ‘|}j¢‘§
5020.080.1 8 8 40 100 - L > ah ah g
( \ 4 \ 4 \
5020.100 10 10 25 70 - AR
5020.100.1 10 10 40 100 - @ UNCOATED
5020.120 12 12 25 75 - . /\ /N J
5020.120.1 12 12 40 100 - )
— Help 188 -0
: -0.1
- d2
Fresa per foratura, contornatura e finitura in metallo duro integrale
Solid carbide end mill for drilling, profiling and finishing
VHM - Schaftfraser Fir bohren, profilerstellung und finishing - Fraises carbure pour le percage, profilage et finition
Sk fréza pro profilovani a dokoncovani s moznosti zavrtani
d d h I - I;H - ( \ 4 \ ( )
CODE 1 2hé 1 L 1 HRC MICRO glllljg‘\g D:(l;l"giis
mm mm mm  mm no. <60 Graphyte N GRAIN cumer | | T
\ J \ J \ J
5030.030 3 3 12 40 -
i ( \ ( \ ( )
5030.040 4 4 16 50 - GLASS ) HE HSC
5030.060 6 6 19 50 - FIBER | | FIBER : 00| | © o
\ J \ J \ J
5030.060.1 6 6 40 100 -
( \ 4 \ 4 \
5030.080 8 8 25 60 - by 4t
5030.080.1 8 8 40 100 - L R ‘|‘f‘33 S
. . | | \. 135: \‘A M‘J \ LJ‘>1
5030.100 10 10 25 70 -
5030.100.1 10 10 40 100 - '/\l\ @) @ ) ( )
UNCOATED
5030.120 12 12 25 75 - ™ 5
5030.120.1 12 12 40 100 - \ /N /N J
— Help 188 a1
t -0
@ | -0.1
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Fresa per kevlar in metallo duro integrale
Solid carbide kevlar end mill

VHM - Fraser fir Kevlar - Fraise carbure pour kevlar
dpe3a KoHLeBas TBepAOCMIaBHaA Ans Keenapa - Sk fréza pro obrabéni kevlaru

CODE dth10 d2hé I L A L
mm mm mm  mm no. [ KEVLAR
S

200K.047 4.7 4.7 20 60 2
200K.050 5.0 5.0 20 60 2
200K.055 5.5 55 25 75 2
1 ( \ ( \ ( )
200K.060 6.0 6.0 25 75 2 wicko | (Nuova) [omesss
CUMET oy
200K.063 635 635 25 75 2 RAIN | [SoRe | |
200K.080 8.0 8.0 25 75 2 \ J \ J \ /
200K.095 9.5 95 25 75 2 r (o~ ) [ \ [ )
200K.100 100 100 25 75 2 T % | |Ed=| |HSC
200K.120 120 120 25 75 2 \ J \ J \ J
200K.127 127 127 25 75 2 ( \ (eoas) [ )
) (3
Vc =250~450m/min \ ) B )
Fz =0.4~2.0mm e ) [ \ 7 \
/\i\+ COATED g
UNCOATE -0
L ] -
k’hJ \ J \ 0.1 J

d2
.-

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

VHM - Fraser - Bohren fir Kevlar - Fraise carbure a forer pour kevlar
Cepno-dpe3sa ans keenapa - Sk fréza pro obbrabéni kevlaru s moznosti vrtani

CODE dihe d2hé I 12 L 1 41
mm mm mm mm mm no. fr==" KEVLAR
v s

200KF.0317 317 317 12 15 40 2
200KF.047 4.7 4.7 2.0 20 60 2
200KF.050 5.0 5.0 2.0 20 60 2 i
200KF.055 5.5 55 2.0 25 75 2 ! e (ems)
200KF.060 6.0 6.0 2.0 25 75 2 CRAN | | cumer [ [ rom e
NORM ol ]
200KF.063 635 635 2.0 25 75 2 . ) )\ )
200KF.080 8.0 8.0 2.0 25 75 2 r N N\ \
200KF.095 95 95 25 25 75 2 L %) > HSC
200KF.100 10.0 100 25 25 75 2 Z o) | T ) ( )
200KF.120 120 120 25 25 75 2 - \ N\ \
200KF.127 127 127 25 25 75 2 % sosoes 0@
\ J \ ‘ J \ $1
f/\l\“’)W 4 \ 4 \
UNCOATED
o \'hj \ 12 J \ J
d2
L )
d1
-0
-0.1
——/
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Punta per kevlar in metallo duro integrale
Solid carbide kevlar drill

VHM - Spiralbohrer fiir Kevlar - Foret carbure pour kevlar
Ceeprio cnvpasibHOe TBEPAOCIIaBHOE ANs KeBnapa - Sk vrtak pro vrténi kevlaru

CODE dthé d2hé It L 1 .

mm mm mm mm no. KEVLAR
170.024 2.4 2.4 14 45 2
170.027 2.7 2.7 16 45 2
170.028 2.8 2.8 16 45 2
170.030 3.0 3.0 16 45 2 L
170.031 3.1 3.1 18 49 2 [
170.0317 3.7 317 18 49 2 I 2
170.032 3.2 3.2 18 49 2
170.034 3.4 3.4 18 53 2
170.035 3.5 35 20 53 2
170.036 36 36 20 53 2 "
170.037 3.7 3.7 20 53 2
170.038 3.8 3.8 22 53 2
170.039 3.9 39 22 53 2 L
170.040 4.0 4.0 22 53 2 o
170.041 4.1 4.1 22 53 2
170.044 4.4 4.4 24 58 2
170.045 4.5 45 24 58 2
170.0476 476 476 24 58 2
170.048 4.8 4.8 26 60 2
170.049 4.9 4.9 26 60 2 ,
170.050 5.0 5.0 26 60 2 L2
170.055 5.5 5.5 28 66 2
170.0555  5.55  5.55 28 66 2
170.056 5.6 5.6 28 66 2 ) . L .
170.058 5.8 5.8 28 66 2 MICRO 23&\3 DIN 6535
170.060 6.0 6.0 28 66 2 ‘GRAINJ ‘NORN\‘J Q)
170.061 6.1 6.1 31 70 2
170.062 62 62 31 70 2 ( ) 'm‘ ( )
170.0635  6.35  6.35 31 70 2 %200 o HSC
170.065 6.5 6.5 31 70 2 . i i /
170.067 6.7 6.7 34 74 2 (11 1) (oxars) [ )
170.070 70 70 34 74 2 m ‘f“““. :E:
170.075 7.5 75 34 74 2 b /O~ J \ /
170.0793  7.93  7.93 37 79 2 ( /\I\M‘ ( ) ( )
170.080 8.0 8.0 37 79 2 j\ b CUCOATED
170.084 8.4 8.4 37 79 2 \ J \ J \ J
170.085 8.5 8.5 37 79 2
170.090 9.0 9.0 40 84 2
170.095 9.5 9.5 40 84 2
170.0952  9.52  9.52 40 84 2
170.100 10.0 100 43 89 2
170.120 12.0 120 51 100 2

Vc = 120~160m/min
Fz =0.04~0.16mm

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

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

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

TBepabi criiae ¢ HEGObWUM coaep)KaHMeM KobanbTa A5 BbICOKOW Pe3UCTEHHOCTM K abpa3uBHbLIM MaTepuanam.

Pevny karbid v této sekci md nizké procento kobaltu s vysokou odolnosti proti odéru.
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La danza e una poesia in cui ogni parola € un movimento.

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

Mata Hari

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



Frese per alluminio

End mills for aluminum

Fraser fir Aluminium
Fraises pour Aluminium
®pe3bl KOHLLEBbIE A1 ANIIOMUHNA

Dokoncovaci fréza pro Obrdbéni Hliniku




Fresa monotagliente in metallo duro integrale

Solid carbide one-tooth end mill

VHM - Einzahn-Schaftfraser - Fraise carbure, 1 levre
dpe3a KoHLeBas TBepAOCMIaBHasA C 04HMM 3yboM - Sk jednozubé frézy

(1] 3 *d1 d2hé I L 1
mm mm  mm mm | no. el
100.010 1 2 5 40 1 L} ——F
100.020 2 2 10 40 1 [ I
100.030 3 3 10 40 1
100.030.1 3 6 12 50 1 H
100.040 4 4 15 50 1
100.040.1 4 6 15 50 1 .t
100.050 5 5 15 50 1
100.060 6 6 20 50 1 L
100.080 8 8 22 60 1 |
100.100 10 10 25 70 1
100.120 12 12 35 75 1
— Help 181
“d1<06h9
d1=01217 ..L v
o2

Fresa con fori in elica testa piana in metallo duro integrale

Aluminium

\ fNuova \ 4 \
DIN 6535
AGAIIQ%S CUMET Form HA
J \NORM J \DJ
\ 4 \ 4 \
=
%) : gﬁ 5
30 J \ J \ J
\ ‘N“N‘ ( 3\
KNiaN
RGO
\, J/
H—)‘ 4 \ 4 \
/\lﬁ UNCOATED
J \ l 1 J \. J

Solid carbide coolant feed flat nose end mill

VHM - Gesenkfraser mit Durchgewendelten Kihlkandlen - Fraise carbure a trous de refrigeration a bout plat
dpesa KoHLeBas TBepaocniasHas ¢ nogaden COX - Sk rohova fréza s chlazenim vich zub

CODE *d1 d2hé I L 1
mm mm mm mm | no. L
210.060 6 6 20 50 2 I? | W
210.080 8 8 22 60 2
210.100 10 10 25 70 2 | & i
210.120 12 12 27 75 2
210.140 14 14 30 85 2 1 v
210.160 16 16 30 85 2 1
210.200 20 20 40 100 2 |
210.250 25 25 40 100 2 L
— Help 192
“d1=06h9
d1 = 25 {7
L ]

NE

NON
FERROUS

/A

HRC
<40

) 'NUOVa ) (
DIN 6535
maro | Moz | (o ]
) kNORM ) k8]:]
\ 4 \ 4
D | B2 HSC]
%/303 T9) |
\ 4 oAb \ 4
| A:A‘A“A:L:AAA‘ %
J “‘ J
(+)W 4 \ 4
/\I\ @ UNCOATED]
N 2]
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Fresa con fori in elica testa piana in metallo duro integrale
Solid carbide coolant feed flat nose end mill

VHM - Gesenkfraser mit Durchgewendelten Kihlkandlen - Fraise carbure a trous de refrigeration a bout plat
®dpesa KoHLeBas TBepaocniaBHas ¢ nogadein COX - Sk rohova fréza s chlazenim vich zubi

CODE dih7 | d2he | 11 L 1

mm mm mm mm no. - a
750.060 6 6 20 50 | -
75006100 6 6 40 100
750.080 8 8 25 60
75008100 8 8 40 100 & ey '233‘\3 ) [Dlm"e].iis]
75008100.1 8 8 60 100 aRaN | | RoRm | | e
750.100 10 10 25 70 — —
75010100 10 10 50 100 ARlED
75010150 10 10 75 150 L %;;50 e [HSC]
750.120 12 12 30 75 =) T
75012100 12 12 50 100 ) ()
75012150 12 12 75 150 |_ ode| on [%
750.140 14 14 30 8 — &

75014100 14 14 50 100
75014150 14 14 75 150
75014160 14 14 100 160
750.160 16 16 30 85
75016100 16 16 50 100
75016150 16 16 75 150
75016160 16 16 100 160
750.180 18 18 40 100
75018150 18 18 65 150
75018150.1 18 18 75 150
75018160 18 18 100 160
750.200 20 20 40 100
75020150 20 20 65 150
75020150.1 20 20 75 150
75020160 20 20 100 160
750.250 25 25 40 100
75025150 25 25 65 150
75025150.1 25 25 75 150
75025160 25 25 100 160

— Help 181
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Gesenkfraser - Fraise carbure a bout plat
dpe3a KoHLLeBasA TBepAOCIIaBHaA C MIOCKUM TOpLOM - Sk rohova fréza

LOW SPEED

ALUSPEED

UNCOATED
Code Code . - | b
UNCOATED ALUSPEED Sty {ﬁ'#?;},‘“g? [AL“GT,':'g?"] {Plastic]
700.010 7007.010 1 4 2 50 2
700.020 7007.020 2 6 6 50 2
700.030 7007.030 3 6 10 50 2
700.040 7007.040 4 6 15 50 2 (micro | [Nuova | - [omesss
70004060 700704060 4 6 25 60 2 " GRAIN | | Rorm | |71
700.050 7007.050 5 6 20 50 2 \ J \ J \
70005060 700705060 5 6 30 60 2 ) ( \
700.060 700T.060 6 6 20 50 2 %/ e HSC]
70006100 700706100 6 6 40 100 2 x L U ISR
700.080 7007.080 8 8 25 60 2 ) L -
70008100 700708100 8 8 40 100 2 o
70008100.1 700T08100.1 8 8 60 | 100 2 |_ e
700.100 700T.100 10 10 25 70 2 b 2 /
70010100 700710100 10 10 50 100 2 G5 ) ( \ [
70010150 700710150 10 10 75 150 2 % @ ‘i’%g]
700.120 7007.120 12 12 30 75 2 L ) (22 ) {
70012100 700712100 12 12 50 100 2 s
70012150 700712150 12 12 75 150 2 [ g2 |
700.140 700T.140 14 14 30 85 2 “d1<06h9
70014100 700714100 14 14 50 100 2 d1 =032 h7
70014150 700714150 14 14 75 150 2
70014160 700714160 14 14 100 160 2
700.160 700T.160 16 16 30 85 2
70016100 700716100 16 16 50 100 2
70016150 700716150 16 16 75 150 2
70016160 700716160 16 16 100 160 2
700.180 700T.180 18 18 40 100 2
70018150 700718150 18 18 65 | 150 2
70018150.1 700T18150.1 18 18 75 150 2
70018160 700718160 18 18 100 160 2
700.200 7007.200 20 20 40 100 2
70020150 700720150 20 20 65 | 150 2
70020150.1 7007201501 20 20 75 150 2
70020160 700720160 20 20 100 160 2
700.250 7007.250 25 25 40 | 100 2
70025150 700725150 25 25 65 | 150 2
70025150.1 7007251501 25 25 75 150 2
70025160 700725160 25 25 100 160 2
700.320 7007.320 32 32 40 100 2
— Help 181
Fresa Alufast testa piana in metallo duro itegrale
Alufast solid carbide flat nose end mill HIGH SPEED
VHM-Alufast Gesenkfraser - Fraise carbure Alufast a bout plat
Sk rohova fréza alufast a1

(1])]3 *d1 d2h6 I L 1
mm mm mm mm no. Aluminium

755.030 3 6 9 57 2
755.040 4 6 12 57 2
755.050 5 6 15 57 2
755.060 6 6 18 57 2
755.080 8 8 20 63 2
755.100 10 10 25 70 2
755.120 12 12 25 75 2
755.140 14 14 32 85 2
755.160 16 16 32 85 2
755.200 20 20 40 100 2
— Help 181

*d1=06h9

d1 =020 h7

4 \ \ 4 \
Mcko [N%'QM
\ J J Lm:lj
4 \ \ 4 \
D | [E3%9] | Hsc
55° A'4
\ J J \ J
L 4 \ A‘“‘A‘A 4 \
L) BR) (@
\ J AIR \. J
4 (_)V \ 4 \
j/\\( [@ UNCOATED
\ J l 2 J \ J
S
‘ =)
|
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Fresa testa torcia ad alta velocita in metallo duro integrale

Solid carbide corner radius end mill high speed

VHM- Stirn RadiusFraser High speed - Fraise carbure avec rayon d’angle a Haute vitesse
Sk vysokorychlostni fréza s rohovym radiusem

CODE “d1 d2he  p | I 2 » :
mm mm | mm | mm mm \I. .1
60 5.8 2

Y¥703.060.05 6 6 05 6
Y¥703.060.1 6 6 1 6 18 60 58 2
Y¥703.060.15 6 6 15 6 18 60 58 2
Y¥703.080.05 8 8 05 8 24 75 78 2
Y¥703.080.1 8 8 1 8 24 75 78 2 d3,
Y¥703.080.15 8 8 15 8 24 75 78 2
Y703.080.2 8 8 2 8 24 75 78 2
Y¥703.100.05 10 0 05 10 30 8 97 2
Y¥703.100.1 10 10 1 10 30 8 97 2
¥703.100.15 10 0 15 10 30 8 97 2
Y¥703.100.2 10 10 2 10 30 8 | 97 2
Y¥703.120.05 12 12 05 12 36 | 100 117 2
Y¥703.120.1 12 12 1 12 36 100 117 2
Y¥703.120.15 12 122 15 12 36 100 117 2
Y¥703.120.2 12 12 2 12 36 100 117 2
Y¥703.120.3 12 12 3 12 36 100 117 2
Y¥703.160.05 16 16 05 16 50 100 155 2
Y¥703.160.1 16 16 1 16 50 100 155 2
Y¥703.160.15 16 16 15 16 50 100 155 2
Y¥703.160.2 16 16 2 16 50 100 155 2
Y¥703.160.3 16 16 3 16 50 100 155 2
Y¥703.200.1 20 20 1 20 60 | 109 195 2
¥703.200.15 20 200 15 20 60 109 195 2
Y¥703.200.2 20 20 2 20 60 | 109 195 2
¥703.200.25 20 20 25 20 60 | 109 195 2
Y¥703.200.3 20 20 3 20 60 109 195 2
Y¥703.200.4 20 20 4 20 60 109 195 2
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Fresa testa torica in metallo duro integrale

AL
Alloy

( N \ 4 \
uova DIN 6535
MICRO CUMET Form HA

/\I\ )
_D @ UNCOATED
\ J \ l 2 J \ J

“d1<96h9
d1 =920 {7

Solid carbide corner radius end mill

VHM - Gesenkfraser mit Eckenradius - Fraise carbure avec rayon d’angle
dpe3a KoHLeBas TBEPAOCM/IABHAsA C YIIOBbIM paanycoMm - Sk fréza s rohovym rddiusem

CODE *d1 | d2h6 | r1p i 12

mm mm | mm | mm  mm Eﬂ di A
Y700R.030.05 3 6 4 75 295 2 r_.l -/_ "
Y700R.040.1 4 6 1.0 5 13 75 395 2 i
Y700R.050.15 5 6 15 6 14 75 4.8 2
Y700R.060.15 6 6 15 8 30 100 5.8 2 2
Y700R.080.2 8 8 2.0 10 30 100 7.8 2 d3
Y700R.100.25 10 10 25 12 35 100 9.7 2 R=
Y700R.120.3 12 12 3.0 12 40 100 117 2 i —_—
Y700R.160.4 16 16 4.0 16 50 100 155 2
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AL .

\ [ \ [ \
SuB Nuova DIN 6535
MICRO CUMET Form HA

\ \ J
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%l iy
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i3 1YY YY)
——/ — N—/
( \ ( \ ( \

/\l\ )
™~ @ SILVER

“d1=06h9
d1 < 920 {7
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Fresa testa torica in metallo duro integrale

Solid carbide corner radius end mill

VHM - Gesenkfraser mit Eckenradius - Fraise carbure avec rayon d’angle
dpe3a KoHLEeBas TBepAOCMIaBHAsA C YrOBbIM paanycom - Sk fréza s rohovym radiusem

CODE “d1 | d2h6 | 1p 1] L z
dl Alumini .
mm mm mm | mm | mm | no. b ...‘/!'F_ 159 si| | Plastic
730.030 3 6 0.2 10 50 2 . i
730.040 4 6 0.2 15 50 2 ﬂ")
730.050 5 6 0.2 20 50 2 |
730.060 6 6 02 20 50 2 A K (wicko | [Nuova ) [omesss |
730.080 8 8 0.3 25 60 2 ] GRAIN ﬁ'ggﬁ ém:HA|
730.100 10 10 03 25 70 2 1 S \ J \ J \ J
730.120 12 12 03 30 75 2 ( ) mfﬁ; ( )
730.140 14 14 05 30 85 2 H %) % HSC
730.160 16 16 05 30 8 2 (Z4) ()
730.180 18 18 0.5 40 100 2 r Y () [ )
730.200 20 20 05 40 100 2 ,I édef o %
- Help 181 P —) W J )
( +V 4 \ 4 \
“d ho ANy o
‘1206 SPEED
d1=020f7 - . ' (N a2 ) (PE)
| a2 | ——
i P
10.01
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Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill
VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
dpe3a KoHLeBas TBepaocniaBHas nonychepudeckas 3D - Sk 3D kulova fréza
ALUSPEED  ("UNCOATED
Code Code *d1 | d2hé I L 1 B B )
UNCOATED  ALUSPEED A mm mm mm  mm  no. PLL 2| eoreml | Prastic
7005R.030  700SRT.030 3 6 10 75 2 /
7005R.040  700SRT.040 4 6 10 75 2
7005R.060  700SRT.060 6 6 15 100 2
700SR.080  700SRT.080 8 8 20 100 2 (cro ) (Nuova) (omess)
7005R.100 700SRT.100 10 10 25 100 2 GRAIN ﬁ%’gﬁ ;Ilm:HAI
7005R.120  700SRT.120 12 12 25 100 2 \ J \ J \ J
7005R.160  700SRT.160 16 16 30 100 2 (o ) \ ( )
(o
7005R.200  700SRT.200 20 20 30 100 2 . % HSC
— Help 184 Z4) () J
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“d1=06h9 &t on m}%
d1 =920 f7 \ J \U J
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/\l\ UNCOATED
ALUSPEED
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2 —
Ld2 N
10.01
—
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Fresa con fori in elica in metallo duro integrale
Solid carbide coolant feed end mill

VHM - Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure a trous de réfrigeration
®dpe3a KoHLEeBas TBepaocniaBHas ¢ nogadenn COX - Sk fréza s chlazenim viech zubt

CODE “d1 | d2zhe I L 1
a HRC
mm mm mm mm no. "—'i Aluminium Copper <40
453.060 6 6 20 50 3 o
453.080 8 8 22 60 3
453.100 10 10 25 70 3 "
45310100 10 10 45 100 3 ( Y (Nuova) (omesss)
453.120 12 12 27 75 3 ' Aé‘llq%,(\), CUmer Form HA
! B NORM E]:l
45312100 12 12 45 100 3 \ J \ J \ J
453.140 14 14 30 85 3 - \ ,m :>‘ p \
453.160 16 16 30 85 3 L %) % HSC
45316100 16 16 45 100 3 @45°) (TH) J
453.200 20 20 40 100 3 r \ (o) [ \
45320150 20 20 65 150 3 | oy I%
453.250 25 25 40 100 3 \ JRCLL \ )
45325150 25 25 65 150 3 — N [ \
— Help 189 /\I\ @ UNCOATED
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“d1=06h9
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill
VHM - Gesenkfraser - Fraise carbure a bout plat
®dpesa KoHLEeBas TBePAOCMNNaBHas C NIOCKUM TopLLOM - Sk rohova fréza
CODE *d1 | d2hé @ CH 1 L 1
mm mm mm mm mm no I--El-l - CH
456.030 3 6 0.05 10 57 3 —
456.040 a4 6 0.05 15 57 3
456.050 5 6 0.05 18 57 3 N
456.060 6 6 0.05 20 57 3 (mceo) [(DIN) (owess)
456.080 8 8 0.05 25 63 3 ) GRAIN | |NORM ;Ilm:HAI
456.100 10 10 005 25 70 3 \ J J \ J
456.120 12 12 005 30 83 3 (o ) ] ::; ( )
456.160 16 16 0.05 32 92 3 L %/ J e HSC
456.200 20 20 005 38 100 3 (& 45°) )
— Help 181 ( ) Ty s 2
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Fresa testa torica per alta velocita in metallo duro integrale

Solid carbide corner radius end mill for high speed

VHM-stirn radius fraser fir High Speed - Fraise carbure avec rayon angle pour haut vitesse

dpe3a TBepAOCNNABHAA KOHLEBasA C YrNOBbIM PaANyCcoM AN BblCOKOCKOpOCTHOVI O6pa60TKVI

Sk vysokorychlostni fréza s rohovym radiusem

CODE “d1 | d2h6 | rp @ I 12 L | d3 1 =
mm  mm mm| mm | mm | mm  mm | no. w3 /— Auminium [ | Copper
756.060.1 6 6 1 7 20 75 55 3 R
756.080.1 8 8 1 9 26 75 75 3 I
756.100.15 10 10 15 1 31 80 95 3 ' 2
1
75610025 10 10 25 11 31 8 95 3 a Ml (wicro | [Nuova | [omesss)
756.120.15 12 12 15 13 37 100 115 3 GRAIN ﬁ%’gﬁ\f ém:““l
756.120.25 12 12 25 13 37 100 115 3 1+ \ J\ J\ J
756.160.2 16 16 2 17 43 100 155 3 () m :>‘ ( )
75616025 16 16 25 17 43 100 155 3 _ L &| [HSC
756.200.2 20 20 2 21 53 100 195 3 i zs30) (&)
756.200.25 20 20 25 21 53 100 195 3 r Y () ( \
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Frese rompitruciolo in metallo duro itegrale
Solid carbide roughing end mill
VHM-Schruppfraser - Fraise carbure a degrossir
dpe3a TBepAOCnNaBHAsA KOHLeBas YyepHoBas - Sk hrubovaci fréza
CODE dih11| d2h6 I 12 L d3 1
mm mm | mm | mm | mm | mm | no. Aluminium | | Copper
1220206057 6 6 13 - 57 - 3 L
1220208063 8 8 19 - 63 - 3
1220208075 8 8 19 35 75 74 3 S 2 1
1220208075.1 8 8 28 - 75 - 3 s (cro ) (Nuova) (omesss)
1220210072 10 10 22 - 72 - 3 GRAIN CUMET Form
| NORM | | &
7220210080 10 10 22 43 80 | 95 3 s 12 \ J \ J \ J
1220210080.1 = 10 10 34 - 80 - 3 r N\ N [ \
d3 m':>
1220212083 12 12 26 - 83 - 3 =HIR— HSC
1220212100 12 12 26 50 100 115 3 Z30) | 89 ( )
—
12202121001 12 12 40 - 100 - 3 L ’ N o) [ \
1220214085 14 14 26 - 85 - 3 | ae | | okt I%
1220216092 16 16 32 - 92 - 3 L JRGYIE J
1220216109 16 16 32 60 109 155 3 ) . ., .
)
1220216100 16 16 45 - 100 - 3 Ap @ ALU
1220220100 20 20 40 - 100 - 3 N J (73 ) (SPEED)
1220220120 20 20 40 70 120 195 3
1220220150 20 20 65 - 150 - 3 — 2,0 3,0
- Help 185 ML
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Il mare non e altro che il veicolo di un'esistenza soprannaturale e prodigiosa;
non e che movimento e amore, e l'infinito vivente, come ha detto uno dei vostri poeti.

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

Jules Verne

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






Fresa a semifinire in metallo duro integrale

Solid carbide semi-finishing end mill

VHM - Schrupp Schlichtfraser - Fraise carbure pour semifinition
dpe3a KOHLLeBAA TBepPAOCMIaBHAA A5 NOJyYyncToBon obpaboTkm - Sk polodokoncovaci fréza

451.060 6 6 16 50 3
451.080 8 8 20 60 3
45108100 8 8 40 100 3
451.100 10 10 22 70 3
45110100 10 10 45 100 3
451.120 12 12 27 75 3
45112100 12 12 45 100 3
451.140 14 14 27 85 3
451.150 15 15 30 85 3
451.160 16 16 30 85 3
45116100 16 16 45 100 3
45116150 16 16 65 150 3
451.180 18 18 38 100 3
451.200 20 20 38 100 3
45120150 20 20 65 150 3
— Help 186

*d1=06h9

d1 =020 f7

Fresa a sgrossare in metallo duro integrale

Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure a dégrossir

dpe3a KoHLeBas TBepAOCNIaBHas A yepHoBol 0bpaboTku - Sk hrubovaci fréza

452.030
452.035
452.040
452.045
452.050
452.060
452.080
452.090
452.100
452.110
452.120
452.140
452.150
452.160
452.180
452.200
452.250

*d1=06h9
d1 <020 f7
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12
12
12
16
20
20
22
22
27
27
30
30
38
38
40

40
40
50
50
50
50
60
70
70
70
75
85
85
85
100
100
100
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Stainless <40
Steel
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DIN 6535
AG/\IIQCAR|3 CUMET Form HA
\. \NORM J kEJ
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® e 3
\. 45 \ \. G gJ
4 f“‘“““ 4 \
l 45° sbiidy %
Ab‘s Aj‘s
\. \“ o J \. J
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/\I_\h UNCOATED
\L \ Z 3 J \. J
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Fresa a sgrossare in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure a dégrossir
dpe3a KoHLLeBasA TBepAOCNIaBHas A8 yepHoBol 0bpaboTku - Sk hrubovaci fréza

a1l
[ — HRC CAST
[ <40 ] [IRON] [Graphyte] [Copper]
12006 20 50 R F 3

6 6 4
T2006L 6 6 40 | 100 4
72008 8 8 22 60 4 "
172008L 8 8 40 | 100 4 (we) (Woova) (omems)
12010 10 10 25 | 70 4 x GRAIN | | CumET ilm_ll
T12010L 10 10 45 | 100 4 L ) { )\ )
12012 12 12 27 | 75 4 p ., ., \
120121 12 12 45 100 4 { %} FatT| (Bl
12012L.1 12 12 75 | 150 4 [ VES R AT
12014 14 14 27 | 85 4 ) - L .
12014L 14 14 45 100 4 s
12014L.1 14 14 65 | 150 4 @ :,‘b:,‘b %
12016 16 16 30 85 4 b /N /N /
T2016L 16 16 45 100 4 '/\I\m‘ ( Y ( )
72016L.1 16 16 75 150 4 ! ,h CNCORTED)
12018 18 18 40 | 100 4 \ ) \(14 ) \ y
12018L 18 18 65 | 150 4 %2
72018L.1 18 18 75 | 150 4
72020 20 20 40 | 100 4 “d1<06h9
12020L 20 20 55 | 150 4 d1 =025 f7
72020L.1 20 20 65 | 150 4
T2020L.2 20 20 75 | 150 4
12025 25 25 40 | 100 4
12025L 25 25 65 | 150 4
72025L.1 25 25 75 | 150 4
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Fresa a semifinire in metallo duro integrale
Solid carbide semi-finishing end mill

VHM - Schrupp Schlichtfraser - Fraise carbure pour semifinition
dpe3a KoHLeBas TBepAOCMIaBHAA ANA NONYyYMCTOBON 06paboTku - Sk polodokoncovaci fréza

d1 HRC CAST
L [ <40 ] [IR N Graphyte| | Copper
T4006 20 50 S

6 6 4 i E—
T4006L 6 6 40 100 4
14008 8 8 22 60 4 ”
T4008L 8 8 40 100 4 . p \ N \
14010 10 10 25 70 4 l micRo | | Nuova | om es3s
140101 10 10 45 100 4 | ORAIN| | Norm | | &)
4012 12 12 27 75 4 ) - L .
T4012L 12 12 45 100 4 ¥ i B g [
T4012L.1 12 12 75 150 4 L %/300 T | o
74014 14 14 27 85 4 b ah i g
74014L 14 14 45 100 4 ( ) '.b:“‘».’ ( )
T4014L.1 14 14 65 150 4 @’ sk %
4016 16 16 30 85 4 \ ) Gy { J
T4016L 16 16 45 100 4 o) ( \ ([ )
T4016L.1 16 16 75 150 4 A UNCOATED
4018 18 18 40 100 4 : —R 24 ) \ )
T4018L 18 18 65 150 4 e
74018L.1 18 18 75 150 4 =
14020 20 20 40 100 4 “d1<06ho
T4020L 20 20 55 150 4 d1 <0257
T4020L.1 20 20 65 150 4
T4020L.2 20 20 75 150 4
14025 25 25 40 100 4
T4025L 25 25 65 150 4
T4025L.1 25 25 75 150 4
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Fresa rompitruciolo ad alte prestazioni in metallo duro integrale
Solid carbide roughing end mill, High Performance

VHM - Schruppfraser Schwingungsdampfer - Fraise carbure a dégrossir a Haute Performance
®dpe3a KOHLEeBaA TBePAOCNIABHASA 415 YePHOBON 06PabOoTKM BbICOKOMPOU3BOANUTENbHAS
Sk hrubovaci vysoce vykonn3 fréza

dl
-— INOX
HRC CAST )
Stainless TI-Allot NI-Allo
— [<50] [IRON] [Steel] l Vl ‘ V\
7220103050 8 50

3 6 3
7220104050 4 6 12 50 3 o
7220105050 5 6 15 50 3
7220106050 6 6 16 50 4 : rMICRO‘ (Nuova) [(omesss )
7220108060 8 8 22 60 4 GRAIN Cumer form HA
NORM NI
7220110070 10 10 25 70 4 [ \ J \ J \ J
1220112075 12 12 27 75 4 -L ( D\ )
D3| (P e
7220116085 16 16 30 85 4 =i VIBRA
=2 I TION
7220116100 16 16 45 100 4 \ ) \ J \ y
7220116150 16 16 65 150 4 p N/ N, \
7220120100 20 20 40 100 4
7220120150 20 20 65 150 4 L J L JIL J
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Fresa rompitruciolo in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure profil ébauche
dpe3a KoHLeBas TBepAOCMIaBHAA ANs yepHoBOW 0bpaboTku - Sk hrubovacdi fréza

P L] f%g l %g,] l ‘TI-AIon\

1220303050 3 6 8 50 3 13° —
1220304050 4 6 12 50 3 14°
1220305050 5 6 15 50 3 40102 i
7220306050 6 6 20 50 4 - | rMICROW rNUOVa‘ rDIN 6535‘
1220306100 6 6 40 100 4 - GRan | [ Sumer | | i
1220308060 8 8 2 60 4 - L )\ ) \ )
1220308100 8 8 40 100 4 - p L, . .
1220310070 10 10 25 70 4 - %} o HSC
1220310100 10 10 45 100 4 - l & {ESREC RN )
7220312075 12 12 27 75 4 - [\
1220312100 12 12 45 100 4 - " (1] (aas) (2 8
1220314085 14 14 27 85 4 - @ RN %
1220314100 = 14 14 45 100 4 - b 7N 7N g
1220314150 |~ 14 14 65 150 4 - e r@w r@w
1220316085 16 16 30 85 4 - . AN \ ™~ 3 =
1220316100 16 16 45 100 4 - - L J L3 L1
1220316150 16 16 75 150 4 - * . \ ¢ N [ \
1220318100 18 18 40 100 4 - @ I M\
1220318150 18 18 65 150 4 - 25 ) ( I\ ]
1220318150.1 18 18 75 150 4 - 025  03-012 014-025
1220320100 20 20 40 100 4 - M)
1220320150 20 20 65 150 4 - HYPER
12203201501 20 20 75 150 4 - —
1220325100 25 25 40 100 5 -
1220325150 25 25 65 150 5 -
12203251501 25 25 75 150 5 -
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Fresa rompitruciolo in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure profil ébauche
dpe3a KoHLeBas TBepA0CNIaBHas a1s yepHoBol 0bpaboTku - Sk hrubovaci fréza

d1
s INOX
| Stainless ER5€ TI-Alloy
— Steel
13°

1722040308057 3 6 8 57 3
1722040412057 a4 6 12 57 30 14 i
1722040613057 6 6 13 57 4 412
- ( \ 4 \ 4 \
722040816063 8 8 16 63 4 ' RO DIN o2
122041022070 10 10 22 70 4 - om
GRAIN NORM D
122041226075 12 12 26 75 4 - \ J \ J \ J
122041632092 16 16 32 92 6 - =) ( N [ \
722042038100 20 20 38 100 6 - L %/ = HYPER
122042545121 25 25 45 121 6 - i Zs2) (T9Y) | )
IN]
- Help 178 o
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Fresa rompitruciolo testa raggiata in metallo duro integrale
Solid carbide ball nose roughing end mill

VHM - Radius Schruppfraser - Fraise carbure hémisphérique a profil ébauche
dpe3a KoHLeBas TBepAOCNIaBHaA A1 yepHoBol 0bpaboTku - Sk kulovd hrubovaci fréza

o,
[ | e IRON <50
T2204R.050 5 6 13 57 3 —
T2204R.060 6 6 13 57 3
T2204R.080 8 8 16 63 4 i
4 \ 4 \ 4 \
T2204R.100 10 10 22 70 4 RO DIN o
T2204R.120 12 12 26 75 4 1 GRAIN | [NORM ém_il
T2204R.140 14 14 26 85 4 \ ) \ )\ )
T2204R.160 16 16 32 92 4 ! ) m > ’ \
T2204R.180 18 18 32 92 4 HYPER
T2204R.200 20 20 38 100 4 @s2) | B9 | )
— Help 192 - \ N/ \
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Lo spirito commerciale & lo spirito del mondo. E senz'altro lo spirito grandioso.

Esso mette tutto in movimento e collega tutto.

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

Novalis

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




Gewinderfraser
Fraises a fileter
dpe3bl pe3bboHapesHble
Frézy pro frézovani zavitu




Fresa a filettare in metallo duro integrale
Solid carbide thread end mill

VHM - Gewinderfraser - Fraise carbure a fileter
®dpesa pesbboHapesHas TBepaocnnaegHas - Sk frézy pro frézovani zavitl

HYPER UNCOATED
| | INOX
[ HRC ] [ HRC ] [CAST] [Stainless] <1.100 Aluminium

S0 <35 IRON Steel N/mm

L
i i
11
600.04.050 600T.04.050 MF4 05 35 3.0 6 16 50 3
600.04.070 6007.04.070 M4 07 33 3.0 6 1 50 3 :
600.05.050 600T.05.050 MF5 05 45 3.8 6 20 50 3
600.05.080 600T.05.080 M5 08 42 38 6 12 5 3 L
600.06.075 6007.06.075 MF6 075 52 4.8 6 12 50 3 '
600.06.100 600T.06.100 M6 10 50 48 6 12 50 3
600.08.100 6007.08.100 M8 10 70 6.0 6 15 50 3
600.08.125 6007.08.125 M8 125 68 6.0 6 15 50 3
600.10.100 6007.10.100 MF10 1.0 90 8.0 8 20 60 3
600.10.150 6007.10.150 M0 15 85 80 8 20 60 3
600.12.100 600T.12.100 MF12 10 110 8.0 8 20 60 3 !
600.12.150 600T.12.150 MF12 15 105 8.0 8 20 60 3 | as
600.12.175 6007.12.175 M12 | 175 102 8.0 8 20 60 3 R
600.14.150 600T.14.150 MF14 15 125 100 10 25 70 4
600.14.200 600T.14.200 M14 20 120 100 10 25 70 4
600.16.150 600T.16.150 MF16 15 145 120 12 25 75 4 (suB | (Nuova) [omesss) (£ )
60016200 600116200  M16 20 140 120 12 25 75 4 | Gea | | Norm | | sE0) \%/7",
600.20.100 6007.20.100 MF20 1.0 190 160 16 40 100 4
600.20.150 6007.20.150 MF20 15 185 16.0 16 40 100 4 T () [ Warrs
600.20.200 6007.20.200 M20 20 180 160 16 40 100 4 m ok %%g %
600.20.250 600T.20.250 M20 25 175 160 16 40 100 4 \ /LN ) )
= Help 187 ( 2 [ \ [ \ [ A
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Piu alto vola il gabbiano, e piu vede lontano.
Higher flies the Sea-gull more sees far.

Richard Bach

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




Frese per svasatura

Countersink end mills

Kegelsenker fraser
Fraises a ébavurer
3eHKepbl
Zahlubniky, srazece




Fresa per esecuzione raggi in metallo duro integrale

Solid carbide concave radius end mill

VHM- Viertelkreisentgrater - Fraise en carbure a rayon concave
dpe3a TBepAOCNIaBHAA KOHLLeBAasA C paguycoM - Fréza pro zaobleni hran

(1)) CODE d1 | d2he | 1p L 1 N o
UNCOATED HYPER mm | mm | mm | mm | no. - m [ :”:ég ] [FQOSJ] [ NON ] [Stginlefs]
CTK.R0020 CTK.RT0020 5.4 6 0.2 50 4 |' -I = e
CTK.R0025 CTK.RT0025 5.3 6 0.25 50 4 \ —
CTK.R0030 CTK.RT0030 5.2 6 03 50 4
CTK.R0040 CTK.RT0040 5 6 0.4 50 4 (wicro | [Nuova | [omesss)
CTK.R0050 CTK.RT0050 6.8 8 0.5 50 4 GRAIN ﬁ%’gﬁ\f ém:““l
CTK.R0060 CTK.RT0060 6.6 8 0.6 50 4 ! \ \ \ J
CTK.R0075 CTK.RT0075 6.3 8 0.75 50 4 r r r \
CTK.R0080 CTK.RT0080 6.2 8 0.8 50 4 %‘) ] m:>] k_
CTK.R0100 CTK.RT0100 5.8 8 1 50 4 X 0°) | P
CTK.R0125 CTK.RTO125 5.3 8 1.25 50 4 . ) )
(TK.RO150 CTK.RT0150 68 10 1.5 50 4 | = = Il
CTK.RO175 CTK.RTO175 63 10 175 50 4 ' g] ] 4 ‘l““'
Luz _| . . LAY
CTK.R0200 CTK.RT0200 7.8 12 2 50 4 :
CTK.R0225 CTK.RT0225 7.3 12 2.25 50 4 'ﬁ] ( ] (inconteo)
CTK.R0250 CTK.RT0250 6.8 12 2.5 50 4 HYPER
CTK.R0275 CTK.RT0275 6.3 12 2.75 50 4 . \ 14 \ /
CTK.R0300 CTK.RT0300 5.8 12 3 63 4 '
CTK.R0351 CTK.RT0351 8.6 16 3.5 80 4 :
CTK.R0401 CTK.RT0401 7.6 16 4 80 4 @ | 85°
CTK.R0451 CTK.RT0451 6.6 16 4.5 80 4 |
CTK.R0501 CTK.RT0501 9.6 20 5 80 4 : (3 Orzp
CTK.R0601 CTK.RT0601 7.6 20 6 80 4 —%
- Help 187 ~>/|475°
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Fresa per esecuzione raggi gambo in HSS

Concave radius end mill with Steel Shank

Viertelkreisentgrater mit stal Schaft - Fraise a rayon concave avec queue en acier
®dpe3a TBEpPAOCNNABHAS KOHLEBAS C PAAMYCOM CO CTa/IbHbIM XBOCTOBMKOM
Fréza pro zaobleni hran s ocelovou stopkou

CODE d1 d2 d3h7 T L ) )
mm mm mm mlr)n mm HRC CAST NE IN'OX
<40 IRON NON Stainless
FERROUSJ Steel )
CTK.R0350 7.6 15 12 3.5 82 4
CTK.R0400 6.6 15 12 4 82 4
CTK.R0450 7.6 17 12 4.5 85 4
CTK.R0500 8.6 19 12 5 85 4 rMICRO 'Nuova‘ 'DIN 6535’
CTK.R0600 7.6 20 12 6 85 4 GRAIN CUMET Form HA
NORM I |
CTK.R0800 7.6 24 20 8 93 4 \ \ 4\ J
CTK.R1000 10.6 31 20 10 98 4 r r \ \
CTK.R1200 12.6 37 20 12 100 6 %} ] m o ,L
- Help 187 \ °) L )\ )
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== = iy
| | |4
I \. & k“ &
: 4 /v\(') 4 4 \
d2 I 85° j/\( @ @
| \ L4 L6
| Y 015-031 @37
| ¥,
_f UNCOATED
~»/|a5°
1-»
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Fresa multifunzione a 90°
Solid carbide multimill 90°

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

("UNCOATED

CODE CODE dih7 | d2he | I1 L S A
UNCOATED HYPER mm | mm mm mm mm | no. HRC HRC CAST
<65 <45 IRON
200V.001 200VT.001 0.1 0.2 40 | 0.01

200V.002 200VT1.002 0.2
200V.003 200VT.003 0.3

0.4 40 0.02
0.6 40 0.03

INOX

200V.040 200VT.040

3

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

6

8

10 50 0.50
12 60 0.60

200V.060 200VT.060

3 2
3 2
3 2 Stainless NON
200V.004 200VT.004 0.4 3 0.8 40 | 0.04 2 Steel FERROUS
200V.005 200VT.005 0.5 3 1 40 | 0.05 2
200V.006 200VT.006 0.6 3 12 40  0.06 2
200V.007 200VT.007 0.7 3 14 40  0.07 2
200V.008 200VT.008 0.8 3 16 40  0.08 2 ( W
MICRO uova DIN 6535
200V.009 200VT.009 0.9 3 18 40  0.09 2 GRAIN | | cumer Form A
NORM I
200V.010 200VT.010 1 3 2 40 | 0.10 2 \ ) )\ )
200V.011 200VT.011 1.1 3 22 40 0.1 2
4 \ f \ { \
200V.012 200VT.012 1.2 3 24 40 | 0.12 2 % m 2
200V.013 200VT.013 1.3 3 26 40 | 0.13 2 30° 90o o
200V.014 200VT.014 1.4 3 28 40  0.14 2 /= g
200V.015 200VT.015 1.5 3 3 40 | 0.15 2 f—ﬂ/\l\m (o) '@‘
200Y,016 200VT.016 1.6 3 32 40 0.16 2 ™~ .‘..l.m
200V.017 200VT.017 1.7 3 3.4 40 0.17 2 \ ) (weles) 12 )
200V.018 200VT.018 1.8 3 36 40 0.18 2 PR
200V.019 200VT.019 1.9 3 38 40 0.19 2 UNCOATED
200V.020 200VT.020 2 3 4 40 | 0.20 2 HYPER
\ J L ﬂ J
200V.025 200VT.025 2.5 3 5 40 | 025 2
200V.030 200VT.030 4 6 50 | 0.30 2
5 2
6 2
8 2
2
2
2
2

200V.080 200VT.080 10 16 70 0.80 S =
200V.100 200VT.100 10 12 18 75 1.00 e B e
200V.120 200VT.120 12 12 20 75 1.20
200V.160 200VT.160 16 16 26 85 1.60
200V.200 200VT.200 20 20 32 100  2.00 2
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Sbavatore a spingere e a tirare in metallo duro integrale
Solid carbide forward and backward burr remuver end mill

VHM-Vorwarts und Ruckwartsentgrater - Fraise en carbure de retoucher bavure en deux direction
dpe3a TBepAOCNIABHAA KOHLLEBAs C MOCTYNaTe/bHbIM ABMXeHMeM - Sk fréza pro Celni a zpétné srazeni hran

CODE d1 | d2h6 | S MAX
mm | mm | mm
1 0.3

(TM.010060

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

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

\ ( \ 4
HRC CAST NE b
d1 NON Stainless
It - [ <60 ] [ IRON FERROUS Steel
5 J \ J \

4 \ 4 \ 4 \
CTM.028060 2.8 0.9 13 10 60 2.1 MICRO Nuova DIN 6535
GRAlN cumﬁ'[ Form HA
CTM.028100 2.8 1.2 1.1 11 100 2.2 \ J (Norm | { &)

(TM.030060 3
(TM.030100 3

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

(TM.050100 5 2 23 17 100 3.4
(TM.058100 5.8 2.4 2.7 20 100 3.8
(TM.060100 [3 2.4 2.9 21 100 3.8
(TM.078100 7.8 4.9 2.8 37 100 49
(TM.080100 8 4.9 3.1 37 100 49
(TM.098100 9.8 5.9 3.8 38 100 5.9
(TM.100100 10 5.9 4.1 38 100 59
(TM.118100 11.8 5.9 5.8 40 100 5.9
(TM.120100 12 5.9 6.1 40 100 5.9 4
- Help 198
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Fresa a 60°-90° in metallo duro integrale

Solid carbide 60°-90° end mill

VHM-Entgrater 60°-90° - Fraise en carbure a Chanfrein 60°-90°
dpe3a TBepAOCnIaBHAsA KOHLLEBASA, Yo/l HAK/TOHA BUHTOBOM KaHaBKM 60°- 90°- Sk fréza 60°-90°

CODE d1 | d2hé I L 1 AL INOX

60° mm mm mm mm no. HRC Casl Stainless
S <60 IRON oo
]

(1560.030 | 0.3 3 26 50 3
(1560.040 0.4 4 34 50 4
(1560.060 0.6 6 52 57 4
(1560.080 0.8 8 69 60 5 p Y (o) ( .
DIN 6535
(1560100 1.0 10 87 70 6 MICRO | | umer | | rnia
(1s60.120 1.2 12 104 75 6 § ) (Norm | ()
L
{ \ Vm \ 4 \
o |\
%)o g 30
CODE d1 d2hé I L 1 \ /N 7\ /
90° mm mm mm mm no. ( Y (aoas) [ )
o | || |HYPER
(1590030 03 3 15 50 3 45 :A‘lz“.“
|
(1590.040 0.4 4 2 50 4 I v ) b a g
{ _‘ 4 \ 4 \
(1590.060 0.6 6 3 57 4 Laz g @ @
(1590.080 0.8 8 4 60 5 S i
\. J \ J \ J
(1590.100 1.0 10 5 70 6 06 o
(1590.120 1.2 12 6 75 6 r(%w ) (=
%) (=) (9
\ J \ \.
010 - 01¢
a1
-0
-0.1

Svasatore a 60°-90°

Countersink 60°-90°
Kegelsenker 60°-90° - Chanfrein 60°-90° - Zahlubniky, sraZece 60°-90°

(1])] (1])]3 d1 d3 d2 L 1 DIN
60° 90° mm | mm mm mm no.

INOX
Stainless
Steel

CAST
IRON

T
D

1 HRC
<40

(TK60053/3 | (TK90053/3 5.3 15 6 50 3 M2.6
(TK60058/3 | (TK90058/3 5.8 1.5 6 50 3 M3.0
(TK60063/3 | (TK90063/3 6.3 1.5 6 50 3 M35 5
(TK60073/3 | (TK90073/3 7.3 1.8 6 50 3 M40
(TK60083/3 | (TK90083/3 8.3 2.0 6 50 3 -
(TK60094/3 | (TK90094/3 9.4 2.2 6 50 3 M50
(TK60104/3 | (TK90104/3 10.4 2.5 6 54 3 M6.0 [ p . . .
(TK60124/3  (TK90124/3  12.4 238 6 54 3 - MICRO g‘gg‘g e
(TK60165/3  CTK90165/3  16.5 3.2 6 60 3 - i GRAIN ) (Norm || &)
(TK60205/3 | (TK90205/3 20.5 3.5 8 63 3 - ) L, . .
(TK60250/3 | (TK90250/3 25.0 3.8 8 66 3 | M12 _ %‘) m 0
— Help 187 | — 5 o T L
Dal @ 7,3 mm gambo in acciaio | a2 — 7 e
Von 87,5 mm Stah Shaft o C ) [k oo
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Punta a forare e svasare in metallo duro integrale
Solid carbide chanfer and spot drill

VHM - Anbohrer - Fraise carbure
Ceeprnio TBepaocriaBHoe - Sk srézece a navrtdvaky

b
CODE d2hé I 12 L 1 E//
Y e
mm mm mm mm no. {,_/ [ ';”zcs: ] [?QOSJ ] [Copper] [Aluminium]
—pry
142.060 6 25 45 50 3 ot
142.080 8 35 6.0 60 3
142.100 10 4.5 8.0 70 3
142.120 12 55 9.5 75 3 2, (ko | [Nuova) 'D:Néiis‘
- Help 187 L GRAIN | | SUmer =
\. J kNORM J kDJ
4 \ 4 W‘ { W‘
R 60° 90°
L) 0°) 118°) | 118

E> 4 g \ 4 oAb, \
‘QL\\ o
Shibbiib
. dh 000
{.._115;* &) LY
4 - \ 4 \ 4 \
/|/\ ® UNCOATED
u—j\“ L3 ) L J
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L'amore, come il fuoco, non puo sussistere senza un continuo movimento:
esso si spegne non appena finisce di sperare e di temere.

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

Francois de La Rochefoucauld

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




Frese convenzionali

Conventional end mills

Universal Fraser
Fraises universelle
®pe3bl KOHLEBble CTAaHAAPTHbIE
Konvencni frézy




Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
®dpe3a KoHLeBas TBepAOCMIaBHasA C NPAMbIM 3ybom - Sk rohova fréza

di
ol
CODE d1ho | d2hé | 11 ) L 1 0 _
mm mm mm mm mm no. L L B 2
n
201.010 1 6 25 75 50 2 26°30 | 2
201.015 1.5 6 4 9 50 2 24013 ;
201.020 2 6 6 11 50 2 21048
201.025 2.5 6 6 11 50 2 19017
201.030 3 6 7 12 50 2 16°42 e |
201.035 3.5 6 7 12 50 2 14°
201.040 4 6 8 13 50 2 1eE
201.045 4.5 6 9 14 50 2 830
201.050 5 6 10 15 50 2 542
201.055 5.5 6 10 15 50 2 251
201.060 6 6 12 - 50 2 - |
— Help 192
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Fresa testa raggiata in metallo duro integrale
Solid carbide ball nose end mill
VHM - Radiusfraser - Fraise carbure a bout hémisphérique
dpe3a KoHLEBas TBepAoCnIaBHas nonycdepurueckas - Sk kulova fréza
\ 4 \
L HRC CAST | | copper
CODE d1ho | dzheé | I 12 L 1 " <50 IRON i
mm | mm | mm | mm | mm no. —— J \ y,
201R.010 1 6 25 75 50 2 26930 i s g N [ \ - \
' MICRO Nuova DIN 6535 3
201R015 | 1.5 6 4 9 50 2 24013 Cean | | cumer [ [ rmia
201R.020 2 6 6 11 50 2 21°48 . L ) \Norm | (8L ) (& 30°)
201R.025 2.5 6 6 11 50 2 19:17: \ m 2 ( N/ 7w
201R.030 3 6 7 12 50 2 16°02 L HSC & ~|~“.‘A"
o 4
201R.035 | 3.5 6 7 12 50 2 140 u IR JRN JRY
201R.040 4 6 8 13 50 2 11
{ Al 4 (-H‘ 4 \ 4 \
201R.045 4.5 6 9 14 50 2 8°30 A @
201R.050 5 6 10 15 50 2 54 ™ HYPER
. \_ ] \ ) LL2 ) J
201R.055 5.5 6 10 15 50 2 251
201R.060 6 6 12 - 50 2 -
-5 Help 194 !
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill
VHM - Schaftfraser - Fraise carbure a bout plat
®dpe3a KoHLeBas TBepAOCMIaBHasA C NPAMbIM 3ybom - Sk rohova fréza
i HRC | | cAsT
CODE d1h9 | d2hé | I 12 L 1 o <50 IRON
mm mm mm mm mm no. LI | —
1] |
401.010 1 6 25 75 50 4 26°30" o
401.015 15 6 4 9 50 4 28013 | (ko | [Nuova) (owesss) (1) )
oo CUMET Form HA
401.020 2 6 6 11 50 4 21048 GRAIN | [ RORN | | s 200
401.025 2.5 6 6 11 50 4 19°17' A i i 7N /
401.030 3 6 7 12 50 4 16°42 ( \ [ \ [ Wi o
@ L Flo Ay s
401.035 3.5 6 7 12 50 4 14° e HSC Ak
) )
401.040 4 6 8 13 50 4 1 \ \ ) \ ) \ )
401.045 4.5 6 9 14 50 4 830 r ) (A7) ( Y ( \
401.050 5 6 10 15 50 4 5042 I% ™~ @ HYPER
401.055 5.5 6 10 15 50 4 2°57" \ J \ ) (14 ) \ )
401.060 6 6 12 - 50 4 - |
_) -
Help 192-194 -
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBasA TBepAOCIIaBHasA C NpAMbIM 3ybom - Sk rohova fréza

\
() (o)

202.010.03 1 3 0.020 2 40 2 15° 5/_.,__, J e
202.010.04 1 4 0.020 2 50 2 15°
202.015.03 1.5 30020 3 40 2 15° ! N%EN
202.015.04 1.5 4 0.020 3 50 2 15° FERROUS
202.020.03 2 3 0.020 4 40 2 15°
202.020.04 2 4 0.020 4 50 2 15° '
202.020.06 2 6 0.020 4 50 2 15°
202.030.03 3 30030 6 0 2 15 L (micro | [Nuova ] (omesss
202.030.04 3 4 0.030 6 50 2 15° II". kGRAINJ kﬁ'é"k'ﬂj kﬁm:|
202.030.06 3 6 0.030 6 50 2 15° o

° 4 \ { \ {
202.040.04 4 4 0040 8 50 2 15 %‘/\ o HSC]
202.040.06 4 6 0.040 8 50 2 15° i oo
202.050.05 5 5 0.050 10 50 2 15° A i i
202.050.06 5 6 0.050 10 50 2 15° ( ) 'Au Q::.‘ (
202.060.06 6 6 0.050 12 50 2 ! 4 Q? :j ‘|:tg“‘ %
202.080.08 8 8 0.050 16 60 2 - L2 | \ /N /
202.100.10 10 10 0.050 20 70 2 - '/\l\ a) ( @ \ (
202.120.12 12 12 0050 24 75 2 - N b HYPER]
202.160.16 16 16 0.050 32 85 2 - \ J \ J \
202.200.20 20 20 0.050 40 100 2 -
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBepAOCNIaBHaA C NpAMbIM 3ybom - Sk rohova fréza

L Lo, o HRC CAST INOX

"] i <50 IRON | |Staniess
402.01003 1 30020 2 40 4 150 UL
402.010.04 1 4 0020 2 50 4 15°
402.015.03 1.5 3002 3 40 4 15° \ -
402.015.04 1.5 4 0020 3 50 4 15° N/mm
402.02003 2 3 0020 5 40 4 15°
402.02004 2 4 0020 5 50 4 150 '
402.02006 2 6 0020 5 50 4 150
402.030.03 3 30030 7 40 4 15° . k (o) (Nuova) (omesss )
402.030.04 3 4 0030 7 50 4 150 \ GRAIN | | SORNT ém:”"l
402.030.06 3 6 0030 7 50 4 15° a* \ J \ J \ J
402.04004 4 4 0040 10 50 4 150 ( ) 'm ) ( )
402.040.06 4 6 0040 10 50 4 15° %200 w5 HSC
402.050.05 5 5 0050 12 50 4 15° \ )\ J \ J
402.050.06 5 6 0050 12 50 4 15° r \ (o) [ \
402.06006 6 6 0050 13 50 4 - _ ] @ Py ~|u‘u I%
402.080.08 8 8 0050 18 60 4 - l e | . ) ¢ \ )
40210010 10 10 0050 22 70 4 - ' — N\ \
40212012 12 12 0050 26 75 4 - A HYPER
40216016 16 16 0.050 32 85 4 - ‘—hj 214 ) | )
40220020 20 20 0.050 40 100 4 -
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
®dpe3a KoHLeBas TBepAOCMIaBHasA C NPAMbIM 3ybom - Sk rohova fréza

((])] CODE *d1 d2h6 I L 1 L
UNCOATED HYPER mm mm mm mm | no.

- ¥
2000.010 200DT1.010 1 3 2.5 40 2
200D.015 200DT.015 1.5 3 4 40 2 i
2000.020 200DT.020 2 3 6 40 2
200D.025 200DT.025 2.5 3 6 40 2 r
200D.030 200DT.030 3 3 8 40 2
200D.035 200DT.035 3.5 3.5 10 40 2
200D.040 200DT.040 4 4 10 50 2
200D.045 200DT.045 4.5 4.5 10 50 2
200D.050 200DT.050 5 5 12 50 2
200D.060 200DT.060 6 6 12 50 2
200D.070 200DT.070 7 7 16 60 2
200D.080 200DT.080 8 8 20 60 2
200D.090 200DT.090 9 9 20 70 2
200D.100 200DT.100 10 10 22 70 2 &
200D0.120 200DT.120 12 12 25 75 2 o=
200D.140 200DT.140 14 14 30 85 2
200D.160 200DT.160 16 16 30 85 2
200D.200 200DT.200 20 20 40 100 2

— Help 192

Fresa testa piana in metallo duro integrale

HYPER UNCOATED
[ HRC ] [ HRC ]

<50 <35

|

CAST
IRON

]

s a
Nuova
MIGRO CUMET

GRAIN NORM
\ J

DIN 6535
Form HA

(A

]
&

0

HYPER

UNCOATED]

“d1<06h9
d1 =020 f7

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBepAOCIaBHas C NpAMbIM 3ybom - Sk rohova fréza

CODE CODE “d1 | d2he | I L |1 LI
UNCOATED HYPER mm mm mm mm | no. | .
4000.020 400DT.020 2 3 5 40 4

4000.030 400DT.030 3 3 12 40 4

400D.040 400DT.040 4 4 16 50 4 i
4000.060 400DT.060 6 6 20 50 4

4000.080 400DT.080 8 8 22 60 4

4000.100 400DT.100 10 10 25 70 4 '
4000.120 400DT.120 12 12 27 75 4

400D.160 400DT.160 16 16 30 85 4

400D.200 400DT.200 20 20 40 100 4

— Help 192

d2

HYPER UNCOATED
[ HRC ] [ HRC ]

<50 <35

CAST
IRON

4 \ 'Nugva \ 4 \
mero | (8 | fous
\. J \NORM J \DJ
4 \ 4 \
%W F| | HsC
o HHC
\ 0 J G g \ J
4 \ 4 \ 4 \
(3
ath ot
O AAA‘MA
sélae
\ J \ \ J
4 ) \ 4 \ 4 \
j//\\‘ UNCOATED
HYPER
\. J \ Z 4 J \ J
*d1=06h9
d1 <020 f7
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Gesenkfraser im Formenbau - Fraises a matrice en carbure a bout plat

dpe3a KoHLIEBas TBePAOCIaBHAsA C NIOCKUM TOPLIOM YA IMHeHHas - Sk rohova fréza

((1])] CODE *d1 d2hé I 12 L 1 s HYPER UNCOATED
UNCOATED HYPER mm mm mm | mm | mm | no. NE
HRC HRC CAST
NON
5

<50 <35 IRON

200501075 2005701075 1 6 15 15 75 2 11° ERROUS

200501575 200701575 1.5 6 2 15 75 2 11

200502075 2005702075 2 6 315 75 2 9930

200503075 2005703075 3 6 6 15 75 2 % a

200503075.1 | 2005T03075.1 3 6 10 20 75 2 830 s

200503575 2005703575 3.5 6 10 20 75 2 630 R

200504075 2005704075 4 6 10 20 75 2 630

200504075.1 | 2005T04075.1 4 6 15 25 75 2 6 I

200504575 2005704575 45 6 10 25 75 2 2°51 |

200505075 2005705075 5 6 1225 | 75 2 2070 =

200505075.1 | 2005T05075.1 5 6 18 25 75 2 4° .

200506100 2005706100 6 6 15 - 100 2 - i

2005061001 | 2005T06100.1 6 6 25 - 100 2 - !

200506150 2005706150 6 6 20 - 150 2 -

200506200.1 | 2005T06200.1 6 6 20 - 200 2 -

200506200 2005706200 6 8 20 80 200 2 50

200508100 2005708100 8 8 20 - 10 2 -

200508150 2005708150 8 8 20 - 150 2 -

200508200 2005708200 8 8 20 - 200 2 -

200508200.1 | 2005T08200.1 8 8 25 - 200 2 - )

200510100 2005710100 10 10 25 - 100 2 - |

200510150 2005710150 10 10 25 - 150 2 - ==

200510200 2005710200 10 10 25 - 20 2 -

200512100 2005712100 12 12 25 - 10 2 -

200512150 2005712150 12 22 25 - 150 2 - - N 7 N [ \

200512200  2005T12200 12 2 25 - 20 2 - MIcRo | [ uova || omesss

200514100 2005714100 14 14 30 - 100 2 - GRAIN || orm | | ST
\. J \. J \. J

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

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

200516100 2005716100 16 16 30 - 10 2 - (3] (o) | HHCOY

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

200516200 2005716200 16 16 30 - 200 2 - ﬁ ILLI ‘A‘“‘lfb‘“

200518200 2005718200 18 18 30 - 20 2 - \ I el

200520100 2005720100 20 20 30 - 100 2 - ) - - .

200520150 2005720150 20 20 30 - 150 2 - AT @ UNCOATED

200520200 2005720200 20 20 30 - 200 2 - ‘_BJ 22 ) | "=

— Help 192
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Tutte le nostre frese standard vengono costruite con lo stesso procedimento delle frese ad alto rendimento:

tolleranza del diametro di taglio h8, ottime finiture dei taglienti, controllo costante delle geometrie con
sistemi ottici automatici.

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

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

Tous nos outils standards sont fabriqués avec le méme systeme de coupe de nos fraises a haute performance : coupe diametre tolérance h8,
excellent finoition de coupe, un suivi constant de géométries avec des systemes optiques automatiques.

Haw craHaapTH bIvA WHCTPYMEHT NPOu3BOANTCA C NCNOJIb30BAHNEM CUCTEMDbI BbICOKON DOVI3BO,EI.I/1TEJ1I>HOI7I PE€3KW: TOYHOCTb NO ANaMeTpy h8,
BblCOKaAa TOYHOCTb 3y6beB, NOCTOAHHbIN KOHTPOJIb reOMeTpnUn C NCNOJIb30BaHNEM ABTOMATUYECKUX ONTUYECKUNX CUCTEM.

Viechny nase standardni frézy jsou vyrobeny stejnym systémem nasich vysoce vykonnych fréz: Fezny prameér v toleranci h8, vysoka kvalita
Gpravy zubd, stélou kontrolu nad geometrii s automatickym optickym kontrolnim systémem.

9
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Fresa testa sferica in metallo duro integrale

Solid carbide ball nose end mill

VHM - Radiusfraser im Formenbau - Fraises a matrice en carbure a bout hémisphérique
dpe3a KoHLLeBas TBepAOCNaBHaA nonychepuyeckas gavHHas ans wramnos - Sk kulova fréza

((])]3 CODE *d1 | d2h6 | I 12 L 1 HYPER UNCOATED
UNCOATED HYPER mm mm mm mm mm | no.
HRC HRC CAST NON
15 15 75 11° F

<50 <35 IRON ERROUS

2005R01075 200SRT01075 1 6 2

2005R01575 200SRT01575 15 6 2 15 75 2 11

2005R02075 2005RT02075 2 6 3 15 75 2 930

2005R03075 200SRT03075 3 6 6 15 75 2 9

2005R03075.1  2005RT03075.1 3 6 10 20 75 2 830 -2

2005R04075 200SRT04075 4 6 10 20 75 2 630 .

2005R04075.1  200SRT04075.1 4 6 15 25 75 2 6

2005R04575 200SRT04575 a5 6 10 25 75 2 2°57 u

2005R05075 200SRT05075 5 6 12 25 75 2 2°10 ||

2005R05075.1  200SRT05075.1 5 6 18 25 75 2 & N

2005R06100 2005RT06100 6 6 15 - 100 2 -

2005R06100.1  200SRT06100.1 6 6 25 - 100 2 -

2005R06150 2005RT06150 6 6 20 - 150 2 -

2005R06200.1  2005RT06200.1 6 6 20 - 200 2 -

2005R06200 2005RT06200 6 8 20 80 200 2 50

2005R08100 2005RT08100 8 8 20 - 100 2 -

2005R08150 200SRT08150 8 8 20 - 150 2 -

2005R08200 2005RT08200 8 8 20 - 200 2 -

2005R08200.1  2005RT08200.1 8 10 20 80 200 2 43

2005R10100 200SRT10100 10 10 25 - 100 2 -

2005R10150 200SRT10150 10 10 25 - 150 2 -

2005R10200 200SRT10200 10 10 25 - 200 2 - -

2005R12100 200SRT12100 12 12 25 - 100 2 -

2005R12150 2005RT12150 2 12 25 - 150 2 -

2005R12200 2005RT12200 12 12 25 - 200 2 - \ [ —

MICRO Nuova DIN 6535

2005R14100 200SRT14100 14 14 30 - 100 2 - [GRAIN R [Py

2005R14150 200SRT14150 1M 14 3 - 150 2 - ) \ —)

2005R14200 200SRT14200 14 14 3 - 200 2 - N =

2005R14200.1  2005RT14200.1 14 16 30 8 200 2 43 %} ]| | HsC

2005R16100 200SRT16100 16 16 30 - 100 2 - [ w) (o) | HHO)

2005R16150 200SRT16150 16 16 30 - 150 2 - N —— ——

2005R16200 2005RT16200 16 16 30 - 200 2 - [LJ ej 'A‘“‘l“:‘:}: Vv%

2005R20100 2005RT20100 20 20 3 - 100 2 - YR

2005R20150 2005RT20150 20 20 30 - 150 2 - N — —

2005R20200 2005RT20200 20 20 30 - 200 2 - [/\I\(” €D | |vcomreo
- Help 155 ﬁ‘ [ 22 ) | R
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBEPA0CMIaBHAA C MJIOCKUM TopL,oM - Sk rohovd fréza

CODE CODE d2h6 HYPER UNCOATED
UNCOATED | HYPER [ HRC] [ HRC] [CAST] [ NE ]
5

NON
200.010G1 200T.010G1 2 <%0 <38 RON ERROUS
200.010 200T.010 1 3 2.5 40 2
200.015G15 | 200T.015G15 1.5 15 5 40 2
200.015 200T.015 1.5 3 4 40 2
200.020G2 200T.020G2 2 2 3 40 2 AL
200.020 200T.020 2 3 6 40 2 i
200.025G25  200T.025G25 2.5 2.5 8 40 2 W] 1
200.025 200T.025 2.5 3 6 40 2 ‘ L}
200.030 200T.030 3 3 8 40 2
20003060 200703060 3 3 30 60 2
20003075 200703075 3 3 30 75 2 i | =
200.035 200T.035 3.5 35 10 40 2
200.040 200T.040 4 4 10 50 2
20004060 200704060 4 4 30 60 2 T
20004075 200704075 4 4 30 75 2
200.045 200T.045 4.5 45 10 50 2
200.050 200T.050 5 5 12 50 2
20005070 200705070 5 5 35 70 2
20005100 200705100 5 40 100 | 2
200.055 200T.055 5.5 5.5 12 50 2
200.060 200T.060 6 6 12 50 2 X
20006100 200706100 6 6 40 100 | 2 e 22
20006150 200706150 6 6 50 150 | 2
200.070 200T.070 7 7 16 60 2
200.080 200T.080 8 8 20 60 2 (o) (Nwova) (omesss
20008100 200708100 8 8 40 100 | 2 GRAIN | | Cumer ém:ml]
20008150 200708150 8 8 50 150 2 . ) )\
200.090 200T.090 9 9 20 70 2 - N\ N 1
200.100 200T.100 10 10 22 70 2 %} = HSC ]
20010100 200710100 10 10 45 100 2 VESRGE) \HHC
20010150 200710150 10 10 60 150 | 2 - Y (e
200.110 200T.110 11 11 22 75 2 |_ A,lm ’_%_ﬂ
200.120 200T.120 12 12 25 75 2 L ) (e€1aid)
20012100 200712100 12 12 45 100 2 p ., \
20012150 200712150 12 12 75 150 | 2 AT UNCOATED
200.130 2007.130 13 13 25 75 2 N (22 |P=
200.140 200T.140 14 14 30 85 2
20014100 200714100 14 14 45 100 | 2
20014150 200714150 14 14 65 150 2 “d1<g6h
20014150.1  200T14150.1 14 14 75 150 2 d115‘£26f79
200.150 200T.150 15 15 30 85 2
20015100 200715100 15 15 45 100 | 2
200.160 200T.160 16 16 30 85 2
20016100 200716100 16 16 45 100 | 2
20016150 200716150 16 16 65 150 | 2
20016150.1  200T16150.1 16 16 75 150 2
200.180 200T.180 18 18 38 100 | 2
20018150 200718150 18 18 50 150 | 2
20018150.1  200T18150.1 18 18 65 150 | 2
20018150.2  2007T18150.2 18 18 75 150 | 2
200.200 200T.200 20 20 40 100 2
20020150 200720150 20 20 55 150 | 2
20020150.1 | 2007201501 20 20 65 150 | 2
20020150.2  200T20150.2 20 20 75 150 | 2
200.250 200T.250 25 25 40 100 | 2
20025150 200725150 25 25 65 150 | 2
20025150.1 2007251501 25 25 75 150 2
200.320 200T.320 32 32 40 100 2
20032150 200732150 32 32 75 150 | 2

— Help 192
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Fresa testa sferica in metallo duro integrale

Solid carbide ball nose end mill

VHM - Radiusfraser - Fraise carbure a bout hémisphérique

dpe3a KoHLeBas TBepAOCnaaBHaA nonyctepuyeckas - Sk kulova fréza

CODE *d1 | d2h6| I L 1
UNCOATED HYPER mm mm | mm mm no.
200R.010G1 200RT.010G1 1 1 5 38 2
200R.010 200RT.010 1 3 2.5 40 2
200R.015G15 200RT.015G15 1.5 15 5 38 2
200R.015 200RT.015 1.5 3 4 40 2
200R.020G2 200RT.020G2 2 2 8 38 2
200R.020 200RT.020 2 3 6 40 2
200R.025G25 200RT.025G25 2.5 2.5 8 38 2
200R.025 200RT.025 2.5 3 6 40 2
200R.030 200RT.030 3 3 8 40 2
200RL.030 200RLT.030 3 3 30 60 2
200RL.030.1 200RLT.030.1 3 3 30 75 2
200R.035 200RT.035 3.5 3.5 10 40 2
200R.040 200RT.040 4 4 10 50 2
200RL.040 200RLT.040 4 4 30 60 2
200RL.040.1 200RLT.040.1 4 4 30 75 2
200R.045 200RT.045 4.5 4.5 10 50 2
200R.050 200RT.050 5 5 12 50 2
200RL.050 200RLT.050 5 5 35 70 2
200RL.050.1 200RLT.050.1 5 5 40 100 2
200R.055 200RT.055 5.5 5.5 12 50 2
200R.060 200RT.060 6 6 12 50 2
200RL.060 200RLT.060 6 6 40 100 2
200RL.060.1 200RLT.060.1 6 6 50 150 2
200R.070 200RT.070 7 7 16 60 2
200R.080 200RT.080 8 8 20 60 2
200RL.080 200RLT.080 8 8 40 100 2
200RL.080.1 200RLT.080.1 8 8 50 150 2
200R.090 200RT.090 9 9 20 70 2
200R.100 200RT.100 10 10 22 70 2
200RL.100 200RLT.100 10 10 45 100 2
200RL.100.1 200RLT.100.1 10 10 60 150 2
200R.110 200RT.110 1 i 22 75 2
200R.120 200RT.120 12 12 25 75 2
200RL.120 200RLT.120 12 12 45 100 2
200RL.120.1 200RLT.120.1 12 12 75 150 2
200R.130 200RT.130 13 13 25 75 2
200R.140 200RT.140 14 14 30 85 2
200RL.140 200RLT.140 14 14 45 100 2
200RL.140.1 200RLT.140.1 14 14 65 150 2
200RL.140.2 200RLT.140.2 14 14 75 150 2
200R.150 200RT.150 15 15 30 85 2
200RL.150 200RLT.150 15 15 45 100 2
200R.160 200RT.160 16 16 30 85 2
200RL.160 200RLT.160 16 16 45 100 2
200RL.160.1 200RLT.160.1 16 16 65 150 2
200RL.160.2 200RLT.160.2 16 16 75 150 2
200R.180 200RT.180 18 18 38 100 2
200RL.180 200RLT.180 18 18 50 150 2
200RL.180.1 200RLT.180.1 18 18 65 150 2
200RL.180.2 200RLT.180.2 18 18 75 150 2
200R.200 200RT.200 20 20 40 100 2
200RL.200 200RLT.200 20 20 55 150 2
200RL.200.1 200RLT.200.1 20 20 65 150 2
200RL.200.2 200RLT.200.2 20 20 75 150 2
200R.250 200RT.250 25 25 40 100 2
200RL.250 200RLT.250 25 25 65 150 2
200RL.250.1 200RLT.250.1 25 25 75 150 2
200R.320 200RT.320 32 32 40 100 2
200RL.320 200RLT.320 32 32 75 150 2
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBEPA0CMIaBHAA C MJIOCKUM TopL,oM - Sk rohovd fréza

CODE *d1 | d2h6| I L 1 FYPER_ (‘ONGOATED
UNCOATED HYPER mm mm | mm mm no.

HRC HRC CAST
300.010 300T.010 1 325 40 3 [<5°] [<35] ['RON]
300.015 3007015 15 3 4 40 3
300.020 3007.020 2 3 5 0 | 3
300.025 3001.025 2.5 3 0 @ 3
300.030 3007.030 3 3 12 40 3 LI
30003060 300703060 3 330 60 3 : J—
30003075 300703075 3 33 75 3
300.035 3007.035 35 35 12 40 3 W i
300.040 3007.040 4 4 16 50 3 A {
30004060 300704060 4 4 30 60 3 :
30004075 300704075 4 4 30 75 3 4 '
300.045 3001.045 45 45 16 50 3
300.050 3007.050 5 5 20 50 3 !
30005070 300705070 5 5 3 70 3
30005100 300705100 5 5 40 100 3
300.055 3001.055 55 55 20 50 3
300.060 3007.060 6 6 20 50 3
30006100 300706100 6 6 40 100 3
30006150 300706150 6 6 50 150 3
300.070 3007.070 7 7 22 60 3 |
300.080 3007.080 8 8 22 60 3 .
30008100 300708100 8 8 40 100 3 2
30008150 300708150 8 8 50 150 3
300.090 3007.090 9 9 22 70 3
300.100 3001100 10 10 25 70 3 . \ N/ \
30010100 300710100 10 10 45 100 3 o o | [ ssas
30010150 300710150 10 0 60 150 3 L ) (NoRM ) | S]]
300.110 3007.110 1 1mn 27 75 3 p L . §
300.120 3001.120 12 12 27 75 3 %} F]o| | Hsc
30012100 300712100 12 12 45 100 3 VESRERIRELY
30012150 300712150 12 12 75 150 3 ) . - .
300.130 300T.130 13 13 27 75 3 |_ A“‘lgﬁr I%
300.140 300,140 14 14 30 8 3 ) &) (05
30014100 300714100 14 14 45 100 3 ) - » .
30014150 300714150 14 14 65 150 3 AR UNCOATED
30014150.1 300714150.1 14 1475 150 3 ey |73 | 7=
300.150 3001150 15 15 30 8 3
30015100 300715100 15 15 45 100 3
300.160 3001.160 16 16 30 8 | 3
30016100 300716100 16 16 45 100 3 ‘d1<06h9
30016150 300716150 16 16 65 150 3 dis a2z
30016150.1 300716150.1 16 16 75 150 3
300.180 3001180 18 18 40 100 3
30018150 300718150 18 18 50 150 3
30018150.1 300718150.1 18 18 65 150 3
30018150.2 300T18150.2 18 18 75 150 3
300.200 3001.200 20 20 40 100 3
30020150 300720150 20 20 55 150 3
30020150.1 300720150.1 20 20 65 150 3
30020150.2 300720150.2 20 20 75 150 3
300.220 3007.220 22 22 40 100 3
300.250 3007.250 25 25 40 100 3
30025150 300725150 25 25 65 150 3
30025150.1 300725150.1 25 25 75 150 3
300.320 3001320 32 32 40 100 3
30032150 300732150 32 32 75 150 3
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Fresa testa sferica in metallo duro integrale
Solid carbide ball nose end mill

VHM - Radiusfraser - Fraise carbure a bout hémisphérique
dpe3a KoHLeBas TBepAoCnaaBHasa nonycdepuyeckas - Sk kulova fréza

CODE *d1 | d2he| I L 1 [_ FVPER [—uucomo

UNCOATED HYPER mm mm | mm mm no HRC HRC T 'N.OX .

300R.010 300RT.010 1 325 40 3 <50 <35 IRON | [Sghees| [~oPPer

300R.015 300RT.015 15 3 4 40 3

300R.020 300RT.020 2 3 5 40 3

300R.025 300RT.025 2.5 3 7 40 3 “

300R.030 300RT.030 3 3 12 40 3 -

300RL.030 300RLT.030 3 3 3 60 3 Sk

300RL.030.1 300RLT.030.1 3 3 3 75 3

300R.035 300RT.035 35 35 12 40 3 .

300R.040 300RT.040 4 4 | 16 50 3

300RL.040 300RLT.040 4 4 30 60 3 !

300RL.040.1 300RLT.040.1 4 4 30 75 3

300R.045 300RT.045 45 45 16 50 3

300R.050 300RT.050 5 5 | 20 50 3 :

300RL.050 300RLT.050 5 5 35 70 3 -

300RL.050.1 300RLT.050.1 5 5 40 100 3

300R.055 300RT.055 55 55 20 50 3

300R.060 300RT.060 6 6 20 50 3

300RL.060 300RLT.060 6 6 40 100 3

300RL.060.1 300RLT.060.1 6 6 50 150 3

300R.070 300RT.070 7 7 22 60 3 ;

300R.080 300RT.080 8 8 | 22 60 3 &

300RL.080 300RLT.080 8 8 40 100 3 S

300RL.080.1 300RLT.080.1 8 8 50 150 3

300R.090 300RT.090 9 9 22 70 3

300R.100 300RT.100 10 10 25 70 3 - N N 7 \

300RL.100 300RLT.100 10 10 | 45 100 3 micRo | [ Buova || omesss

300RL.100.1 300RLT.100.1 10 10 60 150 3 GRAIN | Norm | | s
\ J \ J |\ J

300R.110 300RT.110 1 1 27 | 75 3 p . ., \

300R.120 300RT.120 12 12 27 75 3 %} F]| | HSC

300RL.120 300RLT.120 12 12 45 100 3 [ 30°) (o o) | HHCY

300RL.120.1 300RLT.120.1 12 12 75 150 3 ) p— §

300R.130 300RT.130 13 13 27 | 75 3 U mlf‘,{ %

300R.140 300RT.140 14 14 30 | 85 3 | Rt .‘A“o‘J ¢ )

300RL.140 300RLT.140 14 14 45 100 3 , L, L, §

300RL.140.1 300RLT.140.1 14 14 65 150 3 AT UNCOATED

300RL.140.2 300RLT.140.2 14 1475 150 3 ‘A\J L z3 ) ("

300R.150 300RT.150 15 15 30 | 85 3

300RL.150 300RLT.150 15 15 45 | 100 3

300R.160 300RT.160 16 16 30 | 85 3 “d1<06ho

300RL.160 300RLT.160 16 16 45 100 3 d1 <0327

300RL.160.1 300RLT.160.1 16 16 65 150 3

300RL.160.2 300RLT.160.2 16 16 75 150 3

300R.180 300RT.180 18 18 40 | 100 3

300RL.180 300RLT.180 18 18 50 150 3

300RL.180.1 300RLT.180.1 18 18 65 150 3

300RL.180.2 300RLT.180.2 18 18 75 150 3

300R.200 300RT.200 20 20 40 100 3

300RL.200 300RLT.200 20 20 55 150 3

300RL.200.1 300RLT.200.1 20 20 65 150 3

300RL.200.2 300RLT.200.2 20 20 75 150 3

300R.250 300RT.250 25 25 40 100 3

300RL.250 300RLT.250 25 25 55 150 3

300RL.250.1 300RLT.250.1 25 25 75 150 3

300R.320 300RT.320 32 32 40 100 3

300RL.320 300RLT.320 32 32 75 150 3
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBEPA0CMIaBHAA C MJIOCKUM TopL,oM - Sk rohovd fréza

UNCOATED

CODE CODE *d1 d2hé| I L 1 HYPER
UNCOATED HYPER mm | mm | mm | mm | no. [HRC]

HRC | | INOX
450.030 450T.030 3 3 10 40 3 i <35 | [stamess
45003060 450703060 3 3 30 60 3
450.035 450T.035 3.5 35 10 40 3 a
450.040 450T.040 4 4 12 50 3
45004060 450704060 4 4 30 60 3 [
450.045 450T.045 45 45 | 12 50 3
450.050 450T.050 5 5 12 50 3 n (o) (Nuova) (omesss)
45005070 450705070 5 5 35 70 3 GRAIN | | SumeT &lm:HAI
450.060 450T.060 6 6 16 50 3 ’ . ) L ) \ )
45006100 450706100 6 6 4 100 3 p . ., \
450.070 4507.070 7 7 16 60 3 %} | | HsC
450.080 450T.080 8 8 20 60 3 ¢ o) oo | HHC )
45008100 450708100 8 8 40 100 3
450.090 4501.090 9 9 20 70 3 (1 ) (asess) (28
450.100 450T.100 10 10 22 70 3 |_ :; ‘|§‘A:“A %
45010100 450710100 10 10 45 100 3 \ J X J \ J
450.110 450T.110 1 1M 2 70 3 o) [ \ ( )
45011100 450711100 1 1 45 100 3 A NCOATED
450.120 4507120 12 12 27 75 3 (N |73 ) =]
45012100 450712100 12 12 45 100 3 '
450.140 450T.140 14 14 27 85 3 d2 | _
45014100 450714100 14 14 45 | 100 3 “d1=06h9
450.150 450T.150 15 15 30 85 3 d1=02517
450.160 450T.160 16 16 32 85 3
45016100 450716100 16 16 | 45 100 3
45016150 450716150 16 16 65 150 3
450.180 450T.180 18 18 38 100 3
450.200 450T.200 20 20 38 | 100 3
45020150 450720150 20 20 65 150 3
45020150.1 450720150.1 20 20 75 150 3
450.250 450T.250 25 25 40 100 3

— Help 189-190
Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBePAOCMIaBHAA C NJIOCKUM TOpL,oM - Sk rohova fréza

CODE CODE
e ot oo
3 10 40 3
4 12 50

di HYPER
HRC
<

UNCOATED

500.030 500T.030 3 |
500.040 500T7.040 4 3 i 50 <35
50004060 500704060 4 4 30 60 3 [
500.050 5007.050 5 5 12 50 3
500.060 500T.060 6 6 16 50 3 if
50006100 500706100 6 6 40 | 100 3 ) . L .
500.080 500T.080 8 8 20 60 3 t MICRO Nuova DIN 6535
50008100 500708100 8 8 40 100 3 GRAIN | OB | | T
500.090 5001.090 9 9 20 70 3 \ /\ /N /
500.100 5007.100 10 10 22 70 3 L ( \ [ \ ( )
50010100 500710100 10 10 45 | 100 3 %) m > fo

soc| | o] | HHC
50011100 500711100 11 1 45 100 3 \ ) \ )\ )
500.120 500T.120 12 12 | 27 75 3 p Y (e ( \
50012100 500712100 12 12 45 | 100 3 R .|.m %
500.140 500T.140 14 14 27 85 3 L JRGIEIR |
50014100 500714100 14 14 45 100 3 ) . o .
500.150 5001.150 15 15 30 85 3 | AR @ T
500.160 500T.160 16 16 30 85 3 HYPER
50016100 500716100 16 16 45 | 100 3 -2, ‘h I3 ) /
50016150 500716150 16 16 65 | 150 3
500.180 500T.180 18 18 38 | 100 3 “d1<06h9
500.200 500T.200 20 20 38 100 3 d1=020f7
50020150 500720150 20 20 65 150 3
50020150.1 500720150.1 20 200 75 150 3
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Fresa testa piana in metallo duro integrale

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

dpe3a KoHLLeBas TBePA0CM/aBHaA C NJIOCKUM TopL,oM - Sk rohova fréza

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

~N

)
e

<50 <35 IRON

(=)=) =

400.010G1 400T.010G1 1 1 5 38 4
400.010 400T.010 1 3 2.5 40 4
400.015G15 400T.015G15 1.5 15 5 38 4
400.015 400T.015 1.5 3 4 40 4
400.020G2 400T.020G2 2 2 8 38 4 L
400.020 400T.020 2 3 5 40 4
400.025G25 400T.025G25 2.5 2.5 8 38 4 ¥
400.025 400T.025 2.5 3 7 40 4
400.030 400T.030 3 3 12 40 4 i1
40003060 400703060 3 3 30 60 4
40003075 400703075 3 3 30 75 4 I
400.035 400T.035 3.5 35 12 40 4
400.040 400T.040 4 4 16 50 4
40004060 400704060 4 4 30 60 4 L
40004075 400704075 4 4 30 75 4
400.045 400T.045 4.5 45 16 50 4
400.050 400T.050 5 5 20 50 4
40005070 400705070 5 5 35 70 4
40005100 400705100 5 5 40 | 100 4
400.055 400T.055 5.5 55 20 50 4
400.060 400T.060 6 6 20 50 4 {
40006100 400706100 6 6 40 100 4 '
40006150 400706150 6 6 50 | 150 4 2
400.070 400T.070 7 7 22 60 4
400.080 400T.080 8 8 22 60 4
40008100 400708100 8 8 40 100 4
40008150 400708150 8 8 50 150 4 (wicro | [Nuova ) [omesss)

CUMET Form HA
400.090 400T.090 9 9 22 70 4 GRAIN NORM T
400.100 400T.100 10 10 25 70 4 b /N /N /
40010100 400710100 10 10 45 100 4 ( ) 'mE:)‘ ("Hsc )
40010150 400710150 10 10 60 | 150 4 o T HHC
400.110 400T.110 11 1 27 75 4 \ J \ J \ J
400.120 400T.120 12 12 27 75 4 ( Y () ( w
40012100 400712100 12 12 45 100 4 |_ A.l.}}g %
40012150 400712150 12 12 75 150 4 L R CLALLY BN )
400.130 400T.130 13 13 27 75 4 p N, N/ \
400.140 4001140 14 11 30 8 4 AN UNCOATED
40014100 400714100 14 14 45 100 4 \A\, 724 ) |
40014150 400714150 14 14 65 | 150 4
40014150.1 400T14150.1 14 14 75 150 4 ‘
400.150 400T.150 15 15 30 | 85 4 ‘d1<06h9

d1 <0327

40015100 400715100 15 15 45 100 4
400.160 400T.160 16 16 | 30 85 4
40016100 400716100 16 16 45 100 4
40016150 400716150 16 16 65 150 4
40016150.1 400T16150.1 16 16 75 150 4
400.180 400T1.180 18 18 40 | 100 4
40018150 400718150 18 18 50 150 4
40018150.1 400T18150.1 18 18 65 150 4
40018150.2 400T18150.2 18 18 75 150 4
400.200 400T.200 20 20 40 100 4
40020150 400720150 20 200 55 150 4
40020150.1 400T20150.1 20 200 65 150 4
40020150.2 400T20150.2 20 20 75 150 4
400.220 400T.220 22 22 40 100 4
400.250 400T.250 25 25 40 100 4
40025150 400725150 25 25 55 150 4
40025150.1 400T25150.1 25 25 75 150 4
400.320 400T.320 32 32 40 100 4
40032150 400732150 32 32 75 150 4
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Fresa testa sferica in metallo duro integrale
Solid carbide ball nose end mill

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

e CODE d1 d2h6 |1 L 1 HYPER UNCOATED
UNCOATED HYPER mm mm | mm | mm | no. [ HRC ] [ HRC ] [CAST] { INOXS] {Copper]

<50 <35 IRON Stainles

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

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

400R.015 400RT.015 1.5 3 4 40 4

400R.020G2 400RT.020G2 2 2 8 38 4 L
400R.020 400RT.020 2 3 5 0 4 = _—
400R.025G25 400RT.025G25 25 25 8 38 4 ( \

400R.025 400RT.025 2.5 3 7 40 4 |

400R.030 400RT.030 3 3 12 40 4 n
400RL.030 400RLT.030 3 3030 60 4 (i |

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

400RL.040 400RLT.040 4 4 30 60 4

400RL.040.1 400RLT.040.1 4 4 30 75 4 :
400R.045 400RT.045 45 45 16 50 4

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

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

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

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

400R.060 400RT.060 6 6 20 50 4

400RL.060 400RLT.060 6 6 40 100 4

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

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

400RL.080 400RLT.080 8 8 40 100 4 ) . ., .
400RL.080.1 400RLT.080.1 8 8 50 150 4 AG/\;{%E Muois W ot
400R.090 400RT.090 9 9 22 70 4 5 ) (Norm | (s
400R.100 400RT.100 10 10 | 25 70 4 ) - . .
400RL.100 400RLT.100 10 10 45 100 4 | | HsC
400RL.100.1 400RLT.100.1 10 10 60 150 4 ‘%2001 2 ‘HHCJ
400R.110 400RT.110 1 1 27 75 4

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

4 \ 4 \ { \
400R.130 400RT.130 13 13 27 | 75 4 AR UNCOATED
400R.140 400RT.140 14 14 30 | 85 4 N o TWPER
400RL.140 400RLT.140 14 14 45 100 4 b 7N /N /
400RL.140.1 400RLT.140.1 14 14 65 150 4
400RL.140.2 400RLT.140.2 14 14 75 150 4 “d1<06ho
400R.150 400RT.150 15 15 | 30 85 4 d1<03217
400RL.150 400RLT.150 15 15 45 | 100 4
400R.160 400RT.160 16 16 | 30 85 4
400RL.160 400RLT.160 16 16 | 45 100 4
400RL.160.1 400RLT.160.1 16 16 | 65 150 4
400RL.160.2 400RLT.160.2 16 16 75 150 4
400R.180 400RT.180 18 18 | 40 100 4
400RL.180 400RLT.180 18 18 50 150 4
400RL.180.1 400RLT.180.1 18 18 65 150 4
400RL.180.2 400RLT.180.2 18 18 75 150 4
400R.200 400RT.200 20 20 40 100 4
400RL.200 400RLT.200 20 20 55 150 4
400RL.200.1 400RLT.200.1 20 20 65 150 4
400RL.200.2 400RLT.200.2 20 20 75 150 4
400R.250 400RT.250 25 25 40 100 4
400RL.250 400RLT.250 25 25 55 150 4
400RL.250.1 400RLT.250.1 25 25 75 150 4
400R.320 400RT.320 32 32 40 100 4
400RL.320 400RLT.320 32 32 75 150 4
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Fresa conica testa piana in metallo duro integrale
Solid carbide flat nose die tapered end mill

VHM - Schaftfraser Konisch - Fraise carbure conique a bout plat
dpe3a KOHLLeBas TBepAOCMaBHAA KOHMYeckas - Sk rohovd fréza se zuzenou stopkou

CODE d1hg | dzh6 | I INOX
AW | D | G HRC | CASTH | TI-Al Stainless| | Copper
<50 IRON | R (o
20 60

300C.025.05 2.5 4 3
300€.030.05 3 4 20 60 3

300€.040.05 4 5 20 60 3

300C.060.05 6 8 30 75 4 1/2° a1

300€.080.05 8 10 30 75 4 i i

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

300C.120.05.1 12 14 50 | 100 4

300€.025.1 2.5 4 20 60 3 A
300€.030.1 3 4 20 60 3

300€.040.1 4 5 20 60 3

300€.050.1 5 6 30 80 3

300€.060.1 6 8 30 80 3 *
300€.060.1L 6 8 57 120 3 10

300€.080.1 8 10 30 80 4 T
300€.080.1L 8 10 57 120 4 a’
300€.100.1 10 12 30 75 4

300€.120.1 12 14 50 | 100 4

300C.160.1 16 18 55 100 4

300€.025.15 2.5 4 20 60 3

300€.030.15 3 4 20 60 3

300€.040.15 4 5 20 60 3

300€.050.15 5 8 30 75 30 1 1
300€.060.15 6 8 30 75 3 | a2 |

300C.080.15 8 10 30 75 4

300€.100.15 10 12 30 75 4

300€.120.15 12 16 50 100 4

300€.025.2 2.5 4 20 60 3 (res) (Noova) (ome)
300€.060.2 6 10 57 120 3 oA | | cumer [ | romix
300€.060.2L 6 12 85 150 3 L ) \Norm ) | L)
300€.070.2 7 10 40 100 3 B p ., N, \
300C.080.2 8 10 28 100 3 : %} Eo| | HsC
300€.080.2L 8 12 57 150 4 (U 30°) | O 2] | HHC
300€.080.2L1 8 14 85 200 4 ) - . .
300C.100.2 10 14 57 200 4 |_ ‘A‘“'l".‘:‘:: %
300€.025.3 2.5 6 20 65 3 X JREAES R J
300€.030.3 3 6 25 65 3

300€.030.3L 3 8 40 75 3 '/\|\<+>’ '@‘ '@‘
300€.040.3 4 8 30 75 3

300€.060.3 6 10 30 75 3 ‘A\’ (13 ) (14
300€.060.3L 6 12 50 100 3 3 )

300€.060.3L1 6 12 57 150 4 HYPER

300C.080.3 8 12 30 75 4 { )

300€.080.3L 8 14 50 | 100 4

300€.080.3L1 8 14 57 200 4

300C.100.3L 10 16 50 100 4

300€.120.3 12 18 50 100 4

300€.025.5 2.5 6 20 65 3

300C.030.5 3 10 30 75 3

300€.030.5L 3 10 40 | 100 3

300C.035.5 3.5 12 50 100 3

300€.040.5 4 8 22 65 3

300€.040.5L 4 10 30 75 3

300€.050.5 5 12 40 100 4

300C.060.5 6 12 30 75 3 50

300€.060.5L 6 16 50 | 100 3

300€.060.5L1 6 16 57 200 4

300C.080.5 8 18 50 100 4

300€.100.5 10 16 30 100 4

300€.100.5L 10 20 50 100 4

300C.120.5 12 18 30 100 4
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Fresa conica testa sferica in metallo duro integrale

Solid carbide ball nose die tapered end mill

VHM - Radiusfraser Konisch - Fraise carbure conique a bout hémisphérique

dpe3a KOHLLeBas TBepAOCMNIaBHas nonaycdhepudyeckas koHudeckas - Sk kulova fréza se zuzenou stopkou

CODE d1hg | d2h6 | I mﬂn
mm mm mm
300CR.030.05 3 4 60 3
300CR.040.05 4 5 20 60 3
300CR.050.05 5 6 30 75 3
300CR.060.05 6 8 30 75 4 12
300CR.080.05 8 10 30 75 4
300CR.100.05 10 12 30 75 4
300CR.120.05.1 12 14 50 100 4
300CR.030.1 3 4 20 60 3
300CR.040.1 4 5 20 60 3
300CR.050.1 5 6 30 80 3
300CR.060.1 6 8 30 80 3
300CR.060.1L 6 8 57 120 3 10
300CR.080.1 8 10 30 80 4
300CR.080.1L 8 10 57 120 4
300CR.100.1 10 12 30 75 4
300CR.120.1 12 14 50 100 4
300CR.160.1 16 18 55 100 4
300CR.025.15 2.5 4 20 60 3
300CR.030.15 3 4 20 60 3
300CR.040.15 4 5 20 60 3
300CR.050.15 5 8 30 75 3 g2
300CR.060.15 6 8 30 75 3
300CR.080.15 8 10 30 75 4
300CR.100.15 10 12 30 75 4
300CR.120.15 12 16 50 100 4
300CR.060.2 6 10 57 120 3
300CR.060.2L 6 12 85 150 3
300CR.070.2 7 10 40 100 3
300CR.080.2 8 10 28 100 3 2°
300CR.080.2L 8 12 57 150 4
300CR.080.2L1 8 14 85 200 4
300CR.100.2 10 14 57 200 4
300CR.025.3 25 6 20 65 3
300CR.030.3 3 6 25 65 3
300CR.030.3L 3 8 40 75 3
300CR.040.3 4 8 30 75 3
300CR.050.3 5 10 40 75 3
300CR.060.3 6 10 30 75 3
300CR.060.3L 6 12 50 100 3
300CR.060.3L1 6 12 57 150 4 3°
300CR.080.3 8 12 30 75 4
300CR.080.3L 8 14 50 100 4
300CR.080.3L1 8 14 57 200 4
300CR.100.3 10 14 30 85 4
300CR.100.3L 10 16 50 100 4
300(R.1003L1 10 16 57 200 4
300CR.120.3 12 18 50 100 4
300CR.025.5 25 6 20 65 3
300CR.030.5 3 10 30 75 3
300CR.030.5L 3 10 40 100 3
300CR.035.5 35 12 50 100 3
300CR.040.5 4 8 22 65 3
300CR.040.5L 4 10 30 75 3
300CR.050.5 5 12 40 100 3 5°
300CR.060.5 6 12 30 75 3
300CR.060.5L 6 16 50 100 3
300CR.060.5L1 6 16 57 200 4
300CR.080.5 8 18 50 100 4
300CR.100.5 10 16 30 100 4
300CR.100.5L 10 20 50 100 4
300CR.120.5 12 20 40 100 4
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La vita € come andare in bicicletta. Per mantenere |'equilibrio devi muoverti.

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

Albert Einstein

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



Punte alto rendimento

High performance drills

Hochleistungsbéhrer
Forets a haut performance
CBepna BbICOKOMNPOM3BOANTENbHbIE

Vysoce vykonné vrtaky




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

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnvpanbHoOe TBEPAOCNIABHOE BbICOKONPOU3BoauTenbHoe - Sk vysoce vykonny vrtdk

CODE d1h7 | d2hé I L CODE d1h7 | d2hé §| L { ] [ ) {mox} [ ]
mm mm mm mm mm mm mm mm HRC CAST Stainless| | Aluminium

<52 IRON o
1221.030 3.0 1221.075 7.5 J
1221.031 3.1 1221.076 7.6
1221.032 3.2 1221.077 7.7 g " 79
1221.033 3.3 6 20 60 1221.078 7.8 &
1221.034 3.4 1221.079 7.9 e
1221.035 3.5 1221.080 8.0 ——3
1221.036 3.6 1221.081 8.1
1221.037 3.7 1221.082 8.2
1221.038 3.8 1221.083 8.3 _
1221.039 3.9 1221.084 8.4 ]
1221.040 4.0 1221.085 8.5
1221.041 4.1 1221.086 8.6 !
1221.042 4.2 . 54 6 1221.088 8.8 10 45 89 |
1221.043 4.3 1221.090 9.0
1221.044 4.4 1221.091 9.1
1221.045 4.5 1221.092 9.2
1221.046 4.6 1221.095 9.5
1221.047 4.7 1221.098 9.8
1221.048 4.8 1221.100 10.0
1221.049 4.9 1221.101 10.1
1221.050 5.0 1221.102 10.2 '
1221.051 5.1 1221.103 10.3 | dz |
1221.052 5.2 1221.105 10.5
1221.053 5.3 1221.108 10.8 12 55 102
1221.054 5.4 6 28 66 1221.110 11.0
1221.055 5.5 1221.115 11.5 rMICRO‘ (DIN ) [omesss )
122T1.056 5.6 1221.118 11.8 GRAIN 6537 5%)
1221.057 5.7 1221.120 12.0 \ J \ J \
122T.058 5.8 1221122 12.2 1N ) (B ) 'm‘
1221.059 5.9 1221123 12.3 @/ z )

30° 140 g

1221.060 6.0 1221.125 12.5 \ ) =_"J \ J
1221.061 6.1 1221.128 12.8 (o) ( \ [ )
1221.062 6.2 1221.130 13.0 14 60 107 f}g:fﬂg‘: % HYPER
1221.063 6.3 1221135 13.5 (dad ) ( ) )
1221.064 6.4 1221.138 13.8 —
1221.065 6.5 g 34 79 1221.140 14.0 3xd
1221.066 6.6 1221145 14.5 L2 )\ )
1221.067 6.7 1221.150 15.0
1221.068 6.8 1221.155 15.5 16 65 15
1221.069 6.9 1221.160 16.0
1221.070 7.0 1221.165 16.5
1221.071 71 1221.170 17.0 18 . 23
1221.072 7.2 g " 79 1221.175 17.5
1221.073 7.3 1221.180 18.0
1221.074 7.4 1221.185 18.5

1221.190 19.0
1221195 19.5
1221.200 20.0

20 79 131

- Help 197

www.nuovacumet.it %



Punta ad alte prestazioni in metallo duro integrale

Solid carbide high performance twist drill

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

CODE dih7 I L CODE dih7 | dzhe | I L
mm mm mm mm mm mm mm

122F030 3.0 122F081 8.1

122F031 3.1 122F082 8.2

122F032 3.2 122F083 8.3

122F033 33 20 60 122F084 8.4

122F034 3.4 122F085 8.5

122F035 3.5 122F086 8.6

122F036 3.6 122F088 88 10 45 89

122F037 3.7 122F089 8.9

122F038 3.8 122F090 9.0

122F039 3.9 122F091 9.1

122F040 4.0 122F092 9.2

122F041 41 122F095 9.5

122F042 42 | e 122F098 9.8

122F043 43 122100 10.0

122F044 4.4 122101 10.1

122F045 45 122102 10.2

122F046 4.6 122F103  10.3

122F047 A7 122£105  10.5

122F048 4.8 122108 10.8 12 55 102

122F049 4.9 122E110 11,0

122F050 5.0 122E115 115

122F051 5.1 122R118  11.8

122F052 5.2 122120 12.0

122F053 5.3 122122 122

122F054 5.4 28 66 122R123 123

122F055 5.5 122R125 125

122F056 5.6 122R128  12.8

122F057 5.7 122k130 130 0 0107

122F058 5.8 122F135 135

122F059 5.9 122F138  13.8

122F060 6.0 122R140  14.0

122F061 6.1 122R145 145

122F062 6.2 1220150 150 o o

122F063 6.3 122R155 155

122F064 6.4 122F160  16.0

122F065 6.5 w | s 122F165  16.5

122F066 6.6 1226170 170 o

122F067 6.7 122175 175

122F068 6.8 122R180  18.0

122F069 6.9 122F185 185

122F070 7.0 1220190 190 Lo oo

122071 7.1 122R195  19.5

122F072 7.2 122F200  20.0

122F073 73 - Help 198

122F074 7.4

122F075 7.5 a | 7

122F076 7.6

122F077 7.7

122F078 7.8

122F079 7.9

122F080 8.0

=)

N
INOX
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Punta ad alte prestazioni in metallo duro integrale

Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance

CeepJio cnvpanbHoOe TBEPAOCNIABHOE BbICOKONPOU3BoauTenbHoe - Sk vysoce vykonny vrtdk

() dth7 | d2hé | I L CODE dth7 | d2h6é | 1 L ) (nox
mm mm mm mm mm mm mm mm HRC CAST ) -
[ <52 ] {IRON {stggslss] {Alumlnlum]
122TL.005 0.5 122TL.067 6.7 J
122TL.006 0.6 122TL.068 6.8
1221L.007 0.7 3 10 50 122TL.069 6.9
122TL.008 0.8 122TL.070 7.0 d1
1221L.009 0.9 12211071 7.1 T
122TL.010 1.0 12211072 7.2 g 5 o1 ¥
122TL.011 1.1 122TL.073 7.3
122TL.012 1.2
3 1 s 1227L.074 7.4
122TL.013 1.3 122TL.075 7.5
122TL.014 1.4 122TL.078 7.8 n
122TL.015 1.5 122TL.079 7.9
122TL.016 1.6 122TL.080 8.0
1221L.017 1.7 1221L.081 8. -
122TL.018 1.8 3 16 55 12271082 8.2 i
122TL.019 1.9 1227L.083 8.3
122TL.020 2.0 122TL.084 8.4
122TL.021 2.1 12271085 8.5
122TL.022 2.2 1221088 8.8
122TL.023 2.3 122TL090 9.0
122TL.024 2.4 1221091 | 91 “ . s
122TL.025 2.5 3 21 57 1221092 | 9.2 |
122TL.026 2.6 12271L093 | 93 5
1221L.027 2.7 12271L094 | 9.4 R
1221L.028 2.8 122TL.095 9'5
Egtggz §'§ 122TL.096 9.6
122“‘031 3'1 1227L.098 9.8 p . . \
oiLosr | 33 1221L.099 9.9 Micro | | DIN | fomesss
. . GRAIN | | 6537
5t 053 | 33 12211100 10.0 L) ) (i)
5oTL0aa | 3. 6 28 66 12211101 10.1 ) N — .
L0 | 34 1221102 10.2 @) ? ]
1221036 3.6 12211103 | 10.3 (soe) (Lnaof |0
2oL 0s7 | 37 122TL.104  10.4 ) » - .
51038 T 3.8 122TL.105  10.5 duls
: ' 12211106 10.6 o HYPER
1227L.039 = 3.9 : LY ) )
271L040 | 2.0 1227L.107  10.7
: : 1227L.108  10.8 ( Y ( )
12211041 4.4 : .
20 | a2 12211109 109 12 7 118 5xd
1221043 43 6 36 4 12211110 | 11.0 L2
122TL111 . 114
122TL.044 4.4
122TL112 1.2
122TL.045 4.5
122TL046 4.6 122TL.115 115
1221L.047 47 1221L.116 | 11.6
12271048 4.8 122117 | 117
122TL.049 4.9 1227118 11.8
1227050 5.0 122TL.120  12.0
1221L.051 5.1 12211122 | 12.2
122TL.052 5.2 122TL.123 12.3
122TL.053 5.3 122TL.125 125
122TL.054 5.4 6 44 82 122TL.128 12.8 14 77 124
122TL.055 55 122TL.130 13.0
122TL.056 5.6 122TL.135  13.5
1221L.057 5.7 122TL.140  14.0
122TL.058 5.8 122TL.145 145
122TL.059 5.9 122TL.150  15.0
122TL.060 6.0 12211155 155 16 83 133
1221L.061 6.1 122TL.160  16.0
122TL.062 6.2 122TL.165  16.5
122TL.063 6.3 122TL.170  17.0
8 53 o1 18 93 143
122TL.064 6.4 122TL,175 17.5
122TL.065 6.5 1227L.180  18.0
122TL.066 6.6 122TL.200  20.0 20 101 153
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Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnvpanbHoOe TBEPAOCNIABHOE BbICOKONPOU3BoauTenbHoe - Sk vysoce vykonny vrtdk

CODE dih7 | d2h6 | I L CODE dih7 | d2h6 | I L
mm | mm | mm | mm mm | mm | mm | mm { :”-‘;(23] {ﬁ_\f\g’:‘r] [S{Qfﬁe’is] {A.uminium]

el

122FL.OT0 1.0 3 10 55 122FL.O70 7.0

122FLO11T 1.1 122FL.071 7.1

122FL.012 1.2 122FLO72 7.2

122FL.013 1.3 3 12 55 122FLO73 7.3 8 53 91 Lo

122FL.OT4 1.4 122FLO75 7.5

122FL.O15 1.5 122FL.078 7.8 : o

122FLOT6 1.6 122FL.O79 7.9 '

122FL.017 | 1.7 122FL.OS0 8.0 | .

122FL.O18 1.8 3 16 55 122FL.08T 8.1 |

122FL.O19 1.9 122FL.0S2 8.2 i

122FL.020 2.0 122FL.083 8.3

122FL.021 2.1 122FL.085 8.5 \

122FL.022 2.2 122FL.088 8.8 [ l

122FL.023 2.3 122FL.O90 9.0 :.1

122FL.024 2.4 122FL.091T 9.1 Jhﬁ- =

122FL.025 2.5 3 21 57 122FLO92 9.2 10 60 103 '

122FL.026 2.6 122FL.093 9.3

122FL.027 2.7 122FL.094 9.4 n

122FL.028 2.8 122FL.095 9.5 '

122FL.029 2.9 122FL.096 9.6 \J

122FL.030 3.0 122FL.098 9.8 '

122FL.031 3.1 122FL.099 9.9 '

122FL.032 3.2 122FL.100  10.0 | a2

122FL.033 3.3 . . ” 122FL101T 101

122FL.034 3.4 122FL.102  10.2

122FL.035 3.5 122FL.103  10.3

122FL.036 3.6 122FL.104 104 (=) (o) (omem)

122FL.037 3.7 122FL.105  10.5 aRAN | | 6537 %

122FL.038 3.8 122FL.106  10.6 . ) ) )

122FL.039 3.9 122FL.107 10.7 r ‘\ \ (= \ m \

122FL.040 4.0 122FL.108  10.8 @/ z

122FL.041 4.1 122FL109 109 12 70 118 se) (&) (L8 )

122FL.042 4.2 6 3 7 122FL110  11.0 ) ( . \

122FL.043 4.3 122FL111 111 Sy % HYPER

122FL.044 4.4 122L112 1122 GRS IR\ )

122FL.045 4.5 122FL115 115 .

122FL.046 4.6 122FL116  11.6 5xd

122FL.047 47 122FL117 117 12

122FL.048 4.8 122FL118  11.8

122FL.049 4.9 122FL120  12.0

122FL.050 5.0 122FL122 122

122FL.051 5.1 122FL123 123

122FL.052 5.2 122FL125 125

122FL.053 5.3 122FL.128  12.8

122FL.054 5.4 6 44 81 122r0130 130 7 124

122FL.055 5.5 122FL135  13.5

122FL.056 5.6 122FL138  13.8

122FL.057 5.7 122FL.140  14.0

122FL.058 5.8 122FL.145 145

122FL.059 5.9 122FL.148  14.8

122FL.O60 6.0 122fL150 150 . 133

122FL.061 6.1 122FL.155  15.5

122FL.062 6.2 122FL.158  15.8

122FL.063 6.3 122FL160  16.0

122FL.064 6.4 122FL165 165

122FL.065 6.5 8 53 91 122FL.168  16.8

122FL.066 6.6 122FL170  17.0 18 93 143

122FL.067 6.7 122FL175 175

122FL.068 6.8 122FL180  18.0

122FL.O69 6.9 122FL.200 20 20 101 | 153
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Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnvpanbHoOe TBEPAOCNIABHOE BbICOKONPOU3BoauTenbHoe - Sk vysoce vykonny vrtdk

CODE d1h7 | d2hé h] L CODE d1h7 | d2hé6 I L

INOX
mm | mm | mm | mm mm | mm | mm | mm Stainless

122FN.010 1.0 122FN.070 7.0 Stee

122FN.011 1.1 122FN.071 7.1

122FN.012 1.2 3 10 | ss 122FN.072 7.2

122FN.013 1.3 122FN.073 7.3 8 53 91 L

122FN.014 1.4 122FN.075 7.5

122FN.015 1.5 122FN.078 7.8 ' . E |

122FN.016 1.6 122FN.079 7.9 }

122FN.017 1.7 122FN.080 8.0 |

122FN.018 1.8 3 16 55 122FN.081 8.1 |

122FN.019 1.9 122FN.082 8.2 ? i

122FN.020 2.0 122FN.083 8.3 ‘

122FN.021 2.1 122FN.085 8.5 b

122FN.022 2.2 122FN.088 8.8 [. !

122FN.023 2.3 122FN.090 9.0 '

122FN.024 2.4 122FN.091 9.1 Jl,‘ﬁ '

122FN.025 2.5 3 21 57 122FN.092 9.2 10 60 103

122FN.026 2.6 122FN.093 9.3 _

122FN.027 2.7 122FN.094 9.4 "y

122FN.028 2.8 122FN.095 9.5 '

122FN.029 2.9 122FN.096 9.6 y

122FN.030 3.0 122FN.098 9.8 .

122FN.031 3.1 122FN.099 9.9 t

122FN.032 3.2 122FN.100 | 10.0 | a2 ]

122FN.033 3.3 122FN.101 10.1

122FN.034 3.4 6 28 | 66 122FN.102 10.2

122FN.035 3.5 122FN.103 10.3

122FN.036 3.6 122FN.104  10.4 (o) (DN ) V'EL?‘m‘"’ESE‘

122FN.037 3.7 122FN.105 105 GRAIN | | 6537 | | spg

122FN.038 3.8 122FN.106 | 10.6 \ J \ J \ J

122FN.039 3.9 122PN.107 - 10.7 ( Y (=) ( )

122FN.040 4.0 122FN.108 10.8 @> E . m

122FN.041 a1 122FN109 109 12 70 118 (3] (&M LD )

122FN.042 4.2 6 36 | 7 122PN110 11,0 o) [ N [ \

122FN.043 43 122FN. 111 1.1 oy % HYPER

122FN.044 4.4 122FN.112 11.2 (64 ) ) )

122FN.045 4.5 122PN115 115 —_—

122FN.046 4.6 122PN116 11,6 5xd

122FN.047 4.7 122FN.117 11.7 L2 )\

122FN.048 4.8 122PN118 11.8

122FN.049 4.9 122FN1200 12,0

122FN.050 5.0 122FN122 122

122FN.051 5.1 122PN123 12.3

122FN.052 5.2 122FN125 125

122FN.053 5.3 122FN.128 12.8

122FN.054 5.4 6 44 81 122FN.130 130 M 77124

122FN.055 5.5 122FN135 13.5

122FN.056 5.6 122FN.138 | 13.8

122FN.057 5.7 122FN.140 14.0

122FN.058 5.8 122FN.145 145

122FN.059 5.9 122FN.148 14.8

122FN.060 6.0 122150 150 &3 | 133

122FN.061 6.1 122FN.155 155

122FN.062 6.2 122FN.158 | 15.8

122FN.063 6.3 122FN.160 16.0

122FN.064 6.4 122FN.165 165

122FN.065 6.5 8 53 91 122FN.168 16.8

122FN.066 6.6 122PN170 17.0 18 93 143

122FN.067 6.7 122FN175 17.5

122FN.068 6.8 122FN.180 | 18.0

122FN.069 6.9 122PN.200 200 | 20 101 153
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Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnvpanbHoOe TBEPAOCNIABHOE BbICOKONPOU3BoauTenbHoe - Sk vysoce vykonny vrtdk

CODE dih7 | d2h6 | 11 L CODE d1h7 | d2h6 | I L L
mm mm mm mm mm mm mm mm
i

122FALX.035 = 3.5 ¢ 34 7 122FALX.092 9.2 l'1
122FALX.037 3.7 122FALX.095 = 9.5 10 o5 | 142 } /i o
122FALX.038 3.8 122FALX.098 9.8 . W Stoinioss
122FALX.040 4.0 ¢ 3 . 122FALX.100 = 10.0 ’ Steel
122FALX.042 4.2 122FALX.102 | 10.2 ‘ I
122FALX.045 = 4.5 122FALX.103 | 10.3 \ /i
122FALX.048 4.8 122FALX.105 = 10.5 i
122FALX.050 5.0 122FALX.107  10.7 \[ (micro | [ DIN | [owesss)
122FALX.051 5.1 122FALX.108  10.8 12 114 160 ‘ GRAIN | | 6537 | | 55=3
122FALX.052 = 5.2 6 57 95 122FALX.110  11.0 H-' i b 7N i g
122FALX.055 5.5 122FALX.115 115 \ =Y ' ) ( m )
122FALX.058 5.8 122FALX.118 | 11.8 H @;oo 1 200 o
122FALX.060 6.0 122FALX.120 | 12.0 ‘ = b /= X /
122FALX.061 6.1 122FALX.122 | 12.2 He' '.‘m:“ ( ) ( )
122FALX.062 6.2 122FALX.123 | 12.3 | i % HYPER
122FALX.063 = 6.3 122FALX.125 = 12.5 H \ J \ J \ J
122FALX.065 6.5 122FALX.128  12.8 14 130 175 t . (x) ()
122FALX.067 6.7 122FALX.130 | 13.0 f# 8xd
122FALX.068 6.8 8 76 14 122FALX.135  13.5 | ' 2 )
122FALX.070 7.0 122FALX.140 = 14.0 |
122FALX.075 = 7.5 122FALX.145 | 14.5
122FALX.078 7.8 122FAX150 150 150 | 200 4
122FALX.080 8.0 122FALX.155 = 15.5
122FALX.085 = 8.5 122FALX.160 = 16.0
122FALX.088 8.8 10 95 | 142 122FALX.180  18.0 18 170 220 |
122FALX.090 9.0 122FALX.200  20.0 20 190 240 = "
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Fresa rompimaschio in metallo duro integrale
Solid carbide tap destroying end mill
VHM Gewindeausbohrwerkzeug - Fraise carbure pour briser les tarauds
dpe3a KoHLLeBasA TBepAOCnIaBHas A8 hpe3epoBaHma pe3bboBbIX MPOEMOB

Sk fréza pro obrabéni zalomenych zavitnikd

CODE THREAD | d1e9 d2 I L 1 HRC
mm | mm | mm  mm | no. L L <70

145.033 M4 33 6 15 50 3 —

145.042 M5 42 6 15 50 3

145.050 M6 50 6 15 50 3

145.068 M8 68 38 20 60 3 . it 508 ) (Noova) (oo

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

NORM | | 8T

145.102 M12 102 12 30 75 3 ] (GRAIN ) | )

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

145.140 M16 140 14 40 100 3 ‘ i

145.155 M18 155 16 40 100 3 4 ) (&% 8 )

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

VC = 40 m/min CLJ 13

Fz = 0.01mm/RPM

r “ \ { { \
Set frese rompimaschio - Destroyng set end mills j,/\\ TIN ] LAPPED
\ J \\ - J
CODE COMPOSTO DA Q.TY x
COMPOSED OF d2
-
145 /SET 03.3/4.2/5/6.8/8.5/10.2/12 1 EACH
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Noi non siamo altro che fasci o collezioni di differenti percezioni che si sussequono
con una inconcepibile rapidita, in un perpetuo flusso e movimento.

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

David Hume

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




Punte convenzionali

Conventional drills

Universal Spiralbohrer
Foret universel
CBepna ctaHAapTHbIE
Konvenci vrtaky




Punta elicoidale autocentrante in metallo duro integrale
Solid carbide autocentering twist drill

VHM - Spiralbohrer Selbstzentrierend - Foret carbure hélicoidale autocentrage
Csepnio cnvpanbHoe TBepA0CniaBHOe aBToLeHTpupytoleecs - Sk centrovaci vrtdk

CODE dihé d2hé It L CODE dihé d2hé =11 L
mm mm mm mm mm mm mm mm {%95';{] [Aluminium] {Copper]
120.004 0.4 0.4 6 26 120.066 6.6 6.6 | 31 70
120.005 0.5 0.5 6 26 120.067 6.7 6.7 | 31 70
120.006 0.6 0.6 6 26 120.068 6.8 6.8 34 74
120.007 0.7 0.7 6 26 120.069 6.9 6.9 34 74
120.008 0.8 0.8 6 26 120.070 7.0 70 34 74
120.009 0.9 0.9 6 26 120.071 7.1 7.1 34 74
120.010 1.0 1.0 6 26 120.072 7.2 72 34 74 it
120.011 1.1 1.1 7 28 120.073 7.3 73 34 74 1
120.012 1.2 1.2 8 30 120.074 7.4 7.4 34 74 —
120.013 1.3 13 8 30 120.075 7.5 75 34 74
120.014 1.4 1.4 9 32 120.076 7.6 76 | 37 79
120.015 1.5 15 9 32 120.077 7.7 77 | 37 79 b
120.016 1.6 16 10 34 120.078 7.8 78 | 37 79
120.017 1.7 1.7 10 34 120.079 7.9 79 | 37 79
120.018 1.8 1.8 11 36 120.080 8.0 80 | 37 79
120.019 1.9 19 M 36 120.081 8.1 8.1 37 79 '
120.020 2.0 20 12 38 120.082 8.2 82 | 37 79 >
120.021 2.1 2.1 12 38 120.083 8.3 83 | 37 79
120.022 2.2 22 13 40 120.084 8.4 84 | 37 79
120.023 2.3 23 13 40 120.085 8.5 85 | 37 79
120.024 2.4 24 14 43 120.086 8.6 8.6 40 84
120.025 2.5 25 14 43 120.087 8.7 87 40 84
120.026 2.6 26 14 43 120.088 8.8 88 40 84
120.027 2.7 27 16 46 120.089 8.9 89 40 84 r
120.028 2.8 28 16 46 120.090 9.0 9.0 | 40 84 | g2 |
120.029 2.9 29 16 46 120.091 9.1 9.1 40 84
120.030 3.0 30 16 46 120.092 9.2 92 40 84
120.031 3.1 3.1 18 49 120.093 9.3 93 40 84
120.032 3.2 32 18 49 120.094 9.4 9.4 40 84 (ncea) (DN (omerns)
120.033 3.3 33 18 49 120.095 9.5 95 40 84 ara | | 6539 ém:wxl
120.034 3.4 34 20 52 120.096 9.6 9.6 43 89 . )\ )\ )
120.035 3.5 35 20 52 120.097 9.7 97 43 89 — (= ¢ \
120.036 3.6 3.6 20 52 120.098 9.8 9.8 43 89 @) m
120.037 3.7 3.7 20 52 120.099 9.9 9.9 43 89 | []30°) k118°1 . O )
120.038 3.8 38 22 55 120.100 10.0 100 43 89 ) - L, .
120.039 3.9 39 22 55 120.102 102 102 43 89 z:‘,:z:‘,: % UNCOATED
120.040 4.0 40 | 22 55 120.105 10.5 105 43 89 RIS
120.041 4.1 4.1 22 55 120.107 107 107 43 89 b h ah /
120.042 4.2 42 22 55 120.108 10.8 108 47 95 )
120.043 4.3 43 24 58 120.110 11.0 110 47 95 3xd
120.044 4.4 44 24 58 120.112 112 112 47 95 12 )
120.045 4.5 45 24 58 120.114 11.4 114 47 95
120.046 4.6 46 24 58 120.115 115 115 47 95
120.047 4.7 47 | 24 58 120.117 1.7 117 47 95
120.048 4.3 48 26 62 120.118 11.8 118 47 95
120.049 4.9 49 26 62 120.120 12.0 120 51 102
120.050 5.0 50 26 62 120.125 125 125 51 102
120.051 5.1 51 26 62 120.130 13.0 130 51 107
120.052 5.2 52 26 62 120.135 13.5 135 54 107
120.053 5.3 53 26 62 120.140 14.0 140 54 107
120.054 5.4 54 28 66 120.145 145 145 56 111
120.055 5.5 55 28 66 120.150 150 150 56 111
120.056 5.6 56 28 66 120.155 155 155 58 115
120.057 5.7 57 28 66 120.160 16.0 160 58 115
120.058 5.8 58 28 66 120.165 165 165 60 119
120.059 5.9 59 28 66 120.170 170 170 60 119
120.060 6.0 6.0 28 66 120.180 18.0 180 62 123
120.061 6.1 61 31 70 120.185 185 185 64 127
120.062 6.2 62 31 70 120.190 19.0 190 64 127
120.063 6.3 63 31 70 120.195 19.5 195 66 | 131
120.064 6.4 6.4 31 70 120.200 200 200 66 131
120.065 6.5 65 31 70 - Help 197
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Punta elicoidale autocentrante in metallo duro integrale

Solid carbide autocentering twist drill

VHM - Spiralbohrer Selbstzentrierend - Foret carbure hélicoidale autocentrage
Cgepio cnmMpanbHoe TBepA0CniaBHOe aBToLeHTpupytoleecs - Sk centrovaci vrtak

CODE dthé d2hé h] L
mm mm mm mm
130.004 0.4 0.4 6 26
130.005 0.5 0.5 6 26
130.006 0.6 0.6 6 26
130.007 0.7 0.7 9 28
130.008 0.8 0.8 10 30
130.009 0.9 0.9 11 32
130.010 1.0 1.0 12 34
130.011 1.1 1.1 14 36
130.012 1.2 1.2 16 38
130.013 13 1.3 16 38
130.014 1.4 1.4 18 40
130.015 15 1.5 18 40
130.016 1.6 1.6 20 43
130.017 1.7 1.7 20 43
130.018 1.8 1.8 22 46
130.019 1.9 1.9 22 46
130.020 2.0 2.0 24 49
130.021 2.1 2.1 24 49
130.022 2.2 2.2 27 53
130.023 23 23 27 53
130.024 2.4 2.4 30 57
130.025 2.5 2.5 30 57
130.026 2.6 2.6 30 57
130.027 2.7 2.7 33 61
130.028 2.8 2.8 33 61
130.029 2.9 2.9 33 61
130.030 3.0 3.0 33 61
130.031 3.1 3.1 36 65
130.032 3.2 3.2 36 65
130.033 33 33 36 65
130.034 3.4 3.4 39 70
130.035 35 3.5 39 70
130.036 3.6 3.6 39 70
130.037 3.7 3.7 39 70
130.038 3.8 3.8 43 75
130.039 3.9 3.9 43 75
130.040 4.0 4.0 43 75
130.041 4.1 4.1 43 75
130.042 4.2 4.2 43 75
130.043 4.3 43 47 80
130.044 4.4 4.4 47 80
130.045 4.5 4.5 47 80
130.046 4.6 4.6 47 80
130.047 4.7 4.7 47 80
130.048 4.8 4.8 52 86
130.049 4.9 4.9 52 86
130.050 5.0 5.0 52 86
130.051 5.1 5.1 52 86
130.052 5.2 5.2 52 86
130.053 53 53 52 86
130.054 5.4 5.4 57 93
130.055 5.5 5.5 57 93
130.056 5.6 5.6 57 93
130.057 5.7 5.7 57 93
130.058 5.8 5.8 57 93
130.059 5.9 5.9 57 93
130.060 6.0 6.0 57 93
130.061 6.1 6.1 63 101
130.062 6.2 6.2 63 101
130.063 6.3 6.3 63 101
130.064 6.4 6.4 63 101

CODE dthé d2hé I L

mm mm mm mm {2%';{] {Aluminium] {Copper]
130.065 6.5 6.5 63 | 101
130.066 6.6 6.6 63 | 101
130.067 6.7 6.7 63 | 101
130.068 6.8 6.8 69 | 109
130.069 6.9 6.9 69 109
130.070 7.0 7.0 69 109
130.071 71 71 69 109 o
130.072 7.2 7.2 69 109 F—
130.073 7.3 73 69 109 —
130.074 7.4 7.4 69 109
130.075 7.5 7.5 69 109 @
130.076 7.6 7.6 75 117
130.077 7.7 7.7 75 | 117
130.078 7.8 7.8 75 117 |
130.079 7.9 7.9 75 117
130.080 8.0 8.0 75 117 i
130.081 8.1 8.1 75 | 117 [
130.082 8.2 8.2 75 117
130.083 8.3 8.3 75 117
130.084 8.4 8.4 75 117 L
130.085 8.5 8.5 75 | 117
130.086 8.6 8.6 81 125 J
130.087 8.7 8.7 81 125 X
130.088 8.8 8.8 81 125
130.089 8.9 8.9 81 125
130.090 9.0 9.0 81 125
130.091 9.1 9.1 81 125
130.092 9.2 9.2 81 125
130.093 9.3 9.3 81 125
130.094 9.4 9.4 81 125
130.095 9.5 9.5 81 125 I
130.096 9.6 9.6 87 133
130.097 9.7 97 87 133 | 5
130.098 9.8 9.8 87 133
130.099 9.9 9.9 87 133
130.100 10.0 100 87 | 133
130.102 102 102 87 133 (micko | [ DIN | [omesss)
130.105 105 105 87 133 GRAIN 338 | |57
130.107 10.7 107 94 142 \ /N e /
130.108 10.8 108 94 142 ( Y (=1 ) 'm‘
130.109 109 109 94 142 @> "80
130.110 11.0 110 94 142 30 (&1 L8 )
130.112 1.2 112 94 142 AN \ ( )
130.115 1.5 115 94 142 .;::.‘.;::.. % UNCOATED
130.120 120 120 101 151 YA AN )
130.121 121 121 101 151 —_— —
130.122 122 122 101 151 5xd
130.125 125 125 101 151 72
130.129 129 129 101 151
130.130 13.0 130 101 151
130.131 131 131 101 151
130.135 13.5 135 108 160
130.140 140 140 108 160
130.142 142 142 114 169
130.145 145 145 114 169
130.150 15.0 150 114 169
130.155 155 155 120 178
130.160 16.0 160 120 178
130.180 18.0 180 130 191
130.200 200 200 140 205
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Punta a centrare 90° per C.N. in metallo duro integrale

Solid carbide N.C. center drill 90°

VHM - N.C. Anbohrer - Foret carbure a centrer N.C.
CBepno LeHTPOBOYHOE TBepA0CMIaBHOe - Sk nc centrovaci vrtak

50*
CODE dihe d2he | I L 1 "\,._1/“ o
mm mm mm mm no. [ - [ - ] [ICR{-\OSJ ] [Copper] [Aluminium]
190.030 3.0 3.0 10 40 2
190.040 40 40 12 50 2 i
190.050 50 50 15 50 2
190.060 6.0 6.0 15 50 2 \ H r Y (oo [ \
190.080 80 80 20 60 2 MIcRo cuimer| | e
190.100 100 100 25 70 2 ' L ) \Norm J (&L
190.120 120 120 25 75 2 = (E) ( \
190.140 140 140 25 75 2 @/ , ]
190.160 16.0  16.0 30 75 2 L ()30°) ‘902 'S
190.200 200 200 30 100 2 _ ) ( L, .
| % .}:AA.}:AA % UNCOATED
i....q?'-..: t“““l \ J \ J
12

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

Solid carbide N.C. center drill 120°

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

CODE dihé | d2hé h] L A
mm mm mm mm no. 120t Eig ?RAOSl:lr Copper | | Aluminium

190.120.1 12.0 12.0 25 75
190.140.1 14.0 14.0 25 75
190.160.1 16.0 16.0 30 75
190.200.1 20.0 20.0 30 100

i
190.030.1 3.0 3.0 10 40 2 X, 81
190.040.1 4.0 4.0 12 50 2 \F\,/T
190.050.1 5.0 5.0 15 50 2 T
190.060.1 6.0 6.0 15 50 2 | ) - -
190.080.1 80 80 | 20 60 2 'l‘ micro | [ Nuova Dmais’
190.100.1  10.0  10.0 25 70 2 } GRAIN ﬁ'&'ﬁ'ﬁr Y|
2 \. J \. J \. J
2
2
2

V‘ A“‘A“ 4 \ 4 \

oy UNCOATED
‘O‘A“A“A

k“ J \ J — J
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Punta a centrare in metallo duro integrale

Solid carbide center drill

VHM - Zentrierbohrer - Foret carbure a centrer
CBepno LLeHTPOBOYHOE TBEpAOCNIaBHOe - Sk nc centrovaci vrtak

CODE dih12  d2he  h1* L 1 i b
mm mm mm mm no. |
S,
140.008 0.8 3.15 1.10 30 2 g i
140.010 1.0 3.15 1.45 31 2
140.010.1 1.0 4.0 1.45 31 2
140.0125 125 3.15 1.75 31 2
140.015 1.5 5.0 210 40 2
140.016 1.6 4.0 210 40 2 L
140.016.1 1.6 5.0 210 40 2
140.020 2.0 5.0 270 40 2
140.020.1 2.0 6.0 270 45 2
140.020.2 2.0 6.3 270 45 2
140.025 2.5 6.3 335 45 2
140.025.1 2.5 8.0 335 50 2 —F
140.030 3.0 8.0 415 50 2 az |
140.030.1 3.0 10.0 415 56 2 '
140.0315 3.15 8.0 415 50 2
140.0315.1 315 100 4.15 56 2
140.040 4.0 10.0 530 56 2

|

HRC
<45

?Fg\osl:lr ] [Copper] [Aluminium]

( \ \ 4 \
MICRO [ DIN OIN 6535
GRAIN | | 333

\. J J kDJ

( \ [ 60° \ 4 m \

‘E 4°‘ i;uua L fig )
e | \ [ \
.}:“u}:“. M UNCOATED

g g
xxy 1L )
——\
& ‘ )
+/0.1
12
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Al vento puoi rubare leggerezza e movimento per affidare ancora
memoria e desideri.

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

Kruger Agostinelli

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




Alesatori

Reamers

Reibahlen
Alesoir
PazBepTKH
Vystruzniky




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

VHM - Reibdhle ungleiche teilung - Alesoir a division irréguliére en carbure
PazBepTka TBepaocnnaeHas - Sk vystruznik s nerovnomeérnou sroubovici

CODE diH7 | d2H7 | N 12 L d3 1 a1

mm | mm | mm mm | mm | mm no. I’—'I l ';"zg l lICéAOSr:lr\ Ti-Alloy
910.010 1.0 1.0 5 - 40 - 4
910.015 1.5 15 11 - 40 - 4 ¥+ ¥ T Nox
910.020 20 20 1 31 50 19 4 H Sies
910.025 25 | 25 14 37 57 2.4 4 Steel
910.030 30 30 15 4 60 2.9 4
910.035 35 35 18 48 70 3.4 4 "
910.040 4.0 40 19 53 75 3.9 4
910.045 45 | 45 21 58 80 4.4 4 (o) (DN (omess)
910.050 5.0 5.0 23 61 93 4.9 6 CRAIN 217 [rmmm
910.055 55 55 26 63 93 5.4 6 — L ) ) =)
910.060 6.0 6.0 26 63 93 5.9 6 | . Y ER .
910.065 65 65 28 65 100 6.4 6 | . =
910.070 7.0 7.0 31 74 109 6.9 6 L 45 J7o| | RGHT
910.075 7.5 7.5 31 74 109 7.4 6 & \ /N /
910.080 8.0 80 33 82 17 7.9 6 = r m \ [ \ (g
910.085 85 | 85 33 82 117 8.4 6 @ oIL
910.090 9.0 9.0 36 85 125 8.9 6 S A
910.095 95 | 95 36 85 125 9.4 6 - N \ \
910.100 10.0  10.0 38 87 135 9.9 6 — @ @
910.105 10.5 105 38 93 135 104 6 74 ) lz6 )| 18
910.110 11.0  11.0 4 102 140 109 6 01-045 05-013 0135-016
910.115 115 115 41 102 140 114 6 )
910.120 12.0 12.0 44 106 150 11.9 6 UNCOATED
910.125 125 125 44 106 150  12.4 6
910.130 13.0 130 44 106 150 129 6 '
910.135 13.5 135 47 115 160  13.4 8 LE-]
910.140 14.0 140 47 115 160 139 8
910.145 145 | 145 50 17 160  14.4 8
910.150 15.0 | 15.0 50 17 160 149 8
910.155 155 155 50 120 160  15.4 8
910.160 16.0  16.0 50 120 160 159 8
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Alesatore a divisione irregolare in metallo duro integrale
Solid carbide reamer with unequal division

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

)
1 l HRC l CAST
L <40 IRON

1.01 129 9 40 3 | _.| —

1.30 1.49 10 40 3 F s H INOX NE

1.51 1.99 13 40 4 Stainless NON

2.01 249 13 40 4 (_Stee! ) (FERRoUs

2.51 2.99 16 60 4

3.01 3.49 19 60 4 It

3.51 3.99 19 60 4 ( Micko | rg&,‘m‘ [D;N "ii;

4.01 4.49 19 60 4 GRAIN L o

4.51 4.99 22 70 4 \ ) oM (3]

5.01 5.49 2 70 4 p Y (BTR

5.51 599 25 75 4 L @ [ HELX

6.01 6.49 25 75 4 L J I\7e) cur
910T... 6.51 6.99 25 75 6

7.01 7.49 25 75 6 ( ] Y [ ) T

7.51 7.99 28 75 6 ‘ ol

8.01 8.49 28 75 6 " YZON

8.51 8.99 3 100 6 p N/ \ \

9.01 9.49 35 | 100 6 @ @ @

9.51 9.99 3 100 6 73 ) lza ) (176 |

10.01 1049 | 35 | 100 | 6 — 01,01-01,49 01,51-06,49 0651-012,99

10.51 1099 35 100 6

11.01 11.49 35 100 6 L EEJ D

11.51 1199 35 100 6

12.01 1249 35 100 6

12.51 1299 35 100 6

— Help 187
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Alesatore a divisione irregolare in metallo duro integrale

Solid carbide reamer with unequal division

VHM - Reibdhle ungleiche teilung - Alesoir a division irréguliére en carbure
PazBepTka TBepaocnnaeHas - Sk vystruznik s nerovnomeérnou sroubovici

CODE d1H7 | d2H7 I L 1
mm mm mm mm no.
900T.010 1.0 1.0 9 40 3
900T.015 1.5 1.5 10 40 4
900T1.020 2.0 2.0 13 50 4
9001.025 2.5 2.5 13 50 4
9001.030 3.0 3.0 16 60 4
900T.035 3.5 3.5 19 60 4
900T.040 4.0 4.0 19 60 4
900T.045 4.5 4.5 22 70 4
900T1.050 5.0 5.0 25 70 4
900T.055 5.5 5.5 25 75 4
900T.060 6.0 6.0 25 75 4
900T.065 6.5 6.5 25 75 4
9001.070 7.0 7.0 25 75 6
900T.075 7.5 7.5 25 75 6
900T1.080 8.0 8.0 28 75 6
900T1.085 8.5 8.5 28 75 6
9001.090 9.0 9.0 35 100 6
900T.095 9.5 9.5 35 100 6
900T.100 10.0 10.0 35 100 6
900T.105 10.5 10.5 35 100 6
900T.110 11.0 11.0 35 100 6
900T.115 11.5 11.5 35 100 6
900T.120 12.0 12.0 35 100 6
900T.125 12,5 12.5 35 100 6
900T.130 13.0 13.0 35 100 6
— Help 187
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V'infastidiscono il rumore, il movimento? La nostra epoca vi fa star male?
Provate a diventare rumore, movimento, e tutto, attorno a voi, apparira calmo.

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

Paul Morand

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




Lime rotative

Rotary files

Rotierfraser
Fraises limes rotatives

Bop-dpe3sbl
Technické rotacni frézy




Scelta della dentatura

Choice of the cut

Verzahnungen - Choise de la denture
Twn pe3k

Dentatura speciale per leghe leggere: RAME - ALLUMINIO - BRONZO

Special toothing for light alloy: COPPER - BRONZE - ALUMINIUM

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

[ilns nerkux cnnaeoB: Meaun, 6poH3bl, AIIOMUHMUS

Specialni osti pro mékké slitiny: MED, BRONZ, HLINK

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

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

CTaHAapTHas 3aTouka: A5 HePXKaBEIOLWEN CTau, 3aKaNeHHOW CTanu, YyryHa

Standartni ostFi pro dobré dokonéeni na: NEREZ, KALENA OCEL, LITINA

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

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

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

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

Anma3sHas 3aToyka 3¢ dheKTMBHA NPY YePHOBOM U YNCTOBON 06paboTke BbICOKOMPOYHbIX CTasnen,
CBApPOYHbIX LWBOB U YyryHa. AjiMasHas 3aTouka obpasyeT nopowKoobpasHyo CTPYKKY K
obecneynBaeT 6e3onacHoOCTb paboTbl oneparopa

Diamantové ostri uvadi vétsi tcinnost v hrubovani i dokoncovacich operacich pro velmi tvrdé materidly, ndvary a litinu.
Tento utvare¢ déli materidl na velmi jemné Spony, ¢imZ se zabrani ucpani v fezu

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

Chip breaker cutting for: Unhardened stell, cast steel, weld seams
Spanbrecherverzahnung fiir ungehértete Stahle und Stahlguss Schweissndhte

Denture brise-copeaux pour aciers non temprés, améliorés et coulés, cordons de soudures
3aTouka ansa 06paboTKM He3aKaNeHHOMN CTanu, CTasen, CBapHbIX WBOB

Utvarec pro: nekalené oceli, ocelolitiny a svary

Dentatura universale alternata per materiali duri e teneri

Alternate, universal cutting, soft and hard material

Universelle Wechselzahnung, fiir weiche und harte Materialien

Denture alternée, universelle, pour matériaux durs et tendres

[lBOiHas yHMBepCaNbHAs 3aTOYKA AN TBEPAbIX U MATKUX MaTepuanos

Universdlni alternativa pro mékké i tvrdé materidly

www.nuovacumet.it
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Lima rotativa “micro” in metallo duro integrale, gambo @ 3 mm
Solid carbide “micro” rotary file, shank @ 3 mm

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

AM010003 1.0 4 38 M

TITANIUM Cr Ni IN.OX
ALLOYS ALLOYS | |Stainless
Steel

AMO15003 1.5 4 38 NE
AM020003 2.0 4 38 oeansne| 1SOFT L | NoN
FERROUS
CM010003 1.0 4 38 m —
CM015003 1.5 4 38 L duova | [omesss
CM020003 2.0 4 38 | ORAIN | | Norm | (s
4 \ { \ 5
STANDARD Y “
. CcuT A‘u M‘
\ 3OJ \. J ‘
DM010003 1.0 1.0 38 m , o) (o
DM015003 1.5 1.5 38 = A~ 60.000
DM020003 2.0 2.0 38 RPM
EM015003 1.5 4 38 ;

FM015003 1.5 4 38
GM015003 1.5 4 38

MM015003 1.5 4 38
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Lima rotativa in miniatura in metallo duro integrale gambo 3 mm
Solid carbide miniature rotary file shank @ 3 mm

VHM - mini Rotierfraser Schaft @ 3 mm - Limes rotatives en miniature en carbure monobloc queue @ 3 mm
MwuHu 6op-pe3bl TBREpAOCNIABHbBIE XBOCTOBMK & 3 mm
Sk mini rotacni technickd fréza se stopkou @ 3 mm

T
ﬂﬂj_l

CODE USA STYLE d1 b} L CODE USA STYLE d1 )] L
mm mm | mm mm mm | mm

m A0150 SA-4IM 1.5 6 | 38 m E0300 SE-41M 3 6 38

A0200  SA42M 20 12 38
maasSSs B 0300 SFAM 3 14 38

A0250 - 2.5 12 38

eSS A0 SA43M 30 14 38 e G300  se4mM 3 127 38

“w —
m 80150 SB-41M 1.5 6 | 38 m H0300 SH-41M 3 63 38

&8  B0200 - 20 12 38
- SSs S 10300 SL-42M 3 127 38

B0250 SB-42M 25 12 38
m B0300 SB-43M 3.0 14 38 m MO0310 SM-42M 3 10 38

€0200 - 20 12 38
j———= ﬁz_—: M0315  SM-43M 3 15 38

0250 SCG-41M 2.5 12 38

e 0300 SC-42M 3.0 14 38 % M0318 - 3 18 38
ﬁ-ﬂ D0150 - 1.5 13 38 W N0300 SN-42M 3 3 38

I 00200 - 20 17 38 e 0  yam 3 60 38

D0250 SD-41M 2.5 2.3 38

m "‘ K0300 SK-42M 3 90° 38
D0300  SD-42M 3.0 2.6 38
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Lima rotativa in metallo duro integrale gambo in acciaio @ 3 mm
Solid carbide rotary file steel shank @ 3 mm

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

T
ﬂﬂj_l

CODE USA STYLE d1 I L
mm mm | mm

AS1040 SA-52M 4 120 38
AS1050 SA-53M 5 120 38
AS1060 SA-51M 6 127 50

“ BS2040 - 4 120 38

@ B52050 - 5 120 38
~ 7 BS2060 - 6 127 50

53040  SC-52M 4 120 | 38
%.._1 (53050 SC-53M 5 120 38
53060 SC-5TM 6 120 | 50

DS4040 = SD-52M 4 34 38

DS4050 = SD-53M 5 47 38

DS4060 = SD-51M 6 50 44

ES5050 | SE-53M 5 71 38

ES5060 | SE-51M 6 95 | 47

FS6050 | SF-53M 5 120 | 38

FS6060 | SF-51M 6 120 | 50

% GS7050  SG-53M 5 120 38
T GS7060 | SG-51M 6 120 | 50
m 159050 = SL-53M 5 120 38
, 159060 - 6 150 | 47

@ MS8050  SM-53M 5 120 38
' MS8060  SM-51M 6 120 54
% NST150 | SN-53M 5 63 | 38

NS1160  SN-51M 6 60 44
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHble XBOCTOBUK @ 6 mm - Sk rotacni technicka fréza stopka @ 6 mm

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

CODE USA d1 I L di
STYLE mm | mm mm It — -|
A0312 SA-12M 3 12.7 50 =
A0412 SA-13M 4 16 50
A0516 SA-14M 5 16 50
A0616 SA-TM 6 16 50 I
A0612L SA-TML6 6 16 162
A0820 SA-2M 8 20 63 L
A1020 SA3M 10 20 63 R
A1020L SA-3ML6 10 20 169
A1125 SA-4M 1 25 70
A1225 SA-5M 12 25 70
A1225L SA-5ML6 12 25 175 —a
A1625 SA-6M 16 25 70
A2025 SA-7TM 20 25 70
A2525 SA-9M 25 25 70
Forma cilindrica con taglio in testa - Cylinder shape end cut - Zylinder Form - Forme cylindrique
LUununapuyeckas dopma - Valcovy tvar konce
CODE uUsA | d1 | I L %
STYLE mm | mm mm
B0312 SB-12M 3 12.7 50
B0412  SB13M 4 16 50 ri-l
B0516 SB-14M 5 16 50
B0616 SB-1M 6 16 50
B0820 SB-2M 8 20 63 |
81020 SB3M 10 20 63 4
B1125 SB-4M 11 25 70 |
B1225 SB-5M 12 25 70 ] L
B1625 SB-6M 16 25 70 im
B2025 SB-7M 20 25 70 |
B2525 SB-9M 25 25 70 Il |
— ¥
Cilindro sferica - Cylinder with radius end - Kugelzylinder - Forme cylindrique bout arrondi
LinnunapunyeckasdopmacpagmycHbiMTopLoMm - Valcovy tvar s radiusovym zakoncenim
CODE USA d1 I L
STYLE mm | mm mm d
0312 SCG12M 3 16 60 l. -I
0412 SC-13M 4 16 50 o, —F T
C0516 SCG14M 5 16 50 ‘
0616 SCIM 6 16 50 ' e
C0612L SCG-1ML6 6 16 162 | {
0820 SCG2M 8 20 63 f
1020 SG3M 10 20 63 \ ! k
c1020L SCG-3ML6 10 20 169 |
C1125 SCG-AM 11 25 70
1225 SCG-5M 12 25 70
C1225L SCG-5ML6 12 25 175 =
1625 SCG-6M 16 25 70
2025 SCG7M 20 25 70
2525 SCG-9M 25 25 70
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHble XBOCTOBUK @ 6 mm- Sk rotacni technickd fréza se stopkou @ 6 mm

Forma sferica - Ball shape - Kugel Form - Forme ronde
Cdepuyeckas popma - Kulovy tvar

CODE USA d1 I L d
STYLE mm mm mm
00303 SD-11TM 3 25 50 ﬁ i[ i
00404 - 4 34 50 /
D0505 SD-14M 5 | 40 50
D0606 SD-1M 6 | 50 50 ‘
D0606L  SD-IML6 6 50 155 L
D080 sD-2M 8 7.0 50
01010 SD3M 10 8.0 52
D1010L  SD-3ML6 10 80 158
D1111 sp-4M 11 | 95 54
D1212 sp-5M 12 110 55 -
D1212L  SD-5ML6 12 11.0 161
D1616 SD-6M 16 140 60
02020 SD-7M | 20 160 60
D2525 SD-9M 25 210 72

Forma ovale - Oval shape - Tropfen Form - Forme ovale
OganbHas dopma - Ovalny tvar

(0])] USA d1 I L
STYLE mm | mm mm
E0610 SE-TM 6 10 50
E0610L SE-TML 6 6 10 160
E0813 - 8 13 58
E1016 SE-3M 10 16 60
E1016L SE-3ML6 10 16 166
E1222 SE-5M 12 22 66
E1222L SE-5ML6 12 22 172
E1625 SE-6M 16 25 70
E2025 SE-7TM 20 25 70

Forma ogiva punta arrotondata - Tree shape radius end - Rundkegelform - Forme ogive bout arrondi
KoHycHas dopma c nonycdepuyeckum Topuom - Konstrukeni radiusovy tvar

USA
STYLE i., d1 _I
12 56 !

F0312 SF-11M 3

FO616 SF-1M 6 16 50
FO616L SF-1ML6 6 16 163
F0820 - 8 20 65
F1020 SF-3M 10 20 65
F1020L SF-3ML6 10 20 169
F1125 SF-4M 11 25 70
F1225 SF-5M 12 25 70
F1225L SF-5ML6 12 25 175
F1625 SF-6M 16 25 70
F2025 SF-7M 20 25 70

@ www.nuovacumet.it



Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technicka frézy se stopkou @ 6 mm

Forma ogiva a punta - Tree shape pointed end - Spitzbogen - Forme ogive bout pointed
KoHycHas popmMa ¢ oCcTpbiM TOpLLOM - Spicaty tvar

CODE USA d1 I L
STYLE mm mm mm
G0616 SG-1M 6 16 50
GO616L SG-TML6 6 16 163
G0820 SG2M 8 20 65
G1020 SG-3M 10 20 65
G1020L SG-3ML6 10 20 163
G1219 5G-13M 12 19 65
G1225 SG-5M 12 25 70
G1225L SG-5ML6 12 25 175
G1625 SG-6M 16 25 70
G2025 SG-7M 20 25 70

Forma a fiamma - Flame shape - Flammen Form - Forme flamme
CeeueobpasHas popma - Ovalny tvar plamen

(1])] USA d1 I L
STYLE mm | mm mm
H0820 SH-2M 8 19 63
H0820L SH-2ML6 8 19 169
H1232 SH-5M 12 32 77
H1232L SH-5ML6 12 32 182
H1632 SH-6M 16 36 80
H2041 SH-7M 20 41 85

Forma conica 90° - 90° cone shape - 90° spitzkegel Form - Forme conique 90°
KoHwnueckas dopma c yrnom90° - Kuzelovy tvar 90°

CODE USA a1 | 1 L a0

STYLE mm mm | mm ”

K0603 k1M 6 3 50 v
K0804 - g 4 51 i
& [ i |

K1005 Sk3M 10 5 52 y
K1206 SksM 12 6 53
K1608 Sk6M 16 8 57 'I
k2010 Sk7M 20 10 58 L
K2513 SkOM 25 13 60 '

|

I |
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Lima rotativa in metallo duro integrale gambo @ 6 mm

Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technicka fréza se stopkou @ 6 mm

Forma conica 60° - 60° cone shape - 60° spitzkegel Form - Forme conique 60°
KoHuueckas dopma ¢ yrnom 60° - Kuzelovy tvar 60°

CODE USA d1 In L
STYLE mm | mm mm
J0605 SJ-IM 6 5 50
J1006 SJ-3M 10 9 55
J1211 SJ-5M 12 11 58
J1612 SJ-6M 16 14.5 61
J2016 SJ-7TM 20 16 65
J2519 SJ-9M 25 24.5 68

Forma conica con punta arrotondata (14°) - 14° taper radius end - 14° rundkegel Form - Forme conique bout arrondi (14°)
KoHwnueckas dhopma c pagmycom 14° - Kuzelovy tvar s radiusem na konci 14°

CODE USA d1 I L
STYLE mm | mm mm
L0616 SL-IM 6 16 50
L0616L SL-TML6 6 16 166
L0822 SL2M 8 22 69
L1027 SL-3M 10 27 74
L1027L SL-3ML6 10 27 177
L1230 SL-4M 12 30 76
L1230L SL-4ML6 12 30 178
L1633 SL-5M 16 33 78
L2040 SL-7M 20 40 85

Forma conica - Cone shape - Spitzkegel Form - Forme conique
KoHwnueckas dopma - Kuzelovy tvar

(1])] 3 USA d1 I L
STYLE mm | mm mm

MO0612 SM-TM 6 12 50
MO0615 - 6 15 50
M0619 SM-2M 6 19 50
MO0625 SM-3M 6 25 50
M1016 SM-4M 10 16 63
M1225 SM-5M 12 25 70
M1625 SM-6M 16 25 73
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technicka fréza se stopkou @ 6 mm

Forma cono rovescio - Inverted cone shape - Winkel Form - Forme conique renversee

PazBepHyTas koHycHas dopma - Tvar opacného kuzele I.L.I
CODE USA d1 T L il
STYLE mm | mm mm 11

N0606 SNAIM 6 8 50 '

N1010 SN-2M 10 10 53

N1212 SN-4M 12 12 57

N1616 SN-6M 16 19 63

N2020 SN-7M 20 16 60 L
—_—

Assortimento di n° 20 lime rotative gambo ¢ 3 mm
Set of n° 20 rotary files shank 6 3 mm

Ausstellregale mit n° 20 Rotierfraser Shaft @ 3 mm - Jeux avec n° 20 limes rotatives queue @ 3 mm
Habop 6op-dhpe3 B konmuyecTse 20 WT., XBOCTOBUK @ 3 mm - Sada 20ks technickych fréz stopka @ 3 mm

()] 3
Standard cut 03

XMD203-3

(0])]3
Double cut 06

XMD203-6

CODE
Diamond cut 04

XMD203-4

www.nuovacumet.it #



Set completo di n°6 lime rotative gambo @ 6 mm
Set of n°6 rotary files shank @ 6 mm

Set mit n°6 Rotierfraser Shaft @ 6 mm - Set avec 6 limes rotatives queue @ 6 mm
Habop 6op-dhpe3 B KonmuecTse 6 WT., XBOCTOBUK @ 6 mm - Sada 6ks technickych fréz stopka @ 6 mm

XMD206.3 CUT 3 - Standard cut 03
XMD206.4 CUT 4 - Diamond cut 04
XMD206.6 CUT 6 - Double cut 06

Composto da
Composed of

B10200 10200 D10100
E10160 F10200 G10200

www.nuovacumet.it



Smerigliatrice pneumatica 58.000 giri

Pneumatic grinder machine 58.000 rpm

Pneumatik Schleifmaschine 58.000 rpm - Pneumatique machine a roder 58.000 tours
MHEBMATUYECKAS LWINPOBAIbHAA MALLMHKA 58.000 06/MuH - Vzduchové bruska 58000 otdcek,/min

PV10-54

Pinza sostituibile - Chuck is replaceable - Co cmeHHOW AepxaBkom

Smerigliatrice pneumatica 60.000 giri

Pneumatic grinder machine 60.000 rpm

Pneumatik Schleifmaschine 60.000 rpm - Pneumatique machine a roder 60.000 tours
MHEBMATUYECKAS LWINDOBATTbHAA MALLUMHKA 60.000 06/MuH - Vzduchova bruska 60000 otacek/min

GP-260

Pinza fissa - Chuck is fixed - C dhmukcMpoBaHHOMN AepKaBKOM

Smerigliatrice pneumatica 80.000 giri

Pneumatic grinder machine 80.000 rpm

Pneumatik Schleifmaschine 80.000 rpm - Pneumatique machine a roder 80.000 tours
MHEBMATUYECKAS LWINDOBATTbHAA MALLUMHKA 80.000 06/MuH - Vzduchova bruska 80000 otacek/min

GP-380

<

Pinza sostituibile - Chuck is replaceable - Co cmeHHOM aepxaskoin - Vyménitelné sklicidlo

Dati tecnici - Specification - Specifikace

Weight (g)

*

Free speed Air
90 Psi (rpm) consumption
PV10-54 58.000 170L1/1"
GP-260 60.000 170LT/1"
GP-380 80.000 170LT/1"

Air pressure @ Hose (ID) Dimensions
recommend (mm) 9 D x L (mm)
6.2 BAR 6.35 16.0X137
6.2 BAR 6.35 17.5X142
6.2 BAR 6.35 17.5X142

140
160
180

2.35-3.0
3.0
235-3-3.17
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Se un pesce e la personificazione, I'essenza stessa del movimento dell'acqua,
allora il gatto e diagramma e modello della leggerezza dell'aria.

I a fish is the movement of water embodied, given shape,
then cat is a diagram and pattern of subtle air.

Doris Lessing

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




Seghe circolari

Slitting Saws

Kreissagen
Scies circulaires
®pe3bl OTpe3Hble
Prorezdvaci pilky




Sega circolare in metallo duro integrale
Solid carbide slitting saw

VHM - Kreissageblatter - Fraise carbure scie
dpe3bl 0Tpe3Hble TBepAOCNNaBHbIe- Sk profezdvaci pilky

@dH7
’n—

S LA T [ T 1171

: @D |

I "l
fcoe | oxd | o
SC-SCF 15x5 | 20x5 | 25x8 | 30x8 | 40x10 | 50x13 | 63x16 HRC | [ CAST | |t s
$+0,00lmm | Zno. | Zno. = Zno. Imo. | Zmo. | Znmo. | Zno. <40 | | IRON [ | "steel

0.10 -/64  -/80 | -/80 | -/100  -/128 -/- -
0.15 -/64  -/80 | -/80 | -/100  -/128 -/- - NI-Alloy | | TI-Alloy
020  20/64 20/80 20/80 30/100 40/128  -/128  -/160

0.25  20/64 20/64 20/80 30/100 40/100  -/128  -/128

030  20/64 20/64 20/80 30/80 40/100  -/128  -/128

0.35 -/64 | -/64  -/64  -/80 | -/100  -/100  -/128

0.40  20/64 20/64 20/64 30/80  40/100 = 48/100 64/128
0.50  20/48 20/48 20/64 30/80 = 40/80  48/100 64/128
0.60  20/48 20/48 20/64 30/64 40/80  48/100  48/100
0.70  20/48 20/48  20/48 30/64 40/80  40/80  48/100
0.80  20/40 20/40  20/48 24/64 32/80  40/80  48/100
0.90  20/40 20/40 20/48 24/64 = 32/64  40/80  48/100
1.00 | 20/40 20/40 @ 20/48 @ 24/64 32/64  40/80  48/100

1.10 /40 | -/40  -/48  -/48  -/64 /80 | -/80

120 20/40 20/40 20/48  24/48 32/64  40/80  40/80 MICRO DIN DIN
1.30 /40 -/40  -/40  -/48 /64 -/64 -/80 GRAIN'| | 1837 | | 1838
1.40 /40 | -/40  -/40  -/48  -/64 /64 | -/80

150 20/40 20/40 20/40 24748 32/64  32/64  40/80 [ % \ [f:: ou] {mcomso]
1.60  20/40 20/40 @ 20/40  24/48 32/64 | 32/64  40/80 R

1.70 /40 | -/32 -/40  -/48  -/48 -/64 | -/80

1.80  20/40 20/32 | 20/40 @ 24/48 24/64 | 32/64  40/80

1.90 /40 | -/32 -/40  -/48  -/48 /64 | -/80

2.00  20/40 20/32 20/40 24/48 @ 24/48  32/64  40/80
250  20/40 20/32  20/40 24/40 @ 24/48  32/64  32/64
3.00  20/40 20/32  20/32 24/40 @ 24/48  24/48  32/64
3.50 /24 -/24 | -/32 | -/40  -/40 -/48 -/64
4.00  20/24 20/24  20/32 24/40 @ 20/40  24/48  32/64
5.00  20/24 20/24  20/32 24/32  20/40  24/48  24/48
6.00  20/24 20/24 20/24 24/32  20/40  20/40  24/48

SC = DIN 1838 taglio grosso / coarse cut
SCF = DIN 1837 taglio fine / fine cut
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Sega circolare in metallo duro integrale
Solid carbide slitting saw

VHM - Kreissageblatter - Fraise carbure scie
dpe3bl OTpe3Hble TBepAOCNIaBHbIe - Sk profezavaci pilky

@dH7
’n—

s SN T T T TII
@D |

'y

fcobE  bxd ]
SC-SCF | 80x22 HRC | | cAST | [GNOX
$+0,0lmm | Z no. <40 IRON Steel
0.10 - - - -
0.15 - - - - NI-Alloy | | TI-Alloy
0.20 - - - -

0.25 - - - -
0.30 -/160 - - -
0.35 -/160 - - -
0.40 -/160 - - -
0.50 -/128  -/160 - -

0.60  64/128 80/160 -/160 -
070  64/128 64/128 -/160 -
0.80  64/128 64/128 80/160 -
0.90  48/100 64/128 80/160 -
1.00  48/100 64/128 80/160 80/160

1.10 -/100  -/128  -/128 -

1.20 48/100 64/128 64/128 80/160 MICRO DIN DIN

1.30 /100 -/100 | -/128 - GRAIN [ 1837 | | 1838
1.40 -/100  -/100  -/128 -

1.50 48/100 48/100 64/128 80/160 [’_%:‘\ [.‘:f ou] {JNcOAm}
1.60 48/100 48/100 64/128 -/160 &

1.70 -/80  -/100  -/128 -

1.80 40/80 48/100 64/128 -/128

1.90 -/80  -/100  -/128 -

2.00 40/80 48/100 64/128 80/128
2.50 40/80 48/100 48/100 80/128
3.00 40/80 40/80 = 48/100 64/128
3.50 -/64  -/80  -/100 -
4.00 32/64  40/80 48/100 -/100
5.00 32/64 40/80 40/100 -
6.00 32/64 32/64 40/100 -

SC = DIN 1838 taglio grosso / coarse cut
SCF = DIN 1837 taglio fine / fine cut
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L'ansia € come una sedia a dondolo:
Sei sempre in movimento, ma non avanzi di un passo.

Anxiety's like a rocking chair.
It gives you something to do, but it doesn't get you very far.

Jodi Picoult

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




Cilindretti e bulini

Cylindrical rods-engriving tools

Rundstdsse - Gravierstichel
Bareaux / Rond - Fraises a graver
CTep>XHM TBePAOCMABHbIE, FTPABUPOBA/IbHbIN MHCTPYMEHT
Valcova ryci tyc




Bulino in metallo duro integrale
Solid carbide engriving tool

VHM - Gravierstichel - Fraise carbure a graver
[paBMpPOBabHbIN UHCTPYMEHT TBEPAOCIIaBHbIN - Sk polotovar roubik

CODE d,,z,::f ,,I,:n mlm S,E,gmms 5 [ HRC | {CAST] {"“.OX]

il | Stainless
| <40 IRON o

VBE020040 2 3.0 40 1 P /

VBE020100 2 3.0 100 1 " .

VBE030050 3 4.5 50 1.5 | Copper | | Atuminium

VBE030100 3 45 100 1.5 .

VBE040060 4 6.0 60 2

VBE040100 4 6.0 100 2

VBE050060 5 75 60 2.5

VBE050100 5 75 100 2.5 MIcRo | | Nuova | Joinesss

VBE060070 6 9.0 70 3 GRAIN | | SORM é“:”"-l

VBE060100 6 9.0 100 3

VBE060150 6 9.0 150 3

VBE080100 8 12.0 | 100 4 L

VBE080150 8 120 | 150 4

VBE100080 10 150 80 5

VBE100100 10 15.0 100 5

VBE100150 10 15.0 150 5

VBE120100 12 18.0 100 6 |

VBE120150 12 18.0 150 6

VBE140085 14 210 | 85 7

VBE140100 14 21.0 100 7

VBE140150 14 210 150 7

VBE140200 14 21.0 200 7

VBE160100 16 240 100 8 |

VBE160150 16 240 150 8 L2

VBE160200 16 24.0 | 200 8

VBE180100 18 27.0 100 9

VBE180150 18 270 150 9

VBE180200 18 27.0 200 9

VBE200100 20 300 100 10

VBE200150 20 30.0 | 150 10

VBE200200 20 30.0 | 200 10
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Cilindretto in metallo duro integrale
Solid carbide cylindrical rod

VHM - Rundstabe - Barreaux carbure
CTepXeHb TBEPAOCTIABHbIA LUINHAPUYeCcKUn - Sk valcovd tyc

A
Y

CODE CODE d2 L CODE CODE d2 L [MICRO] [ 6% ] [10%]
UNGROUND (+0.3mm) | GROUND (hs) mm mm UNGROUND (+0.3mm) | GROUND (hé) mm mm GRAIN 0 I
CGREO10x100 VCE010100 1 100 CGREO10x310 VCE010310 1.0 310
CGRE020x100 VCE020100 2 100 CGRE015x310 VCE015310 1.5 310 \
CGRE030x100 VCE030100 3 100 CGRE020x310 VCE020310 2.0 310 u
CGRE040x100 VCE040100 4 100 CGRE025x310 VCE025310 2.5 310
CGRE050x100 VCE050100 5 100 CGRE030x310 VCE030310 3.0 310
CGRE060x100 VCE060100 6 100 (GRE035x310 VCE035310 3.5 310
CGREO70x100 VCE070100 7 100 CGRE040x310 VCE040310 4.0 310
CGRE080X100 VCE080100 8 100 CGRE045x310 VCE045310 4.5 310
CGRE090x100 VCE090100 9 100 CGRE050x310 VCE050310 5.0 310
CGRE100x100 VCE100100 10 100 CGRE055x310 VCE055310 5.5 310
CGRE110x100 VCE110100 1 100 CGRE060x310 VCE060310 6.0 310
CGRE120x100 VCE120100 12 100 (GRE065x310 VCE065310 6.5 310
CGRE130x100 VCE130100 13 100 (GREO70x310 VCE070310 7.0 310
CGRE140x100 VCE140100 14 100 CGRE075x310 VCE075310 7.5 310
CGRE150x100 VCE150100 15 100 CGRE080x310 VCE080310 8.0 310
CGRE160x100 VCE160100 16 100 CGRE085x310 VCE085310 8.5 310
CGRE170x100 VCE170100 17 100 CGRE090x310 VCE090310 9.0 310
CGRE180x100 VCE180100 18 100 (GRE100x310 VCE100310 10.0 310
CGRE190x100 VCE190100 19 100 CGRE105x310 VCE105310 10.5 310
CGRE200x100 VCE200100 20 100 CGRE110x310 VCE110310 11.0 310
CGRE220x100 VCE220100 22 100 CGRE115x310 VCE115310 115 310
CGRE240x100 VCE240100 24 100 CGRE120x310 VCE120310 12.0 310
(GRE250x100 VCE250100 25 100 CGRE125x310 VCE125310 12.5 310
(GRE260x100 VCE260100 26 100 (GRE130x310 VCE130310 13.0 310
CGRE280x100 VCE280100 28 100 (GRE135x310 VCE135310 13.5 310
CGRE300x100 VCE300100 30 100 CGRE140x310 VCE140310 14.0 310
CGRE320x100 VCE320100 32 100 CGRE145x310 VCE145310 14.5 310
CGRE150x310 VCE150310 15.0 310
(GRE155x310 VCE155310 15.5 310
(GRE160x310 VCE160310 16.0 310
(GRE165x310 VCE165310 16.5 310
(GRE170x310 VCE170310 17.0 310
(GRE175x310 VCE175310 17.5 310
CGRE180x310 VCE180310 18.0 310
(GRE185x310 VCE185310 18.5 310
(GRE190x310 VCE190310 19.0 310
CGRE200x310 VCE200310 20.0 310
(GRE220x310 VCE220310 22.0 310
(GRE240x310 VCE240310 24.0 310
CGRE250x310 VCE250310 25.0 310
(GRE260x310 VCE260310 26.0 310
(GRE280x310 VCE280310 28.0 310
CGRE300x310 VCE300310 30.0 310
(GRE320x310 VCE320310 32.0 310
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Cilindretto in metallo duro integrale con due fori paralleli

Solid carbide cylindrical rod with 2 parallel holes

VHM - Rundstabe mit 2 Geraden Kihlkanalen - Barreaux carbure avec 2 trous d’huile droits
CTepXeHb TBEPAOCIIABHbIA LUANHAPUYeckuin ¢ nogaven COX - Sk valcova ty¢ se 2 paralelnimi otvory

L »

(1])] (1])] d2 L TK d

UNGROUND (+0.3mm) | GROUND (hé) mm mm mm mm
CG3FD205033012.0 VC3FD205033012.0 5 330 2.0 0.9
CG3FD2060330I1.1 VC3FD206033011.1 6 330 1.1 0.5
CG3FD2060330I11.7 VC3FD206033011.7 6 330 1.7 0.8
CG3FD206033012.0 VC3FD206033012.0 6 330 2.0 0.9
CG3FD206033012.3 VC3FD206033012.3 (3 330 2.3 0.9
CG3FD206033012.4 VC3FD206033012.4 6 330 2.4 1.2
CG3FD206033013.0 VC3FD206033013.0 6 330 3.0 0.9
CG3FD2080330I11.7 VC3FD208033011.7 8 330 1.7 0.8
CG3FD2080330I12.0 VC3FD208033012.0 8 330 2.0 0.9
CG3FD2080330I2.6 VC3FD208033012.6 8 330 2.6 1.2
CG3FD2080330I13.0 VC3FD208033013.0 8 330 3.0 1.2
CG3FD2080330I13.5 VC3FD208033013.5 8 330 35 1.5
CG3FD208033014.0 VC3FD208033014.0 8 330 4.0 0.9
CG3FD2100330I12.6 VC3FD210033012.6 10 330 2.6 1.2
CG3FD2100330I13.5 VC3FD210033013.5 10 330 35 1.5
CG3FD210033014.0 VC3FD210033014.0 10 330 4.0 1.5
CG3FD210033015.0 VC3FD210033015.0 10 330 5.0 1.2
CG3FD2110330I13.5 VC3FD211033013.5 11 330 35 1.5
CG3FD2120330I13.5 VC3FD212033013.5 12 330 35 1.5
CG3FD212033014.0 VC3FD212033014.0 12 330 4.0 1.5
CG3FD212033015.0 VC3FD212033015.0 12 330 5.0 2.0
CG3FD212033016.2 VC3FD212033016.2 12 330 6.2 1.5
CG3FD214033012.6 VC3FD214033012.6 14 330 2.6 0.9
CG3FD2140330I13.5 VC3FD214033013.5 14 330 35 1.5
CG3FD214033015.0 VC3FD214033015.0 14 330 5.0 2.0
CG3FD214033017.0 VC3FD214033017.0 14 330 7.0 1.5
CG3FD2160330I13.5 VC3FD216033013.5 16 330 35 1.5
CG3FD216033015.0 VC3FD216033015.0 16 330 5.0 2.0
CG3FD216033016.2 VC3FD216033016.2 16 330 6.2 2.0
CG3FD216033018.0 VC3FD216033018.0 16 330 8.0 2.0
CG3FD218033015.0 VC3FD218033015.0 18 330 5.0 2.0
CG3FD218033016.2 VC3FD218033016.2 18 330 6.2 2.0
CG3FD218033017.0 VC3FD218033017.0 18 330 7.0 2.5
CG3FD218033019.0 VC3FD218033019.0 18 330 9.0 2.0
CG3FD2200330I13.5 VC3FD220033013.5 20 330 35 1.5
CG3FD220033016.2 VC3FD220033016.2 20 330 6.2 2.0
CG3FD220033017.0 VC3FD220033017.0 20 330 7.0 2.5
CG3FD22003301100 VC3FD22003301100 20 330 10.0 2.5
CG3FD222033017.0 VC3FD222033017.0 22 330 7.0 2.0
CG3FD22003301110 VC3FD22203301110 22 330 11.0 2.5
CG3FD224033016.2 VC3FD224033016.2 24 330 6.2 2.0
CG3FD224033017.0 VC3FD224033017.0 24 330 7.0 2.5
CG3FD22403301120 VC3FD22403301120 24 330 12.0 3.0
CG3FD225033018.0 VC3FD225033018.0 25 330 8.0 2.5
CG3FD22503301120 VC3FD22503301120 25 330 12.0 3.0
CG3FD22603301120 VC3FD22603301120 26 330 12.0 3.0
CG3FD22603301130 VC3FD22603301130 26 330 13.0 3.0
CG3FD22803301100 VC3FD22803301100 28 330 10.0 2.0
CG3FD22803301130 VC3FD22803301130 28 330 13.0 3.0
CG3FD23003301130 VC3FD23003301130 30 330 13.0 3.0
CG3FD23203301130 VC3FD23203301130 32 330 13.0 3.0

TK
@ d2
[——————
gﬁg“ﬁ MICRO 6% 1
Sort | | GRAIN 1)
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Cilindretto in metallo duro integrale con due fori elicoidali
Solid carbide rod with 2 twisted coolant holes

VHM - Rundstabe mit 2 Verdrallten Kihlkanalen - Barreaux carbure avec 2 trous hélicoidaux
CrepixeHb TBEPAOCMIABHbI UMAUHAPUYeckuid ¢ nogaven COX - Sk valcova ty€ se 2 chladicimi otvory ve spirdle

(1)) CODE d2 L TK d o« Nuova ‘
UNGROUND (+0.3mm) | GROUND (h6) mm | mm | mm | mm cumﬂ] [’V“CRO] [10%] [%]
Som | | GRAIN 0

CG3FE203033011.5 VC3FE203033011.5 3 330 1.5 0.4 30°

CG3FE206033011.9 VC3FE206033011.9 6 330 1.9 0.6 30°

CG3FE206033012.2 VC3FE206033012.2 6 330 2.2 0.8 30°

CG3FE206033012.6 VC3FE206033012.6 6 330 2.6 0.7 30°

CG3FE208033012.7 VC3FE208033012.7 8 330 2,7 0,7 30°

CG3FE208033013.5 V(C3FE208033013.5 8 330 3,5 0,9 30°

CG3FE208033014.0 VC3FE208033014.0 8 330 4,0 1,0 30°

CG3FE210033012.7 VC3FE210033012.7 10 330 2,7 0,8 30°

CG3FE210033013.5 VC3FE210033013.5 10 330 3,5 0,8 30°

CG3FE210033014.8 VC3FE210033014.8 10 330 4.8 1.4 30°

CG3FE212033014.2 VC3FE212033014.2 12 330 4,2 0,9 30°

CG3FE212033015.4 V(3FE212033015.4 12 330 5.4 1.5 30°

CG3FE212033015.9 VC3FE212033015.9 12 330 5.9 1.7 30°

CG3FE213033016.5 VC3FE213033016.5 13 330 6.5 1.8 30°

CG3FE214033014.7 VC3FE214033014.7 14 330 4,7 1,0 30°

CG3FE214033017.1 VC3FE214033017.1 14 330 7.1 1.75 30°

CG3FE214033017.2 VC3FE214033017.2 14 330 7.1 2,0 30°

CG3FE215033017.7 VC3FE215033017.7 15 330 7.7 1.75 30°

CG3FE216033015.5 VC3FE216033015.5 16 330 55 1,2 30°

CG3FE216033018.3 VC3FE216033018.3 16 330 8.3 1.75 30°

CG3FE216033018.6 VC3FE216033018.6 16 330 8.6 2.5 30°

CG3FE218033019.5 VC3FE218033019.5 18 330 9.5 2,0 30°

CG3FE218033019.7 VC3FE218033019.7 18 330 9.7 2.8 30°

CG3FE21903301101 VC3FE21903301101 19 330 10.1 2.5 30°

CG3FE220033017.1 VC3FE220033017.1 20 330 71 1,5 30°

CG3FE22003301104 VC3FE22003301104 20 330 10.4 2.8 30°

CG3FE22003301107 VC3FE22003301107 20 330 10.7 3.2 30°
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L'uomo fa dei movimenti inutili.
Per questo e superiore alla macchina.

Man makes unnecessary movements.
For this is superior than the machine

Marcello Marchesi

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




Velocita di taglio

Cutting speed

Richtwerte
Parametres
PexxnMmbl 06paboTKM
Reznd rychlost




Formule

Formulas

Formel - Formules
dopmynbl

Fz(mm)=  Avanzamento per Dente
Feed per tooth
Vorschub pro Zain
Avance par dent
Mopaua Ha 3y6

Posuv na zub

Vc (m/min) = Velocita di taglio
Cutting speed
Schnittgeschwindigkeit
Vitesse de coupe
CKOpOCTb pe3aHus
Rezna rychlost

Q (cm3/min) = Volume truciolo asportato
Quantity of removed chip
Swarf Volumen
Coupeau volume

KonuuecTtBo CHUMaeMOW CTPYXKKHM

Mnozstvi odebraného materialu

Vi

Fz= 2%N

N = M 1/min.
mXx0

Vf=2Z x N x fz mm/min.

Ve = mxJxN

1000 m/min.

Q= aexapxVf

1000 cm3/min.

N (1/min) = Velocita di rotazione
Rotation nhumber
Drehzahl
Frequence de rotation
YacTtoTa BpalieHuUa wnuHaens
Otacky

Vf (mm/min) = Velocita di avanzamento
Feed Speed
Vorschubgeschwindigkeit
Vitesse d'avance
CkopocTb noaauun
Rychlost posuvu
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y800 - Y804 - YB0OM - Y803M Slot Milling

Material AL Si<6% - ATIIOMUHUI Copper - MEJb Plastic - AIOMUHUI

2 90-600 | 0.009-0.012 1xd 0300xd | 60-400 0.007-0.009 1xd 0300xd| 60-600 0.009-0.017 1xd  0.300xd
0.5 4 80-600 | 0.008-0.011 1xd 0.180xd | 55-400 0.006-0.008 1xd 0.180xd | 55-600  0.008-0.015 1xd = 0.180xd
6 70-600  0.007-0.010 1xd 0.120xd | 50-400  0.004-0.007 1xd 0.120xd | 50-600 = 0.008-0.013 1xd  0.120xd
2 90-600 = 0.014-0.016 1xd 0300xd | 70-400 0.014-0.016 1xd 0300xd| 70-600 0.018-0.024 1xd  0.300xd
0.6 4 90-600 = 0.013-0.015 1xd 0.180xd | 60-400 0.013-0.015 1xd 0.180xd | 60-600 0.016-0.022 1xd = 0.180xd
6 90-600 = 0.013-0.015 1xd 0.100xd | 60-400 0.013-0.015 1xd 0.100xd | 60-600 0.016-0.022 1xd = 0.100xd
4 90-600 | 0.014-0.016 1xd 0300xd | 70-400 0.014-0.016 1xd 0300xd| 90-600 0.018-0.024 1xd = 0.300xd
0.8 6 90-600 | 0.013-0.015 1xd 0.175xd | 60-400 0.013-0.015 1xd 0.175xd | 90-600 0.016-0.022 1xd = 0.175xd
8 90-600 | 0.013-0.015 1xd 0.110xd | 60-400 0.013-0.015 1xd 0.110xd | 90-600 0.016-0.022 1xd = 0.110xd
6 150-600  0.018-0.024 1xd 0300xd |100-400 0.018-0.024 1xd 0300xd| 100-600 0.020-0.035 1xd 0.300xd
1.0 8 140-600  0.016-0.022 1xd 0.170xd | 90-400 0.016-0.022 1xd 0.170xd | 90-600 0.018-0.032 1xd 0.170xd
12 130-600  0.016-0.020 1xd 0.110xd | 80-400 0.014-0.018 1xd 0.110xd | 80-600 0.018-0.028 1xd  0.110xd
6 190-600  0.018-0.025 1xd 0300xd |120-400 0.018-0.024 1xd 0300xd | 120-600 0.020-0.035 1xd  0.300xd
1.5 8 180-600  0.017-0.023  1xd 0.170xd |120-400 0.017-0.022 1xd 0.170xd | 110-600 0.018-0.032 1xd 0.170 x d
10 170-600  0.017-0.023  1xd 0.160xd | 110-400 0.016-0.020 1xd 0.160xd | 100-600 0.018-0.028 1xd  0.160 xd
2.0 6 190-600  0.025-0.035 1xd 0300xd |120-400 0.020-0.030 1xd 0300xd | 120-600 0.020-0.035 1xd 0.300xd
10 180-600  0.025-0.035 1xd 0200xd |110-400 0.018-0.028 1xd 0.200xd | 110-600 0.020-0.032 1xd  0.200xd
3.0 9 200-600 = 0.020-0.030 1xd 0.300xd | 100-400 0.020-0.030 1xd 0.300xd| 150-600 0.020-0.028 1xd  0.300xd
4.0 12 200-600  0.030-0.040 1xd 0.300xd |100-400 0.020-0.030 1xd 0.300xd | 150-600 0.030-0.040 1xd = 0.300xd
5.0 15 200-600 ~ 0.040-0.050 1xd 0.500xd |100-400 0.030-0.040 1xd 0.500xd | 150-600 0.040-0.050 1xd = 0.500xd
6.0 21 200-600  0.050-0.060 1xd 0.500xd | 100-400 0.040-0.050 1xd 0.500xd | 150-600 0.050-0.060 1xd  0.500xd
8.0 26 200-600  0.060-0.070 1xd 0.500xd | 100-400 0.050-0.060 1xd 0.500xd | 150-600 0.060-0.080 1xd  0.500xd
10.0 31 200-600 = 0.070-0.080 1xd 0.500xd | 100-400 0.070-0.080 1xd 0.500xd | 150-600 0.080-0.100 1xd = 0.500xd
12.0 38 200-600 = 0.090-0.100 1xd 0.500xd | 100-400 0.080-0.090 1xd 0.500xd | 150-600 0.100-0.120 1xd  0.500xd
16.0 66 200-600  0.120-0.140 1xd 0.500xd |100-400 0.100-0.120 1xd 0.500xd | 150-600 0.120-0.160 1xd = 0.500xd
20.0 78 200-600  0.150-0.170 1xd 0.500xd |100-400 0.130-0.150 1xd 0.500xd | 150-600 0.160-0.200 1xd = 0.500xd

CODE: Y300 - Y804 - YBOOM - Y803M Side Milling

Material

2 90-700 = 0.012-0.016 @ 0.2-0.5x d 1xd | 60250 0.009-0.012 0.2-0.5x d 1xd | 60250 0.009-0.017  0.2-0.5xd 1xd
0.5 4 80-700  0.011-0.015 0.2-0.5xd 1xd | 55250 0.008-0.011 0.2-0.5xd 1xd | 552250 0.008-0.015 = 0.2-05xd 1xd
6 70-700 | 0.009-0.013 0.2-0.5xd 1xd | 502250 0.005-0.009 0.2-0.5xd 1xd | 50250 0.008-0.013 = 0.2-05xd 1xd
2 90-700 | 0.019-0.021 0.2-0.5xd 1xd | 70250 0.018-0.020 0.2-0.5xd 1xd | 70250 0.018-0.024 = 0.2-05xd 1xd
0.6 4 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-0.5xd 1xd
6 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-0.5xd 1xd
4 90-700  0.019-0.021 0.2-0.5xd 1xd | 70250 0.018-0.020 0.2-0.5xd 1xd | 70250 0.018-0.024 = 0.2-0.5xd 1xd
0.8 6 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-0.5xd 1xd
8 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-0.5xd 1xd
6 150700 = 0.024-0.032 0.2-0.5xd 1xd | 100250 0.023-0.030 0.2-0.5xd 1xd | 100250 0.020-0.035 = 0.2-05xd 1xd
1.0 8 140700 = 0.021-0.029 0.2-0.5xd 1xd | 90250 0.020-0.028 0.2-0.5xd 1xd | 90250 0.018-0.032 = 0.2-05xd 1xd

12 130-700 = 0.021-0.027 0.2-0.5xd 1xd | 80250 0.018-0.023 0.2-0.5xd 1xd | 80250 0.018-0.028 = 0.2-0.5xd 1xd
190-700 = 0.024-0.033 0.2-0.5xd 1xd | 120250 0.023-0.030 0.2-0.5xd 1xd | 120250 0.020-0.035 = 0.2-0.5xd 1xd
1.5 8 180-700 = 0.023-0.031 0.2-0.5xd 1xd | 120250 0.021-0.028 0.2-0.5xd 1xd | 120250 0.018-0.032 = 0.2-05xd 1xd
10 170-700 = 0.023-0.031 0.2-0.5xd 1xd | 110250 0.020-0.025 0.2-0.5xd 1xd | 110250 0.018-0.028 = 0.2-05xd 1xd
6 190-700 = 0.033-0.047 0.2-0.5xd 1xd | 1202250 0.025-0.038 0.2-0.5xd 1xd | 120250 0.020-0.035 0.2-0.5xd 1xd

20 10 180-700 = 0.033-0.048 0.2-0.5xd 1xd | 110250 0.023-0.035 0.2-0.5xd 1xd | 110250 0.020-0.032 = 0.2-05xd 1xd
3.0 9 200-700  0.027-0.030  0.2-0.5xd 1xd | 100250 0.025-0.038 0.2-0.5xd 1xd | 100250 0.020-0.030 0.2-0.5xd 1xd
4.0 12 200-700  0.040-0.053  0.2-0.5xd 1xd | 100250 0.025-0.038 0.2-0.5xd 1xd | 100250 0.030-0.040  0.2-0.5xd 1xd
5.0 15 200-700  0.053-0.067 0.2-0.5xd 1xd | 100250 0.038-0.050 0.2-0.5xd 1xd | 100250 0.040-0.050 0.2-0.5xd 1xd
6.0 21 200-700  0.067-0.080  0.2-0.5xd 1xd | 100250 0.050-0.063 0.2-0.5xd 1xd | 100250 0.050-0.060 0.2-0.5xd 1xd
8.0 26 200-700 0.080-0.093 0.2-0.5xd 1xd | 100250 0.063-0.075 0.2-0.5xd 1xd | 100250 0.060-0.080  0.2-0.5xd 1xd
10.0 31 200-700  0.093-0.107 0.2-0.5xd 1xd | 100250 0.088-0.100 0.2-0.5xd 1xd | 1002250 0.080-0.100  0.2-0.5xd 1xd
12.0 37 200-700 0.120-0.133  0.2-0.5xd 1xd | 100250 0.100-0.113 0.2-0.5xd 1xd | 100250 0.100-0.120  0.2-0.5xd 1xd
16.0 43 200-700  0.012-0.140  0.2-0.5xd 1xd | 100250 0.125-0.150 0.2-0.5xd 1xd | 1002250 0.120-0.160  0.2-0.5xd 1xd
20.0 78 200-700 0.150-0.170  0.2-0.5xd 1xd | 100250 0.163-0.188 0.2-0.5xd 1xd | 1002250 0.160-0.200  0.2-0.5xd 1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

apf [

CODE: Y800R High Speed Cutting

Material AL Si<6% - AJIIOMUHUI Copper - MEJb Plastic - AIOMUHUI

o 2 v R e | Vo ke | Vo _f____a

2 80-600  0.009-0.011 0.150-1.0xd  0.200xd | 60-400 0.009-0.011 0.10-1.0xd 0.200xd | 60-600 0.009-0.017 0.10-1.0xd 0.200 x d
0.5 4 80-600 0.008-0.010 0.150-1.0xd  0.120xd | 55-400 0.008-0.010 0.10-1.0xd 0.120xd | 55-600 0.008-0.015 0.10-1.0xd 0.120xd
6 80-600 0.008-0.010 0.150-1.0xd  0.060xd | 50-400 0.008-0.010 0.10-1.0xd 0.060xd | 50-600 0.008-0.013 0.10-1.0xd 0.060 xd
2 90-600 0.014-0.016  0.150-1.0xd  0.200xd | 70-400 0.014-0.016 0.10-1.0xd 0.200xd | 70-600 0.018-0.024 0.10-1.0xd 0.200xd
0.6 4 90-600 0.013-0.015 0.150-1.0xd  0.120xd | 60-400 0.013-0.015 0.10-1.0xd 0.120xd | 60-600 0.016-0.022 0.10-1.0xd 0.120xd
6 90-600 0.013-0.015 0.150-1.0xd  0.060xd | 60-400 0.013-0.015 0.10-1.0xd 0.060xd | 60-600 0.016-0.022 0.10-1.0xd 0.060 x d
4 120-600 0.016-0.019  0.150-1.0xd  0.200xd | 70-400 0.016-0.019 0.10-1.0xd 0.200xd | 90-600 0.018-0.024 0.10-1.0xd 0.200 x d
0.8 6 120-600 0.015-0.017 0.150-1.0xd  0.120xd | 60-400 0.015-0.017 0.10-1.0xd 0.120xd | 90-600 0.016-0.022 0.10-1.0xd 0.120xd
8 120-600 0.015-0.017 0.150-1.0xd  0.060xd | 60-400 0.015-0.017 0.10-1.0xd 0.060xd | 90-600 0.016-0.022 0.10-1.0xd 0.060 x d
6 150-600 0.022-0.026 0.150-1.0xd  0.200xd | 100-400 0.022-0.026 0.10-1.0xd 0.200xd [100-600 0.028-0.035 0.10-1.0xd 0.200 xd
1.0 8 150-600 0.020-0.024 0.150-1.0xd  0.120xd | 90-400 0.020-0.024 0.10-1.0xd 0.120xd | 90-600 0.026-0.032 0.10-1.0xd 0.120xd
12 150-600 0.018-0.022 0.150-1.0xd  0.060xd | 80-400 0.018-0.022 0.10-1.0xd 0.060xd | 80-600 0.022-0.028 0.10-1.0xd 0.060 x d

6 190-600 0.028-0.035 0.150-1.0xd  0.200xd | 120-400 0.028-0.035 0.10-1.0xd 0.200xd |[120-600 0.028-0.035 0.10-1.0xd 0.200x d
15 8 190-600 0.026-0.032 0.150-1.0xd  0.120xd | 120-400 0.026-0.032 0.10-1.0xd 0.120xd [110-600 0.026-0.032 0.10-1.0xd 0.120xd
10 190-600 0.025-0.030 0.150-1.0xd  0.060xd | 110-400 0.025-0.030 0.10-1.0xd 0.060xd [100-600 0.022-0.028 0.10-1.0xd 0.060 x d
6 190-600 0.042-0.048 0.150-1.0xd  0.200xd | 120-400 0.042-0.048 0.10-1.0xd 0.200xd [120-600 0.042-0.047 0.10-1.0xd 0.200xd
10 190-600 0.032-0.038 0.150-1.0xd  0.120xd | 110-400 0.032-0.038 0.10-1.0xd 0.120xd [110-600 0.038-0.043 0.10-1.0xd 0.120xd

2.0

3.0 9 200-600 0.030-0.070 0.150-1.0xd ~ 0.200xd | 100-400 0.040-0.080 0.10-1.0xd 0.200xd |150-600 0.040-0.060 0.10-1.0xd 0.200xd
4.0 12 200-600 0.050-0.100 0.150-1.0xd ~ 0.200xd | 100-400 0.050-0.100 0.10-1.0xd 0.200xd |150-600 0.050-0.100 0.10-1.0xd 0.200xd
6.0 21 200-600 0.050-0.100 0.150-1.0xd ~ 0.200xd | 100-400 0.080-0.120 0.10-1.0xd 0.200xd |150-600 0.080-0.120 0.10-1.0xd 0.200xd
8.0 26 | 200-600 0.060-0.120 0.150-1.0xd  0.200xd | 100-400 0.100-0.120 0.10-1.0xd 0.200xd |150-600 0.100-0.120 0.10-1.0xd 0.200 xd
10.0 31 200-600 0.070-0.130 0.150-1.0xd ~ 0.200xd | 100-400 0.100-0.140 0.10-1.0xd 0.200xd |150-600 0.100-0.140 0.10-1.0xd 0.200xd
12.0 37 | 200-600 0.070-0.140 0.150-1.0xd  0.200xd | 100-400 0.100-0.150 0.10-1.0xd 0.200xd |150-600 0.100-0.150 0.10-1.0xd 0.200 xd
16.0 66 | 200-600 0.090-0.160 0.150-1.0xd  0.200xd | 100-400 0.120-0.160 0.10-1.0xd 0.200xd |150-600 0.120-0.160 0.10-1.0xd 0.200xd
20.0 78 | 200-600 0.160-0.200 0.150-1.0xd  0.200xd | 100-400 0160-0.200 0.10-1.0xd 0.200xd |150-600 0.160-0.200 0.10-1.0xd 0.200xd

www.nuovacumet.it @



Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel Heat Resistant Steel Tempered Steel
205PM @ HRC<25-35 HRC<35-50 HRC<50-65
mm HEPXABEIOWASA CTAJIb | JIETMUPOBAHHASA CTAJIb
-1 0.02-0.07 x d 16 0.0050 16 0.0048 15 0.0036 13 0.0030
205PMOOT.. 01 2 0.02-0.07 x d 16 0.0046 15 0.0045 14 0.0036 12 0.0030
205PM0015.. 0.15 - 0.02-0.07 x d 24 0.0050 24 0.0475 23 0.0036 20 0.0030
-1 0.02-0.07 x d 28 0.0071 25 0.0071 24 0.0053 21 0.0045
205PMOD2.. 02 2 0.02-0.07 x d 25 0.0065 23 0.0065 22 0.0053 19 0.0045
205PM003.. 03 -1 0.02-0.07 x d 38 0.0071 34 0.0071 32 0.0053 28 0.0045
23 0.02-0.07 x d 34 0.0065 31 0.0065 29 0.0053 25 0.0045
-1 0.02-0.07 x d 40 0.0110 36 0.0110 34 0.0082 30 0.0069
2 0.02-0.07 x d 40 0.0110 36 0.0110 34 0.0074 30 0.0062
205PMO04.. 0.4 3-4 0.02-0.07 x d 36 0.0101 33 0.0101 31 0.0074 27 0.0062
5 0.02-0.07 x d 32 0.0088 29 0.0088 27 0.0060 24 0.0060
2 0.02-0.07 x d 50 0.0110 45 0.0110 43 0.0820 38 0.0690
3-4-5 0.02-0.07 x d 45 0.0101 41 0.0101 38 0.0082 34 0.0069
205PM005.. 0.5 6 0.02-0.07 x d 40 0.0088 36 0.0113 34 0.0060 30 0.0060
8 0.02-0.07 x d 40 0.0076 36 0.0088 34 0.0057 30 0.0051
10 0.02-0.07 x d 35 0.0060 32 0.0060 30 0.0052 26 0.0040
2 0.02-0.07 xd 60 0.0158 54 0.0157 51 0.0117 45 0.0099
205PMO006.. 0.6 3-4-5-6 0.02-0.07 x d 54 0.0144 49 0.0144 46 0.0117 4 0.0099
8-10 0.02-0.07 x d 48 0.0126 43 0.0126 41 0.0085 36 0.0085
2 0.02-0.07 x d 70 0.0158 63 0.0157 60 0.0117 53 0.0099
205PM007.. 0.7 4-6 0.02-0.07 x d 63 0.0144 57 0.0144 54 0.0117 42 0.0099
8-10 0.02-0.07 x d 56 0.0126 51 0.0126 48 0.0085 42 0.0085
2-4 0.02-0.07 xd 80 0.0158 72 0.0157 68 0.0117 60 0.0099
205PMO008.. 0.8 6-8 0.02-0.07 x d 72 0.0144 65 0.0144 61 0.0117 54 0.0099
10 0.02-0.07 x d 64 0.0126 58 0.0126 55 0.0085 48 0.0085
205PMO09.. 0.9 -3-5-8 0.02-0.07 xd 81 0.0144 73 0.0144 69 0.0117 61 0.0099
10 0.02-0.07 x d 72 0.0126 65 0.0126 61 0.0085 54 0.0085
2-3-4 0.02-0.07 x d 90 0.0235 81 0.0236 77 0.0191 68 0.0162
5-6-8-10 0.02-0.07 xd 81 0.0216 73 0.0216 69 0.0175 61 0.0148
205PM010.. 1.0 12-14 0.02-0.07 xd 72 0.0189 65 0.0189 61 0.0128 54 0.0128
16-18 0.02-0.07 x d 72 0.0162 65 0.0162 61 0.0122 54 0.0108
20 0.02-0.07 x d 63 0.0131 57 0.0129 54 0.0096 48 0.0086
205PM011.02554 1.1 - 0.02-0.07 x d 99 0.0235 90 0.0236 85 0.0191 75 0.0162
-3-4-5-6 0.02-0.07 x d 96 0.0236 87 0.0236 82 0.0176 72 0.0148
205PM012.. 1.2 8-10-12 0.02-0.07 xd 87 0.0216 78 0.0216 74 0.0175 65 0.0148
14-16 0.02-0.07 x d 77 0.0216 69 0.0216 66 0.0175 58 0.0148
205PM013.0454 1.3 - 0.02-0.07 x d 91 0.0236 82 0.0236 78 0.0175 69 0.0149
205PM014.. 1.4 -4-5-6 0.02-0.07 x d 98 0.0236 89 0.0236 84 0.0175 74 0.0149
8-10-12 0.02-0.07 x d 89 0.0216 80 0.0216 75 0.0175 66 0.0165
4-5-6 0.02-0.07 x d 106 0.0236 95 0.0236 90 0.0175 79 0.0149
205PMO15.. 15 8-10-12-14 0.02-0.07 xd 95 0.0216 85 0.0216 81 0.0175 1 0.0148
16-18-20 0.02-0.07 x d 84 0.0189 76 0.0189 72 0.0128 63 0.0128
-4-5-6-8 0.02-0.07 x d 104 0.0263 94 0.0263 89 0.0195 78 0.0165
205PM016.. 1.6 10-12-14-16 0.02-0.07 x d 94 0.0240 85 0.0240 80 0.0195 71 0.0165
18-20 0.02-0.07 x d 84 0.0210 75 0.0210 71 0.0142 63 0.0143
205PM017.0554 1.7 - 0.02-0.07 x d 111 0.0263 100 0.0263 94 0.0195 83 0.0165
205PM018.0554 1.8 - 0.02-0.07 x d 118 0.0263 106 0.0263 100 0.0195 88 0.0165
205PM019.0554 1.9 - 0.02-0.07 x d 100 0.0315 90 0.0315 85 0.0234 75 0.0198
4-6-8-10 0.02-0.07 xd 106 0.0315 95 0.0315 90 0.0234 79 0.0198
205PM020.. 2.0 12-14-16-1820  0.02-0.07 xd 95 0.0288 85 0.0288 81 0.0234 71 0.0198
22-25-30 0.02-0.07 x d 84 0.0252 76 0.0252 72 0.0171 63 0.0171
-10-12 0.02-0.07 x d 113 0.0394 102 0.0394 96 0.0292 85 0.0248
205PM025.. 25 14-16-20 0.02-0.07 x d 102 0.0360 92 0.0360 86 0.0292 76 0.0247
25 0.02-0.07 x d 89 0.0286 81 0.0287 76 0.0232 67 0.0197
-6-8-10-12 0.02-0.07 xd 121 0.0394 109 0.0394 102 0.0292 90 0.0247
205PMO030.. 3.0 14-16-1820-2530  0.02-0.07 x d 109 0.0360 98 0.0360 92 0.0293 81 0.0248
35-40 0.02-0.07 x d 96 0.0360 87 0.0360 82 0.0292 72 0.0247
-8-10-12-14-16  0.02-0.07 x d 118 0.1000 106 0.0900 100 0.0850 89 0.0640
205PMO40.. 4.0 18-20-25-30 0.02-0.07 x d 106 0.0900 96 0.0810 90 0.0765 80 0.0640
35-40 0.02-0.07 x d 96 0.0900 86 0.0810 81 0.0765 72 0.0640
45-50 0.02-0.07 x d 84 0.0716 76 0.0644 70 0.0619 63 0.0509
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel Heat Resistant Steel Tempered Steel
HRC<25-35 HRC<35-50 HRC<50-70

205M005.03R00554 0.5 - 005  002007xd | 79 00090 79 0.0076 63 0.0058 47 0.0063
205M006.01R00554 0.6 - 005  002007xd | 94 00100 80 0.0088 64 0.0074 49 0.0075
205M007.012R00554 0.7 - 005  002007xd | 106  0.0104 79 0.0104 62 0.0093 44 0.0080
205M008.014R00554 0.8 - 005  002007xd | 113 00111 90 0.0104 70 0.0093 50 0.0080
205M009.015R00554 0.9 - 005  002007xd | 127 00111 102 0.0104 79 0.0093 57 0.0080
-4 01-02-03 002007xd | 102 00210 92 0.0210 86 0.0189 76 0.0168
6 010203 002-007xd | 8 00189 74 0.0189 70 0.0189 62 0.0168
05010 Lo 8 0102 002007xd | 73 00189 66 0.0189 62 0.0189 55 0.0168
" : 10 0.1-02-03 0.02-007xd | 64  0.0189 58 0.0189 54 0.0189 48 0.0168
12 01 002007xd | 57 00189 51 0.0189 48 0.0189 43 0.0168
12 0203  002007xd | 57 00168 51 0.0168 48 0.0147 83 0.0147
o102 002-007xd | 117 00227 106 0.0226 99 0.0207 88 0.0181
205MOT5.. 15 68 010203 002007xd | 107 00226 96 0.0226 91 0.0226 80 0.0201
10412 0.1-02-03 0.02-007xd | 85 00227 77 0.0227 73 0.0226 64 0.0201
6 SL02  002:007x 4 131 00303 118 0.0393 11 0.0393 98 0.0315
205M020.. 2.0 r0s | 002067 xd
810 _g3g5 X 19 00393 107 0.0393 101 0.0393 89 0.0315
12 L2 002007xd |96 5, 87 0.0354 82 0.0354 72 0.0314
205M025 25 44 05  002007xd | 8 00354 77 0.0354 73 0.0354 64 0.0315
- 02-03-05 002007xd | 136 00392 122 0.0391 116 0.0391 102 0.0313
10 yes, 0000Tx 41 136 001 122 0.0492 115 0.0491 102 0.0393
205M030.. 3.0 ; -
1216 G502 002007x 41 122 oo 110 0.0491 104 0.0491 92 0.0393
20 02:03-05 0.02-007xd | 110 0.0491 99 0.0492 93 0.0491 82 0.0393
012 ez | 002007 x 41 131 ooees 17 0.0677 1 0.0636 98 0.0561
205M040.. 40 20 020305 002007xd | 110  0.0668 99 0.0677 93 0.0636 92 0.0561
25 03-05 0.02-007xd | 100  0.0668 90 0.0677 85 0.0636 82 0.0561
205M05.10R156 5.0 - 05  002-007xd | 127  0.0676 115 0.0675 108 0.0638 9% 0.0561
1620 0.1-0.2-03
205M060.. 6.0 530 05115 002007xd | 136 00674 122 0.0673 115 0.0639 102 0.0565
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel Heat Resistant Steel Tempered Steel
HRC<25-35 HRC<35-50 HRC<50-70

HEPXABEIOLWAA CTANb | JIETMPOBAHHASA CTAJIb CTAJIb
Fz

- 0.02-0.08 xd | 13-16 = 0.002-0.0025 | 12-16 = 0.0018-0.0025 | 10-16 0.0015-0.0023 | 8-16 0.0010-0.0020

205RM001.. 0.1 1 0.02-0.08 xd | 13-16 0.0014-0.0018 | 12-16 = 0.0013-0.0018 | 10-16 0.0010-0.0016 | 8-16 0.0007-0.0014
2 0.02-0.08 xd | 13-16  0.0009-0.0011 | 12-16 = 0.0008-0.0011 | 10-16 0.0006-0.0009 | 8-16 0.0004-0.0008

205RMO015.. 0.15 - 0.02-0.08 xd | 1924  0.0020-0.0025 | 1724 = 0.0018-0.0025 | 1524 0.0015-0.0023 | 1224  0.0010-0.0020
205RMO02.. 0.2 -1 0.02-0.08 x d | 25-31 0.0028-0.0035 | 22-31  0.0025-0.0035 | 20-31 0.0021-0.0033 | 1529  0.0016-0.0030
2 0.02-0.08 xd | 25-31 0.0026-0.0032 | 22-31  0.0022-0.0031 | 1921 0.0019-0.0029 | 1325  0.0014-0.0027

205RMO03.. 03 -1 0.02-0.08 x d | 38-47  0.0040-0.0050 | 34-47  0.0036-0.0050 | 30-47 0.0029-0.0045 | 22-42  0.0022-0.0043
2-3 0.02-0.08 x d | 38-47 0.0036-0.0045 | 33-46  0.0032-0.0045 | 28-43 0.0026-0.0041 | 20-38  0.0020-0.0038

-1-2 0.02-0.08 x d | 48-60 0.0048-0.0060 | 39-54  0.0043-0.0060 | 33-51 0.0035-0.0055 | 23-45  0.0026-0.0050

205RM004.. 0.4 3-4 0.02-0.08 x d | 43-54  0.0043-0.0054 | 35-49  0.0039-0.0054 | 29-46 0.0032-0.0050 | 21-41  0.0023-0.0045
5 0.02-0.08 x d | 38-48  0.0041-0.0051 | 31-43  0.0037-0.0051 | 26-41 0.0030-0.0047 | 19-36  0.0022-0.0043

12 0.02-0.08 x d | 50-63 0.0080-0.0100 | 41-57  0.0072-0.0100 | 34-53 0.0058-0.0090 | 24-47  0.0047-0.0090

205RMO0S.. 05 3-4-5 0.02-0.08 xd | 46-57 0.0072-0.0090 | 37-51  0.0065-0.0090 | 31-48 0.0052-0.0081 | 22-42  0.0042-0.0081
6-8 0.02-0.08 x d | 40-50 ' 0.0068-0.0085 | 32-45 0.0061-0.0085 | 28-43 0.0049-0.0076 | 20-38  0.0040-0.0076

10 0.02-0.08 x d | 35-44 | 0.0059-0.0074 | 29-40 ~ 0.0055-0.0077 | 24-37 0.0042-0.0066 | 17-33  0.0033-0.0064

2-3 0.02-0.08 xd | 60-75 ' 0.0120-0.0150 | 49-68 0.0108-0.0150 | 41-64 0.0083-0.0130 | 30-57  0.0062-0.0120

4 0.02-0.08 x d | 54-68 ' 0.0114-0.0143 | 44-61 0.0102-0.0142 | 37-58 0.0079-0.0124 | 27-51  0.0059-0.0114

205RM006.. 0.6 5-6 0.02-0.08 x d | 54-68 0.0108-0.0135 | 44-61 0.0097-0.0135 | 37-58 0.0075-0.0117 | 27-51  0.0056-0.0108
8 0.02-0.08 x d | 48-60 0.0102-0.0128 | 39-54  0.0091-0.0127 | 33-51 0.0070-0.0110 | 23-45  0.0053-0.0102

10 0.02-0.08 x d | 42-53 ' 0.0102-0.0128 | 34-47  0.0092-0.0128 | 29-45 0.0071-0.0111 | 21-40  0.0053-0.0102

23 0.02-0.08 xd | 70-88 0.0120-0.0150 | 57-79  0.0108-0.0150 | 48-75 0.0083-0.0130 | 34-66  0.0062-0.0120

4 0.02-0.08 xd | 63-79 0.0114-0.0143 | 5171  0.0102-0.0142 | 43-67 0.0079-0.0124 | 31-59  0.0059-0.0114

205RM007.. 0.7 5-6 0.02-0.08 xd | 63-79 0.0108-0.0135 | 51-71  0.0097-0.0135 | 43-67 0.0075-0.0117 | 31-59  0.0056-0.0108
8 0.02-0.08 xd | 56-70 0.0102-0.0128 | 45-63  0.0091-0.0127 | 38-60 0.0070-0.0110 | 28-53  0.0053-0.0102

10 0.02-0.08 xd | 50-62 0.0102-0.0128 | 40-55 0.0092-0.0128 | 33-52 0.0071-0.0111 | 24-46  0.0053-0.0102

2-3-4 0.02-0.08 x d |80-100 0.0144-0.0180 | 65-90 0.0130-0.0180 | 54-85 0.0102-0.0160 | 39-75  0.0078-0.0150

205RM00S.. 0.8 5-6 0.02-0.08 xd | 72-90 0.0130-0.0162 | 58-81 0.0117-0.0162 | 49-77 0.0092-0.0144 | 35-68  0.0070-0.0135
8 0.02-0.08 xd | 64-80 0.0130-0.0162 | 5272  0.0117-0.0162 | 44-68 0.0092-0.0144 | 31-60  0.0070-0.0135

10 0.02-0.08 xd | 64-80 0.0122-0.0153 | 52-72  0.0110-0.0153 | 44-68 0.0087-0.0136 | 31-60  0.0067-0.0128

3-4 0.02-0.08 x d |90-113  0.0144-0.0180 | 73-102  0.0130-0.0180 | 61-96 0.0102-0.0160 | 44-85  0.0078-0.0150

205RMO00.. 0.9 5-6 0.02-0.08 x d | 82102 0.0130-0.0162 | 66-92  0.0117-0.0162 | 55-86 0.0092-0.0144 | 40-76 = 0.0070-0.0135
8 0.02-0.08 xd | 72-90 0.0130-0.0162 | 58-81 0.0117-0.0162 | 49-77 0.0092-0.0144 | 35-68 = 0.0070-0.0135

10 0.02-0.08 xd | 72-90 ' 0.0122-0.0153 | 58-81 0.0110-0.0153 | 49-77 0.0087-0.0136 | 35-68  0.0067-0.0128

2-3-4-5 0.02-0.08 x d |90-113  0.0200-0.0250 | 73-102  0.0180-0.0250 | 61-96 0.0144-0.0225 | 44-85  0.0109-0.0210

205RMO10. 1.0 6-8-10 0.02-0.08 x d | 82-102 0.0180-0.0225 | 66-92 0.0162-0.0225 | 55-86 0.0129-0.0202 | 40-76  0.0098-0.0189
12-14-16 0.02-0.08 xd | 72-90 0.0170-0.0213 | 58-81 0.0153-0.0213 | 49-77 0.0122-0.0191 | 35-68  0.0093-0.0178

18 0.02-0.08 xd | 63-79 0.0160-0.0200 | 51-71  0.0144-0.0200 | 43-67 0.0115-0.0180 | 31-59  0.0087-0.0168

20 0.02-0.08 x d | 54-68 0.0160-0.0200 | 44-61 0.0144-0.0200 | 37-58 0.0115-0.0180 | 27-51  0.0087-0.0168

205RMO11.. 1.1 - 0.02-0.08 x d |99-124 0.0200-0.0250 | 81-112  0.0180-0.0250 | 68-106 0.0144-0.0225 | 48-93  0.0109-0.0210
-3-4-5 0.02-0.08 x d | 98-122 0.0228-0.0285 | 79-110  0.0205-0.0285 | 67-104 0.0163-0.0254 | 48-92  0.0128-0.0247

205RM012.. 1.2 6-8-10 0.02-0.08 xd | 87-109 0.0208-0.0260 | 71-98  0.0187-0.0260 | 59-92 0.0160-0.0250 | 42-81  0.0114-0.0220
12-14-16 0.02-0.08 x d | 87-109 0.0187-0.0234 | 71-98  0.0168-0.0234 | 59-92 0.0144-0.0225 | 42-81  0.0103-0.0198

- 0.02-0.08 x d [106-132 0.0228-0.0285 | 86-119  0.0205-0.0285 | 72-112 0.0163-0.0254 | 51-99  0.0128-0.0247

205RMOT3.. 13 -4-5 0.02-0.08 x d [102-127 0.0240-0.0300 | 80-111 0.0216-0.0300 | 68-106 0.0173-0.0270 | 46-88  0.0135-0.0260
6-8 0.02-0.08 x d [89-111 0.0240-0.0300 | 72-100  0.0216-0.0300 | 60-94 0.0173-0.0270 | 43-83  0.0135-0.0260

10-12 0.02-0.08 x d | 89-111 0.0216-0.0270 | 72-100  0.0194-0.0270 | 60-94 0.0156-0.0243 | 43-83  0.0122-0.0234

-4-5-6 0.02-0.08 x d [106-132 0.0264-0.0330 | 86-119  0.0238-0.0330 | 72-112 0.0192-0.0300 | 51-99  0.0140-0.0270

205RMO015.. 1.5 8-10-12 0.02-0.08 x d | 95-119 0.0238-0.0297 | 77-107  0.0214-0.0297 | 65-101 0.0173-0.0270 | 46-89  0.0126-0.0243
14-16-18-20  0.02-0.08 x d | 85-106 0.0225-0.0281 | 68-95  0.0202-0.0281 | 58-90 0.0163-0.0255 | 41-79 = 0.0119-0.0229

-4-5-6-8 0.02-0.08 x d [105-131 0.0280-0.0350 | 85-118  0.0252-0.0350 | 71-111 0.0198-0.0310 | 51-98 = 0.0156-0.0300

205RMO016.. 1.6 10-12-14-16  0.02-0.08 x d |94-118 0.0252-0.0315 | 76-106 ~ 0.0227-0.0315 | 64-100 0.0179-0.0279 | 46-83  0.0140-0.0270
18-20 0.02-0.08 x d | 83-104 0.0238-0.0298 | 68-94 0.0215-0.0298 | 57-89 0.0169-0.0264 | 4178  0.0133-0.0255

205RM017.. 1.7 - 0.02-0.08 x d [111-139 0.0320-0.0400 | 90-125 0.0288-0.0400 | 76-118 0.0224-0.0350 |54-104  0.0172-0.0330
205RMO018.. 1.8 - 0.02-0.08 x d [118-147 0.0320-0.0400 | 95-132  0.0288-0.0400 | 80-125 0.0224-0.0350 |57-110  0.0172-0.0330
205RM019.. 1.9 - 0.02-0.08 x d [124-155 0.0320-0.0400 | 101-140 0.0288-0.0400 | 84-132 0.0224-0.0350 | 60-116  0.0172-0.0330
-4 0.02-0.08 x d [106-132 0.0400-0.0500 | 86-119  0.0360-0.0500 | 72-112 0.0288-0.0450 | 51-99  0.0224-0.0430

6-8 0.02-0.08 x d [106-132 0.0360-0.0450 | 86-119  0.0324-0.0450 | 72-112 0.0256-0.0400 | 51-99  0.0198-0.0380

205RM020.. 2.0 10-12-14 0.02-0.08 x d [106-132 0.0320-0.0400 | 86-119  0.0288-0.0400 | 72-112 0.0207-0.0324 | 51-99  0.0177-0.0340
16-18-20 0.02-0.08 x d | 95-119 0.0288-0.0360 | 77-107  0.0259-0.0360 | 65-101 0.0207-0.0324 | 46-89  0.0159-0.0306

22 0.02-0.08 x d [90-112 0.0272-0.0340 | 73101 0.0245-0.0340 | 61-95 0.0196-0.0306 | 44-84  0.0150-0.0289

25-30 0.02-0.08 x d | 85-106 0.0272-0.0340 | 68-95 0.0245-0.0340 | 58-90 0.0196-0.0306 | 4179  0.0150-0.0289

205RM022.. 2.2 - 0.02-0.08 x d [116-145 0.0400-0.0500 | 94-131 0.0360-0.0500 | 79-123 0.0288-0.0450 | 57-109  0.0224-0.0430
-10 0.02-0.08 x d [121-151 0.0465-0.0581 | 98-136  0.0418-0.0581 | 80-125 0.0344-0.0537 | 57-110  0.0238-0.0457

205RM025.. 2.5 12-14-16 0.02-0.08 x d [106-133 0.0525-0.0656 | 86-120 0.0472-0.0656 | 70-110 0.0388-0.0606 | 50-97  0.0268-0.0516
20-25 0.02-0.08 x d |101-126 0.0453-0.0566 | 81-113  0.0408-0.0566 | 67-104 0.0355-0.0523 | 47-91 = 0.0230-0.0442
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel Heat Resistant Steel Tempered Steel
HRC<25-35 HRC<35-50 HRC<50-70

HEPXABEIOWASA CTAJIb | JIETMPOBAHHASA CTAJIb

-6-8-10-12  0.02-0.08 x d [121-151 0.0600-0.0750 | 98-136 = 0.0540-0.0750 | 82-128 0.0429-0.0670 | 59-113  0.0328-0.0630

14-16 0.02-0.08 x d |121-151 0.0540-0.0675 | 98-136  0.0486-0.0675 | 82-128 0.0386-0.0603 | 59-113  0.0295-0.0567

205RMO30.. 3.0 18202530 0.02-0.08 xd |109-136 0.0540-0.0675 | 88122 0.0486-0.0675 | 74115 0.0386-0.0603 | 53-102  0.0295-0.0567
35 0.02-0.08xd | 97121 0.0510-0.0638 | 78109  0.0459-0.0638 | 65-102 0.0364-0.0569 | 47-90  0.0278-0.0535
40 0.02-008xd 89111 0.0486-0.0607 | 71-99  0.0434-0.0603 | 54-85 0.0338-0.0528 | 3772  0.0256-0.0493
- 0.02-0.08 x d [115-144 0.08000-0.1000| 94130 0.0720-0.1000 | 79-123 0.0576-0.0900 | 56-108  0.0442-0.0850
810-12-14
—— a0 P 0.02:0.08xd 115144 0.0800-0.1000 | 94130 0.0720-0.1000 | 79123 0.0576-0.0900 | 56108 0.0442-0.0850

25-30-35-40 0.02-0.08 x d [104-130 0.0720-0.0900 | 84-117  0.0648-0.0900 | 71-111 0.0518-0.0810 | 51-98  0.0398-0.0765
45-50 0.02-0.08 xd | 93-116  0.0680-0.0850 | 75-104 = 0.0612-0.0850 | 63-98 = 0.0490-0.0765 | 45-87  0.0375-0.0722

CODE: 200RB STANDARD CUTTING SPEED

Aluminium Alloy Steels
Cast Iron Heat Resistant Steel
MATERIAL Non Alloy Steels JIETMPOBAHHAS CTAJb

AJIIOMUHUN-YYTYH

JIETUIPOBAHASA CTAJ1b
HRC 30 - HRC 40

2-3 34000 2700 | 32000 2500 11500 900 l
4 | 25000 2200 24000 = 2100 8000 | 700 ap
6 | 16800 1800 15800 1700 6000 600 'y
ae=0,05xd
8 | 13000 1700 11900 1500 4000 500 ap = 0,02 xd
10 | 10000 1400 9800 1300 3600 500
12 | 8800 1300 7900 1200 2900 400 L

CODE: 400RB STANDARD CUTTING SPEED

Aluminium Alloy Steels
Cast Iron Heat Resistant Steel
MATERIAL Non AIon Steels NETMPOBAHHAS CTAJTb
AJIOMUHUN-YYTYH
NIETMPOBAHAS CTAJIb

HARDNESS

6 } 16800 3800 } 15900 3400 5800 1200
8 | 13000 3600 | 11800 2900 4400 1000
10 | 10000 2900 | 10000 2400 3300 900
12 | 8900 2700 | 7900 2400 3000 900
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

For finishing:

3e<0,02-0,03xd

ap<08xd

Vc = 1,2 x Vc (Parameter List) ae

Fz = 0,7 x Vc (Parameter List) _,‘ ‘4_

apy |

CODE: 200SR - 200SRT - 200R - 200RT - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT
ROUGHING - STANDARD CUTTING SPEED

<50 HRC - CTAJIb < 60 HRC - CTA/Ib
_ae ap

1-3 140 0.016 0.03xd 0.03xd 120 0.016 0.03xd 0.03xd 70 0.014 0.03xd 0.03xd
4 140 0.032 0.03xd 0.03xd 120 0.032 0.03xd 0.03xd 70 0.028 0.03xd 0.03xd

6 140 0.132 0.03xd 0.03xd 120 0.032 0.03xd 0.03xd 70 0.028 0.03xd 0.03xd

8 140 0.064 0.03xd 0.03xd 120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd

10 140 0.064 0.03xd 0.03xd 120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd
12-18 140 0.096 0.03xd 0.03xd 120 0.096 0.03xd 0.03xd 70 0.084 0.03xd 0.03xd
20-25 140 0.160 0.03xd 0.03xd 120 0.160 0.03xd 0.03xd 70 0.140 0.03xd 0.03xd

CODE: 200SR - 200SRT - 200R - 200RT - 200RL - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT

Copper - MEJIb Stainless Steel - HEPXXABEIOLLLAS CTAJIb
VC 74 ae ap 74 ae ap C F

<
N
[-Y]
™
[-Y]
©

1-3 350 0.020 0.03xd 0.03xd 90 0.014 0.03xd 0.03xd 80 0.015 0.03xd 0.03xd
4 350 0.040 0.03xd 0.03xd 90 0.028 0.03xd 0.03xd 80 0.030 0.03xd 0.03xd

6 350 0.040 0.03xd 0.03xd 90 0.028 0.03xd 0.03xd 80 0.030 0.03xd 0.03xd

8 350 0.080 0.03xd 0.03xd 90 0.057 0.03xd 0.03xd 80 0.060 0.03xd 0.03xd

10 350 0.080 0.03xd 0.03xd 90 0.057 0.03xd 0.03xd 80 0.060 0.03xd 0.03xd
12-18 350 0.120 0.03xd 0.03xd 90 0.085 0.03xd 0.03xd 80 0.090 0.03xd 0.03xd
20-25 350 0.200 0.03xd 0.03xd 90 0.142 0.03xd 0.03xd 80 0.150 0.03xd 0.03xd

CODE: 200SR - 200SRT - 200R - 200RT - 200RL - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT

Super Alloy - CYNEP CIJ1AB Cast Iron - YYTYH

VC 74 ae ap

[T =l w [ @ | I ==

1-3 40 0.015 0.03xd 0.03xd 130 0.019 0.03xd 0.03xd 120 0.015 0.03xd 0.03xd
4 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

6 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

8 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd

10 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd
12-18 40 0.090 0.03xd 0.03xd 130 0.114 0.03xd 0.03xd 120 0.090 0.03xd 0.03xd
20-25 40 0.150 0.03xd 0.03xd 130 0.190 0.03xd 0.03xd 120 0.150 0.03xd 0.03xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Code: Y200R ROUGHING - HIGH SPEED CUTTING

MATERIAL
HARDNESS

MATERIAL
HARDNESS

| 7 | e | ap | VC | P | ae |
0.015 1xd 0.096 x d 165 0.014 1xd
0.029 1xd 0.096 xd 165 0.027 1xd
0.029 1xd 0.096 xd 165 0.025 1xd
0.029 1xd 0.096 xd 165 0.055 1xd
0.060 1xd 0.096 xd 165 0.055 1xd
0.060 1xd 0.096 x d 165 0.083 1xd
0.092 1xd 0.096 x d 165 0.083 1xd

Steel -

Steel - CTAJIb

CTAJIb

0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd

HRC 48-56
FL ae
0.014 1xd
0.027 1xd
0.027 1xd
0.027 1xd
0.055 1xd
0.055 1xd
0.083 1xd

Cast Iron - YYTYH

ap
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd

\[9

75
75
75
75
75
75

75

FL

0.010
0.020
0.020
0.020
0.043
0.043
0.065

Titanium - TUTAH

ae

1xd
1xd
1xd
1xd
1xd
1xd
1xd

ap
0.028 xd
0.028 xd
0.028 xd
0.028 xd
0.028 xd
0.028 xd
0.028 xd

0.042 xd
0.042 xd
0.042 xd
0.042 xd
0.042 xd
0.042 xd
0.042 xd

0.040 x d
0.040 x d
0.040 xd
0.040 xd
0.040xd
0.040 x d
0.040 x d

H
~

0.030xd
0.030xd
0.030xd
0.030xd
0.030xd
0.030xd
0.030xd

0.030xd
0.030xd
0.030xd
0.030xd
0.030xd
0.030xd
0.030xd

ae
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R FINISHING - HIGH SPEED CUTTING

MATERIAL
HARDNESS

Steel - CTA/b

<170 HB < HRC 50
VC FL ae ap VC FL ae

1-3 270 0.016 1xd 0.032xd 210 0.015 1xd 0.020xd
4 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

5 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

6 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

8 270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd
10 270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd
12-16 270 0.095 1xd 0.032xd 210 0.097 1xd 0.020xd

Steel - CTA/Ib

MATERIAL

| ve | B @ @ | VO P a3
160 0.014 1xd 0.044 xd 85 0.012 1xd 0.010xd
160 0.014 1xd 0.044 xd 85 0.012 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.023 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.023 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.049 1xd 0.010xd
160 0.055 1xd 0.044 xd 85 0.049 1xd 0.010xd
160 0.055 1xd 0.044 xd 85 0.075 1xd 0.010xd

MATERIAL Cast Iron - YYTYH Titanium - TUTAH

HARDNESS

1-3 175 0.015 1xd 0.020xd 95 0.012 1xd 0.010xd
4 175 0.015 1xd 0.020xd 95 0.024 1xd 0.010xd

5 175 0.031 1xd 0.020xd 95 0.024 1xd 0.010xd

6 175 0.031 1xd 0.020xd 95 0.024 1xd 0.010xd

8 175 0.031 1xd 0.020xd 95 0.048 1xd 0.010xd
10 175 0.062 1xd 0.020xd 95 0.048 1xd 0.010xd
12-16 175 0.062 1xd 0.020xd 95 0.072 1xd 0.010xd

MATERIAL Stainless Steel - HEPXABEIOLLASA CTAJTb Super Alloy - CYMEP CI/1AB

' F1 ae ap VC 74 ae ap
1 30

C

10 0.013 1xd 0.010xd 0.011 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
110 0.075 1xd 0.010xd 30 0.063 1xd 0.010xd

ae

9
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R ROUGHING - HIGH SPEED CUTTING

MATERIAL Steel - CTAb

HARDNESS

<170 HB

1-3 310 0.024  0046xd 1.120xd 285 0.022
4 310 0.048 = 0.046xd 1.120xd 285 0.044

5 310 0.048 = 0.046xd 1.120xd 285 0.044

6 310 0.048  0.046xd 1.120xd 285 0.044

8 310 0.097  0046xd 1.120xd 285 0.089
10 310 0.097  0046xd 1.120xd 285 0.089
12-16 310 0145 | 0.046xd  1.120xd 285 0.134

Steel - CTA/b

275 0.021 0.033xd 0.820xd 125 0.015
275 0.042  0033xd 0820xd 125 0.030
275 0.042  0033xd 0820xd 125 0.030
275 0.042  0033xd 0820xd 125 0.030
275 0.085 = 0.033xd 0820xd 125 0.065
275 0.085 = 0.033xd 0820xd 125 0.065
275 0128  0.033xd 0820xd 125 0.100

HARDNESS

\'[s F1 ae ap VC F1

250 0.021  0021xd 0850xd 140 0.017
250 0.043  0.021xd 0.850xd 140 0.035
250 0.043  0.021xd 0.850xd 140 0.035
250 0.043  0.021xd 0.850xd 140 0.035
250 0.088  0.021xd 0.850xd 140 0.070
250 0.088  0.021xd 0.850xd 140 0.070
250 0129  0021xd 0850xd 140 0.104

< HRC50

LRl ae | ap | Ve | R ae | ap |

0.035xd
0.035xd
0.035xd
0.035xd
0.035xd
0.035xd
0.035xd

HRC 48-56 <HRC 65

ae

0.028 xd
0.028 x d
0.028 x d
0.028 xd
0.028 x d
0.028 x d
0.028 xd

0.020xd
0.020xd
0.020xd
0.020xd
0.020xd
0.020xd
0.020xd

0.820xd
0.820xd
0.820 xd
0.820xd
0.820xd
0.820 xd
0.820xd

ap
0.750 xd
0.750 xd
0.750 x d
0.750 x d
0.750 xd
0.750 xd
0.750 xd

0.750 xd
0.750 xd
0.750xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd

0.520xd

0.520xd
0.520xd
0.520xd
0.520xd
0.520xd
0.520xd

Stainless Steel - HEPXABEIOLLASA CTAJIb Super Alloy - CYMNEP CIJ/1AB
Ve L ae

1-3 140 0.018  0020xd 0.830xd 40 0.015  0.020xd
4 140 0.036 0.020xd  0.830xd 40 0.030  0.020xd

5 140 0.036 0.020xd  0.830xd 40 0.030  0.020xd

6 140 0.036 0.020xd  0.830xd 40 0.030  0.020xd

8 140 0.073 0.020xd  0.830xd 40 0.056  0.020xd
10 140 0.073 0.020xd  0.830xd 40 0.056  0.020xd
12-16 140 0108  0.020xd  0.830xd 40 0.090  0.020xd

wl |

ae
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTA/b

Ve FZ ae ap Ve Fz ae | ap |

1-3 415 0025 0030xd 0850xd | 355 0024 0020xd 0650xd
4 415 0050 0030xd 0850xd | 355 0050 0020xd 0650xd

5 415 0050 0030xd 0850xd | 355 0050 0020xd 0650xd

6 415 0050 0030xd 0850xd | 355 0050 0020xd 0650xd

8 415 0100 0030xd 0850xd | 355 0099 0020xd 0650xd
10 415 0100 0030xd 0850xd | 355 0099 0020xd 0650xd
12-16 415 0150 0030xd 0850xd | 355 0149 0020xd = 0650xd

Steel - CTAb

HRC 48-56 < HRC 65

MATERIAL
HARDNESS

1-3 340 0.022 = 0.020xd 0.650xd 140 0.018  0.010xd 0.450 x d
4 340 0.045  0.020xd 0.650xd 140 0.035 0.010xd 0.450 x d

5 340 0.045  0.020xd 0.650xd 140 0.035 0.010xd 0.450 x d

6 340 0.045  0.020xd 0.650xd 140 0.035 0.010xd 0.450 xd

8 340 0.090  0.020xd 0.650xd 140 0.075 0.010xd 0.450 xd
10 340 0.090  0.020xd 0.650xd 140 0.075 0.010xd 0.450 x d
12-16 340 0135 = 0.020xd 0.650xd 140 0115 0.010xd 0.450 x d

VvC FZ ae ap VvC F1 ae ap

285 0.023 0.010xd 0.640xd 160 0.020 0.010xd  0.430xd
285 0.047 0.010xd  0.640xd 160 0.040 0.010xd  0.430xd
285 0.047 0.010xd  0.640xd 160 0.040 0.010xd  0.430xd
285 0.047 0.010xd 0.640xd 160 0.040 0.010xd 0.430xd
285 0.095 0.010xd 0.640xd 160 0.080 0.010xd  0.430xd
285 0.095 0.010xd  0.640xd 160 0.080 0.010xd  0.430xd
285 0.140 0.010xd  0.640xd 160 0.120 0.010xd  0.430xd

MATERIAL Stainless Steel - HEP)XABEIOLLAS CTA/Ib Super Alloy - CYNEP CMNJ1AB
HARDNESS
1-3 180 0.021 0.010xd = 0.580xd 60 0.018 0.010xd  0.350xd
4 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0.350xd
5 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0.350xd
6 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0.350xd
8 180 0.085 0.010xd = 0.580xd 60 0.065  0.010xd 0350xd
10 180 0.085 0.010xd = 0.580xd 60 0.065 0.010xd  0.350xd
12-16 180 0.125 0.010xd = 0.580xd 60 0.105 0.010xd  0.350xd

wl |

ae

| |
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200DR] - 200D) ROUGHING

Steel - CTANb

<HRC 48 < HRC 55
VC 74 ae ap VC FL ae “ ae
‘

MATERIAL

HARDNESS

1 150250  0.02-0.04 0.100xd  0.100xd |100-180 0.02-0.03 0.100xd  0.100 xd —_ _>‘
2-3 1502250  0.04-0.07 0.100xd  0.100xd | 100-180 0.03-0.06 0.100xd  0.100 xd a pL
4-6 150250  0.08-0.11 0.100xd  0.100xd |100-180 0.07-0.10 0.100xd  0.100xd
8-10 150250  0.11-0.14 0.100xd  0.100xd | 100-180 0.10-0.13 0.100xd  0.100 xd
12 150250  0.12-0.15 0.100xd  0.100xd | 100180 0.12-0.14 0.100xd  0.100 xd
16 150250  0.14-0.16  0.100xd  0.100xd | 100180 0.14-0.16 0.100xd  0.100 xd
150250  0.17-0.20 0.100xd  0.100xd | 100180 0.16-0.18 0.100xd  0.100 xd

20
m Steel - CTAb Cast Iron - YYTYHn
'/ 74 ae ap

v w e e ] E = =
1 80-120  0.02-0.03 0.060xd = 0.060xd 70100 | 0.02-0.03 0.060xd @ 0.060xd | 150-300 0.02-0.04 0.200xd  0.200xd
2-3 80-120  0.03-0.05 0.060xd  0.060xd 70100 | 0.03-0.05 0.060xd  0.060xd | 150-300 0.04-0.07 0.200xd  0.200xd
4-6 80-120  0.07-0.08 0.060xd = 0.060xd 70100  0.07-0.08 0.060xd = 0.060xd | 150-300 0.08-0.11  0.200xd  0.200 x d
8-10 80-120  0.09-0.11 0.060xd  0.060 x d 70100  0.09-0.11 0.060xd = 0.060xd | 150-300 0.11-0.14  0.200xd  0.200 xd
12 80-120  0.09-0.11 0.060xd  0.060 x d 70100  0.09-0.11 0.060xd = 0.060xd | 150-300 0.12-0.15 0.200xd  0.200xd
15 80-120  0.10-0.13 0.060xd = 0.060xd 70100  0.10-0.13 0.060xd = 0.060xd | 150-300 0.14-0.16  0.200xd  0.200xd
20 80-120  0.12-0.15 0.060xd = 0.060xd 70100 | 0.12-0.15 0.060xd = 0.060xd | 150-300 0.17-020 0.200xd  0.200xd

CODE: 200DR] - 200D) FINISHING

Steel - CTAb

MATERIAL

HARDNESS

vC F1 ae ap VvC FZ ae ap

1 200-300  0.02-0.03 0.03-0.05 0.03-0.05 | 150200 0.02-0.03 0.03-0.05 @ 0.03-0.05 - —>ae<—
2-3 200-300  0.02-0.03 0.07-0.10 = 0.07-0.10 | 150200 0.02-0.03 0.07-0.10 = 0.07-0.10 a Fﬁi ‘ ‘
4-6 200-300  0.05-0.06 0.10-0.15  0.10-0.15 | 150200 0.05-0.06 0.10-0.15  0.10-0.15 ——

8-10 200-300  0.06-0.07 0.15-0.20 = 0.15-0.20 | 150200 0.06-0.07 0.15-0.20 = 0.15-0.20
12 200-300  0.07-0.08 0.20-0.24  0.20-0.24 | 1502200 0.07-0.08 0.20-02.4 0.20-0.24
16 200-300  0.08-0.10 0.24-0.28  0.24-0.28 | 150200 0.08-0.09 0.24-0.28 0.24-0.28

200-300  0.10-0.12 0.28-0.32  0.28-032 | 150-200 0.09-0.10 0.28-0.32 = 0.28-0.32

Steel - CTANb Cast Iron - YYTYHn

wn

20
1

100-130  0.01-0.02 ' 0.03-0.05  0.03-0.05 80-120 = 0.01-0.02  0.03-0.05 0.03-0.05 | 200-300 0.02-0.03 0.100xd  0.100 xd

2-3 100-130  0.01-0.03 ' 0.07-0.10 = 0.07-0.10 80120 = 0.01-0.03  0.07-0.10  0.07-0.10 | 200-300  0.02-0.03 0.100xd  0.100 xd
4-6 100-130  0.03-0.05 0.10-0.15  0.10-0.15 80-120 = 0.03-0.05 0.10-0.15  0.10-0.15 | 200-300  0.05-0.06 ~ 0.100xd  0.100 xd
8-10 100-130 ~ 0.05-0.07 0.15-0.20 ~ 0.15-0.20 80120 = 0.05-0.07 0.15-020 0.15-020 | 200-300 0.06-0.07 0.100xd  0.100 xd
12 100-130  0.06-0.07 0.20-0.24  0.20-0.24 80-120 = 0.06-0.07 0.20-0.24  0.20-0.24 | 200-300 0.07-0.08  0.100xd  0.100 x d
15 100-130  0.07-0.08 ' 0.24-0.28 = 0.24-0.28 80-120 = 0.07-0.08  0.24-0.28 = 0.24-0.28 | 200-300 0.08-0.10  0.100xd  0.100 xd
20 100-130  0.08-0.10  0.28-0.32  0.28-0.32 80-120 = 0.08-0.10 0.28-0.32  0.28-032 | 200-300 0.10-0.12  0.100xd = 0.100xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200SR) - 400SR) ROUGHING - HIGH SPEED CUTTING

MATERIAL Steel - CTANIb
HARDNESS < HRC 50
Ve B ae | ap | ae
1-3 240 0045 = 0400xd 0100xd | 225 0040 0300xd  0.080xd —> |
4-6 240 0080 0.400xd 0100xd | 225 0070 0300xd  0.080xd ap I
8-10 240 0160  0.400xd 0100xd | 225 030 0300xd  0.080xd ——
12-16 240 0220  0400xd 0100xd | 225 0200 0300xd  0.080xd
20 | 240 0300 0400xd 0100xd | 225 0260 0300xd  0.080xd

Steel - CTANb Cast Iron - F'YHn Stainless Steel - HEPXXABEIOLLAS CTAJb

1-3 ‘ 215 0.035 0250xd 0.060xd ‘ 200 0.035  0300xd 0.080xd 110 0.019 0.150xd  0.080xd
4-6 ‘ 215 0.060  0.250xd  0.060xd ‘ 200 0.060  0300xd  0.080xd 110 0.039 0.150xd  0.080xd
8-10 ‘ 215 0120  0250xd  0.060xd ‘ 200 0120  0300xd  0.080xd 110 0.077 0.150xd  0.080xd
12-16 ‘ 215 0170  0.250xd  0.060xd ‘ 200 0170  0300xd  0.080xd 110 0.114 0.150xd  0.080xd
20 ‘ 215 0220 0.250xd 0.060xd ‘ 200 0220  0300xd  0.080xd 110 0.192 0.150xd  0.080xd

CODE: 200SR]) - 400SR] FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTANb @

HARDNESS < HRC50
5

500 0220 = 0.010xd 0.020xd 390 0218 0.020xd  0.010xd

500 0028  0010xd 0020xd | 390 0026 0020xd  0010xd o N
500 0055  0010xd 0020xd | 39 0055 0020xd  0010xd ap L ‘ ‘
500 0110  0010xd 0020xd | 390 0109 0020xd  0010xd —
500 0165 0010xd 0020xd | 390 0164 0020xd  0.010xd
|

Steel - CTASb Cast Iron YHn Stainless Steel - HEPXXABEIOLLAS CTA/b

<HRC 48 - 60
1-3 375 0.024 0.010xd = 0.020xd ‘ 325 0.025 0.020xd  0.020xd 215 0.022 0.010xd  0.020xd
4-6 ‘ 375 0.050 0.010xd = 0.020xd ‘ 325 0.025 0.020xd  0.020xd 215 0.045 0.010xd  0.020xd
8-10 ‘ 375 0.099 0.010xd  0.020xd ‘ 325 0.105 0.020xd = 0.020xd 215 0.090 0.010xd = 0.020xd
12-16 ‘ 375 0.149 0.010xd  0.020xd ‘ 325 0.154 0.020xd = 0.020xd 215 0.133 0.010xd  0.020xd
20 ‘ 375 0.198 0.010xd = 0.020xd ‘ 325 0.209 0.020xd  0.020xd 215 0.223 0.010xd  0.020xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 300NR) MINIMUM CONDITION

20 - 30 HRC 30 - 40 HRC

| Vem/min | 200 | Vem/min | 200 | vCm/min |

con
3 21.000 3.80 21.000 3.10 21.000 3.10
4 16.000 3.70 16.000 3.50 16.000 3.50
5 13.000 4.00 13.000 3.80 13.000 3.80
6 11.000 4.10 11.000 4.00 11.000 4.00
8 8.000 4.00 8.000 3.90 8.000 3.90
10 6.400 3.80 6.400 3.80 6.400 3.80
12 5.300 3.70 5.300 3.60 5.300 3.60

40 - 50 HRC 50 - 60 HRC

ve m/min
i /min) | sow i1

3 21.000 3.00 21.000 2.30 21.000 1.50
4 16.000 3.40 16.000 2.60 16.000 1.72
5 13.000 3.70 13.000 2.75 13.000 1.83
6 11.000 3.80 11.000 2.90 11.000 191
8 8.000 3.70 8.000 2.80 8.000 1.86
10 6.400 3.70 6.400 2.80 6.400 1.86
12 5.300 3.40 5.300 2.60 5.300 1.72

Cutting depth: d x 0.05

CODE: 300NR) MAXIMUM CONDITION

20 - 30 HRC 30 - 40 HRC

om0 | vem/min | 300 | veymin

3 32.000 4.90 32.000 4.70 32.000 4.70
4 24.000 5.50 24.000 530 24.000 5.30
5 19.000 5.50 19.000 5.70 19.000 5.70
6 16.000 6.20 16.000 5.90 16.000 5.90
8 12.000 6.00 12.000 5.80 12.000 5.80
10 9.500 5.90 9.500 5.70 9.500 5.70
12 8.000 5.50 8.000 5.30 8.000 5.30

40 - 50 HRC 50 - 60 HRC

o in) i ymin) | o min ) i o/min) | in i nyminy

3 32.000 4.50 32.000 3.40 32.000 2.10
4 24.000 5.10 24.000 3.80 24.000 2.40
5 19.000 5.50 19.000 4.10 19.000 2.60
6 16.000 5.70 16.000 4.30 16.000 2.70
8 12.000 5.50 12.000 4.10 12.000 2.60
10 9.500 5.50 9.500 4.10 9.500 2.60
12 8.000 5.10 8.000 3.80 8.000 2.45

Cutting depth: d x 0.05

www.nuovacumet.it #



Parametri di taglio —
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ol |

ae,|l—

CODE: Y300R ROUGHING - HIGH SPEED CUTTING

MATERIAL Steel - CTAJIb Cast Iron - YYTYHn
VC F1 ae ap
3
4
6
8

310 0.024  0046xd 1.120xd 285 0.022  0035xd 0.820xd 250 0.021 0.021xd  0.850xd
‘ 310 0.048  0.046xd 1.120xd | 285 0.044  0035xd 0820xd 250 0.043 0.021xd 0.850xd
‘ 310 0.048  0.046xd 1.120xd | 285 0.044  0035xd 0820xd 250 0.043 0.021xd 0.850xd
‘ 310 0.097  0046xd 1.120xd ‘ 285 0.089  0035xd 0820xd 250 0.088 0.021xd  0.850xd
‘ 310 0.097  0046xd 1.120xd ‘ 285 0.089  0035xd 0820xd 250 0.088 0.021xd  0.850xd
| |

310 0145  0.046xd  1.120xd 285 0134  0035xd  0820xd 250 0.129 0.021xd  0.850xd

WaTERIAL e N T

_ L ae | ap | VO
140 0017  0.020xd 0.750xd 140 0.018  0.020xd = 0.830xd 40 0.015 0.020xd = 0.520xd
140 0.035  0.020xd 0.750xd 140 0.036  0020xd 0830xd 40 0.030 0.020xd  0.520xd
140 0.035  0.020xd 0.750xd 140 0.036  0020xd 0830xd 40 0.030 0.020xd  0.520xd
140 0.070  0.020xd 0.750xd 140 0.073  0020xd 0830xd 40 0.056 0.020xd  0.520xd
10 140 0.070  0.020xd 0.750xd 140 0.073  0020xd 0830xd 40 0.056 0.020xd  0.520xd
12 140 0.104 | 0.020xd 0.750xd 140 0108  0.020xd  0.830xd 40 0.090 0.020xd  0.520xd

CODE: Y300R FINISHING - HIGH SPEED CUTTING

L ae ap | VO P o |

3 415 0.025  0.030xd 0.850xd 355 0.024  0020xd  0.650xd 285 0.023 0.010xd  0.640xd
4 415 0.050  0.030xd 0.850xd 355 0.050  0.020xd  0.650xd 285 0.047 0.010xd  0.640xd
6 415 0.050  0.030xd 0.850xd 355 0.050  0.020xd  0.650xd 285 0.047 0.010xd  0.640xd
8 415 0100  0.030xd 0.850xd 355 0.099  0020xd  0650xd 285 0.095 0.010xd  0.640xd
10 415 0100  0.030xd 0.850xd 355 0.099  0020xd  0650xd 285 0.095 0.010xd  0.640xd
12 415 0150  0.030xd 0.850xd 355 0149  0.020xd  0.650xd 285 0.140 0.010xd  0.640xd

MATERIAL Titanium - AH Stainless Steel - HEPXXABEIOLLAS CTAJTb Super Alloy - CYMNEP CMJIAB
ae ap VC 74 ae ap
3 160 0.020 0.010xd = 0.430xd 180 0.021 0.010xd  0.580xd 60 0.018 0.010xd  0.350xd
4 160 0.040 0.010xd = 0.430xd 180 0.042 0.010xd  0.580xd 60 0.035 0.010xd  0.350xd
6 160 0.040 0.010xd = 0.430xd 180 0.042 0.010xd  0.580xd 60 0.035 0.010xd  0.350xd
8 160 0.080 = 0.010xd 0.430xd 180 0.085  0010xd = 0.580xd 60 0.065 0.010xd  0.350xd
10 160 0.080 0.010xd  0.430xd 180 0.085 0.010xd = 0.580xd 60 0.065 0.010xd  0.350xd
12 160 0.120 0.010xd = 0.430xd 180 0.125 0.010xd  0.580xd 60 0.105 0.010xd  0.350xd
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Parametri di taglio —

Cutting speed
ap lM

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost
ae

CODE: Y300R ROUGHING - HIGH SPEED CUTTING

Steel - CTA/b Cast Iron - YYTYHn

<1 < HRC 45

180 0.015 1xd 0.096 xd 165 0.014 1xd 0.046 x d 150 0.014 1xd 0.042xd
180 0.029 1xd 0.096 xd 165 0.027 1xd 0.046 x d 150 0.028 1xd 0.042xd

| |
180 0029 1xd  009%xd | 165 0055  1xd  0046xd | 150 0.028 1xd  0042xd
| |
| |
| |

3
4
6
8

180 0.060 1xd 0.096 xd 165 0.055 1xd 0.046 x d 150 0.058 1xd 0.042 xd

180 0.060 1xd 0.096 xd 165 0.083 1xd 0.046 x d 150 0.058 1xd 0.042 xd

180 0.092 1xd 0.096 xd 165 0.083 1xd 0.046 x d 150 0.084 1xd 0.042xd

n ] w | w
85 0.010 1xd 0.030xd 85 0.011 1xd 0.040 xd 25 0.009 1xd 0.030xd

10
12

m Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTAJIb Super Alloy - CYMNEP CMJIAB
3

4 ‘ 85 0.021 1xd 0.030xd 85 0.022 1xd 0.040 x d 25 0.018 1xd 0.030xd
6 ‘ 85 0.021 1xd 0.030xd 85 0.022 1xd 0.040 xd 25 0.018 1xd 0.030xd
8 ‘ 85 0.042 1xd 0.030xd 85 0.044 1xd 0.040 xd 25 0.034 1xd 0.030xd
10 ‘ 85 0.042 1xd 0.030xd 85 0.044 1xd 0.040 xd 25 0.034 1xd 0.030 x d
12 ‘ 85 0.063 1xd 0.030xd 85 0.065 1xd 0.040 xd 25 0.054 1xd 0.030 x d

Cast Iron - YYTYHn
<170 HB

< HRC 45
m e W m e | Vo

‘ 270 0.016 1xd 0.032xd } 210 0.015 1xd 0.020xd 175 0.015 1xd 0.020xd
‘ 270 0.032 1xd 0.032xd | 210 0.032 1xd 0.020xd 175 0.031 1xd 0.020xd
‘ 270 0.032 1xd 0.032xd l 210 0.032 1xd 0.020xd 175 0.031 1xd 0.020 xd

270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd 175 0.062 1xd 0.020xd
270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd 175 0.062 1xd 0.020xd

270 0.095 1xd 0.032xd 210 0.097 1xd 0.020xd 175 0.091 1xd 0.020xd

ae ap VC 74 ae ap F1 ae ap
95 0.012 1xd 0.010xd 110 0.013 1xd 0.010xd 30 0.011 1xd 0.010xd

3
4
6
8
10
12
" MATERAL | Tomum-TaTAM | Stoniess Stesl- HEPKASEOWARCTATS | Super Aloy - TP CrnAs
3

4 S 0.024 1xd 0010xd | 110 0.025 1xd 0.010xd 30 0.021 1xd 0.010x d
6 ‘ 95 0.024 1xd 0.010xd \ 110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
8 L% 0.048 1xd 0010xd | 110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
10 ES 0.048 1xd 0010xd | 110 0.051 1xd 0.010xd 30 0.039 1xd 0.010x d
12 S 0.072 1xd 0010xd | 110 0.075 1xd 0.010xd 30 0.063 1xd 0.010x d
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y300 SIDE MILLING

MATERIAL Carbon Steel-Cast | Alloy Steel-Tool Steel Stainless Steel
YYTYHn JIETUPOBAHHASA CTAJb HEPXABEIOLLAA CTAJIb

HARDNESS <30 ke

ae<0.1 x d (d<3mm) ap<1.5 x d ae>0.2 x d (d>3mm) ap<1.5 x d

2 11000 600 7200 310 6000 210
3 8500 770 5300 380 4400 220
4 7200 850 4400 480 3700 250
6 5300 940 3200 490 2700 270
8 4000 1000 2400 560 2000 280
10 3200 1000 1900 480 1600 300
12 2700 950 1600 440 1300 300
16 2000 720 1200 350 1000 260
20 1600 600 1000 290 800 240

CODE: Y300 SLOT MILLING

MATERIAL Carbon Steel-Cast | Alloy Steel-Tool Steel Stainless Steel
YYTYHn JIETUPOBAHHASA CTAJb HEPXABEIOLLAA CTAJb

RPM Feed mm/min RPM Feed mm/min Feed mm/min
ae=1xdap<1xd ae=1xd ap<1xd ae=1xd ap<0.5xd

2 11000 500 7200 260 6000 130
3 8500 650 5300 320 4200 130
4 7200 650 4400 370 3400 140
6 5300 720 3200 380 2200 140
8 4000 780 2400 430 1600 140
10 3200 770 1900 370 1300 150
12 2700 730 1600 340 1100 150
16 2000 600 1200 290 800 130
20 1600 500 1000 240 640 120

CODE: Y300 DRILLING & MILLING

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel Stainless Steel
YYryHn JIETPOBAHHAS CTAJ1b HEPXABEIOLLAS CTAJIb

HARDNESS <30 HRC <45 HRC

RPM Feed mm/min RPM Feed mm/min m Feed mm/min

2 11000 200 7200 140 6000 30
3 8500 250 5300 180 4400 50
4 7200 300 4400 210 3700 60
6 5300 300 3200 210 2700 70
8 4000 320 2400 220 2000 80
10 3200 340 1900 240 1600 70
12 2700 320 1600 220 1300 70
16 2000 250 1200 180 1000 55
20 1600 200 1000 140 800 55

ol |

ae

‘ ‘

L
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Parametri di taglio

=
Cutting speed
Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L
apf ap T
— — B
ae

. A

.

CODE: 302 - 404 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)XABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/b CYTEP CM/IAB WNHKOHENb

Ve | Fz | n | Vf |@e [ap [ V¢ | Fz | n | Vf |[ae |ap |Vc | Fz | n | Vf lae |[ap | Vc | Fz | n | Vf
m/min| mm | min/' mm/min| mm | mm |m/min| mm | min/ mm/min mm | mm |m/min| mm | min/' mm/min mm mm | m/min| mm | min/' mm/min

3 80 0015 8490 380 12 3 | 40 0015 4250 190 12 3 25 0015 2650 120 12 3 | 15 0015 1600 70 12 3
4 80 0.020 6365 380 16 4 | 40 0020 3200 190 16 4 25 0020 2000 120 16 4 | 15 0020 1200 70 16 4
5 80 0.025 5095 380 2 5 | 40 0025 2560 190 2 5 25 0025 1600 120 2 5 |15 0025 %0 70 2 5
6 80 0.030 4245 380 24 6 | 40 0030 2120 190 24 6 25 0030 1330 120 24 6 | 15 0030 80 70 24 6
8 80 0.040 3185 380 32 8 | 40 0.040 1600 190 32 8 25 0035 1000 105 32 8 | 15 0035 600 60 32 8
10 80 0055 2545 420 4 10 | 40 0055 1280 210 4 10 | 25 0045 80 105 4 10 | 15 0045 480 65 4 10
12 80 0065 2120 415 48 12 | 40 0065 1050 205 48 12 | 25 0050 670 100 48 12 | 15 0050 410 60 48 12
16 80 0.085 1590 405 64 16 | 40 0085 800 205 64 16 | 25 0060 500 90 64 16 | 15 0060 305 55 64 16

CODE: 302 - 404 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAS CTA/Tb HEPXABEIOLLAS CTAJTb CYTIEP CT/IAB WNHKOHENb

Ve n | Vf Vc n | Vf Vc n | Vf Vc n | Vf
m/min min/' mm/min m/min min/' mm/mi m/min min/' mm/mi m/min min/' (mm/min
60 285 30 145 3 15 20 95 3 15| 10 5 3 15

3 0.015 6370 300 15 0.015 3190 0.015 2120 0.015 1060

4 60 0.020 4780 285 400 2 | 30 0020 2390 145 4 2 20 0.020 1600 95 4 2 | 10 0020 800 50 4 2

5 60 0.025 3800 285 500 25 | 30 0025 1900 145 5 25| 20 0025 1280 95 5 25| 10 0025 640 50 5 25

6 60 0.030 3200 285 6.00 3 | 30 0.030 1600 145 6 3 20 0.030 1080 95 6 3 | 10 0030 530 50 6 3

8 60 0.040 3390 285 800 4 | 30 0040 1200 145 8 4 20 0035 800 95 8 4 110 0035 401 40 8 4
10 60 0.055 1900 315 1000 5 | 30 0055 90 160 10 5 20 0045 640 95 10 5 | 10 0045 320 45 10 5
12 60 0065 1600 310 1200 6 | 30 0065 800 155 12 6 20 0050 540 95 12 6 | 10 0050 270 40 12 6
16 60 0085 1200 305 1600 8 | 30 008 600 150 16 8 20 0060 400 95 16 8 | 10 0060 200 35 16 8

CODE: Y401 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/Tb CYTIEP CM/IAB WNHKOHENb

Ve | Fz | n | Vf Ve | Fz | n | Vf Ve | Fz Vf (ae |ap [ Vc | Fz | n| Vf |ae
m/min| mm | min/' mm/min m/min| mm | min/' mm/min m/min| mm | m m/min| mm | mm |m/min| mm | min/'|mm/min| mm
260 45| 25

80 0.015 8500 510 120 45 | 40 0.015 4250 120 4 0010 2660 105 12 45 |15 001 1600 65 12 45

3

4 80 0.020 6370 510 160 6 | 40 0020 3190 260 160 6 25 0015 2000 120 16 6 | 15 0015 1200 70 16 6
5 80 0.025 5100 510 200 75 | 40 0.025 2550 260 200 75| 25 0020 1600 125 2 75 |15 002 1000 75 2 75
6 80 0.025 4250 425 240 9 | 40 0025 2120 210 240 9 25 0020 1325 105 24 9 |15 002 800 65 24 9
8 80 0.035 3190 445 320 12 | 40 0.035 1600 230 320 12 | 25 0030 1000 120 32 12 |15 003 600 70 32 12

10 80 0.045 2550 460 4.00 15 | 40 0.045 1280 230 400 15| 25 0035 80 110 4 15 | 15 0035 480 65 4 15
12 80 0.050 2120 425 480 18 | 40 0.050 1060 210 480 18 | 25 0040 665 105 48 18 |15 004 400 65 48 18
16 80 0075 1600 475 64 24 | 40 0075 800 240 64 24 | 25 0060 500 120 64 24 |15 006 300 70 64 24

CODE: Y401 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)XABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/b CYTEP CM/IAB WNHKOHENb

Ve | Fz | n | Vf Ve | Fz | n | Vf Ve | Fz | n | Vf Ve | Fz | n | Vf
m/min| mm | min/' mm/min m/min| mm | min/' mm/mi m/min | mm | min/* mm/mi m/min| mm | min/' mm/mi
30 190 3 15 20 125 3 15 1 10 65 3 15

3 60 0.015 6400 380 3 15 0.015 3185 0.015 2120 0.015 1060

4 60 0.020 4780 380 4 2 | 30 0020 2385 190 4 2 20 0.020 1600 125 4 2 |10 0020 800 65 4 2

5 60 00253820 380 5 25|30 0025 1910 190 5 25 | 20 0025 1280 130 5 25 |10 0025 640 65 5 25

6 60 0.030 3200 380 6 3 |30 0030 159 190 6 3 20 0.025 1060 105 6 3 |10 0025 530 65 6 3

8 60 0.040 2390 380 8 4 | 30 0040 1200 190 8 4 20 0.035 800 110 8 4 |10 0035 400 65 8 4
10 60 0055 1910 420 10 5 | 30 0055 90 190 10 5 20 0045 640 115 10 5 | 10 0045 320 65 10 5
12 60 0.055 1600 350 12 6 | 30 0055 800 190 12 6 20 0050 530 115 12 6 | 10 0050 265 65 12 6
16 60 0.085 1200 410 16 8 | 30 008 600 190 16 8 20 0075 400 120 16 8 | 10 0075 200 65 16 8
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Parametri di taglio - []

Cutting speed
Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L
ap} ap T
ae,ll, A —l,— B

CODE: Y401 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)ABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/Tb CYTEP CM/1AB WNHKOHENb
vf

Ve [ Fz | n | Vf n | Vf
mm/min m/min | mm " |mm/min min/' {mm/min
105 24 800 65 24 9

6 80 0025 4250 425 24 9 | 40 0025 2120 210 240 9 \ 25 0.020 1330 9 | 15 0020

8 | 80 0035 3200 445 32 12 | 40 0035 1600 225 320 12 | 25 0030 1000 120 32 12 |15 0030 600 70 32 12
10 | 80 0045 2550 460 40 15 | 40 0045 1300 230 400 15 | 25 0035 800 110 4 15 |15 0035 480 65 4 15
12 | 80 0050 2120 425 48 18 | 40 0050 1060 210 480 18 | 25 0040 670 105 48 18 | 15 0040 400 65 48 18
16 | 80 0075 1600 475 32 24 | 40 0075 800 240 640 24 | 25 0060 500 120 64 24 |15 0060 300 70 64 24

CODE: Y401 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAA CTAJIb HEPXABEIOLLAA CTAJTb CYTIEP Cr/1AB WNHKOHENb

mowess | ani |

n Vf | ae E n | Vf | ae E ] Vf | ae E n | Vf | ae m
min/' [mm/min| mm min/' (mm/min| mm min/' |mm/min| mm min/' (mm/min| mm
6 60 0030 3200 380 6 3 |30 0030 1600 190 6 3 | 20 0025 1060 105 6 3 |10 0025 530 55 6 3
8 | 60 0040 2390 380 & 4 |30 0040 1200 190 8 4 | 20 0035 800 110 & 4 |10 0035 400 55 & 4
10 | 60 00551910 420 10 5 |30 0055 960 210 10 5 | 20 0045 640 115 10 5 |10 0045 320 60 10 5
12 | 60 0055 1600 350 12 6 | 30 0055 800 175 12 6 | 20 0050 530 105 12 6 |10 0050 265 55 12 6
16 | 60 0085 1200 405 16 8 | 30 0085 600 200 16 8 | 20 0075 400 120 16 8 |10 0075 200 60 16 8

CODE: 506 - Y507 SIDE MILLING (A)

MATERIAL Steel - CTAJIb Cast Iron -4YYT'YHn

Ve Fz | n | Vf (ae [ap | Vc | Fz | n | Vf |ae (ap |Vc | Fz | n | Vf |ae [ap | V¢ | Fz | n | Vf | ae
m/min| mm | min/" [mm/min| mm | mm | m/min | mm | min/ mm/min| mm | mm |m/min | mm | min/' |mm/min| mm mm (m/min | mm | min/'" [mm/min| mm
5

170 0.010 19100 764 0.10 110 0.010 35000 1400 0.05 1. 90 0.010 28660 1146 0.1 15 | 130 0.010 41400 1656 0.1

1 1 1
2 170 0.010 19100 764 015 2 | 110 0.010 35000 1400 0.05 3 90 0.010 14330 573 0.1 3 | 130 0.010 20700 828 0.1 2
3 170 0.010 18046 721 015 3 | 110 0.015 11670 700 005 45 | 90 0.010 9550 380 0.1 45 [130 0010 13795 550 02 3
4 170 0.010 13535 541 020 4 | 110 0.020 8755 700 0.1 6 90 0015 7160 430 0.1 6 | 130 0010 10345 415 02 4
5 170 0.015 10828 650 025 5 |110 0025 7000 875 0.1 75 | 90 0020 5730 575 01 75 |130 0015 8275 495 03 5
6 170 0.015 9020 810 030 9 |110 0.030 5835 1050 0.1 9 90 0025 4775 715 01 9 | 130 0015 6895 620 03 9
8 170 0.025 6765 1015 040 12 | 110 0.040 4375 1050 0.1 12 | 90 0.030 3580 645 01 12 |130 0025 5175 775 04 12

10 170 0.030 5410 975 050 15 | 110 0.050 3500 1050 0.1 15 | 90 0.040 2865 690 0.1 15 |130 0.030 4140 745 05 15
12 170 0.035 4510 945 060 18 | 110 0.060 2920 1050 0.1 18 | 90 0.050 2385 715 0.1 18 | 130 0.035 3450 725 06 18
16 170 0.045 3380 912 080 24 | 110 0.080 2190 1050 0.1 24 | 90 0.065 1790 700 0.1 24 |130 0045 2585 930 08 24
20 170 0.055 2705 892 1.0 30 | 110 0.100 1750 1050 0.1 30 | 90 0.080 1430 687 0.1 30 |130 0.055 2070 683 1.00 30
25 170 0.070 2165 1818 125 37 | 110 0.120 1410 2030 0.1 37 | 90 0.100 1146 1375 0.1 37 | 130 0.060 1656 1192 125 37

CODE: 506 - Y507 SIDE MILLING (A)

MATERIAL Stainless Steel Super Alloy
HEPXABEIOLLAS CTAJIb CYMEP CMNJIAB
HARDNESS

Vf | ae ([ ap | Vc | Fz
min/' mm/min| mm | mm | m/min | mm

1 90 0.010 28662 1720 0.50 1 130 0.010 41401 2484 0.05 15
2 90 0.010 14331 860 1.00 2 | 130 0.010 20701 1242 0.05 3
3 90 0.015 9554 860 150 3 | 130 0.020 13800 1656 0.05 4.5
4 90 0.020 7166 860 2.00 4 | 130 0.025 10350 1553 0.1 6
5 90 0025 5732 80 250 5 | 130 0.030 8280 1490 0.1 75
6 90 0.030 4777 860 300 6 | 130 0.040 6900 1656 0.1 8
8 8

90 0.040 3583 860 4.00 130 0.055 5175 1708 0.1 12

10 90 0.055 2866 946 500 10 | 130 0.065 4140 1615 0.1 15
12 90 0.055 2389 788 6.00 12 | 130 0.070 3450 1449 012 18
16 90 0.085 1791 914 800 16 | 130 0.080 2588 1242 0.16 24
20 90 0.100 1433 860 100 20 | 130 0.100 2070 1242 020 30
25 90 0.120 1146 1651 1200 25 | 130 0.120 1656 2384 025 37
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Parametri di taglio ~ []
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

ap%
el A
CODE: YA00RS ROUGHING - HIGH SPEED (B)

2
3
4
5
6
8

—{— B
ae
HRC 48-60

160 0.014 1xd 0.044 xd 75 0.010 1xd 0.028 xd 150 0.014 1xd 0.042xd
160 0.014 1xd 0.044 xd 75 0.010 1xd 0.028 xd 150 0.014 1xd 0.042xd
160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042 xd
160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042 xd
160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042 xd
160 0.055 1xd 0.044 xd 75 0.043 1xd 0.028 xd 150 0.058 1xd 0.042xd
10 160 0.055 1xd 0.044 xd 75 0.043 1xd 0.028 xd 150 0.058 1xd 0.042xd
12 160 0.083 1xd 0.044 xd 75 0.065 1xd 0.028 xd 150 0.084 1xd 0.042xd

CODE: Y400RS FINISHING (B)

Steel - CTAb Cast Iron -4YYTYHn

e | wewe [ oaem

I R BT N S S < ap
2 200 0.014 1xd 0.020 xd 85 0.012 1xd 0.010xd 175 0.015 1xd 0.020xd
3 200 0.014 1xd 0.020 xd 85 0.012 1xd 0.010xd 175 0.015 1xd 0.020xd
4 200 0.029 1xd 0.020 xd 85 0.023 1xd 0.010xd 175 0.031 1xd 0.020xd
5 200 0.029 1xd 0.020xd 85 0.023 1xd 0.010xd 175 0.031 1xd 0.020 xd
6 200 0.029 1xd 0.020xd 85 0.049 1xd 0.010xd 175 0.031 1xd 0.020xd
8 200 0.059 1xd 0.020 xd 85 0.049 1xd 0.010xd 175 0.062 1xd 0.020xd
10 200 0.059 1xd 0.020 xd 85 0.075 1xd 0.010xd 175 0.062 1xd 0.020xd
12 200 0.088 1xd 0.020 xd 85 0.075 1xd 0.010xd 175 0.091 1xd 0.020xd

CODE: YA00RS ROUGHING (A)

2 275 0.021 0.033xd 0.820xd 125 0.015 0.028xd  0.750xd 250 0.021 0.021xd  0.850xd
3 275 0.021 0.033xd 0.820xd 125 0.015 0.028xd  0.750xd 250 0.021 0.021xd  0.850xd
4 275 0.042 0.033xd 0.820xd 125 0.030 0.028xd  0.750 xd 250 0.043 0.021xd  0.850xd
5 275 0.042 0.033xd 0.820xd 125 0.030 0.028xd  0.750xd 250 0.043 0.021xd 0.850xd
6 275 0.042 0.033xd 0.820xd 125 0.030 0.028xd  0.750xd 250 0.043 0.021xd  0.850xd
8 275 0.085 0.033xd 0.820xd 125 0.065 0.028xd  0.750xd 250 0.088 0.021xd  0.850xd
10 275 0.085 0.033xd 0.820xd 125 0.065 0.028xd  0.750xd 250 0.088 0.021xd  0.850xd
12 275 0.128 0.033xd 0.820xd 125 0.100 0.028xd  0.750xd 250 0.129 0.021xd  0.850xd

CODE: Y400RS FINISHING (A)

Steel - CTANb Cast Iron -4YTYHn

-

HRC 48-60 <HRC 70

VC 74 ae ap VC 74 ae ap “ F1 ae ap

340 0022  0020xd 0.650xd 140 0.018  0010xd 0.450xd 285 0.023 0.010xd  0.640xd
340 0022 0020xd 0.650xd 140 0.018  0010xd 0.450xd 285 0.023 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0.450xd 285 0.047 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0.450xd 285 0.047 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0.450xd 285 0.047 0.010xd  0.640xd
340 0.090  0.020xd 0.650xd 140 0.075  0010xd  0.450xd 285 0.095 0.010xd  0.640xd
340 0.090  0.020xd 0.650xd 140 0.075  0010xd  0.450xd 285 0.095 0.010xd  0.640xd
12 340 0135  0.020xd 0.650xd 140 0115 0010xd  0.450xd 285 0.140 0.010xd  0.640xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 406 - Y406 ROUGHING

MATERIAL Free Machining Steel Normal tool Steel Tool Steel & Steel Castings
JIEFKOOBPABATHIBAEMAS CTA/Ib WNHCTPYMEHTAJIbHAS CTANb WHCTPYMEHTAJIbHAS CTAJTb
N JINTBEBAA $OPMA
]
_ap | Ve R ap | VO
2 150-250 0.02-0.04 1.0-15 | 150-220 0.02-0.04 1.0-15 |120-170 0.02-0.04 1.0-15 | 150-190 0.02-0.04 0.04-0.1
3-4 150-250 0.03-0.06 15-2.0 | 150-220 0.03-0.06 15-20 |120-170 0.03-0.06 15-20 | 150-190 0.03-0.06 0.08-0.2
5-6 150-250 0.05-0.08 25-3.0 | 150-220 0.05-0.08 25-3.0 |120-170 0.05-0.08 25-3.0 | 150-190 0.05-0.08 0.1-03
8 150-250 0.05-0.08 35-40 | 150-220 0.05-0.08 35-4.0 |120-170 0.05-0.08 35-40 | 150-190 0.05-0.08 0.15-0.4
10 150-250 0.06-0.10 45-50 | 150-220 0.06-0.10 4.5-50 | 120-170 0.06-0.10 45-50 | 150-190 0.06-0.10 0.2-05
12 150-250 0.07-0.12 5.0-6.0 | 150-220 0.07-0.12 5.0-6.0 |120-170 0.07-0.12 50-06 | 150-190 0.07-0.12 0.2-0.6
16 150-250 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80 | 120-170 0.08-0.12 6.0-80 | 150-190 0.08-0.12 0.2-0.8
20 150-250 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80 | 120-170 0.08-0.12 6.0-80 | 150-190 0.08-0.12 0.2-0.8

Cast Iron
YYTr'YHn

Stainless Steel

HEPXABEIOLLIAA CTAJIb

Grey - CEPbIN Spheroidal - coePong, Casting - TEPMO ®OPMOBKA
v L v B | v
250-300 0.02-004 10-15 | 150-220 0.02-0.04 1.0-15| 100-160 0.02-0.04 1.0-15 0.02-0.04
3-4 250-300 0.03-0.06 15-20 | 150-220 0.03-0.06 15-2.0| 100-160 0.03-0.06 15-2.0 70-110 0.03-0.06 0.7-12
5-6 250-300 0.05-0.08 25-3.0 | 150-220 0.05-0.08 25-3.0/ 100-160 0.05-0.08 2.5-3.0 70-110 0.05-0.08 15-18
8 250-300 0.05-0.08 35-40 | 150-220 0.05-0.08 35-40| 100-160 0.05-0.08 3.5-4.0 70-110 0.05-0.08 2.0-25
10 250-300 0.06-0.10 45-50 | 150-220 0.06-0.10 45-50| 100-160 0.06-0.10 45-5.0 70-110 0.06-0.10 25-3.0
12 250-300 0.07-012 50-6.0 | 150-220 0.07-012 50-6.0| 100-160 0.07-0.12 5.0-6.0 70-110 0.07-012 3.0-35
16 250-300 0.08-012 60-80 | 150-220 0.08-0.12 6.0-80| 100-160 0.08-0.12 6.0-8.0 70-110 0.08-0.12 4.0-45
20 250-300 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80| 100-160 0.08-0.12 6.0-8.0 70-110 0.08-0.12 4.0-45

CODE: 406 - Y406 FINISHING

MATERIAL

Free Machining Steel

Tool Steel & Steel Castings

Stainless Steel

NHCTPYMEHTAJIbHAA CTAJ1b
N JINTLEBAS ®OPMA

JNNETKOOBPABATHIBAEMAA CTAJTb HEPXABEIOLLIAA CTAJIb

Normal tool Steel
WNHCTPYMEHTAJIbHASI CTATb

_ap | Ve

L ve | FL

Ve L fL

250-300 0.02-0.04 1.0-15 220300  0.02-004 1.0-15 | 170250 0.02-0.04 1.0-15 | 110-150 0.02-0.04
3-4 250-300 0.03-0.06 15-2.0 220-300 0.03-0.06 15-20 | 170250 0.03-0.06 15-20 | 110-150 = 0.03-0.06 0.7-12
5-6 250-300 0.05-0.08 25-3.0 220-300 0.05-0.08 25-3.0 | 170250 0.05-0.08 2.5-3.0 110-150  0.05-0.08 15-1.8
8 250-300 0.05-0.08 3.5-40 220300 0.05-0.08 35-40 | 170250 0.05-0.08 35-40 | 110-150 0.05-0.08 20-25
10 250-300 0.06-0.10 45-5.0 220-300 0.06-0.10 45-50 | 170250 0.06-0.10 45-50 | 110-150 = 0.06-0.10 2.5-3.0
12 250-300 0.07-0.12 5.0-6.0 220-300 0.07-0.12 50-6.0 | 170250 0.07-0.12 5.0-6.0 110-150  0.07-0.12 3.0-35
16 250-300 0.08-0.12 6.0-80 220300 0.08-0.12 6.0-80 | 170250 0.08-0.12 6.0-80 | 110-150 0.08-0.12 4.0-45
20 250-300 0.08-0.12 6.0-8.0 220-300 0.08-0.12 6.0-80 | 170250 0.08-0.12 6.0-80 | 110-150 = 0.08-0.12 4.0-45

Steel - CTA/b

< 50 HRC < 60 HRC
Ve o mo e | v g | v ok

190-250 0.02-0.04 0.04-0.1 | 120-250 0.02-0.04 0.04-0.1 | 80-120 0.02-0.04 0.04-0.1
3-4 190-250 0.03-0.06 0.08-0.2 | 120-250 0.03-0.06 0.08-0.2 | 80-120 0.03-0.06 0.08-0.2
5-6 190-250 0.05-0.08 0.1-03 | 120-250 0.05-0.08 0.1-03 | 80-120 0.05-0.08 0.1-03
8 190-250 0.05-0.08 0.15-04 | 120-250 0.05-0.08 0.15-0.4 | 80-120 0.05-0.08 0.15-0.35
10 190-250 0.06-0.10 0.2-05 | 120-250 0.06-0.10 02-05 | 80-120 0.06-0.10 0.2-0.45
12 190-250 0.07-0.2 0.2-06 | 120-250 0.07-0.12 02-06 | 80-120 0.07-0.12 0.2-05
16 190-250 0.08-0.12 02-08 | 120-250 0.08-0.12 02-08 | 80-120 0.08-0.12 0.2-0.6
20 190-250 0.08-0.12 0.2-08 | 120-250 0.08-0.12 02-08 | 80-120 0.08-0.12 0.2-0.6

Cast Iron -4YTYHn

Grey - CEPbIN Spheroidal - coePong,

Tempered Casting - TEPMO ®OPMOBKA

I S R I
300-400 0.02-0.04 10-15 | 200-250 0.02-0.04 1.0-15  160-200 0.02-0.04
3-4 300-400 0.03-0.06 15-20 | 200-250 0.03-0.06 15-2.0 160-200 0.03-0.06 15-2.0
5-6 300-400 0.05-0.08 25-3.0 | 200-250 0.05-0.08 25-3.0  160-200 0.05-0.08 25-3.0
8 300-400 0.05-0.08 35-40 | 200-250 0.05-0.08 3.5-40  160-200 0.05-0.08 3.5-4.0
10 300-400 0.06-010 45-50 | 200-250 0.06-0.10 45-50| 160-200 0.06-0.10 45-5.0
12 300-400 0.07-012 50-60 | 200-250 0.07-0.12 5.0-60| 160-200 0.07-0.12 50-6.0
16 300-400 0.08-012 6.0-80 | 200-250 0.08-0.12 6.0-80  160-200 0.08-0.12 6.0-8.0
20 300-400 0.08-012 6.0-80 | 200-250 0.08-0.12 6.0-80| 160-200 0.08-0.12 6.0-80

&
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

el A

CODE: 406 - Y406 ROUGHING

MATERIAL Free Machining Steel Normal tool Steel Tool Steel & Steel Castings Steel
JIEFKOOBPABATBIBAEMAS CTAJTb WHCTPYMEHTAJ/IbHAS CTA/Tb WHCTPYMEHTAJIbHAS CTAJIb CTASb
W JINTLEBASI ®OPMA
WARONESS | | I < 50 HRC
ve 2 c F v | m | v |
2 150 - 250 0.05-0.09 150 - 220 0.05-0.09 120-170 0.05-0.09 100 - 160 0.03 - 0.06
3-4 150 - 250 0.09-0.12 150 - 220 0.09-0.12 120-170 0.09-0.12 100 - 160 0.07 - 0.10
5-6 150 - 250 0.12-0.18 150 - 220 0.12-0.18 120-170 0.12-0.18 100 - 160 0.10-0.15
8 150 - 250 0.12-0.18 150 - 220 0.12-0.18 120-170 0.12-0.18 100 - 160 0.10-0.15
10 150 - 250 0.15-0.20 150 - 220 0.15-0.20 120-170 0.15-0.20 100 - 160 0.12-0.17
12 150 - 250 0.15-0.20 150 - 220 0.15-0.20 120-170 0.15-0.20 100 - 160 0.12-0.17
16 150 - 250 0.20 - 0.25 150 - 220 0.20 - 0.25 120-170 0.20-0.25 100 - 160 0.17-0.22
20 150 - 250 0.20 - 0.25 150 - 220 0.20 - 0.25 120-170 0.20-0.25 100 - 160 0.20 - 0.25

Grey - CEPbIA

Spheroidal -

Cast Iron -4YT'YHn

CoEPOMNA

Tempered Casting

= TEPMO $OPMOBKA

Stainless Steel

V( F1 V( V( F1
2 250 - 300 0.05-0.09 150 - 200 0.05-0.09 100 - 160 0.05-0.09 70-110 0.05-0.09
3-4 250 - 300 0.05-0.09 150 - 200 0.09-0.12 100 - 160 0.09-0.12 70-110 0.09-0.12
5-6 250 - 300 0.09-0.12 150 - 200 0.12-0.18 100 - 160 0.12-0.18 70-110 0.12-0.18
8 250 - 300 0.12-0.18 150 - 200 0.12-0.18 100 - 160 0.12-0.18 70-110 0.12-0.18
10 250 - 300 0.12-0.18 150 - 200 0.15-0.20 100 - 160 0.15-0.20 70-110 0.15-0.20
12 250 - 300 0.15-0.20 150 - 200 0.15-0.20 100 - 160 0.15-0.20 70-110 0.15-0.20
16 250 - 300 0.15-0.20 150 - 200 0.20-0.25 100 - 160 0.20 - 0.25 70-110 0.15-0.20
20 250 - 300 0.20 - 0.25 150 - 200 0.25-0.30 100 - 160 0.25-0.30 70-110 0.20 - 0.25

CODE: 406 - Y406 FINISHING

Free Machining Steel Tool Steel & Steel Castings
JIEFKOOBPABATBIBAEMAS CTAJIb [ MHCTPYMEHTAJIbHAS CTASTb WHCTPYMEHTAJIbHAS CTAJIb HEPXABEIOLLAS CTATb
N JINTLEBAS ®OPMA
- |
vC FZ vC FZ vC FZ
250 - 350 0.05 - 0.09 220 - 300 0.05-0.09 170 - 250 0.05 - 0.09 110 - 150 0.05-0.09
3-4 250 - 350 0.09-0.12 220 - 300 0.09-0.12 170 - 250 0.09-0.12 110 - 150 0.09-0.12
5-6 250 - 350 0.12-0.18 220 - 300 0.12-0.18 170 - 250 0.12-0.18 110 - 150 0.12-0.18
8 250 - 350 0.12-0.18 220 - 300 0.12-0.18 170 - 250 0.12-0.18 110 - 150 0.12-0.18
10 250 - 350 0.15-0.20 220 - 300 0.15-0.20 170 - 250 0.15-0.20 110 - 150 0.15-0.20
12 250 - 350 0.15-0.20 220 - 300 0.15-0.20 170 - 250 0.15-0.20 110 - 150 0.15-0.20
16 250 - 350 0.20-0.25 220 - 300 0.20 - 0.25 170 - 250 0.20-0.25 110 - 150 0.20 - 0.25
20 250 - 350 0.20-0.25 220 - 300 0.20 - 0.25 170 - 250 0.20-0.25 110 - 150 0.20 - 0.25

Steel - CTA/b

vC

190 - 250 0.03 - 0.06 120 - 250 0.03 - 0.06 0.03 - 0.06

3-4 190 - 250 0.07-0.10 120 - 250 0.07-0.10 80-120 0.07-0.10
5-6 190 - 250 0.10-0.15 120 - 250 0.10-0.15 80-120 0.10-0.15
8 190 - 250 0.10-0.15 120 - 250 0.10-0.15 80-120 0.10 - 0.15
10 190 - 250 0.12-0.17 120 - 250 0.12-0.17 80-120 0.12-0.17
12 190 - 250 0.12-0.17 120 - 250 0.12-0.17 80-120 0.12-0.17
16 190 - 250 0.17-0.22 120 - 250 0.17-0.22 80-120 0.17 - 0.22
20 190 - 250 0.20-0.25 120 - 250 0.20- 0.25 80-120 0.20 - 0.25

Cast Iron -4YTYHn

Spheroidal - coePong Tempered Casting - TEPMO ®OPMOBKA
ve R | v o m | v ap = up 10 100°%
300 - 400 0.05 - 0.09 200 - 250 0.05 - 0.09 160 - 200 0.05 - 0.09 of Cutting Lenght
3-4 300 - 400 0.05 - 0.09 200 - 250 0.09 - 0.12 160 - 200 0.09-0.12
5-6 300 - 400 0.09-0.12 200 - 250 0.12-0.18 160 - 200 0.12-0.18 ae = up to 20%
8 300 - 400 0.12-0.18 200 - 250 0.12-0.18 160 - 200 0.12-0.18 of the diameter A
10 300 - 400 0.12-0.18 200 - 250 0.15-0.20 160 - 200 0.15-0.20 for non-hardened materials
12 300 - 400 0.15-0.20 200 - 250 0.15-0.20 160 - 200 0.15-0.20 ae = up o 5%
16 300 - 400 0.15-0.20 200 - 250 0.20-0.25 160 - 200 0.20-0.25 of the diameter
20 300 - 400 0.20-0.25 200 - 250 0.25-0.30 160 - 200 0.25-0.30 for hardened materials
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y303 - Y400D LOW SPEED, HIGH FEED

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel -/IEMVIPOBAHHAS CTAJTb Stainless Steel - HEPXXABEIOLLAS CTAJIb
HARDNESS 750 N/mm?2 <30 HRC <45 HRC

| on [ w | m [ ewm [ w [ s | ew | w [ = |

R<2 ap=0.2XR ae=0.5xD 2<R ap=0.4mm ae=

2 15200 4990 0.08 15200 4510 0.07 10450 3180 0.07
3 9970 5940 0.14 9970 5320 0.13 7080 3705 0.13
4 7550 6270 0.20 7550 5700 0.19 5270 3990 0.19
5 6030 6650 0.28 6030 6030 0.25 4230 4230 0.25
6 5030 6650 0.33 5030 6030 0.30 3510 4230 0.30
8 3800 6650 0.43 3800 6030 0.39 2660 4230 0.40
10 3040 6650 0.54 3040 6030 0.49 2140 4230 0.50
12 2520 6650 0.66 2520 6030 0.59 1760 4230 0.60

MATERIAL

Carbon Steel-Cast Iron Heat Resistant Steel-Ti Alloy - IETVPOBAHHAS CTAJIb Steel - CTA/b

11870 3610 0.07 7550 2040 0.06 4510 820 0.04
8070 4270 0.13 5030 2470 0.12 3040 940 0.08
6030 4560 0.19 3800 2610 0.17 2280 1000 0.1
4840 4840 0.25 3040 2710 0.22 1800 1090 0.15
4040 4840 0.30 2530 2710 0.26 1520 1090 0.18
3040 4840 0.40 1900 2710 0.36 1140 1090 0.23
10 2420 4840 0.50 1520 2710 0.44 910 1090 0.30
12 2000 4840 0.60 1280 2710 0.53 750 1090 0.36

The cutting speeds are referred to milling by interpolation. In case to milling without interpolation, reduce the parameters 50%60% (ONLY FOR Y400D).
Y303: +30%

CODE: Y303 - YA00D HIGH SPEED

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel - IETIPOBAHHAS CTAJIb | Stainless Steel - HEPXXABEIOLLAS CTAJIb

HARDNESS

2 30250 9970 0.08 30400 9070 0.07 22800 6800 0.07
3 19950 11870 0.14 19950 11400 0.14 15200 7980 0.13
4 15200 12350 0.20 15200 11400 0.18 11400 8550 0.18
5 11870 13300 0.28 11870 11870 0.25 9070 9070 0.25
6 10070 13300 033 10070 12060 0.30 7550 9070 0.30
8 7550 13300 0.44 7550 12060 0.40 5650 9070 0.40
10 6030 13300 0.55 6030 12060 0.50 4510 9070 0.50
12 5030 13300 0.66 5030 12060 0.60 3800 9070 0.60

MATERIAL Carbon Steel-Cast Iron Heat Resistant Steel-Ti Alloy - IETVIPOBAHHAS CTAb
HARDNESS <40HRC <55 HRC <60 HRC

| em | v | @ | e | v | B | ew | W [ B

0.1xR ae=0.3xD R<2 ap=0.2XR ae=0.5xD R<2 ap=0.1XR ae=0.5xD
2<R ap=0.4mm ae=0.5xD 2<R ap=0.2mm ae=0.5xD

2 30400 9070 0.07 22800 6130 0.06 15200 2710 0.04
3 19950 11400 0.14 15200 7450 0.12 9980 3130 0.07
4 15200 11400 0.18 11400 7790 0.17 7550 3370 0.1
5 11870 11870 0.25 9070 8170 0.22 6030 3610 0.15
6 10070 12060 0.30 7550 8170 0.27 5030 3610 0.18
8 7550 12060 0.40 5650 8170 0.36 3800 3610 0.23
10 6030 12060 0.50 4510 8170 0.45 3040 3610 0.30
12 5030 12060 0.60 3800 8170 0.53 2520 3610 0.36

The cutting speeds are referred to milling by interpolatin. In case to milling without interpolation, reduce the parameters 50%60% (ONLY FOR Y400D).

Y303: +30%
# www.nuovacumet.it




Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400R HIGH SPEED CONDITION - HIGH REVOLUTION, HIGH FEED

HARDNESS HB 150-250 HRC 25-35

4.0 9.900 0.270 10.530 8.800 0.240 8.560
5.0 8.000 0330 10.640 7.000 0.300 8.510

6.0 6.600 0.420 11.090 5.800 0.380 8.910 api

8.0 5.000 0.560 11.200 4.400 0.510 9.010

10.0 4.000 0.700 11.200 3.500 0.640 8.960 ae

12.0 3.300 0.800 10.530 2.900 0.730 8.460 H' F

CODE: Y400R HIGH SPEED CONDITION - HIGH REVOLUTION, HIGH FEED

MATERIAL Steel - CTA/Ib

HARDNESS HRC 35-45 HRC 45-55 <HRC 72

4.0 8.000 0.190 6.080 6.400 0.190 4.860 5.600 0.080 1.700
5.0 | 6.400 0.240 6080 | 5100 0.240 4850 | 4500 0.100 1.710
6.0 | 5300 0300 6360 | 4200 0300 5040 | 3700 0.120 1.780
8.0 | 4000 0.400 6.400 3200 0.400 5120 | 2.800 0.160 1.790
10.0 3200 0.500 6400 | 2500 0.500 5000 | 2200 0.200 1.760
12.0 | 2700 0.570 6160 | 2100 0.570 479% | 1.900 0.230 1.730

0 dxL ap = deep of cut

MATERIAL steel - CTA/Ib
HARDNESS HB 150-250 HRC 25-35 HRC 35-45 HRC 45-55

[ oo | ae | ap 2| a | ae| o | 2 | =
4.0 5xd 0.240 1 0.240 1 0.210 1 0.180 1 0.120 1
8xd 0.184 1 0.184 1 0.161 1 0.138 1 0.092 1
5.0 5xd 0.288 1.3 0.288 1.3 0.252 1.3 0.216 1.3 0.144 1.3
8xd 0.221 1.3 0.221 1.3 0.193 1.3 0.166 1.3 0.110 1.3
6.0 5xd 0.360 1.5 0.360 1.5 0.315 1.5 0.270 1.5 0.180 1.5
8xd 0.276 1.5 0.276 1.5 0.242 1.5 0.207 1.5 0.138 1.5
8.0 5xd 0.480 2 0.480 2 0.420 2 0.360 2 0.240 2 o
8xd 0.368 2 0.368 2 0.322 2 0.276 2 0.184 2
10.0 5xd 0.480 3 0.480 3 0.420 3 0.360 3 0.240 3
8xd 0.368 3 0.368 3 0.322 3 0.276 3 0.184 3
12.0 5xd 0.480 4 0.480 4 0.420 4 0.360 4 0.240 4 —_—
8xd 0.368 4 0.368 4 0.322 4 0.276 4 0.184 4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400R LOW REVOLUTION, HIGH FEED

MATERIAL Cast Iron -4YTYHn Steel - CTAJIb
HARDNESS HB 150-250 HRC 25-35
4.0 6.000 0.270 6.380 5.600 0.240 5.450
5.0 4.800 0.330 6.380 4.500 0.300 5.470
6.0 4.000 0.420 6.720 3.700 0.380 6.680 ap I
8.0 3.000 0.560 6.720 2.800 0.510 5.730
10.0 2.400 0.700 6.720 2.200 0.640 5.630 ae |
12.0 2.000 0.800 6.380 1.900 0.730 5.540

CODE: YA00R LOW REVOLUTION, HIGH FEED

MATERIAL steel - CTAJIb
HARDNESS HRC 35-45 HRC 45-55 <HRC 72
FI

4.0 ‘ 5200 0.190 3.950 4.000 0.190 3.040 ‘ 4.000 0.080 1.220
5.0 | 4700 0.240 3.900 3200 0.240 3040 | 3200 0.100 1.220
6.0 | 3.400 0.300 4.080 2700 0300 3240 | 2700 0.120 1.300
8.0 | 2,600 0.400 4160 | 2.000 0.400 3200 | 2.000 0.160 1.280
10.0 | 2100 0.500 4200 | 1.600 0.500 3200 | 1.600 0.200 1.280
12.0 | 1700 0570 3880 | 1300 0570 2960 | 1300 0.230 1.190

0 dxL ap = deep of cut

Steel - CTAJIb

HARDNESS HB 150-250 HRC 25-35 HRC 35-45

4.0 5xd 0.300 1 0.300 1 0.300 1 0.210 1 0.150 1
8xd 0.230 1 0.230 1 0.230 1 0.161 1 0.115 1
5.0 5xd 0.360 13 0.360 13 0.360 13 0.252 13 0.180 13
8xd 0.276 1.3 0.276 1.3 0.276 13 0.193 1.3 0.138 1.3
6.0 5xd 0.450 1.5 0.450 1.5 0.450 1.5 0.315 1.5 0.300 1.5
8xd 0.345 1.5 0.345 1.5 0.345 1.5 0.242 1.5 0.230 1.5
8.0 5xd 0.600 2 0.600 2 0.600 2 0.420 2 0.300 2 L
8xd 0.460 2 0.460 2 0.460 2 0.322 2 0.230 2
10.0 5xd 0.600 3 0.600 3 0.600 3 0.420 3 0.300 3
8xd 0.460 3 0.460 3 0.460 3 0.322 3 0.230 3
12.0 5xd 0.600 4 0.600 4 0.600 4 0.420 4 0.300 4 v
8xd 0.460 4 0.460 4 0.460 4 0.322 4 0.230 4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400R LOW REVOLUTION, HIGH DEPTH OF CUT

MATERIAL Cast Iron -4YYTrYHn Steel - CTANIb

HARDNESS HB 150-250 HRC 25-35
4.0 6.000 0.120 2.920 5.600 0.110 2.550
5.0 4.800 0.150 2.920 4.500 0.140 2.570
6.0 4.000 0.190 3.070 3.700 0.180 2.660 ap I
8.0 3.000 0.260 3.070 2.800 0.240 2.690 -
10.0 2.400 0.320 3.070 2.200 0.300 2.640 ae |
12.0 2.000 0.360 2.920 1.900 0.340 2.600 >

CODE: YA00R LOW REVOLUTION, HIGH DEPTH OF CUT

MATERIAL steel - CTA/b
HARDNESS HRC 35-45 HRC 45-55 <HRC 72
n FZ n FZ VE

4 5.200 0.100 1.980 ‘ 4.000 0.100 1.520 ‘ 4.000 0.050 730
5 | 4100 0.120 195 | 3200 0.120 150 | 3200 0.060 730
6 | 3.400 0.150 2040 | 2700 0.150 1620 | 2700 0.070 780
8 | 2600 0.200 2080 | 2000 0.200 1600 | 2.000 0.100 770
10 2100 0.250 2100 | 1.600 0.250 1600 | 1.600 0.120 770
12 | 1700 0.290 1.940 | 1300 0.290 1480 | 1300 0.140 710

0 dxL ap = depth of cut

MATERIAL steel - CTA/Ib
HARDNESS HB 150-250 HRC 25-35 HRC 35-45 m

[ fele s @ [a @ la] 2]
4 5xd 0.600 1 0.540 1 0.480 1 0.360 1 0.210 1
8xd 0.460 1 0.414 1 0.368 1 0.276 1 0.161 1
5 5xd 0.720 13 0.648 13 0.576 13 0.432 1.3 0.252 1.3
8xd 0.552 1.3 0.497 13 0.442 13 0.331 1.3 0.193 1.3
6 5xd 0.900 1.5 0.810 1.5 0.720 1.5 0.540 1.5 0.315 1.5
8xd 0.690 1.5 0.621 1.5 0.552 1.5 0.414 1.5 0.242 1.5
3 5xd 1.200 2 1.080 2 0.960 2 0.720 2 0.420 2 L
8xd 0.920 2 0.828 2 0.736 2 0.552 2 0.322 2
10 5xd 1.200 3 1.080 3 0.960 3 0.720 3 0.420 3
8xd 0.920 3 0.828 3 0.736 3 0.552 3 0.322 3
12 5xd 1.200 4 1.080 4 0.960 4 0.720 4 0.420 4 v
8xd 0.920 4 0.828 4 0.736 4 0.552 4 0.322 4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400-Y400V SIDE MILLING

Steel - CTAJIb

MATERIAL Carbon Steel - Cast Iron Aloy Steel - Tool Steel - Cynep cnnAs

750/mm?2 <30HRC
? v L om | v

ae=0.2xd ap=1.5xd

HARDNESS <40HRC

ae=0.2xd ap=1.5xd ae=0.2xd ap=1.5xd
0 78

3 10 0.02 10600 002 8280 65 002 6900
4 100 0.03 7960 78 003 6210 65 003 5175
5 100 0.03 6370 78 0.03 4968 65 0.03 4140
6 100 0.06 5300 78 0.06 4140 65 0.06 3450
8 100 0.08 3980 78 008 3105 65 0.08 2587
10 100 0.09 3185 78 0.09 2480 65 0.09 2070
12 100 0.10 2650 78 0.10 2070 65 0.10 1720
16 100 0.12 1990 78 0.12 1550 65 0.12 1293

20 100 0.12 1592 78 0.12 1242 65 0.12 1035

Steel - CTA/Ib
<50HRC
se-0.05xd3p-1xd

3 62 0.02 6580 60 0.02 6370
4 62 0.03 4936 60 0.03 4780
5 62 0.04 3950 60 0.04 3820
6 62 0.04 3290 60 0.04 3184
8 62 0.06 2468 60 0.06 2388

10 62 0.07 1974 60 0.07 1910

12 62 0.08 1645 60 0.07 1592 ap}:

16 62 0.09 1234 60 0.08 1194

20 62 0.10 990 60 0.08 955 ae, ||l

CODE: Y400-Y400V SLOT MILLING

MATERIAL Carbon Steel - Cast Iron Aloy Steel - Tool Steel - CynEep crijiAB Steel - CTA/b
v | B v | B | rm [ v Fz
a xd
3 100 0.02 8500 78 0.03 6350 65 0.02 5850
4 100 0.03 6350 78 0.03 4750 65 0.03 4400
5 100 0.03 5100 78 0.04 3800 65 0.03 3500
6 100 0.04 4250 78 0.04 3200 65 0.06 2900
8 100 0.05 3200 78 0.05 2400 65 0.08 2200
10 100 0.06 2550 78 0.07 1900 65 0.09 1750
12 100 0.07 2100 78 0.07 1600 65 0.10 1450
16 100 0.09 1600 78 0.09 1200 65 0.12 1100
20 100 0.10 1250 78 0.10 955 65 0.12 875
ap=0.5xd

3 62 0.02 5500 60 0.02 4450

4 62 0.03 4150 60 0.03 3350

5 62 0.03 3300 60 0.04 2650

6 62 0.04 2750 60 0.05 2250

8 62 0.06 2050 60 0.06 1650

10 62 0.07 1650 60 0.07 1350

12 62 0.08 1400 60 0.09 1100 ap 4—

16 62 0.09 1050 60 0.09 835

20 62 0.10 830 60 0.10 670

Y400V: +30%

ae
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap

CODE: 400RV - 500RV - T2201 ROUGHING

FZ mm/tooth
Construction steel ap=1xd 170200 | 0024 0028 0041 0058 0073 0.09 011 013
500 N/mm2 ap=2xd(ae=025xd) | 110130 | 0016 0021 0027 = 0035 0044 0052 ouss | ooes | ogs
Construction steel ap=1xd 160188 | 0022 0026 0036 0052 0066 0085 0093 01 012
510-800 N/mm2 ap=2xd 100125 | 0015 002 0031 0042 005 0058 0065 0071 009
Tooling steel ap=1xd 700 | 0016 0021 0029 0042 005 0063 0071 0079 0097
850-1000N/mm2  ap=2xd (ae=0.25xd) 80100 | 001 0015 0025 0032 0039 0048 0053 0058 0073
Stainless stecl ap=1xd 95115 | 0019 0024 0039 0053 0065 0079 0087 0095 0.1
850 N/mm2
fooling teel ap=1xd 4555 | 0015 002 0031 0042 005 0059 0065 0071 009
<60 HRC
super Alloy ap=1xd 150185 | 0019 0024 0039 0053 0065 0079 0087 0095 011
850-1000N/mm2  ap=2xd (ae=0.25xd) 95120 | 001 0015 0027 0035 0044 0052 0058 0063 008
super Alloy ap=1xd 125150 | 0013 002 0033 0047 0059 0072 008 0088 0.1
10001200N/mm2  ap=2xd (ae=0.25x) 80100 | 001 0015 0025 0032 0039 0048 0052 0058 0073
Inconell
ap=1xd 5670 | 0013 002 0033 0047 005 0072 008 0088 O
1200 N/mm?2
Cast fon ap=1xd 220270 | 0022 0026 0036 0052 0066 0085 0093 01 012
240 HB ap=2xd (ae=025x) | 140170 | 0015 002 0031 0042 005 0058 0065 0071 009
Cast iron ap=1xd 115140 | 0019 0024 0039 0053 0065 0079 0087 0095 0011
<300 HB ap=2xd (e=025«d) | 130160 | 001 0016 0027 0064 0044 0052 0058 0063 008
Titanium ap=1xd 90110 | 0013 002 0033 0047 0059 0072 008 0088 001
<850 N/mm2 ap=2xd (ae=0.25xd) 6070 001 0015 0025 0032 0039 0048 0053 0058  0.073
Titanium ap=1xd 7590 | 0016 0021 0029 0042 005 0063 0071 0079 0097
850-1200N/mm2  ap=2xd (ae=0.25xd) 50-60 001 0015 0024 0032 0038 0046 005 0054 0066
Aluminium ap=1xd 500650 | 0016 0021 0029 0042 0053 0063 0071 0079 0097
ap=2xd (ae=0.25xd)
Copper ap=1xd 210260 | 0022 0026 0036 0052 0066 0085 0093 01 012
ap=2xd (@e=025«d) | 140171 | 0015 002 0031 0042 005 0059 0065 0071 009
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap
a2

— ‘<—ae=0,1xd

CODE: 400RV - 500RV FINISHING

APPLICATION
|03 | 04 | 66 | 68 | 610 |02 | au | 016 | 620 |

Construction steel ap=1xd 210-250 001 0015 0025 0032 0039 0048 0053 0058 0073
500 N/mm2 ap=2xd 140-170 001 0015 0025 0032 0039 0048 005 0058  0.073
Construction steel ap=1xd 190230 | 0013 0039 0033 0047 0059 0072 008 0088 0.1
510-800 N/mm2 ap=2xd 125155 001 0015 0024 0032 0038 0046 005 0054  0.066
Tooling steel ap=1xd 160-200 0.015 0.02 0.031 0.042 0.05 0.059 0.065 0.071 0.09
850-1000 N/mm2 ap=2xd 1004125 | 0004 0007 0013 0019 0025 003 0034 0038 0045
Stainless steel ap=1xd 70-90 0016 0021 = 0029 0042 0053 0063 0071 0079  0.097
850 N/mm2
Tempéeorel-:ikzteel ap=1xd 6075 0007 0016 0017 0024 003 0036 0041 0045 0057
<
Super Alloy ap=1xd 180230 | 0016 0021 0029 0042 005 0063 0071 0079 0097
850-1000 N/mm2 ap=2xd 1204140 | 0007 0016 = 0017 0024 003 0036 0041 0045  0.057
Super Alloy ap=1xd 155190 | 0015 002 0031 0042 005 0059 0065 0071  0.09
10001200 N/mm2 ap=2xd 100-125 | 0004 0007 0013 0019 0025 003 0034 0038 0045
Inconell ap=1xd 70-90 0015 002 0031 0042 005 0059 0065 0071  0.09
Cast iron ap=1xd 255313 | 0013 002 0033 0047 0059 0072 008 0088 0.1
240 HB ap=2xd 180-220 001 0015 0024 0032 0038 0046 005 0054  0.065
Cast iron ap=1xd 250313 | 0016 0021 0029 0042 0053 0063 0071 0079  0.097
<300 HB ap=2xd 160200 | 0007 0011 0017 0024 003 0036 0041 0045 0057
Titanium ap=1xd 1204145 | 0015 002 0031 0042 005 0059 0065 0071  0.09
<850 N/mm2 ap=2xd 80-95 0004 0007 0013 0019 0025 003 0034 0038 0045
o ap=1xd 100-120 001 0015 0027 0035 0044 0052 0058 0063 008
Titanium Alloy
ap=2xd 6075 0003 0006 0011 0016 0021 0026 0029 0032 0038
Aluminium ap=2xd 600740 | 0015 002 0031 0042 005 005 0065 0071 009
Copper ap=2xd 180-220 001 0015 0027 0035 = 0044 0052 0058 0063  0.08
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 506 - Y506 - Y508 ROUGHING - HIGH SPEED CUTTING apL—
ae,

‘ ‘

MATERIAL Steel - CTA/b

_ 2 ae ap |

6 275 0.042 0.033xd 0.820 xd 125 0.030 0.028 x d 0.750 x d
8 275 0.085 0.033xd  0.820xd 125 0.065 0.028 xd  0.750xd
10 275 0.085 0.033xd  0.820xd 125 0.065 0.028xd  0.750xd
12 275 0.128 = 0.033xd  0.820xd 125 0.100 0.028xd  0.750xd
16 275 0.128 = 0.033xd  0.820xd 125 0.100 0.028xd  0.750xd
20 275 0.170 ~ 0.033xd  0.820xd 125 0.144 0.028 xd  0.750xd

CODE: 506 - Y506 - Y508 FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTA/b

_ae  ap | Ve B2 ae

6 340 0.045 0.020x d 0.650 x d 140 0.030 0.010xd  0.450xd

8 340 0.090 0.020 x d 0.650 x d 140 0.075 0.010xd  0.450xd

10 340 0.090 0.020x d 0.650 x d 140 0.075 0.010xd  0.450xd

12 340 0.135 0.020 x d 0.650 x d 140 0.115 0.010xd  0.450xd

16 340 0.135 0.020xd 0.650 xd 140 0.115 0.010xd  0.450xd

20 340 0.180 0.020 x d 0.650 x d 140 0.165 0.010xd  0.450 xd
CODE: 72204

Applications
Hardness Fz(mm/Tooth)

MATERIAL side Milling m slot Milling

35-45 1.5xd 0.40 x d 0.50 x d 150 0.020  0.025 0.030 0.040 0.050 0.065  0.070

gﬁe}i 45-55 1.5xd 0.33xd 0.50 x d 110 0.015  0.020  0.025 0.030 0.040 0.050  0.055
55-60 1.5xd 0.25x d 0.30x d 90 0.010  0.015 0.020 0.025 0.030  0.040  0.045

Titanium <40 1.5xd 0.33xd 0.50 x d 70 0.030  0.035 0.040 0.050 0.070 0.080  0.085
TUTAH >40 15xd 0.25xd 0.30xd 60 0.025  0.030  0.035 0.045 0.060 0.075 = 0.080
ij;trl;ﬂn - 15xd 0.20xd 0.25xd 30 0.015  0.020 0.025 0.030 0.040 0.050  0.055
nox <900N 1.5xd 0.20 x d 0.30x d 25 0.014  0.020 0.032 0044 0.053 0.059  0.065
>900N 1.5xd 0.20 x d 0.30xd 20 0.014  0.020 0.032 0.044 0.053 0.059  0.065
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Parametri di taglio [ -
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L
ap T ap

— = A sl B

CODE: 5040 - Y5040 - 5040R (A)

Carbon Fibre

3 520 55202 3900-6500 780 24841 3900-6500 3 1040 33121 3900-6500 3 10 150 0010 15924 955 @ 15
4 520 41401 4550-7150 4 10 780 24841 4550-7150 4 10 1040 33121 4550-7150 4 10 | 150 0.015 11943 1075 4 25
5 520 33121 4875-8125 5 10 | 780 24841 4875-8125 5 10 | 1040 33121 4875-8125 5 10 | 150 0.020 9554 1146 5 3.1
6 520 27601 5200-9100 6 20 | 780 12420 5200-9100 6 20 | 1040 16561 5200-9100 6 20 | 150 0.020 7962 955 6 37
8 520 20701 5850-10400 8 20 | 780 12420 5850-10400 8 20 | 1040 16561 5850-10400 8 20 | 150 0.025 5971 1200 8 5
10 520 16561 6500-11050 10 25 | 780 9936 6500-11050 10 25 | 1040 13248 6500-11050 10 25 | 150 0.040 4777 1529 10 6.2
12 520 13800 7800-11700 12 30 | 780 8280 7800-11700 12 30 | 1040 11040 7800-11700 12 30 | 150 0.050 3981 1990 12 75

CODE: 6010D - 6010RD (A)
ROUGHING

mmmm

3 400 42463 3000-5000 3 10 600 19108 3000-5000 3 800 25478 3000-5000

4 400 31847 3500-5500 4 10 | 600 19108 3500-5500 4 10 | 800 25478 3500-5500 4 10
5 400 25478 3750-6250 5 10 | 600 19108 3750-6250 5 10 | 800 25478 3750-6250 5 10
6 400 21231 40007000 6 20 | 600 9554 4000-7000 6 20 | 800 12739 4000-7000 6 20
8 400 15924 4500-8000 8 20 | 600 9554 4500-8000 8 20 | 800 12739 4500-8000 8 20
10 400 12739 5000-8500 10 25 | 600 7643 5000-8500 10 25 | 800 10191 5000-8500 10 25
12 400 10616 6000-9000 12 30 600 6369 6000-9000 12 30 | 800 8493 6000-9000 12 30

CODE: Y507 (B)

MATERIAL Stainless Steel Cr-Ni Stainless Steel Cr-Ni-Mo Super Alloy Inconel 718
HEP)XXABEIOLLLASl CTA/Tb HEP)XABEIOLLIASI CTAJTb CYMEP CMJIAB WNHKOHENb

ve Vi selap|Vc| Fz | n | W ae ap|Ve Fr| se ap| Ve P n | W |ae
mmmm-mmmmmmm

3 0.010 8493 340 0.010 4246 170 2.40 0.010 2654 106 9 0.010 1592

4 80 0.015 6369 382 16 4 40 0.015 3185 191 240 4 25 0.015 1990 119 32 12| 15 0015 1194 72 24 4
6 80 0.020 4246 510 24 6 | 40 0.020 2123 255 240 6 | 25 0.020 1327 159 24 12 | 15 0020 79 9% 24 6
8 80 0.030 3185 573 32 8 | 40 0.030 1592 287 320 8 | 25 0.030 995 179 32 12| 15 0030 597 107 32 8
10 80 0.035 2548 713 40 10 | 40 0.035 1274 357 400 10 | 25 0.035 796 223 40 15| 15 0035 478 134 40 10
12 80 0.040 2123 679 48 12 | 40 0.040 1062 340 480 12 | 25 0.040 663 212 48 18 | 15 0.040 398 127 48 12
16 80 0.065 1592 828 32 16 | 40 0.065 796 518 640 16 | 25 0.065 498 323 64 24 | 15 0.065 299 194 64 16
20 80 0.070 1274 713 32 20 | 40 0.070 637 446 6.40 20 | 25 0.070 398 279 64 24 | 15 0070 239 167 64 20
25 80 0.080 1019 652 32 25| 40 0.080 510 408 6.40 25 | 25 0.080 318 255 64 24| 15 0.080 191 153 64 25
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200G - 200GD - 200GRD - 300GD - 300GRD - 200GRL ROUGHING

FL

0.4 0.004 0.005 - - - - - - 240 300 288 360 360 450
0.5 0.005 0.007 - - - - 240 316 300 420 360 504 450 630
0.6 0.006 0.008 - - - - 288 384 360 480 432 576 540 720
0.8 0.008 0.010 - - 240 300 384 480 480 600 576 720 720 900
1.0 0.010 0.012 - - 300 360 480 576 600 720 720 864 900 1.080
1.2 0.012 0.015 - - 360 450 576 720 720 900 864 1.080 1.080 1.350
15 0.014 0.018 224 288 420 540 672 864 840 1.080 1.080  1.296 1.260 1.620
2.0 0.016 0.020 256 320 480 600 768 960 960 1.200 1152 1.440  1.440 1.800
3.0 0.024 0.025 384 400 720 750 1152 1200  1.440 @ 1.500 1.728  1.800 2.160 2.250
4.0 0.032 0.040 512 640 960 960 1536 1920  1.920 @ 2.400 2300 28380 2.880 3.600
5.0 0.040 0.050 640 800 1200 1500 1920 2400  2.400 @ 3.000 2.880  3.600 3.600 4.500
6.0 0.048 0.065 768 1.040 1.440 1950 2304 3.120 2.880  3.900 2456 4680 4.320 5.850
8.0 0.064 0.080 1.024 1280 1920 2400 3.072 3.840 3.840 @ 4.800 4.608 5760 5.760 7.200
10.0 0.080 0.100 1280  1.600 2400 3.000 3.840 4.800 4.800 @ 6.000 5760  7.200 7.200 -
12.0 0.100 0.120 1.600 1920 3.000 3.600 4.800 5760  6.000 @ 7.200 7.200 - - -

FL
mm/tooth

0.4 0.006 - - - 360 432 540
0.5 0.008 - - 384 480 576 720
0.6 0.010 - - 480 600 720 900
0.8 0.012 - 360 576 720 864 1.080
1.0 0.015 - 450 720 900 1.080 1.350
1.2 0.018 - 540 864 1.080 1.296 1.620
15 0.020 320 600 960 1.200 1.440 1.800
2.0 0.025 400 750 1.200 1.500 1.800 2.250
3.0 0.035 560 1.050 1.680 2.100 2.520 3.150
4.0 0.050 800 1.500 2.400 3.000 3.600 4.500
5.0 0.060 960 1.800 2.880 3.600 4.320 5.400
6.0 0.070 1.120 2.100 3.360 4.200 5.040 6.300
8.0 0.085 1.360 2.550 4.080 5.100 6.120 7.650
10.0 0.110 1.760 3.300 5.280 6.600 - -
12.0 0.130 2.080 3.900 6.240 7.800 - -

CODE: 204GD - 204GRD

ae
p— l——
MATERIAL
Graphyte - TPA®UT
HARDNESS ae
VC FI ap ‘ - ‘ ap
0.4-0.8 300-500 0.01-0.03 0.01-0.30 R
{ap
1-2 300-500 0.02-0.08 0.10-0.50 I—l ]
3-4 300-500 0.04-0.10 0.15-1.00 1 2
5-6 300-500 0.06-0.15 0.20-1.50
ae=1xd ap=0,5xd
ap=dx05 ap=0,5xd
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Parametri di taglio - [
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost l

ap ap

ae ], A — = B

CODE: 100 - 700 - 730 - 750

Side Milling A

/]

3 250 0.030 26539 1592 0.80 45 150 0.020 15924 637 3 2
4 250 0.040 19904 1592 1.00 6.0 150 0.030 11943 717 4 2
5 250 0.050 15924 1592 1.30 7.5 150 0.035 9554 669 5 3
6 250 0.060 13270 1592 1.50 9.0 150 0.045 7962 77 6 3
8 250 0.080 9952 1592 2.00 12.0 150 0.055 5971 657 8 4
10 250 0.100 7962 1592 2.50 15.0 150 0.070 4777 669 10 5
12 250 0.120 6635 1592 3.00 18.0 150 0.085 3981 677 12 6
16 250 0.130 4976 1294 4.00 24.0 150 0.115 2986 687 16 8
20 250 0.150 3981 1194 5.00 30.0 150 0.145 2389 693 20 10

CODE: 755

Slot Milling B
MATERIAL Aluminium Alloy - AJIIOMUHWIA
HARDNESS

(Ve [ R [ n | ViMin | ViMex | oe | ap

6 |mmn nm nin/ ow/min mm/min om
3 200 0.024 21231 1000 1200 3.0 3.0
4 250 0.025 19904 1000 1200 4.0 4.0
5 300 0.026 19108 1000 1200 5.0 5.0
6 400 0.066 21231 2800 4000 6.0 6.0
8 400 0.094 15924 3000 4000 8.0 8.0
10 400 0.141 12739 3600 4500 10.0 10.0
12 400 0.170 10616 3600 4500 12.0 12.0
16 450 0.201 8957 3600 4500 16.0 16.0
20 450 0.223 7166 3200 4300 20.0 20.0

CODE: 456

Side Milling A Slot Milling B

MATERIAL Aluminium Alloy - AIOMUHUI Aluminium Alloy - AIOMUHUN
HARDNESS I

Vc Fz n vf ae ap \'/4 Fz n vf ae ap
mmm-m--m=
3.6

/]

3 550 0.045 58400 7880 1.20 450 0.030 47800 4300 3 1
4 550 0.060 43770 7880 1.60 4.8 450 0.040 35900 4300 4 2
5 550 0.075 35015 7880 2.00 6.0 450 0.055 28700 4725 5 2
6 550 0.100 29200 8760 2.40 7.2 450 0.070 23900 5015 6 2
8 550 0.120 21900 7890 3.20 9.6 450 0.085 17900 4656 8 3
10 550 0.150 17510 7890 4.00 12.0 450 0.105 14300 4510 10 4
12 550 0.180 14600 7890 4.80 14.4 450 0.125 11940 4475 12 5
16 550 0.190 10950 6235 6.40 19.2 450 0.135 9000 3625 16 6
20 550 0.225 8760 5900 8.00 24.0 450 0.160 7160 3435 20 8
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y700R - Y703 ROUGHING HIGH SPEED CUTTING

MATERIAL Aluminium - AJIIOMUHNI Copper - MEZIb

HARDNESS
3 500 0.021 1xd 0.5xd 300 0.015 1xd 0.5xd
4 500 0.028 1xd 0.5xd 300 0.016 1xd 0.5xd
5 500 0.035 1xd 0.5xd 300 0.020 1xd 0.5xd
6 500 0.045 1xd 0.5xd 300 0.024 1xd 0.5xd
8 500 0.056 1xd 0.5xd 300 0.032 1xd 0.5xd
10 500 0.070 1xd 0.5xd 300 0.040 1xd 0.5xd
12 500 0.084 1xd 0.5xd 300 0.048 1xd 0.5xd
16 500 0.112 1xd 0.5xd 300 0.064 1xd 0.5xd

CODE: Y700R - Y703 ROUGHING HIGH SPEED CUTTING

MATERIAL Thermo Plastic - TEPMO MIACTUK

10 500 0.060 1xd 0.5xd 300 0.051 1xd 0.5xd
12 500 0.084 1xd 0.5xd 300 0.060 1xd 0.5xd
16 500 0.112 1xd 0.5xd 300 0.075 1xd 0.5xd

Y703: +30%

CODE: Y700R - Y703 FINISHING HIGH SPEED CUTTING

_Fz | ae ap | Vo R | ae

3 500 0.021 1xd 0.050 x d 300 0.015 1xd 0.030 xd
4 500 0.028 1xd 0.050 x d 300 0.016 1xd 0.030 xd
5 500 0.035 1xd 0.050 x d 300 0.020 1xd 0.030 xd
6 500 0.045 1xd 0.050 x d 300 0.024 1xd 0.030 xd
8 500 0.056 1xd 0.050 x d 300 0.032 1xd 0.030 xd

10 500 0.070 1xd 0.050 x d 300 0.040 1xd 0.030 xd
12 500 0.084 1xd 0.050 x d 300 0.048 1xd 0.030 xd
16 500 0.112 1xd 0.050 x d 300 0.064 1xd 0.030 xd

CODE: Y700R - Y703 FINISHING HIGH SPEED CUTTING

MATERIAL Thermo Plastic - TEPMO MJIACTUK

HARDNESS

3 500 0.021 1xd 0.030 xd 300 0.013 1xd 0.020 xd
4 500 0.028 1xd 0.030 xd 300 0.016 1xd 0.020 xd
5 500 0.035 1xd 0.030xd 300 0.020 1xd 0.020 xd
6 500 0.045 1xd 0.030xd 300 0.024 1xd 0.020 xd
8 500 0.056 1xd 0.030 xd 300 0.032 1xd 0.020 xd

10 500 0.070 1xd 0.030 xd 300 0.040 1xd 0.020 xd
12 500 0.084 1xd 0.030xd 300 0.048 1xd 0.020 xd
16 500 0.128 1xd 0.030 xd 300 0.064 1xd 0.020 xd

Y703: +30%

Y
ap

ae
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y700R ROUGHING HIGH SPEED CUTTING

| Ve B3 | ap | Vo R 3
3 500 0.045 0.250 x d 1xd 300 0.030 0.150 x d 1xd
4 500 0.057 0.250 x d 1xd 300 0.038 0.150x d 1xd
5 500 0.075 0.250 x d 1xd 300 0.050 0.150 x d 1xd
6 500 0.109 0.250 x d 1xd 300 0.060 0.150x d 1xd
8 500 0.120 0.250 x d 1xd 300 0.076 0.150 x d 1xd
10 500 0.150 0.250 x d 1xd 300 0.100 0.150 x d 1xd
12 500 0.160 0.250 x d 1xd 300 0.120 0.150 x d 1xd
16 500 0.240 0.250 x d 1xd 300 0.140 0.150x d 1xd

CODE: Y700R ROUGHING HIGH SPEED CUTTING

MATERIAL
HARDNESS

Thermo Plastic - TEPMO MJACTUK

< ‘
~

CODE: Y700R FINISHING HIGH SPEED CUTTING

Copper - MEJlb

500 0.045 0.080 x d 1xd 300 0.036 0.020 x d 1xd
500 0.060 0.080 x d 1xd 300 0.048 0.020 x d 1xd
500 0.075 0.080 x d 1xd 300 0.060 0.020x d 1xd
500 0.090 0.080 x d 1xd 300 0.072 0.020 x d 1xd
500 0.120 0.080 x d 1xd 300 0.096 0.020xd 1xd
500 0.150 0.080 x d 1xd 300 0.120 0.020 xd 1xd
500 0.180 0.080 x d 1xd 300 0.144 0.020 xd 1xd
500 0.200 0.080 x d 1xd 300 0.168 0.020 x d 1xd

MATERIAL
HARDNESS

3 500

4 500

5 500

6 500

8 500

10 500

12 500

16 500

CODE: Y700R FINISHING HIGH SPEED CUTTING

Thermo Plastic - TEPMO NMJIACTUK

MATERIAL
HARDNESS
V¢

3 500

4 500

5 500

6 500

8 500

10 500

12 500

16 500

0.045
0.060
0.075
0.109
0.120
0.150
0.160
0.240

0.050 x d
0.050 x d
0.050 x d
0.050 x d
0.050 x d
0.050 x d
0.050 x d
0.050 x d

0.040 xd
0.040 x d
0.040 x d
0.040 xd
0.040 xd
0.040 xd
0.040 xd
0.040 x d

0.820 x d
0.820 x d
0.820 xd
0.820 x d
0.820 x d
0.820 x d
0.820 x d
0.820 x d

0.630xd
0.630xd
0.630xd
0.630 xd
0.630 xd
0.630xd
0.630xd
0.630xd

300
300
300
300
300
300
300
300

300
300
300
300
300
300
300
300

0.030
0.040
0.050
0.060
0.080
0.100
0.120
0.140

0.030
0.038
0.050
0.060
0.075
0.100
0.110
0.140

0.040 x d
0.040 x d
0.040 x d
0.040 x d
0.040 x d
0.040 x d
0.040 x d
0.040 x d

0.010xd
0.010 xd
0.010xd
0.010xd
0.010 xd
0.010xd
0.010xd
0.010xd

1.750 x d
1.750 x d
1.750 x d
1.750 x d
1.750 x d
1.750 x d
1.750 x d
1.750 x d

0.320xd
0.320xd
0.320xd
0.320xd
0.320xd
0.320xd
0.320xd
0.320xd

al |

2.l
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 700SR ROUGHING STANDARD CUTTING SPEED

Ve R e ap |

ae
140 0016 003xd 003xd | Max 0021 030xd  0.03xd _ —" “—
4 140 0.032 0.03xd 0.03xd Max = 0.042 030xd  0.03xd apL
6 140 0.032  0.03xd 0.03xd Max 0.042  0.30xd 0.03 xd [
8 140 0.064 0.03xd 0.03xd Max = 0.084 030xd  0.03xd
10 140 0.064 0.03xd 0.03xd Max = 0.084 030xd  0.03xd
12-18 140 0.096 0.03xd  0.03xd Max = 0126 030xd  0.03xd
20-25 140 0.160 0.03xd  0.03xd Max 0210 030xd  0.03xd
CODE: 700SR
MATERIAL Copper - MEJlb Titanium - TUTAH
HARDNESS
1-3 350 0.020  0.03xd  0.03xd 90 0.014 030xd  0.03xd
4 350 0.040 0.03xd 0.03xd 90 0.028 030xd  0.03xd
6 350 0.040 0.03xd 0.03xd 90 0.028 030xd  0.03xd For finishing:
8 350 0.080 0.03xd 0.03xd 90 0.057 030xd  0.03xd ae <0,02 - 0,03 x d
10 350 0.080 0.03xd  0.03xd 90 0.057 030xd  0.03xd ap<0,8xd
12-18 350 0.120  0.03xd  0.03xd 90 0.085 0.30xd 0.03 xd Ve = 1,2 x Vc (Parameter List)
20-25 350 0200 003xd 003xd | 9 0142 030xd  0.03xd Fz=0,7 x Vic (Parameter List)

CODE: 700SR

MATERIAL Super Alloy - CYTEP CIJ1AB
HARDNESS

1-3 40 0.015 0.03 xd 0.03xd 350 0.020 0.03 xd 0.03 xd 170 0.008 0.03xd 0.03xd
4 40 0.030 0.03 xd 0.03xd 350 0.040 0.03 xd 0.03 xd 170 0.016 0.03 xd 0.03xd
6 40 0.030 0.03xd 0.03xd 350 0.040 0.03xd 0.03 xd 170 0.016 0.03xd 0.03xd
8 40 0.060 0.03xd 0.03xd 350 0.080 0.03xd 0.03 xd 170 0.031 0.03xd 0.03xd
10 40 0.060 0.03xd 0.03xd 350 0.080 0.03 xd 0.03 xd 170 0.031 0.03xd 0.03xd
12-18 40 0.090 0.03 xd 0.03 xd 350 0.120 0.03 xd 0.03 xd 170 0.047 0.03xd 0.03xd
20-25 40 0.150 0.03 xd 0.03xd 350 0.200 0.03 xd 0.03 xd 170 0.078 0.03xd 0.03xd

= Standard Cutting Speed X 1,4
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Parametri di taglio — M
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

ae

'H‘

CODE: 756
Side Milling A
MATERIAL "
Aluminium Alloy - AJIOMUHWI
HARDNESS
0
6 400  0.095 21231 6051 150 3.6 500 0.110 26539 8758 035 0.35
8 400  0.130 15924 6210 2.00 4.8 500 0.145 19904 8658  0.40 0.40
10 400  0.160 12739 6115 250 6.0 500 0.180 15924 8599  0.45 0.45
12 400 | 0.175 10616 5573  3.00 7.2 500 0.240 13270 9554  0.50 0.50
16 400  0.195 7962 4658 400 9.6 500 0320 9952 9554 0.60 0.60
20 400 0230 6369 4395 5.00 12.0 | 500 0.400 7962 9554  0.75 0.75
CODE: 12202

Side Milling A

Aluminium Alloy - AIOMVHWI Copper - MEAb

0.070 31847 6688 9.0 | 400  0.070 21231 4459
8 600 = 0.090 23885 6449 32 120 | 400 0.090 15924 4299 32 120
10 600  0.110 19108 6306 40  15.0 | 400 0.110 12739 4299 4.0 150
12 600 = 0.135 15924 6449 48 180 | 400 0.135 10616 4299 48 180
16 600 | 0.180 11943 6449 64 | 240 | 400  0.180 7962 4299 6.4 240
20 600 | 0.220 9554 6306 80 | 30.0 | 400 0220 6369 4299 8.0 30.0

CODE: 72202

Slot Milling B

Aluminium Alloy - AJTOMWUHUI Copper - ME/Ib

MATERIAL

HARDNESS Vc Fz n vf ae
m/mln mln/' mm/mln m/min mm min/' | mm/min | mm
4.8

0.060 26539 4777 270 | 0.060 14331 2580
8 500 = 0.080 19904 4777 8 6.4 | 270 0.080 10748 2580 8 6.4
10 500 = 0.100 15924 4777 10 8.0 | 270 0.100 8599 2580 10 80
12 500 = 0.120 13270 4777 12 9.6 | 270 0120 7166 2580 12 96
16 500 @ 0.160 = 9952 4777 16 128 | 270  0.160 5374 2580 16 128
20 500 = 0.200 7962 4777 20 160 | 270  0.200 4299 2580 20 16.0
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap

ae=0,5xd
ap=1xd

CODE: T2000 - T2200 - T2203 - T3000 - T4000 - 451 - 452 - 454 - 455

4]
v B | Ve B | v E_

Ve | f | Vo | F
<500 N/mm 80-140  0.023 | 80-140  0.023 | 80-140  0.033 | 80-140  0.033 | 80-140  0.045
Non Alloy Stee <700 N/mm 70-120  0.023 120 0.023 120 0.033 120 0.033 120 0.045
<800 N/mm 70-120  0.023 | 70-120 = 0.023 | 70120  0.033 | 70-120 = 0.033 | 70-120  0.045
Alloy stee <1000 N/mm 50-85  0.014 | 50-85  0.014 | 80-85 0.022 | 50-85  0.022 | 50-85 = 0.280
<1200 N/mm 40-70  0.013 | 4070  0.013 | 40-70 0.020 | 4070  0.020 | 40-70  0.025
High Alloy teel <1000 N/mm 50-85  0.014 | 50-85 = 0.014 | 80-85 0.022 | 50-85  0.022 | 50-85 = 0.280
<1200 N/mm 40-70  0.013 | 4070  0.013 | 40-70 0.020 | 4070  0.020 | 40-70  0.025
steel <50 HRC 35-445 0013 | 35-45  0.013 | 35-45 0.015 | 3545  0.015 | 3545  0.015
< 65 HRC 30-40 | 0.010 | 30-40  0.010 | 30-40 0.012 | 30-40  0.012 | 30-40  0.012
Stainless Steel <700 HRC 55-90  0.015 | 55-90  0.015 | 55-90 0.025 | 5590  0.025 | 55-90 = 0.030
< 850 HRC 45-85  0.012 | 45-85 = 0.012 | 45-85 0.017 | 45-85  0.017 | 45-85  0.025
Cast I7on <180 HB 70-130  0.010 | 70-130 = 0.020 | 70-130  0.030 | 70-130  0.030 | 70-130  0.040
<180 HB 60-100  0.010 | 60-100 = 0.020 | 60-100 = 0.030 | 60-100  0.030 | 60-100  0.040
Titanium 5575  0.008 | 5575  0.016 | 5575 0.024 | 5575 = 0.024 | 5575  0.032
Inconel 5070 0.090 | 5070 = 0.090 | 50-70 0.015 | 5070  0.015 | 5070  0.015
Graphyte 100200 0.014 | 100200 0.014 | 1002200 0.014 | 100-200  0.028 |100-200  0.056

CODE: T2000 - T2200 - T2203 - T3000 - T4000 - 451 - 452 - 454 - 455

v k| Vv | R | VR | W Fz

<500 N/mm 80-140 0.060 80-140 0.080 80-140 0.100 80-140 0.120

Non Alloy Stee <700 N/mm 120 0.060 120 0.080 120 0.100 120 0.120

<850 N/mm 70-120 0.060 70-120 0.080 70-120 0.100 70-120 0.120

Alloy Stee <1000 N/mm 50-85 0.035 50-85 0.045 50-85 0.060 50-85 0.080

<1200 N/mm 40-70 0.030 40-70 0.040 40-70 0.055 40-70 0.065

. <1000 N/mm 50-85 0.035 50-85 0.045 50-85 0.060 50-85 0.080
High Alloy Steel

<1200 N/mm 40-70 0.030 40-70 0.040 40-70 0.055 40-70 0.065

Steel <50 HRC 35-45 0.030 35-45 0.030 35-45 0.040 35-45 0.065

< 65 HRC 30-40 0.020 30-40 0.020 30-40 0.030 30-40 0.050

. <700 HRC 55-90 0.040 55-90 0.050 55-90 0.055 55-90 0.090
Stainless Steel

< 850 HRC 45-85 0.032 45-85 0.045 45-85 0.060 45-85 0.075

Cast Iron <180 HB 70-130 0.050 70-130 0.060 70-130 0.080 70-130 0.100

<180 HB 60-100 0.050 60-100 0.060 60-100 0.080 60-100 0.100

Titanium 55-75 0.040 55-75 0.050 55-75 0.060 55-75 0.070

Inconel 50-70 0.030 50-70 0.030 50-70 0.050 50-70 0.060

Graphyte 100-200 0.056 100-200 0.084 100-200 0.084 100-200 0.140
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 600 - 600T

<700 N/mm 90-200 0.035-0.100  0.040-0.120 = 0.045-0.150  0.050-0.180  0.060-0.021  0.070-0.250  0.080-0.280  0.090-0.350
<700-900 N/mm 80-160 0.030-0.090  0.035-0.100 = 0.040-0.130 = 0.045-0.150  0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300

Steel 900-1200 N/mm 60-120 0.025-0.080  0.030-0.090 = 0.035-0.110 = 0.040-0.130  0.045-0.160  0.050-0.190 ' 0.055-0.220  0.060-0.250
>1200 N/mm 40-100 0.020-0.070 ~ 0.025-0.080  0.030-0.100 = 0.035-0.120  0.040-0.150 = 0.045-0.180 ~ 0.050-0.210  0.055-0.230
Stainless Steel 25-80 0.025-0.080  0.030-0.080 ~ 0.035-0.110 = 0.040-0.130  0.045-0.160 =~ 0.050-0.190 ' 0.055-0.220  0.060-0.250

Stainless Steel
20-65 0.020-0.070 0.025-0.070 ~ 0.030-0.100  0.035-0.120  0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.230

Hard
Cast Iron 80-180 0.035-0.100 0.040-0.120  0.045-0.150 = 0.050-0.180 = 0.060-0.210 = 0.070-0.250  0.080-0.280 = 0.090-0.350
Cast lron 65-150 0.030-0.090 0.035-0.100  0.040-0.130 ~ 0.045-0.150 = 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300

Nodular Cast Iron
High Hardness
Nodular Cast Hard

50-120 0.025-0.080  0.030-0.090 = 0.035-0.110  0.040-0.130  0.045-0.160  0.050-0.190 = 0.055-0.220  0.060-0.250

40-100 0.020-0.070 ~ 0.025-0.080 = 0.030-0.100 = 0.035-0.120  0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.210

Workability
Aluminium <15% 100-350 0.050-0.200  0.070-0.240 ~ 0.090-0.280 = 0.110-0.300 = 0.130-0.350 = 0.140-0.400  0.150-0.450  0.160-0.500
Aluminium >15% 80250 0.040-0.100  0.060-0.140 ~ 0.080-0.180 ~ 0.100-0.200 = 0.120-0.250  0.130-0.300  0.140-0.350  0.150-0.400
Brass 80-180 0.030-0.090  0.035-0.100 ~ 0.040-0.130 = 0.045-0.150 | 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300
Bronze 70-200 0.030-0.090  0.035-0.100 ~ 0.040-0.130 = 0.045-0.150 | 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300
Titanium 20-60 0.020-0.070  0.025-0.080  0.030-0.100 = 0.035-0.120  0.040-0.150  0.045-0.180  0.050-0.210  0.055-0.230

CODE: 900T - 910 - 910T

CUTTING SPEED FEED  fz = mm per tooth
MATERIAL ey
15+ 22 0.12 0.16 0.25 0.30 0.35
Non alloy steel 10+ 18 0.10 0.13 0.20 0.25 030
8+ 15 0.10 0.15 016 0.20 0.25
6+ 12 0.07 0.10 0.13 0.15 0.25
Alloy steel 5+10 0.05 0.08 0.10 0.13 0.15
Heat resistant steels 510 0.03 0.05 0.08 0.10 0.12
Stainless steel 8+ 12 0.04 0.06 0.08 0.10 0.12
8+ 12 0.20 0.25 0.30 0.35 0.40
Cast Iron 10+ 14 0.20 0.25 030 0.30 035
Aluminium and other 18+ 30 0.20 0.30 0.35 0.40 0.50
non-ferrous materials

CODE: CTK - CTK.R - CTS60 - CTS90 - 142

Steel <500 N/mm 40 - 80 0.001 0.012 0.015 0.020 0.020 0.020
Steel <800 N/mm 40 - 80 0.001 0.012 0.015 0.020 0.020 0.020
Steel >800 N/mm 30-50 0.010 0.012 0.013 0.017 0.017 0.017
Stainless steel 30-50 0.007 0.010 0.010 0.015 0.015 0.015
Inconell 25-40 0.007 0.010 0.010 0.015 0.015 0.015

Titanium 20 - 40 0.007 0.010 0.010 0.015 0.015 0.015

Cast Iron 20-50 0.010 0.012 0.013 0.012 0.012 0.016

Steel 20-50 0.010 0.012 0.013 0.013 0.013 0.015
Alluminium 70 -150 0.012 0.012 0.015 0.020 0.020 0.025

Brass, Bronze, Copper, Plastic 60 - 100 0.012 0.012 0.015 0.060 0.120 0.160
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 5010 - 5020 - 5030 ROUGHING HIGH SPEED CUTTING

MATERIAL Construction Steel - KOHCTPYKLIMOHHAS CTA/b
-n--
3 100 0.032 0.1xd 1.5xd 0.032 0.1xd 1.5Xd L
190 0.032 0.1xd 1.5xd 170 0.032 0.1xd 1.5xd apL
4 100 0.032 0.1xd 1.5xd 90 0.032 0.1xd 1.5xd I
190 0.032 0.1xd 1.5xd 170 0.032 0.1xd 1.5xd a—e>‘ ‘4—
5 100 0.054 0.1xd 1.5xd 90 0.054 0.1xd 1.5xd
190 0.054 0.1xd 1.5xd 170 0.054 0.1xd 1.5xd
6 100 0.054 0.1xd 1.5xd 90 0.054 0.1xd 1.5xd
190 0.054 0.1xd 1.5xd 170 0.054 0.1xd 1.5xd
3 100 0.063 0.1xd 1.5xd 90 0.063 0.1xd 1.5xd
190 0.063 0.1xd 1.5xd 170 0.063 0.1xd 1.5xd
10 100 0.072 0.1xd 1.5xd 90 0.072 0.1xd 1.5xd
190 0.072 0.1xd 1.5xd 170 0.072 0.1xd 1.5xd
12 100 0.080 0.1xd 1.5xd 90 0.080 0.1xd 15xd
190 0.080 0.1xd 1.5xd 170 0.080 0.1xd 1.5xd

CODE: 5010 - 5020 - 5030

MATERIAL Steel - CTA/Ib
HARDNESS HRC 48-45
3 45 0.020 0.1xd 1.5xd 25 0.020 0.1xd 1.5xd
85 0.020 0.1xd 15xd 65 0.020 0.1xd 15xd
4 45 0.020 0.1xd 1.5xd 25 0.020 0.1xd 1.5xd
85 0.020 0.1xd 1.5xd 65 0.020 0.1xd 1.5xd
5 45 0.030 0.1xd 1.5xd 25 0.030 0.1xd 1.5xd
85 0.030 0.1xd 1.5xd 65 0.030 0.1xd 1.5xd
6 45 0.030 0.1xd 1.5xd 25 0.030 0.1xd 1.5xd
85 0.030 0.1xd 15xd 65 0.030 0.1xd 15xd
3 45 0.040 0.1xd 1.5xd 25 0.040 0.1xd 1.5xd
85 0.040 0.1xd 1.5xd 65 0.040 0.1xd 1.5xd
10 45 0.050 0.1xd 1.5xd 25 0.050 0.1xd 1.5xd
85 0.050 0.1xd 1.5xd 65 0.050 0.1xd 1.5xd
12 45 0.060 0.1xd 1.5xd 25 0.060 0.1xd 1.5xd
85 0.060 0.1xd 1.5xd 65 0.060 0.1xd 1.5xd

MATERIAL Steel - CTANb Graphite/Carbon Fibre/Glass Fibre
HARDNESS HRC 60-70
3 50 0016 01xd 15xd 30 0012 01xd 15xd % 0020  0.1xd 15xd
150 0020  0.1xd 15xd
4 50 0016 0.1xd 15xd 30 0012 01xd 15xd % 0020  0.1xd 15xd
150 0020  0.1xd 15xd
5 50 0023 01xd 15xd 30 0018 01xd 15xd % 0027 0.1xd 15xd
150 0027 0.1xd 15xd
6 50 0023 01xd 15xd 30 0018 0.1xd 15xd % 0027 0.1xd 15xd
150 0027  0.1xd 15xd
8 50 0030  0ixd  15xd 30 0025 01xd 15xd % 0054 0.1xd 15xd
150 0054  0.1xd 15xd
10 50 0038  01xd 15xd 30 0030  01xd 15xd % 0072 0.1xd 15xd
150 0072 01xd 15xd
9 008  01xd 15xd
12 50 0045  01xd  15xd 30 0038  0.1xd 15xd | aess  axe e
188
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 300 - 300T - 450 - 450T - 453 - 500 - 500T

MATERIAL Aluminium - AIIOMUHUI Copper - MEZb

B ae Ve B e ap

3 Max 0018  04xd  1xd 300 0016  03xd 1xd
4 Max 003  04xd  1xd 300 0032  03xd 1xd ap Z
5 Max 0036  04xd  1xd 300 0032  03xd 1xd
6 Max 003  04xd  1xd 300 0032 03xd 1xd ae, |
8 Max 0072  04xd  1xd 300 0064  03xd 1xd T
10 Max 0.072 0.4xd 1xd 300 0.064 03xd 1xd
12 Max 0108  04xd  1xd 300 009%  03xd 1xd
14-18 Max 0108  04xd  1xd 300 009%  03xd 1xd
20-25 Max 0180 = 04xd  1xd 300 0160  03xd 1xd

CODE: 410 - 450 - 450T - 453 - 500 - 500T

MATERIAL Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTA/b

HARDNESS
R ae @ | Vo P e __ap |
3 80 0.011 0.1xd 1xd 70 0.012 0.1xd 1xd
4 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
5 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
6 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
8 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd
10 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd
12 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd
14-18 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd
20-25 80 0.114 0.1xd 1xd 70 0.118 0.1xd 1xd

CODE: 450 - 450T - 453 - 500 - 500T

MATERIAL Super Alloy - CYMNEP CMIAB Steel - CTA/Ib

HARDNESS

3 30 0.012 0.08 xd 1xd 130 0.012 0.2xd 1xd 110 0.013 0.1xd 1xd
4 30 0.024 0.08 x d 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
5 30 0.024 0.08 x d 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
6 30 0.024 0.08 xd 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
8 30 0.048 0.08 xd 1xd 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd
10 30 0.048 0.08 xd 1xd 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd
12 30 0.072 0.08 xd 1xd 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd
14-18 30 0.072 0.08 x d 1xd 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd
20-25 30 0.120 0.08 x d 1xd 130 0.120 0.2xd 1xd 110 0.130 0.1xd 1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

CODE: 300 - 300T - 450 - 450T - 453 - 500 - 500T

Copper - MEAb

3 Max 0.010 1xd 0.4xd 200 0.009 1xd 0.3xd
4 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
5 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
6 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
8 Max 0.040 1xd 0.4xd 200 0.036 1xd 03xd
10 Max 0.040 1xd 0.4xd 200 0.036 1xd 03xd
12 Max 0.060 1xd 0.4xd 200 0.054 1xd 0.3xd
14-18 Max 0.060 1xd 0.4xd 200 0.054 1xd 03xd
20-25 Max 0.100 1xd 0.4xd 200 0.090 1xd 03xd

CODE: 300 - 300T - 410 - 450 - 450T - 453 - 500 - 500T

Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTAJb

3 60 0.006 1xd 0.1xd 50 0.006 1xd 0.1xd
4 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
5 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
6 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
8 60 0.026 1xd 0.1xd 50 0.026 1xd 0.1xd
10 60 0.026 1xd 0.1xd 50 0.026 1xd 0.1xd
12 60 0.038 1xd 0.1xd 50 0.038 1xd 0.1xd
14-18 60 0.038 1xd 0.1xd 50 0.038 1xd 0.1xd
20-25 60 0.064 1xd 0.1xd 50 0.064 1xd 0.1xd

CODE: 450 - 450T - 453 - 500 - 5007

MATERIAL Super Alloy - CYMNEP CI/IAB Steel - CTANb

HARDNESS <40 HRC

3 20 0.006 1xd 0.08xd | 110  0.008 1xd 0.1xd 9 | 0.007 1xd 0.1xd
4 20 | 0012 1xd 0.08xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
5 20 | 0012 1xd 008xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
6 20 0012 1xd 008xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
8 20 0025 1xd 008xd | 110 0032 1xd 0.1xd 90 | 0.024 1xd 0.1xd
10 20 0025 1xd 0.08xd | 110 0032 1xd 0.1xd 90 | 0.024 1xd 0.1xd
12 20 0037 1xd 0.08xd | 110 0048 1xd 0.1xd 9  0.036 1xd 0.1xd
14-18 20 0037 1xd 008xd 110 0048 1xd 0.1xd 9 0036 1xd 0.1xd
20-25 20 0062 1xd 0.08xd | 110  0.080 1xd 0.1xd 90  0.060 1xd 0.1xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres

PexxnMbl 06paboTku - Rezna rychlost

CODE: 300C - 400 - 400T - 410

<170 HRC

wi L

ae

'H'

Steel - CTAJIb

For finishing:

ae <0,02-0,03xd
ap<0,8xd

Vc = 1,2 x Vc (Parameter List)
Fz = 0,7 x Vc (Parameter List)

HRC 48 - 56

MATERIAL
HARDNESS

1-3 130 0012

4 130 0024

5 130 0024

6 130 0024

8 130 0048

10 130 0048

12 130 0072

14-18 130 0072

20-25 130 0120

CODE: 300C - 400 - 400T - 410

MATERIAL
HARDNESS

1xd 110 0.013
1xd 110 0.026
1xd 110 0.026
1xd 110 0.026
1xd 110 0.052
1xd 110 0.052
1xd 110 0.078
1xd 110 0.078
1xd 110 0.130

Cast Iron - YYTYH

Lamell

JIAMEJIAP

60 0.010 0.05xd 0.010xd
60 0.020 0.05xd 0.010xd
60 0.020 0.05xd 0.010xd
60 0.020 0.05xd 0.010xd
60 0.040 0.05xd 0.010xd
60 0.040 0.05xd 0.010xd
60 0.060 0.05xd 0.010xd
60 0.060 0.05xd 0.010xd
60 0.100 0.05xd 0.010xd

Copper - MEJIb

1-3 110 0.013
4 110 0.026

5 110 0.026

6 110 0.026

8 110 0.052
10 110 0.052
12 110 0.078
14-18 110 0.078
20-25 110 0.130

CODE: 300C - 400 - 400T - 410

| ve | R e ap |

0.1xd
0.1xd
0.1xd
0.1xd
0.1xd
0.1xd
0.1xd
0.1xd
0.1xd

1xd 120 0.017
1xd 120 0.034
1xd 120 0.034
1xd 120 0.034
1xd 120 0.068
1xd 120 0.068
1xd 120 0.102
1xd 120 0.102
1xd 120 0.170

0.2xd
0.2xd
0.2xd
0.2xd
0.2xd
0.2xd
0.2xd
0.2xd
0.2xd

1xd
1xd
1xd
1xd
1xd
1xd
1xd
1xd
1xd

300 0.016 03xd 1xd
300 0.032 03xd 1xd
300 0.032 03xd 1xd
300 0.032 0.3xd 1xd
300 0.064 03xd 1xd
300 0.064 03xd 1xd
300 0.096 03xd 1xd
300 0.096 03xd 1xd
300 0.160 03xd 1xd

1-3 80 0.011
4 80 0.023

5 80 0.023

6 80 0.023

8 80 0.046
10 80 0.046
12 80 0.068
14-18 80 0.068
20-25 80 0.114

1xd 70 0.012
1xd 70 0.024
1xd 70 0.024
1xd 70 0.024
1xd 70 0.047
1xd 70 0.047
1xd 70 0.071
1xd 70 0.071
1xd 70 0.118

1xd
1xd
1xd
1xd
1xd
1xd
1xd
1xd
1xd

30 0.012 0.08 xd 1xd
30 0.024 0.08 x d 1xd
30 0.024 0.08 x d 1xd
30 0.024 0.08 xd 1xd
30 0.048 0.08 xd 1xd
30 0.048 0.08 xd 1xd
30 0.072 0.08 xd 1xd
30 0.072 0.08 x d 1xd
30 0.120 0.08 x d 1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200 - 200T - 200D - 200DT - 200S - 200ST - 201 - 210
300 - 300T - 300C - 400 - 400T - 400D - 400DT - 401 - 410 l

ap pr— —

MATERIAL Steel - CTA/Ib

IS S N S e

1-3 110 0.008 1xd 0.1xd 90 0.007 1xd 0.1xd
4 110 0.016 1xd 0.1xd 90 0.012 1xd 0.1xd .
5 110 0.016 1xd  0.1xd 90 0012 1xd 0.1xd For finishing:
3e<0,02-0,03xd

6 10 0016 1xd  0.1xd 90 0012 1xd 0.1xd ap <038 xd
8 110 0.032 1xd 0.1xd 90 0.024 1xd 0.1xd Ve = 1,2 x Vc (Parameter List)
10 110 0.032 1xd 0.1xd 90 0.024 1xd 0.1xd Fz = 0,7 x Vc (Parameter List)
12 110 0.048 1xd 0.1xd 90 0.036 1xd 0.1xd

14-18 110 0.048 1xd 0.1xd 90 0.036 1xd 0.1xd HSC = Standard Cutting

20-25 110 0.080 1xd 0.1xd 90 0.060 1xd 0.1xd Speed X 2

MATERIAL Steel - CTAJb Cast Iron

Ve R e ap | Vo k2 ap | Vo F__a

13 40 0.006 1xd 0.05xd 90 0.006 1xd 0.1xd 100 0.009 1xd 0.2xd

4 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

5 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

6 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

8 40 0.016 1xd 0.05xd 90 0.026 1xd 0.1xd 100 0.036 1xd 0.2xd
10 40 0.016 1xd 0.05xd 90 0.026 1xd 0.1xd 100 0.036 1xd 0.2xd
12 40 0.024 1xd 0.05xd 90 0.038 1xd 0.1xd 100 0.054 1xd 02xd
14-18 40 0.024 1xd 0.05xd 90 0.038 1xd 0.1xd 100 0.054 1xd 0.2xd
20-25 40 0.040 1xd 0.05xd 90 0.064 1xd 0.1xd 100 0.090 1xd 0.2xd

CODE: T2204R SIDE MILLING

MATERIAL Aluminum Cast Aluminum Steel - CTANb Inox Cast Iron

HARDNESS | | >10%si <500N <750N <900N <1100N

VC VC VC VC 74 VC vC 74
m/' m/' m/' m/' mm m/' m/' mm m/'
80

5 350 0.023 | 250 0.023 160 | 0.023 140 0.023 130 0.023 0.023 90 0.023 120 0.023
6 350 0.033 | 250 0.033 160 | 0.033 140 0.033 130 0.033 80 0.033 90 0.033 120 0.033
8 350 0.045 | 250 0.045 160 0.045 140 0.045 130 0.045 80 0.045 90 0.045 120 0.045
10 350 0.060 | 250 0.060 160 | 0.060 140 0.060 130 0.060 80 0.060 90 0.060 120 0.060
12 350 0.080 | 250 0.080 160 | 0.080 140 0.080 130 0.080 80 0.080 90 0.080 120 0.080
14 350 0.080 | 250 0.080 160 | 0.080 140 0.080 130 0.080 80 0.080 90 0.080 120 0.080
16 350 0.100 | 250 0.100 160 | 0.100 140 0.100 130 0.100 80 0.100 90 0.100 120 0.100
18 350 0.100 | 250 0.100 160 | 0.100 140 0.100 130 0.100 80 0.100 90 0.100 120 0.100
20 350 0.120 | 250 0.120 160 0.120 140 0.120 130 0.120 80 0.120 90 0.120 120 0.120

CODE: T2204R SLOT MILLING

MATERIAL mm steel - CTA/Tb Inox Cast Iron - UyryH

HARDNESS _ >10%Si <500N <750N <900N <1100N <900N
Ve Ve v | m Ve Ve F1 Ve Ve Ve
m/' m/' m/' mm m/' m/' mm m/' m/' m/'
90

5 350 0.025 | 250 | 0.025 160 | 0.025 140 0.025 130 0.025 80 0.025 0.025 120 0.025
6 350 0.037 | 250 | 0.037 160 | 0.037 140 0.037 130 0.037 80 0.037 90 0.037 120 0.037
8 350 0.051 | 250 | 0.051 160 | 0.051 140 0.051 130 0.051 80 0.051 90 0.051 120 0.051
10 350 0.068 | 250 | 0.068 160 | 0.068 140 0.068 130 0.068 80 0.068 90 0.068 120 0.068
12 350 0.090 | 250 | 0.090 160 | 0.090 140 0.090 130 0.090 80 0.090 90 0.090 120 0.090
14 350 0.090 | 250 | 0.090 160 | 0.090 140 0.090 130 0.090 80 0.090 90 0.090 120 0.090
16 350 0.113 | 250 | 0.113 160 | 0.113 140 0.113 130 0.113 80 0.113 90 0.113 120 0.113
18 350 0.113 | 250 | 0.113 160 | 0.113 140 0.113 130 0.113 80 0.113 90 0.113 120 0.113
20 350 0.135| 250 | 0.135 160 | 0.135 140 0.135 130 0.135 80 0.135 90 0.135 120 0.135
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres

PexxnMbl 06paboTku - Rezna rychlost

CODE: 200V

MATERIAL

HARDNESS

GS 26 08 - Q10

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
(ast Iron
Stainless Steel-Steel
Inconel
Titanium

(Copper-Bronze-Brass

Aluminoium

MATERIAL

<500 N/mm?2

<800 N/mm?2

<1000 N/mm2
<180 HB

<1300 N/mm2
> 180 HB

70-75
40-60

35-40

30-35

25-30

50-120
150

2800

2200

1800

5000
10000

320
200

144

126

88
72

500
500

0.045

0.040
0.040

0.100
0.050

4000
2600

2200

1800

1600
1100

3500
6300

320
208

154

126

96

66

525
567

0.080
0.080

0.070

0.070

0.060
0.060

0.150
0.090

2500
1600

1400

1100

900
700

2200
4000

350
224

168

132

99

77

550
600

0.140
0.140

0.120

0.120

0.110
0.110

0.250
0.150

800

660
500

1900
3200

361 0.190

240

180

0.20

0.180

136 0.170

105 0.160

80 0.160

570
640

0.30
0.20

360
225

187

650 143

500 110

400 80

1700 595

2500 625

0.240
0.250

1300
850

364
238

0.280
0.280

0.220 | 680 190 0.280

0.220 | 550 143 0.260

0.220 | 480 120 0.250

0.200 | 320 0.250

0.350 | 1400 630 0.450

0.270 {2000 700 0.350

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
Cast Iron
Stainless Steel-Steel
Inconel
Titanium

(Copper-Bronze-Brass

Aluminoium

MATERIAL

<500 N/mm?2
<800 N/mm2
<1000 N/mm2
<180 HB
<1300 N/mm2
>180 HB

HARDNESS

70-75
40-60

35-40

30-35

25-30

20

50-120
150

6800
5400

3600

3000
2200

1800

7000
13000

65

112
200

0.005
0.005

0.004

0.004
0.004

0.003

0.008
0.008

4300
3500

2300

2000
1600

1100

6000
8600

65
55

28

25
20

12

120
220

0.008
0.008

0.006

0.006
0.006

0.005

0.010
0.013

2650
2100

1400

1200
1000

700

3500
5300

70
58

34

30
20

14

120
240

RS RS

0.014
0.014

0.012

0.012
0.010

0.010

0.017
0.023

ERENA CRCAN

2000
1600

1000

900
760

500

3200
4000

75
60

35

30
20

14

128
240

0.019
0.019

0.017

0.016
0.013

0.013

0.020
0.030

1500
1200

800 35

700 30

600 22
400 15
2200
3000

132
250

75 0.025
60 0.025

0.020

0.020
0.018

0.018

0.030
0.040

1200
1000

75
60

0.030
0.030

630 35 0.027

550 30 0.027

400 22 0.027

320 16 0.025

1750
2400

140
250

0.040
0.050

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
(ast Iron
Stainless Steel-Steel
Inconel
Titanium

Copper-Bronze-Brass
Aluminoium

<500 N/mm2

<800 N/mm?2

<1000 N/mm2
<180 HB

<1300 N/mm2
> 180 HB

70-75
40-60

35-40

30-35

25-30

20

50-120
150

3000

2200

1800

7000
13000

200
210

0.008

0.008

0.007

0.010
0.008

2000

1600

1100

6000
8600

210
225

0.013

0.013

0.011

0.015
0.013

1200

1000

700

3500
5300

216
320

0.025

0.025

0.025

0.030
0.030

900

760
500

3200

4000

225
360

0.036

0.036

0.035

0.045
0.045

1500 156
1200 125

800 80

700 65

600 55

400 40

2200 230
3000 300

1200
1000

156
125

0.065
0.062

630 80 0.062

0.050 | 550 65  0.060

0.045| 400 55 0.070

0.050| 320 40  0.060

0.050
0.050

1750
2400

234
310

0.065
0.065
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

_>‘

— ‘ For finishing:
a 3e<0,02-0,03xd
P - ap<0,8xd
Ve = 1,2 x Vc (Parameter List)
Fz = 0,7 x Vc (Parameter List)

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401
ROUGHING - STANDARD CUTTING SPEED

MATERIAL Steel - CTANb

HARDNESS < 50 HRC < 60 HRC

120 0.016 0.03xd 0.03 xd 70 0.014 0.03xd 0.03xd
120 0.032 0.03xd 0.03 xd 70 0.028 0.03xd 0.03xd
120 0.032 0.03xd 0.03 xd 70 0.028 0.03xd 0.03xd
120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd

120 0.064 0.03xd 0.03 xd 70 0.056 0.03xd 0.03xd
12-18 140 0.096 0.03 xd 0.03xd 120 0.096 0.03xd 0.03 xd 70 0.084 0.03xd 0.03xd
20-25 140 0.160 0.03 xd 0.03xd 120 0.160 0.03xd 0.03 xd 70 0.140 0.03xd 0.03xd

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401

MATERIAL Copper - MEIb Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTAJIb

<170 HB < 50 HRC < 60 HRC

HARDNESS

1-3 0.020 0.03 xd 0.03 xd 0.014 0.03xd 0.03 xd 0.015 0.03xd 0.03xd
4 350 0.040 0.03xd 0.03 xd 90 0.028 0.03xd 0.03 xd 80 0.030 0.03xd 0.03xd

6 350 0.040 0.03 xd 0.03 xd 90 0.028 0.03xd 0.03 xd 80 0.030 0.03xd 0.03xd

8 350 0.080 0.03 xd 0.03xd 90 0.057 0.03xd 0.03 xd 80 0.060 0.03xd 0.03xd
10 350 0.080 0.03 xd 0.03xd 90 0.057 0.03xd 0.03 xd 80 0.060 0.03xd 0.03xd
12-18 350 0.120 0.03 xd 0.03xd 90 0.085 0.03xd 0.03xd 80 0.090 0.03xd 0.03xd
20-25 350 0.200 0.03 xd 0.03xd 90 0.142 0.03xd 0.03 xd 80 0.150 0.03xd 0.03xd

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401

MATERIAL Super Alloy - CYMEP CIJIAB Cast Iron - YYTYH

1-3 40 0.015 0.03 xd 003xd 0.019  0.03xd 0.03 xd 0.015 0.03xd 0.03xd
4 40 0.030 0.03xd 0.03xd 130 0.038 0.03 xd 0.03xd 120 0.030 0.03 xd 0.03 xd

6 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

8 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd

10 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd
12-18 40 0.090 0.03xd 0.03xd 130 0.114 0.03xd 0.03xd 120 0.090 0.03xd 0.03xd
20-25 40 0.150  0.03xd 0.03xd 130 0.190  0.03xd 0.03 xd 120 0.150 0.03xd 0.03xd

= Standard Cutting Speed X 1,4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 202-402 SIDE MILLING

Steel - CTAJIb
<450N/mm2 450<700N/mm2 700<1200N/mm HRC<52

Ve El Ve n vf ae
(media) (media) medla)

1 0.008 51730 04 12 0.008 47750 125 0006 39790 480 04 12 | 63 0012 19890 480 003 0.6
2 1 63 0.016 25860 830 08 24 |1 50 0.060 23870 765 0.8 24 | 125 0012 19890 480 08 24 | 63 0024 9950 480 0.06 12
3 163 0024 17240 830 12 36 | 150 0024 15920 765 12 36 | 125 0.018 13260 480 12 36 | 63 0036 6630 480 009 18
4 163 0032 12930 830 16 48 | 150 0032 11940 765 16 48 | 125 0.024 9950 480 16 48 | 63 0048 4970 480 012 24
5
6
8

163 0040 10350 830 20 6 | 150 0.040 9550 765 20 6 125 0030 7960 480 20 6 63 0060 3980 480 015 3

163 0048 8260 830 24 72 | 150 0048 7960 765 24 72 | 125 0036 6830 480 24 72 | 63 0072 3320 480 0.18 3.6
163 0064 6470 830 32 96 | 150 0064 5970 765 32 96 | 125 0.048 4970 480 32 96 | 63 009 2490 480 024 48
10 | 163 0080 5170 830 40 12 | 150 0.080 4770 765 40 12 | 125 0060 3980 480 40 12 | 63 0720 1990 480 03 6

12 163 0096 4310 830 48 144 150 009 3980 765 48 144 | 125 0072 3320 480 48 144 | 63 0145 1660 480 036 7.2
16 | 183 0128 3230 80 64 192|150 0128 2980 765 64 192 | 125 009 2490 480 64 192 | 63 0192 1240 480 048 9.6
20 | 163 0160 2590 830 80 24 | 150 0160 2390 765 80 24 | 125 0120 1990 480 80 24 | 63 0240 990 480 06 12

CODE: 202-402 SIDE MILLING

Stainless Steel - HEP)KABEIOLLIASI CTAJTb Cast Iron - LIYD’H Steel - CTAJIb

Vc n Vf | ae | ap
(medla (medla (media) (medla

0.080 19890 1 0.008 19890 1 0.080 51730 1 | 313 0090 99630 1792 0.4
63 0.016 9950 320 0.8 2 1 00 0.016 9950 31 5 0.8 2 1 63 0.016 25860 830 0.8 2 | 313 0018 49820 1792 08
63 0024 6630 320 12 3 | 100 0024 6830 315 12 3 163 0.024 17240 830 12 3 | 313 0027 33210 1792 12
63 0032 4970 320 16 4 | 100 0032 4970 315 16 4 163 0.032 12930 830 16 4 | 313 0036 24910 1792 1.6
5 5 5
6 6 6
8 8 8

63 0040 3980 320 20 100 0.040 3980 315 20 163 0.040 10350 830 20 313 0.045 19930 1792 2.0
63 0048 3320 320 24 100 0048 3320 315 24 163 0.048 8260 830 24 313 0.054 16610 1792 24
63 0064 2490 320 32 100 0.064 2490 315 32 163 0.064 6470 830 32 313 0072 12450 1792 32
63 0080 1990 320 40 10 | 100 0.080 1990 315 40 10 | 163 0080 5170 830 40 10 | 313 0.09 9960 1792 40 10
63 009 1660 320 48 12| 100 009 1660 315 48 12 | 163 009 4310 830 48 12 | 313 0108 8300 1792 48 12
63 0128 1240 320 64 16| 100 0128 1240 315 64 16 | 163 0128 3230 830 64 16 | 313 0144 6230 1792 64 16
63 0160 990 320 80 20| 100 0.160 9% 315 80 20 | 163 0.160 2590 830 80 20 | 313 0.180 4980 1792 80 20

coO N L1 B W N =

CODE: 202-402 SIDE MILLING
Aluminum-Plastic - ANIOMUHUA-NMIACTUK

Titanium - TUTAH
—m— Soft
Diameter| V¢ v A\

(media) (media)

0.007 23870 1 0.011 159150 3500 1
75 0014 11940 335 06 2 | 500 0.022 79580 3500 06 2
75 0021 7960 335 09 3 | 500 0033 53050 3500 09 3
75 0028 5970 335 12 4 | 500 0044 39790 3500 12 4
75 0035 4770 335 15 5 | 500 0.055 31830 3500 15 5
75 0042 3980 335 18 6 | 500 0.066 26530 3500 18 6
75 0056 2980 335 24 8 | 500 0.083 19890 3500 24 8
75 0070 2390 335 3 10 | 500 0.110 15920 3500 3 10

A
75 0084 1990 335 36 12 | 500 0.013 13260 3500 3.6 12 ap v
75 0112 1490 335 48 16 | 500 0.176 9550 3500 4.8 16
20.0 75 0140 1190 335 6 20 | 500 0220 7960 3500 6 @ 20 ae |
—» I«—
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ae
CODE: 202-402 SLOT MILLING

Steel - CTANb

A3 vf Ve Vc Ve vf
(media) (media) (media) (media)
130 115 1 1 | 120 1 1 100 1 1 50 65 1 0.2

0.005 41380 0.005 38200 380 0.004 31830 255 0.002 15920

1

2 130  0.010 20690 415
3 130 0.015 13790 415
4 130 0.020 10350 415
5

6

8

2 120  0.010 19100 380
3
4
130  0.025 8280 415 5
6
8

120 0015 12730 380
120 0020 9550 380

2 2 100 0.008 15920 255
3 3
4 4
5 120 0025 7640 380 5
6 6
8 8

100 0.012 10610 255
100 0016 7960 255

2 2 50 0.004 7960 65
3 3
4 4
5 | 100 0020 6370 255 5
6 6
8 8

2 2

3 | 50 0.006 8310 65 3

4 | 50 0008 3980 65 4

5 | 50 0010 3180 65 5 1
130 0030 6900 415 120 0.030 6370 380 100 0.024 5310 255 6 | 50 0012 2650 65 6

130 0.040 5170 415 120 0.040 4770 380 100 0.032 3980 255 8 | 50 0016 1990 65 8

10 | 130 0.050 4140 415 10 10 | 120 0050 3820 380 10 10 | 100 0.040 3180 255 10 10 | 50 0020 1590 65 10 2
12 130 0.060 3450 415 12 12| 120 0060 3180 380 12 12 | 100 0.048 2650 255 12 12 | 50 0024 1330 65 12 24
16 | 130 0.080 259 415 16 16 | 120 0080 2390 380 16 16 | 100 0064 1990 255 16 16 | 50 0032 990 65 16 32
20 | 130 0100 2070 415 20 20| 120 0100 1910 380 20 20 | 100 0.080 1590 255 20 20 | 50 0040 800 65 20 4

CODE: 202-402 SLOT MILLING

stainless Steel - HEPXXABEOLLAS CTA/Tb steel - CTA/b
"4 vf Vc Vc vf Vc
(media) (media) (media) (media)
80 255 1 08| 50 106 | 130 415 1 08 | 400

0.005 24460 0.005 15920 160 0.005 41380 0.006 127320 1530 1 04

1

2 80 0010 12730 255 2 16| 50 0010 7960 160 2 12 | 130 0010 20690 415 2 16 | 400 0.012 63660 1530 2

3 80 0015 8490 255 3 24| 50 0015 5310 160 3 1.8 | 130 0015 13790 415 3 24 | 400 0.018 42440 1530 3

4 80 0020 6370 255 4 32| 50 0020 3980 160 4 24 | 130 0020 10350 415 4 32 | 400 0.024 31830 1530 4

5 80 0025 5090 255 5 40| 50 0025 3180 160 5 30 | 130 0025 8280 415 5 40 | 400 0030 24460 1530 5 20
6 80 0030 4240 255 6 48 | 50 0.030 2650 160 6 36 | 130 0.030 6900 415 6 48 | 400 0036 21220 1530 6

8 80 0040 3180 255 8 64 | 50 0040 1990 160 8 48 | 130 0040 5170 415 8 64 | 400 0.048 15920 1530 8

10 80 0050 2550 255 10 80 | 50 0050 1590 160 10 60 | 130 0050 4140 415 10 80 | 400 0.060 12730 1530 10 4.0
12 80 0060 2120 255 12 96 | 50 0060 1330 160 12 72 | 130 0060 3450 415 12 96 | 400 0072 10610 1530 12 48
16 80 0080 1590 255 16 128| 50 0080 990 160 16 96 | 130 0.080 2590 415 16 128 | 400 0.09 7960 1530 16 64

20 80 0.100 1270 255 20 160| 50 0100 800 160 20 120 | 130 0.100 2070 415 20 16.0 | 400 0.120 6370 1530 20 80

CODE: 202-402 SLOT MILLING

A3 vf ap A3
(media) (media)
70 180 1 0.6 | 400

Aluminum-Plastic
Soft

0.004 22280 0.006 127320 1530 1 04
70 0008 11140 180 2 12 | 400 0012 63660 1530 2 08
70 0012 7430 180 3 1.8 | 400 0018 42440 1530 3 12
70 0016 5570 180 4 24 | 400 0024 31830 1530 4 16
70 0020 4460 180 5 3.0 | 400 0.030 25460 1530 5 2
70 0024 3710 180 6 36 | 400 0036 21220 1530 6 24 l
70 10032 2790 180 8 48 | 400 0.048 15920 1530 8 3.2 vy
70 0040 2230 180 10 6.0 | 400 0060 12730 1530 10 4 ap T—f—
70 0048 1860 180 12 72 | 400 0072 10610 1530 12 48 T
70 0064 1390 180 16 96 | 400 0069 7960 1530 16 64 — -«—
70 0.080 1110 180 20 120 | 400 0.120 6370 1530 20 8 ae
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 122T - 122TL

MATERIAL HARDNESS

Stainless Steel 20430 0.04+0.10 | 005015 | 0.05+0.18 | 0.08+020 | 0.10+0.20

JIUTAA CTAJIb

<600 N/mm GS 38 30-60 0.05-0.15 | 0.05-0.20 | 0.10-0.22 | 0.10-0.25 | 0.10-0.25
Cast steel <700 N/mm @552 25-50 0.04-0.10 | 0.05-0.15 | 0.05-0.18 | 0.08-0.20 | 0.10-0.20
>700 N/mm G5 62 20-45 0.04-0.10 | 0.05-0.15 | 0.10-0.18 | 0.08-0.20 | 0.10-0.20

GG 20
<200 N/mm GGG 40 70-110 0.10-0.25 | 0.15-0.30 | 0.20-0.40 | 0.25-0.45 | 0.30-0.50

GTS 45

GG 30
<250 N/mm GGG 50 60 -95 0.10-0.20 | 0.12-0.25 | 0.15-0.35 | 0.20-0.40 | 0.25-0.45

Cast Iron GTS 40

YYTYH GG 40
>250 N/mm GGG 70 50-80 0.10-0.20 | 0.12-0.25 | 0.15-0.35 | 0.20-0.40 | 0.25-0.45

GTS 70

350 HB

450 HB 20-55 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.15 | 0.10-0.18

Copper - Bronze - Brass
ME/Ib - BPOH3A - JIATYHb

60 - 220 0.07-0.18 | 0.12-0.25 | 0.20-0.35 | 0.25-0.45 | 0.30-0.50

Aluminium <10% i 80-200 | 0.10-025 | 0.15-035 | 025-045 | 030-050 | 035-055
ATIOMUHMI > 100 Si 70-200 | 010-025 | 0.15-035 | 0.25-045 | 030-050 | 035-055
Titanium 15-40 002-007 | 004-010 | 006-012 | 0.08-0.15 | 0.08-0.15
TuTaH
Inconel 10-30 0.02-0.07 | 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.15
WNHKOHE/b

CORRECTION FACTORS - YTOYHSAIOLME AAHHBIE
5xd=x0,8

8xd=x0,7

Code 120 =x 0,7

Code 130 =x0,7

7
nuova

CUMET

www.nuovacumet.it




Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 122F - 122FL - 122FN - 122FALX

/]
MATERIAL HARDNESS Type \[¢ %m 016.1- 20
I - S O O

<500 N/mm2 70 - 90 0.001 0.012 0.015 0.020 0.025
Steel <800 N/mm2 50 - 80 0.010 0.012 0.015 0.020 0.025
CTA <1000 N/mm?2 45-60 0.010 0.012 0.013 0.017 0.020
<1300 N/mm?2 40-55 0.010 0.012 0.013 0.017 0.020
Stainless Steel 25:55 | 004:010 | 005:015 | 0.05:0.18 | 0.08:020 | 010020
HEP)KABEKOLLAS CTAJTb
<600 N/mm G538 40-70 | 005-015 | 005-020 | 0.10-022 | 0.10-025 | 0.10-025
nmc;i:;sct‘;iﬂb <700 N/mm 65 52 30-50 | 0.04-010 | 005-015 | 0.05-018 | 0.08-020 | 0.10-0.20
> 700 N/mm 65 62 25-55 | 004-010 | 005-015 | 0.10-018 | 0.08-020 | 0.10-0.20
6620
<200 N/mm 66G 40 80-130 | 010-025 | 0.15-030 | 020-040 | 025-045 | 030-050
GTS 45
6630
<250 N/mm 666 50 70-115 | 010-020 | 012-025 | 015-035 | 020-040 | 025-045
Cast Iron GTS 40
UYTYH 66 40
> 250 N/mm 66670 60-100 | 010-020 | 012-025 | 015-035 | 020-040 | 025-045
GTS 70
350 HB
450 HB 25-65 | 004-010 | 006-0.12 | 008-015 | 0.08-0.15 | 0.10-0.18
Copper - Bronze - Brass 70-300 | 007-018 | 012-025 | 020-035 | 025-045 | 030-050
MEZp - BPOH3A - JIATYHb
Aluminium >10%Si  90-300 | 0.10-025 | 015-035 | 025-045 | 030-050 | 035-055
ATIOMUHNI <10 %Si 100 - 400 0.10-0.25 | 0.15-0.35 | 0.25-045 | 030-050 | 0.35-0.55
Titanium
T 15-45 | 002-007 | 004-0.10 | 006-012 | 0.08-015 | 008-0.15
Inconel Inconel 15-35 | 002-007 | 004-010 | 006-012 | 008-015 | 008-0.15
NHKOHEb

CORRECTION FACTORS - YTOYHAIOLLME AAHHBIE

5xd=x0,8
8xd=x0,7
CODE: (TM
MATERIAL
<500 N/mm2 70-90 0.001 0.012 0.015 0.02
Steel <800 N/mm?2 50-80 0.01 0.012 0.015 0.02
CTAb <1000 N/mm2 45-60 0.01 0.012 0.013 0.017
<1300 N/mm2 40-50 0.01 0.012 0.013 0.017
Stainless Steel-Steel
HEPKABEIOLLAS CTAMTb <1300 N/mm2 35-50 0.07 0.01 0.01 0.015
Cast Iron
UYrYHn <180 HB 45-60 0,01 0,012 0,013 0,017
Cast Iron
UyrYHn <180 HB 40-55 0,01 0,012 0,013 0,017
Inconel - Titanium
VHKOHENb — TUTAH 25-40 0,007 0,01 0,01 0,015
Copper - Bronze - Brass ;
ME/Ib - EPOH3A - JIATYHb 60-100 0,012 0,012 0,015 0,02
Aluminium <6% Si 80-120 0,012 0,012 0,015 0,02
ATIOMUHAIN >6% Si 110-180 0,012 0,012 0,015 0,02
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Dimensioni gambi weldon DIN 6535 HB a richiesta

Weldon shank dimentions DIN 6535 HB on request

Dimension Weldon DIN 6535 HB auf Anfrage - Dimensions queue weldon DIN 6535 HB sur demande
XBocToBuk T1na Weldon DIN 6535 HB

d2

mm
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Dimensioni gambi flat DIN 6535 HE a richiesta
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Whistle notch shank dimentions DIN 6535 HE on request

Dimension spannflache DIN 6535 HE auf anfrage - Dimensions queue flat DIN 6535 HE sur demande

XBocTtoBukTunaHEWeldon DIN 6535
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Settore Energia

Energy’s Field

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

In particolare, per il settore dell’energia, siamo in
grado di progettare utensili speciali su richiesta del
cliente o su suo specifico disegno utilizzando
software 3D.

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

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

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



CONDIZIONI GENERALI DI VENDITA

GENERAL SALES CONDITIONS
OCHOBHBIE YC/10BMS MOCTABKM

e Importo minimo fatturabile € 110,00 al netto di sconto ed IVA: per forniture di importo inferiore, la spedizione sara
effettuata in contrassegno o con pagamento anticipato ad avviso di merce pronta senza concessioni di sconto di cassa.
Detta condizione non sussiste per i clienti che hanno come normale pagamento la rimessa diretta.

e | prezzi si intendono franco nostro magazzino, non sono impegnativi e possono essere variati anche senza preavviso

« | pagamenti devono essere effettuati nei termini stabiliti. Non sono riconosciuti validi i pagamenti fatti a persone non
munite di nostra regolare delega. Non si accettano sconti o arrotondamenti se non preventivamente concordati.

e La merce viaggia a rischio e pericolo del committente anche se venduto franco destino. Non indicando sull’ordine il
mezzo di spedizione, la merce sara spedita col mezzo da noi ritenuto migliore senza pero assumerne alcuna responsabilita.

« Gli ordini vengono evasi secondo le disponibilita di magazzino: i termini di consegna indicati non sono impegnativi, ma
solo approssimativi.

« Non si accettano resi di merce se non autorizzati. La merce resa, qualunque ne sia il motivo, deve essere resa in porto
franco al nostro magazzino di Brandizzo, Via Torino 502. In caso contrario non verra ritirata

« Con garanzia ci impegniamo alla sostituzione o all’accredito (a nostra scelta) degli articoli eventualmente riscontrati difettosi
dai nostri tecnici senza perd assumere a nostro carico alcun addebito per danni o spese di qualsiasi genere e causa.

« Non si accettano reclami se non fatti entro otto giorni dal ricevimento del materiale, con lettera raccomandata con ricevuta
di ritorno.

« Per ogni controversia si intende competente il foro di Torino

e The shipping terms are ext-work. All shipping charges are to the account of the buyer.
e The prices would be changed without notice.
« All banking charges are to the account of the buyer.

e REJECT: absolutely no returns will be accepted without prior factory approval. Contact before Nuova CUMET Srl sales dept.
for the authorization and shipping instructions. Goods returned for credit is subject to a re-stocking charge.

e The place of settlement for delivery and payment is the office in Brandizzo, Italy. The jurisdiction for both sides is in
Turin, Italy.

e Ycnosua noctaekn EX-WORK. Bce TpaHCNOPTHLIE pacxoAbl 3a CYET MOKynaTesis.

e LleHbl MOTYT BbITb U3MEHEHbI 6e3 NpeaynpexaeHus.

e Bce baHKOBCKME pacxo/bl 3a CYET MoKynaTens.

e BO3BPAT: He MoxeT 6bITb Mpon3BeaeH 6e3 NpeaBapuTe/IbHOro COr/lacoBaHUs C MPOU3BOAUTESIEM.
Mo BCeM BOMpOCaM KacalouLMMca OTrpy3KM NPOCUM CBA3bIBATLCA C OTAENO0M npoaax KoMnaHuu Nuova
C.U.M.E.T, S.r.l. Bo3BpaT paHee ornjiayeHHOro ToBapa MOAJIEXUT 3aMeHe CO CKJlaZa roToBOM NPOAYKLUN.

e Peknamauunm NMPUHNMAKTCA B TE€YEeHNe 8 nHeNM oT AaThl noJjiydyeHunsa rpysa.

e PasmelleHre 3aKka3a v onsiaTta npouseoaunTcsa B oduc bpaHaunuuo, Utanua. Opucankumsa no Bonpocam
Kacawwmmca obenx CTopoH paccmatpusaetcs B TypuHe, UTanus.



Nuova C.U.M.E.T. Srl - Via Torino, 502 B.A. Machinery CUMET Tools s.r.o.

10032 Brandizzo (T0) ITALY Beijing Vilova 298/17
Tel: +39 011 917 95 14/15 Tel: (86)-10-63777466/76 46010 - Liberec 10 Czech Republic
Telefax: +39 011 917 95 55/02 Telefax: (86)-10-63777486 Tel: (420) 602232383

www.nuovacumet.it - info@nuovacumet.it www.nuovacumet.cn - info@nuovacumet.cn www.cumet.cz - cumet@cumet.cz
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