ENDMILLS

ALU LINE

- Wide range of
carbide endmills

* For Aluminium and
non-ferrous materials

This series includes endmills and ballnose
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ALU LINE XHPMT
AL SE Single Flute Endmills . .
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AL SE Standard Endmills
™  Standard AL SE fréser Operation
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AL SE Endmills - Long
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ALU LINE

XHPMT

AL SE DP Standard Endmills with Differential Pitch

M| AL SE DP Standard Friser mit ungleicher Teilung

Operation

l ' Frese AL SE DP Standard in metallo duro, passo differenziale b
- 2 4 \M
fl ) Fraises 2 tailles AL SE DP Standard a pas décalés g S ° c H
5]
X 9 [=] -] @
. a N = = O 2 =)}
AL SE DP %5 T8 7] {T K E a s £ 2 £ g = S
-] G69 ° ° ° 68
AGHNING + 2-16 3 30°
FINISHING G70 ° ° 68
- | s o 7
FINISHING 51 + o 7
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HEAVY “
i L] sie o 0
AL SE DP Torus Roughing Endmills
MR AL SE DP Torus Schruppfriser Operation
fl B Fresepersgrossare AL SE DP toroidali T
(] =
- | | 3= v W4
fl ) Fraises ébauches 2 tailles AL SE DP toriques s 8 ° = . I
o
X 9 [=] -] ]
) a N = - O = o
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AL SE Endmills Reduce Shank
| AL SEFraser Operation
B D FreseALSE 3
fl ) Fraises 2 tailles ALSE s 8 ° e
S
| N nEEosg 3 :
AL SE R0 857 - FREKE a s Z £ = T B = a
MAGHNING X (4] ;g ; 2 30° o ° ° 63
AL SE Miniature Endmills with Long Neck
| AL SEKleinstfridser mitlangem Hals Operation
fl B Micro-frese AL SE in metallo duro integrale con collo lungo T
2 5
Micro-fraises AL SE 2 tailles en carbure monobloc avec S = ¥ \ﬁ
0 F I |
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ALU LINE XHPMT

AL BN Ballnose Cutters Standard . .

™ AL BN Radiusschaftfriser Standard

l ' Frese cilindriche a raggio AL BN standard 2
K 5
fl B Fraises about hémisphérique AL BN standard E‘ E 8 g
x g = < o
- o =% N = = . O < (=]
BB ALSER5I R 8T a Q Z I 2 - 2 B = Tolerance &
R G R Diameter Tol. pm -
- ~gR25 0/-20
3-20 2 30°
75 v @3.0 - 26.0 0/-25 78
>306.0 0/-30
AL BN Miniature Ballnose Cutters with Long Neck
™ leinst-Radiusfraser AL BN mit langem Hals
l ' Micro-frese cilindriche AL BN a raggio con collo lungo ]
o =
l ' Micro-fraises AL BN en carbure monobloc avec bout E\ %
hémisphérique et cou long < a o 5
o N = g = 3 2 &
@ ALSER3) KMIET) Bk LT a8 s 2 £ 2 L~ 2 B 2 Tolerance a
Diameter Tol. ym
«R 20.1-22.0 0/-20
G76 02-4 2 30° . 79

23.0-26.0 0/-25
26.0-230.0 0/-30
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AL SE SINGLE FLUTE ENDMILLS XHPMIT

1]
Z B  VHM AL SE Einzahn Fréser I B Fraises AL SE en carbure monobloc & une dent
-
3 § B Frese ALSEin metallo duro integrale ad 1 taglienti B =4BEASALSERY IHTI 17 - iEKE
<
788*
D d2
I
L
Z1

Y=20° — DIN 6535

MG+ = 25° —— HB

m Flute Polished

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 83
[ ] ° [ ] [ ]
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k Technical specifications subject to change without prior notice



AL SE STANDARD ENDMILLS XHPMT

>
B  VHM AL SE Standard Fréser, 2 Zdhne fl B Fraises 2 tailles AL SE standard - 2 dents, en carbure monobloc E
-
B Frese ALSE inmetallo duro integrale, 2 taglienti B =ERASALSE R UHTI 27 - AREKE Z
m
G49*
D dz
I
L
z2

V=13 —D DIN 6535
= - | N =] [

MG+ 2 40° ) (== He
EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
L T T
0100 040 04 4 °
0150 040 04 1.5 4.5 40 4 o
0200 040 04 2 6.5 40 4 °
0250 040 04 2.5 6.5 40 4 .
0300 3 9 40 3 °
0300 050 06 3 9 50 6 o
0400 4 12 50 4 °
0400 050 06 4 12 50 6 U
0500 050 06 5 15 50 6 °
0600 050 6 16 50 6 °
0600 060 6 20 60 6 .
0800 8 20 64 8 o
1000 070 10 22 70 10 °
1000 075 10 31 75 10 °
1200 12 25 75 12 .
1400 14 32 90 14 .
1600 16 32 90 16 .
2000 20 38 100 20 o
01~29 -0/-20
3.0~6.0 -0/-25
6.0~30.0 -0/-30
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 - - 83
[ ) [ [ ) [ ]
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Technische dnderungen ohne vorherige information vorbehalten



AL SE STANDARD ENDMILLS XHPMT

w

Z B  VHM AL SE Standard Fréser, 2 Zdhne fl B Fraises 2 tailles AL SE standard - 2 dents, en carbure monobloc
-

3 I ' Frese AL SE in metallo duro integrale, 2 taglienti “ BAEHRES ALSE R5 3155712 7] - FREKE

<

301*
D d2
I
L
z2

V=16° —o DIN 6535
8 NN

UF =500 ) (=) |0
EDP No. l EDV-Nr. / E usine / Codice EDP Dimension ( mm)
T ) CY CR RN
0100 040 03 3
0100 040 04 1 3 40 4 .
0150 040 03 1.5 4.5 40 3 o
0150 040 04 15 4.5 40 4 °
0200 040 03 2 6.5 40 3 o
0200 040 04 2 6.5 40 4 °
0250 04003 2.5 6.5 40 3 o
0250 040 04 2.5 6.5 40 4 .
0300 3 9 40 3 °
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 J
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 °
@1- @3 within 10pm
@4 - @8 within 15pum
= @10 within 20pm
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 83
[ (] [ ] ®
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k Spécifications techniques sujettes a changement sans avis prélable



AL SE STANDARD ENDMILLS (EDGE PROTECTION) XHPMT

>
B  VHM AL SE Standard Fréser, 2 Zdhne fl B Fraises 2 tailles AL SE standard - 2 dents, en carbure monobloc E
-
B Frese ALSE inmetallo duro integrale, 2 taglienti B =ERASALSE R UHTI 27 - AREKE Z
m
G52*
D d2
R 1
L
z2
e ]1 — DIN 6535
| | M o §§§ A —
MG+ 2=30° POLISHED ] | S

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

0200 2 4

0200 050 06 2 6.5 2.8 50 6 01 o
0300 3 9 15 2.8 40 3 0.1 o
0300 050 06 3 9 15 2.8 50 6 01 °
0400 4 12 20 37 50 4 01 °
0400 050 06 06 4 6 12 37 50 6 01 o
0400 050 06 4 12 20 37 50 6 0.1 o
0500 050 06 5 15 20 4.6 50 6 01 °
0600 060 09 6 9 18 55 60 6 01 o
0600 060 6 20 30 5.5 60 6 01 o
0800 12 8 12 24 74 64 8 0.1 o
0800 8 20 30 7.4 64 8 01 o
1000 15 10 15 32 9.2 75 10 0.1 o
1000 10 22 32 9.2 75 10 01 o
1200 18 12 18 37 11 75 12 01 o
1200 12 25 37 11 75 12 01 o
1400 14 32 44 13 90 14 0.1 o
1600 24 16 24 40 15 90 16 01 o
1600 16 32 46 15 90 16 01 o
2000 20 38 60 19 100 20 01 o

G53*
Recess

o
]
..n- -

)

Tools with recess upon request

CNC Repeatability

@1- @3 within 10pm
L @4 - @8 within 15pum
= @10 within 20pm

| rriser mit Freistellung auf Bestellung ‘ ' . Outils a vec dégagemen t sur demande 12

l D Utensilli con riduzione gambo su richiest a ‘ B mrusnEmEENER

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

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 83
[ ° [ ]
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Modifiche Techiche possibili senza preavviso



AL SE LONG ENDMILLS (EDGE PROTECTION) XHPMIT

1]
Z B|  VHM AL SE friser, lang, 2 Zihne I B Fraises 2 tailles AL SE longues - 2 dents, en carbure monobloc
=
3 I ' Frese AL SE lunghe in metallo duro integrale, 2 taglienti “ BABHEASALSE R Ik 27 - K
<
G56*
D d2
R I
L
z2

z g ( XA — DIN 6535
=20°+1° i i i %
l v 20 1 2 - o
I

2=30° POLISHED HB

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

G57*
Recess
Tools with recess upon request D M } dz "
1 ’ CNC Repeatability

]| rriser mit Freistellung auf Bestellung ‘ ' . Outils a vec dégagemen t sur demande L 12 @1- @3 within 10m

L @4 - @8 within 15pum
l D Utensilli con riduzione gambo su richiest a ‘ B mrusnEmEENER

= @10 within 20pm

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 84
[ (] [ ] ®
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AL SE ENDMILLS with Reduce Shank XHPMT

>
|  VHM AL SE Torusfriser, lang, 2 Zéhne ll B Fraises 2 tailles AL SE toriques longues - 2 dents, en carbure monobloc E
-
B Frese AL SE toroidali lunghe in metallo duro integrale, 2 taglienti B =aEHRASALSERY IHTI 27 - hK Z
m
G71*
D dz
1
L
z2

DIN 6535
— 500410 ——
9 Z é V=201 i § § ; f— —

MG+ R:0.02 2=30° — HB

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

0320 075 3.2 4 75 3 0.1 o

0420 075 4.2 5 75 4 0.1 o

0520 075 5.2 6 75 5 0.1 o

0620 075 6.2 8 75 6 0.1 o

0620 100 6.2 8 100 6 0.1 o

0820 075 8.2 10 75 8 0.1 .

0820 100 8.2 10 100 8 0.1 .

1030 100 10.3 14 100 10 0.1 o

1030 125 10.3 14 125 10 0.1 o

1230 100 12.3 16 100 12 0.1 .

1230 125 12.3 16 125 12 0.1 .

1630 125 16.3 20 125 16 0.1 o

2030 125 20.3 25 125 20 0.1 o

=
T

@1- @3 within 10pum
@4 - @8 within 15pum
= @10 within 20pm

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #FEE 3 Cutting Parameter

- - - KOl | Ko2 | PO1 | PO2  PO3 MOl  MO2 | SO1 | S02 || SO3 | HO1  HO2 - - 83

[} [ ] [} (]
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Technical specifications subject to change without prior notice



AL SE STANDARD ENDMILLS XHPMT

1]

4 |  \HM AL SE Standard Fréser, 3 Zéhne fl B Fraises 2 tailles AL SE standard - 3 dents, en carbure monobloc
-

3 I ' Frese AL SE in metallo duro integrale, 3 taglienti “ BAEHESS ALSE R5 TETI3 7 - iRERE

<

G50*
D d2
1
L
Z3

- 130 — DIN 6535
— R (= | -

MG+ p=e0° ) (=) (B
EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
I T N AN CI
0100 040 04 4
0150 040 04 1.5 4.5 40 4 o
0200 040 04 2 6.5 40 4 °
0250 040 04 2.5 6.5 40 4 .
0300 3 9 40 3 o
0300 050 06 3 9 50 6 °
0400 4 12 50 4 °
0400 050 06 4 12 50 6 .
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 31 75 10 °
1200 12 25 75 12 .
1400 14 32 90 14 o
1600 16 32 90 16 o
2000 20 38 100 20 o
01~29 -0/-20
3.0~6.0 -0/-25
6.0~30.0 -0/-30
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter

NG NG NG ko1 ko2 pot  poz  po3  mot Moz | son |'so2 | [s3 wo1 oz [HGoTN MGG 85
[ ] ° [ ] [ ]
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k Technische dnderungen ohne vorherige information vorbehalten



AL SE ENDMILLS - Long XHPMIT

>
B|  VHM AL SE Friser, lang, 3 Zdhne I B Fraises 2 tailles AL SE longues - 3 dents, en carbure monobloc E
-
B Frese AL SE lunghe in metallo duro integrale, 3 taglienti B =4ERASALSE R IHI37 - hK Z
m
G51*
D dz
1
L
Z3

- 130 — DIN 6535
= o R (= | s

MG+ 2= 40° == [ | L
EDP No. / EDV-Nr. / E usine / Codice EDP Dimension ( mm )
I T N N CI
0300 3 3
0300 075 06 3 19 75 6 o
0400 4 19 60 4 o
0400 075 06 4 19 75 6 °
0500 5 19 75 6 o
0600 075 6 31 75 6 o
0600 100 6 38 100 6 °
0800 075 8 31 75 8 o
0800 100 8 41 100 8 o
1000 100 10 50 100 10 °
1000 125 10 57 125 10 °
1200 100 12 50 100 12 o
1200 150 12 75 150 12 °
1400 14 57 125 14 °
1600 16 57 125 16 .
01~29 -0/-20
3.0~6.0 -0/-25
6.0~30.0 -0/-30
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 86
[ ° [ ] ®
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Spécifications techniques sujettes a changement sans avis prélable



AL SE STANDARD ENDMILLS XHPMT

B  VHMALSE Standard Fréser, 3 Zéhne fl B Fraises 2 tailles AL SE standard - 3 dents, en carbure monobloc

B Frese ALSE inmetallo duro integrale, 3 taglienti B =HERASALSE R UHTI3T - AREKE

w
Z
|
=)
=
<

303*

Z3

V=16° @ —D DIN 6535
= — S
— ZZ — | |-

UF =500 ) (=) |0
EDP No. l EDV-Nr. / E usine / Codice EDP Dimension ( mm)
T ) O TR RN
0100 040 03 3
0100 040 04 1 3 40 4 °
0150 040 03 1.5 4.5 40 3 °
0150 040 04 15 4.5 40 4 °
0200 040 03 2 6.5 40 3 o
0200 040 04 2 6.5 40 4 °
0250 04003 2.5 6.5 40 3 o
0250 040 04 2.5 6.5 40 4 .
0300 3 9 40 3 °
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 J
0600 060 6 20 60 6 °
0800 8 20 64 8 °
1000 070 10 22 70 10 °
1000 075 10 22 75 10 J
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 °
@1- @3 within 10pm
@4 - @8 within 15pum
= @10 within 20pm
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 85
[ ] ° [ ] [ ]
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k Modifiche Techiche possibili senza preavviso



AL SE STANDARD DP ENDMILLS XHPMT

>
|  VHMALSE Standard DP Friser, 3 Zihne I B Fraises 2 tailles AL SE standard DP - 3 dents, en carbure monobloc E
-
§ B Frese ALSEDP inmetallo durointegrale, 3 taglienti B =aEREASALSE RS IHTI 37 - EKE Z
m
K31*
S S
D d2 Breaker
I
L
Z3

V=130 PP} | DIN 6535
= Q1NN = | |-

MG+ 2= 40° E—— HB

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

S TR ) R S T
0100 040 04 1 3 40 4 o o
0150 040 04 1.5 4.5 40 4 . .
0200 040 04 2 6.5 40 4 o °
0250 040 04 2.5 6.5 40 4 ° °
0300 3 9 40 3 o °
0300 050 06 3 9 50 6 o o
0400 4 12 50 4 o °
0400 050 06 4 12 50 6 . J
0500 050 06 5 15 50 6 o °
0600 050 6 16 50 6 o °
0600 060 6 20 60 6 o °
0800 8 20 64 8 . ]
1000 070 10 22 70 10 o °
1000 075 10 31 75 10 ° °
1200 12 25 75 12 . .
1600 16 32 90 16 ° ]
01~29 -0/-20
3.0~6.0 -0/-25
6.0~30.0 -0/-30
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 - - 85
[ ) [ [ ) [ ]
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AL SE DP STANDARD ENDMILLS (EDGE PROTECTION) XHPMT

11] " "
Z M|  VHM Standard AL SE DP friser, 3 Zihne l ' frza(ljsee:ti t:rllllceasrﬁtrseEn?(fnsotglr(‘)iard
= }
3 § B Frese ALSE DPin metallo duro integrale, 2 taglienti B =4BEASALSEDP R IHTI2 7 - tEKE
<
G69*
D d2
R n
L

Z3

bP —o DIN 6535
- Y=15°1° S S S — -
M — S

MG+ 2=30° — HB

m Flute Polished
=*+ g data d2(h

0200 2 4 o o

0200 050 06 2 6.5 50 6 0.1 o o

0300 3 9 40 3 0.1 . o

0300 050 06 3 9 50 6 0.1 . o

0400 4 12 50 4 0.1 . o

0400 050 06 4 12 50 6 0.1 ° o

0500 050 06 5 15 50 6 0.1 . o

0600 060 6 20 60 6 0.1 . o

0800 8 20 64 8 0.1 ° o

1000 10 22 75 10 0.1 ° o

1200 12 25 75 12 0.1 . o

1400 14 32 90 14 0.1 ° o

1600 16 32 90 16 0.1 ° o
@1 - @3 within 10pm
@4 - @8 within 15pum
= @10 within 20pm

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

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 85
[ ] [ ] [ ] (]
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k Technical specifications subject to change without prior notice



AL SE DP TORUS ROUGHING ENDMILLS XHPMT

>

B  \HM AL SE DPR Torusfréser mit ungleicher Teilung, 3 Zihne I B Fraises 2 tailles AL SE DPR toriques a pas décalés E

’ . . . . -

l ' gl;zsgelilé\htSiE DPR toriche, in metallo duro integrale, passo differenziale, “ BAEESS AL SEDP 5 1877 3 7] - FREKE E

m

c72*
D d2
1
L
Z3

DPY DIN 6535
140 16°
1 M el Y % — | [

—— Y us

MG+ R:0.02 2= 40°

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

0600 6 13 24 5.5 60 6 0.1 °
0600 075 6 13 40 5.5 75 6 0.1 ]
0800 8 20 28 7.4 64 8 01 o
0800 075 8 20 40 7.4 75 8 0.1 o
1000 075 10 22 35 9.2 75 10 0.1 o
1000 100 10 22 60 9.2 100 10 0.1 °
1200 075 12 26 40 11 75 12 0.12 °
1200 100 12 26 60 11 100 12 0.12 °
1600 090 16 32 40 15 90 16 0.16 °
1600 125 16 32 75 15 125 16 0.16 U
2000 100 20 40 50 19 100 20 0.2 o
2000 150 20 40 100 19 150 20 0.2 ]

G73*
Recess

o
]
..n- -

)

Tools with recess upon request

CNC Repeatability

@1- @3 within 10pm
L @4 - @8 within 15pum
= @10 within 20pm

]| rriser mit Freistellung auf Bestellung ‘ ' . Outils a vec dégagemen t sur demande 12

l D Utensilli con riduzione gambo su richiest a ‘ B mrusnEmEENER

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 - - 86
[} [ ] [} (]
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Technische dnderungen ohne vorherige information vorbehalten



L
Z
=
=}
=
<

AL SE DP STANDARD ENDMILLS XHPMT

B  VHM AL SE DP Standard Friser, 4 Zihne I B Fraises 2 tailles AL SE DP standard - 4 dents, en carbure monobloc
§ B Frese ALSEDP inmetallo durointegrale, 4 taglienti B =4EREASALSEDP R MHTI 47 - iEKE
S42*
D dz
I
L
4

1mo PP} | DIN 6535
9@&@%;m

MG 2= 40° I HB

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

0300 057 06 3 6 °

0400 057 06 4 12 57 6 J

0500 057 06 5 13 57 6 .

0600 057 6 13 57 6 o

0800 064 8 20 64 8 °

1000 072 10 22 72 10 °

1200 083 12 26 83 12 .

1400 090 14 32 90 14 o

1600 092 16 32 92 16 o

2000 104 20 38 104 20 °
CNC Repeatability
@1 - @3 within 10pm
@4 - @8 within 15pm
210 within20pm

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4 5 E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 87
[ (] [ ] ®

70
k Spécifications techniques sujettes a changement sans avis prélable



AL SE DPR TORUS ENDMILLS XHPMT

>
B  \HM AL SE DPR Torusfriser mit ungleicher Teilung, 4 Zihne I B Fraises 2 tailles AL SE DPR toriques a pas décalés E
’ . . . . -
l ' Zr;sgelilzlr.ltSiE DPR toriche, in metallo duro integrale, passo differenziale, “ BAEESS AL SE DP 5 1877 4 7] - FREKE E
m
C45*
D d2
R I
L
4

V=10° b DIN 6535
= =Y (] = (=

MG R20.010 e HB

)= 40°

EDP ne- l EDV-Nr / CODE USIne / COdlce EDP

ﬂ“ﬂ_ﬂ--

0300 057 0600 030 3 6
0300 057 0600 050 3 9 57 6 0.5 o o
0400 057 0600 030 4 12 57 6 0.3 o °
0400 057 0600 050 4 12 57 6 0.5 . °
0500 057 0600 030 5 15 57 6 0.3 o o
0500 057 0600 050 5 15 57 6 0.5 o °
0600 057 0600 030 6 16 57 6 0.3 o °
0600 057 0600 050 6 16 57 6 0.5 . J
0600 057 0600 100 6 16 57 6 1 o °
0800 064 0800 030 8 20 64 8 0.3 o °
0800 064 0800 050 8 20 64 8 0.5 . .
0800 064 0800 100 8 20 64 8 1 . J
0800 064 0800 150 8 20 64 8 1.5 o °
0800 064 0800 200 8 20 64 8 2 o °
1000 072 1000 030 10 22 72 10 03 . L
1000 072 1000 050 10 22 72 10 0.5 o °
1000 072 1000 100 10 22 72 10 1 o °
1200 083 1200 030 12 26 83 12 0.3 o °
1200 083 1200 050 12 26 83 12 0.5 . J
1200 083 1200 100 12 26 83 12 1 o °
1200 083 1200 200 12 26 83 12 2 o °
1200 083 1200 250 12 26 83 12 2.5 ° °
1200 083 1200 300 12 26 83 12 3 o .
1400 083 1400 050 14 32 83 14 0.5 o °
1400 083 1400 100 14 32 83 14 1 ° °
1400 083 1400 150 14 32 83 14 1.5 ° .
cont'd »
@1- @3 within 10pm
@4 - @8 within 15pum
= @10 within 20pm
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Modifiche Techiche possibili senza preavviso



AL SE DPR TORUS ENDMILLS XHPMT

1]
Z B  \HM AL SE DPR Torusfriser mit ungleicher Teilung, 4 Zihne I B Fraises 2 tailles AL SE DPR toriques a pas décalés
-
3 l ' f:galsizr/;\; SE DPR toriche, in metallo duro integrale, passo differenziale, 4 “ BAEESS AL SEDP 5 1877 4 7] - FREKE
<
C45*
D d2

Z4

V=10° b DIN 6535
=5 =Y (] = (=

MG+ R:0.010 e | | S v

)= 40°

EDP ne- l Eov / CODE USIne / COdlce EDP

ﬂlﬂlﬂ—ﬂ--

1400 083 1400 200

1400 083 1400 300 14 32 83 14 3 . .
1600 092 1600 030 16 32 92 16 03 . .
1600 092 1600 050 16 32 92 16 0.5 o o
1600 092 1600 100 16 32 92 16 1 ° o
1600 092 1600 200 16 32 92 16 2 . .
1600 092 1600 250 16 32 92 16 2.5 . .
1600 092 1600 300 16 32 92 16 3 o o
1600 092 1600 400 16 32 92 16 4 . o
2000 104 2000 030 20 38 104 20 03 . .
2000 104 2000 050 20 38 104 20 0.5 L .
2000 104 2000 100 20 38 104 20 1 o o
2000 104 2000 200 20 38 104 20 2 . o
2000 104 2000 250 20 38 104 20 2.5 . o
2000 104 2000 300 20 38 104 20 3 . .
2000 104 2000 400 20 38 104 20 4 o o
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 87
[ (] [ ] ®
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AL SE MINIATURE ENDMILLS - with Long Neck XHPMT

PE—— " >
B\ 4M AL SE Kleinstfriser mit langem Hals, 2 Zshne l ' I;/I(ljcerr(])tsfralses AL SE 2 tailles en carbure monobloc avec cou long, E
-
# D Micro-frese AL SE in metallo duro integrale con collo lungo, 2 taglienti B =HEHRASALSE R KHE L8027 Z
m
G68*
d1
D d2
I
12
L
z2

DIN 6535

=10°-12° —
= ZA{ \ N (= | |-
MG+ S\ = 40° —— [l

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

0020 050 0400 4 o
0020 050 0400 005 0.2 0.3 0.5 50 0.17 4 .
0020 050 0400 010 0.2 0.3 1 50 0.17 4 .
0020 050 0400 015 0.2 0.3 1.5 50 0.17 4 ]
0030 050 0400 0.3 0.4 - 50 - 4 o
0030 050 0400 010 03 0.4 1 50 0.27 4 L
0030 050 0400 020 03 0.4 2 50 0.27 4 L
0030 050 0400 030 0.3 0.4 3 50 0.27 4 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
0040 050 0400 050 0.4 0.6 5 50 0.37 4 .
0050 050 0400 0.5 0.7 - 50 - 4 .
0050 050 0400 020 0.5 0.7 2 50 0.45 4 o
0050 050 0400 040 0.5 0.7 4 50 0.45 4 .
0050 050 0400 060 0.5 0.7 6 50 0.45 4 .
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 .
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 .
0070 050 0400 040 0.7 1.0 4 50 0.65 4 .
0070 050 0400 060 0.7 1.0 6 50 0.65 4 o
0070 050 0400 080 0.7 1.0 8 50 0.65 4 .
0070 050 0400 100 0.7 1.0 10 50 0.65 4 L

cont'd »
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AL SE MINIATURE ENDMILLS - with Long Neck XHPMIT

m . _ . .
Z B LM AL SE Kleinstfriser mit langem Hals, 2 Zshne l ' I;/I(ljcerr(])tsfralses AL SE 2 tailles en carbure monobloc avec cou long,
-
3 # D Micro-frese AL SE in metallo duro integrale con collo lungo, 2 taglienti B =HEHEASALSE RS KHET L8727
<
G68*
d1
D d2
I
12
L
z2

DIN 6535

=10°-12° —
= ZA{ ! N (= | |-
MG+ Y\ = 40° —— [l

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

0080 050 0400 4 o
0080 050 0400 040 0.8 1.2 4 50 0.75 4 .
0080 050 0400 060 0.8 1.2 6 50 0.75 4 .
0080 050 0400 080 0.8 1.2 8 50 0.75 4 .
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 .
0090 050 0400 0.9 1.4 - 50 - 4 J
0090 050 0400 060 0.9 1.4 6 50 0.85 4 o
0090 050 0400 080 0.9 1.4 8 50 0.85 4 o
0090 050 0400 100 0.9 1.4 10 50 0.85 4 .
0090 050 0400 150 0.9 1.4 15 50 0.85 4 L
0100 050 0400 1.0 1.5 - 50 - 4 °
0100 050 0400 060 1.0 1.5 6 50 0.9 4 .
0100 050 0400 080 1.0 1.5 8 50 0.9 4 .
0100 050 0400 100 1.0 1.5 10 50 0.9 4 .
0700 050 0400 120 1.0 1.5 12 50 0.9 4 .
0700 050 0400 140 1.0 1.5 14 50 0.9 4 .
0100 050 0400 160 1.0 1.5 16 50 0.9 4 .
0120 050 0400 1.2 1.8 - 50 - 4 .
0120 050 0400 060 1.2 1.8 6 50 1.1 4 .
0120 050 0400 080 1.2 1.8 8 50 1.1 4 .
0120 050 0400 100 1.2 1.8 10 50 1.1 4 .
0120 050 0400 120 1.2 1.8 12 50 1.1 4 °
0140 050 0400 1.4 2.1 - 50 - 4 o
0740 050 0400 060 1.4 2.1 6 50 13 4 L
0140 050 0400 080 1.4 2.1 8 50 1.3 4 J
0140 050 0400 100 1.4 2.1 10 50 1.3 4 o
0740 050 0400 120 1.4 2.1 12 50 1.3 4 o
0140 050 0400 140 1.4 2.1 14 50 1.3 4 .
0140 050 0400 160 1.4 2.1 16 50 1.3 4 L]

cont'd »

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
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AL SE MINIATURE ENDMILLS - with Long Neck XHPMIT

PE—— " >
B LM AL SE Kleinstfriser mit langem Hals, 2 Zshne l ' I;/I(ljcerr(])tsfralses AL SE 2 tailles en carbure monobloc avec cou long, E
-
# D Micro-frese AL SE in metallo duro integrale con collo lungo, 2 taglienti B =HEHEASALSE RS KHET L8727 Z
m
G68*
d1
D d2
I
12
L
z2

DIN 6535

=10°-12° —
= ZA{ ! N (= | |-
MG+ Y\ = 40° —— [l

EDP No. l EDV-Nr. / E usine / Codice EDP Dimension ( mm )
0150 050 0400 4 o
0150 050 0400 060 1.5 2.3 6 50 1.4 4 .
0150 050 0400 080 1.5 2.3 8 50 1.4 4 .
0150 050 0400 100 1.5 2.3 10 50 1.4 4 .
0150 050 0400 120 1.5 2.3 12 50 1.4 4 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 o
0150 060 0400 1.5 2.3 - 60 - 4 ]
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 .
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 1.5 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 .
0180 050 0400 1.8 2.7 - 50 - 4 .
0180 050 0400 060 18 2.7 6 50 1.7 4 .
0180 050 0400 080 1.8 2.7 8 50 1.7 4 °
0180 050 0400 100 1.8 2.7 10 50 1.7 4 o
0180 050 0400 120 1.8 2.7 12 50 1.7 4 L
0180 050 0400 140 1.8 2.7 14 50 1.7 4 J
0180 050 0400 160 18 2.7 16 50 1.7 4 J
0180 060 0400 18 2.7 - 60 - 4 o
0180 060 0400 180 18 2.7 18 60 1.7 4 o
0180 060 0400 200 18 2.7 20 60 1.7 4 °
cont'd »

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
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AL SE MINIATURE ENDMILLS - with Long Neck XHPMIT

m . _ . .
Z B LM AL SE Kleinstfriser mit langem Hals, 2 Zshne l ' I;/I(ljcerr(])tsfralses AL SE 2 tailles en carbure monobloc avec cou long,
-
3 # D Micro-frese AL SE in metallo duro integrale con collo lungo, 2 taglienti B =HEHEASALSE RS KHET L8727
<
G68*
d1
D d2
I
12
L
z2

DIN 6535

=10°-12° —
= ZA{ ! N (= | |-
MG+ Y\ = 40° —— [l

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

0200 050 0400 2 3 4 o
0200 050 0400 060 2 3 6 50 1.9 4 .
0200 050 0400 080 2 3 8 50 1.9 4 .
0200 050 0400 100 2 3 10 50 1.9 4 .
0200 050 0400 120 2 3 12 50 1.9 4 o
0200 050 0400 140 2 3 14 50 1.9 4 .
0200 050 0400 160 2 3 16 50 1.9 4 o
0200 060 0400 2 3 - 60 - 4 o
0200 060 0400 180 2 3 18 60 1.9 4 o
0200 060 0400 200 2 3 20 60 1.9 4 .
0200 075 0400 2 3 - 75 - 4 .
0200 075 0400 250 2 3 25 75 1.9 4 o
0200 075 0400 300 2 3 30 75 1.9 4 .
0250 050 0400 2.5 3.7 - 50 - 4 .
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 .
0250 050 0400 160 2.5 3.7 16 50 2.4 4 o
0250 060 0400 2.5 3.7 - 60 - 4 .
0250 060 0400 180 2.5 3.7 18 60 2.4 4 .
0250 060 0400 200 2.5 3.7 20 60 2.4 4 .
0250 060 0400 250 2.5 3.7 25 60 2.4 4 o
0250 075 0400 2.5 3.7 - 75 - 4 o
0250 075 0400 300 2.5 37 30 75 2.4 4 .
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
0300 050 0600 120 3 4.5 12 50 2.8 6 o
0300 050 0600 140 3 4.5 14 50 2.8 6 °

cont'd »

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
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AL SE MINIATURE ENDMILLS - with Long Neck XHPMIT

PE—— " >
B LM AL SE Kleinstfriser mit langem Hals, 2 Zshne l ' I;/I(ljcerr(])tsfralses AL SE 2 tailles en carbure monobloc avec cou long, E
-
# D Micro-frese AL SE in metallo duro integrale con collo lungo, 2 taglienti B =HEHEASALSE RS KHET L8727 Z
m
G68*
d1
D d2
I
12
L
z2

—10°-12° —— DIN 6535
S E=RISIEA =
MG+ Y\ 2=40° ST

T I I I KX I
0300 060 0600 3 6

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 .
0300 075 0600 3 4.5 - 75 2.8 6 o
0300 075 0600 250 3 4.5 25 75 2.8 6 ]
0400 060 0600 4 4.5 - 60 - 6 o
0400 060 0600 100 4 4.5 10 60 3.7 6 o
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 3.7 6 4
0400 075 0600 250 4 4.5 25 75 3.7 6 o
0400 075 0600 300 4 4.5 30 75 3.7 6 .
0400 075 0600 400 4 4.5 40 75 3.7 6 .
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
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AL BN STANDARD BALLNOSE CUTTERS XHPMIT

m . \ . .
— ~ . " u Fraises AL-BN Standard en carbure monobloc, a bout hémi-
% VHM Standard AL-BN Radiusschaftfraser, 2 Zdhne l ' sphérique,2 dents
3 l ' Z;zle;tlgngc:;'elm?aragglo in metallo duro integrale, tipo AL-BN Stan- “ BAEESS AL BN R3| Rk w87] 2 7] - EKE
<
G74*
D d2

z2

— DIN 6535
Y=14° 16° i § § ; —
l @ g

R+0/-0.02 2=30° E— HB
0300 3 5 6 °
0400 4 2 6 20 3.7 57 6 °
0500 5 2.5 7 20 4.6 57 6 °
0600 6 3 8 20 5.5 57 6 °
0800 8 4 10 25 7.4 64 8 °
1000 10 5 12 35 9.2 75 10 °
1200 12 6 14 35 " 75 12 4
1600 16 8 18 45 15 90 16 o
2000 20 10 22 50 19 100 20 o
G75*
Recess

Tools with recess upon request

|
R : J ‘ @ mm ‘ Tol. pm

~@25 +0/-0.020
]| rriser mit Freistellung auf Bestellung ‘ ' . Outils a vec dégagemen t sur demande 2
L @3~06 +0/-0.025
l D Utensilli con riduzione gambo su richiest a ‘ B mrusnEmEENER
>@6 +0/-0.030
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 88
[ (] [ ] ®
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AL BN MINIATURE BALLNOSE CUTTERS - with Long Neck XHPMT

PE——— P o >
]  \VHMKleinst-Radiusfriser AL BN mit langem Hals, 2 Zéhne l ' ZAtIE;?J r;?]gezsgel-nizl en carbure monobloc avec bout hémisphérique E
Micro-frese cilindriche AL BN a raggio con collo lungo in metallo duro - 2R T TR T E C
i) integrale, 2 taglienti B =HEHEASALBN R KMET Bk L%kI27 >
m
G76*
d1
D d2

z2

DIN 6535
Y=10°-12° e
@ _— Ha
MG+ R+0/-0.02 Y\ =300 | [====) |Eawe

et T R
0020 050 0400 0.10 4
0020 050 0400 005 0.2 0.10 0.2 0.5 50 0.17 4 .
0020 050 0400 010 0.2 0.10 0.2 1 50 0.17 4 .
0020 050 0400 015 0.2 0.10 0.2 1.5 50 0.17 4 ]
0030 050 0400 0.3 0.15 0.3 - 50 - 4 o
0030 050 0400 010 0.3 0.15 0.3 1 50 0.27 4 o
0030 050 0400 020 0.3 0.15 0.3 2 50 0.27 4 ]
0030 050 0400 030 0.3 0.15 0.3 3 50 0.27 4 o
0040 050 0400 0.4 0.20 0.4 - 50 - 4 o
0040 050 0400 010 0.4 0.20 0.4 1 50 0.37 4 .
0040 050 0400 020 0.4 0.20 0.4 2 50 0.37 4 .
0040 050 0400 030 0.4 0.20 0.4 3 50 0.37 4 o
0040 050 0400 040 0.4 0.20 0.4 4 50 0.37 4 .
0040 050 0400 050 0.4 0.20 0.4 5 50 0.37 4 .
0050 050 0400 0.5 0.25 0.4 - 50 - 4 .
0050 050 0400 020 0.5 0.25 0.4 2 50 0.45 4 .
0050 050 0400 030 0.5 0.25 0.4 3 50 0.45 4 .
0050 050 0400 040 0.5 0.25 0.4 4 50 0.45 4 .
0050 050 0400 050 0.5 0.25 0.4 5 50 0.45 4 o
0050 050 0400 060 0.5 0.25 0.4 6 50 0.45 4 .
0050 050 0400 080 0.5 0.25 0.4 8 50 0.45 4 .
0060 050 0400 0.6 0.30 0.5 - 50 - 4 .
0060 050 0400 020 0.6 0.30 0.5 2 50 0.55 4 o
0060 050 0400 030 0.6 0.30 0.5 3 50 0.55 4 o
0060 050 0400 040 0.6 0.30 0.5 4 50 0.55 4 L
0060 050 0400 050 0.6 0.30 0.5 5 50 0.55 4 J
0060 050 0400 060 0.6 0.30 0.5 6 50 0.55 4 L
0060 050 0400 080 0.6 0.30 0.5 8 50 0.55 4 o
0080 050 0400 08 0.40 0.6 - 50 - 4 o
0080 050 0400 020 08 0.40 0.6 2 50 0.75 4 .
cont'd »
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
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AL BN MINIATURE BALLNOSE CUTTERS - with Long Neck XHPMT

- o . . . o Micro-fraises AL BN en carbure monobloc avec bout hémisphérique
% VHM Kleinst-Radiusfraser AL BN mit langem Hals, 2 Zdhne i) et cou long, 2 dents
= Micro-frese cilindriche AL BN a raggio con collo lungo in metallo duro A 2R T TR T ;
= id integrale, 2 taglienti B =4ERASALBN R KHET) Rk T2 7
<L
G76*
d1
D d2

z2

DIN 6535
Y=10°-12° e
@ _— Ha
MG+ R+0/-0.02 Y\ =300 | [====) |Eawe

ot R
0080 050 0400 040 0.40 4 0.75 4
0080 050 0400 050 0.8 0.40 0.6 5 50 0.75 4 .
0080 050 0400 060 0.8 0.40 0.6 6 50 0.75 4 J
0080 050 0400 070 0.8 0.40 0.6 7 50 0.75 4 ]
0080 050 0400 080 0.8 0.40 0.6 8 50 0.75 4 o
0080 050 0400 100 0.8 0.40 0.6 10 50 0.75 4 .
0100 050 0400 1.0 0.50 0.8 - 50 - 4 o
0700 050 0400 030 1.0 0.50 0.8 3 50 0.9 4 o
0100 050 0400 040 1.0 0.50 0.8 4 50 0.9 4 o
0100 050 0400 050 1.0 0.50 0.8 5 50 0.9 4 .
0100 050 0400 060 1.0 0.50 0.8 6 50 0.9 4 L
0100 050 0400 070 1.0 0.50 0.8 7 50 0.9 4 o
0700 050 0400 080 1.0 0.50 0.8 8 50 0.9 4 .
0100 050 0400 090 1.0 0.50 0.8 9 50 0.9 4 .
0100 050 0400 100 1.0 0.50 0.8 10 50 0.9 4 .
0100 050 0400 120 1.0 0.50 0.8 12 50 0.9 4 .
0100 050 0400 140 1.0 0.50 0.8 14 50 0.9 4 .
0100 050 0400 160 1.0 0.50 0.8 14 50 0.9 4 .
0700 060 0400 1.0 0.50 0.8 - 60 - 4 o
0700 060 0400 200 1.0 0.50 0.8 20 60 0.9 4 o
0120 050 0400 1.2 0.60 1.0 - 50 - 4 .
0120 050 0400 060 1.2 0.60 1.0 6 50 1.1 4 .
0120 050 0400 080 1.2 0.60 1.0 8 50 1.1 4 J
0720 050 0400 100 1.2 0.60 1.0 10 50 1.1 4 o
0120 050 0400 120 12 0.60 1.0 12 50 1.1 4 o
0140 050 0400 1.4 0.70 1.1 - 50 - 4 ]
0140 050 0400 080 1.4 0.70 1.1 8 50 1.3 4 J
0140 050 0400 120 1.4 0.70 1.1 12 50 1.3 4 o
0140 050 0400 160 1.4 0.70 1.1 16 50 1.3 4 o
0150 050 0400 1.5 0.75 12 - 50 - 4 °
cont'd »
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 89
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AL BN MINIATURE BALLNOSE CUTTERS - with Long Neck XHPMT

- o . . . o Micro-fraises AL BN en carbure monobloc avec bout hémisphérique >
VHM Kleinst-Radiusfraser AL BN mit langem Hals, 2 Zdhne i) et cou long, 2 dents E
Micro-frese cilindriche AL BN a raggio con collo lungo in metallo duro A 2R T TR T ; [

id integrale, 2 taglienti B =4ERASALBN R KHET) Rk T2 7 >

m
G76*
d1
D d2

z2

DIN 6535
Y=10°-12° e
@ _— Ha
MG+ R+0/-0.02 Y\ =300 | [====) |Eawe

S I8 08 8 Y N
0150 050 0400 080 0.75 4
0150 050 0400 120 15 0.75 1.2 12 50 1.4 4 .
0150 050 0400 160 1.5 0.75 1.2 16 50 1.4 4 J
0150 060 0400 1.5 0.75 1.2 - 60 1.4 4 .
0150 060 0400 180 1.5 0.75 1.2 18 60 1.4 4 o
0160 050 0400 1.6 0.80 1.3 - 50 - 4 o
0160 050 0400 080 1.6 0.80 1.3 8 50 1.5 4 ]
0160 050 0400 120 1.6 0.80 1.3 12 50 1.5 4 o
0160 050 0400 160 1.6 0.80 - 16 50 1.5 4 o
0160 060 0400 1.6 0.80 13 - 60 1.5 4 o
0160 060 0400 200 1.6 0.80 1.3 20 60 1.5 4 .
0180 050 0400 1.8 0.90 1.4 - 50 - 4 o
0180 050 0400 080 1.8 0.90 1.4 8 50 1.7 4 .
0180 050 0400 120 1.8 0.90 1.4 12 50 1.7 4 .
0180 050 0400 160 1.8 0.90 1.4 16 50 1.7 4 .
0180 060 0400 200 1.8 0.90 1.4 20 60 1.7 4 .
0200 050 0400 2 1 1.6 - 50 - 4 .
0200 050 0400 040 2 1 1.6 4 50 19 4 .
0200 050 0400 060 2 1 1.6 6 50 1.9 4 o
0200 050 0400 080 2 1 1.6 8 50 19 4 °
0200 050 0400 100 2 1 1.6 10 50 19 4 .
0200 050 0400 120 2 1 1.6 12 50 19 4 .
0200 050 0400 140 2 1 1.6 14 50 1.9 4 .
0200 050 0400 160 2 1 1.6 16 50 1.9 4 o
0200 060 0400 2 1 1.6 - 60 - 4 .
0200 060 0400 180 2 1 1.6 18 60 1.9 4 .
0200 060 0400 200 2 1 1.6 20 60 1.9 4 .
0200 060 0400 220 2 1 1.6 22 60 - 4 o
0200 075 0400 2 1 1.6 - 75 1.9 4 ]
0200 075 0400 250 2 1 1.6 25 75 1.9 4 4
cont'd
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AL BN MINIATURE BALLNOSE CUTTERS - with Long Neck XHPMT

- o . . . o Micro-fraises AL BN en carbure monobloc avec bout hémisphérique
% VHM Kleinst-Radiusfraser AL BN mit langem Hals, 2 Zdhne i) et cou long, 2 dents
= Micro-frese cilindriche AL BN a raggio con collo lungo in metallo duro A 2R T TR T ;
= id integrale, 2 taglienti B =4ERASALBN R KHET) Rk T2 7
<
G76*
d1
D d2

z2

DIN 6535
Y=10°-12° e
@ _— Ha
MG+ R+0/-0.02 Y\ =300 | [====) |Eawe

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

0200 075 0400 300 2 4

0300 050 0600 3 1.5 2.4 - 50 - 6 .
0300 050 0600 080 3 1.5 2.4 8 50 2.8 6 .
0300 050 0600 100 3 1.5 2.4 10 50 2.8 6 ]
0300 060 0600 3 1.5 2.4 - 60 - 6 o
0300 060 0600 160 3 1.5 2.4 16 60 2.8 6 o
0300 060 0600 200 3 1.5 2.4 20 60 2.8 6 ]
0300 075 0600 3 1.5 2.4 - 75 - 6 o
0300 075 0600 250 3 1.5 2.4 25 75 2.8 6 o
0300 075 0600 300 3 1.5 2.4 30 75 2.8 6 o
0300 075 0600 350 3 1.5 2.4 35 75 2.8 6 .
0400 050 0600 4 2 3.2 - 50 - 6 o
0400 050 0600 100 4 2 3.2 10 50 3.7 6 .
0400 060 0600 4 2 3.2 - 60 - 6 .
0400 060 0600 160 4 2 3.2 16 60 3.7 6 o
0400 060 0600 200 4 2 3.2 20 60 3.7 6 .
0400 075 0600 4 2 3.2 - 75 - 6 .
0400 075 0600 250 4 2 3.2 25 75 3.7 6 .
0400 075 0600 300 4 2 3.2 30 75 3.7 6 .
0400 075 0600 350 4 2 3.2 35 75 3.7 6 °
0400 100 0600 4 2 3.2 - 100 - 6 .
0400 100 0600 400 4 2 3.2 40 100 3.7 6 .
0400 100 0600 450 4 2 3.2 45 100 3.7 6 o
0400 100 0600 500 4 2 3.2 50 100 3.7 6 .
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter

- - - Ko1 K02 PO1 P02 P03 Mo1 Mo02 S01 502 S03 HO1 HO02 - - 89
[ (] [ ] ®
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AL SE Recommended Cutting Data

Single Flute Endmills

IANIT NIV

Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm) 100D 100xD 100D 100xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 040xD 0.40xD
D (mm) Ve (m/min) Fz (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
2 0.016 0.017 0.012 0.016
3 0.028 0.030 0.024 0.030
4 0.044 0.046 0.040 0.045
5 0.063 0.065 0.060 0.063
6 100 0.085 300 0.091 0 0.080 0 0.086
8 0126 0.138 0.120 0129
10 0173 0189 0170 0180
12 0.226 0.251 0.220 0.242
Standard Endmills 2 Flutes
Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm) 1.00xD 1.00xD 100xD 1.00xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 0.40xD 0.40xD
D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
1 0.004 0.004 0.002 0.004
2 0.008 0.009 0.006 0.009
3 0.015 0.016 0.013 0.015
4 0.023 0.024 0.020 0.023
5 0.032 0.034 0.028 0.033
6 0.044 0.047 0.040 0.044
400 300 350 350
8 0.064 0.071 0.060 0.066
10 0.088 0.097 0.084 0.092
12 0M5 0.129 0.110 0.124
14 0.135 0.150 0.30 0.145
16 0.160 0180 0.152 0.172
20 0.200 0.225 0.192 0.215

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

XHPMT

L
Z
=
=}
=
<

Standard Endmills 2 Flutes

Ap

Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si = 9% -
Cutting Depth, Ap (mm), 050%D 050*D 050%D 050%D
Cutting Width, Ae (mm) 1.00xD 1.00xD 1.00xD 1.00xD
D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
1 0.004 0.004 0.003 0.004
2 0.009 0.009 0.008 0.008
3 0.014 0.014 0.012 0.013
4 0.020 0.019 0.017 0.019
5 0.029 0.026 0.024 0.026
6 0.040 0.035 0.032 0.035
250 200 220 230
8 0.059 0.054 0.050 0.052
10 0.080 0.072 0.068 0.072
12 0.102 0.092 0.088 0.094
14 0131 0115 0.110 018
16 0.161 0.146 0.140 0.148
20 0.201 0.182 0.175 0.191
Torus Long Endmills 2 Flutes
Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si > 9% =
Cutting Depth, Ap (mm) 100D 100xD 100xD 1.00xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 0.40xD 0.40xD
D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
6 0.035 0.038 0.030 0.036
8 0.052 0.057 0.045 0.053
10 0.071 0.078 0.065 0.074
12 400 0.092 300 0103 350 0.085 350 0.099
14 0.108 0.120 0.100 0.116
16 0128 0.144 0.120 0.138
20 0.160 0.180 0.152 0.172

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

Ae
m >
[ [ A c
Standard Endmills 3 Flutes E
=
Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - =
Cutting Depth, Ap (mm) 100xD 100xD 100xD 100xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 040xD 0.40xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
1 0.002 0.003 0.002 0.003
2 0.006 0.006 0.004 0.006
3 0.010 0.01 0.008 0.01
4 0.016 0.017 0.014 0.016
5 0.022 0.024 0.020 0.022
6 0.030 0.032 0.026 0.031
8 100 0.044 300 0.049 0 0.040 0 0.045
10 0.060 0.066 0.055 0.063
12 0.079 0.088 0.075 0.084
14 0.092 0103 0.086 0.098
16 0109 0123 0100 0117
20 0.136 0154 0130 0.147

Standard Endmills 3 Flutes

[Ap

Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm) 050xD 050xD 050xD 050xD
Cutting Width, Ae (mm) 1.00xD 100xD 100D 1.00xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
1 0.003 0.003 0.002 0.003
2 0.006 0.006 0.004 0.006
3 0.010 0.010 0.008 0.010
4 0.014 0.014 0.012 0.014
5 0.020 0.018 0.016 0.018
6 0.028 0.025 0.022 0.025
250 200 220 230
8 0.041 0.038 0.035 0.036
10 0.056 0.051 0.046 0.050
12 0.070 0.065 0.060 0.066
14 0.090 0.081 0.075 0.082
16 om 0.101 0.095 0.102
20 0138 0127 0.120 0132

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

XHPMT

Ae.
L
= : : T
=] DP Torus Roughing Endmills 3 Flutes
<
Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm) 100D 100xD 100D 100xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 040xD 0.40xD
D (mm) Ve (m/min) Fz (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
6 0.033 0.036 0.030 0.034
8 0.048 0.054 0.042 0.050
10 0.066 0.073 0.060 0.069
12 100 0.086 300 0.097 0 0.080 0 0.093
16 0120 0135 0115 0129
20 0150 0.169 0.145 0161
DP Torus Roughing Endmills 3 Flutes
Slotting
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm) 050xD 050%D 050%D 050%D
Cutting Width, Ae (mm) 1.00xD 100%D 1.00xD 1.00xD
D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
6 0.030 0.028 0.025 0.027
8 0.045 0.042 0.036 0.040
10 0.061 0.056 0.052 0.055
250 200 220 230
12 0.077 0.071 0.067 0.072
16 0.122 02 0.108 012
20 0152 0.139 0135 0.145
Long Endmills 3 Flutes
Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% = =
Cutting Depth, Ap (mm) 100xD 100D 100D 100xD
Cutting Width, Ae (mm) 0.40xD 040xD 0.40xD 040xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
0.008 0.009 0.007 0.009
4 0.013 0.013 0.01 0.013
5 0.018 0.019 0.016 0.018
6 0.024 0.026 0.021 0.024
8 400 0.035 300 0.039 350 0.031 350 0.036
10 0.048 0.053 0.044 0.050
12 0.063 0.070 0.060 0.068
14 0.073 0.082 0.068 0.079
16 0.087 0.098 0.085 0.094

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

Standard Endmills 4 Flutes

IANIT NIV

Side Milling
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si = 9% = =
Cutting Depth, Ap (mm) 100xD 100xD 100xD 100xD
Cutting Width, Ae (mm) 0.40xD 0.40xD 040xD 0.40xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
0.008 0.009 0.007 0.009
4 0013 0.014 0.010 0013
5 0.018 0.019 0.016 0.018
6 0.024 0.026 0.020 0.024
8 0.035 0.039 0.030 0.036
10 100 0.047 00 0.052 0 0.042 0 0.049
12 0.061 0.069 0.058 0.066
14 0.07M 0.081 0.068 0.077
16 0.085 0.096 0.080 0.092
20 0106 0.120 0100 0114

Standard Endmills 4 Flutes

Ae

L

A

Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si > 9% =
Cutting Depth, Ap (mm) 050%D 050%D 050%D 050%D
Cutting Width, Ae (mm) 1.00xD 100xD 1.00xD 1.00xD
D (mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
0.008 0.009 0.007 0.008
4 0.012 0.012 0.010 0.012
5 0.017 0.016 0.014 0.015
6 0.023 0.021 0.018 0.021
8 0.033 0.032 0.029 0.030
250 200 220 230
10 0.045 0.042 0.040 0.041
12 0.057 0.053 0.050 0.053
14 0.072 0.066 0.060 0.066
16 0.088 0.082 0.078 0.082
20 0.110 0103 0.100 0.106

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

XHPMT

w Ae Ap
3 e
=8l Standard Ballnose 2 Flutes
E|
N T
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% - -
Cutting Depth, Ap (mm)| 0.05xD 0.05xD 005xD 0.05xD
Cutting Width, Ae (mm) 0.05xD 0.05xD 005xD 0.05xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
0.063 0.063 0.060 0.062
4 0.084 0.084 0.080 0.082
5 0134 0134 0130 0131
6 0195 0195 0.188 0190
8 250 0.193 200 0193 220 0185 230 0189
10 0.196 0.196 0.190 0.192
12 0195 0195 0.188 0190
16 0.156 0156 0150 0.152
20 0.156 0.156 0150 0.152
Ae Ap

Standard Ballnose 2 Flutes

e e+

Roughing

Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics

Properties Si<9% Si=9% o o

Cutting Depth, Ap (mm) 010D 010xD 010D 010xD

Cutting Width, Ae (mm) 0.20%D 020xD 0.20xD 020%D

D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
0.063 0.063 0.060 0.062

4 0.084 0.084 0.080 0.082
5 0134 0134 0.128 0131
6 0195 0195 0.186 0190
8 250 0193 200 0193 220 0.184 230 0189
10 0.196 0196 0.190 0.192
12 0195 0195 0188 0190
16 0156 0156 0150 0152
20 0156 0.156 0150 0152

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

>
. . . C
Miniature Ballnose with Long Neck 2 Flutes =
%
E— o~ e
Working material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si = 9% -
D (mm) Effective Length Ap (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) V¢ (m/min) Fz(mm) Ve (m/min) Fz (mm)

0.5 0.030 25 0.006 25 0.006 28 0.006 25 0.009

0.2 1 0.017 25 0.006 25 0.006 28 0.005 25 0.009

15 0.010 25 0.004 25 0.004 28 0.003 25 0.006

1 0.026 38 0.009 38 0.009 4 0.008 38 0.013

03 2 0.020 38 0.008 38 0.008 4 0.007 38 0.01

3 0.014 38 0.006 38 0.006 4 0.006 38 0.009

1 0.050 50 0.012 50 0.012 55 0.011 50 0.018

2 0.034 50 0.009 50 0.009 55 0.008 48 0.014

0.4 3 0.028 50 0.008 50 0.008 55 0.007 46 0.012

4 0.020 50 0.006 50 0.006 55 0.006 43 0.01

5 0.014 50 0.005 50 0.005 55 0.005 41 0.009

2 0.100 63 0.013 63 0.013 69 0.01 60 0.017

3 0.080 63 0.012 63 0.012 69 0.011 57 0.016

4 0.060 63 0.01 63 0.01 69 0.010 54 0.015

03 5 0.045 63 0.011 63 0.01 69 0.010 51 0.014

6 0.030 63 0.01 63 0.01 69 0.010 48 0.013

8 0.020 63 0.010 63 0.010 69 0.009 47 0.012

2 0120 75 0.019 75 0.019 83 0.017 72 0.024

3 0.095 75 0.018 75 0.018 83 0.016 69 0.023

4 0.070 75 0.018 75 0.018 83 0.016 65 0.022

06 5 0.055 75 0.017 75 0.017 83 0.016 61 0.023

6 0.040 75 0.017 75 0.017 83 0.015 58 0.024

8 0.030 75 0.015 75 0.015 83 0.014 54 0.024

2 0180 101 0.024 101 0.024 m 0.021 99 0.024

4 0.160 101 0.023 101 0.023 m 0.020 97 0.024

5 0130 101 0.021 101 0.021 m 0.019 92 0.023

0.8 6 0.100 101 0.020 101 0.020 m 0.018 87 0.022

7 0.075 101 0.020 101 0.020 m 0.018 87 0.022

8 0.050 101 0.020 101 0.020 m 0.018 87 0.022

10 0.040 101 0.019 101 0.019 m 0.017 84 0.019

cont'd »

ol 1

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

XHPMT

L
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Miniature Ballnose with Long Neck 2 Flutes

E— o~ e
Working material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si = 9% -
D (mm) Effective Length Ap (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz (mm)
3 0.250 126 0.031 126 0.031 138 0.028 113 0.034
4 0.200 126 0.031 126 0.031 138 0.028 109 0.035
5 0180 126 0.031 126 0.031 138 0.027 106 0.035
6 0.160 126 0.030 126 0.030 138 0.027 103 0.034
7 0140 126 0.029 126 0.029 138 0.026 101 0.033
10 8 0.120 126 0.028 126 0.028 138 0.025 98 0.032
9 0.100 126 0.028 126 0.028 138 0.025 94 0.031
10 0.080 126 0.027 126 0.026 138 0.024 90 0.030
12 0.060 126 0.027 126 0.025 138 0.022 87 0.028
14 0.040 126 0.025 126 0.024 138 0.021 83 0.025
20 0.015 126 0.023 126 0.022 138 0.020 81 0.023
6 0180 151 0.032 151 0.031 166 0.028 132 0.034
8 0.160 151 0.031 151 0.029 166 0.026 128 0.033
12 10 0120 151 0.030 151 0.028 166 0.025 124 0.033
12 0.100 151 0.029 151 0.027 166 0.024 121 0.032
8 0190 176 0.033 176 0.031 194 0.028 132 0.038
14 12 0185 176 0.031 176 0.029 194 0.026 125 0.036
16 0150 176 0.029 176 0.028 194 0.025 17 0.037
8 0.200 189 0.036 189 0.033 207 0.030 125 0.033
12 0180 189 0.034 189 0.030 207 0.027 14 0.032
18 16 0135 189 0.031 182 0.029 200 0.026 107 0.031
18 0.090 189 0.028 m 0.028 188 0.025 101 0.028
8 0.210 201 0.036 201 0.034 221 0.031 133 0.035
12 0190 201 0.034 201 0.032 221 0.029 121 0.036
e 16 0.170 201 0.031 186 0.032 205 0.029 15 0.035
20 0.120 186 0.031 176 0.031 194 0.028 108 0.035
8 0.250 226 0.034 226 0.031 249 0.028 147 0.035
12 0.210 223 0.033 218 0.031 240 0.027 136 0.035
'8 16 0.205 209 0.033 201 0.030 221 0.027 127 0.033
20 0150 181 0.033 178 0.031 196 0.028 19 0.035
cont'd »

ol 1

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

>
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Miniature Ballnose with Long Neck 2 Flutes =
%
E— o~ e
Working material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si = 9% -
D (mm) Effective Length Ap (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) V¢ (m/min) Fz(mm) Ve (m/min) Fz (mm)

4 0.480 245 0.046 229 0.047 252 0.042 152 0.044

6 0.440 239 0.046 223 0.045 245 0.041 140 0.045

8 0.400 238 0.045 214 0.045 235 0.041 127 0.047

10 0.360 232 0.043 209 0.043 229 0.039 123 0.047

12 0.320 226 0.041 203 0.041 223 0.037 120 0.046

14 0.280 220 0.038 198 0.038 218 0.035 17 0.045

20 16 0.240 214 0.036 192 0.036 212 0.032 14 0.043

18 0.210 208 0.035 187 0.035 206 0.032 m 0.042

20 0180 202 0.035 182 0.035 200 0.032 107 0.041

22 0150 196 0.035 7 0.035 194 0.031 104 0.039

25 0120 190 0.034 m 0.034 188 0.031 101 0.038

30 0.090 187 0.033 164 0.032 180 0.028 99 0.035

8 0.650 283 0.074 264 0.075 290 0.068 150 0.061

10 0.600 2n 0.075 244 0.075 269 0.068 145 0.059

16 0.520 262 0.073 237 0.073 260 0.065 140 0.058

3.0 20 0.440 254 0.070 228 0.070 251 0.063 135 0.056

25 0.360 244 0.068 220 0.068 242 0.061 130 0.054

30 0320 231 0.066 207 0.067 228 0.060 18 0.056

35 0.300 217 0.065 198 0.065 218 0.059 13 0.054

10 0.850 364 0.076 264 0.094 290 0.084 151 0102

16 0.800 260 0.100 234 0.100 257 0.090 145 0.100

20 0.694 251 0.097 226 0.097 249 0.087 140 0.097

25 0.587 243 0.094 219 0.094 241 0.084 134 0.094

4.0 30 0.480 234 0.090 2N 0.090 232 0.081 131 0.089

35 0.420 227 0.089 205 0.089 225 0.080 126 0.091

40 0.360 221 0.088 199 0.088 218 0.079 122 0.090

45 0.300 215 0.087 194 0.086 213 0.078 18 0.090

50 0.240 209 0.085 187 0.085 206 0.077 M4 0.090

ol 1

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

XHPMT
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Miniature Endmills with Long Neck 2 Flutes

[Ap

Soreng e
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si=9% =
D (mm) Effective Length Ap (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm)
0.5 0.100 25 0.008 23 0.008 25 0.008 24 0.008
0.2 1 0.040 24 0.007 21 0.007 22 0.007 22 0.007
15 0.028 22 0.007 20 0.007 21 0.007 21 0.007
1 0.100 38 0.010 34 0.010 36 0.011 36 0.010
03 2 0.050 33 0.009 30 0.009 32 0.009 31 0.009
3 0.030 28 0.007 25 0.008 27 0.008 26 0.007
2 0.080 41 0.011 42 0.011 45 0.012 45 0.011
3 0.058 44 0.010 39 0.011 42 0.012 42 0.010
o4 4 0.040 37 0.009 33 0.009 35 0.009 35 0.009
5 0.033 34 0.008 31 0.008 33 0.008 32 0.008
2 0125 63 0.014 57 0.014 61 0.015 60 0.014
4 0.063 51 0.01 46 0.011 49 0.012 48 0.01
03 6 0.043 42 0.009 38 0.009 41 0.009 40 0.009
8 0.033 34 0.008 31 0.008 33 0.008 33 0.007
2 0.200 75 0.017 68 0.017 3 0.018 Y 0.017
4 0.100 66 0.015 59 0.015 63 0.016 62 0.015
0.6 6 0.060 56 0.013 50 0.013 54 0.014 53 0.013
8 0.045 51 0.01 46 0.012 49 0.013 48 0.01
10 0.038 41 0.009 37 0.009 40 0.009 39 0.009
2 0.350 88 0.019 79 0.019 85 0.020 84 0.019
4 0140 82 0.018 T4 0.018 79 0.019 78 0.018
0.7 6 0.088 n 0.015 64 0.015 68 0.016 67 0.015
8 0.063 65 0.014 59 0.014 63 0.015 62 0.014
10 0.050 54 0.012 48 0.012 51 0.013 51 0.012
4 0.160 94 0.020 85 0.020 el 0.021 89 0.020
6 0115 87 0.018 9 0.018 85 0.019 83 0.018
0.8 8 0.080 74 0.016 67 0.016 Y 0.017 n 0.015
10 0.068 68 0.014 61 0.014 65 0.015 65 0.014
12 0.053 61 0.013 55 0.013 59 0.014 58 0.013
6 0.150 98 0.020 89 0.020 95 0.021 94 0.020
8 0113 el 0.018 82 0.018 88 0.019 87 0.018
09 10 0.083 84 0.017 75 0.017 80 0.018 79 0.017
15 0.058 62 0.013 55 0.013 59 0.014 59 0.013
6 0.168 109 0.022 98 0.022 105 0.023 104 0.022
8 0125 101 0.020 91 0.020 97 0.021 96 0.020
10 0.100 93 0.019 84 0.019 90 0.020 88 0.019
! 12 0.083 85 0.017 76 0.017 81 0.018 81 0.017
14 0.073 7 0.015 69 0.015 74 0.016 3 0.015
6 0.063 68 0.014 62 0.014 66 0.015 65 0.014
cont'd »

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

Ae >
| =
. . . . LA c
Miniature Endmills with Long Neck 2 Flutes =
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Soteng e
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si=9% =
D (mm) Effective Length Ap (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm)

6 0.240 14 0.028 127 0.028 136 0.029 134 0.028

8 0.200 131 0.026 18 0.026 126 0.027 125 0.026

12 10 0150 121 0.024 109 0.024 17 0.025 115 0.024

12 0.120 112 0.022 100 0.022 107 0.023 106 0.022

6 0.350 176 0.034 158 0.034 169 0.036 167 0.034

8 0.280 165 0.032 148 0.032 158 0.034 156 0.032

10 0.200 153 0.030 138 0.030 148 0.032 146 0.030

b 12 0175 142 0.027 128 0.027 137 0.028 135 0.027

14 0.140 130 0.025 117 0.025 125 0.026 124 0.025

16 0.128 130 0.025 17 0.025 125 0.026 124 0.025

6 0.375 189 0.036 170 0.036 182 0.038 79 0.036

8 0.300 176 0.034 159 0.034 170 0.036 167 0.034

10 0.250 164 0.031 148 0.031 158 0.033 156 0.031

12 0.188 152 0.029 137 0.029 147 0.030 144 0.029

18 14 0.168 152 0.029 137 0.029 147 0.030 144 0.029

16 0150 140 0.027 125 0.027 134 0.028 132 0.027

18 0125 127 0.024 115 0.024 123 0.025 121 0.024

20 0115 127 0.024 115 0.024 123 0.025 121 0.024

6 0.533 201 0.038 181 0.038 194 0.040 191 0.038

8 0.320 188 0.036 169 0.035 181 0.037 178 0.036

10 0.268 175 0.033 157 0.033 168 0.035 166 0.033

1 0.228 175 0.033 157 0.033 168 0.035 166 0.033

16 14 0.200 162 0.031 146 0.031 156 0.033 154 0.031

16 0.160 149 0.028 134 0.028 143 0.029 14 0.028

18 0145 149 0.028 134 0.028 143 0.029 14 0.028

20 0133 136 0.026 121 0.026 129 0.027 131 0.025

6 0.600 226 0.043 204 0.043 218 0.045 215 0.043

8 0.450 226 0.043 204 0.043 218 0.045 215 0.043

10 0.360 212 0.040 191 0.040 204 0.042 201 0.040

12 0.300 197 0.037 77 0.037 189 0.039 187 0.037

8 14 0.258 197 0.037 77 0.037 189 0.039 187 0.037

16 0.225 182 0.035 164 0.035 175 0.037 73 0.035

18 0180 167 0.032 150 0.032 161 0.034 159 0.032

20 0.163 167 0.032 150 0.032 161 0.034 159 0.032

cont'd »

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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AL SE Recommended Cutting Data
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Miniature Endmills with Long Neck 2 Flutes

[Ap

Slotting
Working Material Wrought Aluminium Cast Aluminium Copper Alloy Thermoplastics
Properties Si<9% Si=9% Si=9% =
D (mm) Effective Length Ap (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
6 0.668 251 0.047 226 0.047 242 0.049 239 0.047
8 0.500 251 0.047 226 0.047 242 0.049 239 0.047
10 0.400 235 0.044 212 0.044 227 0.046 223 0.044
12 0333 219 0.041 197 0.041 21 0.043 208 0.041
14 0.285 219 0.041 197 0.041 2n 0.043 208 0.041
2 16 0.250 202 0.038 182 0.038 195 0.040 192 0.038
18 0.223 202 0.038 182 0.038 195 0.040 192 0.038
20 0.200 186 0.035 167 0.035 179 0.037 7 0.035
25 0.168 170 0.032 153 0.032 164 0.034 161 0.032
30 0133 153 0.029 138 0.029 148 0.030 146 0.029
8 0.833 314 0.058 283 0.058 303 0.061 298 0.058
10 0.625 314 0.058 283 0.058 303 0.061 298 0.058
12 0.625 314 0.058 283 0.058 303 0.061 298 0.058
14 0.500 294 0.054 265 0.054 284 0.057 279 0.054
2.5 16 0.418 273 0.050 246 0.050 263 0.053 260 0.050
18 0.358 273 0.050 246 0.050 263 0.053 260 0.050
20 0313 253 0.047 228 0.047 244 0.049 240 0.047
25 0.250 233 0.043 209 0.043 224 0.045 221 0.043
30 0.208 212 0.039 91 0.039 204 0.041 202 0.039
8 1500 377 0.068 339 0.068 363 0.071 358 0.068
10 1.000 377 0.068 339 0.068 363 0.0711 358 0.068
12 0.750 377 0.068 339 0.068 363 0.071 358 0.068
14 0.750 377 0.068 339 0.068 363 0.071 358 0.068
} 16 0.600 353 0.064 318 0.064 340 0.067 335 0.064
18 0.500 328 0.059 295 0.059 316 0.062 312 0.059
20 0.500 328 0.059 295 0.059 316 0.062 312 0.059
25 0.375 304 0.055 273 0.055 292 0.058 288 0.055
10 2.000 450 0.096 405 0.096 433 0101 427 0.096
15 1333 450 0.096 405 0.096 433 0101 427 0.096
20 0.800 421 0.089 380 0.089 407 0.093 400 0.089
¢ 25 0.668 392 0.083 353 0.083 378 0.087 372 0.083
30 0.573 392 0.083 353 0.083 378 0.087 372 0.083
40 0.400 333 0.07M 300 0.071 321 0.075 317 0.071

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