ENDMILLS

NiTiCo 45

* No Vibration And Noise

For material application between
36 HRCto 52 HRC



NiTiCo 45

XHPMT

NiTiCo 45 DP Standard Endmills with Differential Pitch P M 'S H
|  NiTiCo 45 DP Standard Fréser mit ungleicher Teilung Operation
(N ] Frese NiTiCo 45 DP Standard in metallo duro,
passo differenziale °
Fraises 2 tailles NiTiCo 45 DP Standard a pas décalés, =) | \ \M
()] en carbure monobloc & o 5 % % H
X 2 8 = [_] [_] @
[-% N 5 - O ° <)
B =EmHEA S SE 45 NiTiCo 45 DP K5I U TIHRAKE a s 2 £ 8 8 B = &
G4 . . 244
G17 . v . 244
G15 . . 244
AL o W . 244
kG + 3-20 4 40°
FINISHING G20 e \/ . 244
G23 . v Y . 244
G21 . v . 244
G24 o W . 244
NiTiCo 45 DP Torus Endmills with Differential Pitch
|  NiTiCo 45 DP Torusfriser mit ungleicher Teilung Operation
l ' Frese NiTiCo 45 DP toriche, in metallo duro integrale,
passo differenziale
Q
Fraises 2 tailles NiTiCo 45 DP toriques a pas décalés en =) ¥ \M
(B} carbure monobloc £ ) 5 % H
a N X 2 R 3 &
B(EEHA & NiTiCo 45 DP R5I E& 197 2 s 2 £ 8 8 B = &
G26 . . 245
G29 . v . 245
G27 . . 245
R ) G0 .« . 245
MAGHINING + 3-20 4 40°
FINISHING G32 ° _\/ . 245
G35 . v . 245
G33 . v . 245
G36 o v W . 245
NiTiCo 45 DP Roughing Endmills with Differential Pitch
B Dpp schruppfriser NiTiCo 45 mit ungleicher Teilung Operation
l ' Frese per sgrossare NiTiCo 45 DP in metallo duro, passo
differenziale, 4 taglienti
2
. l Fraises ébauches 2 tailles NiTiCo 45 DP a pas décalés g o =
a N X 2 8 = g
EFER A S NiTiCo 45 DP A5 M 7] HEKE 2 s Ly £ 5 2 g 2 S
G38 . . 247
G41 . v . 247
G39 . . 247
] G42 o . 247
MACHINING + 6-20 4 400
FINISHING G4b ° \ ° 247
G47 . v . 247
G45 . v . 247
G48 . v . 247

A



. 242

NiTiCo 45

o1
PERFECT EDGE GRINDING

- Improves surface finishing
- Enables higher cutting speeds
- High CNC repeatability within 0.010mm

02
DIFFERENTIAL PITCH
(DP) DESIGN

Reduce Vibrations
Maximizes productivity and tool life

03

PVD COATING +
COATING SELECTION

- Superior wear and chipping resistance due

optimally matched coating and carbide
material

- Prolong the tool life

- Enables higher cutting speeds

~
/
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04

SUITABLE FOR MATERIAL
GROUPS

P M S



0

=

02

03

04

01

02

03

04

]
DEUTSCH

PERFEKTER KANTENSCHLIFF

- Verbessert die Oberflachenglite
- Ermoglicht hohere Schnittgeschwindigkeiten
- Hohe CNC-Wiederholgenauigkeit innerhalb 0.01Tmm

UNGLEICHE TEILUNG (DP)

Reduziert Vibrationen
- Maximiert die Produktivitat und die Werkzeuglebensdauer

PVD-BESCHICHTUNG + HARTMETALLSORTE

- Ausgezeichnete Bestandigkeit gegen Verschleis und
Abplatzungen durch optimale Abstimmung von Material und
Beschichtung

- Verldngert die Lebensdauer des Werkzeugs

- Erméglicht héhere Schnittgeschwindigkeiten

GEEIGNET FUR DIE MATERIALGRUPPEN P, M, S

ITALIANO

PERFETTA LEVIGATURA DEGLI SPIGOLI

- Migliora la finitura superficiale
- Consente maggiori velocita di taglio
- Elevata ripetibilita cnc entro 0,010 mm

STRUTTURA DEL PASSO DIFFERENZIALE (DP)

Riduce le vibrazioni
- Ottimizza la produttivita e la durata dello strumento

RIVESTIMENTO PVD+SELEZIONE CARBURO

- Resistenza ad usura e scheggiatura superiore grazie a
rivestimento abbinato in modo ottimale e materiale in carburi

- Prolunga la vita dello strumento

- Consente maggiori velocita di taglio

ADATTO PER IL MATERIALE P, M, S

FEATURES & BENEFITS

FRANCAIS

01 MEULAGE PARFAIT DES ARETES

Améliore la finition de surface permet des vitesses de coupe
supérieures haute répétabilité de I'usinage sur cnc de 0,010
mm

02 CONCEPTION A PAS DIFFERENTIEL (DP)

Réduit les vibrations
- Optimise la productivité et la durée de vie de l'outil

03 REVETEMENT SOUS FORME DE DEPOT EN PHASE
VAPEUR + SELECTION DE CARBURE
- Haute resistance a l'usure et a I'ecaillage, grace au
revétement en totale adequation avec le carbure
- Prolonge la durée de vie de l'outil
- Permet des vitesses de coupe supérieures

04 ADATTO PER IL MATERIALEP, M, S

3z

01 kR&iB89717]
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1T DP STANDARD ENDMILLS
N ITICO 4 <1.300 N/mm?2 + BO909 / G6110 = 36 - 52 HRC XHPMT

= VHMNITiCo 45 DP Standard Fraser mitungleicher l ' Fraises 2 tailles NiTiCo 45 DP Standard a pas décalés,
Teilung, 4 Zéhne 4 dents, en carbure monobloc

(1] Frese NiTiCo 45 DP Standard in metallo duro, =] BXERESE NiTiCo 45 DP &% II$t7]
passo differenziale, &4 taglienti 47) -tREKE
G15*
D d2
I
L
Z4
*L= ~ DIN 6527L
2 g ( ouno OP] o DIN 6535 HPT Hsc
l Y=4°#1 @ % — S
MG )—\ )= 40° e | S e AlcrN TisiN

P TR TR e T [ |

0300 3 6
* 0400 4 12 20 57 6 L] L L ]
* 0500 5 13 20 57 6 L o o °
* 0600 6 13 20 57 6 © © © ©
* 0800 8 20 30 64 8 i . . A
* 1000 10 22 32 72 10 L ] ] °

1200 12 26 37 83 12 o o ° .
* 1400 14 32 44 83 14 © © © ©
* 1600 16 32 46 92 16 . L i .
* 1800 18 38 53 92 18 L ] L L
* 2000 20 38 58 104 20 o ° . o

G17 * G18 * G23 * G24 *

n
<

o
=
=
r4

Recess

Tools with recess upon request b @:ﬂ:ﬂ | d2 CNC Repeatability

@1- @3 within 10pm

]| [riser mit Freistellung auf Bestellung ‘ fl ) outils avec dégagemen t sur demande 12 @4 - @8 within 15pm
' ' Utensilli con riduzione gambo  su richiest a ‘ BRI ST FIFRER L | > @10 within 20pm
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E3 Cutting Parameter
NG 62l NG ko1 ko2 po1  poz  po3  mot Moz | son |'so2 | [s3 wo1r oz [HGoTN NGo2N 248

@] [ ) ® [}

244
k Technical specifications subject to change without prior notice



NiTiCo &

DP TORUS ENDMILLS

<1.300 N/mm2 + B0909 / G6110 = 36 - 52 HRC

XHPMT

VHM NiTiCo 45 DP Torusfraser mit ungleicher

- Teilung, 4 Zéhne
l ' Frese NiTiCo 45 DP toriche, in metallo duro integrale,
passo differenziale, 4 taglienti
G32*
D d2
RJ 1
L
*L= ~ DIN 6527L
bpP DIN 6535
- £,°41° [
l ZZ é V=4°41 @ % —= r—"—
MG R£0.010 h 2=40° e | | S HE

Fraises 2 tailles NiTiCo 45 DP toriques
a pas décalés en carbure monobloc, 4 dents

B{KFEFEESE NIOVIANO 45 DP A% B &
MLHTI4T)

Z4

HPT HsC

AICrN TiSiN

EDP No. / EDV-Nr. / CODE usine / C

ion (mm )

0300 050 0600 030 3

0300 050 0600 050 3 9
* 0400 057 0600 030 4 12
* 0400 057 0600 050 4 12
* 0500 057 0600 100 4 12
* 0500 057 0600 030 5 15
* 0500 057 0600 050 5 15
* 0600 057 0600 030 6 16
* 0600 057 0600 050 6 16
* 0600 057 0600 100 6 16
* 0800 064 0800 030 8 20
* 0800 064 0800 050 8 20
* 0800 064 0800 100 8 20
* 0800 064 0800 150 8 20
* 0800 064 0800 200 8 20
* 1000 072 1000 030 10 22
* 1000 072 1000 050 10 22
* 1000 072 1000 100 10 22

1000 072 1000 150 10 22

1000 072 1000 200 10 22
* 1200 083 1200 030 12 26
* 1200 083 1200 050 12 26
* 1200 083 1200 100 12 26
* 1200 083 1200 200 12 26

1200 083 1200 250 12 26

Tools with recess upon request

=] Criser mit Freistellung auf Bestellung

‘ ' l Outils a vec dégagemen t sur demande

fl D Utensilli con riduzione gambo su richiest a ‘ FRI BT HEIRIER

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3

K02 PO1 P02 P03

o

MO1

Technische dnderungen ohne vorherige information vorbehalten

6
15 50 6 0.5 . o . J
20 57 6 03 . . . o
20 57 6 0.5 o o J o
20 57 6 1 o o J J
20 57 6 03 o . o o
20 57 6 05 o . . o
20 57 6 03 o J o o
20 57 6 05 o o J o
20 57 6 1 o o o o
30 64 8 03 . . . o
30 64 8 0.5 o o o U
30 64 8 1 . o . J
30 64 8 15 . o . o z
30 64 8 2 o o ° o =
32 72 10 03 o o J o r°;
32 72 10 0.5 o . o J <
32 72 10 1 o . . o
32 72 10 15 . o J o
32 72 10 2 o . J U
37 83 12 03 o o o o
37 83 12 0.5 . . o J
37 83 12 1 o . . o
37 83 12 2 o o o J
37 83 12 25 . o . o
G29 * G30 * G35* G36 *
Recess cont'd »
R 1 ‘ @1 - @3 within 10pm
12 @4 - @8 within 15pm
L = @10 within 20pm
Cutting Parameter
Mo2 | S01 | S02 | S03 | HOl  HO2 - - 248
[ ) ® [ ]

245 ‘



NiTiCo 45

1T DP TORUS ENDMILLS
N ITICO 4 <1.300 N/mm?2 + BO909 / G6110 = 36 - 52 HRC XHPMT

= VHMNITiCo 45 DP Torusfréser mit ungleicher Teilung, l ' Fraises 2 tailles NiTiCo 45 DP toriques

4 Zahne a pas décalés en carbure monobloc, 4 dents
(1] Frese NiTiCo 45 DP toriche, in metallo duro integrale, =] E{KEFHRA S NiIOVIANO 45 DP &5 B &
passo differenziale, &4 taglienti IHETI47T]
G32*
D d2

Z4
*L= ~ DIN 6527L

Z 5 V=451 @ = DIN 6535 HPT HSC
h e -~

MG R:0.010 A= 40° ] | (S e AICIN TisiN

G26 * G27* G32* G33*
FoPto. I EDHE I COPE USIne I COdlce £0P ----

* 1200 083 1200 300

* 1400 083 1400 030 14 32 44 83 14 0.3 L L L ]
* 1400 083 1400 050 14 32 44 83 14 0.5 L o o L
* 1400 083 1400 100 14 32 44 83 14 1 o o o o
* 1400 083 1400 200 14 32 44 83 14 2 . . i d
* 1400 083 1400 300 14 32 44 83 14 3 ] ] ] L
* 1600 092 1600 030 16 32 46 92 16 0.3 o L . o
* 1600 092 1600 050 16 32 46 92 16 0.5 © © © ©
* 1600 092 1600 100 16 32 46 92 16 1 L i d .
* 1600 092 1600 200 16 32 46 92 16 2 ] L L ]

1600 092 1600 250 16 32 46 92 16 2.5 ° e o o

* 1600 092 1600 300 16 32 46 92 16 3 ° o o o

1600 092 1600 400 16 32 46 92 16 4 o . . .
* 1800 092 1800 030 18 38 53 92 18 0.3 o . . .
* 1800 092 1800 050 18 38 53 92 18 0.5 . L . .
* 1800 092 1800 100 18 38 53 92 18 1 . . o o
* 1800 092 1800 200 18 38 53 92 18 2 . . L o
* 1800 092 1800 300 18 38 53 92 18 3 . . ] .
* 2000 104 2000 030 20 38 58 104 20 03 L . . L
* 2000 104 2000 050 20 38 58 104 20 0.5 . o o .
* 2000 104 2000 100 20 38 58 104 20 1 . o . .
* 2000 104 2000 200 20 38 58 104 20 2 . o . .
* 2000 104 2000 250 20 38 58 104 20 2.5 . ° . .
* 2000 104 2000 300 20 38 58 104 20 3 o . . o
* 2000 104 2000 400 20 38 58 104 20 4 o . . L

G29 * G30* G35 * G36 *
Recess

Tools with recess uponrequest b @:ﬂ:ﬂ | d2 CNC Repeatability

" 1 ’ @1 - @3 within 10pm
]| [riser mit Freistellung auf Bestellung ‘ fl B outils avec dégagemen t sur demande L 12 @4 - @8 within 15pm
' ' Utensilli con riduzione gambo  su richiest a ‘ BRI ST HF IR ER L > @10 within 20pum
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
NG 62l NG ko1 ko2 po1  poz  po3  mot Moz | son |'so2 | [s3 wo1r oz [HGoTN NGo2N 248
@] [ ) ® [}
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k Spécifications techniques sujettes a changement sans avis prélable



1T DP ROUGHING ENDMILLS
N ITICO 4 <1.300 N/mm?2 + BO909 / G6110 = 36 - 52 HRC

XHPMT

ébauches 2 tailles NiTiCo 45 DP

a pas décalés - 4 dents, en carbure monobloc

IHT] A7) - IRERKE

= VHMDP Schruppfréser NiTiCo 45 mit ungleicher Teilung, l ' Fraises
4 Zéhne
(1] Frese per sgrossare NiTiCo 45 DP in metallo duro, =] BAERESE NiTiCo 45 DP &% HKE
passo differenziale, 4 taglienti
G4b*
D d2

*L= ~ DIN 6527L

bpP DIN 6535

e | N (] (=
8] 5
—— S +5

MG R£0.010

EDP No. / EDV-Nr. / CODE usine / C

* 0600
* 0800 8 20 30 64 8
* 1000 10 22 32 72 10
1200 12 26 37 83 12
* 1400 14 26 44 83 14
* 1600 16 32 46 92 16
* 1800 18 32 53 92 18
* 2000 20 38 58 104 20

Tools with recess uponrequest D @:ﬂ:ﬂ ' d2

]| rriser mit Freistellung auf Bestellung ‘ ' . Outils a vec dégagemen t sur demande

l D Utensilli con riduzione gambo su richiest a ‘ FRIL BT HEIRIER

HPT HsC

AICrN TiSiN

[ |

L ] [ ]

0.2 . ° o o

0.2 ° ° ° °

0.2 ° ° o °

0.3 ° ° o .

0.3 ° (] o [

03 ° ° ° °

0.4 e o ° °

Ga1* G42 * G47 * G48 *
Zz
o
(o)
o
N
(V)]
Recess

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E3

I I I G G e e s wor oz (ST R

(e} L] L]

Modifiche Techiche possibili senza preavviso

Cutting Parameter

so3 wo1  woz [Gon Meo2l 249
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NiTiCo 45

Recommended Cutting Data

XHPMT

Ae

[

DP Endmills 4 Flutes
Side Milling P M
m:ﬁrj Alloy Steel Prehardened Steel Stainless steel Nickel Alloy Cobalt Alloy
Properties 520 <Rm <1200 35<HRC<45 Low Machinability - -
c“‘;\i;*(’n?;g’th' 120%D 120%D 120%D 120%D 120%D
Cutting Width, 070%D 060D 060xD 040D 035%D
Ae (mm)
D (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
3 0.018 0.018 0.016 0.018 0.019
4 0.024 0.025 0.022 0.024 0.028
5 0.032 0.032 0.030 0.031 0.035
6 0.039 0.037 0.035 0.038 0.043
8 0.053 0.048 0.045 0.05 0.057
10 120 0.066 10 0.065 70 0.060 65 0.064 55 0.073
12 0.080 0.082 0.078 0.079 0.090
14 0.095 0.099 0.092 0.095 0.110
16 0.110 0113 0.108 014 0130
18 0.126 0127 0120 0133 0152
20 0139 0143 0135 015 0172
[Ap
DP Endmills 4 Flutes
Siottng P w s
m::::_?ﬂ Alloy Steel Prehardened Steel Stainless steel Nickel Alloy Cobalt Alloy
Properties 520 < Rm <1200 35<HRC<45 Low Machinability - -
Cutting Depth, 050D 050%D 050D 050D 030D
Ap (mm)
& c"'f\i:‘z’mwn:;""' 100%D 100%D 100%D 100%D 100%D
§ D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
- 3 0.016 0.018 0140 0.018 0.018
< 4 0.022 0.025 0.020 0.025 0.025
5 0.028 0.029 0.025 0.029 0.029
6 0.035 0.037 0.032 0.037 0.037
8 0.046 0.048 0.042 0.048 0.048
10 120 0.058 10 0.059 65 0.054 60 0.059 50 0.059
12 0.068 0.069 0.064 0.073 0.069
14 0.077 0.08 0.074 0.09 0.082
16 0.094 0.092 0.088 0113 0.099
18 0nz 0.105 0.100 0138 0121
20 0128 0116 om 0.167 0142

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.

. 248
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NiTiCo 45 Recommended Cutting Data

XHPMT

DP Roughing Endmiills 4 Flutes

Ae

[

Side Milling P M
\'cllorkipg Alloy Steel Prehardened Steel Stainless steel Nickel Alloy Cobalt Alloy
aterial
Properties 520 <Rm <1200 35<HRC<45 Low Machinability = =
c“‘;\i;*(’n?;g’th' 120%D 120%D 120%D 120%D 120%D
TP 070%D 060D 060xD 040D 035xD
e (mm)
D (mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
6 0.047 0.044 0.040 0.045 0.051
8 0.064 0.058 0.054 0.06 0.069
10 0.079 0.078 0.074 0.077 0.087
12 0.096 0.099 0.092 0.095 0.107
14 0113 0118 0.110 014 0132
16 120 0132 110 0136 70 0128 65 0136 55 0.156
18 0151 0152 0148 0159 0182
20 0.167 0172 0.163 0179 0.206
16 0110 0113 0108 014 0130
18 0.126 0127 0120 0133 0152
20 0139 0143 0135 015 0172
DP Roughing Endmills 4 Flutes
Siotting P m s
m::::_?ﬂ Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy
Properties 520 < Rm <1200 35<HRC<45 Low Machinability - -
c““i"gpdep‘h' 084D 072xD 120%D 048D 042D
Sttt 100D 100D 060D 100D 100D 4
ae =
D Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz (mm) Vc (m/min) Fz (mm) Ve (m/min) Fz (mm) )
6 0.047 0.044 0.040 0.045 0.051 g
8 0.064 0.058 0.052 0.060 0.069 <
10 0.079 0.078 0.074 0.077 0.087
12 0.096 0.099 0.093 0.095 0107
14 0113 018 0105 014 0132
16 120 0132 10 0136 70 0125 65 0136 55 0.156
18 0151 0152 0141 0159 0182
20 0.167 0172 0160 0179 0.206
16 0110 0113 0108 014 0.130
18 0.126 0127 0120 0133 0152
20 0139 0.143 0135 015 0172

p M.‘.P

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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