ENDMILLS

SE 45

* For general machining
- Cost efficiency

For material application between
36 HRC to 52 HRC
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SE 45 XHPMT
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SE 45
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GASH LAND DESIGN
Significantly improves strength and
provide great chipping resistance
02
ECCENTRIC GRINDING

Optimum eccentric grinding in order to
avoid rubbing, while maintaining
maximum cutting tool strength.

C

03
CUTTING EDGE PREPARATION

Enhances Tool Life

- Less material adhere on the cutting edge
- For stable machining

04

SUPERIOR COATING TO
REDUCE FRICTION

-Increases hardness and higher abrasive
wear resistance

- Higher thermal resistance

- Smoother chip evacuation

05

SUITABLE FOR
MATERIAL GROUPS

P M S H
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DEUTSCH

STIRNSCHLIFF DESIGN

Verbessert die Leistung deutlich und bietet Schutz
gegen Ausbriiche

EXZENTRISCHER SCHLIFF

Optimaler exzentrischer Schliff zur Reduzierung der Reibung
unter Beibehaltung der maximalen Schneidenstabilitat

SCHNEIDKANTENBEHANDLUNG

Verbessert die Werkzeuglebensdauer
- Weniger Materialanhaftungen an der Schneide
- Fiir stabile Bearbeitung

AUSGEZEICHNETE BESCHICHTUNG ZUR VERRINGERUNG
DER REIBUNG

- Erhoht die Harte und und bietet bessere Verschleisfestigkeit
- Hohere Temperaturbestandigkeit

- Glatte Oberflache fiir besseren Spanefluf®

GEEIGNET FUR DIE MATERIALIGRUPPEN P, M, S, H

ITALIANO

STRUTTURA AREA SGROSSATURA

Migliora notevolmente la potenza e offre un'eccellente
resistenza alle scheggiature

LEVIGATURA ORBITALE

Levigatura orbitale ottimale per evitare sfregatura,
garantendo la massima resistenza dello strumento di taglio

PREPARAZIONE DELLANGOLO DI taglio
Migliora la durata dello strumento

- Meno materiale che aderisce sull’angolo di taglio
- Per una lavorazione stabile

RIVESTIMENTO SUPERIORE PER RIDURRE LA FRIZIONE
- Aumenta la durezza e una maggiore resistenza
all'usura abrasiva
- Resistenza termica superiore
- Evacuazione dei trucioli piti semplice

ADATTO PER IL MATERIALE P, M, S, H
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FEATURES & BENEFITS

FRANCAIS

CONCEPTION DE FRAISE POUR L'USINAGE GENERAL
Améliore considérablement la solidité et apporte

MEULAGE EXCENTRIQUE

Meulage optimal diminuant le coeficient de friction tout
en maintenant une bonne acuité de 'aréte de coupe

PREPARATION DES ARETES DE COUPES

Améliore la durée de vie de l'outil
- Moins de matériau adhére a I'aréte tranchante
- Pour un usinage stable

REVETEMENT SUPERIEUR POUR REDUIRE LA FRICTION
- Augmente la dureté et la résistance a l'abrasion

- Résistance thermique supérieure

- Evacuation des copeaux plus fluide

ADAPTE AUX MATERIAUX P, M, S, H

e
TIEERTIET

SEBIUCTIR, HFREAETIALER

RS
RERORE, TBRMNTRER, RRSDANSZSRIE

TIERSUIL LT

- EETASGMYYENEEM

FHIRE
- SRICTIRAVEEEM A
- RERBEHAE EIRGEHE

IETERI AT
CBEINIHR, BEEMELREME P, M, S, H

175 ‘



STANDARD ENDMILLS
S E 4 <1300 N/mm? + BO819 = 36 - 52 HRC XHPMT

B®  VHM SE 45 Standard Friser, 4 Zihne fl D Fraises 2 tailles SE 45 standard - 4 dents, en carbure monobloc
B FreseSE45inmetallo durointegrale, 4 taglienti B =aEHREAS SE45 R MBI 4T - REKE
851*
D dz
I
L
4

a0 —D DIN 6535

MG 2=30° HB

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm ) 8 *
N R EA RN e
0100 040 03 3 o
0100 040 04 1 3 40 4 .
0150 040 03 1.5 4.5 40 3 .
0150 040 04 1.5 4.5 40 4 o
0200 040 03 2 6.5 40 3 o
0200 040 04 2 6.5 40 4 .
0250 040 03 2.5 6.5 40 3 .
0250 040 04 2.5 6.5 40 4 o
0300 3 9 40 3 o
0300 050 06 3 9 50 6 .
0400 4 12 50 4 J
0400 050 06 4 12 50 6 °
0500 5 15 50 5 o
0500 050 06 5 15 50 6 o
0600 050 6 16 50 6 L
0600 060 6 20 60 6 °
0800 8 20 64 8 o
1000 070 10 22 70 10 o
1000 075 10 22 75 10 L
1200 12 25 75 12 o
1400 14 32 90 14 L
1600 16 32 90 16 .
1800 18 38 100 18 °
2000 20 38 100 20 o
2200 22 40 100 22 L
2500 25 40 100 25 ]
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 226
o o ° o o o °
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S

B|  VHM Fraser SE 45 Long, 4 Zihne I D Fraises 2 tailles SE45Longue - 4 dents, en carbure monobloc
B FreseSE45langin metallo duro integrale, 4 taglienti B =EREASSE45 R IHTI4T) - HE
855*
D d2
1
L
4
DIN 653
IIERISIE :
)"\ —

MG =30°

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
T I S Y AN

0300 3 3

0300 075 06 3 19 75 6 o

0400 4 19 60 4 °

0400 075 06 4 19 75 6 .

0500 5 19 60 5 °

0500 075 06 5 19 75 6 L]

0600 6 31 75 6 .

0800 8 31 75 8 o

1000 075 10 31 75 10 L4 n
1000 100 10 50 100 10 o :
1200 12 50 100 12 ° w
1400 14 57 125 14 °

1600 16 57 125 16 o

1800 18 57 125 18 °

2000 20 57 125 20 .

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | Ko2 | PO1 | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 232

o o ° o o o °
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Technische dnderungen ohne vorherige information vorbehalten



ENDMILLS - Extra-Lon
S E 45 <1.300 N/mm?2 + BO819 = 36 - 52 HRC g .HPMT

B  \HM SE45Extra-Long Fréser, 4 Zihne ll B Fraises 2 tailles SE 45 extra-longue- 4 dents, en carbure monobloc
B D FreseSE45extra-lungain metallo duro integrale, 4 taglienti B =sEmRAS SE4S RAILHTI4T] - K
859*
D dz
I
L
4
V=3 § — DIN 6535
l . — -HA
- )—\ 2=30° — S

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
T IR S I AN
0300 3 3
0300 100 06 3 25 100 6 o
0400 4 31 100 4 °
0400 100 06 4 31 100 6 .
0500 5 31 100 5 .
0500 100 06 5 31 100 6 °
0600 6 38 100 6 °
0800 8 41 100 8 U
1000 10 57 125 10 °
1200 12 75 150 12 °
1400 14 75 150 14 .
1600 16 75 150 16 °
1800 18 75 150 18 °
2000 20 75 150 20 °
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 233

o o ° o o o °
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k Spécifications techniques sujettes a changement sans avis prélable



S E 4 STANDARD ENDMILLS

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

XHPMT

B®  VHM SE 45 Standard Friser, 4 Zihne fl D Fraises 2 tailles SE 45 standard - 4 dents, en carbure monobloc
B FreseSE45inmetallo durointegrale, 4 taglienti B =aEHREAS SE45 R MBI 4T - REKE
863*
D d2
I
L
4

a0 — DIN 6535

= 40° He

MG

EDP No. / EDV-Nr. / E usine / Codice EDP

Dimension ( mm )

_\_\'
LMLMI

0100 040 03 40 3
0100 040 04 40 4
0150 040 03 15 4.5 40 3
0150 040 04 1.5 4.5 40 4
0200 040 03 2 6.5 40 3
0200 040 04 2 6.5 40 4
0250 040 03 2.5 6.5 40 3
0250 040 04 2.5 6.5 40 4
0300 3 9 40 3
0300 050 04 3 9 50 4
0300 050 06 3 9 50 6
0400 4 12 50 4
0400 050 06 4 12 50 6
0500 5 15 50 5
0500 050 06 5 15 50 6
0600 050 6 16 50 6
0600 060 6 20 60 6
0800 8 20 64 8
1000 070 10 22 70 10
1000 075 10 22 75 10
1200 12 25 75 12
1400 14 32 90 14
1600 16 32 90 16
1800 18 38 100 18
2000 20 38 100 20
2200 22 40 100 22
2500 25 40 100 25

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

NG N6 NG ko1 ko2 pot  poz  po3  mot Moz | son |'so2 | [s;3 wo1 oz [HGoTN MGG

O O [ O (@] (@] [

Modifiche Techiche possibili senza preavviso

SE 45

Cutting Parameter

226
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B|  VHM Fraser SE 45 Long, 4 Zihne I D Fraises 2 tailles SE45Longue - 4 dents, en carbure monobloc
B FreseSE45langin metallo duro integrale, 4 taglienti B =EREASSE45 R IHTI4T) - HE
867*
D d2
I
L
4
V=3° —o DIN 6535
2 IR = | |
)—\ = 40° E—

0300 3 19 60 3

0300 075 06 3 19 75 6 o o
0400 4 19 60 4 o o
0400 075 06 4 19 75 6 . .
0500 5 19 60 5 o o
0500 075 06 5 19 75 6 o o
0600 6 31 75 6 o °
0800 8 31 75 8 . .
1000 075 10 31 75 10 o o
1000 100 10 50 100 10 o °
1200 12 50 100 12 o o
1400 14 57 125 14 o o
1600 16 57 125 16 o o
1800 18 57 125 18 ° °
2000 20 57 125 20 . .
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 232

o o ° o o o °
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ENDMILLS - Extra-Lon
S E 45 <1.300 N/mm?2 + BO819 = 36 - 52 HRC g .HPMT

#|  VHM SE4SExtra-Long Friser, 4 Zshne ll D Fraises 2 tailles SE 45 extra-longue- 4 dents,

B D FreseSE45extra-lungain metallo duro integrale, 4 taglienti B =sEmRAS SE4S RAILHTI4T] - K

871*

Z4

V=3° —o DIN 6535
N > | Y (= | e
)—\ I

MG A= 40° HB

0300 3 25 100 3

0300 100 06 3 25 100 6 o °

0400 4 31 100 4 o °

0400 100 06 4 31 100 6 . .

0500 5 31 100 5 o °

0500 100 06 5 31 100 6 o °

0600 6 38 100 6 o °

0800 8 41 100 8 . ]

1000 10 57 125 10 L L4 n
1200 12 75 150 12 o ° :
1400 14 75 150 14 L . w
1600 16 75 150 16 o °

1800 18 75 150 18 o °

2000 20 75 150 20 o °

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | Ko2 | PO1 | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 233

o o ° o o o °
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STANDARD TORUS ENDMILLS
S E 45 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMT

#®  VHM SE 45R Standard Torusfréser, 4 Zihne I D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents
B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aERASSE4ASRAG ESIHTIA4T7] - REKE
B30*
D dz
I
L
4

V=3° @ ] DIN 6535
- — <
| — | @g — ] |-

MG R:0.010 h A= 40° E— HB
0100 040 0400 020 1 3 40 4 0.2 o
0100 050 0600 020 1 3 50 6 0.2 . .
0150 040 0400 020 1.5 4.5 40 4 0.2 . .
0150 050 0600 020 1.5 4.5 50 6 0.2 o o
0200 040 0400 020 2 6.5 40 4 0.2 o o
0200 040 0400 030 2 6.5 40 4 0.3 . .
0200 050 0600 020 2 6.5 50 6 0.2 o o
0200 050 0600 030 2 6.5 50 6 0.3 o o
0250 040 0400 020 2.5 6.5 40 4 0.2 o o
0250 040 0400 030 2.5 6.5 40 4 03 . L
0250 040 0400 050 2.5 6.5 40 4 0.5 . °
0250 050 0600 020 2.5 6.5 50 6 0.2 o o
0250 050 0600 030 2.5 6.5 50 6 0.3 . o
0250 050 0600 050 2.5 6.5 50 6 0.5 . .
0300 040 0300 020 3 9 40 3 0.2 o o
0300 040 0300 030 3 9 40 3 0.3 o o
0300 040 0300 050 3 9 40 3 0.5 . o
0300 040 0400 020 3 9 40 4 0.2 o o
0300 040 0400 030 3 9 40 4 0.3 . L
0300 040 0400 050 3 9 40 4 0.5 o o
0300 050 0600 020 3 9 50 6 0.2 o o
0300 050 0600 030 3 9 50 6 03 . o
0300 050 0600 050 3 9 50 6 0.5 o .
0400 050 0400 020 4 12 50 4 0.2 o o
0400 050 0400 030 4 12 50 4 0.3 . .
0400 050 0400 050 4 12 50 4 0.5 ] o
0400 050 0400 100 4 12 50 4 1 . .
0400 050 0600 020 4 12 50 6 0.2 o o
0400 050 0600 030 4 12 50 6 0.3 . .
0400 050 0600 050 4 12 50 6 0.5 ] ]
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 226
o o ° o o o °
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STANDARD TORUS ENDMILLS
S E 45 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMT

#®  VHM SE 45R Standard Torusfréser, 4 Zihne I D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents
B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aERASSE4ASRAG ESIHTIA4T7] - REKE
B30*
D dz
I
L
4

V=3° @ ] DIN 6535
- — <
| — | @g — ] |-

MG R:0.010 h A= 40° E— HB
EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
R P Y P N I
0400 050 0600 100 4 12 50 6 1 .
0500 050 0500 020 5 15 50 5 0.2 o o
0500 050 0500 030 5 15 50 5 03 . .
0500 050 0500 050 5 15 50 5 0.5 o o
0500 050 0500 100 5 15 50 5 1 . .
0500 050 0600 020 5 15 50 6 0.2 o o
0500 050 0600 030 5 15 50 6 03 . .
0500 050 0600 050 5 15 50 6 0.5 o o
0500 050 0600 100 5 15 50 6 1 . . n
0600 050 0600 020 6 16 50 6 0.2 o o :
0600 050 0600 030 6 16 50 6 03 L ° w
0600 050 0600 050 6 16 50 6 0.5 o o
0600 050 0600 100 6 16 50 6 1 . .
0600 060 0600 020 6 20 60 6 0.2 o o
0600 060 0600 030 6 20 60 6 0.3 . ]
0600 060 0600 050 6 20 60 6 0.5 o o
0600 060 0600 100 6 20 60 6 1 . .
0800 064 0800 020 8 20 64 8 0.2 o o
0800 064 0800 030 8 20 64 8 0.3 o o
0800 064 0800 050 8 20 64 8 0.5 ° o
0800 064 0800 100 8 20 64 8 1 . .
0800 064 0800 150 8 20 64 8 1.5 . .
0800 064 0800 200 8 20 64 8 2 . .
1000 070 1000 030 10 22 70 10 0.3 . o
1000 070 1000 050 10 22 70 10 0.5 . .
1000 070 1000 100 10 22 70 10 1 . .
1000 070 1000 150 10 22 70 10 1.5 o o
1000 070 1000 200 10 22 70 10 2 . o
1000 075 1000 030 10 22 75 10 03 . L
1000 075 1000 050 10 22 75 10 0.5 o ]
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 226
o o ° o o o °
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STANDARD TORUS ENDMILLS
S E 45 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMT

#®  VHM SE 45R Standard Torusfréser, 4 Zihne I D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents
B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aERASSE4ASRAG ESIHTIA4T7] - REKE
B30*
D dz
I
L
4

a0 —D DIN 6535
e Vf\ | (= | e

MG R:0.010 2= 40° — HB

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )

1000 075 1000 100

1000 075 1000 150 10 22 75 10 1.5 . .
1000 075 1000 200 10 22 75 10 2 . .
1200 075 1200 030 12 25 75 12 0.3 o o
1200 075 1200 050 12 25 75 12 0.5 . o
1200 075 1200 100 12 25 75 12 1 . .
1200 075 1200 150 12 25 75 12 1.5 . .
1200 075 1200 200 12 25 75 12 2 o o
1200 075 1200 300 12 25 75 12 3 . o
1400 090 1400 050 14 32 90 14 0.5 . .
1400 090 1400 100 14 32 90 14 1 . °
1400 090 1400 150 14 32 90 14 1.5 ° o
1400 090 1400 200 14 32 90 14 2 . o
1400 090 1400 300 14 32 90 14 3 . o
1600 090 1600 050 16 32 90 16 0.5 . L
1600 090 1600 100 16 32 90 16 1 o o
1600 090 1600 150 16 32 90 16 15 . o
1600 090 1600 200 16 32 90 16 2 . L
1600 090 1600 300 16 32 90 16 3 o L
1800 100 1800 050 18 38 100 18 0.5 o o
1800 100 1800 100 18 38 100 18 1 o o
1800 100 1800 150 18 38 100 18 1.5 o o
1800 100 1800 200 18 38 100 18 2 o o
1800 100 1800 300 18 38 100 18 3 o S
2000 100 2000 050 20 38 100 20 0.5 . .
2000 100 2000 100 20 38 100 20 1 ] .
2000 100 2000 150 20 38 100 20 1.5 ] .
2000 100 2000 200 20 38 100 20 2 o .
2000 100 2000 300 20 38 100 20 3 o .
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 226
o o ° o o o °
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Modifiche Techiche possibili senza preavviso



MINIATURE ENDMILLS
S E 4 <1.300 N/mm? + BO819 / BO90O = 36 - 52 HRC XHPMT

B  VHM SE 45 Kleinstfréser, 2 Zihne fl B Micro-Fraises 2 tailles SE 45 en carbure monobloc, 2 dents

# B Micro-frese SE 45 in metallo duro integrale, 2 taglienti B =aEREASSE45 R MB LG22

AOT*

z2

a0 —D DIN 6535
R (L Vf\ | (= ) fa==

UF 2= 40° E—— HB

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )
T I R N 2
001003 3 °
0010 04 0.1 0.2 40 4 L ]
0020 03 0.2 0.4 40 3 o .
0020 04 0.2 0.4 40 4 . .
003003 0.3 0.6 40 3 ° °
0030 04 0.3 0.6 40 4 o ]
0040 03 0.4 0.8 40 3 o J
0040 04 0.4 0.8 40 4 o o
0050 03 0.5 1.0 40 3 . b n
0050 04 0.5 1.0 40 4 ° ] :
0060 03 0.6 1.2 40 3 ° ° v
0060 04 0.6 1.2 40 4 o °
0070 03 0.7 1.4 40 3 ° .
0070 04 0.7 1.4 40 4 ] .
0080 03 0.8 1.6 40 3 . .
0080 04 0.8 1.6 40 4 o o
0090 03 0.9 1.8 40 3 L .
0090 04 0.9 1.8 40 4 ] L
0100 03 1.0 2 40 3 L o
011003 1.1 2.2 40 3 ° o
012003 1.2 2.4 40 3 . o
013003 13 2.6 40 3 ] o
0140 03 1.4 2.8 40 3 o .
0150 03 1.5 3 40 3 o °
0160 03 1.6 3.2 40 3 . o
0170 03 1.7 3.4 40 3 . °
018003 1.8 3.6 40 3 . o
0190 03 1.9 3.8 40 3 o o
0200 03 2.0 4 40 3 . °
01~07 0/-12

07~40 0/-20

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | Ko2 | PO1 | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 238
o o ° o o o °
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S E 45 MINIATURE ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 / BO909 = 36 - 52 HRC

#|  VHM SE 45 Kleinstfriser mit langem Hals, 2 Zshne # D Micro-fraises SE 45 2 tailles en carbure monobloc avec cou long, 2 dents
# D Micro-frese SE 45 in metallo duro integrale con collo lungo, 2 taglienti B =4HERAS SE45 RH KH|ET L8027
AO3*
d1
D d2
i
12
L
z2

V3° [ DIN 6535
l h @ I -HA

UF+ = 40° —— HB
T ) Y RS N 2
0020 050 0400 4 .
0020 050 0400 005 0.2 0.3 0.5 50 0.17 4 . .
0020 050 0400 010 0.2 03 1 50 0.17 4 . .
0020 050 0400 015 0.2 0.3 1.5 50 0.17 4 o o
0030 050 0400 0.3 0.4 - 50 - 4 . o
0030 050 0400 010 0.3 0.4 1 50 0.27 4 . ]
0030 050 0400 020 0.3 0.4 2 50 0.27 4 . o
0030 050 0400 030 0.3 0.4 3 50 0.27 4 o o
0040 050 0400 0.4 0.6 - 50 - 4 . o
0040 050 0400 020 0.4 0.6 2 50 0.37 4 . o
0040 050 0400 030 0.4 0.6 3 50 0.37 4 ° .
0040 050 0400 040 0.4 0.6 4 50 0.37 4 o o
0040 050 0400 050 0.4 0.6 5 50 0.37 4 o .
0050 050 0400 0.5 0.7 - 50 - 4 ] .
0050 050 0400 020 0.5 0.7 2 50 0.45 4 . .
0050 050 0400 040 0.5 0.7 4 50 0.45 4 o o
0050 050 0400 060 0.5 0.7 6 50 0.45 4 o .
0050 050 0400 080 0.5 0.7 8 50 0.45 4 . .
0060 050 0400 0.6 0.9 - 50 - 4 o .
0060 050 0400 020 0.6 0.9 2 50 0.55 4 o °
0060 050 0400 040 0.6 0.9 4 50 0.55 4 . .
0060 050 0400 060 0.6 0.9 6 50 0.55 4 . °
0060 050 0400 080 0.6 0.9 8 50 0.55 4 o .
0060 050 0400 100 0.6 0.9 10 50 0.55 4 . o
0070 050 0400 0.7 1.0 - 50 - 4 . .
0070 050 0400 020 0.7 1.0 2 50 0.65 4 o ]
0070 050 0400 040 0.7 1.0 4 50 0.65 4 o .
0070 050 0400 060 0.7 1.0 6 50 0.65 4 . o

cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 236
o o ° o o o °
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S E 45 MINIATURE ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 / BO909 = 36 - 52 HRC

#|  VHM SE 45 Kleinstfriser mit langem Hals, 2 Zshne # D Micro-fraises SE 45 2 tailles en carbure monobloc avec cou long, 2 dents
# D Micro-frese SE 45 in metallo duro integrale con collo lungo, 2 taglienti B =4HERAS SE45 RH KH|ET L8027
AO3*
d1
D d2
i
12
L
z2

V3° [ DIN 6535
l h @ I -HA

UF+ = 40° —— HB
E R ) Y RS N 2
0070 050 0400 080 0.65 4 o
0070 050 0400 100 0.7 1.0 10 50 0.65 4 . .
0080 050 0400 0.8 1.2 - 50 - 4 . .
0080 050 0400 040 0.8 1.2 4 50 0.75 4 o o
0080 050 0400 060 0.8 1.2 6 50 0.75 4 . o
0080 050 0400 080 0.8 1.2 8 50 0.75 4 . o
0080 050 0400 100 0.8 1.2 10 50 0.75 4 . o
0080 050 0400 120 0.8 1.2 12 50 0.75 4 o o
0090 050 0400 0.9 1.4 - 50 - 4 . . n
0090 050 0400 060 0.9 1.4 6 50 0.85 4 . . :
0090 050 0400 080 0.9 1.4 8.0 50 0.85 4 . . w
0090 050 0400 100 0.9 1.4 10 50 0.85 4 o o
0090 050 0400 150 0.9 1.4 15 50 0.85 4 o .
0100 050 0400 1 15 - 50 - 4 . .
0100 050 0400 060 1 1.5 6 50 0.9 4 . o
0100 050 0400 080 1 1.5 8 50 0.9 4 o °
0100 050 0400 100 1 15 10 50 0.9 4 o .
0100 050 0400 120 1 15 12 50 0.9 4 . .
0700 050 0400 140 1 1.5 14 50 0.9 4 o o
0700 050 0400 160 1 1.5 16 50 0.9 4 ° o
0120 050 0400 1.2 1.8 - 50 - 4 . .
0120 050 0400 060 1.2 1.8 6 50 1.1 4 . .
0720 050 0400 080 1.2 1.8 8 50 1.1 4 o °
0120 050 0400 100 1.2 1.8 10 50 1.1 4 . o
0120 050 0400 120 1.2 1.8 12 50 1.1 4 . o
0140 050 0400 1.4 2.1 - 50 - 4 . .
0140 050 0400 060 1.4 2.1 6 50 1.3 4 o .
0740 050 0400 080 1.4 2.1 8 50 1.3 4 o o

cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
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S E 45 MINIATURE ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 / BO909 = 36 - 52 HRC

#|  VHM SE 45 Kleinstfriser mit langem Hals, 2 Zshne # D Micro-fraises SE 45 2 tailles en carbure monobloc avec cou long, 2 dents
# D Micro-frese SE 45 in metallo duro integrale con collo lungo, 2 taglienti B =4HERAS SE45 RH KH|ET L8027
AO3*
d1
D d2
i
12
L
z2

V3° [ DIN 6535
l h @ I -HA

UF+ = 40° ——1 N [l
T ) Y RS N 2
0140 050 0400 100 4 o
0140 050 0400 120 1.4 2.1 12 50 13 4 . .
0140 050 0400 140 1.4 2.1 14 50 13 4 . J
0140 050 0400 160 1.4 2.1 16 50 1.3 4 o ]
0150 050 0400 1.5 2.3 - 50 - 4 . o
0150 050 0400 060 1.5 2.3 6 50 1.4 4 . o
0150 050 0400 080 1.5 2.3 8 50 1.4 4 . o
0150 050 0400 100 1.5 2.3 10 50 1.4 4 o o
0150 050 0400 120 1.5 2.3 12 50 1.4 4 o o
0150 050 0400 140 1.5 2.3 14 50 1.4 4 ] .
0150 050 0400 160 1.5 2.3 16 50 1.4 4 . L
0150 060 0400 1.5 2.3 - 60 - 4 o o
0150 060 0400 180 1.5 2.3 18 60 1.4 4 o .
0150 060 0400 200 1.5 2.3 20 60 1.4 4 . .
0160 050 0400 1.6 2.4 - 50 - 4 . .
0160 050 0400 060 1.6 2.4 6 50 1.5 4 o °
0160 050 0400 080 1.6 2.4 8 50 1.5 4 o .
0160 050 0400 100 1.6 2.4 10 50 15 4 . .
0160 050 0400 120 1.6 2.4 12 50 1.5 4 . .
0160 050 0400 140 1.6 2.4 14 50 15 4 . .
0160 050 0400 160 1.6 2.4 16 50 1.5 4 . .
0160 060 0400 1.6 2.4 - 60 - 4 . .
0160 060 0400 180 1.6 2.4 18 60 1.5 4 ° °
0160 060 0400 200 1.6 2.4 20 60 1.5 4 . o
0180 050 0400 1.8 2.7 - 50 - 4 . L
0180 050 0400 060 18 2.7 6 50 1.7 4 . .
0180 050 0400 080 18 2.7 8 50 1.7 4 o .
0180 050 0400 100 18 2.7 10 50 1.7 4 o o

cont'd »
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S E 45 MINIATURE ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 / BO909 = 36 - 52 HRC

#|  VHM SE 45 Kleinstfriser mit langem Hals, 2 Zshne # D Micro-fraises SE 45 2 tailles en carbure monobloc avec cou long, 2 dents
# D Micro-frese SE 45 in metallo duro integrale con collo lungo, 2 taglienti B =4HERAS SE45 RH KH|ET L8027
AO3*
d1
D d2
i
12
L
z2

V3° [ DIN 6535
l h @ I -HA

UF+ = 40° —— HB
T ) I RS N 2
0180 050 0400 120 4 o
0180 050 0400 140 1.8 2.7 14 50 1.7 4 . .
0180 050 0400 160 18 2.7 16 50 1.7 4 . J
0180 060 0400 1.8 2.7 - 60 - 4 o o
0180 060 0400 180 1.8 2.7 18 60 1.7 4 . o
0180 060 0400 200 1.8 2.7 20 60 1.7 4 . o
0200 050 0400 2 3 - 50 - 4 . o
0200 050 0400 060 2 3 6 50 1.9 4 o o
0200 050 0400 080 2 3 8 50 1.9 4 . . n
0200 050 0400 100 2 3 10 50 1.9 4 . . :
0200 050 0400 120 2 3 12 50 1.9 4 . . w
0200 050 0400 140 2 3 14 50 1.9 4 o o
0200 050 0400 160 2 3 16 50 1.9 4 o .
0200 060 0400 2 3 - 60 - 4 . .
0200 060 0400 180 2 3 18 60 1.9 4 . .
0200 060 0400 200 2 3 20 60 1.9 4 o °
0200 075 0400 2 3 - 75 - 4 o .
0200 075 0400 250 2 3 25 75 1.9 4 . .
0200 075 0400 300 2 3 30 75 1.9 4 o .
0250 050 0400 2.5 3.7 - 50 - 4 o °
0250 050 0400 080 2.5 3.7 8 50 2.4 4 . .
0250 050 0400 100 2.5 3.7 10 50 2.4 4 . .
0250 050 0400 120 2.5 3.7 12 50 2.4 4 ° .
0250 050 0400 140 2.5 3.7 14 50 2.4 4 . o
0250 050 0400 160 2.5 3.7 16 50 2.4 4 . L
0250 060 0400 2.5 3.7 - 60 - 4 . .
0250 060 0400 180 2.5 3.7 18 60 2.4 4 . J
0250 060 0400 200 2.5 3.7 20 60 2.4 4 . o

cont'd »
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MINIATURE ENDMILLS - with Long Neck
S E 45 <1.300 N/mm? + BO819 / BO90 = 36 - 52 HRC 9 XHPMT

#|  VHM SE 45 Kleinstfriser mit langem Hals, 2 Zshne # D Micro-fraises SE 45 2 tailles en carbure monobloc avec cou long, 2 dents
# D Micro-frese SE 45 in metallo duro integrale con collo lungo, 2 taglienti B =4HERAS SE45 RH KH|ET L8027
AO3*
d1
D d2
i
12
L
z2

V=3° —o DIN 6535
l h @ [ -HA

UF+ = 40° —— HB
T I Y RS N 2
0250 060 0400 250 4 o
0250 075 0400 2.5 3.7 - 75 - 4 o o
0250 075 0400 300 2.5 3.7 30 75 2.4 4 o °
0300 050 0600 3 4.5 - 50 - 6 . °
0300 050 0600 080 3 4.5 8 50 2.8 6 o °
0300 050 0600 100 3 4.5 10 50 2.8 6 o o
0300 050 0600 120 3 4.5 12 50 2.8 6 ° °
0300 050 0600 140 3 4.5 14 50 2.8 6 . ]
0300 060 0600 3 4.5 - 60 - 6 o °
0300 060 0600 160 3 4.5 16 60 2.8 6 ° °
0300 060 0600 180 3 4.5 18 60 2.8 6 ° .
0300 060 0600 200 3 4.5 20 60 2.8 6 J .
0300 075 0600 3 4.5 - 75 - 6 ° °
0300 075 0600 250 3 4.5 25 75 2.8 6 ° o
0400 060 0600 4 4.5 - 60 - 6 J .
0400 060 0600 100 4 4.5 10 60 3.7 6 J .
0400 060 0600 150 4 4.5 15 60 3.7 6 ° o
0400 060 0600 200 4 4.5 20 60 3.7 6 ° °
0400 075 0600 4 4.5 - 75 - 6 . .
0400 075 0600 250 4 4.5 25 75 3.7 6 . .
0400 075 0600 300 4 4.5 30 75 3.7 6 o o
0400 075 0600 400 4 4.5 40 75 3.7 6 o o

01~07 0/-12
07~40 0/-20
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 236
o o ° o o o °
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0020 050 0400 RO0O5 4 0.05
0020 050 0400 005 RO05 0.2 03 0.5 50 0.17 4 0.05 . .
0020 050 0400 010 RO0O5 0.2 03 10 50 0.17 4 0.05 . .
0020 050 0400 015 R0O05 0.2 03 15 50 0.17 4 0.05 o ]
0020 050 0400 020 RO05 0.2 03 2.0 50 0.17 4 0.05 o o
0020 050 0400 RO0O5 03 0.4 - 50 0.27 4 0.05 . .
0030 050 0400 010 RO0O5 03 0.4 1.0 50 0.27 4 0.05 J .
0030 050 0400 015 RO05 03 0.4 15 50 0.27 4 0.05 U o
0030 050 0400 020 RO05 03 0.4 2.0 50 0.27 4 0.05 4 . n
0030 050 0400 025 R0O05 03 0.4 2.5 50 0.27 4 0.05 . . :
0030 050 0400 030 ROO5 03 0.4 3.0 50 0.27 4 0.05 L L w
0030 050 0400 RO10 03 0.4 - 50 0.27 4 0.1 o o
0030 050 0400 010 RO10 03 0.4 10 50 0.27 4 0.1 . .
0030 050 0400 015 R0O10 03 0.4 15 50 0.27 4 0.1 . .
0030 050 0400 020 RO10 03 0.4 2.0 50 0.27 4 0.1 o .
0030 050 0400 025 R0O10 03 0.4 25 50 0.27 4 0.1 o o
0030 050 0400 030 RO10 03 0.4 3.0 50 0.27 4 0.1 . o
0040 050 0400 RO05 0.4 0.6 - 50 037 4 0.05 . o
0040 050 0400 010 RO0OS 0.4 0.6 1.0 50 037 4 0.05 J .
0040 050 0400 015 RO0O5 0.4 0.6 15 50 0.37 4 0.05 o o
0040 050 0400 020 ROO5 0.4 0.6 2.0 50 037 4 0.05 . .
0040 050 0400 025 R0O05 0.4 0.6 25 50 037 4 0.05 ° .
0040 050 0400 030 ROO5 0.4 0.6 3.0 50 0.37 4 0.05 ] o
0040 050 0400 035 R0O05 0.4 0.6 35 50 037 4 0.05 . °
0040 050 0400 040 RO0O5 0.4 0.6 4.0 50 037 4 0.05 . .
0040 050 0400 RO10 0.4 0.6 - 50 0.37 4 0.1 . .
0040 050 0400 010 RO10 0.4 0.6 10 50 0.37 4 0.1 o o
0040 050 0400 015 RO10 0.4 0.6 15 50 037 4 0.1 . o
0040 050 0400 020 RO10 0.4 0.6 20 50 037 4 0.1 . o
0040 050 0400 025 RO10 0.4 0.6 25 50 0.37 4 0.1 ] .
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S ¥ U Y RN o N I
0040 050 0400 030 RO10 0.37 4
0040 050 0400 035 R010 0.4 0.6 35 50 037 4 0.1 . .
0040 050 0400 040 RO10 0.4 0.6 4.0 50 037 4 0.1 . L
0050 050 0400 RO0O5 0.5 0.7 - 50 0.45 4 0.05 o .
0050 050 0400 020 RO05 0.5 0.7 2.0 50 0.45 4 0.05 o o
0050 050 0400 040 ROO5 0.5 0.7 4 50 0.45 4 0.05 . .
0050 050 0400 060 ROO5 0.5 0.7 6 50 0.45 4 0.05 J .
0050 050 0400 080 ROO5 0.5 0.7 8.0 50 0.45 4 0.05 o o
0050 050 0400 RO10 0.5 0.7 - 50 0.45 4 0.1 o .
0050 050 0400 020 RO10 0.5 0.7 2.0 50 0.45 4 0.1 . .
0050 050 0400 040 RO10 0.5 0.7 4.0 50 0.45 4 0.1 L .
0050 050 0400 060 RO10 05 0.7 6.0 50 0.45 4 0.1 o o
0050 050 0400 080 RO10 05 0.7 8.0 50 0.45 4 0.1 . .
0060 050 0400 RO10 0.6 09 - 50 0.55 4 0.1 . .
0060 050 0400 020 RO10 0.6 0.9 2.0 50 0.55 4 0.1 . L
0060 050 0400 040 RO10 0.6 0.9 4.0 50 0.55 4 0.1 o o
0060 050 0400 060 RO10 0.6 0.9 6.0 50 0.55 4 0.1 . o
0060 050 0400 080 R0O10 0.6 0.9 8.0 50 0.55 4 0.1 . .
0060 050 0400 100 RO10 0.6 09 10.0 50 0.55 4 0.1 L o
0070 050 0400 RO10 0.7 1.0 - 50 0.65 4 0.1 ° o
0070 050 0400 020 RO10 0.7 1.0 2.0 50 0.65 4 0.1 o .
0070 050 0400 040 RO10 0.7 1.0 4.0 50 0.65 4 0.1 . .
0070 050 0400 060 RO10 0.7 1.0 6.0 50 0.65 4 0.1 o o
0070 050 0400 080 R0O10 0.7 1.0 8.0 50 0.65 4 0.1 . °
0070 050 0400100 RO10 0.7 1.0 10.0 50 0.65 4 0.1 . .
0080 050 0400 RO0O5 0.8 1.2 - 50 0.75 4 0.05 . ]
0080 050 0400 040 ROO5 0.8 12 4.0 50 0.75 4 0.05 o .
0080 050 0400 060 ROO5 0.8 12 6.0 50 0.75 4 0.05 . o
0080 050 0400 080 RO05 0.8 12 8.0 50 0.75 4 0.05 . .
0080 050 0400 100 RO0O5 0.8 1.2 10.0 50 0.75 4 0.05 . .
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm? + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . . . .
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28712 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0080 050 0400 120 RO05 0.75 4 0.05
0080 050 0400 RO10 0.8 12 - 50 0.75 4 0.1 . .
0080 050 0400 040 RO10 0.8 12 40 50 0.75 4 0.1 . J
0080 050 0400 060 RO10 0.8 12 6.0 50 0.75 4 0.1 o .
0080 050 0400 080 RO10 0.8 12 8.0 50 0.75 4 0.1 o o
0080 050 0400 100 RO10 0.8 12 10.0 50 0.75 4 0.1 . .
0080 050 0400 120 RO10 0.8 12 120 50 0.75 4 0.1 J .
0090 050 0400 RO10 0.9 14 - 50 0.85 4 0.1 o o
0090 050 0400 060 RO10 0.9 14 6.0 50 0.85 4 0.1 4 L4 n
0090 050 0400 080 RO10 0.9 14 8.0 50 0.85 4 0.1 . . :
0090 050 0400100 RO10 0.9 14 10.0 50 0.85 4 0.1 L L w
0090 050 0400 150 RO10 09 14 15.0 50 0.85 4 0.1 o o
0100 050 0400 RO10 1 15 - 50 0.9 4 0.1 . .
0100 050 0400 040 RO10 1 15 4.0 50 0.9 4 0.1 . .
0100 050 0400 060 RO10 1 15 6.0 50 0.9 4 0.1 . L
0100 050 0400 080 RO10 1 15 8.0 50 0.9 4 0.1 o o
0100 050 0400 100 RO10 1 15 10.0 50 0.9 4 0.1 . o
0100 050 0400 120 RO10 1 15 120 50 0.9 4 0.1 . .
0100 050 0400 140 RO10 1 15 14.0 50 09 4 0.1 L °
0100 050 0400 160 RO10 1 15 16.0 50 0.9 4 0.1 ° o
0100 060 0400 RO10 1 15 - 60 0.9 4 0.1 o .
0100 060 0400 200 RO10 1 15 20.0 60 09 4 0.1 . .
0100 050 0400 R020 1 15 - 50 0.9 4 0.2 o o
0100 050 0400 040 R020 1 15 4.0 50 09 4 0.2 . °
0100 050 0400 060 R020 1 15 6.0 50 0.9 4 0.2 . .
0100 050 0400 080 R020 1 15 8.0 50 0.9 4 0.2 . .
0100 050 0400 100 R020 1 15 10.0 50 0.9 4 0.2 o .
0100 050 0400 120 R020 1 15 120 50 0.9 4 0.2 . o
0100 050 0400 140 RO20 1 15 14.0 50 0.9 4 0.2 . o
0100 050 0400 160 RO20 1 15 16.0 50 0.9 4 0.2 ] .
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0100 060 0400 R020 4
0100 060 0400 200 R0O20 1 15 20.0 50 0.9 4 0.2 . .
0100 050 0400 RO30 1 15 - 50 0.9 4 03 . J
0100 050 0400 060 R0O30 1 15 6.0 50 09 4 03 o ]
0100 050 0400 100 R0O30 1 15 10.0 50 0.9 4 03 o o
0100 050 0400 160 RO30 1 15 16.0 50 0.9 4 03 . .
0100 060 0400 R0O30 1 15 - 60 0.9 4 03 J .
0100 060 0400 200 RO30 1 15 20.0 60 0.9 4 03 o o
0120 050 0400 RO10 12 1.8 - 50 11 4 0.1 o .
0120 050 0400 060 RO10 12 1.8 6.0 50 11 4 0.1 o .
0120 050 0400 080 R0O10 12 1.8 8.0 50 11 4 0.1 L L
0120 050 0400 100 RO10 1.2 1.8 10.0 50 11 4 0.1 o o
0120 050 0400 120 RO10 1.2 1.8 12.0 50 11 4 0.1 . .
0140 050 0400 RO10 14 2.1 - 50 13 4 0.1 . .
0140 050 0400 060 RO10 14 2.1 6.0 50 13 4 0.1 . .
0140 050 0400 080 RO10 14 2.1 8.0 50 13 4 0.1 o °
0140 050 0400 100 RO10 14 2.1 10.0 50 13 4 0.1 . o
0140 050 0400 120 RO10 14 2.1 120 50 13 4 0.1 . .
0140 050 0400 140 RO10 14 2.1 14.0 50 13 4 0.1 J .
0140 050 0400 160 RO10 14 2.1 16.0 50 13 4 0.1 o o
0150 050 0400 RO10 15 23 - 50 14 4 0.1 . .
0150 050 0400 060 RO10 15 23 6.0 50 14 4 0.1 ° .
0150 050 0400 080 RO10 15 23 8.0 50 14 4 0.1 . .
0150 050 0400 120 RO10 15 23 12.0 50 14 4 0.1 . °
0150 050 0400 160 RO10 15 23 16.0 50 14 4 0.1 . .
0150 060 0400 RO10 15 23 - 60 14 4 0.1 . .
0150 060 0400 200 RO10 15 23 20.0 60 14 4 0.1 . .
0150 050 0400 R020 15 23 - 50 14 4 0.2 . o
0150 050 0400 060 R020 15 23 6.0 50 14 4 0.2 . L
0150 050 0400 080 R020 15 23 8.0 50 14 4 0.2 . o
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I

0150 050 0400 100 RO20 10.0 4

0150 050 0400 120 R020 15 23 120 50 14 4 0.2 . .

0150 050 0400 140 RO20 15 23 14.0 50 14 4 0.2 . L

0150 050 0400 160 R020 15 23 16.0 50 14 4 0.2 o °

0150 060 0400 R0O20 15 23 - 60 14 4 0.2 o o

0150 060 0400 180 R020 15 23 18.0 60 14 4 0.2 . .

0150 060 0400 R020 15 23 - 60 14 4 0.2 J .

0150 060 0400 200 R020 15 23 20.0 60 14 4 0.2 o o

0150 050 0400 R030 15 23 - 50 14 4 03 4 L4 n

0150 050 0400 080 R0O30 15 23 8.0 50 14 4 03 . . :

0150 050 0400 160 RO30 15 23 16.0 50 1.4 4 03 L L w

0150 060 0400 R030 15 23 - 60 14 4 03 o o

0150 060 0400 200 R0O30 15 23 20.0 60 14 4 03 . .

0160 050 0400 RO10 1.6 2.4 - 50 15 4 0.1 . .

0160 050 0400 060 RO10 1.6 2.4 6.0 50 15 4 0.1 . .

0160 050 0400 080 RO10 1.6 2.4 8.0 50 15 4 0.1 o o

0160 050 0400 100 RO10 1.6 2.4 10.0 50 15 4 0.1 . o

0160 050 0400 120 RO10 16 2.4 120 50 15 4 0.1 . o

0160 050 0400 140 RO10 16 2.4 14.0 50 15 4 0.1 J .

0160 050 0400 160 RO10 16 2.4 16.0 50 15 4 0.1 o °

0160 060 0400 RO10 16 2.4 - 60 15 4 0.1 . .

0160 060 0400 180 RO10 16 2.4 18.0 60 15 4 0.1 ° .

0160 060 0400 RO10 1.6 2.4 - 60 15 4 0.1 . °

0160 060 0400 200 RO10 16 2.4 20.0 60 15 4 0.1 . .

0180 050 0400 R020 1.8 2.7 - 50 17 4 0.2 . .

0180 050 0400 060 R020 1.8 2.7 6.0 50 17 4 0.2 . .

0180 050 0400 080 RO20 1.8 2.7 8.0 50 17 4 0.2 . .

0180 050 0400 100 R0O20 1.8 2.7 10.0 50 17 4 0.2 . o

0180 050 0400 120 RO20 1.8 2.7 120 50 17 4 0.2 . ]

0180 050 0400 140 R020 18 2.7 14.0 50 17 4 0.2 . o
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0180 050 0400 160 R020 4
0180 060 0400 R020 1.8 2.7 - 60 17 4 0.2 . .
0180 060 0400 180 R020 1.8 2.7 18.0 60 17 4 0.2 . J
0180 060 0400 200 R020 18 2.7 20.0 60 17 4 0.2 o .
0200 050 0400 RO20 2 3 - 50 19 4 0.2 o o
0200 050 0400 060 R020 2 3 6.0 50 19 4 0.2 . .
0200 050 0400 080 R020 2 3 8.0 50 19 4 0.2 J .
0200 050 0400 100 RO20 2 3 10.0 50 19 4 0.2 o o
0200 050 0400 120 R020 2 3 12.0 50 19 4 0.2 o .
0200 050 0400 140 RO20 2 3 14.0 50 19 4 0.2 . .
0200 050 0400 160 R0O20 2 3 16.0 50 19 4 0.2 L L
0200 060 0400 RO20 2 3 - 60 19 4 0.2 o o
0200 060 0400 180 RO20 2 3 18.0 60 19 4 0.2 . .
0200 060 0400 200 RO20 2 3 20.0 60 19 4 0.2 . .
0200 075 0400 R020 2 3 - 75 19 4 0.2 . J
0200 075 0400 250 R020 2 3 25.0 75 19 4 0.2 o o
0200 075 0400 300 RO20 2 3 30.0 75 19 4 0.2 . o
0200 050 0400 RO30 2 3 - 50 19 4 03 . .
0200 050 0400 080 R0O30 2 3 8.0 50 19 4 03 L .
0200 050 0400 160 RO30 2 3 16.0 50 19 4 03 o o
0200 060 0400 RO30 2 3 - 60 19 4 03 . .
0200 060 0400 200 R0O30 2 3 20.0 60 1.9 4 03 . .
0200 050 0400 RO50 2 3 - 50 19 4 05 . o
0200 050 0400 060 RO50 2 3 6.0 50 19 4 0.5 . °
0200 050 0400 080 RO50 2 3 8.0 50 19 4 0.5 . .
0200 050 0400 120 RO50 2 3 12.0 50 19 4 0.5 o ]
0200 050 0400 160 RO50 2 3 16.0 50 19 4 05 o o
0200 060 0400 RO50 2 3 - 60 19 4 05 ° o
0200 060 0400 200 RO50 2 3 20.0 60 19 4 05 . L
0200 075 0400 R050 2 3 - 60 19 4 05 ] ]
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0200 075 0400 250 RO50 25.0 4
0200 075 0400 300 R0O50 2 3 30.0 75 19 4 05 . .
0250 050 0400 RO30 25 37 - 50 2.4 4 03 . o
0250 050 0400 080 RO30 25 37 8.0 50 2.4 4 03 ° o
0250 050 0400 100 RO30 25 37 10.0 50 2.4 4 03 . o
0250 050 0400 120 R0O30 25 37 120 50 2.4 4 03 . .
0250 050 0400 140 R0O30 25 3.7 14.0 50 2.4 4 03 L o
0250 050 0400 160 RO30 25 3.7 16.0 50 2.4 4 03 o °
0250 060 0400 R030 25 37 - 60 2.4 4 03 . . n
0250 060 0400180 R0O30 25 37 18.0 60 2.4 4 03 L] . :
0250 060 0400 200 R0O30 25 37 20.0 60 2.4 4 03 o . n
0250 060 0400 250 RO30 25 37 25.0 60 2.4 4 03 . .
0250 075 0400 RO30 2.5 37 - 75 2.4 4 03 . .
0250 075 0400 300 RO30 25 3.7 30.0 75 2.4 4 03 U °
0250 050 0400 RO50 25 37 - 50 2.4 4 05 o ]
0250 050 0400 080 RO50 25 37 8.0 50 2.4 4 05 . o
0250 050 0400 120 RO50 25 37 120 50 2.4 4 05 . o
0250 050 0400 160 RO50 2.5 3.7 16.0 50 2.4 4 05 ] .
0250 060 0400 RO50 25 37 - 60 2.4 4 0.5 o o
0250 060 0400 200 RO50 25 37 20.0 60 2.4 4 0.5 o .
0250 060 0400 250 R0O50 25 37 25.0 60 2.4 4 0.5 . .
0250 075 0400 RO50 2.5 3.7 - 75 2.4 4 05 . o
0250 075 0400 300 RO50 25 3.7 30.0 75 2.4 4 05 ° .
0300 050 0600 R0O20 3 45 - 50 2.8 6 0.2 . .
0300 050 0600 080 R020 3 45 8.0 50 2.8 6 0.2 . .
0300 050 0600 100 RO20 3 4.5 10.0 50 2.8 6 0.2 . .
0300 050 0600 120 R020 3 4.5 12.0 50 2.8 6 0.2 . o
0300 050 0600 140 R0O20 3 45 14.0 50 2.8 6 0.2 . .
0300 060 0600 RO20 3 45 - 60 2.8 6 0.2 . J
0300 060 0600 160 R020 3 4.5 16.0 60 2.8 6 0.2 ] .
cont'd »
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S E 45 R MINIATURE TORUS ENDMILLS - with Long Neck XHPMT

<1.300 N/mm?2 + B0819 /BO909 = 36 - 52 HRC

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec

- _ . P . .=
VHM SE 45R Torus-Kleinstfraser mit langem Hals, 2 Zdhne cou long, 2 dents

l ' mir::;g-;r;easgliseEnlt\«iSR torodidaliin metallo duro integrale con collo “ BABEAS SE 45R 25| KMET 28772 7]
A79*
d1
D d2

z2

V=3 @ —D DIN 6535

= — —
| — | Zﬁg — || -
UF+ R£0.010 2= 40° e He

S 7S U Y RN o N I
0300 060 0600 180 RO20 3 18.0 6
0300 060 0600 200 RO20 3 45 20.0 60 2.8 6 0.2 . .
0300 0750600 R020 3 45 - 75 2.8 6 0.2 . L
0300 075 0600 250 R020 3 4.5 25.0 75 2.8 6 0.2 o .
0300 050 0600 R0O30 3 45 - 50 2.8 6 03 o o
0300 050 0600 080 R030 3 45 8.0 50 2.8 6 03 . .
0300 050 0600 100 R0O30 3 45 10.0 50 2.8 6 03 J .
0300 050 0600 120 R030 3 45 12.0 50 2.8 6 03 o o
0300 050 0600 140 RO30 3 4.5 14.0 50 2.8 6 03 o .
0300 060 0600 R0O30 3 45 - 60 2.8 6 03 . .
0300 060 0600 160 RO30 3 45 16.0 60 2.8 6 03 L L
0300 060 0600 180 R030 3 45 18.0 60 2.8 6 03 o °
0300 060 0600 200 R0O30 3 45 20.0 60 2.8 6 03 . .
0300 0750600 R030 3 45 - 75 2.8 6 03 . .
0300 075 0600 250 RO30 3 45 25.0 75 2.8 6 03 . L
0300 050 0600 RO50 3 45 - 50 2.8 6 05 o o
0300 050 0600 080 RO50 3 45 8.0 50 2.8 6 05 . o
0300 050 0600 100 RO50 3 45 10.0 50 2.8 6 05 . .
0300 050 0600 120 RO50 3 4.5 12.0 50 2.8 6 0.5 L .
0300 050 0600 140 RO50 3 45 14.0 50 2.8 6 0.5 o o
0300 060 0600 RO50 3 45 - 60 2.8 6 0.5 . .
0300 060 0600 160 RO50 3 45 16.0 60 2.8 6 0.5 ° .
0300 060 0600 180 RO50 3 45 18.0 60 2.8 6 05 . .
0300 060 0600 200 RO50 3 4.5 20.0 60 2.8 6 0.5 . °
0300 075 0600 R0O50 3 45 - 75 2.8 6 0.5 . .
0300 075 0600 250 RO50 3 4.5 25.0 75 2.8 6 0.5 o ]
0400 060 0600 R030 4 45 - 60 37 6 03 o o
0400 060 0600 100 RO30 4 45 10.0 60 37 6 03 . .
0400 060 0600 150 RO30 4 45 15.0 60 37 6 03 . ]
0400 060 0600 200 RO30 4 4.5 20.0 60 3.7 6 03 o U]
cont'd »
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MINIATURE TORUS ENDMILLS - with Long Neck
S E 45 R <1.300 N/mm? + BO819 /B0909 = 36 - 52 HRC 9 XHPMT

l ' Micro-fraises SE 45R 2 tailles toriques en carbure monobloc avec
coulong, 2 dents

B  VHM SE 45R Torus-Kleinstfriser mit langem Hals, 2 Zihne

l ' lMulncgg-\;rfas;”SeEnlt\«iSR torodidaliin metallo duro integrale con collo “ BHERA S st 45k 75 NKED K772 3
A79*
d1
D d2

z2

V=3° @ —o DIN 6535
22 ég = —

p— S A
R£0.010 2= 40° e He

0400 0750600 R0O30 4 6
0400 075 0600 250 R0O30 4 45 25.0 75 37 6 03 o o
0400 0750600 300 R030 4 45 30.0 75 37 6 03 o °
0400 075 0600 400 R0O30 4 45 40 75 37 6 03 . °
0400 075 0600 RO50 4 4.5 - 60 3.7 6 0.5 o °
0400 060 0600 100 RO50 4 45 10 60 37 6 0.5 ° °
0400 060 0600 150 RO50 4 45 15 60 37 6 0.5 ° °
0400 060 0600 200 RO50 4 45 20 60 37 6 0.5 ] .
0400 075 0600 R0O50 4 4.5 - 75 37 6 0.5 ° . g
0400 075 0600 250 RO50 4 45 25 75 37 6 0.5 ° o w
0400 075 0600 300 RO50 4 45 30 75 37 6 0.5 ° o n
0400 075 0600 400 RO50 4 45 40 75 37 6 0.5 . .
D mm ‘ Tol. pm

01~07 0/-12

07~40 0/-20
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 236

o o ° o o o °
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TORUS ENDMILLS - with Taper Neck
SE 45R TORUSENDMILLS - with Tap XHPMT

l ' Fraises 2 tailles SE 45R toriques avec cou conique en carbure
monobloc, 2 dents

M  \VHM SE 45R Torusfriser mit konischem Hals, 2 Zdhne
Frese toroidali SE 45R con collo conico in metallo duro integrale, - [y ;
i) 2 taglienti B =aEHRAS SE4SR 25 ESEH 8T 27

A25*

z2

V=3° —o DIN 6535

UF R:0.010 = 40° E— HB
T 7S ) Y EN RN N
0100 020 06 080 6
0100 040 06 040 1 15 4 40 75 6 4.0° 0.5 .
0150 020 06 070 1.5 2.3 7.5 20 60 6 7° 0.75 L
0150 040 06 035 1.5 2.3 7.5 40 75 6 3.5¢ 0.75 .
0200 020 06 057 2 3 8 20 60 6 5.7° 0.5 o
0200 040 06 029 2 3 8 40 75 6 2.9° 0.5 .
0200 040 06 010 2 3 8 40 75 6 1° 0.5 .
0300 020 06 043 3 3.5 10 20 60 6 4.3° 0.5 o
0300 040 06 021 3 35 12 40 75 6 2.1° 0.5 .
0300 045 06 010 3 35 12 45 75 6 1° 0.5 .
0400 020 06 029 4 4 12 20 60 6 2.9° 1 L
0400 040 06 014 4 4 20 40 75 6 1.4° 1 o
0400 060 06 010 4 4 20 60 100 6 1° 0.5 .
0600 020 06 000 6 6 20 20 60 6 - 2 .
0600 040 06 000 6 6 40 40 75 6 - 1 L
0600 060 08 010 6 6 25 60 100 8 1° 2 o
0600 080 08 010 6 6 25 80 125 8 1° 1 o
0800 025 08 000 8 7 25 25 64 8 - 2 .
0800 060 08 000 8 7 60 60 100 8 - 2 ]
0800 075 10 008 8 7 30 75 125 10 0.8° 1 .
0800 105 10 006 8 7 20 105 150 10 0.6° 1 .
1000 030 10 000 10 8 30 30 75 10 - 3 .
1000 075 10 000 10 8 75 75 125 10 - 3 o
1000 070 12 008 10 8 30 70 125 12 0.8° 3 o
1200 035 12 000 12 10 35 35 100 12 - 4 .
1200 070 12 000 12 10 70 70 125 12 - 4 .
1200 100 16 012 12 10 35 100 150 16 1.2° 4 o
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 239
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SE 4

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

STANDARD ENDMILLS, SHORT FLUTE

XHPMT

)  VHM SE 45 Standard Fréser mit kuezen Nuten, 3 Zdhne

l ' Frese SE 45 Standard con gole corte in metallo duro integrale,
3 taglienti

893*
D d2
I
L
[ DIN 6535
N\ =g
= 40° —— HB

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

0100 040 03
0100 040 04
0150 040 03
0150 040 04
0200 040 03
0200 040 04
0250 040 03
0250 040 04
0300

0300 050 06
0350 050 04
0400

0400 050 06
0450 050 05
0500

0500 050 06
0550 050 06
0600 050
0600 060
0700 064 08
0800

0900 070 10
1000 070
1000 075

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

- - - K01 K02 PO1 P02 P03 MO1 MO02

O O [ O

Technical specifications subject to change without prior notice

S01 502 S03 HO1

l ' Fraises 2 tailles SE 45 Standard a hélices courtes en carbure
monobloc, 3 dents

B =4EEAS SE45 R IHTI 37 - iREKE-ED

Z3

Dimension ( mm )

B0819 | B0909
L) L]

1 3 40 3
1 3 40 4 . o
15 45 40 3 . .
15 45 40 4 . .
2 6.5 40 3 . .
2 6.5 40 4 . .
25 6.5 40 3 . .
25 6.5 40 4 . .

3 7 15 40 3 . . 1

3

3 7 15 50 6 . . ™

35 8 20 50 4 . . w
4 8 20 50 4 . .
4 8 20 50 6 . .
45 10 20 50 5 . .
5 10 20 50 5 . .
5 10 20 50 6 . .
55 10 20 50 6 . .
6 10 20 50 6 . .
6 13 30 60 6 . .
7 16 30 64 8 . .
8 16 30 64 8 . .
9 19 32 70 10 . .
10 19 32 70 10 . .
10 19 32 75 10 . .

630  A15*
Recess contd »
I ’
I 12
L

Cutting Parameter

no2 (g0l [Hooal] 230
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S E 4 STANDARD ENDMILLS, SHORT FLUTE XHPMT

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

l ' Fraises 2 tailles SE 45 Standard a hélices courtes en carbure

- .o . .
VHM SE 45 Standard Fraser mit kuezen Nuten, 3 Zahne monobloc, 3 dents

l ' ;T;;iiﬁ:;s Standard con gole corte in metallo duro integrale, “ BABEAS SE45 251 TH7] 3 7] - A KE-ET]
893*
D d2
11
L
Z3

V=3° — DIN 6535
< I NN\ ==
h a0’ J\T L

EDP No. / EDV-Nr. / E usine / Codice EDP

1100 075 12 11 22 37 75 12
1200 12 22 37 75 12 . L
1400 14 22 44 90 14 L L
1600 16 26 46 90 16 ° L4
1800 18 26 53 100 18 L4 L
2000 20 32 58 100 20 . L
2200 22 32 58 100 22 L L
2500 25 36 58 100 25 ° L
630* A15*
Recess
Tools with recess upon request D @:ﬂ:ﬂ ) d2
L
=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande l,
fl D Utensilli con riduzione gambo su richiest a ‘ I G T H MBI ER L !
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
NG 62l NG ko1 ko2 po1  poz  po3  mot Moz | son |'so2 | [s3 wo1 oz [HGoTN MGG 230
o o [ ] o o o [

202
k Technische dnderungen ohne vorherige information vorbehalten



STANDARD ENDMILLS
S E 4 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMIT

B  VHM SE 45 Standard Friser, 2 Zihne ll D Fraises 2 tailles SE 45 standard - 2 dents, en carbure monobloc
B FreseSE45inmetallo durointegrale, 2 taglienti B =aEHREAS SE45 R MBI 2T - HREKE
886*
D dz
1
L
z2

a0 — DIN 6535

UF )= 40° HB

EDP No. / EDV-Nr. / E usine / Codice EDP

0100 040 03 1 3 40 3
0100 040 04 1 3 40 4 . .
0150 040 03 1.5 4.5 40 3 . .
0150 040 04 1.5 4.5 40 4 . .
0200 040 03 2 6.5 40 3 . o
0200 040 04 2 6.5 40 4 . .
0250 040 03 2.5 6.5 40 3 . J
0250 040 04 2.5 6.5 40 4 o o
0300 3 9 15 40 3 . L n
0300 050 06 3 9 15 50 6 . ] :
0350 050 04 35 12 20 50 4 . . w
0400 4 12 20 50 4 o o
0400 050 06 4 12 20 50 6 . o
0450 050 05 4.5 15 20 50 5 . o
0500 5 15 20 50 5 ] .
0500 050 06 5 15 20 50 6 o o
0550 050 06 55 15 20 50 6 . o
0600 050 6 16 20 50 6 . o
0600 060 6 20 30 60 6 o .
0700 064 08 7 20 30 64 8 o o
0800 8 20 30 64 8 . .
0900 070 10 9 22 32 70 10 . .
1000 070 10 22 32 70 10 . °
1000 075 10 22 32 75 10 o o
B31* AO5*
Recess contd »
Tools with recess upon request D @:ﬂ:ﬂ ) dz
]
| [ icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande L l,
@ B Utensilli con riduzione gambo surichiesta | BT A ER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 224
o o ° o o o °

203
Spécifications techniques sujettes a changement sans avis prélable



STANDARD ENDMILLS
S E 4 <1300 N/mm? + BO819 = 36 - 52 HRC XHPMIT

B  VHM SE 45 Standard Friser, 2 Zihne ll D Fraises 2 tailles SE 45 standard - 2 dents, en carbure monobloc
B FreseSE45in metallo durointegrale, 2 taglienti B =aEHREAS SE45 R MBI 2T - HREKE
886*
D dz
I
L
z2

V=3° —— DIN 6535
= Y (= | [
)"\ =a0° S

EDP No. / EDV-Nr. / E usine / Codice EDP

1100 075 12 1 25 37 75 12
1200 12 25 37 75 12 . L
1400 14 32 44 90 14 L .
1600 16 32 46 90 16 ° L
1800 18 38 53 100 18 L4 L
2000 20 38 58 100 20 . .
2200 22 40 58 100 22 L L
2500 25 40 58 100 25 ° L
B31* A05*
Recess

Tools with recess upon request D @:ﬂ:ﬂ ) d2

n_|
=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ I G T H MBI ER L !
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E3 Cutting Parameter
- - - KO1 K02 PO1 P02 P03 Mo1 MO02 So1 S02 S03 HO1 H02 - - 224

o o [ ] o o o [

204
Modifiche Techiche possibili senza preavviso



STANDARD ENDMILLS
S E 4 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMIT

B®  VHM SE 45 Standard Friser, 4 Zihne fl D Fraises 2 tailles SE 45 standard - 4 dents, en carbure monobloc
B FreseSE45inmetallo durointegrale, 4 taglienti B =aEHREAS SE45 R MBI 4T - REKE
887*
D d2
i}
L
4

- 30 o DIN 6535
8 vr-s\ ) (=] (==

UF )= 40° He

0100 040 03 3
0100 050 04 1 3 50 4 o . .
0150 040 03 1.5 4.5 40 3 o . .
0150 050 04 1.5 4.5 50 4 o . .
0200 040 03 2 6.5 40 3 o . .
0200 050 04 2 6.5 50 4 o . .
0250 040 03 2.5 6.5 40 3 o . .
0250 050 04 2.5 6.5 50 4 o o o
0300 3 9 15 40 3 o L4 b n
0300 050 06 3 9 15 50 6 o . . :
0350 050 04 35 12 20 50 4 o L L w
0400 4 12 20 50 4 o o o
0400 050 06 4 12 20 50 6 o . .
0450 050 05 4.5 15 20 50 5 o . .
0500 5 15 20 50 5 o . L
0500 050 06 5 15 20 50 6 o o o
0550 050 06 55 15 20 50 6 o . .
0600 050 6 16 20 50 6 o . .
0600 060 6 20 30 60 6 o o .
0700 064 08 7 20 30 64 8 o o °
0800 8 20 30 64 8 o . .
0900 070 10 9 22 32 70 10 o . .
1000 070 10 22 32 70 10 o . .
1000 075 10 22 32 75 10 o ° .
635* A07*
Recess cont'd »
Tools with recess upon request D @:ﬂ:ﬂ ) dz
0
M. icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande L 12
@ B Utensilli con riduzione gambo surichiesta | BT A ER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 226
o o ° o o o °
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STANDARD ENDMILLS
S E 4 <1300 N/mm? + BO819 = 36 - 52 HRC XHPMIT

B®  VHM SE 45 Standard Friser, 4 Zihne fl D Fraises 2 tailles SE 45 standard - 4 dents, en carbure monobloc
B FreseSE45inmetallo durointegrale, 4 taglienti B =aEHREAS SE45 R MBI 4T - REKE
887*
D d2
I
L
4

- 30 o DIN 6535
8 vr-s\ ) (=] (==

UF 2= 40°

1100 075 12
1200 12 25 37 75 12 o . .
1400 14 32 44 90 14 o . .
1600 16 32 46 90 16 o ° °
1800 18 38 53 100 18 o L4 L4
2000 20 38 58 100 20 o . .
2200 22 40 58 100 22 o L L
2500 25 40 58 100 25 o (4 °
635* AO7*
Recess
Tools with recess upon request D @:ﬂ:ﬂ ) d2
n_|
=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ I G T H MBI ER L !
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 wo1 oz [HGoTN MGG 226
o o [ ] o o o [
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B|  VHM Fraser SE 45 Long, 4 Zihne I D Fraises 2 tailles SE45Longue - 4 dents, en carbure monobloc
B FreseSE45langin metallo duro integrale, 4 taglienti B =EREASSE45 R IHTI4T) - HE
889*
D dz
I
L
4
V=3 — DIN 6535
B[N E] (=
UF h )= 40°

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
R S I CA R
0300 3 19 60 3 S
0300 075 06 3 19 75 6 o . .
0400 4 19 60 4 o . .
0400 075 06 4 19 75 6 o o o
0500 5 19 60 5 o ° o
0500 075 06 5 19 75 6 o . .
0600 6 31 75 6 o . .
0800 8 31 75 8 o o o
1000 075 10 31 75 10 o . . n
1000 100 10 50 100 10 o . . :
1200 12 50 100 12 o . . w
1400 14 57 125 14 o . °
1600 16 57 125 16 o . o
1800 18 57 125 18 o . .
2000 20 57 125 20 o . ]
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | K02 POl | P02 P03 MOl  MO2 | SO1 | S02 | S03 | HOl  HO2 - - 232
o o ° o o o °

207
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ENDMILLS - Extra-Lon
S E 45 <1.300 N/mm?2 + BO819 = 36 - 52 HRC g .HPMT

B  \HM SE45Extra-Long Fréser, 4 Zihne ll B Fraises 2 tailles SE 45 extra-longue- 4 dents, en carbure monobloc
B D FreseSE45extra-lungain metallo duro integrale, 4 taglienti B =sEmRAS SE4S RAILHTI4T] - K
891*
D dz
I
L
4
V=3 — DIN 6535
B[ )N E] (=
- )—\ 2=40° — Eus

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
N S I AR
0300 3 25 100 3 o
0300 100 06 3 25 100 6 o o o
0400 4 31 100 4 o o °
0400 100 06 4 31 100 6 o ° .
0500 5 31 100 5 o o °
0500 100 06 5 31 100 6 o o °
0600 6 38 100 6 o ° °
0800 8 41 100 8 o o o
1000 10 57 125 10 o o °
1200 12 75 150 12 o ° °
1400 14 75 150 14 o . .
1600 16 75 150 16 o o °
1800 18 75 150 18 o o °
2000 20 75 150 20 o o °
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 233

o o ° o o o °

208
k Spécifications techniques sujettes a changement sans avis prélable



S E 45 SHORT FLUTES LONG REACH ENDMILLS - Long XHPMT

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

= VHMSE 45lange LONG REACH Fréser mit l ' Fraises 2 tailles SE 45 LONG REACH longues
kurzen Nuten, 4 Zdhne a hélices courtes en carbure monobloc, 4 dents

l ' Frese SE 45 LONG REACH lunghe in metallo
duro integrale, con gole corte, 4 taglienti

B =4EEAS SE45 RYET MHTI47) - PR

895*

Z4

V=3° =] DIN 6535
> A (= | [
h 7= 40° — S

EDP No. / EDV-Nr. / E usine / Codice EDP

0300 3 5 30 60 3

0300 075 06 3 5 30 75 6 . .

0400 4 8 32 60 4 . .

0400 075 06 4 8 32 75 6 o .

0500 5 9 32 60 5 ° o

0500 075 06 5 9 32 75 6 . .

0600 6 10 40 75 6 . .

0800 8 12 40 75 8 o o

1000 075 10 14 40 75 10 . . n
1000 100 10 14 60 100 10 . . :
1200 12 16 60 100 12 L . w
1400 14 22 85 125 14 o o

1600 16 22 85 125 16 . .

1800 18 26 85 125 18 . .

2000 20 26 85 125 20 . °

897 * A19 *
Recess
Tools with recess upon request D @:ﬂ:ﬂ ) dz
n_|

M. icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande 12

fl D Utensilli con riduzione gambo su richiest a ‘ b kvt DAETIVEESIE 2 L |

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | Ko2 P01 P02 P03  MO1  M02 | SO1 | S02 | S03 | HO1  HO2 - - 229

e} e} ° e} o o °

209
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SE

45 SHORT FLUTES LONG REACH ENDMILLS - Extra-Long XHPMT

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

VHM SE 45 extra-lange LONG REACH Fraser l ' Fraises 2 tailles SE 45 LONG REACH extra-longues a hélices
mit kurzen Nuten, 4 Zdhne courtes en carbure monobloc, 4 dents

Frese SE 45 LONG REACH extra-lunghein
metallo duro integrale, con gole corte, 4 taglienti

B = EEAS SE45 RYET 8T 470 - K

A22*

d2

Z4

Ll

UF

° — DIN 6535
HERISSIE
I-\ ;\;400 I N

EDP No. / EDV-Nr. / E usine / Codice EDP

0300 3 5 60 100 3 o .
0300 100 06 3 5 60 100 6 . .
0400 4 8 60 100 4 . .
0400 100 06 4 8 60 100 6 . o
0500 5 9 60 100 5 o °
0500 100 06 5 9 60 100 6 . .
0600 6 10 60 100 6 . .
0800 8 12 60 100 8 o o
1000 10 14 85 125 10 o .
1200 12 16 110 150 12 . .
1400 14 22 110 150 14 . °
1600 16 22 110 150 16 o o
1800 18 26 110 150 18 o .
2000 20 26 110 150 20 . .
901 * A23 *
Recess
Tools with recess upon request D @:ﬂ:ﬂ ) dz
n ’
M. icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ BRI ST A RIER L |
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 wo1 oz [HGoTN MGG 229

. 210

O O (] O O O [

EERAMBEE, OFEREN



STANDARD TORUS ENDMILLS

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

SE 45

XHPMT

|  \VHM SE 45R Standard Torusfriser, 4 Zihne

B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aEHRASSE4SRAG ES UG 47 - REKE

A26*

Z4

Ll

UF R£0.010

V=3 @ —D DIN 6535
= —
Z ;gg h — | |-

2= 40° HB

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )

fl D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents

0100 050 0400 020 4

0100 050 0600 020 1 3 50 6 0.2 L
0150 050 0400 020 15 4.5 50 4 0.2 o
0150 050 0600 020 15 4.5 50 6 0.2 ]
0200 050 0400 020 2 6.5 50 4 0.2 .
0200 050 0400 030 2 6.5 50 4 0.3 ]
0200 050 0600 020 2 6.5 50 6 0.2 4
0200 050 0600 030 2 6.5 50 6 03 ©
0250 050 0400 020 2.5 6.5 50 4 0.2 L
0250 050 0400 030 2.5 6.5 50 4 0.3 ]
0250 050 0400 050 2.5 6.5 50 4 0.5 .
0250 050 0600 020 2.5 6.5 50 6 0.2 ©
0250 050 0600 030 2.5 6.5 50 6 0.3 4
0250 050 0600 050 2.5 6.5 50 6 0.5 L
0300 040 0300 020 3 9 40 3 0.2 .
0300 040 0300 030 3 9 40 3 0.3 ©
0300 040 0300 050 3 9 40 3 0.5 d
0300 050 0400 020 3 9 50 4 0.2 L
0300 050 0400 030 3 9 50 4 0.3 o
0300 050 0400 050 3 9 50 4 0.5 ©
0300 050 0600 020 3 9 50 6 0.2 *
0300 050 0600 030 3 9 50 6 0.3 °
0300 050 0600 050 3 9 50 6 0.5 o
0300 060 0600 020 3 9 60 6 0.2 ©
0300 060 0600 030 3 9 60 6 03 L
0300 060 0600 050 3 9 60 6 0.5 ©
0400 050 0400 020 4 12 50 4 02 o
0400 050 0400 030 4 12 50 4 03 ®

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

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1

O O [ O (@] (@] [

no2 (g0l [Hooal]

Technical specifications subject to change without prior notice

L] L]
L] L]
L[] L]
L] L]
L] L]
L[] L]
[ ] °
L] L]
L] L]
L] L]
L] L]
L] L)
L] L]
L] L]
L] [ ]
L) L]
L] L]
L] L[]
L[] L]
L] L]
L] L]
L[] L]
L] L]
L[] L[]
L] L]
L] L]
L] °
cont'd »

Cutting Parameter
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STANDARD TORUS ENDMILLS
S E 45 <1.300 N/mm? + BO819 = 36 - 52 HRC XHPMT

B  VHM SE 45R Standard Torusfréser, 4 Zihne l D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents
B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aEHRASSE4SRAG ES UG 47 - REKE
A26*
D dz
R I
L
4

a0 —D DIN 6535
@ Vf\ | (= | e

UF R£0.010 2= 40° e He

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )

0400 050 0400 050 4 4
0400 050 0400 100 4 12 50 4 1 . o .
0400 050 0600 020 4 12 50 6 0.2 . . J
0400 050 0600 030 4 12 50 6 0.3 o o ]
0400 050 0600 050 4 12 50 6 0.5 ° o o
0400 050 0600 100 4 12 50 6 1 . . .
0400 060 0600 020 4 12 60 6 0.2 . . .
0400 060 0600 030 4 12 60 6 0.3 o o °
0400 060 0600 050 4 12 60 6 0.5 . o o
0400 060 0600 100 4 12 60 6 1 . L .
0500 050 0500 020 5 15 50 5 0.2 . . L
0500 050 0500 030 5 15 50 5 0.3 o o o
0500 050 0500 050 5 15 50 5 0.5 o o .
0500 050 0500 100 5 15 50 5 1 o . .
0500 050 0600 020 5 15 50 6 0.2 . . .
0500 050 0600 030 5 15 50 6 0.3 o o °
0500 050 0600 050 5 15 50 6 0.5 o . .
0500 050 0600 100 5 15 50 6 1 . . .
0500 060 0600 020 5 15 60 6 0.2 o . .
0500 060 0600 030 5 15 60 6 0.3 o ° °
0500 060 0600 050 5 15 60 6 0.5 . . o
0500 060 0600 100 5 15 60 6 1 . . °
0600 050 0600 020 6 16 50 6 0.2 o o L
0600 050 0600 030 6 16 50 6 0.3 . o o
0600 050 0600 050 6 16 50 6 0.5 . L .
0600 050 0600 100 6 16 50 6 1 o ] L
0600 060 0600 020 6 20 60 6 02 o . o
0600 060 0600 030 6 20 60 6 03 . o .
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 226
o o ° o o o °

212
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STANDARD TORUS ENDMILLS

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

SE 45

XHPMT

|  \VHM SE 45R Standard Torusfriser, 4 Zihne

D FreseSE 45Rtoroidali Standard, in metallo duro integrale, 4 taglienti B =4ERASSE4ASRASES UHTI47 - HEKE
A26*

D d2

Z4

Ll

UF R£0.010

V=3 @ —D DIN 6535
= —
Z ;gg h — | |-

2= 40° HB

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )

fl D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents

0600 060 0600 050 6 6

0600 060 0600 100 6 20 60 6 1 L
0800 064 0800 020 8 20 64 8 0.2 o
0800 064 0800 030 8 20 64 8 0.3 ©
0800 064 0800 050 8 20 64 8 0.5 .
0800 064 0800 100 8 20 64 8 1 ]
0800 064 0800 150 8 20 64 8 1.5 L
0800 064 0800 200 8 20 64 8 2 ©
1000 070 1000 020 10 22 70 10 0.2 L
1000 070 1000 030 10 22 70 10 0.3 ]
1000 070 1000 050 10 22 70 10 0.5 °
1000 070 1000 100 10 22 70 10 1 ©
1000 070 1000 150 10 22 70 10 15 4
1000 070 1000 200 10 22 70 10 2 ]
1000 075 1000 020 10 22 75 10 0.2 .
1000 075 1000 030 10 22 75 10 0.3 ©
1000 075 1000 050 10 22 75 10 0.5 d
1000 075 1000 100 10 22 75 10 1 L
1000 075 1000 150 10 22 75 10 1.5 L
1000 075 1000 200 10 22 75 10 2 ©
1200 075 1200 020 12 25 75 12 0.2 .
1200 075 1200 030 12 25 75 12 0.3 °
1200 075 1200 050 12 25 75 12 0.5 L
1200 075 1200 100 12 25 75 12 1 ©
1200 075 1200 150 12 25 75 12 15 L
1200 075 1200 200 12 25 75 12 2 °
1200 075 1200 300 12 25 75 12 3 .
1400 090 1400 030 14 32 90 14 03 ®

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

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1

O O [ O (@] (@] [

no2 (g0l [Hooal]

Spécifications techniques sujettes a changement sans avis prélable

L] L]
L] L]
L[] L]
L] L]
L] L]
L[] L]
[ ] °
L] L]
L] L]
L] L]
° L]
L] L)
L] L]
L] L]
L] [ ]
L) L]
L] L]
L] L[]
L[] L]
L] L[]
L] L]
L[] L]
L] L]
L] L[]
L] L]
L] L]
L] °
cont'd »

Cutting Parameter
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S E 4 STANDARD TORUS ENDMILLS XHPMT

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

B  \HM SE 45R Standard Torusfréser, 4 Zihne I D Fraises 2 tailles SE 45R toriques Standard en carbure monobloc, 4 dents
B Frese SE 45R toroidali Standard, in metallo duro integrale, 4 taglienti B =aEHRASSE4SRAG ES UG 47 - REKE
A26*
D dz
R I
L
4

a0 —D DIN 6535
@ Vf\ | (= | e

UF R:0.010 2= 40° — HB
T P ) 3 RN
1400 090 1400 050
1400 090 1400 100 14 32 90 14 1 . . .
1400 090 1400 150 14 32 90 14 1.5 . . J
1400 090 1400 200 14 32 90 14 2 o o ]
1400 090 1400 300 14 32 90 14 3 . o o
1600 090 1600 030 16 32 90 16 0.3 . . .
1600 090 1600 050 16 32 90 16 0.5 . . .
1600 090 1600 100 16 32 90 16 1 o o °
1600 090 1600 150 16 32 90 16 1.5 . o o
1600 090 1600 200 16 32 90 16 2 . L .
1600 090 1600 300 16 32 90 16 3 L . L
1800 100 1800 030 18 38 100 18 0.3 o o o
1800 100 1800 050 18 38 100 18 0.5 o o o
1800 100 1800 100 18 38 100 18 1 o o o
1800 100 1800 150 18 38 100 18 1.5 o o o
1800 100 1800 200 18 38 100 18 2 o o o
1800 100 1800 300 18 38 100 18 3 o o o
2000 100 2000 030 20 38 100 20 0.3 . . .
2000 100 2000 050 20 38 100 20 0.5 o . .
2000 100 2000 100 20 38 100 20 1 o ° °
2000 100 2000 150 20 38 100 20 1.5 . . o
2000 100 2000 200 20 38 100 20 2 . . ]
2000 100 2000 300 20 38 100 20 3 o o L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | K02 POl | P02 P03 MOl  MO2 | SO1 | S02 | S03 | HOl  HO2 - - 226

O O (] O O O [
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SHORT FLUTES LONG REACH -
SE 45 TORUS ENDMILLS - Long XHPMIT

<1.300 N/mm2 + B0819 = 36 - 52 HRC

= VHMSE 45R lange LONG REACH Torusfréser, l ' Fraises 2 tailles SE 45R LONG REACH toriques
kurze Nuten, 2 Zahne longues, goujures courtes, 2 dents
Frese toroidali SE 45R LONG REACH lunghe in . PR L
l ' metallo duro integrale, gole corte, 2 taglienti “ EFRAGE SEASR R ERET) LTI 27) - B
A28*
D d2

z2

V=3 (] DIN 6535
= IR (= [ |
R£0.010 h 2= 40° HB

Dimension (mm)

0200 0750600 030 2 4 30 75 6 03
0300 0750600 030 3 5 30 75 6 03 . .
0300 0750600 050 3 5 30 75 6 05 . .
0400 0750600 030 4 8 32 75 6 03 o o
0400 0750600 050 4 8 32 75 6 05 . o
0500 0750600 030 5 9 32 75 6 03 . .
0500 075 0600 050 5 9 32 75 6 05 . .
0600 0750600 030 6 10 40 75 6 03 o o
0600 075 0600 050 6 10 40 75 6 05 . . n
0600 0750600100 6 10 40 75 6 1 . . :
08000750800 030 8 12 40 75 8 03 L . w
0800 0750800 050 8 12 40 75 8 05 o o
0800 0750800100 8 12 40 75 8 1 . .
1000 0751000 050 10 14 40 75 10 05 . .
1000 0751000 100 10 14 40 75 10 1 . °
1000 0751000 200 10 14 40 75 10 2 ° o
10001001000 050 10 14 60 100 10 05 . .
10001001000 100 10 14 60 100 10 1 . .
10001001000 200 10 14 60 100 10 2 . .
1200100 1200 050 2 16 60 100 12 05 o o
12001001200 100 12 16 60 100 12 1 . .
12001001200 200 12 16 60 100 12 2 . .
1600 1251600 050 16 22 85 125 16 05 o .
1600 1251600 100 16 22 85 125 16 1 o o
16001251600 200 16 22 85 125 16 2 . .
1600 1251600 300 16 22 85 125 16 3 . .
Recess 786 * A99 *
Tools with recess upon request D M b dz
R 1 ‘
M. icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande 12
@ B Utensilli con riduzione gambo surichiesta | BT A EER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl || KO2 | PO1T | PO2 P03 MOl  MO2 | SO1 | S02 || S03 | HO1  HO2 - - 228
o o ° o o o °
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S E 45 R SHORT FLUTES LONG REACH ENDMILLS - Long XHPMT

<1.300 N/mm?2 + B0819 = 36 - 52 HRC

= VHMSE 45R lange LONG REACH Torusfréser, l ' Fraises 2 tailles SE 45R LONG REACH toriques
kurze Nuten, 4 Zdhne longues, goujures courtes, 4 dents

l ' Frese toroidali SE 45R LONG REACH lunghe in
metallo duro integrale, gole corte, 4 taglienti

B = ERAS SE45RRYI HBET) I 47 - hE

A29*

Z4

. ] DIN 6535
8 vfg N (= | [

UF R20.010 = 40° I HB

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )

0200 075 0600 020 2 4 30 75 6 0.2

0200 075 0600 030 2 4 30 75 6 03 . .
0300 075 0600 020 3 5 30 75 6 0.2 . .
0300 075 0600 030 3 5 30 75 6 0.3 o .
0300 075 0600 050 3 5 30 75 6 0.5 . o
0400 075 0600 020 4 8 32 75 6 0.2 . .
0400 075 0600 030 4 8 32 75 6 03 . J
0400 075 0600 050 4 8 32 75 6 0.5 o o
0500 075 0600 020 5 9 32 75 6 0.2 . o
0500 075 0600 030 5 9 32 75 6 0.3 . L
0500 075 0600 050 5 9 32 75 6 0.5 L °
0600 075 0600 020 6 10 40 75 6 0.2 o o
0600 075 0600 030 6 10 40 75 6 0.3 . L
0600 075 0600 050 6 10 40 75 6 0.5 . .
0600 075 0600 100 6 10 40 75 6 1 o J
0800 075 0800 020 8 12 40 75 8 0.2 o o
0800 075 0800 030 8 12 40 75 8 0.3 . o
0800 075 0800 050 8 12 40 75 8 0.5 . .
0800 075 0800 100 8 12 40 75 8 1 . J
1000 075 1000 020 10 14 40 75 10 0.2 ° °
1000 075 1000 030 10 14 40 75 10 0.3 . o
1000 075 1000 050 10 14 40 75 10 0.5 . .
1000 075 1000 100 10 14 40 75 10 1 . J
1000 075 1000 200 10 14 40 75 10 2 o o
1000 100 1000 020 10 14 60 100 10 0.2 . o
1000 100 1000 030 10 14 60 100 10 0.3 . °

813 A1B
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | KO2 | PO1T | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 229
o o ° o o o °
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k Technical specifications subject to change without prior notice



SHORT FLUTES LONG REACH ENDMILLS - Lon
SE 45R <1300 N/mmZ2 + B0819 = 36 - 52 HRC g .HPMT

= VHMSE 45R lange LONG REACH Torusfréser, l ' Fraises 2 tailles SE 45R LONG REACH toriques
kurze Nuten, 4 Zdhne longues, goujures courtes, 4 dents

l ' Frese toroidali SE 45R LONG REACH lunghe in
metallo duro integrale, gole corte, 4 taglienti

B = ERAS SE45RRYI HBET) I 47 - hE

A29*

D d2

i
L
4
V=3° —o DIN 6535
A - | =] =
UF R:0.010 h A= 40° E—

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
1000 100 1000 050 10 14 60 100 10 0.5
1000 100 1000 100 10 14 60 100 10 1 . L
1000 100 1000 200 10 14 60 100 10 2 L L
1200 100 1200 020 12 16 60 100 12 0.2 ° °
1200 100 1200 030 12 16 60 100 12 0.3 L4 L
1200 100 1200 050 12 16 60 100 12 0.5 . -
1200 100 1200 100 12 16 60 100 12 1 L -
1200 100 1200 200 12 16 60 100 12 2 (4 -
1600 125 1600 030 16 22 85 125 16 0.3 L4 - g
1600 125 1600 050 16 22 85 125 16 0.5 . - w
1600 125 1600 100 16 22 85 125 16 1 . - v
1600 125 1600 200 16 22 85 125 16 2 ° -
1600 125 1600 300 16 22 85 125 16 3 . -
813 A1B
Recess
Tools with recess upon request D E@::ﬂ:ﬂ ) d2
R )] ‘
=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ BT H MBI ER L !
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
NG N6 NG ko1 ko2 pot  poz  po3  mot Moz | son |'so2 | [s;3 wo1 oz [HGoTN MGG 229
o o [ o o o []
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Technische dnderungen ohne vorherige information vorbehalten



SHORT FLUTES LONG REACH TORUS
SE 45R ENomilis. Extra-Long XHPMT

<1.300 N/mm2 + B0819 = 36 - 52 HRC

= VHMSE 45R extra-lange LONG REACH Torusfréser, kurze l ' Fraises 2 tailles SE 45R LONG REACH toriques extra-longues,
Nuten, 2 Zdhne goujures courtes, 2 dents

l ' Frese toroidali SE 45R LONG REACH extra-lunghe in metallo duro
integrale, gole corte, 2 taglienti

B =ERAS SE45R ARG HBE7) 871270 - ik

A30*

D d2

z2

- 30 o DIN 6535
lw%wﬁm

UF R:0.010 A= 40° — HB

B0819 | B0909
L) L]

0200 100 0600 030 2 4 60 100 6 0.3
0300 100 0600 030 3 5 60 100 6 03 . .
0300 100 0600 050 3 5 60 100 6 0.5 . .
0400 100 0600 030 4 8 60 100 6 0.3 o o
0400 100 0600 050 4 8 60 100 6 0.5 . .
0500 100 0600 030 5 9 60 100 6 0.3 . .
0500 100 0600 050 5 9 60 100 6 0.5 . .
0600 100 0600 030 6 10 60 100 6 0.3 o o
0600 100 0600 050 6 10 60 100 6 0.5 . .
0600 100 0600 100 6 10 60 100 6 1 . .
0800 100 0800 030 8 12 60 100 8 03 . J
0800 100 0800 050 8 12 60 100 8 0.5 o o
0800 100 0800 100 8 12 60 100 8 1 . o
1000 125 1000 050 10 14 85 125 10 0.5 . .
1000 125 1000 100 10 14 85 125 10 1 . .
1000 125 1000 200 10 14 85 125 10 2 o o
1200 150 1200 050 12 16 110 150 12 0.5 . o
1200 150 1200 100 12 16 110 150 12 1 . L
1200 150 1200 200 12 16 110 150 12 2 . °
1600 150 1600 050 16 22 110 150 16 0.5 o o
1600 150 1600 100 16 22 110 150 16 1 . o
1600 150 1600 200 16 22 110 150 16 2 . 4
1600 150 1600 300 16 22 110 150 16 3 o .
B32* A31*
Recess
Tools with recess upon request D @:ﬂ:ﬂ ) dz
R )] ’
M. Cicer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande L 12
@ B Utensilli con riduzione gambo surichiesta | BT T ER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 228
o o ° o o o °
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SHORT FLUTES LONG REACH TORUS -
SE 45 ENDMILLS - Extra-Long XHPMT

<1.300 N/mm2 + B0819 = 36 - 52 HRC

= VHMSE 45R extra-lange LONG REACH Torusfréser, kurze l ' Fraises 2 tailles SE 45R LONG REACH toriques extra-longues,
Nuten, 4 Zdhne goujures courtes, 4 dents
Frese toroidali SE 45R LONG REACH extra-lunghe in metallo duro N [P ; ”
id integrale, gole corte, 4 taglienti B =ERAS SE45RRYI HBET) I8 470 - i
A32*
D d2

Z4

V=3 (] DIN 6535
= =YY (= | [ e
UF R+0.010 h A= 40° = He

EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )

—_
=
(=)}

B0819 | B0909
L)

0200 100 0600 020 2 4 60 100 6 0.2
0200 100 0600 030 2 4 60 100 6 0.3 . .
0300 100 0600 020 3 5 60 100 6 0.2 . .
0300 100 0600 030 3 5 60 100 6 0.3 o o
0300 100 0600 050 3 5 60 100 6 0.5 . .
0300 100 0600 100 3 5 60 100 6 1 . .
0400 100 0600 020 4 8 60 100 6 0.2 . .
0400 100 0600 030 4 8 60 100 6 0.3 o o
0400 100 0600 050 4 8 60 100 6 0.5 . . n
0400 100 0600 100 4 8 60 100 6 1 . . :
0500 100 0600 020 5 9 60 100 6 0.2 L . w
0500 100 0600 030 5 9 60 100 6 0.3 o o
0500 100 0600 050 5 9 60 100 6 0.5 . o
0500 100 0600 100 5 9 60 100 6 1 . ]
0600 100 0600 020 6 10 60 100 6 0.2 L L
0600 100 0600 030 6 10 60 100 6 0.3 o o
0600 100 0600 050 6 10 60 100 6 0.5 . o
0600 100 0600 100 6 10 60 100 6 1 . o
0600 125 0600 020 6 10 60 125 6 0.2 o ]
0600 125 0600 030 6 10 60 125 6 0.3 o o
0600 125 0600 050 6 10 60 125 6 0.5 o .
0600 125 0600 100 6 10 60 125 6 1 . °
0800 100 0800 020 8 12 60 100 8 0.2 J °
0800 100 0800 030 8 12 60 100 8 0.3 o .
0800 100 0800 050 8 12 60 100 8 0.5 L .
0800 100 0800 100 8 12 60 100 8 1 . .
0800 100 0800 200 8 12 60 100 8 2 . .
0800 125 0800 020 8 12 60 125 8 0.2 o .
B33* A33*
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | Ko2 | PO1 | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 229
o o ° o o o °

219
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SHORT FLUTES LONG REACH TORUS -
SE 45 ENDMILLS - Extra-Long XHPMT

<1.300 N/mm2 + B0819 = 36 - 52 HRC

= VHMSE 45R extra-lange LONG REACH Torusfréser, kurze l ' Fraises 2 tailles SE 45R LONG REACH toriques extra-longues,
Nuten, 4 Zdhne goujures courtes, 4 dents

l ' Frese toroidali SE 45R LONG REACH extra-lunghe in metallo duro
integrale, gole corte, 4 taglienti

B =ERAS SE45RRYI HBET) I8 470 - i

A32*

Z4

a0 —D DIN 6535
lw%wﬁm

UF R:0.010 2= 40° HB
0800 125 0800 030 8 12 60 125 8 0.3 .
0800 125 0800 050 8 12 85 125 8 0.5 . .
0800 125 0800 100 8 12 85 125 8 1 . .
0800 125 0800 200 8 12 85 125 8 2 o o
1000 125 1000 020 10 14 85 125 10 0.2 . .
1000 125 1000 030 10 14 85 125 10 03 . .
1000 125 1000 050 10 14 85 125 10 0.5 . .
1000 125 1000 100 10 14 85 125 10 1 o °
1000 125 1000 200 10 14 85 125 10 2 . .
1000 150 1000 020 10 14 85 150 10 0.2 . .
1000 150 1000 030 10 14 85 150 10 03 L .
1000 150 1000 050 10 14 85 150 10 0.5 . °
1000 150 1000 100 10 14 85 150 10 1 . o
1000 150 1000 200 10 14 85 150 10 2 . .
1200 150 1200 020 12 16 110 150 12 0.2 ° .
1200 150 1200 030 12 16 110 150 12 0.3 o o
1200 150 1200 050 12 16 110 150 12 0.5 . o
1200 150 1200 100 12 16 110 150 12 1 . .
1200 150 1200 200 12 16 110 150 12 2 . °
1600 150 1600 030 16 22 110 150 16 03 ° o
1600 150 1600 050 16 22 110 150 16 0.5 . L
1600 150 1600 100 16 22 110 150 16 1 . .
1600 150 1600 200 16 22 110 150 16 2 . °
1600 150 1600 300 16 22 110 150 16 3 o o
B33* A33*
Recess
Tools with recess upon request D M ) dz
0
M. icer mit Freistellung auf Bestellung ‘ fl D outils avec dégagemen t sur demande L 12
@ B Utensilli con riduzione gambo surichiesta | BT A ER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - KOl | Ko2 P01 P02 P03  MO1  M02 | SO1 | S02 | S03 | HO1  HO2 - - 229
o o ° o o o °
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MULTIFLUTE ENDMILLS
S E 4 <1300 N/mm? + BO819 = 36 - 52 HRC XHPMT

Fraises 2 tailles Multidents SE 45 en carbure monobloc,
6 respectivement 8 dents

| VHM Mehrzahnfriser SE 45 - 6 bzw. 8 Zdhne i)

l ' Frese multi-taglienti SE 45 in metallo duro integrale,
6 respettivamente 8 taglienti

B =4ERAS SE45 R BE T 6-87 - HEKE

B71*

Z6

a0 —D DIN 6535
8 vr-s\ ) (=] (==

UF )=50° He

EDP No. / EDV-Nr. DE usine / Codice EDP

0300 050 06 3 6

0400 050 06 4 1 20 50 6 L ]
0500 050 06 5 13 20 50 6 o L
0600 050 6 15 20 50 6 © ©
0600 060 6 20 30 60 6 . A
0800 8 20 30 64 8 ] °
1000 10 22 32 70 10 ° .
1200 12 25 37 75 12 © ©
1400 14 30 44 90 14 i d

0

=* + @ data D 11 L d2(h6)| B0O819 B0909
1600 16 30 46 90 16 L .
1800 18 35 53 100 18 . .
2000 20 38 58 100 20 . .
14 * A94 *
Recess

Tools with recess upon request b ? m i ‘ ) a
0]

=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ FRI BT HEIRIER L
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
NG N6 NG ko1 ko2 pot  poz  po3  mot Moz | son |'so2 | [s;3 wo1 oz [HGoTN MGG 234
O O [ o (e} (e} [
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MULTIFLUTE ENDMILLS - Lon
S E 45 <1.300 N/mm2 + BO819 = 36 - 52 HRC g .HPMT

= \JvHMm lange Mehrzahnfraser SE 45 -6 bzw. 8 Zdhne l ' gr:]elzgsécztf\a/‘!:ﬁ:xu;ggs?:s SE 45 longues en carbure monoblo,

l ' Frese multi-taglienti SE 45 lunghe in metallo duro integrale,
6 respettivamente 8 taglienti

B =3ERA% SE45 R WG UHTI6-871-hK

B73*

D d2

I
L
Z6

_ 20 —— DIN 6535
a8 S (=] =
UF h )=50° e

EDP No. / EDV-Nr. DE usine / Codice EDP

0300 075 06 3 6

0400 075 06 4 19 32 75 6 . .
0500 075 06 5 19 32 75 6 . .
0600 6 3 40 75 6 . .
0800 8 3 40 75 8 . .
1000 10 45 60 100 10 . .
1200 12 50 60 100 12 . .
1400 14 57 85 125 14 . .

,‘.,: / f’,,,

/

1600
1800 18 57 85 125 18 o °
2000 20 57 85 125 20 o o

5 * A95 *

Recess

Tools with recess upon request 0 : m ] ‘ | d2
o
=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12
fl D Utensilli con riduzione gambo su richiest a ‘ FRI BT HEIFRIER L
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 wo1 oz [HGoTN MGG 234
o o [ ] o o o [
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MULTIFLUTE ENDMILLS - Extra-Lon
S E 45 <1.300 N/mm2 + BO819 = 36 - 52 HRC g XHPMT

Fraises 2 tailles Multidents SE 45 extra-longues en carbure
monobloc, 6 respectivement 8 dents

#|  VHM extra-lange Mehrzahnfréser SE 45 -6 bzw. 8 Zihne i)

l ' Frese multi-taglienti SE 45 extra-lunghe in metallo duro integrale,
6 respettivamente 8 taglienti

B = ERAS SE45 RY B I8TI6-87) - MK

B78*

Z6

a0 —D DIN 6535
8 vr-s\ ) =] (==

UF )=50° He

EDP No. / EDV-Nr. DE usine / Codice EDP

0300 100 06 3 6

0400 100 06 4 31 60 100 6 . .
0500 100 06 5 31 60 100 6 . .
0600 6 38 60 100 6 . .
0800 8 41 60 100 8 . .
1000 10 57 85 125 10 . .
1200 12 75 110 150 12 . .
1400 14 75 110 150 14 . .

,‘.,: / f’,,,

/

1600 110 150

1800 18 75 110 150 18 ° °
2000 20 75 110 150 20 L4 .

c16 * A96 *
Recess
Tools with recess upon request 0 : m ] ‘ | d2
|

=] Criser mit Freistellung auf Bestellung ‘ ' l Outils a vec dégagemen t sur demande 12

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

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
NG N6 NG ko1 ko2 pot  poz  po3  mot Moz | son |'so2 | [s;3 wo1 oz [HGoTN MGG 235

o o ® o o o [
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SE 45 Recommended Cutting Data

Standard Endmills 2 Flutes

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, 120xD 120xD 120xD 0.80xD 0.80xD 0.80xD 1.00xD
Ap (mm)
Cutting
Width, 0.70xD 0.70xD 0.60xD 0.40xD 0.40xD 0.40xD 0.60 xD
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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.005 0.007 0.006 0.007 0.007 0.007 0.007
2 0.012 0.015 0.013 0.015 0.015 0.015 0.015
3 0.020 0.025 0.023 0.025 0.025 0.025 0.025
4 0.029 0.035 0.032 0.035 0.035 0.035 0.035
5 0.037 0.045 0.041 0.045 0.045 0.045 0.046
6 0.047 0.058 0.052 0.057 0.057 0.057 0.058
8 0.063 0.078 0.070 0.078 0.078 0.078 0.078
10 140 0.082 120 0101 10 0.091 70 0.100 50 0.100 65 0100 60 0101
12 0105 0130 onz 0135 0135 0135 0132
14 0129 0159 0143 0.164 0.164 0164 0.158
16 0.147 0181 0.163 0180 0180 0180 0181
18 0174 0.214 0193 0.211 0.21 0.21 0.215
20 0.200 0.247 0.223 0.244 0.244 0.244 0.245
22 0.226 0.279 0.251 0.286 0.286 0.286 0.276
25 0.259 0.320 0.288 0333 0333 0333 0314

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

. 224
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SE 45 Recommended Cutting Data

Standard Endmills 2 Flutes

m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, 120xD 120xD 1.00xD 030xD 030xD 030xD 050xD
Ap (mm)
Cutting
Width, 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD
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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.006 0.007 0.006 0.007 0.007 0.007 0.007
2 0.014 0.015 0.015 0.015 0.015 0.015 0.015
3 0.023 0.025 0.025 0.025 0.025 0.025 0.025
4 0.032 0.035 0.035 0.034 0.034 0.034 0.035
5 0.040 0.045 0.045 0.046 0.046 0.046 0.045
6 0.053 0.059 0.058 0.060 0.060 0.060 0.059
8 0.07M 0.078 0.079 0.078 0.078 0.078 0.079
10 130 0.090 10 0101 100 0.100 65 0100 40 0.100 60 0100 50 0102
12 0ms 0131 0128 0127 0127 0127 0132
14 0141 0.158 0157 0161 0.161 0.161 0159
16 0.162 0182 0180 0181 0181 0181 0182
18 0.188 0.218 0.208 0.214 0.214 0.214 0.212
20 0.219 0.239 0.244 0.258 0.258 0.258 0.244
22 0.257 0.275 0.286 0.267 0.267 0.267 0.276
25 0.277 0314 0.308 0.320 0.320 0.320 0314

PM.H‘.P

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

225 ‘




SE 45 Recommended Cutting Data

Standard Endmills 4 Flutes

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 120xD 120xD 120xD 120xD
(mm)
Cutting
Width, Ae 0.70xD 0.70xD 0.60xD 0.40xD 0.40xD 0.40xD 0.40xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.004 0.005 0.004 0.005 0.005 0.005 0.005
2 0.009 0.010 0.009 0.01 0.01 0.011 0.01
3 0.014 0.016 0.014 0.017 0.017 0.017 0.017
4 0.019 0.022 0.019 0.024 0.024 0.024 0.025
5 0.026 0.028 0.026 0.032 0.032 0.032 0.032
6 0.032 0.034 0.032 0.039 0.039 0.039 0.040
8 0.043 0.046 0.043 0.056 0.056 0.056 0.057
10 130 0.061 120 0.059 10 0.061 70 0.075 50 0.075 65 0.075 60 0.075
12 0.078 0.07M 0.078 0.092 0.092 0.092 0.090
14 0.091 0.088 0.091 016 016 0.116 0112
16 0102 0.099 0102 0133 0133 0133 0133
18 0.124 0113 0.124 0158 0.158 0158 0.161
20 0144 0129 0144 0181 0181 0181 0182
22 0177 0.146 0177 0.211 0.21 0.21 0.204
25 0.21 0.165 0.211 0.258 0.258 0.258 0.244

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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SE 45 Recommended Cutting Data

Standard Endmills 4 Flutes

m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 1.00xD 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.003 0.005 0.004 0.005 0.005 0.005 0.005
2 0.007 0.010 0.008 0.01 0.01 0.011 0.011
3 0.01 0.015 0.012 0.016 0.016 0.016 0.016
4 0.015 0.020 0.017 0.024 0.024 0.024 0.024
5 0.020 0.026 0.022 0.032 0.032 0.032 0.031
6 0.025 0.032 0.027 0.039 0.039 0.039 0.039
8 0.033 0.044 0.036 0.061 0.061 0.061 0.061
10 120 0.042 10 0.059 100 0.047 65 0.079 40 0.079 60 0.079 50 0.081
12 0.051 0.07M 0.056 0.098 0.098 0.098 0101
14 0.061 0.084 0.067 0131 0131 0131 0129
16 0.075 0101 0.084 0159 0.159 0159 0160
18 0.086 0118 0.096 0.189 0.189 0189 0187
20 0.100 0.128 om 0.238 0.238 0.238 0.224
22 0122 0.145 0.136 0.242 0.242 0.242 0.251
25 0.149 0an 0.165 0.295 0.295 0.295 0.290

PM.H‘.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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SE 45 Recommended Cutting Data

_he
T
. 4
Short Flute Long Endmills 2 Flutes
Side Milling P M H
ok Carb | Alloy Steel Prehardened steel Stainl I Nickel All CobaltAll Hardened steel
Material arbon stee oy Steel rehardened stee tainless stee ickel Alloy obalt Alloy ardened stee
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120xD 1.00xD 1.00xD 1.00xD 120xD
(mm)
Cutting
Width, Ae 0.70xD 030xD 030xD 0.10xD 010D 010=D 010D
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
2 0.008 0.010 0.009 0.013 0.013 0.013 0.012
3 0.013 0.015 0.014 0.019 0.019 0.019 0.019
4 0.017 0.021 0.019 0.027 0.027 0.027 0.026
5 0.022 0.026 0.024 0.035 0.035 0.035 0.034
6 120 0.027 110 0.032 100 0.030 60 0.045 40 0.045 55 0.045 50 0.043
8 0.041 0.043 0.046 0.064 0.064 0.064 0.062
10 0.054 0.055 0.060 0.081 0.081 0.081 0.077
12 0.067 0.069 0.074 0.101 0101 0.101 0.097
16 0.086 0.093 0.096 0141 0141 0141 0136
e
. | [
Short Flute Extra-Long Endmills 2 Flutes
Side Milling P M H
i Carb | Alloy Steel Prehardened steel Stainl I Nickel All CobaltAll Hardened steel
Material arbon steel oy Steel rehardened steel tainless stee ickel Alloy obalt Alloy ardened stee
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120=xD 120xD 120xD 1.00xD 1.00xD 120xD 120xD
(mm)
Cutting
Width, Ae 030xD 030xD 030xD 010xD 010D 010xD 010D
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
0.007 0.009 0.008 0.01 0.0n 0.01m 0.0mn
3 0.01 0.014 0.013 0.017 0.017 0.017 0.017
4 0.015 0.019 0.017 0.025 0.025 0.025 0.024
5 0.019 0.023 0.021 0.032 0.032 0.032 0.031
6 120 0.023 10 0.029 100 0.026 60 0.040 40 0.040 55 0.040 50 0.039
8 0.032 0.039 0.035 0.058 0.058 0.058 0.056
10 0.040 0.049 0.044 0.072 0.072 0.072 0.070
12 0.050 0.062 0.056 0.091 0.091 0.091 0.088
16 0.067 0.083 0.075 0127 0127 0127 0.122

(Je mE | P

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

. 228



SE 45 Recommended Cutting Data

Ae
[
Short Flute Long Endmiills 4 Flutes
Side Milling P M H
‘I(Av:::.-(::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 030xD 030xD 030xD 010xD 010xD 010xD 010xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
3 0.012 0.014 0.012 0.015 0.015 0.015 0.015
4 0.016 0.019 0.016 0.021 0.021 0.021 0.021
5 0.022 0.024 0.022 0.027 0.027 0.027 0.027
6 0.027 0.029 0.027 0.033 0.033 0.033 0.034
8 0.036 0.039 0.036 0.048 0.048 0.048 0.048
10 130 0.052 120 0.050 10 0.052 70 0.064 50 0.064 65 0.064 60 0.064
12 0.066 0.060 0.066 0.079 0.079 0.079 0.077
14 0.078 0.075 0.078 0.098 0.098 0.098 0.095
16 0.086 0.084 0.086 0113 0113 0113 0113
18 0.105 0.096 0.105 0133 0133 0133 0136
20 0.124 om 0124 0153 0153 0153 0.154
Ae
| T A
Short Flute Extra-Long Endmills 4 Flutes
Side Milling P M H
Xnv::t:?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 150xD 150xD 150D 050xD 0.50xD 0.50xD 0.50xD
(mm)
Cutting
Width, Ae 030xD 030xD 030xD 010xD 010xD 010xD 010xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
3 0.01 0.012 0.011 0.014 0.014 0.014 0.014
4 0.015 0.017 0.015 0.019 0.019 0.019 0.019
5 0.02 0.021 0.02 0.025 0.025 0.025 0.025
6 0.024 0.026 0.024 0.031 0.031 0.031 0.031
8 0.033 0.035 0.033 0.043 0.043 0.043 0.043
10 130 0.047 120 0.045 10 0.047 70 0.058 50 0.058 65 0.058 60 0.058
12 0.059 0.054 0.059 0.07 0.07 0.07 0.07
14 0.07 0.067 0.07 0.085 0.085 0.085 0.085
16 0.078 0.076 0.078 0102 0102 0102 0.102
18 0.093 0.086 0.093 0122 0122 0122 0122
20 0na4 0.099 0114 0139 0139 0139 0139

(Je mE | 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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Short Flute Endmills 3 Flutes

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 0.70xD 0.70xD 0.60xD 010xD 010xD 010xD 010xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.006 0.010 0.007 0.008 0.008 0.008 0.008
2 0.013 0.021 0.015 0.016 0.016 0.016 0.016
3 0.020 0.033 0.022 0.026 0.026 0.026 0.026
4 0.033 0.051 0.036 0.038 0.038 0.038 0.038
5 0.046 0.067 0.051 0.055 0.055 0.055 0.055
6 0.055 0.083 0.061 0.066 0.066 0.066 0.066
7 0.068 0.099 0.075 0.084 0.084 0.084 0.084
8 0.079 0116 0.088 0.096 0.096 0.096 0.096
9 0.092 0127 0103 0110 0110 0.110 0110
130 120 110 70 50 65 60
10 0.104 0134 0.116 0123 0123 0123 0123
n 0120 0153 0133 0142 0142 0142 0142
1 0133 0.169 0148 0.162 0.162 0.162 0162
14 0160 0.206 0.178 0.194 0.194 0194 0.194
16 0184 0.244 0.205 0.231 0.231 0.231 0.231
18 0.218 0.300 0.242 0.260 0.260 0.260 0.260
20 0.233 0.347 0.258 0302 0302 0302 0302
22 0.293 0397 0.325 0339 0.339 0339 0339
25 0373 0.460 0.414 0.408 0.408 0.408 0.408

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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Short Flute Endmills 3 Flutes

m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 1.00xD 1.00xD 1.00xD 0.20xD 0.20xD 0.20xD 0.20xD
(mm)
Cutting
Width, Ae 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD 1.00xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.006 0.014 0.007 0.009 0.009 0.009 0.009
2 0.013 0.029 0.014 0.020 0.020 0.020 0.020
3 0.022 0.044 0.025 0.032 0.032 0.032 0.032
4 0.029 0.066 0.033 0.047 0.047 0.047 0.047
5 0.042 0.087 0.047 0.062 0.062 0.062 0.061
6 0.053 0109 0.059 0.074 0.074 0.074 0.073
7 0.068 0127 0.076 0.089 0.089 0.089 0.088
8 0.081 0150 0.090 0.106 0.106 0.106 0107
9 0.093 0.164 0103 0129 0129 0129 0127
120 10 100 60 40 55 50
10 0105 0193 0.116 0150 0150 0150 0153
n 0121 0.213 0135 0.167 0.167 0.167 0173
12 0134 0.226 0149 0182 0182 0182 0189
14 0.156 0.272 0.174 0.228 0.228 0.228 0.225
16 0181 0314 0.201 0.263 0.263 0.263 0.264
18 0.206 0.342 0.229 0.307 0.307 0.307 0.304
20 0.232 0.414 0.258 0.358 0.358 0.358 0.338
22 0.255 0.455 0.283 0.392 0.392 0392 0.406
25 0.293 0.522 0.326 0.480 0.480 0.480 0.471

PM.H‘.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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Long Endmills & Flutes

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 0.70xD 0.70xD 0.60xD 010xD 010xD 010xD 010xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.003 0.004 0.003 0.004 0.004 0.004 0.004
2 0.007 0.008 0.007 0.009 0.009 0.009 0.009
3 0.01 0.013 0.011 0.014 0.014 0.014 0.014
4 0.016 0.018 0.016 0.020 0.020 0.020 0.020
5 0.021 0.022 0.021 0.026 0.026 0.026 0.026
6 0.025 0.027 0.025 0.032 0.032 0.032 0.032
8 0.034 0.037 0.034 0.045 0.045 0.045 0.045
10 0.049 0.047 0.049 0.060 0.060 0.060 0.060
12 0.062 0.057 0.062 0.072 0.072 0.072 0.072
130 120 110 70 50 65 60
14 0.073 0.070 0.073 0.090 0.090 0.090 0.090
16 0.082 0.080 0.082 0.107 0107 0.107 0.107
18 0.097 0.090 0.097 0129 0129 0129 0129
20 0m9 0103 0.119 0.146 0.146 0.146 0.146
22 0142 014 0142 0.163 0163 0163 0.163
25 0.169 0130 0.169 0195 0.195 0.195 0.195
20 0.233 0.347 0.258 0302 0302 0302 0302
22 0.293 0397 0.325 0.339 0.339 0.339 0.339
25 0373 0.460 0.414 0.408 0.408 0.408 0.408

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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Extra-Long Endmills 4 Flutes

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 150xD 150xD 150D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 030xD 030xD 030xD 010xD 010xD 010xD 010xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
1 0.003 0.004 0.003 0.004 0.004 0.004 0.004
2 0.006 0.007 0.006 0.008 0.008 0.008 0.008
3 0.010 0.011 0.010 0.012 0.012 0.012 0.012
4 0.014 0.015 0.014 0.017 0.017 0.017 0.017
5 0.018 0.019 0.018 0.023 0.023 0.023 0.023
6 0.022 0.024 0.022 0.028 0.028 0.028 0.028
8 0.030 0.032 0.030 0.040 0.040 0.040 0.040
10 0.043 0.041 0.043 0.053 0.053 0.053 0.053
12 0.055 0.050 0.055 0.063 0.063 0.063 0.063
130 120 110 70 50 65 60
14 0.064 0.061 0.064 0.079 0.079 0.079 0.079
16 0.072 0.070 0.072 0.093 0.093 0.093 0.093
18 0.085 0.078 0.085 013 0113 0113 0113
20 0104 0.090 0104 0128 0128 0128 0.128
22 0124 0.100 0.124 0143 0143 0143 0143
25 0147 0113 0.147 0170 0.170 0170 0.170
20 0.233 0.347 0.258 0302 0302 0302 0302
22 0.293 0397 0.325 0.339 0339 0.339 0339
25 0373 0.460 0.414 0.408 0.408 0.408 0.408

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

PM.H‘.P
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XHPMT

Multiflute Endmills 6/8 Flutes

Side Milling P M H
‘I(Av:::.-(::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
3 0.015 0.015 0.015 0.019 0.019 0.019 0.019
4 0.021 0.021 0.021 0.027 0.027 0.027 0.027
5 0.028 0.029 0.028 0.035 0.035 0.035 0.035
6 0.035 0.036 0.035 0.044 0.044 0.044 0.045
8 0.049 0.048 0.049 0.061 0.061 0.061 0.062
10 130 0.064 120 0.064 110 0.064 70 0.078 50 0.078 65 0.078 60 0.079
12 0.080 0.077 0.080 0102 0102 0102 0100
14 0.094 0.093 0.094 0125 0125 0125 0121
16 0110 0109 0110 0150 0150 0150 0151
18 0130 0133 0130 0.186 0.186 0186 0189
20 0139 0.164 0139 0.222 0.222 0.222 0.223
Multiflute Long Endmills 6/8 Flutes
Side Milling P M H
‘I\A/I’::Ie(:?agl Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties = 520 <Rm <1200 35<HRC<45 Low Machinability = = 45<HRC<52
Cutting
Depth, Ap 120D 120D 120%D 050%D 050D 0.50%D 0.50%D
(mm)
Cutting
Width, Ae 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
3 0.008 0.008 0.008 0.010 0.010 0.010 0.010
4 0.0m 0.01 0.0m1 0.014 0.014 0.014 0.014
5 0.015 0.015 0.015 0.019 0.019 0.019 0.019
6 0.019 0.019 0.019 0.024 0.024 0.024 0.024
8 0.026 0.026 0.026 0.033 0.033 0.033 0.033
10 130 0.034 120 0.034 110 0.034 70 0.042 50 0.042 65 0.042 60 0.042
12 0.043 0.041 0.043 0.053 0.053 0.053 0.053
14 0.050 0.049 0.050 0.065 0.065 0.065 0.065
16 0.044 0.044 0.044 0.060 0.060 0.060 0.060
18 0.051 0.053 0.051 0.076 0.076 0.076 0.076
20 0.057 0.065 0.057 0.089 0.089 0.089 0.089

(Je mE | 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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SE 45 Recommended Cutting Data

Multiflute Extra-Long Endmills 6/8 Flutes

[ T T

Side Milling P M
m::::?a% Carbon steel Alloy Steel Prehardened steel Stainless steel Nickel Alloy Cobalt Alloy Hardened steel
Properties - 520 <Rm <1200 35<HRC<45 Low Machinability - - 45 <HRC<52
Cutting
Depth, Ap 120xD 120xD 120D 050xD 0.50xD 0.50xD 050xD
(mm)
Cutting
Width, Ae 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD 0.03xD
(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) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
3 0.007 0.007 0.007 0.009 0.009 0.009 0.009
4 0.010 0.010 0.010 0.013 0.013 0.013 0.013
5 0.013 0.013 0.013 0.016 0.016 0.016 0.016
6 0.016 0.017 0.016 0.021 0.021 0.021 0.021
8 0.023 0.023 0.023 0.029 0.029 0.029 0.029
10 130 0.030 120 0.030 110 0.030 70 0.037 50 0.037 65 0.037 60 0.037
12 0.037 0.036 0.037 0.047 0.047 0.047 0.047
14 0.044 0.043 0.044 0.056 0.056 0.056 0.056
16 0.039 0.038 0.039 0.053 0.053 0.053 0.053
18 0.045 0.046 0.045 0.066 0.066 0.066 0.066
20 0.050 0.057 0.050 0.078 0.078 0.078 0.078

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

PM.H‘.P
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Ae

Al
Miniature Endmills with Long Neck 2 Flutes p
Slotting P M S H
‘r'nv::tli'?agl Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel Nickel Alloy Cobalt Alloy Hardened Steel
Properties 520 < Rm <1200 520 <Rm <1200 35<HRC<45 Low Machinability - - 45<HRC<52
b (mm) Etflf:e‘ Ap  Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap  Ve(m/ Fz | Ap  Ve(m/ Fz
Length (mm) min)  (mm) | (mm) min) (mm) | (mm) min) (mm) [ (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm)

05 | 0.022 28 0.009 | 0.020 25 0.008 | 0.014 24 0.005 | 0.012 25200 0.005 | 0.010 21 0.004 | 0013 273  0.005 | 0.0M 231 0.004
0.2 1 0.015 28 0.009 | 0.014 25 0.008 | 0.010 24 0.005 | 0.008 25200 0.005 | 0.007 21 0.004 | 0009 273 0005 | 0008 231 0.004
15 0.009 28 0.008 | 0.008 25 0.007 | 0.006 22 0.005 | 0.005 22.800 0.005 | 0.004 19 0.004 | 0005 247 0005 | 0004 209 0.004

-

0.023 42 0.008 | 0.021 38 0.007 | 0.015 32 0.005 | 0.013 33600 0.006 [ 0.0m 28 0.005 | 0.014 364 0007 | 0012 308 0.006

03 2 0.013 37 0.008 | 0.012 34 0.007 | 0.008 29 0.005 | 0.007 30.000 0.005 | 0.006 25 0.004 | 0008 325 0005 | 0007 275 0.004
3 0.009 37 0.008 | 0.008 34 0.007 | 0.006 29 0.005 | 0.005 30.000 0.005 | 0.004 25 0.004 | 0005 325 0005 | 0004 275 0.004
2 0.031 44 0.012 | 0.028 40 0.01 | 0.020 34 0.008 | 0.017 36.000 0.008 | 0.014 30 0.007 | 0.018 39 0.009 | 0.015 33 0.008
3 0.018 40 0.011 | 0.016 36 0.010 | 0.0M 31 0.008 | 0.010 32400 0.008 | 0.008 27 0007 | 0010 351 0.009 | 0.009 297 0.008
o4 4 0.0mn 40 0.011 | 0.010 36 0.010 | 0.007 31 0.008 | 0.006 32400 0.008 | 0.005 27 0.007 | 0007 351 0.009 | 0.006 297 0.008
5 0.0mn 35 0.010 | 0.010 32 0.009 | 0.007 27 0.006 | 0.006 28.800 0.007 | 0.005 24 0.006 | 0.007 312 0008 | 0.006 264  0.007
2 0.039 55 0.012 | 0.035 50 0.01 | 0.025 43 0.010 | 0.022 45600 0.008 | 0.018 38 0007 | 0023 494 0009 | 0020 418 0.008
4 0.022 50 0.011 | 0.020 45 0.010 | 0.014 38 0.008 | 0.012 40.800 0.008 | 0.010 34 0.007 | 0.013 442 0009 | 0.0M 374 0.008
03 6 0.014 44 0.010 | 0.013 40 0.009 | 0.009 34 0.006 | 0.008 36.000 0.007 | 0.007 30 0.006 | 0.009 39 0.008 | 0.008 33 0.007
8 0.009 44 0.009 | 0.008 40  0.008 | 0.006 34 0.006 | 0.005 36.000 0.006 | 0.004 30 0.005 | 0.005 39 0.007 | 0.004 33 0.006
2 0.046 66 0.018 | 0.042 60 0.016 | 0.029 51 0.012 | 0.025 54000 0.012 | 0.021 45 0.010 | 0027 585 0013 [ 0023 495 00N
4 0.026 59 0.015 | 0.024 54 0.014 | 0.017 46 0012 | 0.014 49200 0.012 | 0012 4 0.010 | 0016 533 0013 | 0013 451 0.0M
0.6 6 0.017 59 0.015 | 0.015 54 0.014 | 0.0Mm 46 0.012 | 0.010 49200 0.012 | 0.008 4 0.010 | 0010 533 0013 [ 0.009 451 0.0M
8 0.017 53 0.014 | 0.015 48 0.013 | 0.0M 4 0.008 | 0.010 43200 0.011 | 0.008 36 0.009 | 0.010 468 0012 | 0009 396 0010
10 0.010 53 0014 | 0.009 48 0.013 | 0.006 4 0.008 | 0.006 43200 0.011 | 0.005 36 0.009 | 0.007 468 0012 | 0006 396 0010
2 0.077 77 0.018 | 0.070 70 0.016 | 0.049 60 0012 | 0042 63600 0012 | 0.035 53 0.010 | 0.046 689 0013 [ 0039 583 0071

4 0.054 69 0.015 | 0.049 63 0.014 | 0.034 54 0012 | 0030 57600 0.012 | 0.025 48 0033 624 0013 | 0028 528  0.0M
07 6 0.020 69 0.015 | 0.018 63 0.014 | 0.013 54 0012 | 0011 57600 0012 | 0.009 48 0.010 | 0012 624 0013 [ 0010 528  0.01

8 0.020 62 0.014 | 0.018 56 0.013 | 0.013 48 0.008 | 0.011 50400 0.011 | 0.009 42 0.009 | 0012 546 0012 | 0010 462 0.010
10 0.020 62 0.014 | 0.018 56 0.013 | 0.013 48 0.008 | 0.011 50400 0.011 | 0.009 42 0.009 | 0012 546 0012 | 0010 462 0.010
4 0.062 88 0.018 | 0.056 80 0.016 | 0.039 68 0.014 | 0.034 72.000 0.017 | 0.028 60 0.014 | 0.036 78 0.018 | 0.031 66 0.015
6 0.035 9 0.015 | 0.032 Y4 0.014 | 0.022 62 0.014 | 0019 72000 0.017 | 0016 60 0.014 | 0.021 78 0.018 | 0.018 66 0.015
0.8 8 0.022 9 0.015 | 0.020 Y 0.014 | 0.014 62 0012 | 0012 64800 0.012 | 0.010 54 0.010 | 0013 702 0013 [ 0011 594 00N
10 0.022 70 0.014 | 0.020 64 0013 | 0.014 55 0.008 | 0012 57600 0.011 | 0.010 48 0009 | 0013 624 0012 | 0011 528 0010
12 0.013 70 0014 | 0.012 64 0.013 | 0.008 55 0.008 | 0.007 57600 0.011 | 0.006 48 0.009 | 0.008 624 0012 | 0.007 528 0.010
6 0.040 89 0.019 | 0.036 81 0.017 | 0.025 69 0.014 | 0.022 73200 0.016 | 0018 61 0013 [ 0023 793 0017 | 0020 671  0.014
8 0.025 89 0.018 | 0.023 81 0.016 | 0.016 69 0.013 | 0.014 73200 0.014 | 0.012 61 0012 | 0016 793 0016 | 0.013 671 0.013

02 10 0.025 9 0.014 | 0.023 A 0.013 | 0.016 62 0.008 | 0.014 64800 0.011 | 0.012 54 0009 | 0016 702 0012 | 0.03 594 0010
15 0.025 9 0.014 | 0.023 A 0.013 | 0.016 62 0.008 | 0.014 64800 0.011 | 0.012 54 0009 | 0016 702 0012 | 0.013 594 0010
6 0.044 89 0.024 | 0.040 81 0.022 | 0.028 69 0.020 | 0.024 78.000 0.022 | 0.020 65 0018 | 0026 845 0023 | 0022 715 0020
8 0.044 89 0.024 | 0.040 81 0.022 | 0.028 69 0.019 | 0.024 78000 0.018 | 0.020 65 0015 | 0026 845 0020 | 0.022 715 0.017
10 10 0.028 89 0.024 | 0.025 81 0.022 | 0.018 69 0.018 | 0016 73200 0.018 | 0.013 61 0015 | 0017 793 0.020 | 0.014 671 0.017

12 0.028 9 0.021 | 0.025 Y 0.019 | 0.018 62 0.013 | 0.016 64800 0.016 | 0.013 54 0013 | 0017 702 0017 | 0014 594  0.014
14 0.028 79 0.021 | 0.025 Y 0.019 | 0.018 62 0.013 | 0.016 64800 0.016 | 0.013 54 0013 | 0017 702 0017 | 0014 594  0.014
16 0.017 9 0.018 | 0.015 Y 0.016 | 0.0Mm 62 0012 | 0.010 64800 0.013 | 0.008 54 001 | 0010 702 0014 | 0009 594  0.012

cont'd »
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Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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SE 45 Recommended Cutting Data XHPMT

Ae
A
Miniature Endmills with Long Neck 2 Flutes p
Slotting P M S H
‘r'nv::tli'?agl Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel Nickel Alloy Cobalt Alloy Hardened Steel
Properties 520 < Rm <1200 520 <Rm <1200 35<HRC<45 Low Machinability - - 45<HRC<52
D (mm) E:if::_ Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap \Vc gml Fz Ap Vc gml Fz

Length (mm) min) (mm) | (mm) min) (mm) [ (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) [ (mm) min) (mm) | (mm) min) (mm)
6 0.092 107 0.026 | 0.084 97 0.024 | 0.059 82 0.020 | 0.050 86.400 0.018 | 0.042 72 0.015 | 0.055 936 0020 | 0.046 792 0.017
8 0.053 96 0.024 | 0.048 87 0.022 | 0.034 T4 0.020 | 0.029 78.000 0.018 | 0.024 65 0.015 | 0.031 845 0020 | 0026 715 0.017
12 10 0.033 96 0.024 | 0.030 87 0.022 | 0.021 T4 0.019 | 0.018 78.000 0.018 | 0.015 65 0.015 | 0020 845 0.020 | 0.017 ns5 0.017
12 0.033 96 0.024 | 0.030 87 0.022 | 0.021 T4 0.018 | 0.018 78.000 0.018 | 0.015 65 0.015 | 0020 845 0.020 | 0.017 ns5 0.017
6 0110 107 0.026 | 0100 97 0.024 | 0.070 84 0.018 | 0.060 88800 0.018 | 0.050 74 0.015 | 0065 962 0020 | 0.055 814 0.017
8 0.087 103 0.025 | 0.079 94 0.023 | 0.055 81 0.018 | 0.048 85200 0.018 | 0.040 n 0.015 | 0.052 923  0.020 | 0.044 781 0.017
10 0.063 100  0.024 | 0.057 91 0.022 | 0.040 78 0.017 | 0.035 82800 0.018 | 0.029 69 0.015 | 0038 897 0020 | 0032 759 0.017
b 12 0.039 98 0.024 | 0.035 89 0.022 | 0.025 75 0.018 | 0.022 79200 0.018 | 0.018 66 0.015 | 0.023 858 0020 | 0.020 726 0.017
14 0.039 87 0.021 | 0.035 9 0.019 | 0.025 67 0.013 | 0.022 79.200 0.018 | 0.018 66 0.015 | 0.023 858 0020 | 0.020 726 0.017
16 0.039 87 0.021 | 0.035 79 0.019 | 0.025 67 0.013 | 0.022 70800 0.016 | 0.018 59 0.013 | 0023 767 0.017 | 0.020 649 0.014
6 0121 17 0.029 | 0110 106  0.026 | 0.077 90 0.021 | 0.066 94.800 0.022 | 0.055 79 0.018 | 0.072 1027 0023 | 0.061 869 0.020
8 0.088 105 0.026 | 0.080 95 0.024 | 0.056 81 0.021 | 0.048 85200 0.022 | 0.040 n 0.018 | 0052 923 0023 | 0.044 781  0.020
10 0.066 105 0.024 | 0.060 95 0.022 | 0.042 81 0.021 | 0.036 85200 0.022 | 0.030 n 0.018 | 0.039 923 0023 | 0033 781 0.020
12 0.066 105 0.024 | 0.060 95 0.022 | 0.042 81 0.021 | 0.036 85200 0.018 | 0.030 n 0.015 | 0039 923 0020 | 0.033 781 0.017
13 14 0.042 105 0.024 | 0.038 95 0.022 | 0.027 81 0.021 | 0.023 85200 0.018 | 0.019 n 0.015 | 0.025 923 0.020 | 0.021 781 0.017
16 0.042 92 0.021 | 0.038 84 0.019 | 0.027 V4 0.013 | 0023 75600 0.016 | 0.019 63 0.013 | 0.025 819 0.0177 | 0021 693 0014
18 0.042 92 0.021 | 0.038 84 0.019 | 0.027 2 0.013 | 0.023 75600 0.016 | 0.019 63 0.013 | 0.025 819 0.017 | 0.021 693 0014
20 0.042 92 0.021 | 0.038 84 0.019 | 0.027 2 0.013 | 0.023 75600 0.016 | 0.019 63 0.013 | 0.025 819 0.017 | 0.021 693 0014
6 0121 116 0.032 | 0.110 105 0.029 | 0.077 89 0.021 | 0.066 93600 0.022 | 0.055 78 0.018 | 0.072 1014 0023 | 0.061 858 0.020
8 0121 116 0.032 | 0.110 105 0.029 | 0.077 89 0.019 | 0.066 93.600 0.022 | 0.055 78 0.018 | 0072 1014 0023 | 0.061 858 0.020
10 0.088 99 0.035 | 0.080 90 0.032 | 0.056 89 0.019 | 0.048 75600 0.026 | 0.040 63 0.022 | 0052 819 0029 | 0.044 693  0.024
12 0.066 99 0.035 | 0.060 90 0.032 | 0.042 2 0.026 | 0.036 75600 0.026 | 0.030 63 0.022 | 0039 819 0029 | 0033 693 0.024
16 14 0.066 92 0.032 | 0.060 84 0.029 | 0.042 2 0.026 | 0.036 68400 0.026 | 0.030 57 0.022 | 0.039 741 0029 | 0033 627 0.024
16 0.042 92 0.032 | 0.038 84 0.029 | 0.027 65 0.026 | 0.023 68400 0.026 | 0.019 57 0.022 | 0.025 741 0.029 | 0.021 627  0.024
18 0.042 84 0.033 | 0.038 76 0.030 | 0.027 65 0.026 | 0.023 61200 0.020 | 0.019 51 0017 | 0.025 663 0.022 | 0.021 56.1 0.019
20 0.042 84 0.033 | 0.038 76 0.030 | 0.027 65 0.026 | 0.023 61200 0.020 | 0.019 51 0017 | 0.025 663 0.022 | 0.021 56.1 0.019
6 0143 130 0.032 | 0130 18 0.029 | 0.091 100 0.021 | 0.078 105600 0.022 | 0.065 88 0.018 | 0.085 M44 0023 | 0072 968 0.020
8 0143 130 0.032 | 0130 18 0.029 | 0.091 100 0.019 | 0.078 105600 0.022 | 0.065 88 0.018 | 0.085 M44 0023 | 0072 968 0.020
10 0121 m 0.035 | 0110 101 0.032 | 0.077 100 0.019 | 0.066 85200 0.026 | 0.055 n 0.022 | 0.072 923 0029 | 0.061 781 0.024
12 0121 m 0.035 | 0110 101 0.032 | 0.077 81 0.026 | 0.066 85200 0.026 | 0.055 n 0.022 | 0.072 923 0.029 | 0.061 781 0.024
8 14 0.088 105 0.032 | 0.080 95 0.029 | 0.056 81 0.026 | 0.048 76.800 0.026 | 0.040 64 0.022 | 0052 832 0029 | 0.044 704  0.024
16 0.088 105 0.032 | 0.080 95 0.029 | 0.056 3 0.026 | 0.048 76.800 0.026 | 0.040 64 0.022 | 0052 832 0029 | 0.044 704  0.024
18 0.066 94 0.033 | 0.060 85 0.030 | 0.042 3 0.026 | 0.036 68400 0.020 | 0.030 57 0.017 | 0.039 741 0022 | 0.033 627 0.019
20 0.042 94 0.033 | 0.038 85 0.030 | 0.027 3 0.026 | 0.023 68400 0.020 | 0.019 57 0.017 | 0.025 741 0.022 | 0.021 627 0019
6 0.220 17 0.039 | 0200 106 0.035 | 0.140 90 0.026 | 0120 94800 0.026 | 0100 79 0.022 | 0130 1027 0029 | 010 869 0.024
8 0.154 17 0.039 | 0140 106 0.035 | 0.098 90 0.026 | 0.084 94800 0.026 | 0.070 9 0.022 | 0.091 1027 0029 | 0077 869 0.024
10 0.154 17 0.039 | 0140 106 0.035 | 0.098 90 0.026 | 0.084 94800 0.026 | 0.070 9 0.022 | 0.091 1027 0029 | 0077 869 0.024
12 0110 105 0.035 | 0.100 95 0.032 | 0.070 81 0.026 | 0.060 85200 0.026 | 0.050 n 0.022 | 0065 923 0029 | 0.055 781 0.024
14 0.088 105 0.035 | 0.080 95 0.032 | 0.056 81 0.026 | 0.048 85200 0.026 | 0.040 n 0.022 | 0052 923 0029 | 0.044 781 0.024
20 16 0.088 105 0.033 | 0.080 95 0.030 | 0.056 81 0.023 | 0.048 85200 0.024 | 0.040 n 0.020 | 0.052 923 0.026 | 0.044 781 0.022
18 0.055 105 0.033 | 0.050 95 0.030 | 0.035 81 0.023 | 0.030 85200 0.024 | 0.025 n 0.020 | 0033 923 0.026 | 0.028 781 0.022
20 0.055 105 0.032 | 0.050 95 0.029 | 0.035 81 0.023 | 0.030 85200 0.024 | 0.025 n 0.020 | 0033 923 0.026 | 0.028 781 0.022
25 0.055 92 0.028 | 0.050 84 0.025 | 0.035 V4 0.017 | 0.030 75600 0.020 | 0.025 63 0017 | 0033 819 0022 | 0028 693 0.019
30 0.033 92 0.028 | 0.030 84 0.025 | 0.021 2 0.017 | 0.018 75600 0.020 | 0.015 63 0017 | 0020 819 0022 | 0017 693 0.019

cont'd »
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Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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SE 45 Recommended Cutting Data

XHPMT

Ae
A
Miniature Endmills with Long Neck 2 Flutes p
Slotting P M H
‘r'nv::::?agl Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel Nickel Alloy Cobalt Alloy Hardened Steel
Properties 520 < Rm <1200 520 <Rm <1200 35<HRC<45 Low Machinability - - 45<HRC<52
D (mm) E:if::_ 6 Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap Vc gml Fz Ap \Vc gml Fz Ap Vc gml Fz
Length mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm)
8 0198 124 0.047 | 0180 113 0.043 | 0.126 96 0.032 | 0108 99600 0.036 | 0.090 83 0.030 | 0117 1079 = 0.039 | 0099 913 0033
10 0.198 124 0.047 | 0180 113 0.043 | 0.126 96 0.031 | 0108 99600 0.032 | 0.090 83 0.027 | 0M7 1079 0035 | 0.099 913  0.030
12 0.198 124 0.047 | 0180 113 0.043 | 0.126 96 0.030 | 0108 99.600 0.034 | 0.090 83 0028 | 0117 1079 = 0.036 | 0099 913 0.031
14 0.154 19 0.046 | 0140 108 0.042 | 0.098 91 0.029 | 0.084 94800 0.034 | 0.070 9 0.028 | 0091 1027 0036 | 0.077 869  0.031
25 16 0110 112 0.045 | 0.100 102 0.041 | 0.070 86 0.029 | 0.060 90.000 0.034 | 0.050 75 0.028 | 0.065 975 0036 | 0055 825 0.031
18 0110 112 0.042 | 0100 102 0.038 | 0.070 86 0.029 | 0.060 90.000 0.034 | 0.050 75 0.028 | 0.065 975 0036 | 0055 825 0.031
20 0110 112 0.040 | 0.00 102 0.036 | 0.070 86 0.029 | 0.060 950.000 0.034 | 0.050 75 0.028 | 0.065 975 0036 | 0055 825 0.031
25 0.088 106 0.037 | 0.080 96 0.034 | 0.056 82 0.026 | 0.048 85.200 0.029 | 0.040 n 0.024 | 0052 923 0031 | 0.044 781 0.026
30 0.066 99 0.035 | 0.060 90 0.032 | 0.042 77 0.022 | 0.036 81600 0.024 | 0.030 68 0.020 | 0.039 884 0026 | 0033 748 0022
8 0330 133 0.047 | 0300 121 0.043 | 0210 103 0.032 | 0780 120000 0.032 | 0150 100 0.027 | 0195 130 0.035 | 0165 110 0.030
10 0.281 133 0.047 | 0.255 121 0.043 | 0179 103 0.032 | 0154 120000 0.032 | 0128 100 0.027 | 0.166 130 0.035 | 0141 110 0.030
12 0.231 133 0.047 | 0.210 121 0.043 | 0147 103 0.032 | 0126 120000 0.032 | 0.105 100 0.027 | 0137 130 0.035 | 0116 110 0.030
14 0.198 127 0.047 | 0180 15 0.043 | 0.126 97 0.033 | 0108 112.800 0.032 | 0.090 94 0.027 | 0M7 1222 0035 | 0.099 1034 0.030
30 16 0.165 19 0.047 | 0150 108 0.043 | 0.05 92 0.032 | 0.090 108000 0.032 | 0.075 90 0.027 | 0.098 7 0.035 | 0.083 99 0.030
18 0.149 119 0.045 | 0135 108 0.041 | 0.095 92 0.032 | 0.082 108000 0.032 | 0.068 90 0.027 | 0.088 7 0.035 | 0.075 99 0.030
20 0132 119 0.044 | 0120 108  0.040 | 0.084 92 0.032 | 0.072 108000 0.032 | 0.060 90 0.027 | 0.078 7 0.035 | 0.066 99 0.030
25 0.088 119 0.044 | 0080 108  0.040 | 0.056 92 0.032 | 0.048 108000 0.032 | 0.040 90 0.027 | 0.052 7 0.035 | 0.044 99 0.030
10 0440 130 010 | 0.400 18 0100 | 0.280 101 0.085 | 0.240 106800 0.076 | 0.200 89 0.063 | 0260 1157 0082 | 0220 979  0.069
15 0.308 130 0110 | 0.280 18 0100 | 0.196 101 0.085 | 0168 106800 0.076 | 0.140 89 0.063 | 0182 1157  0.082 | 0154 979  0.069
20 0.308 18 0109 | 0.280 107 0.099 | 0196 90 0.085 | 0168 94800 0.077 | 0140 9 0.064 | 0182 1027 = 0.083 | 0154 869 0070
40 25 0.176 18 0.098 | 0.160 107 0.089 | 0.112 90 0.076 | 0.096 94.800 0.077 | 0.080 9 0.064 | 0104 1027 = 0.083 | 0.088 8695 0.070
30 0.176 18 0.098 | 0.160 107 0.089 | 0.112 90 0.076 | 0.096 94.800 0.077 | 0.080 9 0.064 | 0104 1027  0.083 | 0.088 8695 0.070
40 0.110 106  0.099 | 0100 96 0.090 | 0.070 82 0.076 | 0.060 86.400 0.077 | 0.050 72 0.064 | 0.065 936  0.083 | 005 792 0070
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Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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SE 45 Recommended Cutting Data XHPMT

\
. L] Ap
Torus Endmills with Taper Neck 2 Flutes %I
Slotting P M S H
Working Carb | I | hardened Steel inl | ickel Al balt Al dened Steel
material arbon Stee Alloy Steel Pre-hardened Stee Stainless Steel Nickel Alloy Cobalt Alloy Hardened Stee
Properties 520 <Rm <1200 520 <Rm <1200 35<HRC <45 Low Machinability - - 45<HRC<52
Effec-
D (mm) ti:: Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Ve(m/ Fz | Ap Vc(m/ Fz

Length (mm) min) (mm) | (mm) min) (mm) [ (mm) min) (mm) | (mm) min) (mm) | (mm) min) (Mm) | (mm) min) (mMm) [ (mm) min) (mm)

20 0066 759 0.052[0060 69 0047|0060 63 0041|0050 612 0049|0042 51 0041|005 663 0.053(0046 561 0.045

40 |0.066 759 0026|0060 69 0024|0060 63 0.021[0050 612 0024|0042 51 0020|005 663 0026|0046 561 0.022

20 |0.066 759 0.087[0060 69 0079|0060 64 0066|0050 60 0079|0042 50 0066|005 65 0086|0046 55 0.073

s 40 10.066 759 0043|0060 69 0039|0060 64 0033[0050 60 0040|0042 50 0033|0055 65 0043|0046 55 0.036
20 | 0165 759 010 (0150 69 0100 [ 0150 63 0.080| 0126 60 0.096| 0105 50 0080|0137 65 0104|0M6 55 0.088

40 [ 0165 759 0055|0150 69 0050|0150 63 0040|0126 60 0048|0105 50 0040|0137 65 0052|016 55 0044

20 | 0165 77 0187 {0150 70 0170 { 0150 65 0140 | 0126 60 0168 | 0105 50 0140 | 0137 65 0182 | 0116 55 0154

3 40 | 0365 77 0.094| 0150 70 0.085| 0150 65 0.070| 0126 60 0084|0105 50 0070|0137 65 0091|016 55 0.077
45 10165 77 0084|0150 70 0076|0150 65 0062|016 60 0074|0105 50 0062|0137 65 0.081|0M6 5  0.068

20 | 0330 77 0264({0300 70 0.240({0300 65 0190|0252 60 0228|0210 50 0190|0273 65 0247|0231 55 0.209

4 40 10330 77 0132|0300 70 0120{0300 65 0095|0252 60 0114|0210 50 0095|0273 65 0124|0231 55 0105
60 | 0165 77 0088|0150 70 0.080|0150 65 0063|016 60 0077|0105 50 0064|0137 65 0083|016 5 0070

20 | 0594 77 0418 {0540 70 0380 (0540 64 0300|0454 612 0360|0378 51 0300|0491 663 0390|0416 561 0330

40 (0297 77 0210|0270 70 01910270 64 0150|0227 612 0180|0189 51 0150 | 0246 663 0195|0208 561 0165

° 60 | 059 77 0140|0540 70 0127 {0540 64 0100 | 0454 612 0120|0378 51 0100 | 0491 663 0130 | 0416 561 0110
80 | 0297 77 0105|0270 70 0.095|0270 64 0075|0227 612 0091|0189 51 0076|0246 663 0.099|0.208 561 0.084
25 [0506 77 0562|0460 70 0511 {0460 65 0400|0386 60 0480|0322 50 0400|0419 65 0520(035 55 0440
8 60 | 0506 77 0234|0460 70 0213|0460 65 0167 (0386 60 0202|0322 50 0168|0419 65 0218|0354 55 0185

75 [ 0253 77 0187|0230 70 0170 {0230 65 0133|0193 60 0160|0161 50 0133|0209 65 0173 [ 0177 55 0146

105 {0253 77 0133 (0230 70 0121|0230 65 0090193 60 014 | 0161 50 0.095(0209 65 0124|0177 55 0105

30 | 0495 759 0705(0450 69 0641(0450 66 0500|0378 60 0600|0315 50 0500|0410 65 06500347 55 0.550

10 70 | 0495 759 0303[0450 69 0275|0450 66 0214|0378 60 0240|0315 50 0200|0410 65 0260|0347 55 0.220
75 | 0495 759 0283|0450 69 0257|0450 66 0200(0378 60 0259|0315 50 0216|0410 65 0281)0347 55 0.238

35 | 0431 792 0802|0392 72 0729|0392 64 05710329 588 0683|0274 49 0569|0356 637 0740|0301 539 0626

12 70 | 0431 792 0403({0392 72 0366|0392 64 0285|0329 588 0342|0274 49 0285|035 637 0371|0301 539 0314
100 | 0431 792 02810392 72 0255[0392 64 0200|0329 588 0240|0274 49 0200|0356 637 0260|0301 539 0220
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Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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SE 45 Recommended Cutting Data XHPMT

|
Miniature Endmills 2 Flutes %IAP

Slotting P M S H
‘:1’::::;? Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel Nickel Alloy Cobalt Alloy Hardened Steel
:::25 520 <Rm <1200 520 <Rm <1200 35 < HRC <45 Low Machinability = . 45 < HRC <52

Ap Vem/ Fz Ap Vec(m/ Fz Ap Ve(m/ Fz Ap Ve(m/ Fz Ap Vc(m/ Fz Ap Vc(m/ Fz Ap Vc(m/ Fz
(mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (mm) | (mm) min) (Mm) | (mm) min) (mMm) | (mm) min)  (mm)

D (mm)
01 (0030 13 0004[0030 13 0004|0020 12 0003|0012 9600 0.002] 0.010 8 0.002 | 0013 104 0.003| 0011 88 0.002
0.2 | 0060 25 0005|0060 25 0.005[0040 19 0.004]| 0024 15600 0.004|0.020 13 0.003|0.026 169 0.004|0.022 143 0.003
03 (0090 34 0006|0090 34 0006|0060 25 0.005]|0.036 19200 0.004|0030 16 0.003|0.039 208 0004|0033 176 0.003
0.4 | 0120 41 0.006 | 0120 41 0.006 (0080 30 0.006|0.048 22800 0.005|0.040 19 0004|0052 247 0.005|0044 209 0.004
05 | 0150 48 0007|0150 48 0.007 | 0100 35 0.006|0.060 26400 0.005|0.050 22 0.004| 0065 286 0.005|0.055 242 0.004
06 | 0180 55 0008|0180 55 0.008| 0120 40 0.007 | 0.072 28.800 0.006|0.060 24 0.005| 0078 312 0.007|0.066 264 0.006
0.7 | 0.210 61 0.008 | 0.210 61 0008|0140 44 0.007 | 0.084 31200 0.006|0.070 26 0.005]|0.091 338 0.007| 0077 286 0.006
08 [0240 67 0009|0240 67 0009|0160 48 0.008 | 0.096 34.800 0.007 |0.080 29 0.006 | 0104 377 0.008 |0.088 319 0.007
09 (0270 73 0009|0270 73 0009|0180 52 0.008| 0108 37200 0.007|0.090 31 0.006| 017 403 0.008|0.099 341 0.007
10 |0300 79 0010|0300 79 0.010 {0200 56 0.009| 0120 39.600 0.008 0100 33 0.007 | 0130 429 0.009| 0110 363 0.008
11 (0330 85 0010|0330 8 0010|020 60 0009 | 0132 42000 0.010 | 0.110 35 0008 | 0143 455 0010 | 0121 385 0.009
12 [0360 90 0010|0360 90 0010|0240 63 0.010 | 0.144 43200 0010 | 0120 36 0.008 | 0156 46.8 0.010 | 0.132 396 0.009
13 (0390 95 0.011 | 0390 95 0.011 | 0260 67 0.010 | 0156 45600 0.011 | 0.130 38 0009|0169 494 0.012 | 0143 418 0.010
14 (0420 100 0011 [0420 100 0.011 {0280 70 0.011 | 0168 48.000 0.011 | 0140 40 0.009 | 0.182 52 0012 | 0154 44  0.010
15 [ 0450 106 0.012 |0450 106 0.012 [ 0300 74 0.011 | 0.180 49.200 0.012 | 0.150 41 0.010 | 0195 533 0.013 [ 0165 451  0.0M
16 |0480 1M 0.013 | 0480 111 0013 [ 0320 77 0.012 | 0192 51600 0.012 | 0160 43 0.010 | 0208 559 0013 | 0176 473 0.0M

17 [ 0510 mM5 0013|0510 ™5 0013|0340 80 0012|0204 54000 0013 | 0170 45 001 | 0221 585 0014 | 0187 495 0012
18 | 0540 120 0013|0540 120 0013 {0360 84 0.013 [ 0216 55200 0.013 | 0180 46 0011 | 0234 598 0014 | 0198 506 0.012
19 (0570 125 0014|0570 125 0014|0380 87 0013|0228 57600 0014|0190 48 0012 | 0247 624 0016 | 0209 528 0.013

20 (0600 129 0014|0600 129 0014|0400 90 0014|0240 58800 0.014 [ 0200 49 0.012 | 0260 637 0016 [ 0220 539 0013

(e mESu| e

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