FRESE PER FINITURA NI 6251

DIN 8458
1SO 1641/11

A
v

HSS-E
(08 | 90° ‘Z"

N [—

~30°[|228A
I.UNGA CODE (Co 8%) d1 CM-MK Zz Co 8% SUPREME

mm js14 3 €
G9/01 16 63 148 2 4 . . [ ]
G9/02 18 63 148 2 4 . 3 [ ]
G9/03 20 75 177 3 4 . . [ ]
G9/04 22 75 177 3 4 . . [ ]
G9/05 24 90 192 3 5 . o [ ]
I} FRESE PER FINITURA - Codolo conico G9/06 25 90 192 3 5 . . [ ]
Morse con foro filettato G9/07 26 90 192 3 5 » - @

EE END MILLS - Morse taper shank G9/08 o8 90 192 3 5 .
1) FRAISES A CYLINDRES - Queue au cone : o
Morse & trou fileté G9/09 30 90 192 3 6 . - @
P SCHAFTFRASER - Morsekegelschaftund ~ G9/10 32 106 231 4 6 . - @
Anzugsgewinde G9/11 34 106 231 4 6 3 o [ ]
2 K/I\RESAS ClLl.NDli/l'CAS FRONT]A;ES - G9/12 35 106 231 4 6 o . [
Sczzgo conico Morse con taladro ro- GO/13 EE e e 7 g . -
[ FRESAS CILINDRICAS FRONTAIS - Qua- G914 38 125 250 4 6 . - a8
tro navalhas sem corte ao centro longa G9/15 40 125 250 4 8 o LI |
- Encabadouro Morse G9/16 45 125 250 4 8 3 e o
B Opesa KoHLeBas AnA UNCTOBON 0bpa- Go7 50 150 308 5 3 . —_—

60TKM. XBOCTOBYK KOHYC Mop3e ¢ pesb-
60, YOnMHeHHas cepuis

(o I B 4040,03

Ulteriori diametri a richiesta
Other diameters on demand

COATING SUPREME
CODE
G9/...IS
SGROSSATURA - RoUGHING [ 11C]

semiFINTURA - semiFNisHING I
FINTURA - FINISHING (NI

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping
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Suggerimenti
Suggestion

—_ 0
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | O O SCONSIGLIATO
NOT RECOMMENDED
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NORM TIPO-TYPE

STANDARD

Rime

FRESE PER FINITURA

EXTRA-LONG I

SERIE

G - : ~

| 12 i | 90 || U=

N DIN
~301| 228A
EXTRA'I.UNGA CODE d_1 12 I CM-MK z Co 8%
mm js14 mm mm €
G10/01 16 90 175 2 4 .
G10/02 18 100 202 3 4 .
G10/03 20 110 212 3 4 .
G10/04 22 110 212 3 4 .
G10/05 25 125 250 4 5 .
I} FRESE PER FINITURA - Codolo conico G10/06 28 135 260 4 5 .
Morse con foro filettato G10/07 30 140 265 4 6 .
= END MILLS - Morse taper shank
ﬁ FRAISES A CYLINDRESpf Queue au cone G10/08 32 120 22 4 6 °
Morse & trou fileté G10/09 35 150 275 4 6 o
B SCHAFTFRASER - Morsekegelschaft und G10/10 36 150 275 4 6 .
Anzugsgewinde G10/11 38 180 305 4 6 .
[ FRESAS CILINDRICAS FRONTALES - G10/12 40 180 305 4 3 .
Mango conico Morse con taladro ro-
scado

[ FRESAS CILINDRICAS FRONTAIS - Qua-
tro navalhas sem corte ao centro extra
longa - Encabadouro Morse con taladro
roscado

B Opesa KoHLeBas 418 UMCTOBOM 0bpa-
60TKM. XBOCTOBVIK KOHYC Mop3e ¢ pe3b-
60/, YNbTpaannHHas cepus

(o I T 4040,03

Ulteriori diametri a richiesta
Other diameters on demand

=]
= -
: @0 SGROSSATURA - RoUGHING [ 11C] Su
Parametri g2 s N
. £0 N.S [y (=]
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][ ][] ox ; ;
Apertura cava Contornatura Copia 3D Assiale Rampa
1 99'222 2ie g 9 Slotting Side milling 3D copying Axial Ramping
2EL 33 Finmura - FINisHING [N "=
@ 4 | O O O
'(__5 % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[TR] ACCETTABILE
= ACCEPTABLE
'§° g [ | [ | 4 4 O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 03 back to index
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N X
FRESE PER FINITURA A TESTA SEMISFERICA  1so 1ean ZilD

le 11 -
HSS-E U -
08 ||rp Ty
~ .
© [ -]
N DIN
~30°|| 1835A
NORMALE CODE d2 z Co 8%
mm h6 3
G11/03 4 11 55 6 4 o
G11/04 5 13 57 6 4 .
G11/05 6 13 57 6 4 o
G11/06 8 19 69 10 4 .
G11/07 10 22 72 10 4 o
I} FRESE PER FINITURA ATESTA SEMISFE- G11/08 12 26 83 12 4 .
RICA - Due denti frontali taglienti fino al G11/09 14 26 83 12 4 .
centro - Codolo cilindrico
G11/10 15 32 92 16 4
EE BALL-NOSED END MILLS - Two end :
teeth cutting up to the centre - Straight G 16 32 92 16 4 ¢
shank G11/12 18 32 92 16 4 .
I} FRAISES A CYLINDRES A BOUT HEMI- G11/13 20 38 104 20 4 .
SPHER|QUE - Deux dents bout coupan- G11/14 22 38 104 20 4 °
tes jusg'au centre - Queue cylindrique
B HALBRUNDKOPFFRASER - Zwei Schnei- CIAL 24 43 121 25 > °
den mit Zentrumschnitt - Zylinder- G11/16 25 45 121 25 5 °
schaft G11/17 26 45 121 25 5 o
[ FRESAS CILINDRICAS FRONTALES CA- G11/18 28 45 121 25 5 .
BEZA SEMIESFERICA - Dos Iabloslqlue G11/19 30 45 121 95 6 o
cortan hasta el centro - Mango cilin-
G11/20 32 53 133 32 6 o

drico
[l FRESAS CILINDRICAS FRONTAIS BOLEA-
DAS - Quatro navalhas que cortam ao
centro normal - Encabadouro cilindrico
I Opesa KoHLeBaA ANA UMCTOBOI O6pa-
60TkN. Chepudecknin Topel. LinnnHa-
puyyecknin xeocToswk. CpeaHaa cepus

m THREADED  Su richiesta
DIN1835D On request

WELDON su richiesta
DIN1835B ON request

(o I s 40 40,03

Ulteriori diametri a richiesta
Other diameters on demand

s6RossATURA - RouaHING I
semiFINTURA - semiFNiSHING [T
Finmura - FINisHING [ IR

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

O 4 | 4 4
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Suggerimenti
Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | O O SCONSIGLIATO
NOT RECOMMENDED
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NORM TIPO-TYPE 746

FRESE PER FINITURA A TESTA SEMISFERICA  1so e

—_

HSS-E
R Iy

DIN

~30°|| 228 A
NORMALE CODE d1 12 I CM-MK z Co 8%

mm js14 mm mm €

G12/01 16 32 117 2 4 o

G12/01/1 18 32 117 2 4 o

G12/02 20 38 140 3 4 o

G12/03 22 38 140 3 4 o

G12/04 24 45 147 3 5 o

'] FRESE PER FINITURA ATESTA SEMISFE- G12/05 25 45 147 3 5 .

RICA - Due denti frontali taglienti fino al G12/05/1 26 45 147 3 5 .

;EE;C;(; Codolo conico Morse con foro G12/06 28 5 147 3 5 .

B BALL-NOSED END MILLS - Two end G12/07 30 53 155 3 6 .

teeth cutting up to the centre - Morse G12/08 32 53 178 4 6 o
taper shank

) FRAISES A CYLINDRES A BOUT HEMI-
SPHERIQUE - Deux dents bout coupan-
tes jusq'au centre - Queue au céne
Morse a trou fileté

m HALBRUNDKOPFFRASER - Zwei Schnei-
den mit Zentrumschnitt - Morsekegel-
schaft und Anzugsgewinde

& FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA - Dos labios que
cortan hasta el centro - Mango conico
Morse con taladro roscado

[ FRESAS CILINDRICAS FRONTAIS BOLEA-
DAS - Quatro navalhas que cortam ao
centro normal - Encabadouro cone
Morse con taladro roscado

I Ope3a KoHuesas 415 uMCTOBOM 06pa-
60TkN. Chepurueckuii Topell. XBOCTO-
BUK KOHyC Mop3e ¢ pe3bboit. CpeaHss
cepus

(o I T 4040,03

Ulteriori diametri a richiesta
Other diameters on demand

=]
= =
: o scrossATURA - RouaHING ]I Su
Parametri g2 S N =7
. £0 N.S =i
Cutting data T semiFINITURA - SmiFINISHING [N 1] ox ; ;
Apertura cava Contornatura Copia 3D Assiale Rampa
1 99-222 )] g o Slotting Side milling 3D copying Axial Ramping
2EL 33 Finmura - FINisHING [N &=
@ O 4 [ 4 4
'(_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/II(ESHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[TR] ACCETTABILE
= ACCEPTABLE
g g [ | [ | | | O O SCONSIGLIATO
NOT RECOMMENDED
—I 05 torna all'indice

back to index
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NORM TIPO-TYPE 746

FRESE PER FINITURA A TESTA SEMISFERICA  1so e

SERIE

G = : :

12 HSS-E
D 08 ||r)

DIN
~30°|] 228A
I.UNGA CODE d1 12 1 CM-MK z Co 8%

mm js14 mm mm €

G13/01 16 63 148 2 4 o

G13/01/1 18 63 148 2 4 o

G13/02 20 75 177 3 4 o

G13/03 22 75 177 3 4 o

G13/04 24 90 192 3 5 o

'] FRESE PER FINITURA ATESTA SEMISFE- G13/05 25 90 192 3 5 .

RICA - Due denti frontali taglienti fino al G13/05/1 26 90 192 3 5 .

;EE;C;(; Codolo conico Morse con foro G13/06 28 % 192 3 5 .

B BALL-NOSED END MILLS - Two end G13/07 30 %0 192 3 6 :

teeth cutting up to the centre - Morse G13/08 32 106 231 4 6 .
taper shank

I FRAISES A CYLINDRES A BOUT HEMI-
SPHERIQUE - Deux dents bout coupan-
tes jusq'au centre - Queue au céne
Morse a trou fileté

B HALBRUNDKOPFFRASER - Zwei Schnei-
den mit Zentrumschnitt - Morsekegel-
schaft und Anzugsgewinde

0 FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA - Dos labios que
cortan hasta el centro - Mango conico
Morse con taladro roscado

[ Fresas cilindricas boleadas longas de
quatro navalhas que cortam ao centro -
Encabadouro cone Morse con taladro
roscado

m Opesa KoHueBas Ana umMcToBom obpa-
60TkN. Chepurueckuii Topell. XBOCTO-
BUK KOHYC Mop3e ¢ pe3bboi.
YnnvHeHHas cepyia

(o I T 40.40,03

Ulteriori diametri a richiesta
Other diameters on demand

s6rossATURA - RouaHING I
SemIFINITURA - sSmiFINISHING [ IICC]
Finmura - FINisHING [N IR

Parametri
Cutting data

L ™ ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

O 4 | 7| 4
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Suggerimenti
Suggestion

—_ 0
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | O O SCONSIGLIATO
NOT RECOMMENDED
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NORM TIPO-TYPE

STANDARD

Rime

FRESE PER FINITURA EXTRA-LUNGA

_EXTRAALONG I

< 1 > HSS-E

90~
W 5 (08 |
—e — -—E |

=
-
1| B>

= DIN
3 © ~30°|| 1835A
EXTRA LUNGA CODE d1 12 I d2 VA Co 8%
mm js14 mm mm mm h6 3
G14/01 6 25 180 6 4 o
G14/02 8 25 180 8 4 o
G14/03 10 30 200 10 4 o
G14/04 12 30 200 12 4 o
G14/06 16 35 200 16 4 o
I} FRESE PER FINITURA EXTRA-LUNGA - G14/08 20 35 200 20 4 .

Due denti frontali taglienti fino al cen-
tro - Codolo cilindrico

== COPY MILLING CUTTERS FOR FINI-
SHING - Two end teeth cutting up to
the centre -Straight shank

1) FRAISES POUR FINITION A COPIER -
Deux dents bout coupantes jusg‘au
centre - Queue cylindrigue

= NACHFORMFRASER - Zwei Schneiden
mit Zentrumschnitt - Zylinderschaft

[ FRESAS EN COPIADO - Dos labios que
cortan hasta el centro - Mango cilin-
drico

BB FRESAS DE COPIA - Dos navalhas que
cortam ao centro - Encabadouro cilin-
drico

B Opesa KoHUeBas ¢ pexyLim Topuem.
LinnnmHaopnyeckmnin XBoCTOBUK. YNbTpa-
INMHHasA cepys

(o I T 4040,03

Ulteriori diametri a richiesta
Other diameters on demand

scrossATURA - RouaHING ]I
SemIFINITURA - sSmiFINISHING [ICIICC]
Finmura - FINisHING [N

Parametri
Cutting data

L ™ ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 4 O 4 O
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Suggestion

—n
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | | | | O O SCONSIGLIATO
NOT RECOMMENDED
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I
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UM8 revervem | — \\\\\*-\\\'-\n'y‘

Serie UMAX

La fresa UMAX e una fresa universale pertanto puo eseguire lavor
sia di sgrossatura sia di finitura.

Principali caratteristiche della fresa UMAX:

1) grande capacita di asportazione di truciolo anche da materiali
molto difficili

2) con la stessa fresa si ottiene un'‘ottima finitura.

UMAX Series

UMAX end mills are universal mills, which can carry out different
roughing and finishing workings.

The main characteristics of UMAX end mills are as follows:

1) they can easily remove shaving also from very difficult materials
2) a very good finishing degree can be

granted by using the same end mill.
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R X
I

FRESE CILINDRICHE FRONTALI
AD ALTE PRESTAZIONI Rime

SERIE
Umax i -
| s | 4

HSS-E

. 12 , :
— (08 005015 4

‘ - ‘_A — IRREGULAR
I— m‘?“‘ N %2 oo

45° 18358

b

-
<)
4

-
~

d2

NORMALE CODE (Co 8%) d1 12 I d2 z Co 8% SUPREME
mm js14 mm mm mm h6 € €
UMO0/01 4 11 55 6 3 . . [ ]
UMO0/02 5 13 57 6 3 . . [ ]
UMO0/03 6 13 57 6 3 . . [ ]
UmMo0/04 7 16 66 10 3 . . [ ]
UMO0/05 8 20 69 10 3 . . [ ]
I} FRESE CILINDRICHE FRONTALI - Due UMO/06 9 20 69 10 3 . I |
denti frontali taglienti fino al centro - UMO/07 10 22 72 10 3 . - B
Elica destra 45° - Divisione irregolare - UMO/08 1 26 83 12 3 . I
Attacco Weldon
ZE END MILLS - Two end teeth cutting up UM0/09 12 26 83 12 3 ° - 8
to the centre - 45° right hand spiral - Ir- umo/10 13 26 83 12 3 . - B
regular division - Weldon shank UMO0/11 14 26 83 12 3 . - B
n ERAISES A CYLINPRE; - Deux den;sr‘. UMO/12 15 36 92 16 3 . . a
outcoupantes jusqau centre -Helice 143 16 36 92 16 3 . A
45° a droite - Division irréguliere -
Queue cylindrique Weldon umora 17 40 100 16 4 ° - B8
B® SCHAFTFRASER - Zwei Schneiden mit UMO0/15 18 40 100 16 4 . . [ ]
Zentrumschnitt 45° rechts spiralge- UMO/15/1 19 40 100 16 4 . |
nutetfUnregelmangeTeHungfVVeIf UMO/16 20 5 110 20 4 . _—_—
don-Spannflache
[ FRESAS CILINDRICAS FRONTALEs - Dos ~ UMO/17 22 & lie 20 4 . - @
labios que cortan hasta el centro - Hé- umo/g 25 50 125 25 4 o - B
lice derecha - Division irregular - UMO0/19 28 56 125 25 4 o e B
';/I\%aEr;?AC; gTII%?RICAS FRONTAIS - D UMo720 %0 03 140 - 4 : : e
o “oues UMO/21 32 63 140 32 4 . - B
navalhas de corte ao centro normal -
Encabadouro Weldon umo/22 35 70 160 32 4 0 - B
I Dpe3a KoHLeBas C HEMOCTOSAHHBIM Umo/23 38 70 160 32 4 . e B
Larom 3y6a. Yron BUHTOBOW KaHaBKM UMO0/24 40 70 160 32 4 . I |

45°, Pexxywimin Topel. Xsoctosuk Wel-
don. CpenHas cepua

C0 W i 40 40,03

Ulteriori diametri a richiesta
Other diameters on demand

COATING SUPREME
CODE
UMo/.../S
s6RossATURA - RoucHING NI

semiFINITURA - SEMIFINISHING [N
FINTURA - FINisHING [ NI

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping
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T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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Ciow Lo ] o
I

FRESE CILINDRICHE FRONTALI
AD ALTE PRESTAZIONI Rime

SERIE

U I I I a X l< 11 _ IRREGULAR
5 HSS E las: || Ly -
> 0 oosoms || VY [
—_— D}
s e N - _|=
o - h o yi
et e e Ve Y N ‘yz DIN
45° y3 18358
I.UNGA CODE (Co 8%) d1 12 I d2 z Co 8% SUPREME
mm js14 mm mm mm h6 3 €
UmM1/01 6 26 68 6 3 . . [ ]
UM1/02 8 38 88 10 3 . . [ ]
UM1/03 10 45 95 10 3 . . [ ]
UmM1/04 12 50 100 12 3 . o [ ]
UM1/05 14 50 100 12 3 o o [ ]
I} FRESE CILINDRICHE FRONTALI - Due UM1/06 16 56 110 16 3 D - B
denti frontali taglienti fino al centro - UM1/07 18 63 125 16 4 o - B
Elica destra 45° - Divisione irregolare - UM1/08 20 70 140 20 4 . I
Attacco Weldon
EE END MILLS - Two end teeth cutting up UM1/09 22 70 140 20 4 ° - @
to the centre - 45° right hand spiral - Ir- um1/10 25 80 156 25 4 D I |
regular division - Weldon shank UM1/11 28 90 166 25 4 O - B
n ER/—\ISES A CYLINDRES - Deux den':sr‘. UM1/12 30 90 166 25 4 . '@
out coupantes jusg'au centre - Hélice UM1/13 12 90 166 3 4 . _—

45° a droite - Division irréguliere -
Queue cylindrique Weldon

M@ SCHAFTFRASER - Zwei Schneides mit
Zentrumschnitt - 45° rechts spiralgenu-
tet - UnregelmaBige Teilung - Weldon -
Spannflache

[E FRESAS CILINDRICAS FRONTALES - Dos
labios que cortan hasta el centro - Hé-
lice derecha 45° - Division irregular -
Mango Weldon

[ FRESAS CILINDRICAS FRONTAIS - Trés
navalhas de corte ao centro longa - En-
cabadouro Weldon

I Dpe3a KoHLeBas C HEMOCTOAHHBIM
Larom 3y6a. Yron BUHTOBOW KaHaBKM
45°, PexxyLmin Topel. XBocTtouk Wel-
don. YannHeHHas cepus

0 W i 40 40,03

Ulteriori diametri a richiesta
Other diameters on demand

COATING SUPREME
CODE
UM1/.../S

scrossATURA - RoucHING ]I
semiFINTURA - semiFNiSHING [T
FINTURA - FINisHING [N

Parametri
Cutting data

L ™ ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

| | O 4 4
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= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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Ciow Jworre] |
FRESE CILINDRICHE FRONTALI

AD ALTE PRESTAZIONI Rime

SERIE
le 11 o
Umax \ .

HSS-E

. 12 , : =
. . : (o8 005015 N
NR Cas

DIN
i 45° 18358
NORMALE CODE (Co 8%) d1 12 1 d2 z Co 8% SUPREME

mm js14 mm mm mm h6 € €

UM4/00 5 13 57 6 3 o .

UM4/01 6 13 57 6 3 . .

UM4/02 7 16 66 10 3 . .

uUmM4/03 8 19 69 10 3 o .

um4/04 9 19 69 10 3 . .

I} FRESE CILINDRICHE FRONTALI - Denti UM4/05 10 22 72 10 3 . D

elicoidali con rompitruciolo spogliato UM4/06 11 22 79 12 3 o .

completamgnte re}ttlﬂcato -Un derjte UM4/07 12 26 33 1 3 . .
frontale tagliente fino al centro - Elica

destra 45° - Attacco Weldon um4/08 13 26 83 12 3 ° °

& ROUGHING END MILLS - Helical teeth UM4/09 14 26 83 12 3 . .

with form relieved entirely ground UM4/10 15 32 92 16 3 . .

chipfbrheaker -One e?q tﬁo;h cgttiﬁg | UM4/11 16 32 92 16 3 . .

up to the centre - 45° right hand spiral - UMA4/12 17 3 9 16 3 . .

Weldon shank
I1 FRAISES FRONTALES A CYLINDRES A um4/13 18 32 92 16 3 . .
DEGROSSIR - Denture hélicoidale avec UM4/14 20 38 104 20 3 . .

brise-copeaux - Une dent bout cou-

pante jusg‘au centre - Hélice 45° a

droite - Queue cylindrique Weldon

SCHAFTFRASER - Schragschneiden mit

voll eingeschliffenem Spanbrecher -

Eine Schneide mit Zentrumschnitt - 45°

rechts spiralgenutet - Weldon-Span-

nflache

[ FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Un labio que corta
hasta el centro - Hélice derecha 45°-
Mango Weldon

[l FRESAS DE TRES NAVALHAS COM QUE-
BRA APARA E CORTE AO CENTRO NOR-
MAL - Encabadouro Weldon

I Opesa KoHUeBan anA yepHOBOI 06pa-
60TKM C HEMOCTOAHHBIM LIarom 3y6a.
Yron BUHTOBOW KaHaBKu 45°. PexkyLmnii
Topel,. XBocToBrK Weldon. CpenHas
cepua

(o I T 40.40,03
COATING SUPREME
CODE
UM4/...IS
s6RossATURA - RouHING [INININIE

SEMIFINITURA - SEMIFINISHING [ ][ ][] 1]
FINITURA - FINISHING [ ] 1]

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

| [ O [ ] |

(%)
(o)}
(=

=
5

=

pag. 199-222

I=
0
N
©
o
o
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Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | O O SCONSIGLIATO

NOT RECOMMENDED

—I 1 2 torna all'indice
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Cow Lo | o |
FRESE CILINDRICHE FRONTALI I
AD ALTE PRESTAZIONI Rime \% 127

SERIE
Umax :
| - s

A
A

HSS-E
(o8

. y1 -
y2
005-0,15 ya‘ Iy

IRREGULAR
N wﬂ m
" DIN
o || YN

228 A

NORMALE CODE (Co 8%) d1 CM-MK Co 8% SUPREME
mm js14

€ €

UM5/01 16 36 115 2 3 o .
UM5/02 18 40 120 2 4 o .
UM5/03 20 45 145 3 4 o .
UM5/04 22 45 145 3 4 . o
UM5/05 24 50 150 3 4 o o
I} FRESE CILINDRICHE FRONTALI - Due UM5/06 25 50 150 3 4 . o
denti frontali taglienti fino al centro - UMS/07 26 56 155 3 4 . o
Elica destra 45 Divisione |rrego!are - UMS/08 28 56 155 3 2 . R

Codolo conico Morse con foro filettato
EE END MILLS - Two end teeth cutting up UMS/09 30 63 165 3 4 ° °
to the centre - 45° right hand spiral - Ir- UM5/10 32 63 185 4 4 S o
regular division - Morse taper shank UM5/11 34 70 195 4 4 3 3
n ERAISESACYLIN!DREISf Deux der;ﬁr UM5/12 35 70 195 4 4 . .
outcoupantes jusqau centre - Fielice 1545 36 70 195 4 4 . .

45° a droite - Division irréguliere -

Queue au cone Morse a trou fileté UM5/14 38 70 195 4 4 ° °
m SCHAFTFRASER - Zwei Schneiden mit UM5/15 40 70 195 4 4 o .
Zentrumschnitt - 45° rechts spiralge- UMS/16 45 80 205 4 4 . .
nutet - UnregelmaBige Teilung - Morse- UMS/17 50 90 215 4 4 o .

kegelschaft und Anzugsgewinde

[ FRESAS CILINDRICAS FRONTALES - Dos
labios que cortan hasta el centro - Hé-
lice derecha 45° - Division irregular -
Mango coénico Morse con taladro ro-
scado

[l FRESAS DE TRES NAVALHAS - Corte ao
centro normal - Encabadouro cone
Morse con taladro roscado

I Ope3a KoHLEeBas C HEMOCTOAHHBIM
Lwarom 3y6a. Yron BUHTOBOW KaHaBKM
45°. Pexxywwnin TopeL,. XBOCTOBUK KOHYC
Mop3e ¢ pe3bboir. CpeaHas cepus

(o I T 40.40,03
COATING SUPREME
CODE
UMS5/.../S

=
2 - -
: @0 s6RossATURA - RoucHING (NI Su
Parametri = S N =y
. = W N .= / : 7
Cutting data T SemIFINITURA - SEMIFINISHING NI ox ; ;
1 99 222 oo g o Apesrltutrtg cava Cso_zwrn_ﬂt_ura sgopla 3D AES[alle RFlampa
. - otting ide milling copying \Xla amping
2EL) 33 FINTURA - FINisHING ] 33
A | [ | OJ [ | 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
5T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL fysisiens
[
= ACCEPTABLE
g g [ | [ | | | | O SCONSIGLIATO
NOT RECOMMENDED
—I 1 3 torna all'indice

back to index


kafka
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FRESE CILINDRICHE FRONTALI A1)

AD ALTE PRESTAZIONI Rime

SERIE
U m aX H L IRREGULAR

A

HSS-E
Co8

¥ -
Yz

ya‘ T

IRREGULAR

wn ﬂ:ﬂ
yd DIN
2 228 A

=N
v

LUNGA e

UM7/01 16 56 135 2 3 .
UM7/02 18 63 145 2 4 .
UM7/03 20 70 170 3 4 .
UM7/04 22 70 170 3 4 o
UM7/05 24 80 180 B 4 o
I} FRESE CILINDRICHE FRONTALI - Due UM7/06 25 80 180 3 4 .
denti frontali taglienti fino al centro - UM7/07 26 30 180 3 4 .
Elica destra 45 - Divisione wregqlare - UM7/08 28 %0 215 4 4 .

Codolo conico Morse con foro filettato
EE END MILLS - Two end teeth cutting up UM7/09 30 90 215 4 4 °
to the centre - 45° right hand spiral - Ir- UM7/10 32 100 225 4 4 ©
regular division - Morse taper shank UM7/11 34 110 235 4 4 3
n ERAISESACYLIN!DREleDeux der;ﬁr UM7/12 35 110 235 4 4 .
outcoupantes jusqau centre - Fielice 1545 36 110 235 4 4 .

45° a droite - Division irréguliere -

Queue au cone Morse a trou fileté UM7/14 38 110 235 4 4 °
M SCHAFTFRASER - Zwei Schneiden mit UM7/15 40 110 235 4 4 .
Zentrumschnitt - 45° rechts spiralge- UM7/16 45 120 245 4 4 .
nutet - UnregelmaBige Teilung - Morse- UM7/17 50 140 265 4 4 .

kegelschaft und Anzugsgewinde

[E FRESAS CILINDRICAS FRONTALES - Dos
labios que cortan hasta el centro - Hé-
lice derecha 45° - Division irregular -
Mango conico Morse taladro roscado

BB FRESAS DE TRES NAVALHAS - Corte ao
centro longa - Encabadouro cone
Morse con taladro roscado

I Ope3a KoHLEeBaA C HeMoCTOAHHbIM
Larom 3y6a. Yron BUHTOBOW KaHaBKM
45°. PexxyLLmin Topew. XBOCTOBMK KOHYC
Mop3e ¢ pe3bboit. YanuHeHHasa cepua

(o I B 4040,03

Parametri
Cutting data

s6RossATURA - RouaHING [IINIRC]C]
semiFINTURA - semiFINSHING [N ]C]
Finmura - FINisHING [ IR

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 | O 4 4
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(o)}
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=
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Suggerimenti
Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | O O SCONSIGLIATO
NOT RECOMMENDED
—I 1 4 torna all'indice
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TIPO-TYPE

FRESE CILINDRICHE FRONTALI
AD ALTE PRESTAZIONI Rime

EXTRA-LONG I

SERIE

U I I I a X < i »! IRREGULAR
HSS'E | 45° pA ¥ =
(o8 005015 || V'Y ™
- L . ™ i ———
BAARENNESY - o (=
b g \\\ \ ¥ Y N ¥s , DIN
45° yvs || 228A
EXTRA LUNGA CODE 1 CM-MK z Co 8%
mm €
umMas/01 16 90 170 2 4 .
uUmMa8/02 18 100 200 3 4 .
UM8/03 20 110 210 3 4 .
umMa/o4 22 110 210 3 4 o
UM8/05 25 125 225 3 5 o
I} FRESE CILINDRICHE FRONTALI - Due UM8/06 28 140 265 4 5 .
dgnti frontali tagl?ehlti ﬁng al centro - UMS8/07 30 140 265 4 5 .
Elica destra 45 Divisione |rrego|§re - UM8/08 3 160 285 2 5 .
Codolo conico Morse con foro filettato
EE END MILLS - Two end teeth cutting up UMs/09 35 180 305 4 5 °
to the centre - 45° right hand spiral - Ir- ume/10 40 200 335 4 5 o
regular division - Morse taper shank
11 FRAISES A CYLINDRES - Deux dents
bout coupantes jusq'au centre - Hélice
45° a droite - Division irréguliere -
Queue au cone Morse a trou fileté
B SCHAFTFRASER - Zwei Schneiden mit
Zentrumschnitt - 45° rechts spiralge-
nutet - UnregelmaBige Teilung - Morse-
kegelschaft und Anzugsgewinde
[E FRESAS CILINDRICAS FRONTALES - Dos
labios que cortan hasta el centro - Hé-
lice derecha 45° - Division irregular -
Mango coénico Morse con taladro ro-
scado
[ FRESAS DE TRES NAVALHAS - Corte ao
centro extra longa - Encabadouro cone
Morse con taladro roscado
B Opesa KoHLEBasA C HEMOCTOAHHbIM
Lwarom 3y6a. Yron BUHTOBOW KaHaBKM
45°. Pexxywwnin TopeL,. XBOCTOBUK KOHYC
Mop3e ¢ pe3b6oit. YnbTpagnvHHas
cepus
Toll. reale sul @
@ Real Tol. on @ +0 +0103
Ec =
it QEJ.Q scrossATURA - RoucHING ]I 54
: EZ NE @ @ N &=/ &/
Cutting data T semiFINITURA - SmiFINISHING [N 1] ox . :
pag. 199222 &3 o5 Mol
o = =]
Sa Finmura - FINisHING [N ]
% O [ | O 4 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS Al
TE STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL ACCETABILE
9]
= ACCEPTABLE
g g [ | [ | | O O O SCONSIGLIATO
NOT RECOMMENDED
—I ] 5 torna all'indice

back to index
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advancedl




SERIE

R-S

it"

3

RO

'] FRESE PER SEDI DI LINGUETTE AMERI-

CANE - Denti elicoidali alternati - Co-

dolo cilindrico

WOODRUFF KEYSEAT CUTTERS - Stag-

gered helical teeth - Straight shank

1] FRAISES POUR CLAVETTES WOODRUFF
- Denture hélicoidale alternée - Queue
cylindrique

[ SCHLITZFRASER FUR SCHEIBENFEDER-
NUTEN - Kreuzverzahnt - Zylinderschaft

E FRESAS WOODRUFF - Labios helicoida-
les alternados - Mango cilindrico

FRESAS WOODRUFF - Oito navalhas he-
licoidales alternados - Encabadouro ci-
lindrico

B Opesa 'T-o6pasHas” ¢ pasHoHamnpas-
NeHHbIMI 3y6bamu. LinnnHaprueckni
XBOCTOBYIK

&

m THREADED  Su richiesta
DIN1835D ON request

WELDON su richiesta
DIN 1835B OnN request

Toll. reale sullo
spessore

FReal Tol. on
thickness

+0-0,02

Toll. reale sul @
Real Tol. on @

+0,05-0

Parametri
Cutting data

pag. 199-222

Suggerimenti
Suggestion

CODE dixs
mm
RO/01 10.5x2
R0/02 10.5x2.5
R0/03 10.5x3
RO/04 13.5x2
R0O/05 13.5x3
R0O/06 13.5x4
R0O/07 16.5x3
R0/08 16.5x4
R0/09 16.5x5
RO/10 16.5x6
RO/11 19.5x3
R0O/12 19.5x4
R0O/13 19.5x5
RO/14 19.5x6
RO/15 22.5x4
RO/16 22.5x5
RO/17 22.5x6
R0/18 22.5x8
R0O/19 25.5x5
R0/20 25.5x6
RO/21 25.5x7
R0/22 25.5x8
R0/23 28.5x6
R0/24 28.5x7
R0/25 28.5x8
R0/26 28.5x10
R0O/27 32.5x6
RO/28 32.5x7
R0/29 32.5x8
R0/30 32.5x10
RO/31 45.5x10

s6RossATURA - RoucHING NI
semiFINITURA - SEmIFINISHING [N
FINTURA - FINisHING [N

ACCIAI INOSSIDABILI
STAINLESS STEELS

=

© ACCIAI GHISE

5 = STEELS CAST IRON
[

=

T ©

55 O -

SUPER LEGHE - TITANIO
SUPERALLOYS - TITANIUM

4
119

50
50
50
56
56
56
56
56
56
56
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
71
71
71
71
71
71

I=
0
N
©
o
o
>
(S
4

FRESE PER SEDI DI LINGUETTE AMERICANE

m TIPO-TYPE 7812

UNI 8263
DIN 850B
=
HSS-E ) =0
(o8 90 =

1835 A
z Co 8%
€
6 8 o
6 8 o
6 8 o
10 8 o
10 8 o
10 8 o
10 8 o
10 8 o
10 8 .
10 8 .
10 8 .
10 8 .
10 8 .
10 8 .
10 10 o
10 10 .
10 10 o
10 10 o
10 10 o
10 10 o
10 10 o
10 10 .
10 10 o
10 10 o
10 10 o
12 10 o
12 10 o
12 10 .
12 10 o
12 10 o
12 12 o

(%) .
()}
2 (= (=7
=~ ot
‘6 Apertura cava Contornatura Copia 3D Assiale Rampa Chiavetta
; Slotting Side milling 3D copying Axial Ramping Key seat
LEGHE LEGGERE MATERIALI NON FERROS VAl
LIGHT ALLOYS NON FERROUS MATERIAL
ACCETTABILE
E E ACCEPTABLE
SCONSIGLIATO
NOT RECOMMENDED
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FRESE PER SCANALATURE A "T" UNI 7339

DIN 851AA
ISO 3337

SERIE

HSS-E n
(o8 90
o~
- i
N @-’ DIN
1835A
CODE Z Co 8%
€
R1/01 12.5x6 57 17 10 5,8 8 .
R1/02 16x8 62 22 10 7.0 8 .
R1/03 18x8 70 25 12 7.5 8 .
R1/04 19x9 70 26 12 8,0 8 .
R1/05 21x9 74 29 12 9,5 8 .
') FRESE PER SCANALATURE A“T"- Denti R1/06 22x10 74 30 12 10,0 8 o
- elicoidali alternati - Codolo CilindriFO R1/07 25x11 82 34 16 12,0 8 o
B= “T"-SLOT CQWERS - Staggered helical R1/08 28x12 85 37 16 13.0 8 .
teeth - Straight shank
[ FRAISES POUR RAINURES A"T"- Den- R1/09 32x14 90 42 16 15,0 8 ]
ture hélicoidale alternée - Queue cylin-
drique

B8 SCHAFTFRASER FURT-NUTEN - Kreuz-
verzahnt - Zylinderschaft

[ FRESAS EN“T"- Labios helicoidales al-
ternados - Mango cilindrico

[l FRESAS EN“T"- Oito navalhas helicoida-
les alternados - Encabadouro cilindrico

m Opesa 'T-obpasHas’ C pasHOHaMNpas-
NEeHHbIMM 3ybbamu. LinnnHapuueckmin
XBOCTOBVIK

m THREADED SuU richiesta
DIN 1835D ON request
m WELDON su richiesta
DIN 1835B ON request
Toll. reale sullo
spessore
@ Real Tol. on +0 '0,02
thickness
Toll. reale sul @
Real Tol. on O +0,05 '0

=]
2 - =
; e} s6rossATURA - RoucHiNG [N ]C] Su
Parametri g gy N @i
q = NJ S / : 7 / : 7
Cutting data 59 semIFINITURA - SEmIFINISHING [N ] ox , : el
1 99 222 oo g o Ape;ll'tur_a cava (éggturr_lﬁ_tura 3Igﬁnpla $D /;sxs_lalle RRampa [':[avlaa T
. - otting ide milling copying ial amping “T"slotting
EaY Sa FINTURA - FINisHING [N ] 33
& | 4 O O O |
T ACCIAI GHISE ACCIAIINOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RO
5 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL oo
7]
5 ACCEPTABLE
g '§° [ | [ | 4 4 4 4 SCONSIGLIATO
NOT RECOMMENDED
] ZO torna all'indice

back to index
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= = I
FRESE PER SCANALATURE A “T" DIN' €518 :6,

PER SGROSSATURA

11

- -

HSS-E n
(08 @ =

NR I:EE%E [
laVaVaVaVal DIN
228 A

‘ z Co 8%

5

R2/03 18x8 7.5 82 25 1 5 .

R2/04 19x9 8,0 82 25 1 5 .

R 2 R2/05 21x9 9,5 102 33 2 5 o

R2/06 22x10 10,0 102 33 2 5 o

R2/07 25x11 12,0 104 35 2 5 o

I1 FRESE PER SCANALATURE A“T” PER R2/08 28x12 13,5 106 37 2 6 .

SGROSSATURA - Denti elicoidali con R2/09 32x14 15,0 111 42 2 6 .

rompitruciolo spogliato completa- R2/10 36x16 17.0 133 47 3 8 .

mente rettificatg - Codolo conico R2/11 20518 19,0 140 54 3 8 .
Morse con foro filettato

SE “T’-SLOT ROUGHING CUTTERS - Helical R2/2 45x20 20,5 143 57 3 8 .

teeth with form relieved entirely R2/13 50x22 27,0 177 68 4 8 o

ground chip-breaker - Morse taper R2/14 56x24 27,0 182 70 4 10 .

shank

11 FRAISES POUR RAINURES A"T" A DE-
GROSSIR - Denture hélicoidale avec
brise-copeaux dépouillé entierement
rectifié - Queue au cone Morse a trou fi-
leté

B SCHAFTSCHRUPPFRASER FUR T-NUTEN
- Schragschneiden mit voll eingeschlif-
fenem Spanbrecher - Morsekegelschaft
und Anzugsgewinde

£ FRESAS PARA RANURAS EN “T” PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta completamente rectifi-
cado - Mango cénico Morse taladro
roscado

B FRESAS PARA RANHURAS EM“T” PARA
DESBASTE - Cinco navalhas helicoidal
com quebra apara - Encabadouro cone
Morse con taladro roscado

i Opesa "T-o6pasHas” ang YepHoOBOW 06-
PaboTKM. XBOCTOBMK KOHYC Mop3e ¢
pe3bboit

Toll. reale sullo
spessore

@ Real Tol. on +0 '0,02
thickness

o W B 40,050

=]
= =
P . o s6RossATURA - RoucHING [ININININ Su
arametri g2 s N =y @1
. £ N.S =i
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][ ][] 1] ox _ : =4
1 99 222 o) g o Apesrltutrtg cava Cso_zwrn_ﬂt_ura sgopla 3_D AES[alle RFlampa [:}EVT a"T
. = otting ide milling copying \Xial amping “T"slotting
pag S FINITURA - FINISHING [ JJCJC] 33
A | 4 O O O |
',_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/II(ESHSES
g ‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL ACCETTABILE
9]
- o ACCEPTABLE
g g [ | [ | | | | O SCONSIGLIATO
NOT RECOMMENDED
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Com Jvoree | “zes |
FRESE PER SCANALATURE A “T" on 51 7
PER SGROSSATURA 4

i

HSSE || | s
(08 a5 U=

NR [& (K,
e VaVaVaVal DIN
1835B

CODE Z Co 8%
€
R4/01 12.5x6 57 17 10 5,8 4 .
R4/02 16x8 62 24 10 8,0 5 .
R4/03 18x8 70 25 12 7.5 5 .
R4/04 19x9 70 25 12 8,0 5 .
R4/05 21x9 74 29 12 9,5 5 o
I} FRESE PER SCANALATURE A“T" PER R4/06 22x10 74 33 12 10,0 5 .
SGROSSATURA - Denti elicoidali con R4/07 25x11 82 35 16 12,0 5 .
rompitrucip!o spogliato completa- RA/08 2812 85 37 16 135 6 .

mente rettificato - Attacco Weldon

B “T"-SLOT ROUGHING CUTTERS - Helical ~ R4/09 32x14 EY 42 16 15,0 J .
teeth with form relieved entirely R4/10 36x16 108 47 25 17,0 6 o
ground chip-breaker - Weldon shank R4/11 40x18 108 54 25 19,0 8 3

1] FRAISES POUR RAINURES A“T" A DE-
GROSSIR - Denture hélicoidale avec
brise-copeaux dépouillé entierement
rectifié - Queue cylindrique Weldon

B SCHAFTSCHRUPPFRASER FUR T-NUTEN
- Schragschneiden mit voll eingeschlif-
fenem Spanbrecher - Weldon-Span-
nflache

& FRESAS PARA RANURAS EN“T" PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta completamente rectifi-
cado - Mango Weldon

BB FRESAS PARA RANHURAS EM“T"PARA
DESBASTE - Cinco navalhas helicoidal
com quebra apara - Encabadouro Wel-
don

= Opesa 'T-obpasHas" 4na YepHOBOM 06-
paboTku. Xsoctosmk Weldon

Toll. reale sullo
spessore

@ Real Tol. on +0 '0,02
thickness

o W B 40,050

F=]
= -
; o s6RossATURA - RoucHING [ININININ Su
Parametri g2 s N =y @1
. = W N .= / : 7
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][] ox ; ; -
1 99 222 oo g o Apesrltur_a cava qugtom_lal_mra 3[[]Jupla :fD A::_lalle RHampa [_:[EVIH a"T
B -, otting ide milling copying ial amping “T"slotting
e 33 FINITURA - FINISHING [ ][] 33
A | 4 O O O [ |
T ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[T} ACCETTABILE
= ACCEPTABLE
g g [ | [ | | | | O SCONSIGLIATO
NOT RECOMMENDED
—I 22 torna all'indice

back to index
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FRESE PER SCANALATURE A “T" UNI 73398

DIN 851B
1ISO 3337
5 I -
HSS-E
(08 %"
V|5
228 A

‘ CODE z Co 8%
£
R3/01 12.5x6 5,8 72 15,5 1 8 o
R3/02 16x8 7,0 77 20,0 1 8 o
R3/03 18x8 7,5 82 25,0 1 8 o
R3/04 19x9 8,0 82 25,0 1 8 o
R3/05 21x9 9,5 102 33,0 2 8 .
I} FRESE PER SCANALATURE A“T"- Denti R3/06 22x10 10,0 102 33,0 2 8 .
elicoidali alternati - Codolo conico R3/07 25x11 12,0 104 35,0 2 8 .
e "’\/T\SirSSLeC)CTOELfJC%?EgEEtZE:gged helical R3/08 28x12 135 106 37.0 2 8 °
teeth - Morse taper shank R3/09 32x14 15,0 111 42,00 2 8 o
1] FRAISES POUR RAINURES A"T"- Den- R3/10 36x16 17,0 133 47,00 3 8 o
ture hélicoidale alternée - Queue au R3/11 40x18 19,0 140 54,00 3 8 .
. @2 @@ @6 W @m 3« :
. verzahnt - Morsekegelschaft und An- FE2 S22 278 177 G200 4 10 °
zugsgewinde R3/14 56x24 27,0 182 70,00 4 10 .

£ FRESAS PARA RANURAS EN“T’- Labios
helicoidales alternados - Mango cénico
Morse con taladro roscado

FRESAS PARA RANHURAS EN“T"- Oito
navalhas helicoidales alternados - Enca-
badouro cone Morse con taladro ro-
scado

B Opesa 'T-o6pa3Has” C pasHoHanpas-
NEHHbIMM 3yObAMI. XBOCTOBUK KOHYC
Mop3e ¢ pe3bboit

Toll. reale sullo
spessore

@ Real Tol. on +0 '0,02
thickness

o W B 40,050

=]
= = =
. e} scrossATURA - RoucHING ]I Su
Parametri g2 S N =7 @1
. £a N.S =i
Cutting data T semiFINTURA - SemiFINiSHING NI ]C] o _ _ 4
1 99 222 o 0 g o Apesrltutrtg cava Cso_gmrn_ﬂt_ura sgopla 3_D AZS[alle RHampa [:}EVT a"T
. = otting ide milling copying \Xial amping “T"slotting
el S FINTURA - FINISHING (NI 33
A | 4 O O O |
'f__U % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?S&I?/II(ESHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
o] ACCETTABILE
- o ACCEPTABLE
g g [ | [ | | d | | SCONSIGLIATO
NOT RECOMMENDED
—I 23 torna all'indice

back to index
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FRESE AD ANGOLO DIVERGENTE UNI 8262:A

DIN 1833-A
ISO 3859
HSS-E
-
. ws || A
©
N :& i
1835A
CODE d1 z Co 5%
mm js16 €
R5A/01 16 4 60 12 10 .
R5A/02 20 45° 5 63 12 10 .
R5A/03 25 6.3 67 16 10 .
R5A/04 32 8 71 16 12 o
R5A/05 16 6.3 60 12 10 D
I} FRESE AD ANGOLO DIVERGENTE - R5A/06 20 60° 8 63 12 10 o
Forma "A" divergente - Codolo cilindrico R5A/07 25 10 67 16 10 o
5 ANGLE CUTTER - Straight shank
I} FRAISES DANGLE - Queue cylindrique ROA08 32 125 /1 16 12 :
™ \WINKELFRASER - Zylinderschaft
E FRESAS EN ANGULO - Mango cilindrico
FRESAS EN ANGULO - Encabadouro ci-

lindrico
®pe3sa c 06paTHbEIM KOoHycom. LinnmHa-
PUYECKII XBOCTOBWIK

: Toll. reale sull'angolo U
‘\ Real Tol. on angle iBO

=]
= =
; @0 s6RossATURA - RoucHING [IINIRC]C] Su
S ¥ 5 e =y (=
: £% NE (=7
Cutting data T semiFINTURA - SemiFINSHING [N ]C] o . :
1 99 222 oo g o Apesrtura cava Contornatura Copia 3D Assiale Rampa Cava ad angolo
= = lotting Side milling 3D copying Axial Ramping Angle slotting
pag 33 Finmura - FINisHING [N ] &=
& O O O O O [ |
'(_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[TR] ACCETTABILE
= ACCEPTABLE
g g [ | [ | d | | 4 SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 24 back to index
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FRESE AD ANGOLO CONVERGENTE UNI 8262-8 :

DIN 1833-B
IS0 3859
SERIE :
R-S —
T s || U=
o~
o
N W DIN
1835A
CODE z Co 5%
€
R5B/01 16 4 60 12 10 o
R5B/02 20 45° 5 63 12 10 o
R5B/03 25 6.3 67 16 10 o
R5B/04 32 8 71 16 12 .
R5B/05 16 6.3 60 12 10 o
'] FRESE AD ANGOLO CONVERGENTE - R5B/06 20 60° 8 63 12 10 .
Forma “B" convergente - Codolo cilin- R5B/07 25 10 67 16 10 .
drico
= ANGLE CUTTER - Straight shank ROB/08 32 12:5 1 16 12 °
1) FRAISES D'ANGLE - Queue cylindrique
M WINKELFRASER - Zylinderschaft
£ FRESAS EN ANGULO - Mango cilindrico
FRESAS EN ANGULO - Encabadouro ci-

lindrico
®pe3a ¢ npaAMbIM KoHycom. LinnnHapu-
UeCKMi1 XBOCTOBUK

: Toll. reale sull'angolo U
‘\ Real Tol. on angle i30

=]
== -
. e} s6RossATURA - RoucHING [IINIRC]C] Su
Parametri = oo
R ——— '§3 NE =j) (=7 |
utting aata T SEMIFINITURA - SEMIFINISHING < t N & v
1999 222 % g ...I:":l § ‘6 Apesrtura cava Contornatura Copia 3D Assiale Rampa Cava ad angolo
. = lotting Side milling 3D copying Axial Ramping Angle slotting
el S FiNmurA - FINISHING [N 33
A O O O O O |
'f__U % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?S&I?/IIEHSES
‘== STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
ok} ACCETTABILE
L ACCEPTABLE
'§° g [ | | | | | | SCONSIGLIATO
NOT RECOMMENDED
—I 25 torna all'indice

back to index
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FRESE PER SEDI DI VITI U o _,.'\

S2/01 M3 5.5 3 5.9 3.2 12 70 6 4 O

S2/02 M4 7 4 7.4 4.3 12 70 8 4 O

S2/03 M5 9 5 9.4 53 14 90 10 4 >

S2/04 M6 10 6 10.4 6.4 16 100 10 4 °

S2/05 M8 13 8 13.5 8.4 20 115 12 4 O

I} FRESE PER SEDI DI VITI - Per viti a testa S2/06 M10 16 10 16.5 10.5 5 120 12 4 o
cilindrica con esagono incassato - $2/07 M12 18 12 19 13 25 120 16 4 .
:?:grtiicilicoidali con guida - Codolo ci- $2/08 M1 2 14 23 15 30 130 16 4 .

S8 COUNTERBORES WITH SOLID PILOT - 52/09 M16 24 16 25 1 3 155 20 4 :
For screws with cylindrical head - Heli- $2/10 M18 27 18 28 19 40 160 20 4 .

cal teeth; Straight shank S2/11 M20 30 20 31 21 50 180 20 4 °

I FRAISES APIVOT FIXE - Pour vis téte cy- g1, M22 33 22 34 23 50 185 22 4 .
lindrique - Denture hélicoidale avec $9/13 M4 36 24 37 55 50 200 57 4 .

guide - Queue cylindrique

B® FLACHSENKER - Fir Zylinderschrauben
mit Innensechskant - Schragverzahnt
mit Fihrung - Zylinderschaft

E FRESAS ALOJAMIENTO TORNILLOS -
Para tornillos cabeza cilindrica con he-

xagono encajado - Labios helicoidales
con guia - Mango cilindrico

B FRESAS PARA PARAFUSOS DE CABECA
CILINDRICA (TIPO UMBRAKO) - Encaba-
douro cilindrico

I 3enkep c Hanpasnsowen. LnnnHapu-
UeCKWi XBOCTOBMK

=]
= = =
; @0 SGROSSATURA - ROUGHING [ J11C] Su
Parametri g2 s N =y
: £0 N.S =i
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][] ox . :
1 99 222 oo g o Apesrltur_a cava qugtom_lal_tura 3[[]Jopla 30 A::_lalle RHampa
B - otting ide milling copying ial amping
pag 33 FiNmurA - FINisHING [N &=
@ O O O [ | O
'(_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[T ACCETTABILE
= ACCEPTABLE
g g [ | [ | d | | 4 SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 26 back to index
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FRESE PER SEDI DI VITI U gk _,.'\
» 12 N
HSS-E

i 5 |V
. e —a——1 A

S3/01 M3 5.5 3 5.9 3.2 12 105 1 4 U

S3/02 M4 7 4 7.4 4.3 12 105 1 4 0

S3/03 M5 9 5 9.4 53 14 118 1 4 o

S3/04 M6 10 6 10.4 6.4 16 125 1 4 O

S3/05 M8 13 8 13.5 8.4 20 140 1 4 U

'] FRESE PER SEDI DI VITI - Per viti a testa S3/06 M10 16 10 16.5 10.5 25 160 2 4 .

cilindrica con esagono incassato - $3/07 M12 18 12 19 13 25 160 2 4 .

Denti elicoidali con guida - Codolo co- $3/08 M4 2 14 23 15 30 170 2 4 o
nico Morse con tenone

52 COUNTERBORES WITH SOLID PILOT - o202 e 28 & 23 17 B G0 2 4 :

For screws with cylindrical head - Heli- $3/10 M18 27 18 28 19 40 180 2 4 .

cal teeth - Straight shank S3/11 M20 30 20 31 21 50 215 3 4 .

I FRAISES APIVOT FIXE - Pour vis téte cy- 539 M22 33 22 34 23 50 220 3 4 .

lindrique - Denture hélicoidale avec $3/13 M4 36 54 37 5 50 530 3 4 .

guide - Queue au cone Morse avec
tenon

B FLACHSENKER - Fur Zylinderschrauben
mit Innensechskant - Schragverzahnt
mit Flihrung - Morsekegelschaft mit
Austreiblappen

& FRESAS ALOJAMIENTO TORNILLOS -
Para tornillos cabeza cilindrica con he-
xagono encajado - Labios helicoidales
con guia - Mango cénico Morse con
tentona

FRESAS PARA PARAFUSOS DE CABECA
CILINDRICA (TIPO UMBRAKO) - Encaba-
douro Morse

B 3eHkep C HanpaBnAoLLe. XBOCTOBUK
KoHyc Mop3e

SGROSSATURA - ROUGHING [ ]I 1[]
SEMIFINITURA - SEMIFINISHING [ ][] ][]
FINTURA - FINisHING [ NI

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

O O O [ | O

%
(o)}
S

=
S

=

pag. 199-222

I=
2
N
©
o
o
>
(S
4

Suggerimenti
Suggestion

—_ 0
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X ACCETTABILE
= ACCEPTABLE
S
= g [ | | | | | | SCONSIGLIATO
NOT RECOMMENDED
—I 2 7 torna all'indice

back to index
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= =
FRESE DI FORMA A QUARTO UNI- 8264 -

DI CERCHIO CONCAVO

HSS-E @
(08 i
’ k|
N DIN

1835A

CODE d2 z Co 8%
max mm mm h6 €
S4/01 1 10 60 10 4 o
S4/02 1.5 10 60 10 4 o
S4/03 2 10 60 10 4 o
S4/04 2.5 10 60 10 4 o
S4/05 3 12 60 12 4 o
'] FRESE DI FORMA A QUARTO DI CER- S4/05/1 3.5 15 60 12 4 .
CHIO CONCAVO - Denti dritti - Codolo S4/06 4 15 60 12 4 .

ilindrico
=+ EIORNER ROUNDING END MILLS - S4/06/1 45 18 0 12 4 °
Straight toothing - Straight shank 54/07 5 18 70 16 4 °
1] FRAISES CONCAVES 1/4 DE CERCLE - S4/07/1 5.5 21 70 16 4 .
Denture droite - Queue cylindrique S4/08 6 21 70 16 4 3
- V|ERTELTUEJ?—gROFLu;RASER -Gerad-  sa/08/1 6.5 24 70 16 4 .
B \;:rEZSaASnDE IS/OIEMeAr;CDE UN CUARTO DE Sl 7 2 [ U e °
CIRCULO - Labios derechos - Mango ci- S4/09/1 7.5 24 70 16 4 °
lindrico S4/10 8 24 70 16 4 o
[ FRESAS UM QUARTO DE CIRCULO - S4/11 9 28 85 20 4 .
antrq navalhas direitas - Encabadouro Sa/12 10 )8 85 20 4 o
cilindrico

i Opesa ansa cHATVA paarycHbIX Gacok. 54/13 1 35 90 20 4 °
LIMAvHaprYecKkui XBoCToBIK S4/14 12 35 100 20 4 .
S4/15 12.5 35 100 20 4 o
S4/16 13 42 100 25 4 o
S4/17 14 42 100 25 4 .
S4/18 15 48 105 25 5 o
S4/19 16 48 105 25 5 o
S4/20 18 52 115 32 5 o
S4/21 20 60 115 32 6 o

m WELDON su richiesta

DIN1835B On request
Ulteriori raggi a richiesta
Other radius on requirements

Parametri
Cutting data

s6RossATURA - RouHING [INIRC]C]
semIFINITURA - SEMIFINISHING [ NI
FiNmura - FINisHING [N

Wt ™>»S==>®

Apertura cava Contornatura Copia 3D Assiale Rampa Raggiatura
Slotting Side milling 3D copying Axial Ramping Rounding

O O O O O [ |

%)
(o)}
S
=
S
=

pag. 199-222

=
2
N
©
o
o
>
(S
4

Suggerimenti
Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
E=g STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X ACCETTABILE
= ACCEPTABLE
S
= g [ | [ | | | | | SCONSIGLIATO

NOT RECOMMENDED

torna all'indice
1 28 back to index
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(3° TOTALI)

FRESE CONICHE 1°30’

CODE
SC1/01
SC1/02
SC1/03
SC1/04
SC1/05
'] FRESE CONICHE - Conicita 1°30'laterali - SC1/06
Tre denti elicoidali - Codolo cilindrico SC1/07
EE TAPER END MILLS - Taper 1°30'- Three SC1/08
helical flutes - Straight shank
SC1/09

I1 FRAISES CONIQUES - Conicité 1°30'-
Denture hélicoidale trois dents - Queue
cylindrique

™ KONISCHE FRASER - Kegel 1°30'- Drei-
schneider - Zylinderschaft

& FRESAS CONICAS PARA MOLDES - C6-
nico 1°30’lateral - Tres labios helicoida-
les - Mango cilindrico

[ FRESAS CONICAS PARA MOLDES - Co-
nico 1°30'lateral - Trés navalhas helicoi-
dales - Encabadouro cilindrico

B Opesa 3-3y6as koHWueCKas 418 WTam-
nos v npecchopm. LinnmHapuueckmin
XBOCTOBWIK

Parametri
Cutting data

pag. 199-222

Suggerimenti
Suggestion

ACCIAI
STEELS

GHISE
CAST IRON

=
{8 G
g
h—
T ©
==

scrossATURA - RoucHING ]I
semiFINITURA - SmiFINISHING [N 1]
FINTURA - FINisHING [ NI

ACCIAI INOSSIDABILI
STAINLESS STEELS

30
40
30
40
50
30
40
30
40

SUPER LEGHE - TITANIO
SUPERALLOYS - TITANIUM

=

oo
N.E
Uz
20
®=

—

NORM TIPO-TYPE
=

STANDARD

Rime

HSS-E
(o8

o

-

70
80
75
85
95
75
85
75
85

S

d2
mm h6

O 00 0 0 O 0 0 0 O

DIN

~30° 1835A

Z Co 8%
€
3 .
3 .
3 .
3 .
3 .
3 .
3 .
3 .
3 .

Lt &>»S==5"

Apertura cava
Slotting

LEGHE LEGGERE
LIGHT ALLOYS

Contornatura
Side milling

Copia 3D
3D copying

MATERIALI NON FERROS|
NON FERROUS MATERIAL

Assiale
Axial

4
129

O

O

Rampa
Ramping

Contornatura
Side milling

CONSIGLIATO
RECOMMENDED
ACCETTABILE
ACCEPTABLE
SCONSIGLIATO

NOT RECOMMENDED

torna all'indice
back to index
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FRESE CONICHE 3° AR
(6° TOTALI) Rime ~

11

le >
b HSS-E | 90°
12 . Co8
o~ Mﬁimi; _ v
-DI - 6° \_] N ﬂ DIN
o

30° 1835A

-

gl

1

CODE d1 12 I d2 z Co 8%
mm js14 mm mm mm h6 3
SC2/01 2.5 20 65 6 3 o
SC2/02 2.5 25 70 8 3 .
SC2/03 2.5 30 75 8 3 o
SC2/04 2.5 40 85 8 3 ]
SC2/05 3 20 65 8 3 3

I} FRESE CONICHE - Conicita 3° laterali - SC2/06 3 25 70 8 3 .
Tre denti elicoidali - Codolo cilindrico SC2/07 3 30 75 8 3 .
TAPER END MILLs - Taper 3° - Three heli- $C2/08 3 20 85 8 3 .

8 calflutes - - Straight shank
FRAISES CONIQUES - Conicité 3°- Den-  5C2/09 H 20 £ 10 H .

I} ture hélicoidale trois dents - Queue cy- sC2/10 35 20 65 8 3 .
lindrique . SC2/11 3.5 25 70 8 3 .
KONISCHE FRASER - Kegel 3° - Drei- SC2/12 35 30 75 8 3 .

M schneider - Zylinderschaft SC213 35 0 85 10 3 .
FRESAS CONICAS - Cénico 3° lateral - ’

E Tres labios helicoidales - Mango cilin- sC2na 3.5 50 100 10 3 °
drico SC2/15 4 30 75 10 3 o
FRESAS CONICAS - Conico 3° lateral - SC2/16 45 20 65 8 3 .

B Tres nayqlha; helicoidales - Encaba- SC2/17 45 25 70 10 3 .
douro cilindrico
Dpe3a 3-3yHan KOHMYECKan AnA WTam- sC2118 4.5 30 75 10 3 °

B nos v npecchopm. LiManHaprueckmii SC2/19 415 40 85 10 3 O
XBOCTOBUK SC2/20 4.5 70 120 12 3 ]

SC2/21 4.5 80 140 14 3 o
SC2/22 6.5 70 125 14 3 .
SC2/23 6.5 100 165 20 3 3

=]
= =
: @0 s6rossATURA - RouaHING ]I Swu
Parametri g2 S N =7
. £% NS =7
Cutting data T semiFINTURA - semiFNiSHING [T o . :
199 222 oo g o Apesrtura cava Contornatura Copia 3D Assiale Rampa Cso_zmm_?‘t_ura
ag. ~ lotting Side milling 3D copying Axial Ramping ide milling
pag SA FINmUrA - FINisHING [N 33
“ 4 4 4 d 4 |
=AU CONSIGLIATO
i ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS| ERI
=T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
=5 ACCEPTABLE
©
= g [ | | | | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 30 back to index
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FRESE CONICHE 5°

STANDARD

(10° TOTALI) Rime
le 1 .
HSS-E
12 (08 |& o
NI = . 2
Y, ——— ] \ g [=
10 e ~30° 1835 A
I

CODE d1 12 d2 z Co 8%
mm js14 mm mm mm h6 €

SC3/01 2.5 20 65 8 3 o
SC3/02 2.5 25 70 8 3 .
SC3/03 2.5 30 75 10 3 o
SC3/04 2.5 40 85 10 3 .
SC3/05 2.5 50 100 12 3 o
I) FRESE CQN!CHE = ;onicité 5° !qterqli = SC3/06 3 20 65 3 3 R
Tre denti elicoidali - Codolo cilindrico
TAPER END MILIS - Taper 5° - Three heli-  °€3/07 3 25 70 8 3 .
BE calflutes - Straight shank SC3/08 3 30 75 10 3 S
FRAISES CONIQUES - Conicité 5° - Den- SC3/09 3 40 85 10 3 .
n |tlurj hé\ico’l’dale trois dents - Queue cy- SC3/10 3 50 95 12 3 o
K'%EEEE FRASER - Kegel 5° - Drei- SC3/T 35 20 e 8 3 ‘
B schneider - Zylinderschaft SC312 3.5 25 70 8 3 °
FRESAS CONICAS - Conico 5° lateral - SC3/13 3.5 30 75 10 3 o
[ Tres labios helicoidales - Mango cilin- SC3/14 3.5 40 90 12 3 .
drico
FRESAS CONICAS - Conico 5° lateral - SC3/M5 3 20 100 14 3 :
[B Trés navalhas helicoidales - Encaba- 5C3/16 4 35 85 12 3 °
douro cilindrico SC3/17 4.5 20 65 10 3 .
Dpesa 3-3yban KoHMYecKan Ana Wram- SC3/18 45 25 70 10 3 .
m nos 1 npecchopm. LinnnHapurueckmi SC3/19 45 30 80 12 3 .
xeocToByK 5C3/20 45 40 90 12 3 .
SC3/21 4.5 50 105 16 3 o
SC3/22 4.5 60 115 16 3 .
SC3/23 4.5 66 125 16 3 o
SC3/24 4.5 85 145 20 3 .
SC3/25 5.5 20 65 10 3 o
SC3/26 5.5 25 70 12 3 .
SC3/27 5.5 30 80 12 3 o
SC3/28 5.5 40 90 14 3 .
SC3/29 5.5 50 105 16 3 o
SC3/30 5.5 60 115 16 3 .
SC3/31 6.5 40 90 14 3 o
SC3/32 6.5 54 110 16 3 .
SC3/33 6.5 60 115 16 3 o
SC3/34 6.5 70 125 20 3 .
SC3/35 6.5 80 140 20 3 o
SC3/36 6.5 100 165 20 3 .
SC3/37 6.5 100 215 20 3 o

=]
= =
n @0 scrossATURA - RoucHING ]I Su
Parametri g2 S N =7
. £o N.S =i
Cutting data T semiFINITURA - SmiFINISHING [N 1] ox ; ;
1 99 222 oo g o Apesrltutrtg cava Cso_gmrn_ﬂt_ura 3Bopla 3D AZS[alle RFlampa Cé)_r:jmm_?l'gura
. = otting ide milling copying xial amping ide milling
e 33 FINTURA - FINisHING [ NI &=
2 4 4 4 4 4 |
'(_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?S&I?}IEHS{S
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[T ACCETTABILE
= ACCEPTABLE
g g [ | [ | 4 4 O O SCONSIGLIATO
NOT RECOMMENDED
—I 3 1 torna all'indice

back to index
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ALESATORI CILINDRICI DIN 21 .

IS0 521

=

SERIE

le 11 -
A L L 13
= HSS-E
12 45°
_ (o8 T
o~ : * L =
i - N DIN
457 1835A
NORMALE CODE d1 12 1 13 d2 d3 z Co 8%
mm H7 mm mm mm mm h6 mm €
ALO/01 2 11 49 24 2 1.9 3 o
AL0/02 2.5 14 57 29 2.5 2.4 3 o
ALO/03 3 15 61 33 3 2.9 3 .
AL0/04 3.5 18 70 40 3.5 3.4 3 o
AL0/05 4 19 75 43 4 3.7 3 o
'] ALESATORI CILINDRICI - Taglio discen- ALO/O6 4.5 21 80 45 4.5 4.2 3 .
dente elica 45° sinistra - Codolo cilin- ALO/O7 5 23 36 51 5 4.7 3 .
drico
AL0/08 5.5 26 93 55 5.5 5.2 3
EE CYLINDER REAMERS - Left-hand 45° he- °
lical teeth - Straight shank ALO/0S 6 26 93 55 6 56 3 °
1] ALESOIRS A CYLINDRES - Denture héli- ALO/10 6.5 28 101 61 6.5 6.1 3 o
coidale a 45° a gauche - Queue cylin- ALO/11 7 31 109 67 7 6.6 3 .
Ic\j/\r/igSuCeHINEN REIBAHLEN - 45° link ALOTT2 8 3 " 72 8 76 ’ :
B MAY “REPATLEY b NS ALO/13 9 36 125 75 9 8.4 3 .
schragverzahnt - Zylinderschaft
[ ESCARIADORES CILINDRICOS - Labios ALO/4 10 38 133 83 10 9.4 4 °
hélice izquierda 45° - Mango cilindrico ALO/15 " 41 142 90 1 10.3 4 3
ESCARIA?ORES CILINDRICOS -Trés na- ALO/16 12 a4 151 9 12 113 4 .
valhas h.e'llce.ezquerdea 45° - Encaba- ALO/7 13 a4 151 % 13 122 4 o
douro cilindrico
@ Passeprka. Jlesan ciupans 45° L AL0/18 14 47 160 100 14 12.8 4 o
AMHAPUYECKI XBOCTOBMK. CpeaHas ALO/19 15 50 162 102 15 13.8 4 .
cepua AL0/20 16 52 170 107 16 14.8 4 o

Diametri decimali e tolleranze diverse da
H7 si forniscono a richiesta
Decimal diameter and different tolerance
from H7 upon requirements

SGROSSATURA - RoUGHING [ 11C]
SEMIFINITURA - SEMIFINISHING [ ][ ][] 1]
Finmura - FINisHING [ IR

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

O O O [ | O

%)
(o)}
S

=
S

=

pag. 199-222

I=
0
N
©
o
o
>
(S
4

Suggerimenti
Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | | | [ | | | SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 34 back to index


kafka
Font monospazio
torna all'indice
back to index


= = I
ALESATORI A MANO UNI- 6852 R

DIN 206B
IS0 236/I

-NORMAL

SERIE

AL \ : ‘

A

—a—— ) I
E——— ] 1
e ——————— [ W=
10°

10

NORMALE CODE di 12 I d2 z Co5%
mm H7 mm mm mm h6 €
AL6/00 2 25 50 2 4 o
AL6/01 3 31 62 3 4 o
AL6/02 4 38 76 4 5 .
AL6/03 5 44 87 5 5 o
AL6/04 6 47 93 6 5 o
I] ALESATORI A MANO - Denti elicoidali si- AL6/05 7 54 107 7 6 .
nistri taglio destro - Codolo cilindrico AL6/06 8 58 115 8 6 .
con quadro - Per fori cilindrici AL6/O7 9 62 124 9 6
S8 HAND REAMERS - Left-hand helical :
teeth, right-hand cutting - Straight AL6/08 10 66 133 10 6 °
shank with square - For parallel holes AL6/09 " 71 142 " 8 ©
1) ALESOIRS A MAIN - Denture hélicoidale AL6/10 12 76 152 12 8 3
zgauche, cgups adroite - Qltjlect;eT cylin- AL6/11 13 76 152 13 3 .
rique carrée - Pour trous cylindriques
M@ HAND - REIBAHLEN - Spiralgenutet, re- ALEIZ 14 3 162 [ g °
chtsschneidend, Linksdrall Zylinder- AL6/13 15 81 163 15 8 °
schaft mit Vierkantmitnehmer - Fr AL6/14 16 87 175 16 8 o
zylindrische Bohrungen ‘ A AL6/15 17 37 175 17 8 .
B ES'CARIAI'DORVES A MANO - Labios heli- ALG/16 18 93 188 18 8 .
coidales izquierda, cortante derecho -
Mango cilindrico con cuadro - Para AL6/17 19 93 188 19 8 °
agujeros cilindricos AL6/18 20 100 201 20 8 U
BB ESCARIADORES A MANO - Navalhas he-
licodiales esquerda, cortante dereito -
Encabadouro cilindrico con cuadro -
Para agujeros cilindricos
= PassepTka pyuHan. JleBas cnvpan,
npasoe spalleHne. CpegHas cepus
Diametri decimali e tolleranze diverse da
H7 si forniscono a richiesta
Decimal diameter and different tolerance
from H7 upon requirements
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TIPO-TYPE
ALESATORI A MACCHINA DIN 2120

IS0 521

EXTRA-LONG I

SERIE
AL - .

> HSS-E .
k|—2> (o8 @ @

A

Iy

~N N DIN
© ~10° 1835A
EXTRA I.UNGA CODE d1 12 I 13 d2 d3 z Co 8%
mm H7 mm mm mm mm h6 mm €
AL7/01 2 18 110 75 2 1.9 4 o
AL7/02 2.5 20 120 80 2.5 2.4 4 .
AL7/03 3 20 120 80 3 2.9 4 .
AL7/04 3.5 30 150 110 3.5 3.4 6 o
AL7/05 4 30 150 110 4 39 6 o
'] ALESATORI A MACCHINA - Denti elicoi- AL7/06 4.5 35 180 135 4.5 4.4 6 .
dali sinistri taglio destro - Codolo cilin- AL7/07 5 35 180 135 5 4.9 6 .
drico
i AL7/08 5.5 40 200 150 5.5 5.4 6
== MACHINE REAMERS, EXTRA-LONG TYPE °
- Left-hand helical teeth, right-hand AL7/09 6 40 200 150 6 59 6 °
cutting - Straight shank AL7/10 6.5 45 200 150 6.5 6.4 6 o
I} ALESOIRS POUR MACHINES, TYP EXTRA AL7/11 7 45 200 150 7 6.9 6 .
LONG f‘DdenFure gélico]'dalf z‘:jgauche, AL7/12 8 45 200 150 3 79 6 .
coupe a droite - Queue cylindrique
B MASCHINEN - REIBAHLEN, EXTRA ALl > S 220 160 Z S g °
LANGE AUSFUHRUNG - Spiralgenutet, AL74 10 50 220 160 10 9.8 6 S
rechtsschneidend, Linksdrall - Zylinder- AL7/15 " 55 250 190 1M 10.8 8 3
schaft AL7/16 12 55 250 190 12 11.8 8 .

E ESCARIADORES A MAQUINA - Labios
helicoidales izquierda, cortante dere-
cho - Mango cilindrico

ESCARIADORES A MANO - Navalhas he-
licoidais esquerda, cortante dereito -
Encabadouro cilindrico

B PassepTka MalWwmHHas. Jlesas cnvpans,
npasoe BpalleHne. LnnnHaprueckmit
XBOCTOBVIK. YNbTPaANMHHAA cepus

Diametri decimali e tolleranze diverse da
H7 si forniscono a richiesta
Decimal diameter and different tolerance
from H7 upon requirements
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ALESATORI A MACCHINA UNI- 6853 -

DIN 212D
IS0 521

SERIE ’ |

) » 13
AL I 12 Hss e @ @

N DIN
~10° 1835A
NORMALE CODE d1 12 I 13 d2 d3 z Co 8%

mm H7 mm mm mm mm h6 mm €

AL8/01 2 11 49 24 2 1.9 5 o

AL8/02 2.5 14 57 29 2.5 2.4 5 o

AL8/03 3 15 61 33 3 2.9 5 o

AL8/04 3.5 18 70 39 3.5 3.4 5 o

AL8/05 4 19 75 43 4 3.7 5 o

I} ALESATORI A MACCHINA - Denti elicoi- AL8/06 4.5 21 80 45 4.5 4.2 5 .

dali sinistri taglio destro - Codolo cilin- AL8/07 5 23 36 51 5 4.7 5 .

drico - Per fori cilindrici
i AL8/08 5.5 26 93 55 5.5 5.2 6

HE MACHINE REAMERS - Left-hand helical :

teeth, right-hand cutting - Straight AL8/09 6 26 93 55 6 56 6 °

shank. For parallel holes AL8/10 6.5 28 101 61 6.5 6.1 6 o

1) ALESOIRS POUR MACHINES - Denture AL8/11 7 31 109 67 7 6.6 6 3

hélicoidale a gauche, coupe a droite - ALS/12 3 33 117 72 3 76 6 .

qQS;esue cylindrique. Pour trous cylindri- AL8/13 9 36 195 75 9 84 6 .

B MASCHINEN - REIBAHLEN - Spiralgenu- AL8/14 10 38 133 83 10 9.4 6 o

tet, rechtsschneidend, Linksdrall - Zylin- AL8/15 " 41 142 90 11 10.3 8 3

derschaft. Fir zylindrische Bohrungen AL8/16 12 44 151 96 12 113 8 .

B ES(;ARIADORES A MAQUINA - Labios ALS/1T 13 44 151 % 13 12.2 8 .
helicoidales izquierda, cortante dere-

cho - Mango cilindrico - Para agujeros AL8/18 14 47 160 100 14 12.8 8 °

cilindricos AL8/19 15 50 162 102 15 13.8 8 o

[l ESCARIADORES A MAQUINA - Quatro AL8/20 16 52 170 107 16 14.8 8 .

navalhas helicoidais esquerda, cortante
dereito - Encabadouro cilindrico - Para
aguijeros cilindricos

= Passeptka MawwvHHas. Jlesas crvpans,
npagoe BpalleHne. LnnnHapryeckmia
XBOCTOBVIK. CpefiHaAA cepus

SGROSSATURA - RoUGHING [ 11C]
SEMIFINITURA - SEMIFINISHING [ ][ ][I 1]
Finmura - FINisHING [N
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[ [remz ] [ 2|
ALESATORI A MACCHINA NI 6655 A

TIPO MANICOTTO &
SERIE i
AL r—u'
HSS-E

d foro

mm
(conicita 1:30)

AL9/01 24 32 45 22 13 10 o
AL9/02 25 32 45 23 13 10 ]
AL9/03 26 32 45 24 13 10 .
AL9/04 27 32 45 25 13 10 o
AL9/05 28 32 45 26 13 10 .
] ALESATORI A MACCHINATIPO MANI- AL9/06 29 32 45 27 13 10 .
COTTO - Foro conico 1:30 - Dentatura AL9/07 30 32 45 28 13 10 .
BB SHELL MACHINE REAMERS- 130 aper AL908 9 * >0 2 16 10 :
hole - 10° left helical teeth AL9/09 32 36 50 29 16 10 °
I} ALESOIRS CREUX - Alésage conique AL9/10 33 36 50 30 16 10 c
1:30 - Denture hélicoidale 10° gauche AL9Y/11 34 36 50 31 16 10 .
. :UFSTE%’ R]E)'OBA'?]LFN - Keghe'kt’o’ AL9/12 35 36 50 32 16 10 .
= E;L(J;gRIADORES ;CMf(%\L/JeH[IZIZ TTPO MA- e 36 40 26 3 19 12 °
NICOTTO - Agujero cénico 1:30 - Labios AL94 37 40 56 34 19 12 °
helicoidales 10° AL9/15 38 40 56 35 19 12 .
B ESCARIADORES A MAQUINATIPO MA- ALY/16 39 40 56 36 19 12 o
NICOTrO - Agujero conico 1:30 - Naval- ALY/17 40 40 56 37 19 12 o
has helicoidales 10°
B Passeprka HacanHan AL9/18 42 40 56 39 19 12 .
AL9/19 44 45 63 40 22 12 o
AL9/20 45 45 63 41 22 12 o
AL9/21 46 45 63 42 22 14 .
AL9/22 48 45 63 44 22 14 o
AL9/23 49 45 63 45 22 14 .
AL9/24 50 45 63 46 22 14 .
AL9/25 52 50 71 48 27 14 o
AL9/26 55 50 71 51 27 14 o
AL9/27 58 50 71 54 27 14 .
AL9/28 60 50 71 56 27 16 .

Diametri decimali e tolleranze diverse da
@ H7 si forniscono a richiesta
Decimal diameter and different tolerance
from H7 upon requirements
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‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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ALESATORI A MACCHINA UNI 6855 A\,

DIN 219

TIPO MANICOTTO 150 2402
SERIE L

AL

HSS-E )
(05 @

d2

AL10/01 24 32 45 22 13 5 .

AL10/02 25 32 45 23 13 5 .

AL10/03 26 32 45 24 13 5 .

AL10/04 27 32 45 25 13 5 .

AL10/05 28 32 45 26 13 5 .

'] ALESATORI A MACCHINATIPO MANI- AL10/06 29 32 45 27 13 6 .

COTTO - Foro conico 1:30 - Dentatura AL10/07 30 32 45 28 13 6 .

- g:-I(cEOLIS?\LligDIISNUEa;ESAMERS - 1:30 taper ALTO/08 31 3 >0 28 16 6 *

hole - 45° left helical teeth AL10/09 32 36 50 29 16 6 °

I) ALESOIRS CREUX -Alésage conique 1:30  AL10/10 33 36 50 30 16 7 .

Denture hélicoidale 45° gauche AL10/11 34 36 50 31 16 7 3

- /?L;SSBESCOK thENIBAHLE}l:I ;Kegelbohrung AL10/12 35 B 50 32 16 i o

= ESCARIADSCC)RrEaSgX?\;\ZEQEINA TIPO MANI- anlibdE 36 40 26 3 19 8 °

COTTO - Agujero conico 1:30-Labios 45 AL10/14 37 40 56 34 19 8 °

B ESCARIADORES A MAQUINA TIPO MANI- AL10/15 38 40 56 35 19 8 .

COTTO -Agujero conico 1:30-Labios 45°  AL10/16 39 40 56 36 19 8 .

B Pa3sseprka HacaaHas C yrnom BUHTOBOM AL1O/17 40 20 6 37 19 3 .
KaHaBKu 45°

AL10/18 42 40 56 39 19 8 .

AL10/19 44 45 63 40 22 8 .

AL10/20 45 45 63 41 22 8 .

AL10/21 46 45 63 42 22 8 .

AL10/22 48 45 63 44 22 8 .

AL10/23 49 45 63 45 22 8 .

AL10/24 50 45 63 46 22 8 .

AL10/25 52 50 71 48 27 8 .

AL10/26 55 50 71 51 27 8 .

AL10/27 58 50 71 54 27 10 .

AL10/28 60 50 71 56 27 10 .

Diametri decimali e tolleranze diverse da
9 H7 si forniscono a richiesta
Decimal diameter and different tolerance
from H7 upon requirements
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FRESE A DUE DENTI UNI 204 @

DIN 844A
IS0 1641/1

le 11 -
12 HSS-E -
‘ X i 08 ||129 T~
& e — )
Si— W DIN
40° || 1835A
NORMALE CODE d1 12 1 d2 z Co 8%
mm js14 mm mm mm h6 €
L1/01 2 7 51 6 2 .
L1/01/1 2.5 8 52 6 2 .
L1/02 3 8 52 6 2 .
L1/03 4 11 55 6 2 .
L1/04 5 13 57 6 2 o
I} FRESE A DUE DENTI - Un dente frontale L1/05 6 13 57 6 2 o
tagliente fino al centro - Lavorazione di L1/06 7 16 66 10 2 o
aIIu‘m\nlo, Ieghg leggere, rﬁgter|§l| te- L1/07 g 19 69 10 2 .
neri e malleabili - Codolo cilindrico
EE TWO-FLUTES END MILLS - One end L1/08 9 19 69 10 2 .
tooth cutting up to the centre - To ma- L1/09 10 22 72 10 2 °
chine aluminium, light alloys - Straight L1/10 1 22 79 12 2 o
n ligi\TgES A CYLINDRES DEUX DENTS L "2 2 & "2 2 ’
P - L1/12 13 26 83 12 2 .
Une dent bout coupante jusg’au centre
- Pour l'usinage de aluminium, alliages L113 14 26 83 12 2 °
légers - Queque cylindrique L1/14 15 32 92 16 2 3
- SCHAETFRA§ER, ZWEISCHNEIDER - Eine L1/15 16 32 92 16 2 o
Schqelde mit Zentru'm‘schnlttf Zur Eef L1/16 18 3 9 16 2 .
arbeitung von Aluminium, Leichtlegie-
L1/17 20 38 104 20 2 .

rungen - Zylinderschaft

[ FRESAS CILINDRICAS DOS LABIOS - un
labio que cortan hasta el centro - Para
mecanizar el aluminio y ligas ligeras -
Mango cilindrico

[l FRESAS CILINDRICAS DUAS NAVALHAS
- um naval que corta hasta el centro -
Para mecanizar el aluminio y ligas lige-
ras - Encabadouro cilindrico

m Opesa 2-x 3y6an gna paboT no aniomu-
HWIO, NErKM CraBam, XPYmnKuM 1 nna-
CTWYHBIM MaTepuanam. PexyLumnin Topedl.
UnnuHopuuecknin xgoctoBuk. CpeaHas
cepua
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FRESE A DUE DENTI N s @

DIN 844A
IS0 1641/1

SERIE

HSS-E
k—"z 08 || 2% T g
. x . A
' —— —_ S W o
A0° || 1835A
CODE d1 12 In d2 z Co 8%
I.UNGA mm js14 mm mm mm h6 3
L2/01 3 12 56 6 2 .
L2/02 4 19 63 6 2 .
L2/03 5 24 68 6 2 .
L2/04 6 24 68 6 2 .
L2/05 7 30 80 10 2 o
I} FRESE A DUE DENTI - Un dente frontale L2/06 8 38 88 10 2 o
tagliente fino al centro - Lavorazione di 12/07 9 38 38 10 2 o
aIIu‘m\nlo, Ieghg leggere, mgter|§l| te- 12/08 10 5 o5 10 ) .
neri e malleabili - Codolo cilindrico
88 TWO-FLUTES END MILLS - One end L2/09 n 45 102 12 2 °
tooth cutting up to the centre -To ma- L2/10 12 53 110 12 2 O
chine aluminium, light alloys - Straight L2/11 13 53 110 12 2 3
n ligi\TgES A CYLINDRES DEUX DENTS L2 I >3 1o "2 2 ’
. - L2/13 15 63 123 16 2 .
Une dent bout coupante jusg’au centre
- Pour l'usinage de aluminium, alliages L2na 16 63 123 16 2 °
légers - Queue cylindrique L2/15 18 63 123 16 2 3
B SCHAFTFRASER, ZWEISCHNEIDER - Eine 12/16 20 75 141 20 2 o

Schneide mit Zentrumschnitt - Zur Be-
arbeitung von Aluminium, Leichtlegie-
rungen - Zylinderschaft

[ FRESAS CILINDRICAS DOS LABIOS - Un
labio que cortan hasta el centro - Para
mecanizar el aluminio y ligas ligeras -
Mango cilindrico

[ FRESAS CILINDRICAS DUAS NAVALHAS
- Um naval que corta hasta el centro -
Para mecanizar el aluminio y ligas lige-
ras - Encabadouro cilindrico

m Opesa 2-x 3y6an gna paboT no aniomu-
HWIO, NErKM CraBam, XPYmnK1M 1 nia-
CTWYHBIM MaTepuanam. PexyLumnin Topedl.
LnnuHapuryeckmin XBOCTOBUK. YANUHEH-
HasA cepua

(o W Bl 400,03

Parametri
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Finmura - FINisHING [N
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FRESE A DUE DENTI UNI 8204 @

DIN 844A
1SO 1641/1

SERIE

L L I _

|
vy

1 EMP3 | 90°
" (PM)
[
o
= Y

) — s a Y
o ' -
©
= = = 4 DIN

1835A

-
|

CODE (Emp3) d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
L4/01 2 7 51 6 2 o
L4/02 3 8 52 6 2 .
L4/03 4 11 55 6 2 .
L4/04 5 13 57 6 2 o
L4/05 6 13 57 6 2 .
'] FRESE A DUE DENTI - Un dente frontale L4/06 7 16 66 10 2 3
tagliente fino al centro - Lavorazione di L4/07 8 19 69 10 2 .
aIIu‘m\nlo, Ieghg leggere, mgter|§|| te- L4/08 9 19 69 10 ) .
neri e malleabili - Codolo cilindrico
S TWO-FLUTES END MILLS - One end Lie 10 22 72 10 Z g
tooth cutting up to the centre - To ma- L4/10 " 22 79 12 2 O
chine aluminium, light alloys - Straight L4/11 12 26 83 12 2 3
n ligi\TgES A CYLINDRES DEUX DENTS Lan2 " 2 & "2 2 :
P - L4/13 14 26 83 12 2 o
Une dent bout coupante jusg’au centre
- Pour l'usinage de aluminium, alliages Lana 15 32 92 16 2 °
légers - Queue cylindrique L4/15 16 32 92 16 2 3
B SCHAFTFRASER, ZWEISCHNEIDER - Eine L4/16 18 32 92 16 2 .
Schneide mit Zentrumschnitt - Zur Be- 4/17 20 38 104 20 5 o

arbeitung von Aluminium, Leichtlegie-
rungen - Zylinderschaft

[ FRESAS CILINDRICAS DOS LABIOS - Un
labio que cortan hasta el centro - Para
mecanizar el aluminio y ligas ligeras -
Mango cilindrico

[l FRESAS CILINDRICAS DUAS NAVALHAS
- Um naval que corta hasta el centro -
Para mecanizar el aluminio y ligas lige-
ras - Encabadouro cilindrico

m Opesa 2-x 3y6an gna paboT no aniomu-
HUIO, NErKM CraBam, XPYmnK1M 1 nna-
CTWYHBIM MaTepuanam. PexyLumnii Topedl.
UnnuHopuruecknin xgoctoBuk. CpeaHas
cepua

(o W Bl 400,03

Parametri
Cutting data

s6RossATURA - RoucHING NI
semIFINITURA - SEMIFINISHING [ NI
FiNmura - FINisHING [N

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
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o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
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FRESE A DUE DENTI UNI- 204

DIN 844A
1SO 1641/
SERIE
L B 1 R
EMP3 .
N

FIZ—’ (PM)
]
' °
— — - |

£ — . A
3 mm
‘ e —— y W

=
1

DIN
1835A

CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
L5/01 3 12 56 6 2 .
L 5 L5/02 4 19 63 6 2 o
L5/03 5 24 68 6 2 .
L5/04 6 24 68 6 2 o
L5/05 7 30 80 10 2 .
'] FRESE A DUE DENTI - Un dente frontale L5/06 8 38 38 10 2 .
tagliente fino al centro - Lavorazione di 15/07 9 38 88 10 2 .
alluminio, leghe leggere, materiali te-
nerie maIIe;?biIi = (%;dolo cilindrico LS [ = = [ 2 °
5E TWO-FLUTES END MILLS - One end L5/09 " 45 102 12 2 .
tooth cutting up to the centre - To ma- L5/10 12 53 110 12 2 .
chine aluminium, light alloys - Straight L5/11 13 53 110 12 2 .
shank
1) FRAISES A CYLINDRES DEUX DENTS - Ls/12 14 >3 110 12 2 :
Une dent bout coupante jusg’au centre L5/13 15 63 123 16 2 °
- Pour I'usinage de aluminium, alliages L5/14 16 63 123 16 2 o
légers - Queue cylindrique L5/15 18 63 123 16 2 .
M SCHAFTFRASER, ZWEISCHNEIDER - Eine 15/16 20 75 141 20 D) .

Schneide mit Zentrumschnitt - Zur Be-
arbeitung von Aluminium, Leichtlegie-
rungen - Zylinderschaft

E Fresas cilindricas dos labios - Un labio
que cortan hasta el centro - Para meca-
nizar el aluminio y ligas ligeras - Mango
cilindrico

8 Fresas cilindricas duas navalhas - Um
naval que corta hasta el centro -Para
mecanizar el aluminio y ligas ligeras -
Encabadouro cilindrico

m Opesa 2-x 3y6as gna paboT no aniomu-
HUIO, NErKM CraBam, XPYmnK1M 1 nna-
CTWYHBIM MaTepuanam. PexyLumnin Topedl.
LnnuHapryeckmin XsOCTOBUK. YANUHEH-
HasA cepua

(o W Bl 400,03

F=]
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T QEJ.g s6RossATURA - RoucHING NI 5% W 6
Eh N -
Cutting data 5l SEMIFINITURA - SEMIFINISHING O E E
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. - > Slotting Side milling 3D copying Axial Ramping
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== STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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FRESE A DUE DENTI A TESTA SEMISFERICA  1s0 1ean [t

SERIE

L L i _

) EMP3 U -

) > ‘ (PM) {r Y
o
T Y

J

[

Y DIN
40°|| 1835A
CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
L6/00 2 7 51 6 2 .
L6/00/1 3 8 52 6 2 .
L6/01 4 11 55 6 2 .
L6/02 5 13 57 6 2 o
L6/03 6 13 57 6 2 o
I} FRESE A DUE DENTI A TESTA SEMISFE- L6/04 7 16 66 10 2 .
RICA - Due denti frontali taglienti fino L6/05 8 19 69 10 2 .
al centro - Lavora2|or?e Q| a\lummo, L6/06 9 19 69 10 ) .
leghe leggere, materiali teneri e mallea-
bili - Codolo cilindrico L6/07 10 22 72 10 2 °
== BALL-NOSED TWO-FLUTES END MILLS - L6/08 " 22 79 12 2 °
Two end teeth cutting up to the centre L6/09 12 26 83 12 2 3
éTO' rr;}ad;inekalumimum, light alloys - L6/10 13 26 83 12 2 5
traight shan
11 FRAISES A CYLINDRES DEUX DENTS A maddl 14 26 83 12 2 °
BOUT HEMISPHERIQUE - Deux dents L6/12 15 32 92 16 2 y
bout coupantes jusq'au centre - Pour L6/13 16 32 92 16 2 .
I'usinage de aluminium, alliages Iégers - L6/14 18 32 92 16 2 .
Queue cylindrique L6/15 20 38 104 20 2 .

M HALBRUNDKOPFFRASER, ZWEISCHNEI-
DER - Zwei Schneiden mit Zentrum-
schnitt - Zur Bearbeitung von
Aluminium, Leichtlegierungen - Zylin-
derschaft

[E FRESAS CILINDRICAS DOS LABIOS CA-
BEZA SEMIESFERICA - Dos labios que
cortan hasta el centro - Para mecanizar
el aluminio y ligas ligeras - Mango cilin-
drico

B FRESAS CILINDRICAS BOLEADA DUAS
NAVALHAS - Um naval que corta hasta
el centro - Para mecanizar el aluminio y
ligas ligeras - Encabadouro cilindrico

i Opesa 2-x 3y6as gna paboT no aniomu-
HWIO, NErKM CraBam, XPYmnK1M 1 nna-
CTWYHbIM MaTepyanam. Chepuueckunii
TopeL. LInnnHapriecknin XBOCTOBNIK.
CpenHaa cepua

(o W Bl 400,03

=]
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FRESE A DUE DENTI A TESTA SEMISFERICA  1s0 1ean 21l

SERIE

|2 EMP3 U
- ) (PM) {{r

DI
40° || 1835A

CODE d1 12 1 d2 z EMP3
mm js14 mm mm mm h6 €
L7/00 2 11 54 6 2 o
L7/00/1 3 12 56 6 2 .
L7/01 4 19 63 6 2 o
L7/02 5 24 68 6 2 o
L7/03 6 24 68 6 2 3
I} FRESE A DUE DENTI A TESTA SEMISFE- L7/04 7 30 80 10 2 .
RICA - Due denti frontali taglienti fino L7/05 8 38 88 10 2 .
al centro - Lavorazior?e Qi a\luminio, L7/06 9 38 a8 10 2 .

leghe leggere, materiali teneri e mallea-

bili - Codolo cilindrico L7/07 10 45 95 10 2 °
B BALL-NOSED TWO-FLUTES END MILLS - L7/08 " 45 102 12 2 °
Two end teeth cutting up to the centre L7/09 12 53 110 12 2 3
étTO' rr}:z;cf;inekalumimum, light alloys - L7/10 13 55 110 12 2 .
1] FRI’ZEES ; ggLINDRES DEUX DENTS A LY 14 = I 12 2 °
BOUT HEMISPHERIQUE - Deux dents L7112 15 63 123 16 2 *
bout coupantes jusq'au centre - Pour L7/13 16 63 123 16 2 .
I'usinage de aluminium, alliages Iégers - L7/14 18 63 123 16 2 .
Queue cylindrique L7/15 20 75 141 20 2 .

M HALBRUNDKOPFFRASER, ZWEISCHNEI-
DER - Zwei Schneiden mit Zentrum-
schnitt - Zur Bearbeitung von
Aluminium, Leichtlegierungen - Zylin-
derschaft

E FRESAS CILINDRICAS DOS LABIOS CA-
BEZA SEMIESFERICA - Dos labios que
cortan hasta el centro - Para mecanizar
el aluminio y ligas ligeras - Mango cilin-
drico

B FRESAS CILINDRICAS BOLEADA DUAS
NAVALHAS - Duas navalhas que corta
hasta el centro - Para mecanizar el alu-
minio y ligas ligeras - Encabadouro ci-
lindrico

m Opesa 2-x 3ybas ana paboT No aniomu-
HIIO, NETKMM CMIaBam, XPYmKUM 1 ma-
CTWYHbIM MaTepranam. Chepuueckmnii
Topel. LInnnHapruyeckmin XBOCTOBUK.
YnnvMHeHHas cepyis

(o W Bl 400,03

=
= -
- 3O serossATURA - RouGHING I S g
Parametri 2= 2 N
. 1= N.S L=) L=/
Cutting data Tl semiFINTURA - semiFINSHING NI ]C] o _ .
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. - otting ide milling copying \Xlal amping
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'f__U % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
GCJ = STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL ACCETTABILE
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NORM TIPO-TYPE

P

FRESE A TRE DENTI

STANDARD

Rime

SERIE

EMP3
(PM] |90" o

W ()

DIN
40° || 1835B
z EMP3 ALU SUPREME
€ €
L8/00 2 7 51 6 3 . .
L8/01 3 14 58 6 3 . .
L8/02 4 18 62 6 3 . .
L8/03 5 20 64 6 3 . .
L8/04 6 22 66 6 3 o o
I} FRESE ATRE DENTI - Un dente frontale L8/05 7 22 72 10 3 o o
tagliente fino al centro - Lavorazione di L8/06 8 25 75 10 3 o o
aIIu‘m\nlo, Ieghg leggere, materiali te- L8/07 9 25 75 10 3 . .
neri e malleabili - Attacco Weldon
S THREE-FLUTES END MILLS - One end Lo/ [ 2 7 e 3 . .
tooth cutting up to the centre - To ma- L8/09 12 32 89 12 3 O O
chine aluminium, light alloys - Weldon L8/10 14 32 89 12 3 o 3
n li;i\TgES A CYLINDRES TROIS DENTS L o % % 0 ’ ’ ’
" - L8/12 18 40 100 16 3 . .
Une dent bout coupante jusg’au centre
- Pour I'usinage de aluminium, alliages L8/13 20 45 110 20 3 ° °
légers - Queue cylindrique Weldon L8/14 22 45 110 20 3 3 3
B SCHAFTFRASER, DREISCHNEIDER - Eine L8/15 25 50 125 25 3 . .
Schqelde mit Zentru'm‘schnlttf Zur Blef 18/16 28 56 132 25 3 . .
arbeitung von Aluminium, Leichtlegie-
rungen - Weldon-Spannflache L8/7 30 63 140 25 3 ° °
E FRESAS CILINDRICAS FRONTALES TRES L8/18 32 63 143 32 3 D D

LABIOS - Un labio que corta hasta el
centro - Para mecanizar el aluminio y
ligas ligeras - Mango Weldon

FRESAS CILINDRICAS FRONTALES TRES
NAVALHAS - Um naval que corta hasta
el centro - Para mecanizar el aluminio y
ligas ligeras - Encabadouro Weldon

I Opesa 3-x 3y6as Ans pabort no anom-
HWIO, NErKM CraBam, XPYmnK1M 1 nna-
CTWYHbIM MaTepuanam. PexyLumnii Topedl.
XsocTtosuk Weldon. CpeaHas cepua

(o I e 400,03
COATING ALU-SUPREME
CODE
L8/.../AS

s6RossATURA - RoucHING [IINIRC]C]
semIFINITURA - SEMIFINISHING [N
Finmura - FiNisHING [N

Parametri
Cutting data
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o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! VAl

=2 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X7 ACCETTABILE

== ACCEPTABLE

S

= g O O | | [ | [ | SCONSIGLIATO
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NORM TIPO-TYPE
e

STANDARD

Rime

FRESE A TRE DENTI

SERIE

| | I .

A

EMP3

-
IN
5 e SIS " =S

DI
A0°[| 18358B
CODE d1 12 1 d2 z EMP3
mm js14 mm mm mm h6 3
L9/00 2 12 54 6 3 o
L9/01 3 18 62 6 3 o
L9/02 4 22 65 6 3 o
L9/03 5 26 70 6 3 o
L9/04 6 30 75 6 3 3
'] FRESE ATRE DENTI - Un dente frontale L9/05 7 34 84 10 3 3
tagliente fino al centro - Lavorazione di L9/06 8 34 84 10 3 .
aIIu‘m\nlo, Ieghg leggere, materiali te- L9/07 9 40 90 10 3 .
neri e malleabili - Attacco Weldon
8 THREE-FLUTES END MILLS - One end Lo/os 10 40 90 10 3 °
tooth cutting up to the centre - To ma- L9/09 12 56 13 12 3 O
chine aluminium, light alloys - Weldon L9/10 14 63 120 12 3 .
n li;i\TgES A CYLINDRES TROIS DENTS L 1 °3 123 10 ’ :
" - L9/12 18 71 131 16 3 o
Une dent bout coupante jusg’au centre
- Pour l'usinage de aluminium, alliages L3 20 71 137 20 3 °
légers - Queue cylindrique Weldon L9/14 22 80 146 20 3 3
m SCHAETFRASER, DRElSCHNElDER - Eine L9/15 25 30 156 25 3 .
Schqelde mit Zentru'm‘schnlttf Zur Blef L9/16 )8 90 166 25 3 .
arbeitung von Aluminium, Leichtlegie-
rungen - Weldon-Spannflache Lon7 30 90 166 25 3 °
[ FRESAS CILINDRICAS FRONTALES TRES L9118 32 90 170 32 3 o

LABIOS - Un labio que corta hasta el
centro - Para mecanizar el aluminio y
ligas ligeras - Mango Weldon

[l FRESAS CILINDRICAS FRONTALES TRES
NAVALHAS - Um naval que corta hasta
el centro - Para mecanizar el aluminio y
ligas ligeras - Encabadouro Weldon

m Opesa 3-x 3y6as gna paboT no aniomu-
HWIO, NErKM CraBam, XPYmnK1M 1 nia-
CTWYHBIM MaTepuanam. PexyLumnin Topedl.
XBocTtosvk Weldon. YanuHeHHas cepus

(o W Bl 400,03

Parametri
Cutting data

s6rossATURA - RoucHING [INIRC]C]
semIFINITURA - SEMIFINISHING [ NI
FINmurA - FINisHING [N
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= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X7 ACCETTABILE
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NORM TIPO-TYPE

FRESE PER SGROSSATURA UNI- 6248 AT
DIN 844B 2 2
IS0 16411 [ &
L B 1 .
12 E’E"leﬁ s -
—1 (PM) 02-05 [
o~ - —
©| - m = NEL (KmW)
. 4 v DIN
o 40° || 18358
CODE (Emp3) d1 12 I d2 z EMP3  ALU SUPREME
mm js14 mm mm mm h6 € €
L12/01 6 13 57 6 3 . .
L12/02 7 16 66 10 3 . .
L12/03 8 19 69 10 3 . o
L12/04 9 19 69 10 3 . .
L12/05 10 22 72 10 3 o o
I} FRESE PER SGROSSATURA - Denti elicoi- L12/06 12 26 83 12 3 . .
dali con taglio interrotto - Un dente L12/07 14 26 83 12 3 . .
froptale t§g||ent§ ﬂno al centro - Lavo- 112/08 15 32 9 16 3 . .
razione di alluminio, leghe leggere, ma-
teriali teneri e malleabili - Attacco L12/09 16 32 92 16 3 ° °
Weldon L12/10 18 32 92 16 3 . .
HE ROUGHING END MILLS - Helical teeth L12/11 20 38 104 20 3 o 3
vyith chip—b};eaker = On_? end tf](,)th clutf L12/12 22 38 104 20 3 o .
ting up to the centre - To machine alu-
minium, light alloys - Weldon shank L12/13 25 45 121 25 3 * °
) FRAISES A CYLINDRES A DEGROSSIR - L12/14 28 45 121 25 3 y °
Denture hélicoidale avec brise-copeaux L12/15 30 45 121 25 3 3 .
- Une dent bout coupante jusg‘au cen- L12/16 32 53 133 32 3 . .
trefl?ourlusmage de'alurTnmum,aII\af L1217 36 53 133 32 3 . .
ges légers - Queue cylindrique Weldon
B SCHAFTFRASER DREISCHNEIDER - L12ns 40 53 143 32 3 ° °
Schragschneiden mit Spanbrecher -
Eine Schneide mit Zentrumschnitt -
Zur Bearbeitung von Aluminium, Lei-
chtlegierungen - Weldon Spannflache
[E FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Un labio que corta
hasta el centro - Para mecanizar el alu-
minio y ligas ligeras - Mango cénico
Weldon
[ FRESAS CILINDRICAS FRONTALES PARA
DESTASTE - Navalhas helicoidal com
quebra apara - Um navalha que corta
hasta el centro - Para mecanizar el alu-
minio y ligas ligeras - Encabadouro
Weldon
I Opesa 3-x3y6as Ana yepHosoit obpa-
GOTKM AMIOMUHWA, NETKYX Cr/IaBOB,
XPYMKWX 1 MAACTUYHbIX MAaTEPUASIOB.
PexyLmii Topel. XBoctosumk Weldon.
CpenHaa cepua
Toll. reale sul @
@ Real Tol. on @ iOl05
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CODE
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i @0 s6RossATURA - RouHING [INININIE Swu
Citing £ H L ™S ==
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(X7 ACCETTABILE
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FRESE PER SGROSSATURA Rz @
1S 1641/1 Z

SERIE

EMP3 | 45° -
(PM) 02-05 N

NFL o

vV DIN
Vv 40° || 18358
CODE (Emp3) d1 d2 z EMP3  ALU SUPREME
mm js14 mm h6 3 3
L13/01 6 24 68 6 3 . .
L13/02 8 38 88 10 3 . .
L13/03 10 45 95 10 3 . .
L13/04 12 53 110 12 3 . o
L13/05 14 53 110 12 3 o .

I} FRESE PER SGROSSATURA - Denti elicoi- L13/06 15 63 123 16 3 D .
dali con taglio interrotto - Un dente L13/07 16 63 123 16 3 . .
froptale tgglientg fino al centro - Lavo- 113/08 18 63 123 16 3 . .
razione di alluminio, leghe leggere, ma-
teriali teneri e malleabili - Attacco L13/09 20 7 141 20 3 ° °
Weldon L13/10 22 75 141 20 3 o o

ROUGHING END MILLS - Helical teeth L13/11 25 90 166 25 3 . .
vyith chip—b};eakertf On_? end tf](')th clutf L13/12 28 90 166 25 3 o .
ting up to the centre - To machine alu-
migiura, light alloys - Weldon shank L13/13 30 %0 166 25 3 * °

) FRAISES A CYLINDRES A DEGROSSIR - L13/14 32 106 186 32 3 y °
Denture hélicoidale avec brise-copeaux L13/15 36 106 186 32 3 3 .

- Une dent bout coupante jusg‘au cen- L13/16 40 125 205 32 3 . .

tre - Pour l'usinage de aluminium, allia-
ges légers - Queue cylindrique Weldon

m SCHAFTFRASER DREISCHNEIDER -
Schragschneiden mit Spanbrecher -
Eine Schneide mit Zentrumschnitt -
Zur Bearbeitung von Aluminium, Lei-
chtlegierungen - Weldon Spannfléache

[ FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Un labio que corta
hasta el centro - Para mecanizar el alu-
minio y ligas ligeras - Mango cénico
Weldon

[ FRESAS CILINDRICAS FRONTALES PARA
DESTASTE - Navalhas helicoidal com
quebra apara - Um navalha que corta
hasta el centro - Para mecanizar el alu-
minio y ligas ligeras - Encabadouro
Weldon

B Opesa 3-x 3y6as Ans yepHoBOII Obpa-
6OTKM anOMVHIS, NETKUX CMaBOB,
XPYMKWX 1 MAACTUYHBIX MAaTEPUASIOB.
PexyLwmii Topel. XBoctosumk Weldon.
YanHeHHan cepus
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FRESE MONOTAGLIENTE

PER LEGHE LEGGERE ime

Sf

SERIE

< 1 -
L e 13

-
N

> HSS-E
| 90°
; k—2>Ql (o8 |_ T
U}:H’ﬁb W é —
~35

mT DIN
©

L

1835A

CODE (Co 8%) di I 12 13 d2 d3 Co8%  ALUSUPREME
mm js14 mm mm mm mm h6 mm € 3
L17/01 8 100 15 80 8 7.9 . .
L17/02 8 120 15 100 8 7.9 o .
L17/03 10 100 15 75 8 9.0 o .
L17/04 10 100 15 75 10 9.9 o o

'] FRESE MONOTAGLIENTE PER LEGHE
LEGGERE - Codolo cilindrico
EE SINGLE-FLUTES END MILLS TO MA-
CHINE LIGHT ALLOYS - Straight shank
1) FRAISES A UNE TAILLE POUR L'USINAGE
D'ALLIAGES LEGERS - Queue cylindri-
M que
EINSCHNEIDEFRASER ZUR BEARBEI-
TUNG VON LEICHTMETALLE - Zylinder-
E schaft
FRESAS MONO CORTANTE PARA LIGAS
LIGERAS - Mango cilindrico
FRESAS MONO CORTANTES PARA LIGAS
= LIGERAS - Encabadouro cilindrico
®pe3sa ofHO3ybas Ana 06paboTku ner-
KX CNNaBos. LnnuHapuueckuii xgo-
CTOBUK

Ulteriori diametri a richiesta
Other diameters on demand

COATING ALU-SUPREME
CODE
BT (17 ms

F=]
(= o=
) : o s6RossATURA - RouaHING [IINIRC]C] Su
arametri S 22 -
. = W N .=
Cutting data T semiFINITURA - SmiFINISHING [N ] ox ; E =7
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FRESE MONOTAGLIENTE @

STANDARD

PER LEGHE LEGGERE ime

SERIE

|t -
-t

- ]l ] %
UZ — E W Q%O[F

1835A

CODE (Emp3) d1 I 12 d2 EMP3  ALUSUPREME
mm js14 mm mm mm h6 3 €
L18/01 4 55 11 6 o .
L18/02 5 60 13 6 . o
L18/03 6 57 13 6 o o
L18/04 7 65 16 10 o o
L18/05 8 70 19 10 3 .
'] FRESE MONOTAGLIENTE PER LEGHE L18/06 10 75 22 10 . .
LEGGERE - Codolo cilindrico L18/07 12 80 25 12 . .

EE SINGLE-FLUTES END MILLS TO MA-

CHINE LIGHT ALLOYS - Straight shank
1) FRAISES A UNE TAILLE POUR L'USINAGE

D'ALLIAGES LEGERS - Queue cylindri-
= que

EINSCHNEIDEFRASER ZUR BEARBEI-

TUNG VON LEICHTMETALLE - Zylinder-
E schaft

FRESAS MONO CORTANTE PARA LIGAS
[ LIGERAS - Mango cilindrico

FRESAS MONO CORTANTES PARA LIGAS
m LIGEIRAS - Encabadouro cilindrico

®pe3sa ofHO3ybas AnA 06paboTKM ner-

KX CNNaBos. LnnuHapuuecknii xso-

CTOBUK

COATING ALU-SUPREME
CODE
a L18/.../AS

=
= -
Parametri @0 s6RossATURA - RoucHING [N ]] 52
3 §E e
Cutting data ol semiFINTURA - SEMIFINISHING NI 1] Cx , E =7
1 99 222 oo g o Apesrltutr: cava qugmrn_?lt_ura sgopla 3D AZS[alle RFlampa
. = otting ide milling copying Xial amping
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FRESE MONOTAGLIENTE

PER LEGHE LEGGERE Rime

SERIE

e £ HSS-E | -
12 , (o8 90° TN

—3
W % 7% Bl

CODE (Co 8%) d1 I 12 13 d2 Co 8% ALU SUPREME
mm js14 mm mm mm mm h6 3 €
L19/02 3 68 12 20 8 o .
L19/03 4 68 12 20 8 o .
L19/04 5 62 15 20 6 o .
L19/05 5 68 15 23 8 o o
L19/06 5 68 15 23 10 . 3
I} FRESE MONOTAGLIENTE PER LEGHE L19/07 6 68 15 23 8 . .
LEGGERE - Codolo cilindrico L19/08 8 80 15 60 8 . o

HE SINGLE-FLUTED END MILLS TO MA-
CHINE LIGHT ALLOYS - Straight shank

1] FRAISES A UNE TAILLE POUR L'USINAGE
D'ALLIAGES LEGERS - Queue cylindri-
que

™ EINSCHNEIDEFRASER ZUR BEARBEI-
TUNG VON LEICHTMETALLE - Zylinder-
schaft

E FRESAS MONO CORTANTE PARA LIGAS
LIGERAS - Mango cilindrico

[ FRESAS MONO CORTANTES PARA LIGAS
LIGEIRAS - Encabadouro cilindrico

B Opesa ogHosybas ana 06paboTkm ner-
Krx cnnasos. LnnvHapryecknin xso-
CTOBWIK

COATING ALU-SUPREME
CODE
Y P

=]
== -
: 00 serossATURA - RouGHING [N Su
Parametri g2 s -
. £ N.S
Cutting data T semiFINTURA - semiFINSHING [N ]C] o , E E
1 99 222 o S g o Apesrltutrtz_a cava Cso_gtorn_:lalt_ura 3gopla 3_D AZS[alle RHampa
. - otting ide milling copying \Xlal amping
pag S FINmurA - FINSHING (NN 33
@ [ | 4 O [ | |
',__0 % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
s STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
ik} ACCETTABILE
= o ACCEPTABLE
'§° g O O O O [ | 4 SCONSIGLIATO
NOT RECOMMENDED
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NORM TIPO-TYPE

STANDARD

Rime

FRESE PER FORARE A DUE DIAMETRI

Hssl_uJ@

S -
W DIN

~30° 1835A

CODE 13 d2 HSS
mm mm h6 €
L20/01 6 12 85 18 30 10 o
L20/02 6.5 13.5 85 18 30 10 o
L20/03 5.5 11.5 100 18 30 10 o
L20/04 6 11.5 100 18 30 10 o
L20/05 6 12 100 18 30 12 o
I'] FRESE PER FORARE A DUE DIAMETRI - L20/06 6.5 13.5 100 18 30 10 .
Due denti per lavorazione leghe leg- 120/07 7 13 100 18 30 12 .

- Codolo cilindrico

=+ %\?\;(E}FLUTES END MILLS BORING TWO L20/08 / 15 100 18 30 12 °
DIFFERENT DIAMETRES TO MACHINE L20/09 7 185 100 1 30 12 °

LIGHT ALLOYS - Straight shank

1) FRAISES A DEUX TAILLES A FORER
DEUX DIAMETRES POUR L'USINAGE
DALLIAGES LEGERS - Queue cylindri-
que

M ZWEISCHNEIDEN-STUFENFRASER ZUR
BEARBEITUNG VON LEICHTMETALLE -
Zylinderschaft

[ FRESAS PARA TALADRAR CON DOS DIA-
METROS - Dos labios para mecanizar
ligas ligeras - Mango cilindrico

[l FRESAS PARATALADRAR COM DOIS
DIAMETROS - Duas navalhas para me-
canizar ligas ligeiras - Encabadouro ci-
lindrico

m Opesa-cBepno cTyneHyatoe Ana obpa-
60TKM Nerkmx cnnasos. LnnmHapuye-
CKWWI XBOCTOBUK

Ulteriori diametri a richiesta
Other diameters on demand

=]
c o—
: o s6RossATURA - RoucHING [INIRC]C] Su
Parametri g2 s N
. £0 N.S [y (=]
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2EL 33 Finmura - FINisHING [N ] "=
@ O O O [ | O
'f__U % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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TIPO-TYPE
FRESE A DUE DENTI PER CAVE UNI 8260

DIN 326D
1SO 1641/11

@

SERIE

EMP3 a -
2 (PM) Ii 2

I Y
o
N % -
I A .|| DIN
~30°|[228A
CODE d1 12 I CM-MK z EMP3
mm e8 mm mm €
MGO0/01 16 19 104 2 2 o
MGO0/03 18 19 104 2 2 ]
MGO0/05 20 22 124 3 2 o
MGO0/06 21 22 124 3 2 o
MGO0/07 22 22 124 3 2 o
I} FRESE A DUE DENTI PER CAVE - Un MG0/08 23 22 124 3 2 .
dente frontale tagliente fino al centro - MG0/09 24 26 128 3 2 .
Codolo conico Morse con foro filettato
MGO0/10 25 26 128 3 2
BE TWO-FLUTES SLOT CUTTERS - One end *
tooth cutting up to the centre - Morse MGO/11 26 26 128 3 2 °
taper shank MGO0/12 27 26 128 3 2 .
1] FRAISES A RAINURES DEUX DENTS - MGO0/13 28 26 128 3 2 .
Uge dent bOL:lt cor\tjlpantg jusq’?ltlj cgntre MGO/14 29 26 128 3 2 .
- Queue au cone Morse a trou fileté
M | ANGLOCHFRASER, ZWEISCHNEIDER - GRS = = 125 E Z °
Eine Schneide mit Zentrumschnitt - MGO/16 32 32 157 4 2 °
Morsekegelschaft und Anzugsgewinde MGO0/17 34 32 157 4 2 3
] FRESA§ CILINDRICAS DE DOS LABIOS - MGO/18 35 32 157 4 2 .
Un labio que corta hasta el centro - MGO/19 36 3 157 4 2 .
Mango coénico Morse con taladro ro-
scado MG0/20 38 38 163 4 2 o
[l FRESAS CILINDRICAS DE DUAS NAVAL- MG0/21 40 38 163 4 2 o
HAS - Encabadouro cone Morse con ta- MGO0/22 45 38 163 4 2 .
el osgzels MG0/23 50 45 170 4 2 .

B Opesa 2-x 3y6as. Pexyimii TopeL,. XBo-
CTOBWK KOHYC Mop3e ¢ pe3bboit. Cpea-
HAA cepua

Ulteriori diametri a richiesta
Other diameters on demand

s6RossATURA - RoucHING [N
semiFINITURA - SeMIFINISHING [N
Finmura - FINisHING [N ]

Parametri
Cutting data
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Suggestion
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o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
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FRESE A DUE DENTI PER CAVE UNI 8258 @

DIN 327D
1SO 1641/1

SERIE

MG - .1 :
2 EMP3 | a -

< (PM) 90 T
%D-m Iﬂ?} N % oo

DIN
~30°|| 1835B
CODE (Emp3) d1 12 I d2 z EMP3 SUPREME
mm e8 mm mm mm h6 € €

MG1/00 2 4 48 6 2 o . [ ]

MG1/01 3 5 49 6 2 o . [ ]

MG1/02 3.5 6 50 6 2 o . [ ]

MG1/03 4 7 51 6 2 . ' ®

MG1/04 4.5 7 51 6 2 o . [ ]

'] FRESE A DUE DENTI PER CAVE - Un MG1/05 8 52 6 2 . e B
dente frontale tagliente fino al centro - MG1/06 55 8 52 6 2 . O ]

Attacco Weldon

S TWO-FLUTES SLOT CUTTERS -Oneend 0"/ ° 8 > ° 2 : - 8
tooth cutting up to the centre - Wel- MG1/08 6.5 10 60 10 2 ° ° a
don shank MG1/09 7 10 60 10 2 . . [ ]

1] FRAISES A RAINURES DEUX DENTS - MG1/10 75 10 60 10 2 . |
Uge dent bIOL:jt lcoup\z;\?tfjjusq’au centre MG1/11 8 1 61 10 2 . A

= LAI;ELE(%EI)Z!ER/{IS%LI;%Z\A?E\SOSHNEIDERf ISI2 &z [ al 10 2 . - 8
Eine Schneide mit Zentrumschnitt - MG1/13 9 " 61 10 2 ° ' B8
Weldon Spannflache MG1/14 9.5 13 63 10 2 o LI |

[ FRESAS CILINDRICAS DE DOS LABIOS - MG1/15 10 13 63 10 2 c - @
Un labio que corta hasta el centro - MG1/16 105 13 70 12 5 R _—

Mango Weldon

BB FRESAS CILINDRICAS DE DUAS NAVAL- MG1/17 1 13 70 12 2 c - @
~ HAS-Encabadouro Weldon MG1/18 12 16 73 12 2 . - B
B Opesa 2-x 3y6an. Pexyimii TopeL,. XBo- MG1/19 13 16 73 12 2 . |
ctoBuk Weldon. CpeaHssa cepwis MG1/20 14 16 73 12 2 . "
MG1/21 15 19 79 16 2 o . [ ]

MG1/22 16 19 79 16 2 . . [ ]

MG1/23 17 19 79 16 2 . . [ ]

MG1/24 18 19 79 16 2 o . [ ]

MG1/25 19 22 88 20 2 o . [ ]

MG1/26 20 22 88 20 2 o . [ ]

MG1/27 22 22 88 20 2 o . [ ]

MG1/28 23 22 98 25 2 . . [ ]

MG1/29 24 26 102 25 2 . . [ ]

MG1/30 25 26 102 25 2 o . [ ]

MG1/31 26 26 102 25 2 o . [ ]

MG1/32 28 26 102 25 2 o . [ ]

MG1/33 30 26 102 25 2 . . [ ]

MG1/34 32 32 112 32 2 . . [ ]

COATING SUPREME
CODE
MG1/.../S

=]
= =
: @0 s6RossATURA - RouHING NI Su
Parametri g2 S N
. £o N.S [y (=]
Cutting data T semiFINITURA - SmIFINISHING [N ox ; ;
Apertura cava Contornatura Copia 3D Assiale Rampa
1 99-222 )] g o Slotting Side milling 3D copying Axial Ramping
el 33 Finmura - FINisHING [N ] &=
@ | 4 O [ | |
'(_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/II(ESHSES
‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[TR] ACCETTABILE
= ACCEPTABLE
g g [ | [ | [ | [ | | 4 SCONSIGLIATO
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m TIPO-TYPE

STANDARD

Rime

FRESE A DUE DENTI PER CAVE

@

SERIE

MG - ) -
EMP3 -
| ER %

A (PM)

s .!

12

N é [O
DIN
~30° 1835B

et

CODE d1 12 I d2 z EMP3 SUPREME
mm e8 mm mm mm h6 € €
MG3/01 3 9 58 6 2 . . [ ]
MG3/02 3.5 13 67 6 2 . . [ ]
MG3/03 4 13 67 6 2 . . [ ]
MG3/04 4.5 13 68 6 2 . . [ ]
MG3/05 5 16 70 6 2 o . [ ]
I} FRESE A DUE DENTI PER CAVE - Un MG3/06 515 16 76 6 2 D - B
dente frontale tagliente fino al centro - MG3/07 6 16 76 6 2 . O |
Attacco Weldon
== TWO-FLUTES SLOT CUTTERS - One end MG3/08 6> 16 /6 10 2 : ° e
tooth cutting up to the centre - Weldon MG3/09 7 19 79 10 2 ° - 8
shank MG3/10 7.5 19 79 10 2 . - B
I} FRAISES A RAINURES DEUX DENTS - MG3/11 8 19 79 10 2 . - B
Une dent bgut lcoupante jusg'au centre MG3/12 85 22 33 10 2 . B
- Queue cyl|ndr|queWeIdon MG3/13 9 57 83 10 5 . _—
M LANGLOCHFRASER, ZWEISCHNEIDER -
Eine Schneide mit Zentrumschnitt - MG3/14 9.5 22 83 10 2 ° - B8
Weldon Spannflache MG3/15 10 22 83 10 2 3 B
E FRESAS CILINDRICAS DE DOS LABIOS - MG3/16 10.5 25 95 12 2 o - B
Un labio que corta hasta el centro - MG3/17 1 25 o5 12 2 . - @
Mango Weldon
BB FRESAS CILINDRICAS DE DUAS NAVAL- LAG3/18 2 28 &8 (2 Z . - @
HAS - Encabadouro Weldon MG3/19 13 28 98 12 2 O - B
B Opesa 2-x 3y6as. Pexyimii TopeL,. XBo- MG3/20 14 32 102 12 2 . |
ctosuk Weldon. YanvHerHas cepus MG3/21 15 32 108 16 2 o ]
MG3/22 16 32 108 16 2 o o [ ]
MG3/23 17 35 114 16 2 o . [ ]
MG3/24 18 35 14 16 2 . . [ ]
MG3/25 19 38 132 20 2 . . [ ]
MG3/26 20 38 132 20 2 . . [ ]
MG3/27 21 38 132 20 2 . . [ ]
MG3/28 22 41 141 25 2 o . [ ]
MG3/29 23 41 141 25 2 o . [ ]
MG3/30 24 41 152 25 2 . . [ ]
MG3/31 25 44 159 25 2 . . [ ]
MG3/32 26 44 159 25 2 . . [ ]
MG3/33 28 44 159 25 2 . . [ ]
MG3/34 30 50 159 25 2 . . [ ]
MG3/35 32 52 165 32 2 . . [ ]

COATING SUPREME
CODE
MG3/.../S

=
S -
- 30 scrossaTURA - RoucHING [N IC] 5 Q@
Parametri g2 S N =7
. £h N.S =i
Cutting data T semiFINTURA - semiFINiSHING [INIIIIIC]C] Ox - ’
1 99 222 oo g o Apesrltutrtg cava Cso_gwrn_ﬂt_ura sgopla 3_D AES[aIIe RFlampa
. - otting ide milling copying \Xla amping
pag 932 rinimura - FinisHinG [INIICIC] &=
A | 4 O [ | |
',_; % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI REgggﬂEHS{g
g = STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL ACCETTABILE
9]
Y9Y ACCEPTABLE
= i | || || | | 4 SCONSIGLIATO
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—I 61 torna all'indice
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FRESE A TRE DENTI T
1S0 1641/ <&

SERIE

EMP3 | n N
90 -

A

|2

-« . (PM)
a =
N

[ N o
~3(0°|| 1835B
CODE (emp3) d1 12 I d2 z EMP3 SUPREME
mm e8 mm mm mm h6 € €
MG4/01 2 7 51 6 3 . . @
MG4/02 2,5 8 52 6 3 o . [ ]
MG4/03 3 8 52 6 3 o . [ ]
MG4/04 3,5 10 54 6 3 o . [ ]
MG4/05 4 11 55 6 3 o . [ ]
I} FRESE ATRE DENTI - Un dente frontale MG4/06 4,5 11 55 6 3 . . [ ]
tagliente fino al centro - Attacco Wel- MG4/07 5 13 57 6 3 . - B
don
B THREE-FLUTES END MILLS - One end MG4/08 >3 13 >/ 6 3 ° ‘ e
tooth cutting up to the centre - Weldon MG4/09 6 13 57 6 3 ° - 8
shank MG4/10 6,5 16 66 10 3 o . [ ]
1) FRAISES A CYLINDRES TROIS DENTS - MG4/11 7 16 66 10 3 . . [ ]
Uge dent bIOL:jt lcoup\z;\?tfjjusq’au centre MG4/11/1 75 19 69 10 3 . B
- SC:;E?FCR)/AQEngDUReEISEHIC\I)EIDER - Eine iIGa 1 & 12 o 110 B ° ° a
Schneide mit Zentrumschnitt - Weldon MG4/12/1 8,5 19 69 10 3 ° B8
Spannflache MG4/13 9 19 69 10 3 o . [ ]
& FRESAS CILINDRICAS FRONTALES DE MG4/13/1 95 2 72 10 3 . - @
TRES LABIOS - Un labio que corta hasta MG4/14 10 2 7 10 3 . e @
el centro - Mango Weldon
BB FRESAS CILINDRICAS FRONTAIS DETRES ~ MG4/15 1 22 79 12 3 ° - @
NAVALHAS - Encabadouro Weldon MG4/16 12 26 83 12 3 o - B8
B Opesa 3-x 3y6as. Pexyimii TopeL,. XBo- MG4/17 13 26 83 12 3 . |
ctosuk Weldon. CpegHsas cepua MG4/18 14 26 83 12 3 o e =
MG4/19 15 32 92 16 3 o . [ ]
MG4/20 16 32 92 16 3 . . [ ]
MG4/21 17 32 92 16 3 o . [ ]
MG4/22 18 32 92 16 3 o . [ ]
MG4/23 19 38 104 20 3 o . [ ]
MG4/24 20 38 104 20 3 o . [ ]
MG4/25 22 38 104 20 3 o . [ ]
MG4/26 24 45 121 25 3 . . [ ]
MG4/27 25 45 121 25 3 o . [ ]
MG4/28 26 45 121 25 3 o . [ ]
MG4/29 28 45 121 25 3 o . [ ]
MG4/30 30 45 121 25 3 o . [ ]
MG4/31 32 53 133 32 3 o . [ ]
(o I e 400,03
CODE
MG4/.../S
: £ 5 s6RossATURA - RoucHING NI Cu
Curing £y H ™S ==
Cutt|n199%at26122 g ‘é semiFINTURA - SEMIFINISHING [N g—;cé somracos Goomars cogo0 P F—
pag. - oS ) = ; lotting Side milling 3D copying Axial Ramping
20 Finmura - FINisHING [N ] = - n O 4 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
5 T STEELS CASTIRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL AT
52 K = m X @ @ £

NOT RECOMMENDED

torna all'indice
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FRESE A TRE DENTI UNI 8249

DIN 844B
IS0 1641/1

‘3

le -
EMP3
12 (PM) 90° T

DIN
30°|| 18358

rd_2T
é
o)
N

:

CODE di 12 I d2 z EMP3
mm e8 mm mm mm h6 €
MG5/01 2 10 54 6 3 o
MG5/02 3 12 56 6 3 .
MG5/03 4 19 63 6 3 o
MG5/04 5 24 68 6 3 ]
MG5/05 6 24 68 6 3 3
I} FRESE ATRE DENTI - Un dente frontale MG5/06 7 30 80 10 3 3
tagliente fino al centro - Attacco Wel- MG5/07 8 38 88 10 3 .
& %:)EEEFLUTES END MILLS - One end MG5/08 10 4 » 10 3 ‘
tooth cutting up to the centre - Weldon MG5/09 12 53 110 12 3 °
shank MG5/10 14 53 110 12 3 .
1) FRAISES A CYLINDRES TROIS DENTS - MG5/11 16 63 123 16 3 .
Une dent bIOL:jt lcoup\z;\;gfjj::q’au centre MG5/12 18 63 123 16 3 .
= SS:;E?F?/AQEFTDURGEISCHNEIDER “Eine  MGY/13 AL i3 il 2 E .
Schneide mit Zentrumschnitt - Weldon MG5/14 22 75 141 20 3 °

Spannflache

[ FRESAS CILINDRICAS FRONTALES DE
TRES LABIOS - Un labio que corta hasta
el centro, mango Weldon

B FRESAS CILINDRICAS FRONTAIS DE TRES
NAVALHAS - Encabadouro Weldon

m Opesa 3-x 3y6as. Pexyumin Topel. XBo-
cToBuk Weldon. YanvHeHHas cepus

(o I e 400,03

Parametri
Cutting data

s6RossATURA - RoucHING [IINIRC]C]
semiFINITURA - SemiFINISHING [N
Finmura - FINisHING [N ]

W ™S ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 | O 7| 7|

%)
(@]
C
=
=
o
=
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Suggerimenti
Suggestion

—_ 0

o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al

=2 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X ACCETTABILE

= ACCEPTABLE

S

= g [ | | [ | [ | | | SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
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I T
FRESE FRONTALI - FINITURA UNI 3903

DIN 1880
ISO 2586

"o | o0 || I

@|E

CODE d z EMP3
mm H7 €
MG6/01 40 32 16 8 o
MG6/02 50 36 22 8 o
MG6/03 63 40 27 8 o
MG6/04 80 45 27 10 °
MG6/05 100 50 32 12 .
'] FRESE FRONTALI - FINITURA - Denti eli- MG6/06 125 56 40 14 .

coidali rinforzati - Cava trascinamento
trasversale
£ SHELL END MILLS - Reinforced helical
teeth
FRAISES A CYLINDRES FRONTALES -
Denture hélicoidale renforcée
WALZENFRASER MIT QUERNUT - Ver-
starkte Spiralzdhne
FRESAS CILINDRICAS FRONTALES - La-
bios helicoidales reforzados
FRESAS CILINDRICAS FRONTAIS - Oito
navalhas helicoidais
(Dpe3a TopLeBas C ycuneHHbiM 3y6om

[ ]

Toll. reale sul @
C0 W i 040,05

F=]
== =
. - 1%]
T QEJ.g s6RossATURA - RouaHING I ) W 6
IS N - ﬁj
Cutting data 5l SEMIFINITURA - SEMIFINISHING U= E E
1999 222 81 g ..DDD § ‘6 Apesrtura cava Contornatura Copia 3D Assiale Rampa Spianatura
. - lotting Side milling 3D copying Axial Ramping Face milling
pag 33 Finmura - FINisHING [N 33
A O d O O O [ |
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! VAl
== STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
35 ACCETTABILE
2 ACCEPTABLE
'§° g | [ | [ | | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
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N
FRESE FRONTALI - SGROSSATURA UNI 3903

DIN 1880
IS0 2586
EMP3
(PM)
NR
AN
CODE d Zz
mm H7
MG7/01 40 32 16 6 .
MG7/02 50 36 22 6 .
MG7/03 63 40 27 8 .
MG7/04 80 45 27 8 .
MG7/05 100 50 32 10 o
I'] FRESE FRONTALI - Denti elicoidali con MG7/06 125 56 40 12 o

rompitruciolo spogliato completa-
mente rettificato - Cava trascinamento
trasversale

&= SHELL END MILLS - Helical teeth with
form relieved entirely ground chip-
breaker

Il FRAISES A CYLINDRES FRONTALES -
Denture hélicoidale avec brise-copeaux
dépouillé entierement rectifié

M WALZENFRASER MIT QUERNUT -
Schragschneiden mit voll eingeschliffe-
nem Spanbrecher

£ FRESAS CILINDRICAS FRONTALES - La-
bios helicoidales con arranca de viruta
completamente rectificado

B8 FRESAS CILINDRICAS FRONTAIS - Seis
navalhas helicoidais com quebra apara

B Opesa TopLiEBan CO CTPYKKONOMOM

Toll. reale sul @
Co W i 040,05

=]
= = -
n @0 s6RossATURA - RoucHING [ININININ Su
Parametri g2 S -
. £o N.S
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][ ][I 1] o . E E .
1 99 222 oo g o Apesrltutrtg cava qugmrn_?lt_ura sgopua 3D Azsu_alle RFlampa FSplanaylll{ra
. = otting ide milling copying xial amping ace milling
PELY 33 FINITURA - FINISHING [ ]I &=
@ O 4 O O O |
'f__u % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?S&I?/II(ESHSES
e STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[ORo] ACCETTABILE
= ACCEPTABLE
'§° g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 65 back to index


kafka
Font monospazio
torna all'indice
back to index


I
FRESE PER FINITURA UNI" 6248 AP

DIN 844B
1SO 1641/1

SERIE

MG n :

A

EMP3
%’7“ PM) || 190 || BG4S
e = % e
S | N DIN

~30°|| 1835B

CODE (Emp3) d1 d2 z EMP3 SUPREME

mm js14 mm h6 € €
MG8/01 2 7 51 6 4 . . [ ]
MG8/01/1 2,5 8 52 6 4 . . [ ]
MG8/02 3 8 52 6 4 . . [ ]
MG8/02/1 3,5 10 54 6 4 . . [ ]
MG8/03 4 11 55 6 4 o . [ ]
I} FRESE PER FINITURA - Due denti frontali MG8/03/1 4,5 1" 55 6 4 D I |
taglienti fino al centro - Attacco Wel- MG8/04 5 13 57 6 4 o - ®
- SEB MILLS - Two end teeth cutting up MGs/0a/ Es 13 >/ 6 4 ° - @
to the centre - Weldon shank MG8/05 6 13 57 6 4 ° - B8
I) FRAISES A CYLINDRES - Deux dents MG8/05/1 6.5 16 66 10 4 g - B
bout coupantes jusq'au centre - Queue MG8/06 7 16 66 10 4 o - B
— g?g‘igﬁ%‘}\;\’gd%ﬂ heen it MG8/06/1 7,5 19 69 10 4 . A
. Zemrumschnittfwvé(leéoﬁ Sr;)ealnigéglwe MG8/07 8 19 69 10 & ° + @
& FRESAS CILINDRICAS FRONTALES - Dos MGg&/07/1 8,5 19 69 10 4 . - a8
labios que cortan hasta el centro - MG8/08 9 19 69 10 4 . B
Mango Weldon MG8/09 10 22 72 10 4 . - B
BB FRESAS CILINDRICA? FRONTAIS - Qua- MG8/10 1 22 79 12 4 R . ™
tro navalhas normais com corte ao cen-

tro - Encabadouro Weldon MGe&/11 12 26 83 12 4 ° - 8
I Opesa KoHLeBas 418 UMCTOBOM 0bpa- MG8/12 13 26 83 12 4 . - B
60TKN. PexxyLnii TopeL. XBOCTOBMK MG8/13 14 26 83 12 4 . . [ ]
Weldon. CpegHas cepus MG8/14 15 32 92 16 4 . _—
MG8/15 16 32 92 16 4 . . [ ]
MG8/16 17 32 92 16 4 o . [ ]
MG8/17 18 32 92 16 4 . . [ ]
MG8/18 19 38 104 20 4 . . [ ]
MG8/19 20 38 104 20 4 . . [ ]
MG8/20 22 38 104 20 4 . . [ ]
MG8/21 24 45 121 25 5 o o [ ]
MG8/22 25 45 121 25 5 o . [ ]
MG8/23 26 45 121 25 5 . . [ ]
MG8/24 28 45 121 25 5 . . [ ]
MG8/25 30 45 121 25 6 . . [ ]
MG8/26 32 53 133 32 6 . . [ ]

o I s 40 40,03
COATING SUPREME
CODE
MG8/.../S

SGROSSATURA - RoUGHING [ 11C]
semiFINTURA - semiFINSHING [INIICICTIC]
Finmura - FINisHING [N

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 | O 4 4

%)
(o)}
S

=
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=
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Suggestion

=
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! VAl
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g | [ | [ | | O O SCONSIGLIATO

NOT RECOMMENDED
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NORM TIPO-TYPE

T s @
|

SERIE

M G F g - EMP3 |£

‘3

VI%' (PM)

DI
~30°[| 1835B

CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
MG9/01 2 10 54 6 4 o
MG9/02 3 12 56 6 4 .
MG9/03 4 19 63 6 4 o
MG9/04 5 24 68 6 4 o
MG9/05 6 24 68 6 4 .
I'] FRESE PER FINITURA - Due denti frontali MG9/06 7 30 80 10 4 3
taglienti fino al centro - Attacco Wel- MGO9/07 8 38 38 10 4 .
don
MG9/08 10 45 95 10 4 .
B END MILLS - Two end teeth cutting up
to the centre - Weldon shank MG9/09 12 53 110 12 4 °
I} FRAISES A CYLINDRES - Deux dents MG9/10 14 53 110 12 4 c
bout coupantes jusq'au centre -Queue MG9/11 16 63 123 16 4 3
a g?:ﬁ;ﬁﬁ\;\gd? heen MG9/12 18 63 123 16 4 .
! - Zwei Schneiden mit
Zentrumschnitt - Weldon Spannflache G A0 [ sl 29 = °
£ FRESAS CILINDRICAS FRONTALES - Dos MG9/14 22 75 141 20 4 y
labios que cortan hasta el centro - MG9/15 24 90 166 25 5 .
Mango Weldon MG9/16 25 90 166 25 5 .
B FRESAS CILINDRICAS FRONTAIS - Qua- MG9/17 26 90 166 25 5 .
tro navalhas longas com corte ao cen-
tro - Encabadouro Weldon MG9/18 28 90 166 25 5 °
I Ope3a KoHuesas 415 uMcToBOM 0bpa- MG9/19 30 90 166 25 6 O
60TKN. PexyLnit TopeL. XBOCTOBMK MG9/20 32 106 186 32 6 .

Weldon. YanuHerHas cepus

(o I T 4040,03

SGROSSATURA - RoUGHING || 11[C]
SemIFINITURA - SmiFINISHING [ ICC]
FINmurA - FINisHING [N

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 [ | O 7| 4

%)
()]
c

i<
=
o

=
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Suggerimenti
Suggestion

—n

o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al

= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X7 ACCETTABILE

sS= ACCEPTABLE

S

= g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED
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FRESE PER FINITURA UNI 8250 @

DIN 8458
1SO 1641/11

SERIE

MG ) : g EMP3 |£ 7R

. 12 ) (PM)
N :
DIN

~30°(| 228A
CODE (Emp3) d1 12 1 CM-MK VA EMP3 SUPREME
mm js14 mm mm € 3
MG10/01 16 32 117 2 4 o . [ ]
MG10/02 18 32 117 2 4 . . [ ]
MG10/03 20 38 140 3 4 o . [ ]
MG10/04 22 38 140 3 4 . . [ ]
MG10/05 24 45 147 3 5 o . [ ]
I} FRESE PER FINITURA - Codolo conico MG10/06 25 45 147 3 5} . . [ ]
Morse con foro filettato MG10/07 26 45 147 3 5 » - @
END MILLS - Morse taper shank
N MG10/08 28 45 147 3 5
1] FRAISES A CYLINDRES FRONTALES - ° - o
Queue au céne Morse a trou fileté MG10/09 30 53 155 3 6 ° ° a
M SCHAFTFRASER - Morsekegelschaft und MG10/10 32 53 178 4 6 . e B
Anzugsgewinde MG10/11 34 53 178 4 6 . ]
B K/I\RESAS C,lLl.NDli/llCAS FRONT]A;ES o MG10/12 35 53 178 4 6 o . [
chzgo cdnico Morse con taladro ro- S EE = e 7 g . . s
FRESAS CILINDRICAS FRONTAIS - Qua- MG10/14 38 63 188 4 6 . - @8
tro navalhas normais - Encabadouro MG10/15 40 63 188 4 8 . . [ ]
cone Morse con taladro roscado MG10/16 45 63 188 4 8 0 - o
B Opesa KoHLieBaA AnA UNCTOBOI O6Pa- MG10/17 50 75 233 5 8 . . ™

60TKN. Pexywmnit Topel. XBOCTOBMK
KoHyc Mops3e ¢ pe3bboit. CpeaHas
cepus

CV W e 4040,03
COATING SUPREME
CODE
MG10/.../S

=]
== -
: o) SGROSSATURA - RoUGHING [ Su
Parametri g2 s N
. £ N.S (=) (=7
Cutting data T semiFINTURA - semiFNiSHING [T o , .
1 99 222 o S g o Apesrltutrtz_a cava Cso_gtorn_:lalt_ura 3gopla 3_D AZS[alle RHampa
. - otting ide milling copying \Xlal amping
pag S FINTURA - FINISHING (NI 33
Z 4 | O O O
',__0 % ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROSI RE(?(?&I?/IIEHSES
e STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
ikl ACCETTABILE
P ) ACCEPTABLE
'§° g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
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FRESE PER FINITURA

DIN 8458
1SO 1641/11

| Lo |

N DIN

~30°|| 228A

CODE I CM-MK z EMP3
mm 3
MG11/01 16 63 148 2 4 o
MG11/02 18 63 148 2 4 .
MG11/03 20 75 177 3 4 .
MG11/04 22 75 177 3 4 o
MG11/05 24 90 192 3 5 o
I FRESE PER FINITURA - Codolo conico MG11/06 25 90 192 3 5 D
Morse con foro filettato MG11/07 26 90 192 3 5 o

[ 1]

ML Moserpm ek wovins 2 2 3 : :
Queue au céne Morse a trou fileté MG11/09 30 90 192 3 6 °
B8 SCHAFTFRASER - Morsekegelschaftund ~ MG11/10 32 106 231 4 6 .
Anzugsgewinde MG11/11 34 106 231 4 6 .
E FRESAS C!LINDRICAS FRONTALES - MG11/12 35 106 231 4 6 .
2\22220 cdnico Morse con taladro ro- MG11/13 36 106 531 4 6 .
FRESAS CILINDRICAS FRONTAIS - Qua- MG11/14 38 125 250 4 6 .
tro navalhas longas - Encabadouro MG11/15 40 125 250 4 8 3
cone Morse con taladro roscado MG11/16 45 125 250 4 8 .
I Opesa KoHLeBas 414 YMcToBom 0bpa- MG11/17 50 150 308 5 8 R

60TKN. Pexxymnit Topel. XBOCTOBMK
KOHyc Mops3e ¢ pe3bboit. YanuHeHHan
cepus

(o I T 4040,03

Parametri
Cutting data

SGROSSATURA - RoUGHING || 11[C]
SemIFINITURA - SmiFINISHING [ ICC]
FINmurA - FINisHING [N

W ™S ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

4 [ | O O O

%)
()]
c
i<
=
o
=
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Suggerimenti
Suggestion

—n

o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al

=2 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X7 ACCETTABILE

== ACCEPTABLE

S

= g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
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NORM TIPO-TYPE

STANDARD

Rime

FRESE CILINDRICHE FRONTALI

et - IRREGULAR IRREGULAR
2 EMP3 @ a
yz
r—> [pM] 0,05-0,15 Y3

e y DIN
457 ¥ 18358
CODE (Emp3) d1 12 I d2 z EMP3 SUPREME
mm js14 mm mm mm h6 3 €
MG12/03 4 11 55 6 3 . . [ ]
MG12/04 5 13 57 6 3 . . [ ]
MG12/05 6 13 57 6 3 . - B
MG12/06 7 16 66 10 3 . - B
MG12/07 8 20 69 10 3 . - B
] FRESE CILINDRICHE FRONTALI - Due MG12/08 9 20 69 10 3 . - B
denti frontali taglienti fino al centro - MG12/09 10 22 72 10 3 . I |
Elica destra 45° - Divisione irregolare - MG12/10 1 26 83 12 3 . R
~ Attacco Weldon
&= END MILLS - Two end teeth cutting up MG12/11 12 26 83 12 3 ° - 8
to the centre - 45° right hand spiral - Ir- MG12/12 13 26 83 12 3 D - B
regular division - Weldon shank MG12/13 14 26 83 12 3 . - B
n ERAISESACYLIN!DRES* Deux der;ﬁl MG12/14 15 36 9 16 3 . —
out coupantes jusgau centre - Hélice
45° a droite - Division irrégulier - Queue Ol 16 36 92 16 3 ° - @8
cylindrique Weldon MG12/16 17 40 100 16 4 . - B
M SCHAFTFRASER - Zwei Schneiden mit MG12/17 18 40 100 16 4 . - B
Zentrumschnitt - 45° rechts spiralgenu- MG12/18 20 45 110 20 4 . |
tet- Ung\elche schneidenteilung - Wel- MG12/19 22 45 110 20 4 . I
don Spannflache
& FRESAS CILINDRICAS FRONTALES - Dos ~ MG12/20 25 20 25 2> 4 . - 8
labios que cortan hasta el centro - Hé- MG12/21 28 56 125 25 4 o T |
lice derecha 45° - Division irregular - MG12/22 30 63 140 25 4 o - B
Wiz sl ) MG12/23 32 63 140 32 4 . .|
[l FRESAS CILINDRICAS FRONTAIS - Trés
navalhas normais com corte ao centro -
Hélice direita 45° - Divisao irregular -
Encabadouro Weldon
I Opesa KoHLEBaA C HENOCTOAHHbIM
Lwarom 3y6a. Yron BUHTOBOW KaHaBKM
45°, Pexxywimin Topeu. Xsoctosuk Wel-
don. CpenHss cepus
Toll. reale sul @
@ Real Tol. on & +0 +O,03
COATING SUPREME
CODE
MG12/.../IS
Ec =
: [Tjfe) s6RossATURA - RoucHING NI S v
S £ H ™S ==
Cutting data T semiFINTURA - SEMIFINISHING [N ox . :
199-222 =ye) 9 2 A Gotma " Soming seopng Rampng
pag. = 5
Sa FINmUrA - FINisHING [N =
A | | O [ | |
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS Al
5 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL AT
T
== ACCEPTABLE
§ g [ | [ | [ | [ | | | SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
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FRESE CILINDRICHE FRONTALI <
B/

STANDARD

Rime

SERIE

MG - | ~

IR;EGULAR IRREGULAR
eMp3 || | 4s. ||
PM) || s y‘a > *’

N @" DIN
45° I N [[228A

CODE (Emp3) d1 12 I CM-MK z EMP3 SUPREME
mm js14 mm mm 3 €

MG13/01 16 36 115 2 3 o . [ ]

MG13/02 18 40 120 2 4 o . [ ]

MG13/03 20 45 145 3 4 o . [ ]

MG13/04 22 45 145 3 4 o . [ ]

MG13/05 24 50 150 3 4 . D [ ]

I} FRESE CILINDRICHE FRONTALI - Due MG13/06 25 50 150 3 4 . o [ ]

denti frontali taglienti fino al centro - MG13/07 26 56 155 3 4 . o [ ]

Elica destra 45 - Divisione |rregplare - MG13/08 28 56 155 3 4 . R a
Codolo conico Morse con foro filettato

EE END MILLS - Two end teeth cutting up MG13/09 30 63 165 3 4 ° ® a

to the centre - 45° right hand spiral - Ir- MG13/10 32 63 185 4 4 . . [ ]

regular division - Morse taper shank MG13/11 34 70 195 4 4 3 3 [ ]

n ERAISESACYLIN!DRES* Deux der;ﬁl MG13/12 35 70 195 4 4 R A
out coupantes jusq'au centre - Hélice

45° a droite - Division irrégulier - Queue Ml 36 70 195 4 4 ° ° a

au cone Morse a trou fileté MG13/14 38 70 195 4 4 ° ° [ ]

M SCHAFTFRASER - Zwei Schneiden mit MG13/15 40 70 195 4 4 o . [ ]

Zentrumschnitt - 45° rechts spiralgenu-
tet - Ungleiche schneidenteilung -Mor-
sekegelschaft und Anzugsgewinde

[E FRESAS CILINDRICAS FRONTALES - Dos
labios que cortan hasta el centro - Hé-
lice derecha 45° - Division irregular -
Mango conico Morse con taladro ro-
scado

[l FRESAS CILINDRICAS FRONTAIS - Trés
navalhas normais com corte ao centro -
Hélice direita 45° - Divisao irregular -
Encabadouro cone Morse con taladro
roscado

B Opesa KoHLeBan ¢ HENOCTOAHHbIM
Lwarom 3y6a. Yron BUHTOBOW KaHaBKM
45°. Pexxywnin TopeL,. XBOCTOBUK KOHYC
Mop3e ¢ pe3bboir. CpeaHas cepus

CV W sl 400,03
COATING SUPREME
CODE
MG13/.../S

s6RossATURA - RoucHING NI
semIFINITURA - SEMIFINISHING [N
FINTURA - FINisHING [ NI

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping

| [ | O [ | 4
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Suggerimenti
Suggestion

—_ 0
o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X ACCETTABILE
= ACCEPTABLE
S
= g [ | | [ | [ | | | SCONSIGLIATO

NOT RECOMMENDED
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FRESE PER SGROSSATURA UNI- 5208 @

DIN 844B
1SO 1641/1

EMP3 || | -
(PM) || N | A

IR é DIN
~30°|| 1835B

CODE (Emp3) d1 12 1 d2 z EMP3 SUPREME
mm js14 mm mm mm h6 € €
MG14/01 6 13 57 6 3 . . [ ]
MG14/02 7 16 66 10 3 . . [ ]
MG14/03 8 19 69 10 4 . . [ ]
MG14/04 9 19 69 10 4 . o [ ]
MG14/05 10 22 72 10 4 o o [ ]
I} FRESE PER SGROSSATURA - Denti elicoi- MG14/06 1" 22 79 12 4 . I |
dali con rompitruciolo spogliato com- MG14/07 12 26 83 12 4 . O |
pIetam(enteA retFif@cato - Due denti MG14/08 13 26 83 12 4 . I
frontali taglienti fino al centro - Attacco
Weldon MG14/09 14 26 83 12 4 . . [ ]
EE ROUGHING END MILLS -Helical teeth MG14/10 15 32 92 16 4 © - @
with form relieved entirely ground MG14/11 16 32 92 16 4 3 - B
chir;)fti;eaker ;Tw;)verézl tee;h cttting MG14/12 17 32 o2 16 4 . '@
0 e e, Mo s 2 2 c - -
DEGROSSIR - Denture hélicoidale avec MG14/14 20 38 104 20 4 ° - 8
brise-copeaux - Deux dents bout cou- MG14/15 22 38 104 20 4 3 - B
pantes jusq’au centre - Queue cylindri- MG14/16 24 45 121 25 5 . D |
Weldon
m gg:AFTFRASER - Schragschneiden mit MG14/17 25 45 121 5 > : - @8
voll eingeschliffenem Spanbrecher - MeAIE 25 % 2 25 2 ° - @
Zwei Schneiden mit Zentrumschnitt - MG14/19 28 45 121 25 5 O - B
Weldon-Spannflache MG14/20 30 45 121 25 5 . ] [ ]
= FDFEESSB;;\SS%UTDSICAE TAROET/?LES PARA - MG14/21 32 53 133 32 5 . -'®
oty wowa s 5 w3 s - - =
hasta el centro - Mango Weldon MG14/23 40 63 143 32 6 ° - @

[l FRESAS CILINDRICAS FRONTAIS PARA
DESBASTE - Trés navalhas normais com
quebra apara com corte ao centro - En-
cabadouro Weldon

m Opesa KoHueBas ana yepHOBOW 0bpa-
60TKN. PexxyLynii TopeL. XBOCTOBMK
Weldon. CpeaHns cepvin

Toll. reale sul @
C W i £0,05
COATING SUPREME
CODE
MG14/.../S

s6RossATURA - RouHING [ININININ
SEMIFINITURA - SEMIFINISHING [ ][]
FINITURA - FINISHING [ ] 1]

Parametri
Cutting data
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o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g | [ | [ | | O O SCONSIGLIATO
NOT RECOMMENDED
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NORM TIPO-TYPE

FRESE PER SGROSSATURA U (29
DIN 844B °
1SO 1641/1 g
EMP3 || | . -
(PM) TN
NR % [K=W)
[aVaVaVaVe DIN
~30°(| 18358
CODE (Emp3) d1 12 1 d2 z EMP3 SUPREME
mm js14 mm mm mm h6 € 3
MG15/01 8 38 88 10 4 . . [ ]
MG15/02 10 45 95 10 4 . . [ ]
MG15/03 12 53 110 12 4 . o [ ]
MG15/04 14 53 110 12 4 ° . [ ]
MG15/05 15 63 123 16 4 o e B
I} FRESE PER SGROSSATURA - Denti elicoi- MG15/06 16 63 123 16 4 D - B
dali con rompitrlqciolo spogliato com- MG15/07 18 63 123 16 4 . . |
pIetam(enteA retFlf{cato - Due denti MG15/08 20 75 141 20 4 . . @
frontali taglienti fino al centro - Attacco
Weldon MG15/09 22 75 141 20 4 . o [ ]
&= ROUGHING END MILLS - Helical teeth MG15/10 24 90 166 25 5 * - @
with form relieved entirely ground MG15/11 25 90 166 25 5 . . [ ]
chipbeeaker fTw;)veEj(j tee;h cttting MG15/12 28 90 166 25 5 . o a
up to the centre - Weldon shan
1) FRAISES FRONTALES A CYLINDRES A il 21l 2 20 125 22 2 ° ° a
DEGROSSIR - Denture hélicoidale avec MG15/14 32 106 186 32 5 ° ° [ ]
brise-copeaux - Deux dents bout cou-
pantes jusq'au centre - Queue cylindri-
que Weldon
B SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spanbrecher -
Zwei Schneiden mit Zentrumschnitt -
Weldon Spannflache
E FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Dos labios que cortan
hasta el centro - Mango Weldon
[l FRESAS CILINDRICAS FRONTAIS PARA
DESBASTE - Quatro navalhas longas
quebra apara com corte ao centro - En-
cabadouro Weldon
B Opesa KoHLEBaA 1A YePHOBOI 0Bpa-
60TKN. PexxyLnin TopeL. XBOCTOBMK
Weldon. YanuHerHas cepus
Toll. reale sul @
@ Real Tol. on @ iO,O5
COATING SUPREME
CODE
MG15/.../S
Ec -
i @0 s6RossATURA - RoucHING [ININININ Swu
G £ H W™ ==
Cutting data T SEMIFINITURA - SEMIFINISHING [ ][ ][I 1] o . :
pag. 199-222 g9 g 2 A otmg " Soming seopng el Rampng
. - 5 1 11 l X 1l
Sa FINITURA - FINISHING [ ]I ©
A | [ | O 4 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
=T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X ACCETTABILE
== ACCEPTABLE
'§° g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED
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FRESE PER SGROSSATURA UNI- 8250 @

DIN 8458
1S0 1641/11

SERIE

M G EMP3 |1 | s -
(PM) TN
NR =D
[aVaVaVave DIN
~30°|| 228A
CODE (Emp3) d1 12 I CM-MK z EMP3 SUPREME
mm js14 mm mm € €
MG16/01 16 32 117 2 4 o . [ ]
MG16/02 18 32 117 2 4 . . [ ]
MG16/03 20 38 140 3 4 o . [ ]
MG16/04 22 38 140 3 4 . . [ ]
MG16/05 24 45 147 3 5 3 e B
I} FRESE PER SGROSSATURA - Denti elicoi- MG16/06 25 45 147 3 5 D - B
dali con rompitrlqciolo spogliato com- MG16/07 26 45 147 3 5 . - B
pIetam(enteA retFlf{cato - Due denti MG16/08 28 5 147 3 5 . I
frontali taglienti fino al centro - Codolo
conico Morse con foro filettato MG16/09 30 53 155 3 5 ° ° a
== ROUGHING END MILLS - Helical teeth MG16/10 32 53 178 4 5 . . [ ]
with form relieved entirely ground MG16/11 34 53 178 4 5 . . [ ]
chipbeeaker fTvvoNTnd teeth cugting MG16/12 35 53 178 4 6 o =
up to the centre - Morse taper shan
1 FRAISES FRONTALES A CYLINDRES A Ml =10 = 17 < © . c @
DEGROSSIR - Denture hélicoidale avec MG16/14 38 63 188 4 6 ° - B8
brise-copeaux - Deux dents bout cou- MG16/15 40 63 188 4 6 3 - B
pantes jusq'au centre - Queue au cone MG16/16 45 63 188 4 6 . . |
Morse a trou filete MG16/17 50 75 200 4 7 . S

M SCHAFTFRASER - Schrégschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt -
Morsekegelschaft und Anzugsgewinde

[E FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Dos labios que cortan
hasta el centro - Mango conico Morse
taladro roscado

B FRESAS CILINDRICAS FRONTAIS PARA
DESBASTE - Quatro navalhas normais
quebra apara com corte ao centro - En-
cabadouro cone Morse con taladro ro-
scado

I Opesa KoHLeBas AnA YepHOBOI 0bpa-
60TKN. PexxyLynii TopeL. XBOCTOBMK
KoHyc Mop3e ¢ pe3bboit. CpeaHss
cepus

Toll. reale sul @
C W i £0,05
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Parametri
Cutting data
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o ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
(X7 ACCETTABILE
= ACCEPTABLE
S
= g [ | | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED

torna all'indice
1 74 back to index


kafka
Font monospazio
torna all'indice
back to index


TIPO-TYPE
FRESE PER SGROSSATURA e

DIN 845B
1SO 1641/11

SERIE

MG ‘ : ‘
EMP3 -
N

&

(PM) 45

30°|| 2284

CODE CM-MK z EMP3
€
MG17/01 16 63 148 2 4 .
MG17/02 18 63 148 2 4 o
MG17/03 20 75 177 3 4 .
MG17/04 22 75 177 3 4 o
MG17/05 24 90 192 3 5 .
I} FRESE PER SGROSSATURA - Denti elicoi- MG17/06 25 90 192 3 5 D
dali con rompitrlqciolo spogliato com- MG17/07 26 90 192 3 5 .
pIetam(enteA retFlf{cato - Due denti MG17/08 28 90 192 3 5 .
frontali taglienti fino al centro - Codolo
conico Morse con foro filettato MG17/09 30 £ 192 3 > °
EE ROUGHING END MILLS - Helical teeth MG17/10 32 106 231 4 5 .
with form relieved entirely ground MG17/11 34 106 231 4 5 .
chipbeeaker fTvvoNTnd teeth cugting MG17/12 35 106 231 4 6 .
up to the centre - Morse taper shan
I} FRAISES FRONTALES A CYLINDRES A il 75112 240 103 22 = ? °
DEGROSSIR - Denture hélicoidale avec MG17/14 38 125 250 4 6 °
brise-copeaux - Deux dents bout cou- MG17/15 40 125 250 4 6 .
pantes jusq'au centre - Queue au cone MG17/16 45 125 250 4 6 .
NPT MG17/17 50 150 275 4 7 .

| SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt
Morsekegelschaft und Anzugsgewinde

2 FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Dos labios que cortan
hasta el centro - Mango conico Morse
taladro roscado

FRESAS CILINDRICAS FRONTAIS PARA
DESBASTE - Quatro navalhas longas
quebra apara com corte ao centro - En-
cabadouro cone Morse con taladro ro-
scado

I Opesa KoHLeBan anA yepHOBOI 06pa-
60TKN. PexxyLnii TopeL. XBOCTOBMK
KOHyC Mop3e ¢ pe3b6oi. YanmHeHHas
cepus

Toll. reale sul @
o W B £0,05
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‘= STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
[TR] ACCETTABILE
= ACCEPTABLE
'§° g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED
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TIPO-TYPE
FRESE PER SGROSSATURA IS0 1641/

@

EMP3 ) -
(PM) L45 T

NR 3

[aVaVaVva Vel DIN

~30°|| 18358

CODE (Emp3) d1 12 I d2 z EMP3 SUPREME

mm js14 mm mm mm h6 3 €
MG18/01 6 8 52 6 3 . . [ ]
MG18/02 8 11 61 10 3 . . [ ]
MG18/03 10 13 63 10 3 . . [ ]
MG18/04 12 13 73 12 3 . . [ ]
MG18/05 14 16 73 12 3 . - B
I} FRESE PER SGROSSATURA - Denti elicoi- MG18/06 15 19 79 16 3 . I |
dali con rompitruciolo spogliato com- MG18/07 16 19 79 16 3 . - B
pIetamenter}ettlﬂca}to -Undente MG18/08 18 19 79 16 3 . A
frontale tagliente fino al centro - At-

tacco Weldon MG18/09 20 22 88 20 3 . - B
BE ROUGHING END MILLS - Helical teeth MG18/10 22 22 88 20 3 . - B
with form relieved entirely ground MG18/11 25 26 102 25 3 . - B

chip-breaker - One end tooth cutting
up to the centre - Weldon shank

I} FRAISES FRONTALES A CYLINDRES A
DEGROSSIR - Denture hélicoidale avec
brise-copeaux - Une dent bout cou-
pante jusg'au centre - Queue cylindri-
que Weldon

B | ANGLOCHFRASER - Schragschneiden
mit voll eingeschliffenem Spannbre-
cher - Eine Schneide mit Zentrum-
schnitt Weldon Spannflache

[ FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta - Un labio que corta
hasta el centro - Mango Weldon

[ FRESAS CILINDRICAS FRONTAIS PARA
DESBASTE - Trés navalhas curtas quebra
apara com corte ao centro - Encaba-
douro Weldon

B Opesa KoHLeBan 1A YepHOBOI 0Bpa-
60TKN. PexxyLnii TopeL. XBOCTOBMK
Weldon. KopoTkas cepus

Toll. reale sul @
C W i 20,05
COATING SUPREME
CODE
MG18/.../S

s6RossATURA - RouGHING [ININININ
SEMIFINITURA - SEMIFINISHING [ ][ ][]
FINITURA - FINISHING [ ]I
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=2 STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL

(X7 ACCETTABILE

== ACCEPTABLE

S

= g [ | | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED
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TIPO-TYPE
FRESE A DUE DENTI PER CAVE

EXTRALUNGA GllE

el

_EXTRAALONG I
N

SERIE

MG

A

11 EMP3
" (PM) @
k—»

=
|
1]%

DIN
~30°|| 1835A
CODE d1 12 1 d2 z EMP3
mm e8 mm mm mm h6 €
MG19/00 6 25 180 6 2 o
MG19/00/1 8 25 180 8 2 .
MG19/01 10 30 200 10 2 o
MG19/02 12 30 200 12 2 o
MG19/03 16 35 200 16 2 o
'] FRESE A DUE DENTI PER CAVE - MG19/04 20 35 200 20 2 .
EXTRALUNGA - Un dente frontale ta- MG19/05 25 40 200 25 2 .

gliente fino al centro - Codolo cilindrico

EE COPY MILLING CUTTERS - One end
tooth cutting up to the centre -
Straight shank

I} FRAISES POUR MACHINES A COPIER -
Une dent bout coupante jusg’au centre
- Queue cylindrique

™ NACHFORMFRASER - Eine Schneide mit
Zentrumschnitt - Zylinderschaft

[ FRESAS EN COPIADO - Un labio que
corta hasta el centro - Mango cilindrico

[ FRESAS DE COPIA EXTRA LONGAS - Um
naval com corte ao centro - Encaba-
douro cilindrico

= Dpe3sa koHueBas. Pexxywmin Topel. Lin-
NMHOPWYECKINI XBOCTOBVIK. YNbTpa-

ONNHHaA cepua

=]
== -
: 00 serossATURA - RouGHING [N Su
Parametri g2 s -
. £ N.S
Cutting data T semiFINTURA - semiFiNisHING [T o _ E E
1 99 222 o S g o Apesrltutrtg cava qugmrn_?lt_ura 3Bopla 3_D AZS[alle RFlampa
. - otting ide milling copying \Xlal amping
pag S FINTURA - FINISHING (NN 33
@ 4 4 O 4 4
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TIPO-TYPE
FRESE A DUE DENTI A TESTA SFERICA

EXTRALUNGA RIS

_EXTRAALONG I

le I _ EMP3 U
R+0,02 (PM) Iy 3

DIN
~30°[| 1835A

‘3

CODE d1 12 I d2 z EMP3
mm e8 mm mm mm h6 €
MG20/00 6 25 180 6 2 .
MG20/00/1 8 25 180 8 2 .
MG20/01 10 30 200 10 2 .
MG20/02 12 30 200 12 2 .
MG20/03 16 35 200 16 2 o
I} FRESE A DUE DENTI ATESTA SFERICA - MG20/04 20 35 200 20 2 .
EXTRALUNGA - Due denti elicoidali MG20/05 25 40 200 25 2 .

testa semisferica - Codolo cilindrico

== COPY MILLING CUTTERS - Two ball-
nosed helical teeth - Straight shank

11 FRAISES POUR MACHINES A COPIER -
Deux dents hélicoidales a bout hémi-
sferique - Queue cylindrique

M NACHFORMFRASER - Zwei Halbrun-
dkopf-Schragzahne - Zylinderschaft

E FRESAS EN COPIADO - Dos labios heli-
coidales cabeza hemisférica - Mango
cilindrico

B FRESAS DE COPIA EXTRA LONGAS -
Duas navalhas helicoidais cabeca bo-
leada - Encabadouro cilindrico

m Opesa KoHuesas. Cdepuryeckui Topel.
LinnnHaopunyecknit XsOCTOBUK. YNbTpa-
INMHHAA cepyiA.

=]
== -
: 00 serossATURA - RouGHING I Su
Parametri g2 s -
. £ N.S
Cutting data T semiFINTURA - SemiFINSHING NI ]C] o , E E
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. - otting ide milling copying \Xlal amping
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@ O 4 | 4 4
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= =
FRESE A TESTA SEMISFERICA PER IS0 1641/l

SGROSSATURA E SEMIFINITURA

EMP3 -
(PM) | |r TN
NF é rem
AVanVan Vi DIN
~30°|| 18358
CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
MG22/01 6 13 57 6 3 o
MG22/02 7 16 66 10 3 o
MG22/03 8 19 69 10 4 o
MG22/04 9 19 69 10 4 .
MG22/05 10 22 72 10 4 o
I} FRESE ATESTA SEMISFERICA PER MG22/06 1 22 79 12 4 .
SGROSSATURA E SEMIFINITURA - Denti MG22/07 12 26 83 12 4 .
elicoidali con romp|FrlLJC|oIo spoghato‘ MG22/08 13 26 83 12 4 .
completamente rettificato - Due denti
frontali taglienti fino al centro - Attacco MG22/09 14 26 83 12 4 °
Weldon MG22/10 15 32 92 16 4 .
EE ROUGHING AND SEMIFINISHING BALL- MG22/11 16 32 92 16 4 .
;\IOSEDlﬁNDdMILFS ‘—Helicalctjeegh with  \iG22/12 17 2 @ 16 4 .
orm relieved entirely ground chip-
breaker - Two end teeth cutting up to M 18 32 92 16 4 °
the centre - Weldon shank MG22/14 20 38 104 20 4 °
) FRAISES FRONTALES A CYLINDRES A MG22/15 22 38 104 20 4 o
BOUT HEMISPHERIQUE A DEGROSSIR MG22/16 24 45 121 25 5 .
ET DEM'IFINIRfDenture hélicoidale MG22/17 25 a5 121 95 5 o
avec brise-copeaux - Deux dents bout
coupantes jusg'au centre - Queue cy- MG22/18 26 45 121 25 5 °
lindrique Weldon MG22/19 28 45 121 25 5 .
M HALBRUNDKOPFRASER - Schragschnei- MG22/20 30 45 121 25 5 .
dsn miZt vo‘IISei;geAsdcthfeAnem Spanbre- MG22/21 32 53 133 32 5 .
cher - Zwei Schneiden mit
Zentrumschnitt - Weldon Spannflache ie2pz g = 28 e 9 °
& FRESAS CILINDRICAS FRONTALES CA- MG22/23 40 63 143 32 6 °

BEZA SEMIESFERICA PARA DESBASTE Y
SEMI ACABAR - Labios helicoidal con
arranca de viruta - Dos labios que cor-
tan hasta el centro - Mango Weldon

(B FRESAS CILINDRICAS FRONTAIS BOLEA-
DAS PARA DESBASTE E SEMI ACABA-
MENTO - Trés navalhas normais quebra
apara com corte ao centro - Encaba-
douro Weldon

= Opesa 119 4ePHOBON 1 MOJMTYYNCTOBON
006paboTku co cTpyxKonomom. Chepu-
yeckmin Toped. XBoctosuk Weldon.
CpenHaa cepua
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€0 W s +0,05
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S
= g | [ | [ | | O O SCONSIGLIATO

NOT RECOMMENDED

—I 79 torna all'indice

back to index


kafka
Font monospazio
torna all'indice
back to index


TIPO-TYPE
FRESE A TESTA SEMISFERICA PER 150 1641/

SGROSSATURA E SEMIFINITURA

745

==
®

-
vy

. 12 R+0,03 E[[;,/',\F,)UB VU

NF % ()
AVanVan Vi DIN
~30°|| 18358

CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 €
MG23/01 8 38 88 10 4 o
MG23/02 10 45 95 10 4 o
MG23/03 12 53 110 12 4 o
MG23/04 14 53 110 12 4 o
MG23/05 15 63 123 16 4 .
I} FRESE ATESTA SEMISFERICA PER MG23/06 16 63 123 16 4 .
SGROSSATURA E SEMIFINITURA - Denti MG23/07 18 63 123 16 4 .
elicoidali con romp|FrlLJC|oIo spoghato‘ MG23/08 20 75 141 20 2 .
completamente rettificato - Due denti
frontali taglienti fino al centro - Attacco MG23/09 22 75 141 20 4 °
Weldon MG23/10 24 90 166 25 5 .
. ROUGHING AND SEMIFINISHING BALL- MG23/11 25 90 166 25 5 3
;\IOSEDlﬁNDdMILFS ‘, Hel|cal(‘;eek‘:lh with MG23/12 28 90 166 25 5 .
orm relieved entirely ground chip-
breaker - Two end teeth cutting up to hicEE A 30 90 166 25 > °
the centre - Weldon shank MG23/14 32 106 186 32 5 °
I} FRAISES FRONTALES A CYLINDRES A
BOUT HEMISPHERIQUE A DEGROSSIR
ET DEMIFINIR - Denture hélicoidale
avec brise-copeaux - Deux dents bout
coupantes jusg'au centre - Queue cy-
lindrique Weldon
™ HALBRUNDKOPFRASER - Schragschnei-
den mit voll eingeschliffenem Span-
nbrecher - Zwei Schneiden mit
Zentrumschnitt - Weldon Spannflache
& FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE Y
SEMI ACABAR - Labios helicoidal con
arranca de viruta - Dos labios que cor-
tan hasta el centro - Mango Weldon
B8 FRESAS CILINDRICAS FRONTAIS BOLEA-
DAS PARA DESBASTE E SEMI ACABA-
MENTO - Quatro navalhas longas
quebra apara com corte ao centro - En-
cabadouro Weldon
= Dpe3a AnAa YepHOBOW 1 NMOYYNCTOBON
00paboTku o cTpyKKonomom. Chepn-
yeckmin Topeu. XBoctosuk Weldon.
YanmHeHHan cepus
Toll. reale sul @
@ Real Tol. on @ 10,05
Ec =
e QEJ.Q s6RossATURA - RoucHING [N ]] 54
| H Wi ™» ==
Cutting data T semiFINITURA - SEMIFINISHING [ NI ox . _
pag. 199-222 &3 o5 Wl
. = =]
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torna all'indice
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TIPO-TYPE
FRESE A TESTA SEMISFERICA PER 150 1641/

SGROSSATURA E SEMIFINITURA

< 1" .
EMP3 N
(PM) || r Y
\ ,—\N,—\F , DIN
~30°|| 228A
CODE I CM-MK z EMP3
m €
MG24/01 16 32 117 2 4 .
MG24/02 18 32 117 2 4 o
MG24/03 20 38 140 3 4 o
MG24/04 22 38 140 3 4 .
MG24/05 24 45 147 3 5 o
I} FRESE ATESTA SEMISFERICA PER MG24/06 25 45 147 3 5 D
SGROSSATURA E SEMIFINITURA - Denti MG24/07 26 45 147 3 5 .
elicoidali con romp|FrlLJC|oIo spoghato‘ MG24/08 28 45 147 3 5 .
completamente rettificato - Due denti
frontali taglienti fino al centro - Codolo MG24/09 30 53 155 3 5 °
conico Morse con foro filettato MG24/10 32 53 178 4 5 .
BE ROUGHING END MILLS - Helical teeth MG24/11 34 53 178 4 5 o
with form relieved entirely ground MG24/12 35 53 178 4 6 o
chip-breaker - Two end teeth cutting MG24/13 36 53 178 4 6 .
up to the centre - Morse taper hank
[) FRAISES FRONTALES A CYLINDRES A MG24/14 38 63 188 4 6 y
DEGROSSIR - Denture hélicoidale avec MG24/15 40 63 188 4 6 .
brise-copeaux - Deux dents bout cou- MG24/16 45 63 188 4 6 .
pantes jusq'au centre - Queue au céne MG24/17 50 75 200 4 7 .

Morse a trou fileté

M@ SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt
Morsekegelschaft und Anzugsgewinde

E FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE Y
SEMI ACABAR - Labios helicoidal con
arranca de viruta - Dos labios que cor-
tan hasta el centro - Mango cénico
Morse taladro roscado

BB FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE E SEMI ACABA-
MENTO - Navalhas helicoidal com
quebra apara - Duas navalhas que cor-
tan hasta el centro - Encabadouro co-
nico - Morse taladro roscado

I Opesa 4ns yepHOBOW 1 NONYYNCTOBOW
006paboTku co cTpyxKonomom. Chepu-
YeCKMI Topew. XBOCTOBMK KOHYC
Mop3e ¢ pe3bboir. CpeaHas cepus

Toll. reale sul @
C W B 20,05

=
= -
P : o s6RossATURA - RoucHING [INIRC]C] Su
arametri g2 s N =y
. = W N = / : 7
Cutting data T semiFINITURA - SEMIFINISHING [ NI ox ; ;
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. - otting ide milling copying \Xla amping
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FRESE A TESTA SEMISFERICA PER IS0 16411 @

SGROSSATURA E SEMIFINITURA

SERIE

MG

EMP3 U
12 R+0,03
k—> ﬁ (PM) {{r ) T

NF % l B
V¥V DIN
~30°|| 228A
CODE d1 12 I CM-MK z EMP3
mm js14 mm mm €
MG25/01 16 63 148 2 4 o
MG25/02 18 63 148 2 4 o
MG25/03 20 75 177 3 4 o
MG25/04 22 75 177 3 4 o
MG25/05 24 90 192 3 5 .
I} FRESE ATESTA SEMISFERICA PER MG25/06 25 90 192 3 5 .
SGROSSATURA E SEMIFINITURA - Denti MG25/07 2 90 192 3 5 .
elicoidali con romp|FrlLJC|oIo spoghato‘ MG25/08 28 %0 192 3 5 .
completamente rettificato - Due denti
frontali taglienti fino al centro - Codolo MG25/09 30 90 192 3 5 °
conico Morse con foro filettato MG25/10 32 106 231 4 5 O
BE ROUGHING END MILLS - Helical teeth MG25/11 34 106 231 4 5 .
with form relieved entirely ground MG25/12 35 106 231 4 6 .
chip-breaker - Two end teeth cutting MG25/13 36 106 231 4 6 .
up to the centre - Morse taper shank
[) FRAISES FRONTALES A CYLINDRES A MG25/14 38 125 250 4 6 °
DEGROSSIR - Denture hélicoidale avec MG25/15 40 125 250 4 6 .
brise-copeaux - Deux dents bout cou- MG25/16 45 125 250 4 6 .
pantes jusq'au centre - Queue au céne MG25/18 50 150 275 4 7 o

Morse a trou fileté

M SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt
Morsekegelschaft und Anzugsgewinde

& FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE Y
SEMI ACABAR - Labios helicoidal con
arranca de viruta - Dos labios que cor-
tan hasta el centro - Mango conico
Morse taladro roscado

FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE E SEMI ACABA-
MENTO - Navalhas helicoidal com
quebra apara - Duas navalhas que cor-
tan hasta el centro - Encabadouro co-
nico - Morse taladro roscado

I Opesa 4ns yepHOBOW 1 NONYYNCTOBOW
00paboTku co cTpyxKonomom. Chepu-
YeCKMI Topew. XBOCTOBMK KOHYC
Mop3e ¢ pe3bboit. YanuHeHHas cepus

Toll. reale sul @
C W i 20,05

Parametri
Cutting data
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m TIPO-TYPE
FRESE A TESTA SEMISFERICA IS0 1641/

PER SGROSSATURA

EMP3
(PM) {1 r) T

'\/\/‘\/\/“NR DIN
~30°|| 18358

¢y

CODE d1 12 1 d2 z EMP3
mm js14 mm mm mm h6 €
MG26/01 6 13 57 6 3 o
MG26/02 7 16 66 10 3 .
MG26/03 8 19 69 10 4 o
MG26/04 9 19 69 10 4 ]
MG26/05 10 22 72 10 4 o
I} FRESE ATESTA SEMISFERICA PER MG26/06 1 22 79 12 4 .
SGROSSATURA - Denti elicoidali con MG26/07 12 26 83 12 4 .
rompitrucip!o spogliato completa— ‘ MG26/08 13 26 83 12 2 .
mente rettificato - Due denti frontali ta-
glienti fino al centro - Attacco Weldon MG26/09 14 26 83 12 4 °
EE ROUGHING BALL-NOSED END MILLS - MG26/10 15 32 92 16 4 .
Helical teeth with form relieved entirely MG26/11 16 32 92 16 4 .
grognd chip-breaker - Two end teeth MG26/12 17 32 92 16 4 .
gg;‘;rlzg up to the centre - Weldon MG26/13 18 3 9 16 4 .
[} FRAISES FRONTALES A CYLINDRES A MG26/14 20 38 104 20 4 y
BOUT HEMISPHERIQUE A DEGROSSIR - MG26/15 22 38 104 20 4 o
Denture hélicoidale avec brise-copeaux MG26/16 24 45 121 25 5 .
- Deux dents boutlcoupantesjusq’au MG26/17 o5 45 121 25 5 o
centre - Queue cylindrique Weldon
M HALBRUNDKOPFRASER - Schragschnei- ~ MG26/18 2o > 12 z 2 .
den mit voll eingeschliffenem Span- MG26/19 28 45 121 25 B O
nbrecher - Zwei Schneiden mit MG26/20 30 45 121 25 5 .
FRESAS CLINDRICAS FRONTALES Ca | MG2621 2 > = ? ° .
ey e 36 >3 133 32 6 :
Labios helicoidal con arranca de viruta - MG26/23 40 63 143 32 6 ¢
Dos labios que cortan hasta el centro -
Mango Weldon

FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE - Navalhas heli-
coidal com quebra apara - Duas
navalhas que cortan hasta el centro -
Encabadouro Weldon

m Opesa ansa ueprosoin 06paboTku. Che-
puueckuin Topel,. XBoctoswik Weldon.
CpenHaa cepua
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TIPO-TYPE
FRESE A TESTA SEMISFERICA IS0 1641/

PER SGROSSATURA

SERIE

MG - : -
- > EMP3

C

+ >
12 R+0,03 (PM) ‘ -
NR % (K]
[aVaVaVaVal ~ DIN

30°|| 18358B

CODE d1 12 I d2 z EMP3
mm js14 mm mm mm h6 3
MG27/01 8 38 88 10 4 o
MG27/02 10 45 95 10 4 o
MG27/03 12 53 110 12 4 o
MG27/04 14 53 110 12 4 o
MG27/05 15 63 123 16 4 .
I} FRESE ATESTA SEMISFERICA PER MG27/06 16 63 123 16 4 .
SGROSSATURA - Denti elicoidali con MG27/07 18 63 123 16 4 .
rompitrucip!o spogliato completa— ‘ MG27/08 20 75 141 20 4 .

mente rettificato - Due denti frontali ta-

glienti fino al centro - Attacco Weldon MG27/09 22 75 141 20 4 °
BE ROUGHING BALL-NOSED END MILLS - MG27/10 24 90 166 25 5 .
Helical teeth with form relieved entirely MG27/11 25 90 166 25 5 .
grognd chip-breaker - Two end teeth MG27/12 28 90 166 25 5 .
Esgrﬁg up to the centre - Weldon MG27/13 30 %0 166 5 5 .
[) FRAISES FRONTALES A CYLINDRES A MG27/14 32 106 186 32 5 °

BOUT HEMISPHERIQUE A DEGROSSIR -
Denture hélicoidale avec brise-copeaux
- Deux dents bout coupantes jusgau
centre - Queue cylindrique Weldon

M HALBRUNDKOPFRASER - Schragschnei-
den mit voll eingeschliffenem Span-
nbrecher - Zwei Schneiden mit
Zentrumschnitt - Weldon-Spannflache

[E FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE -
Labios helicoidal con arranca de viruta -
Dos labios que cortan hasta el centro -
Mango Weldon

[ FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE - Navalhas heli-
coidal com quebra apara - Duas
navalhas que cortan hasta el centro -
Encabadouro Weldon

m Opesa ansa ueprosoit 06paboTku. Che-
puiueckuin Topel,. XBoctoswik Weldon.
YnnvHeHHas cepyia

Toll. reale sul @
C W i 20,05
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FRESE A TESTA SEMISFERICA N et @

PER SGROSSATURA 150 14

12 EMP3
k—> R+0,03 (PM) VU ‘:

30°|| 228A

CODE d1 12 I CM-MK z EMP3
mm js14 mm mm 3
MG28/01 16 32 117 2 4 o
MG28/02 18 32 117 2 4 .
MG28/03 20 38 140 3 4 o
MG28/04 22 38 140 3 4 o
MG28/05 24 45 147 3 5 3
I} FRESE ATESTA SEMISFERICA PER MG28/06 25 45 147 3 5 .
SGROSSATURA - Denti elicoidali con MG28/07 26 45 147 3 5 .
rompltrucp!o spogliato completa— ‘ MG28/08 28 45 147 3 5 .
mente rettificato - Due denti frontali ta-
glienti fino al centro - Codolo conico MG28/09 30 53 155 3 5 ¢
Morse con foro filettato MG28/10 32 53 178 4 5 °
BE ROUGHING END MILLS - Helical teeth MG28/11 34 53 178 4 5 .
with form relieved entirely ground MG28/12 35 53 178 4 6 o
chip-breaker - Two end teeth cutting MG28/13 36 53 178 4 6 R
up to the centre - Morse taper shank
[) FRAISES FRONTALES A CYLINDRES A MG28/14 38 63 188 4 6 y
DEGROSSIR - Denture hélicoidale avec MG28/15 40 63 188 4 6 .
brise-copeaux - Deux dents bout cou- MG28/16 45 63 188 4 6 .
pantes jusq'au centre - Queue au céne MG28/17 50 75 200 4 7 o

Morse a trou fileté

M@ SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt -
Morsekegelschaft und Anzugsgewinde

& FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE -
Labios helicoidal con arranca de viruta -
Dos labios que cortan hasta el centro -
Mango coénico Morse con taladro ro-
scado

FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE - Navalhas heli-
coidal com quebra apara - Duas
navalhas que cortan hasta el centro -
Encabadouro conico - Morse taladro
roscado

m Opesa ans uepHosol 0bpaboTkn. Che-
pUYeCKmin Topew. XBOCTOBMK KOHYC
Mop3e ¢ pesbboir. CpenHas cepusa

Toll. reale sul @
C W B 20,05
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FRESE A TESTA SEMISFERICA N et @

PER SGROSSATURA 150 14

A
Y

. EMP3 -
005 (PM) rU Y

NR % CD
[aVaVaVa Vel DIN
~30°|| 228A
CODE I CM-MK z EMP3
mm €
MG29/01 16 63 148 2 4 o
MG29/02 18 63 148 2 4 .
MG29/03 20 75 177 3 4 .
MG29/04 22 75 177 3 4 o
MG29/05 24 90 192 3 5 o
I} FRESE ATESTA SEMISFERICA PER MG29/06 25 90 192 3 5 D
SGROSSATURA - Denti elicoidali con MG29/07 26 90 192 3 5 .
rompltrucp!o spogliato completa— ‘ MG29/08 28 %0 192 3 5 .
mente rettificato - Due denti frontali ta-
glienti fino al centro - Codolo conico MG29/09 30 90 192 3 5 °
Morse con foro filettato MG29/10 32 106 231 4 5 o
EE ROUGHING END MILLS - Helical teeth MG29/11 34 106 231 4 5 .
with form relieved entirely ground MG29/12 35 106 231 4 6 o
chip-breaker - Two end teeth cutting MG29/13 36 106 231 4 6 .
up to the centre - Morse taper shank
I) FRAISES FRONTALES A CYLINDRES A MG29/14 38 125 250 4 6 y
DEGROSSIR - Denture hélicoidale avec MG29/15 40 125 250 4 6 .
brise-copeaux - Deux dents bout cou- MG29/16 45 125 250 4 6 .
pantes jusq'au centre - Queue au céne MG29/17 50 150 275 4 7 .

Morse a trou fileté

M SCHAFTFRASER - Schragschneiden mit
voll eingeschliffenem Spannbrecher -
Zwei Schneiden mit Zentrumschnitt -
Morsekegelschaft und Anzugsgewinde

& FRESAS CILINDRICAS FRONTALES CA-
BEZA SEMIESFERICA PARA DESBASTE -
Labios helicoidal con arranca de viruta -
Dos labios que cortan hasta el centro -
Mango conico Morse con taladro ro-
scado

FRESAS CILINDRICAS FRONTALES BO-
LEADA PARA DESBASTE - Navalhas heli-
coidal com quebra apara - duas
navalhas que cortan hasta el centro -
Encabadouro cénico - Morse taladro
roscado

= Opesa gna yeprosoil 06paboTku. Che-
pUYEeCKMi Topew,. XBOCTOBMK KOHYC
Mop3e ¢ pe3bboit. YanuHeHHasa cepua

Toll. reale sul @
C W i 20,05

Parametri
Cutting data
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FRESE CILINDRICHE FRONTALI UNI- 88 2

DIN 844B

AD ALTE PRESTAZIONI IS0, 1641

SERIE

IRREGULAR

A

e —— W\ || e | ®

2

12
_ — 005025 [
T’D" e ‘:-,i "x_;.:* % E N || HPC (o

45° 18358

CODE (Emp3) d1 12 I d2 z EMP3 SUPREME

mm js14 mm mm mm h6 € €
MG30/01 6 13 57 6 3 . . [ ]
MG30/02 8 19 69 10 4 . . [ ]
MG30/03 10 22 72 10 4 O O [ ]
MG30/04 12 26 83 12 4 . . [ ]
MG30/05 14 26 83 12 4 . . [ ]
I} FRESE CILINDRICHE FRONTALI AD ALTE MG30/06 16 32 92 16 4 . - B
PRESTAZIONI - Due denti frontali ta- MG30/07 18 32 92 16 4 0 - ®
gI‘\QnF| ﬂnq al centro - Elica destra 45° - MG30/08 20 38 104 20 4 . A
Divisione irregolare - Attacco Weldon

B END MILLS -Two end teeth cutting up MG30/09 22 38 104 20 4 ° - 8
to the centre - 45° right hand spiral - Ir- MG30/10 25 45 121 25 4 D . |
regular division - Weldon shank MG30/11 28 45 121 25 6 . - B
n ERAISES A CYLINPREIS - Deux deﬂt'sy MG30/12 30 45 121 25 6 o . [
out coupantes jusq'au centre - Hélice MG30/13 12 = o 5 g . - ®

45° a droite - Division irreguliere -
Queue cylindrique Weldon

B8 SCHAFTFRASER MIT SPANBRECHER -
Zwei Schneiden mit Zentrumschnitt -
45° rechts spiralgenutet - Ungleiche
schneidenteilung - Weldon Spannfla-
che

E FRESAS CILINDRICAS FRONTALES, DOS
LABIOS QUE CORTAN HASTA EL CEN-
TRO - Hélice derecha 45° - Division irre-
gular - Mango Weldon

FRESAS CILINDRICAS FRONTALES -
Duas navalhas que cortan hasta el cen-
tro - Hélice dereita 45° - Diviséo irregu-
lar - Encabadouro Weldon

i Opesa KoHLeBaA C HeMOCTOAHHbIM
Larom 3y6a. Yron BUHTOBOW KaHaBKM
45°, PexxyLmin Topel. XBocTtouk Wel-
don. CpegHan cepua
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FRESE A TAGLIO INTERROTTO Ul

DIN 844B

AD ALTE PRESTAZIONI IS0 1641

IZ EMP3 % |R§!EGULAR
k—q l45° - Y
(PM) 005025 3y ‘fﬂ

o~
° SR || HPC I
VTV 45° || 18358
CODE (emp3) 1 12 I d2 Zz EMP3 SUPREME
mm js14 mm mm mm h6 3 3
MG31/01 6 13 57 6 3 . . [ ]
MG31/02 8 19 69 10 4 o . [ ]
MG31/03 10 22 72 10 4 o . [ ]
MG31/04 12 26 83 12 4 o o [ ]
MG31/05 14 26 83 12 4 . e B
] FRESE ATAGLIO INTERROTTO AD ALTE MG31/06 16 32 92 16 4 o - B
PRESTAZIONI - Due denti frontali ta- MG31/07 18 32 92 16 4 . - B
gI‘IQnFi finq al centro - Elica destra 45° - MG31/08 20 38 104 20 4 . . @
Divisione irregolare - Attacco Weldon
B END MILLS WITH CHIP-BREAKER - Two MG31/09 22 38 104 20 4 . - @
end teeth cutting up to the centre - 45° MG31/10 25 45 121 25 4 © - @
right hand spiral - Irregular division - MG31/11 28 45 121 25 6 . - B
Weldon shank MG31/12 30 45 121 25 6 . B
I} FRAISES CYLINDRES AVEC BRISE-COPE- MG31/13 o 53 133 o 6 . S

AUX - Deux dents bout coupantes
jusg'au centre - Hélice 45° a droite - Di-
vision irreguliere - Queue cylindrique
Weldon

B SCHAFTFRASER MIT SPANNBRECHER -
Zwei Schneiden mit Zentrumschnitt -
45° rechts spiralgenutet - Ungleiche
schneidenteilung- Weldon Spannflache

[E FRESAS CILINDRICAS FRONTALES CON
ARRANCA DE VIRUTA - Dos labios que
cortan hasta el centro- Hélice derecha
45° - Division irregular - Mango Weldon

B FRESAS CILINDRICAS FRONTALES COM
QUEBRA APARA - Duas navalhas que
cortan hasta el centro - Hélice dereita
45° - Divisao irregular - Encabadouro
Weldon

i Opesa KoHLeBaA co CTPYKKONOMOM.
Yron BUHTOBOW KaHaBKy 45°. PexyLumii
Topel,. XBoctosuk Weldon. CpeaHss
cepus

Toll. reale sul @
C W i 20,05
COATING SUPREME
CODE
MG31/.../S
s6RossATURA - RouHING [INININIE

semIFINITURA - SEMIFINISHING [ IR
rinmura - FINsHING [N CIC]

Parametri
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Slotting Side milling 3D copying Axial Ramping
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MG32

'] BARRETTE TEMPRATE E RETTIFICATE
ROUND TOOL BITS

1] BARREAUX ROND TREMPEES

M ROHLINGE

[E BARRETAS REDONDAS TRACTADAS
B BRUSTRACTADAS

[ 3arotosKa-LMAMHAP WavdoBaHHaA

BARRETTE TONDE
TEMPRATE E RETTIFICATE

CODE

MG32/01
MG32/02
MG32/03
MG32/04
MG32/05
MG32/06
MG32/07
MG32/08
MG32/09
MG32/10
MG32/11
MG32/12
MG32/13

189

100
100
200
100
200
100
200
100
200
200
200
200
200

NORM TIPO-TYPE -

UNI 3868

O

EMP3
(PM)

O

EMP3
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z
FRESE A DUE DENTI PER CAVE UNI 8258

DIN 327D
1SO 1641/1

SERIE

12 EMP6 | . N
' ' PM) || [22 s

NORMALE CODE (empe) d1 EMPG SUPREME

mm e8

MR1/02 4 7 51 6 2 . . B
MR1/03 5 8 52 6 2 . . [ ]
MR1/04 6 8 52 6 2 . o [ ]
MR1/05 7 10 60 10 2 . . [ ]
MR1/06 8 11 61 10 2 . . [ ]
I} FRESE A DUE DENTI PER CAVE - Un MR1/07 9 1" 61 10 2 D - B
dente frontale tagliente fino al centro - MR1/08 10 13 63 10 2 . - B
& TA\t/E/aOC—C&YJVTeElSC;EOT CUTTERS - One end MR1/09 ! 13 0 12 2 * - @
tooth cutting up to the centre - Weldon MR1/10 12 16 73 12 2 ° - @
shank MR1/11 13 16 73 12 2 . - B
I} FRAISES A RAINURES DEUX DENTS - MR1/12 14 16 73 12 2 . - B8
Uge dent bIOL:jt lcoup\z;\?tfjjusq’au centre MR1/13 15 19 79 16 2 . - @
- T . M6 0o o .+ - oa
Eine Schneide mit Zentrumschnitt - MR1/15 17 19 79 16 2 ° - B8
Weldon Spannflache MR1/16 18 19 79 16 2 o - B
& FRESAS CILINDRICAS FRONTALES DE MR1/17 19 22 88 20 2 o - B
DOS LABIOS - Un labio que corta hasta MR1/18 50 2 88 50 2 . - @

el centro - Mango Weldon
B8 FRESAS CILINDRICAS FRONTALES DE MR1/19 22 22 88 20 2 ° - @

DUAS NAVALHAS - Um naval que corta

hasta el centro - Encabadouro Weldon
B Opesa 2-x 3y6as. Pexyumii Topel, Xgo-

ctoBuk Weldon. CpenHas cepwia

COATING SUPREME
CODE
MR1/.../S
s6RossATURA - RoucHING NI

semiFINTURA - semiFNiSHING [T
FINmurA - FINisHING NI 1]

Parametri
Cutting data
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Slotting Side milling 3D copying Axial Ramping
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FRESE A TRE DENTI UNI- 6248

DIN 844B
IS0 1641/1

12 EMP6
) " (PM) | o0 || G2

CODE (empe) d1 EMP6 SUPREME
NORMALE
mm e8

MR2/03 4 11 55 6 3 . . [ ]

MR2/04 5 13 57 6 3 . . [ ]

MR2/05 6 13 57 6 3 . - 8

MR2/06 7 16 66 10 3 . . [ ]

MR2/07 8 19 69 10 3 . . [ ]

'] FRESE ATRE DENTI - Un dente frontale MR2/08 10 22 72 10 3 o - B
tagliente fino al centro - Attacco Wel- MR2/09 12 26 83 12 3 o - B

- ?IZEEEFLUTES END MILLS - One end MR2/10 14 26 83 12 3 : - 8
tooth cutting up to the centre - Weldon MR2/11 16 2 2 & 3 ° - @
shank MR2/12 18 32 92 16 3 . e B
Il FRAISES CYLINDRES TROIS DENTS - Une MR2/13 20 38 104 20 3 . - B
dent bout coupante jusg'au centre - MR2/14 22 38 104 20 3 . ' B

Queue cylindrique Weldon

- SCHATFRASER, DREISCHNEIDER - Eine
Schneide mit Zentrumschnitt - Weldon
Spannflache

£ FRESAS CILINDRICAS FRONTALES DE
TRES LABIOS - Un labio que corta hasta
el centro - Mango Weldon

[ FRESAS CILINDRICAS FRONTALES DE
TRES NAVALHAS - Um naval que corta
hasta el centro - Encabadouro Weldon

B Opesa 3-x 3y6as. Pexyuumii Topel, Xgo-
ctoBuk Weldon. CpenHas cepwia

Toll. reale sul @
@ Real Tol. onuﬂ +0 _0103
COATING SUPREME
CODE
MR2/.../S
s6RossATURA - RoucHING NI

semiFINITURA - SEmIFINISHING [N
Finmura - FINisHING [N ]

Parametri
Cutting data
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Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping
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Con Jwore ] o ] o ]
FRESE A TAGLIO INTERROTTO gD &l

AD ALTE PRESTAZIONI Rime

SERIE

IRREGULAR
EMP6 |45n Ul a
y2
X (PM) 005025 FR y3
[a] IRREGULAR
© NFR f
y vV HPC 4 Y1 F
VTV 450 || Y'Y 18358

NORMALE ' EMP6 SUPREME

MR3/03 6 13 57 6 3 . . [ ]

MR3/04 8 20 69 10 3 . . [ ]

MR3/05 10 22 72 10 3 . o [ ]

MR3/06 12 26 83 12 3 o . [ ]

MR3/07 14 26 83 12 3 . . [ ]

] FRESE ATAGLIO INTERROTTO AD ALTE MR3/08 16 36 90 16 3 . . [ ]

PRESTAZIONI - Un dente frontale ta- MR3/09 18 40 100 16 4 o - B

gI‘IQnFe ﬁn.o al centro - Elica destra 45° - MR3/10 20 5 110 20 4 . I
Divisione irregolare - Attacco Weldon

SE END MILLS WITH CHIP-BREAKER - One WIREY2 23 =0 123 25 4 . - @8

end tooth cutting up to the centre - 45°  MR3/14 30 63 140 25 4 © - @

right hand spiral - Irregular division - MR3/15 32 63 140 32 4 3 - B

Weldon shank

[} FRAISES CYLINDRES AVEC BRISE-COPE-
AUX - Une dent bout coupante jusq'au
centre - Hélice 45° a droite - Division ir-
reguliere - Queue cylindrique Weldon

M SCHATFRASER, LANGLOCH - Eine
Schneide mit Zentrumschnitt - 45°
rechts spiralgenutet - UnregelmaRige-
Teilung - Weldon Spannfléche

& FRESAS CILINDRICAS FRONTALES
CORTE INTERRUMPO - Un labio que
corta hasta el centro, Hélice derecha
45° - Division irregular - Mango Weldon

FRESAS CILINDRICAS FRONTAIS CORTE
INTERRUMPIDO - Um naval que corta
ao centro - Hélice dereita 45° - Divisao
irregular - Encabadouro Weldon

B Opesa KoHLIEBaA CO CTPYKKOMOMOM C
HEMNOCTOAHHBIM LWarom 3y6a. Yron BuH-
TOBOW KaHaBKM 45°. PexyLynii Topel.
XsocTtosuk Weldon. CpeaHas cepua

Toll. reale sul @
@ FReal Tol. onuﬂ +0 +0103
COATING SUPREME
CODE
MR3/.../S
s6RossATURA - RouHING [INININIE

semIFINITURA - SEMIFINISHING [ IR
FINmurA - FINisHING NI 1]

Parametri
Cutting data
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N
FRESE PER FINITURA UNI" 6248 AP

DIN 844B Y
1SO 1641/1 \"ih?’

SERIE

12 EMP6 | . -
90 .

NORMALE CODE (empe) d1 EMP6 SUPREME
mm js14
MR4/01 6 13 57 6 4 o . [ ]
MR4/02 7 16 66 10 4 o . [ ]
MR4/03 8 19 69 10 4 o . [ ]
MR4/04 9 19 69 10 4 o . [ ]
MR4/05 10 22 72 10 4 o . [ ]
I'] FRESE PER FINITURA - Due denti frontali MR4/06 12 26 83 12 4 . . [ ]
taglienti fino al centro - Attacco Wel- MR4/07 14 26 83 12 4 o . |
don
i MR4/07/1 15 32 92 16 4
== END MILLS - Two end teeth cutting up ‘ - 8
to the centre - Weldon shank MR4/08 16 32 92 16 4 ° - 8
1] FRAISES CYLINDRES - Deux dents bout MR4/09 18 32 92 16 4 . . |
coupantes jusg’au centre - Queue cy- MR4/10 20 38 104 20 4 D - B
N TR S S R R
} - Zwei Schneiden mit
Zentrumschnitt - Weldon Spannflache el A2 Z2 <0 121 22 2 ° - a8
) FRESAS CILINDRICAS FRONTALES - Dos MR4/13 28 45 121 25 5 y ' @8
labios que cortan hasta el centro - MR4/14 30 45 121 25 6 o B
Mango Weldon MR4/15 32 53 133 32 6 . e B
B FRESAS CILINDRICAS FRONTALES -
Duas navalhas que corta ao centro -
Encabadouro Weldon
i Opesa ansa unctosoit 06paboTKu. Pexy-
wmit Toped. XBocTtoBurk Weldon. Cpepi-
HAA cepus
Toll. reale sul @
@ Real Tol. on @ +0 +0103
COATING SUPREME
CODE
MR4/.../S
Ec -
it QEJ.Q scrossATURA - RoucHING ]I 54
, £7 NE @ @ N (=) £/
Cutting data T semiFINITURA - SmiFINISHING [N 1] ox . :
199-222 =ye) g 2 A Gotmg " Soming  seomng el Rampng
pag. = 5
Sa Finmura - FINisHING [N ]
A 4 | O 4 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
it STEELS CASTIRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
g3 necermar
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Ciow Jwore o ] o |
FRESE CILINDRICHE FRONTALI ~ 4 A&
AD ALTE PRESTAZIONI Rime '

P\
I
)

" 11 -
< IRREGULAR
f#’ empe || Las: V)= wz
S — (PM) 0,05-0.25 Iy V3
o~ ; \ —
M —— T
e Y N H pc DIN
45° || 1835B
NORMALE CODE (Emps) d1 EMP6 SUPREME
mm js14
MR8/01 6 13 57 6 3 . . [ ]
MR8/02 8 20 69 10 3 . . [ ]
MR8/03 10 22 72 10 3 O O [ ]
MR8/04 12 26 83 12 3 o . [ ]
MR8/04/1 14 26 83 12 3 . . [ ]
'] FRESE CILINDRICHE FRONTALI - Un MR8/05 16 36 92 16 3 3 - B
dente frontale tagliente fino al centro - MR8/05/1 18 40 100 16 4 . - B
Elica destra 45° - Divisione irregolare - MR8/06 20 5 110 20 4 . A
Attacco Weldon
&= END MILLS - One end tooth cutting up MRE/07 25 50 125 25 4 ° - 8
to the centre - 45° right hand spiral - Ir- MR8/08 30 63 140 25 4 . |
regular division -Weldon shank MR8/09 32 63 140 32 4 . - B

I1 FRAISES CYLINDRES - Une dent bout
coupante jusq'au centre - Hélice 45° a
droite - Division irreguliere - Queue cy-
lindrique Weldon

B8 SCHAFTFRASER - Eine Schneide mit
Zentrumschnitt - 45° rechts spiralge-
nutet - UnregelmaRBige - Teilung - Wel-
don Spannfléache

£ FRESAS CILINDRICAS FRONTALES - Un
labio que corta hasta el centro - Hélice
derecha 45° - Division irregular - Mango
Weldon

B FRESAS CILINDRICAS FRONTALES - Um
naval que corta ao centro - Hélice de-
reita - Divisdo irregular - Encabadouro
Weldon

B Opesa KoHLIEBaA C HEMOCTOAHHbIM
Lwarom 3y6a. Yron BUHTOBOW KaHaBKM
45°, Pexxylimin Topeu. Xsoctosuk Wel-
don. CpegHas cepua

Toll. reale sul @
C0 W i 40 40,03
COATING SUPREME
CODE
MR8/.../S
s6RossATURA - RoucHING NI

semiFINITURA - SEMIFINISHING [N
FINTURA - FINisHING [ NI

Parametri
Cutting data

L it ™» ==

Apertura cava Contornatura Copia 3D Assiale Rampa
Slotting Side milling 3D copying Axial Ramping
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S
= g [ | [ | [ | [ | d d SCONSIGLIATO
NOT RECOMMENDED
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FRESE PER SGROSSATURA UNI" 828 AP

DIN 844B )
IS0 1641/1 B(L7

SERIE

12 EMP6 :
_ 1 (PM) @ 3

NR

Y AYa DIN

S| —
~30°[| 1835B

NORMALE CODE (empe) d1 EMP6 SUPREME

‘3

g

mm js14
MR12/01 6 13 57 6 3 o . [ ]
MR12/03 8 19 69 10 4 . . [ ]
MR12/05 10 22 72 10 4 o . [ ]
MR12/07 12 26 83 12 4 o o [ ]
MR12/09 14 26 83 12 4 o . [ ]
I} FRESE PER SGROSSATURA - Denti elicoi- MR12/10 15 32 92 16 4 D - B
dali con rompitrlqciolo spogliato com- MR12/11 16 32 92 16 4 . . |
pIetam(enteA retgﬂcato - Due denti MR12/13 18 3 9 16 4 . . @
frontali taglienti fino al centro - Attacco
Weldon MR12/14 20 38 104 20 4 o . [ ]
EE ROUGHING END MILLS - Helical teeth MR12/15 22 38 104 20 4 C - B
with form relieved entirely ground MR12/17 25 45 121 25 5 3 - B
chipfbrheaker fTvvov\?r}éi teet: ct;tting MR12/19 28 45 121 25 5 . B
up to the centre - Weldon shan
1) FRAISES FRONTALES EBAUCHE - Den- il 22 2t <0 121 22 2 ° ° a
ture hélicoidale avec brise-copeaux MR12/21 32 53 133 32 5 ° - B8
profil rond - Deux dents bout coupan-
tes jusg'au centre - Queue cylindrique
Weldon
M@ SCHAFTFRASER - Schrégschneiden mit
volleingeschliffenem Spanbrecher -
Zwei Schneiden mit Zentrumschnitt -
Weldon-Spannflache
[E FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Labios helicoidal con ar-
ranca de viruta completamente rectifi-
cado - Dos labios que cortan hasta el
centro - Mango Weldon
[ FRESAS CILINDRICAS FRONTALES PARA
DESBASTE - Navalhas helicoidal com
quebra apara - Duas navalhas corta ao
centro - Encabadouro Weldon
B Ope3sa ana yepHoBoIt 06paboTku. Pe-
Xylmin Topel. Xsoctosrk Weldon.
CpepnHana cepua
Toll. reale sul @
@ Real Tol. on @ i0:05
COATING SUPREME
CODE
MR12/.../S
Ec =
. . c
it QEJ'% s6RossATURA - RoucHING [IININININ % § @ @ <
Cutting data as SEMIFINITURA - SEMIFINISHING [ ][] o= : : ; ;
pag. 199-222 5% o5 Mol
. & >
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% | | O 4 4
= ACCIAI GHISE ACCIAI INOSSIDABILI SUPER LEGHE - TITANIO LEGHE LEGGERE MATERIALI NON FERROS! Al
=T STEELS CAST IRON STAINLESS STEELS SUPERALLOYS - TITANIUM LIGHT ALLOYS NON FERROUS MATERIAL
ol ACCETTABILE
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g g [ | [ | [ | [ | O O SCONSIGLIATO
NOT RECOMMENDED
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Dati di taglio per frese RIME in HSS Co8 - EMP3
EMP6

I valori espressi sulle tabelle alle pagine sequenti devono essere considerati come
indicativi e usati come aiuto per ottenere i migliori risultati nell'impiego delle nostre
frese.

Dalle tabelle si puo rilevare la combinazione piu adatta per ricavare velocita di taglio,
numero dei giri e di avanzamento con corrispondente profondita e larghezza di taglio
relativamente al diametro delle frese da impiegare.

I tipi di materiale da lavorare sono divisi in 6 gruppi. Ogni gruppo comprende qualita
di materiali che presentano valori simili di truciolabilita.

Nella scelta dei dati di taglio occorre tenere presente il gruppo a cui appartiene il
materiale.

Normalmente & necessario un adattamento dei dati di taglio cosi trovati con quelli
consentiti dalle macchine utensili a disposizione.

Le premesse per un'esatta applicazione dei dati di
taglio

1) Impiego delle frese RIME in HSS/Co8 - EMP3 - EMP6

2) I valori di taglio indicati valgono per frese a codolo cilindrico con lunghezza di
taglio media e corta. (Valori iniziali + 15%).

Per le frese con taglio lungo I'avanzamento deve essere ridotto del 40%, per le frese
extralunghe del 60%, mentre la velocita di taglio va ridotta del 20%

3) Uso di un liquido di raffreddamento adatto (generalmente emulsione).

4) Macchina operatrice, bloccaggio del pezzo in lavorazione e dell’utensile devono
essere stabili onde evitare pericolose vibrazioni.

Adeguamento numeri giri ed avanzamento alla
fresatrice

Le fresatrici in uso hanno generalmente possibilita di selezionare sia numero di giri
del mandrino che gli avanzamenti.

I valori rilevati dalle tabelle di taglio, nella maggior parte dei casi, devono essere
adattati ai valori della macchina operatrice.

Gli aggiustamenti devono essere tali da non variare sensibilmente il carico per dente.

200

parametri di lavorazione e cutting data e conditions de coupe e schnittdaten

Data on cutting rate of RIME end mills in HSS Co8
EMP3 - EMP6

The data shown in the tables hereafter shall be only indicative and used as a support
to get the best performances by RIME end mills.

Therefore, the tables can be helpful in finding the most suitable combination of cut-
ting speed, number of revolutions per minute and feed progress with relevant cut
depth and width with regard to diameter of the end mills to be used.

The types of metals to be machined are divided into 6 groups. Each group includes
metal quality classes having similar " chipasability” rates.

When choosing a certain cutting class, always keep in mind the group the metal is
part of.

However, the data on cutting rate herein generally need to be matched to the ma-
chine tools available.

To get a suitable application of cutting data the
directions hereafter shall be followed

1) use RIME HSS/Co8 - EMP3 - EMP6;

2) the cutting rates herein shown are referred to end mills with cylindrical shaft ha-
ving an average and short cut length. (starting rates +15%).

If end mills have extra -long cut then the feed has to be reduced of 60%; for the
end mills with long cut the feed has to be reduced of 40%; for both cases (long and
extra-long cut) the cutting speed has to be reduced of 20%.

3) use a suitable coolant (normally an emulsion);

4) machine tool, clamping of the piece machined and tool shall be stable, so to pre-
vent any dangerous vibrations.

Adjustment of the number of revolutions and
feed on a milling machine

The milling machines now available normally allow to select both the number of
mandrel revolutions and feed.

Most of the values shown in the tables hereafter shall be adjusted to the values of
the machine.

Every adjustment shall be so not to change the load on each flute considerably.
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Codolo delle frese - Estratto Tab. DIN 1835
Mill shank according DIN 1835

Type A Type B Type B
5 11 oy 11
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Do L5t b e e b e e 1 b
4 28 - - - - - - - - - - 4
6 36 18 48 4,2 - 25 18 48 18 53 12 10
8 36 18 6,6 55 - 25 18 6,6 18 71 12 10
10 40 20 8,4 7 - 28 20 84 20 89 12 10
12 45 225 10,4 8 - 33 22,5 104 22,5 109 12 10
14 45 - - - - 33 225 - 225 124 12 -
16 48 24 14,2 10 - 36 24 14,2 24 14,5 16 10
18 48 - - - - 36 24 - 24 16,2 16 -
20 50 25 18,2 1" - 38 25 18,2 25 18,2 16 15
25 56 32 23 12 17 44 32 23 32 23 16 15
32 60 36 30 14 19 48 35 30 35 30 16 15
Attacchi per utensili - Codolo secondo DIN 228
Mill shank according DIN 228
DIN 228-A DIN 228-B
X |3|4 :10,1[
2 4 B - _ 3 T i %1\\ - . = }] J
Zi ; ) | [ )
_>45° /2l 025052 12/ o
1 orR03 7
11 a 16 a
0 T
'-Bl 3 % A —_ ;
3 L ,J

rS/

Mkoy/2 a b d1 d2 d3 d4 d5 d6 d7 d8 d9 I 12 13 14 I5 6 17 M1 r2 13

0 1°2971" 30 6l 9,045 92 64 60 61 60 - = - 00 4 %5 105 02 4 10
T 192543 35 52 12,065 122 94 90 90 87 85 64 M6 530 5 16 20 40 620 185 02 5 12
2 1°25%0" 50 6.3 17,780 180 146 140 140 135 132 105 M0 640 5 24 315 50 750 160 02 6 16
3 1°2616" 50 79 23,826 241198 190 191 185 160 130 M2 810 7 24 35 55 940 200 06 7 20
4 1°7291%" 65 119 31,267 316 B3 B0 B2 45 N5 170 M6 1025 9 3 25 82 115 240 10 8 25
5 1°3026" 65 158 44399 47 316 37 365 BT 260 210 M0 1285 10 40 525 100 1485 280 25 10 30
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