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FRESE PER COPIATURA PROLUNGHE FILETTATE
COPY MILLING CUTTERS CARBIDE INTEGRAL SHANK
oD (mm) 8-32 2D (mm) 1225 D (mm) 11-32

—_— —_—
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FRESE PER ALTI AVANZAMENTI
HIGH FEED MILLING TOOLS
STOI B4 10 STOI-B8 l 1 ST30 B8 l 1
2D (mm) 16-52 2D (mm) 18,3-111,1 oD (mm) 32-125
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ANGX 10T308.. M ‘ M M
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STO1 13

‘ D (mm) ‘ 50-160
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XDLT 1305..

FRESE PER SPIANATURE 45° FRESE PER COPIATURA
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45° FACE MILLING CUTTER COPY MILLING CUTTERS
STO1 1 6 STOO RP1 204 STOO RP1 605
D (mm) 42,8-200 @D (mm) 25-88 2D (mm) 25-88
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FRESE PER COPIATURA
COPY MILLING CUTTERS

ST00 RDO7

j

RDMW 0702.. ‘

©
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ST00 RD12

j

RDMW 12T3.. ‘

©
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STOO RD10

RDMW 1003..

1
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STOO RD16

I

RDMW 1604..

©
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FRESE PER SPALLAMENTI RETTI VORTEX
SHOULDER MILLING TOOL VORTEX SERIES

ST90-V 06

@D (mm) 10-16

D (mm) 16-35

ST90-V 13

20-80

2 D (mm)

ADMX 0602..
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ADGX 1003..

ADMX 1003..

g ==’

ADGX 1304..
ADMX 1304..

ADHX 1706.. ‘
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ST90-V 17

@ D (mm) 40-100

g

ADNX 1706.. . m
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FRESE PER SPALLAMENTI RETTI

SHOULDER MILLING TOOL

ST90-B6 10

‘ @ D (mm) ‘

ST90-B6 16

‘ @ D (mm) ‘ 25-175

M
TNGX 1004..
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TNGX 1606..
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FRESE MD PER STAMPI
INTEGRAL MOULD CUTTERS

ST 2H6 SFRC ST 2H6 SFR ST 2H6 CR

2D (mm)

@D (mm) 0,2-12 2 D (mm)

— O ——

H 68 HRC H 68 HRC H 68 HRC
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ST 2H6 TR ST 4H6 TR ST 2H6 SF

@D (mm)

0,2-12 @D (mm) 2D (mm) 0,2-12

— u
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ST 2H6 C ST 4H6 C ST2H6 T

2D (mm)

0,2-12 2D (mm) o D (mm) 0,8-12
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ST4H6 T ST 6H6 C ST 2H5 SFR

oD (mm)

1,5-12 2 D (mm) 2D (mm) 0,2-12

H 68 HRC H 68 HRC H 55 HRC
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FRESE MD PER STAMPI

INTEGRAL MOULD CUTTERS
ST 2H5 CR ST 2H5 TR ST 4H5 TR
2 D (mm) o D (mm) 0,2-12 @D (mm)

pag 93 pag 98 pag 107

ST 2H5 SF2 ST 2H5 SF1 ST 2H5 C2

6D (mm) 0,220 oD (mm) 0,5-12 6D (mm) 0,220

H 55 HRC H 55 HRC H 55 HRC
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ST 4H5 C2 ST 2H5 C3 ST 4H5 C3

2 D (mm) 2D (mm) 2 D (mm)

u
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ST 2H5 TR3 ST 4H5 TR3 ST 6H5 C2

2D (mm) 0,8-12 2D (mm) 2 D (mm)
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FRESE MD PER STAMPI

INTEGRAL MOULD CUTTERS
ST 4H5 T-HF ST 2ALC ST 3ALC
2 D (mm) o D (mm) @D (mm)

i

'iﬂ'ﬂt

ﬁ - y u
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ST 3ALT ST 2RAT ST 2SISF

2 D (mm) D (mm) 2D (mm) 0,3-12
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ST 2SIC ST 4AMMC ST AMMT

oD (mm) 0,3-12 2D (mm) 2 D (mm)

— . u u

M
.
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ST 2DIASF ST 4DIASF ST 4DIAT

2D (mm) 0,5-12 2D (mm) 1,5-12 2 D (mm)
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FRESE MD PER STAMPI

INTEGRAL MOULD CUTTERS
ST 1FE ST 2CE ST 2MX
2 D (mm) o D (mm) @D (mm)
—
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ST 2CRRC ST 2TC ST 4RTCC
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FRESE MD PER MECCANICA GENERALE
GENERAL MECHANICAL MILLING CUTTERS

XM547 | xmsas | XM735

2 D (mm) 4,80-14,95 2 D (mm) 4,80-14,95 2D (mm) 4,80-14,95
2D 2,5xD
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Frese trocoidali
Trochoidal mill
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Frese trocoidali Frese trocoidali Frese trocoidali
Trochoidal mill Trochoidal mill Trochoidal mill
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SPPH

FRESE PER COPIATURA
COPYING TOOLS

Fresa sferica per semifinitura e finitura. Corpi in acciaio e metallo duro integrale per riduzione delle vibrazioni.
Tolleranze di rotazione specifiche. Grana ultrafine per alta resistenza.

Ball nose copying tool for semi finishing and finishing. Wide variety of inserts and tools. Steel and solid carbide bodies for
reduction vibrations. Specific rotation tolerances. Application of ultrafine grain carbides for high resistance and for the same
time high fracture resistance.

OAL
LF
ACCIAIO/STEEL LU
%
fa )
@ 4
ot | 3 2

G [ c :
Frese cilindriche con scarico conico/Milling tools cilindrical coupling with conic section FR13
CODICE DC DMM BD OAL BHTA LF w z

CODE

SPPH 08 110 QC12 8 12 6,5 110 3°30' 53 18,5 2 o
SPPH 08 132 QC12 8 12 6,5 132 2° 75 18,5 2 o
SPPH 10 110 QC12 10 12 8 110 2°20' 53 21 2 o
SPPH 10 132 QC12 10 12 8 132 1°15' 75 21 2 o
SPPH 12 110 QC12 12 12 10 110 1°20' 53 22 2 L]
SPPH 12 145 QC12 12 12 10 145 0°40' 85 22 2 L]
SPPH 16 123 QC16 16 16 14 123 1°15' 63 28 2 °
SPPH 16 166 QC16 16 16 14 166 0°40' 100 28 2 L4
SPPH 20 141 QC20 20 20 17 141 2° 75 34 2 hd
SPPH 20 191 QC20 20 20 17 191 1° 115 34 2 L4
SPPH 25 141 QC20 25 25 21 166 2° 90 4 2 o
SPPH 25 191 QC20 25 25 21 215 3° 135 4 2 o

OAL
ACCIAIO/STEEL LF
&)
[aa]
=
Y
(&)

Frese cilindriche/Milling tools with cilindrical coupling FR13
CODICE DC DMM BD OAL LF z

CODE

SPPH 08 092 QCC12 8 12 6,5 92 32 2 @)
SPPH 10 092 QCC12 10 12 8 92 32 2 o
SPPH 12 092 QCC12 12 12 10 92 32 2 Ld
SPPH 12 145 QCC12 12 12 10 145 45 2 Ld
SPPH 16 092 QCC16 16 16 14 92 32 2 L]
SPPH 16 160 QCC16 16 16 14 160 55 2 L]
SPPH 20 104 QCC20 20 20 17 104 38 2 hd
SPPH 20 190 QCC20 20 20 17 190 65 2 hd
SPPH 25 121 QCC25 25 25 21 121 45 2 o
SPPH 25 210 QCC25 25 25 21 210 75 2 o

@ Stock Italia/Warehouse in ltaly O A Richiesta/On request * Stock estero/Warehouse abroad ~ + Disponibilita limitata/Limited availability



METALLO DURO/HARD METAL

Frese cilindriche in metallo duro/Hard metal milling tools with cilindrical coupling FR13
CODICE DC DMM BD OAL LF z
CODE
SPPH 08 080 QCC8 HM 8 8 7 80 25 2 o
SPPH 08 100 QCC8 HM 8 8 7 100 25 2 @)
SPPH 08 150 QCC8 HM 8 8 7 150 40 2 o
SPPH 10 080 QCC10 HM 10 10 8,8 80 35 2 o
SPPH 10 120 QCC10 HM 10 10 8,38 120 35 2 o
SPPH 10 150 QCC10 HM 10 10 8,8 150 50 2 o
SPPH 12 080 QCC12 HM 12 12 10,5 80 35 2 o
SPPH 12 120 QCC12 HM 12 12 10,5 120 35 2 [©)
SPPH 12 160 QCC12 HM 12 12 10,5 160 50 2 o
SPPH 16 100 QCC16 HM 16 16 14 100 40 2 @)
SPPH 16 140 QCC16 HM 16 16 14 140 40 2 o
SPPH 16 175 QCC16 HM 16 16 14 175 55 2 ]
SPPH 20 100 QCC20 HM 20 20 18 100 50 2 o
SPPH 20 140 QCC20 HM 20 20 18 140 50 2 o
SPPH 20 190 QCC20 HM 20 20 18 190 75 2 ]
SPPH 25 160 QCC25 HM 25 25 22,4 160 60 2 o
SPPH 25 210 QCC25 HM 25 25 22,4 210 90 2 o
SPPH 32 190 QCC32 HM 32 32 28,6 190 65 2 o
SPPH 32 240 QCC32 HM 32 32 28,6 240 105 2 o
ACCIAIO/STEEL .
LU
(& 2
s K@&HFH N E
g
L] 8
Frese con attacco filettato/Milling tools with screwed coupling FR13
CODICE DC DCSFMS OAL LF w 4 z
CODE
SPPH 08 M6 8 9,7 36,5 23 16 6 2 o
SPPH 10 M6 10 9,7 36,5 23 23 6 2 [©)
SPPH 12 M6 12 9,7 36,5 23 23 6 2 o
SPPH 12 M8 12 12,7 44 28 19 8 2 o
SPPH 16 M8 16 12,7 44 28 28 8 2 @)
SPPH 16 M10 16 15,4 46 28 28 10 2 o
SPPH 20 M10 20 17,7 46 28 28 10 2 @)
SPPH 25 M12 25 20,7 55 35 35 12 2 o
SPPH 32 M16 32 28,7 65 43 35 16 2 o

@ Stock Italia/Warehouse in Italy O ARichiesta/On request * Stock estero/Warehouse abroad

¢ Disponibilita limitata/Limited availability
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SPPH

MOILIDFEOIRIM

FRESE PER COPIATURA
COPYING TOOLS

10

Inserti sferici/Sferic inserts

FR23 |

TIPO DI INSERTO
TYPE OF INSERT

SPPH 0800 M ZA P10-P [ M media positiva °
SPPH 0800 M ZA P20-P [ M media positiva o
SPPH 0800 F ZA H20-P [H] F finitura o
SPPH 1000 M ZA P10-P [F M media positiva °
SPPH 1000 M ZA P20-P [ M media positiva .
SPPH 1000 F ZA H20-P [H] F finitura o
SPPH 1200 M ZA P10-P [ M media positiva °
SPPH 1200 M ZA P20-P P M media positiva o
SPPH 1200 FF ZA H03-P [H] FF super finitura °
SPPH 1200 F ZA H20-P (] F finitura o
SPPH 1600 M ZA P10-P 3 M media positiva °
SPPH 1600 M ZA P20-P [ M media positiva o
SPPH 1600 FF ZA H03-P [H] FF super finitura °
SPPH 1600 F ZA H20-P [H] F finitura o
SPPH 2000 M ZA P10-P 3 M media positiva o
SPPH 2000 M ZA P20-P [ M media positiva o
SPPH 2000 FFZA H03-P [H] FF Super finitura °
SPPH 2000 F ZA H20-P F finitura o
SPPH 2500 M ZA P10-P [ M media positiva o
SPPH 2500 M ZA P20-P 7 M media positiva o
SPPH 2500 F ZA H20-P [H] F finitura o
SPPH 3200 M ZA P10-P [ M media positiva o
SPPH 3200 M ZA P20-P [ M media positiva o
SPPH 3200 F 7ZA H20-P [H] F finitura o

@ Stock Italia/Warehouse in Italy

O A Richiesta/On request

GEOMETRIA INSERTO

INSERT GEOMETRY

* Stock estero/Warehouse abroad

¢ Disponibilita limitata/Limited availability

‘ Inserti torici/Toric inserts

FR23

TIPO DI INSERTO

TYPE OF INSERT INSERT GEOMETRY

SPPHT 0806 M ZA P10-P [7 M media positiva R.0.6 °
SPPHT 0810 M ZA P10-P 3 M media positiva R1.0 o
SPPHT 0810 F ZA P10-P F finitura R1.0 o
SPPHT 1005 M ZA P10-P [ M media positiva R.0.5 o
SPPHT 1008 M ZA P10-P [ M media positiva R.0.8 °
SPPHT 1010 M ZA P10-P [H] M media positiva R10 o
SPPHT 1010 F ZA P10-P 3 F finitura R1.0 o
SPPHT 1205 M ZA P10-P [ M media positiva R.0.5 o
SPPHT 1210 M ZA P10-P [H] M media positiva R1.0 )
SPPHT 1210 F ZA P10-P [H] F finitura R1.0 Ld
SPPHT 1220 M ZA P10-P [ M media positiva R.2.0 o
SPPHT 1220 F ZA P10-P I®l F finitura R.2.0 o
SPPHT 1610 M ZA P10-P [H] M media positiva R1.0 °
SPPHT 1610 F ZA P10-P [H] F finitura R 1.0 d
SPPHT 1630 M ZA P10-P [ M media positiva R.3.0 o
SPPHT 1630 F ZA P10-P 3] F finitura R.3.0 o
SPPHT 2010 M ZA P10-P M media positiva R10 °
SPPHT 2010 F ZA P10-P F finitura R1.0 o
SPPHT 2040 M ZA P10-P 3 M media positiva R. 4.0 o
SPPHT 2040 F ZA P10-P 2 F finitura R. 4.0 o
SPPHT 2510 M ZA P10-P M media positiva R1.0 ©
SPPHT 2510 F ZA P10-P El F finitura R10 o
SPPHT 2550 M ZA P10-P [# M media positiva R.5.0 o
SPPHT 2550 F ZA P10-P F finitura R.5.0 o

@ Stock Italia/Warehouse in Italy

O A Richiesta/On request

GEOMETRIA INSERTO

* Stock estero/Warehouse abroad

¥¢ Disponibilita limitata/Limited availability



Ground hole "H7"

©,

Vertical Wiper

VALORE DEL PIANETTO VERTICALE WIPPER IN BASE AL RAGGIO/VALUE OF FLAT EDGE DEPENDING ON RADIUS
R (in mm) 0,5/0,6 08 1.0 3,0 4,0 5,0
Altezza pianetto * 0,1 (in mm) 0,2 0,3 05 1,0 12 1,5

Velocita di taglio in metri minuto/Cutting speed in metres/minute

‘o ‘o Acciaio Acciaio

MATERIALE Ad‘gmo ‘I\:‘;at': per stampi temprato
8 utensili 45/55 HRC

CODICE ve Ve ve ve
ZA P10P 210 - 300 180 - 280 130 - 200 70 - 140
ZA P20P 180 - 280 160 - 250 110 - 170 60 - 120
ZA HO3P - - 150 - 250 90 - 160
ZA H20P 250 - 400 200 - 350 140 - 180 80 - 150
Profondita di passata e avanzamenti consigliati/Suggested Ap and feed rate
CODICE INSERTO SFERICO Ap (mm) Fz (mm/dente) CODICE INSERTO TORICO Ap (mm) Fz (mm/dente)
SPPH 08.. 0,10/0,20 0,10/0,15 SPPHT 08.. 0,10/0,25 0,10/0,30
SPPH 10.. 0,12/0,24 0,12/0,20 SPPHT 10.. 0,10/0,30 0,10/0,30
SPPH 12.. 0,13/0,24 0,15/0,30 SPPHT 12.. 0,10/0,30 0,10/0,35
SPPH 16.. 0,15/0,30 0,20/035  SPPHT 16.. 0,15/0,35 0,15/0,40
SPPH 20.. 0,20/0,40 0,20/0,40  SPPHT 20.. 0,20/0,40 0,20/0,45
SPPH 25.. 0,25/0,50 0,30/0,45  SPPHT 25.. 0,20/0,45 0,20/0,50

SPPH 32.. 0,30/0,60 0,35/0,45

1.Calcolare la velocita di taglio nel punto 1. (Velocita di taglio su un punto pari alla profondita di taglio
quando si lavora su una superficie inclinata)

_ 3,14*Dc*sin6*n
Ve= =000

0°=cos’ ( Dc-2ap ) +90-a
Dc+90-a

(m/min)

2.Calcolare la velocita di taglio nel punto 2. (Velocita di taglio su un punto pari alla profondita di taglio)

_2*314*n*Vap*(Dc-ap) (m/min)
1000

Vc

n=Numero di giri al minuto (min™)
Dc= Diametro del tagliente (mm)
ap= Profondita di taglio (mm)

o= Angolo di inclinazione

.STOOLNVWNHOS ‘@
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Inserti sferici/Sferic inserts

TIPO DI INSERTO
TYPE OF INSERT

ST00-120-M6 TESTINA PER INSERTO SFERICO D12 L25 M6
ST00-160-M8 TESTINA PER INSERTO SFERICO D16 L30 M8
S$T00-200-M10 TESTINA PER INSERTO SFERICO D20 L35 M10
S$T00-250-M12 TESTINA PER INSERTO SFERICO D25 L38 M12

Inserti torici/Toric inserts

TIPO DI INSERTO
TYPE OF INSERT

ST90-120-M6 TESTINA PER INSERTO TORICO D12 L25 M6
ST90-160-M8 TESTINA PER INSERTO TORICO D16 L30 M8
$T90-200-M10 TESTINA PER INSERTO TORICO D20 L35 M10
S$T90-250-M12 TESTINA PER INSERTO TORICO D25 L38 M12

Inserti sferici/Sferic inserts

FR23

TIPO DI INSERTO
TYPE OF INSERT

ST SFHC 100 VMX INSERTO HIGH PRECISION SFERICO D10.0 R5.0
ST SFHC 120 VMX INSERTO HIGH PRECISION SFERICO D12.0 R6.0
ST SFHC 160 VMX INSERTO HIGH PRECISION SFERICO D16.0 R8.0
ST SFHC 200 VMX INSERTO HIGH PRECISION SFERICO D20.0 R10.0
ST SFHC 250 VMX INSERTO HIGH PRECISION SFERICO D25.0 R12.5

peabiaibeabaib

Inserti torici/Toric inserts

g

TIPO DI INSERTO
TYPE OF INSERT

ST TRHC 1005 VMX
ST TRHC 1010 VMX
ST TRHC 1205 VMX
ST TRHC 1210 VMX
ST TRHC 1220 VMX
ST TRHC 1605 VMX
ST TRHC 1610 VMX
ST TRHC 1620 VMX
ST TRHC 2005 VMX
ST TRHC 2010 VMX
ST TRHC 2020 VMX
ST TRHC 2510 VMX
ST TRHC 2520 VMX

@ Stock Italia/Warehouse in Italy

INSERTO HIGH PRECISION TORICO D10 R0.5
INSERTO HIGH PRECISION TORICO D10 R1.0
INSERTO HIGH PRECISION TORICO D12 R0.5
INSERTO HIGH PRECISION TORICO D12 R1.0
INSERTO HIGH PRECISION TORICO D12 R2.0
INSERTO HIGH PRECISION TORICO D16 R0.5
INSERTO HIGH PRECISION TORICO D16 R1.0
INSERTO HIGH PRECISION TORICO D16 R2.0
INSERTO HIGH PRECISION TORICO D20 R0.5
INSERTO HIGH PRECISION TORICO D20 R1.0
INSERTO HIGH PRECISION TORICO D20 R2.0
INSERTO HIGH PRECISION TORICO D25 R1.0
INSERTO HIGH PRECISION TORICO D25 R2.0

O A Richiesta/On request

* Stock estero/Warehouse abroad

bbb b e bbb v

¥¢ Disponibilita limitata/Limited availability

Velocita di taglio in metri minuto/Cutting speed in metres/minute

MATERIALE

CODICE
VMX

. - Acciaio
Acciaio Acciaio .
per stampi
dolce legato tonally
\'¢ \'¢ vc
300 250 220

Acciaio
inossidabile

vC

150

\'[¢

250

Acciaio
temprato
45/55 HRC

vC

150




PROLUNGH= FIL=TTAT=

STELO IN METALLO DURO INTEGRALE
CARBIDE INTEGRAL SHANK
Barre antivibranti in metallo duro, foro per passaggio lubrorefrigerante.

Attacco filettato integrale, senza riporto in acciaio saldobrasato.
Possibilita di modifica su richiesta.

Anti-vibration hard metal extensions drilled for lubricant. Integral threaded
connection without brazed steel. Possibility of customized measures.

L
I F= - B
[m)] — [m]
Sl L S ] S
Steli metallo duro MA25
CODICE o D1 M L o D2
CODE
PR HM 11 100 FM6 11 6 100 6,5 .
PR HM 11 150 FM6 11 6 150 6,5 (]
PR HM 12 100 FM6 12 6 100 6.5 (]
PR HM 12 150 FM6 12 6 150 6.5 L]
PR HM 15 100 FM8 15 8 100 85 (]
PR HM 15 150 FM8 15 8 150 85 (]
PR HM 15 200 FM8 15 8 200 85 L]
PR HM 16 100 FM8 16 8 100 85 (]
PR HM 16 150 FM8 16 8 150 8,5 .
PR HM 16 200 FM8 16 8 200 8,5 (]
PR HM 19 100 FM10 19 10 100 10,5 (]
PR HM 19 150 FM10 19 10 150 10,5 .
PR HM 19 200 FM10 19 10 200 10,5 L4
PR HM 20 100 FM10 20 10 100 10,5 d
PR HM 20 150 FM10 20 10 150 10,5 L4
PR HM 20 200 FM10 20 10 200 10,5 (]
PR HM 24 150 FM12 24 12 150 12,5 (] ®
PR HM 24 200 FM12 24 12 200 12,5 L] ()]
PR HM 24 250 FM12 24 12 250 12,5 d 0
PR HM 25 150 FM12 25 12 150 12,5 . I
PR HM 25200 FM12 25 12 200 12,5 . c
PR HM 25 250 FM12 25 12 250 12,5 L4 2
PR HM 32 250 FMI6 32 16 250 17 o >
PR HM 32 300 FM16 32 16 300 17 (] 5
PR HM 32 400 FM16 32 16 400 17 ° o
@ Stock Italia/Warehouse in ltaly O A Richiesta/On request * Stock estero/Warehouse abroad ¥ Disponibilita limitata/Limited availability IQ
(/)]



STON-BH 10 high feed

FRESE PER ALTI AVANZAMENTI/inserti bilaterali
MILLING TOOL FOR HIGH FEED RATES/bilateral inserts

Frese per alti avanzamenti. Inserto bilaterale con 4 taglienti*.
Spianature, sbancamenti e terrazzamenti, apertura di fori dal pieno.
Sgrossatura di stampi e meccanica generale. Taglienti a passo
differenziato e fori di lubrificazione.

Attacco filettato e a manicotto, diametri da mm. 16 a mm. 42.

DMM

Y

APMXS R.P.
-10° ANGX ANGX
T mm.1 1,6 y
i g
\ £
e E
m 9 APMXS RP.
ol <% ANHX ANHX
/4‘!/& mm.3 2,0 :
7
Frese per inserti AN..10T3.. Attacco filettato/Milling tools for inserts AN..10T3.. screwed coupling FR12
CODICE @ : 2 /@)
coDE DC oz OAL LF ® 0 ©
ST01-B4 16 10 2 FM8A 16 8 43 25 2 - STVLBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 18 10 2 FM8A 18 8 43 25 2 ST VI.BO 2.5X7.0 T07-P 0.9 v AN.10.. ©
ST01-B4 20 10 3 FM10A 20 10 49 30 3 ST VI.BO 2.5X7.0 T07-P 0.9 v AN.10.. ©
ST01-B4 20 10 4 FM10A 20 10 49 30 4 - STVLBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 25 10 4 FM12A 25 12 55 33 4 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 25 10 5 FM12A 25 12 55 33 5 - STVLBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B4 28 10 5 FM12A 28 12 57 35 5 v/ STVIBO 2.5X7.0 T07-P 0.9 v AN.10.. e
ST01-B4 32 10 5 FM16A 32 16 63 40 5 v/ STVIBO 2.5X7.0 T07-P 0.9 v AN.10.. e
ST01-B4 32 10 6 FM16A 32 16 63 40 6 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 35 10 6 FM16A 35 16 66 43 6 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 40 10 6 FM16A 40 16 66 43 6 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. e
ST01-B4 40 10 7 FM16A 40 16 66 43 7 v/ STVIBO 2.5X7.0 T07-P 0.9 v AN.10.. ©
Frese per inserti AN..10T3.. Attacco cilindrico/Milling tools for inserts AN..10T3.. cilindrical coupling FR12
CODICE o 2 /@
CODE DC DMM OAL LF @ © )
STO1-B4 1616 030102CLA 16 16100 30 2 - STVLBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B4 1616 050 102CLA 16 16 150 50 2 - STVLBO2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B42020040103CLA 20 20 130 40 3 ST VI.BO 2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B42020080103CLA 20 20 160 80 3 - STVLBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
STO1-B42525050104CLA 25 25 140 50 4 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
Frese per inserti AN..10T3.. Attacco a manicotto/Milling tools for inserts AN..10T3.. sleeve coupling FR12
CODICE - ~
cony DC DCON LF ® O ©@
STo1-B440105 MA 40 16 40 5 v/ STVLBO 2.5X7.0 To7P 09 v AN.10.. e
ST01-B440107 MA 40 16 40 7 v/ STVIBO 2.5X7.0 T07-P 0.9 v AN.10.. e
STO1-B4 42105 MA 42 16 40 5 v STVIBO2.5X7.0 T07-P 09 v AN.10. e
ST01-B442107 MA 42 16 40 7 v/ STVLBO 2.5X7.0 To7P 09 v AN.10. e
ST01-B450105 MA 50 22 40 5 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B4 50107 MA 50 22 40 7 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. ©
ST01-B452105 MA 50 22 40 5 v/ STVIBO 2.5X7.0 T07-P 0.9 v AN.10.. e
O ST01-B452107 MA 52 22 40 7 v/ STVIBO 2.5X7.0 To7-P 0.9 v AN.10.. ©

wv
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Inserti per frese STO1B/Inserts for milling tools STOIB

TIPO DI INSERTO
TYPE OF INSERT
ANGX 107308 M
ANGX 107308 M
ANGX 107308 M
ANGX 107308 M
ANGX 107308 M
ANGX 107308 M
ANGX 107308 M
ANGX 107308 MM
ANGX 107308 MM
ANGX 107308 MM
ANGX 107308 MM
ANGX 107308 MM

ANGX 10T308 R
ANGX 10T308 R
ANGX 10T308 R

ANHX 107320 F
ANHX 107320 F

@ Stock Italia/Warehouse in Italy

Premium quality

BO PH10-3P
BO PM25-3C
BO PM30-3P
BO PM40-3P
BO MS30-3P
SA PM35-3P
SA PM35-4P
BO PM25-3C
BO MS30-3P
BO MM30-3P
BO PM40-3P
BO PM45-3P

BO PH10-3P
BO PM15-2P
BO PM30-3P

BO PH10-3P
BO PM30-3P

EEEzEEEE

B EEEE

=

o

[l

1

N° taglienti

@ 4
(m] 4
4
(] 4
= 4

4

4
4
E 4
4
4
4
[H] 4

4
4
[H] 2
2

O A Richiesta/On request

* Stock estero/Warehouse abroad

Fz min.
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.25
0.25
0.25
0.25

0.10
0.10
0.10

0.05
0.05

Fz max. Ap min.
1.00 0.30
140 0.30
140 0.30
1.40 0.30
1.40 0.30
140 0.30
140 0.30
0.83 0.30
1.10 0.30
1.10 0.30
110 0.30
1.10 0.30
1.00 0.30
1.00 0.30
1.00 0.30
0.15 0.1
0.15 0.1

Ap max.

1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00

1.00
1.00
1.00

3.0
3.0

FR22
FR22
FR22
FR22
FR22
FR22
FR22
FR22
FR22
FR22
FR22
FR22

FR22
FR22
FR22

FR22
FR22

OeO0OeO0OeeO0Oe0o0

o
[©]

¥¢ Disponibilita limitata/Limited availability

...0,05 0,15 0,08 0,09
31° 24° \;@w 14° 140
12° 10°
F M MM R

‘ Velocita di taglio in metri minuto/Cutting speed in metres/minute
MATERIALE A(fciaio Acciaio pé}'csctigli:-pi _ Acdiaio - té\nﬁg?;‘t’o

olce legato ehEl inossidabile 45/55 HRC
CODICE ve ve ve ve ve ve ve
PH10-3P - 250 220 - 200 140 90
PM15-2P 250 230 190 - 180 130 80
PM25-3C 280 270 - - 160 - -
PM30-3P 240 220 180 o 160 120 80
PM40-3P 220 200 170 b - - -
MS30-3P 220 200 180 150 - - -
MM30-3P 220 200 - 150 . . .

CODICE

CODE

ANGX 107308
ANHX 10T320

D
16
18
20
25
28
32
35
40
42
50
52

dmin
22,4
254
294
394
454
53,4
59,4
69,4
73,4
89,4
93,4

dmax Apmax
3180 05
3580 05
3980 05
4980 05
5580 05
63,80 05
69,80 05
7980 05
8380 05
99,8 0,5
1038 05

Raggio di programmazione
RP. t

1,60
2,00

0,44

@ Apertura fori in interpolazione

Discesa in rampa ANGX 10T3..

D
16
18
20
25
28
32
35
40
42
50
52

D del piano fresato

D fresa -mm. 5
D fresa -mm. 4

Gradi
4,0

t=Y=)

e S NN A S

==

Discesa in rampa ANHX 10T3..

Prof. di lavoro Ap

mm. 0,30-1,00

mm. 0,10-2,80 finiture

D
16
18
20
25
28
32
35
40
42
50
52

Av. fz. consigliati
Fz.0,2-1,4

Gradi

Fz.0,06-0,15

.STOOLNVWNHOS ‘@



STON-B8 1N high feed

FRESE PER ALTI AVANZAMENTI/inserti bilaterali
MILLING TOOL FOR HIGH FEED RATES/bilateral inserts

Frese per alti avanzamenti. Inserto bilaterale con 8 taglienti.
Spianature, sbancamenti e terrazzamenti, apertura di fori dal pieno.
Sgrossatura di stampi e meccanica generale. Taglienti a passo
differenziato e fori di lubrificazione.

Attacco filettato e manicotto, diametri da mm. 32 a mm. 125.

Dcoy

-10°
ey APMXS
i SNGX
\\, i __________ E mm.1,7 ‘ ‘
O\ & RP. o - 8
QV/E SNGX S
/ 4,6 OAL
/

Frese per inserti: SNGX 1104..Attacco filettato/Milling tools for inserts: SNGX 1104..screwed coupling FR12
CODICE o 9 St /2
copi DX DC TDZ OAL LF = @ (O [©
STO1-B832113FM16A 32 183 16 63 40 3 - 3015-M4X11 TI5P 35 v SN.11.. o
STO1-B835113FM16A 35 212 16 63 40 3 - 3015-M4X11 Ti5P 35 v SN..11.. o
STO1-B840 11 4FM16A 40 262 16 66 43 4 v 3015-M4XI11 Ti5P 35 v SN..11.. o
Frese per inserti: SNGX 1104..Attacco cilindrico/Milling tools for inserts: SNGX 1104...cilindrical coupling FR12
CODICE T ) ot /a2
o DX DC DCON OAL LU &’ z @ ( [©
ST01-B83232070 113CLA 32 183 32 150 70 3 - 3015-M4X11 Ti5P 35 v SN.11.. o
ST01-B83232120113CLIA 32 183 32 200 120 3 - 3015-M4X11 TI5P 35 v SN.11.. ©
ST01-B83532050 113CLA 35 212 32 200 50 3 - 3015-M4X11 TI5P 35 v SN.11.. ©
Frese per inserti: SNGX 1104..Attacco a manicotto/Milling tools for inserts: SNGX 1104...sleeve cupling FR12
CODICE = 5 o A\
o DCX  DC DCON  LF & ® O ©
STO01-B8 40 11 4 MA 40 262 16 40 4 v 3015-M4X11 STVLBO H1 Ti5P 35 v SN.IL. o©
STO1-B842114MA 42 282 16 40 4 v 3015-M4X11 STVIBOH2 ~ T15P 35 v SN.I.. ©
ST01-B8 50 11 5 MA 50 361 22 40 5 v 3015-M4X11 STVIL.BO H3 TI5P 35 v SN.II.. e
ST01-B8 50 11 6 MA 50 361 22 40 6 v 3015-M4X11 STVL.BO H3 T5P 35 v  SN.II. ©
STO01-B8 52 11 5 MA 52 381 22 40 5 v 3015-M4X11 STVL.BO H3 T5P 35 v SN.IL. e
ST01-B8 52 11 6 MA 52 381 22 40 6 v 3015-M4X11 STVLBO H3 T5P 35 v  SN.IL. ©
ST01-B8 63 11 6 MA 63 491 22 40 6 v 3015-M4X11 STVL.BO H3 T5P 35 v SN.IL.. e
ST01-B8 63 11 8 MA 63 491 22 40 8 v 3015-M4X11 STVIBO H3 T5P 35 v  SN.II. ©
ST01-B8 66 11 6 MA 66 521 27 50 6 v 3015-M4X11 ST VI.BO H4 T5P 35 v  SN.IL.. e
ST01-B8 66 11 8 MA 66 521 27 50 8 v 3015-M4X11 STVLBO H4 T5P 35 v  SN.II.. ©
ST01-B8 80 11 7 MA 80 661 27 50 7 v 3015-M4X11 STVLBO H5 T5P 35 v SN.IL. e
ST01-B8 80 11 9 MA 80 661 27 50 9 v 3015-M4X11 STVLBO H5 T5P 35 v  SN.IL. o©
ST01-B8 100 118 MA 100 861 32 50 8 v 3015-M4X11 ST VI.BO Hé T5P 35 v  SN.I. o
STO1-B8 115118MA 115 1011 32 50 8 v 3015-M4X11 STVLBO Hé Ti5P 35 v SN.IL. o
STO1-B8 125118 MA 125 1111 40 63 8 v 3015-M4X11 ST VI.BO H7 T5P 35 v SN.Il. ©

@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad  + Disponibilita limitata/Limited availability
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Inserti/inserts

TIPO DI INSERTO

TYPE OF INSERT N° taglienti Fz min. Fzmax.  Apmin.  Ap max.

SNGX 110416 M BO PK15-2P 8 N | 0.60 1.50 0.50 1.50 FR2 o
SNGX 110416 M BO PH10-3P 8 0.60 1.20 0.50 1.00 FR22 o
SNGX 110416 M BO PM30-3P 8 [l 0.60 1.50 0.50 1.50 FR22 o
SNGX 110416 M BO PM40-3P 8 [ 0.60 1.50 0.50 1.50 FR22 °
SNGX 110416 M BO PM25-3C 8 13 0.60 1.50 0.50 1.50 FR22 °
SNGX 110416 M BO PM40-3C 8 [ 0.60 1.50 0.50 1.50 FR22 o)
SNGX 110416 MM BO MS30-3P 8 M B 0.50 1.00 0.50 1.00 FR22 °
SNGX 110416 MM BO PM40-3P 8 Pl 0.50 1.00 0.50 1.00 FR2 ©
SNGX 110416 MM BO PM50-3P 8 3 0.50 1.00 0.50 1.00 FR22 o)
SNGX 110416 MM BO PM40-3C 8 B M 0.50 1.00 0.50 1.00 FR22 o
SNGX 110416 M SA PM35-3P 8 [# 0.60 1.50 0.50 1.50 FR22 °
SNGX 110416 M SA PM35-4P 8 [ 0.60 1.50 0.50 1.50 FR22 (4
@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad  +< Disponibilita limitata/Limited availability

Premium quality

0,2 0,1
17° 22°
o e
M MM

Velocita di taglio in metri minuto/Cutting speed in metres/minute

- - Acciaio Acciaio Acciaio Acciaio
MATERIALE "}fgiﬂ': ‘I\:‘?t': per stampi inossidabile inossidabile temprato
8 utensili  austenitico martensitico 45/55 HRC
CODICE Ve Ve Ve Ve ve ve Ve ve
PH10-3P - 220 180 - 160 180 130 90
PK15-2P 250 210 180 - 160 180 120 80
PM25-3C 250 200 - - - 160 - -
PM30-3P 220 190 160 120 150 150 110 70
PM40-3P 200 180 140 90 130 - - -
PM40-3C 220 170 140 130 160 - - -
PM50-3P 190 150 110 80 120 - - -
MS30-3P 220 190 160 150 170 - 100 60
@ Apertura fori in interpolazione Discesa in rampa
D dmin dmax Apmax D Gradi Ap/l_
32 48 63,8 14 32 0,8 1,4/100
35 54 69,8 1,5 35 0,8 1,4/100
40 64 79,8 1,5 40 0,7 1,2/100
42 68 83,8 1,6 42 0,7 1,2/100
50 84 99,8 14 50 0,5 0,9/100
52 88 103,8 14 52 0,5 0,9/100
63 109 125,8 14 63 0,4 0,7/100 @
66 115 131,8 14 66 0,4 0,7/100 )
80 143 159,8 13 80 0,3 0,5/100 0
100 183 199,8 1,1 100 0,2 0,3/100 T
115 213 229,8 13 115 0,2 0,3/100 c
A 125 233 249,8 14 125 0,2 0,3/100 2
s >
CODICE Raggio di programmazione t 5
- CODE R.P. 0
SNGX 110416 4,6 0,92 IQ
0



ST30-B8 1 hyjbiid

FRESE PER SPIANATURA ED ALTI AVANZAMENTI

inserti bilaterali
FACE MILLING TOOL AND HIGH FEED RATES/bilateral inserts

Frese per spianatura classica ed anche per alto avanzamento. Inserto
bilaterale con 8 taglienti. Spianature, sbancamenti e terrazzamenti,
apertura di fori dal pieno. Sgrossatura di stampi e meccanica generale.
Taglienti a passo differenziato e fori di lubrificazione.

Attacco filettato e manicotto, diametri da mm. 50 a mm. 125.

Qooy

R.P.
SNGX
4,75
Frese per inserti: SNGX 1104..Attacco a manicotto/Milling tools for inserts: SNGX 1104...sleeve cupling FR12
CODICE = 5 5 o~
o DCX DC DCON LF ® O ©)
ST30-B8 50 11 5 MA 50 37 22 40 5 v 3015-M4X11 STVLBOH3  T15 35 v SN.11.. o
ST30-B8 52 11 5 MA 52 39 22 40 5 v 3015-M4X11 STVIBOH3 T15 35 v SN.11.. e
ST30-B8 63 11 6 MA 63 50 22 40 6 v 3015-M4X11 STVIBOH3 T15 35 v SN.11. ®
ST30-B8 66 11 6 MA 66 53 27 50 6 v 3015-M4X11 STVIBOH4 T15 35 v SN.11.. @
ST30-B8 80 11 7 MA 80 67 27 50 7 v 3015-M4X11 STVIBOH5 T15 35 v SN.11.. e
ST30-B8100118MA 100 87 32 50 8 v 3015-M4X11 STVIBOH6  T15 35 v SN.11.. e
ST30-B8125118MA 125 112 40 63 8 v 3015-M4X11 STVIBOH7 T15 35 v SN.11.. e®
Inserti/inserts
TIPO DI INSERTO 0 b 1 4 fz min fz max apmin  ap max
TYPE OF INSERT N tagllentl (mm/rev) (mm/rev) [()mm) [()mm)
SNGX 110416 M BO PK15-2P F | 8 0.2 0.7 0.3 3.0 FR22 o
SNGX 110416 M BO PH10-3P [H] 8 0.2 0.6 0.3 3.0 FR22 o
SNGX 110416 M BO PM30-3P 12 8 0.2 0.9 0.3 3.0 FR22 °
SNGX 110416 M BO PM40-3P [ 8 0.2 12 03 3.0 FR22 °
SNGX 110416 M BO PM25-3C 12 8 0.2 0.8 0.3 3.0 FR22 °
SNGX 110416 M BO PM40-3C 12 8 0.2 1.0 0.3 3.0 FR22 o
SNGX 110416 MM BO MS30-3P M B 8 0.2 0.6 0.3 3.0 FR22 °
SNGX 110416 MM BO PM40-3P B v 8 0.2 0.7 0.3 3.0 FR22 o
SNGX 110416 MM BO PM50-3P B v 8 0.2 0.8 0.3 3.0 FR22 o
SNGX 110416 MM BO PM40-3C L 8 0.2 0.8 0.3 3.0 FR22 o
SNGX 110416 M SA PM35-3P 2 8 0.2 0.8 0.3 3.0 FR22 °
SNGX 110416 M SA PM35-4P 8 0.2 0.8 0.3 3.0 FR22 .

@ Stock Italia/Warehouse in ltaly O A Richiesta/On request * Stock estero/Warehouse abroad ~ +¢ Disponibilita limitata/Limited availability
Premium quality
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

o e Acciaio . Acciaio  Duplex, leghe
MATERIALE Acdalo flcdiaio  per stampi  ;, Acciaio. temprato fitanio, inconel
8 utensili 45/55 HRC 625
CODICE w f ap | w f ap w f a w f ap w f a | w f a w f | ap
PH10-3P 290 04 2.0 260 04 2.0 230 04 20 - - - - - - 190 04 10 - - -
PK15-2P 270 0.5 2.0 250 0.5 2.0 220 05 20 - - - /240 06 25 70 04 1.0 - - -
PM25-3C 330 0.5 2.0 300 05 2.0 260 05 20 - - - 1200 06 25 - - - - - -
PM30-3P 270 0.6 2.5 250 0.6 2.5 210 0.6 2.5 - - - - - - - - - - - -
PM40-3P 240 0.7 2.5 220 0.7 25 190 0.7 25 130 04 2.0 180 06 25 - - - | 50 035 1.0
PM40-3C 300 0.7 2.5 270 0.7 2.5 230 0.7 25 150 04 20 - - - - - - | 60 035 1.0
PM50-3P 190 0.7 25 170 0.7 2.5 150 0.7 2.5 100 0.6 2.0 - - - 50 04 10 40 04 10
MS30-3P 270 06 2.5 - - - - - - 150 05 20 - - - - - - 70 035 1.0
0,2 0,1 ‘ Discesa in rampa ‘
[e] [e]
17 22 D Gradi  Ap/100
8° 50 1,2 2,1
52 1,1 1,9

63 0,9 1,6
66 0,8 1,4
80 0,6 1,0
100 0,5 0,9
125 0,4 0,7

GEOMETRIAM GEOMETRIA MM
W B M E <.
Acciai e acciai fusi Acciai inossidabili ::1 RP.
Acciai a basso tenore di carbonio 3 SNGX
Acdiai fusi e superleghe i 475
\"%.
)

.STOOLNVWNHOS ‘@



STO 13 superalloys high fieed

FRESE PER ALTI AVANZAMENTI
MILLING TOOL FOR HIGH FEED RATES

Frese per alti avanzamenti. Spianature, sbancamenti e
terrazzamenti, apertura di fori dal pieno, lavorazioni con
notevoli profondita. Sgrossatura di stampi e meccanica
generale a tempi e costi ridotti. Passo differenziato e fori di
lubrificazione. Diametri da mm. 50 a mm. 160.

Cutter for high feed speeds. Face milling, roughing and terrace
milling, full engagement hole drilling, very deep machining. Rapid
low cost die roughing and general machining. Differentiated pitch
and lubrication holes. Diameters from 50 mm to 160 mm.

DCON

APMXS L l
XDLT/W \ /
mm.2 N
R.P. © ﬂ
XDLT/W 1
4,0 bC
DCX

Frese a manicotto per inserti: XDLT13T415..,/Shell end cutters for inserts: XDLTI3T415... FR10
CODICE S ) < ()
copt DCX DC DCON LF g = @ (O (9
STO1 050 13 4 MA 50 30 22 50 4  STVILZB4.5X13.0 T20-P 5.0 v XD..13.. L4
STO1 052 13 4 MA 52 32 22 50 4  STVILZB4.5X13.0 T20-P 5.0 v XD..13.. [ ]
STO1 052135 MA 52 32 22 50 5  STVLZB4.5X13.0 T20-P 50 v XD.13. e
STO1 063 13 5 MA 63 43 22 50 5  STVIZB4.5X13.0 T20-P 5.0 v XD..13.. L4
STO1 066 13 4 MA 66 46 22 50 4  STVLIB4.5X13.0 T20-P 5.0 v XD..13.. ©
STO01 066 13 5 MA 66 46 22 50 5  STVIZB4.5X13.0 T20-P 5.0 v XD..13.. [
ST01 080 135 MA 80 60 27 50 5  STVLZB 4.5X13.0 T20-P 5.0 v XD..13.. [
STO1 084 13 5 MA 84 60 27 50 5  STVLZB4.5X13.0 T20-P 5.0 v XD.13. ©
STO1 100 13 6 MA 100 80 32 63 6  STVIZB4.5X13.0 T20-P 5.0 v XD..13.. o
STO1 125 13 7 MA 125 105 40 63 7  STVIZB4.5X13.0 T20-P 5.0 v XD..13.. [
ST01 160 13 8 MA 160 140 40 63 8  STVILZB4.5X13.0 T20-P 5.0 v XD..13.. o

20



INFORMAZIONI TECNICHE/TECHNICAL INFORMATION

GRADV/GRADES
CEP35P  Lavorazione degli acciai basso e alto legati con refrigerante e senza./ Machining low and high alloy steel with and without coolant.
CEM35P Inox e superleghe con refrigerante e senza./ Stainless steel and super alloys with and without coolant..

CE $35C  Ottimo grado per duplex, inconel, leghe di titanio e superleghe e inox con refrigerante e senza.
HU $35-1C Excellent grade for duplex steel, Inconel, titanium alloys, super alloys and stainless steel with and without coolant.

CE S40C  Ottimo grado per inconel, leghe di titanio, duplex e superleghe e inox con refrigerante e senza.
HU $40-1C Excellent grade for Inconel, titanium alloys, duplex steel, super alloys and stainless steel with and without coolant.

CE PK15P  Acciai per stampi, per utensili e pretemprati. Ghisa grigia sferoidale nodulare.
Steels for dies, for tools and prehardened metals. Grey nodular spheroidal cast iron

Inserti/inserts

PY';? 3! }A?ISSEE;.TO Fz min. Fz max. Ap min. Ap max.

XDLT 130518 SR CE P35P 3 0.6 2.0 0.6 2.5 FR20
XDLT 130518 SR CE M35P [m] 0.6 15 0.6 2.0 FR20
XDLT 130518 SR CE S35C Rutenio 0.6 15 0.6 2.0 FR21
XDLT 130518 SR CE S40C Rutenio S 0.6 2.0 0.6 2.0 FR21
XDLW 137415 SR CE PK15P F N 0.6 2.5 0.6 2.0 FR20
XDLT 130518 SR HU S35-1C Rutenio 0.6 1.5 0.6 2.0 FR21
XDLT 130518 SR HU S40-1C Rutenio 0.6 2.0 0.6 2.0 FR21

@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad << Disponibilita limitata/Limited availability

CODICE Raggio di programmazione
CODE R.P.
XDLT 130518 4,0

Con sporgenze di lavoro elevate correggere progressivamente i parametri. Ridurre prima di tutto Ap poi in percentuale inferiore Fz e Vc.
Correct the parameters progressively when working high-dimension ovehangs. First of all reduce Ap and then, in a lower percentage, Fz and Vc.

ELICOIDALE/ HELICAL

DIAMETRO FRESA ANGOLO RAMPA MAX D Min D Max
MILL DIAMETER MAX RAMP ANGLE D Min D Max
50 1,5° 76 98
52 1,5° 80 102
63 1° 102 124
66 1° 108 130
80 1° 136 158
100 0,7° 176 198
125 - 226 248
160 - 296 318

O0OeeO0 e

o

Velocita di taglio in metri minuto/Cutting speed in metres/minute

o ‘o Acciaio ~ Acciaio Acciaio D leghe Acciaio

MATERIALE Aj:i:? ?gc'ﬁ': per stampi inossidabile inossidabile _ul:ilg:'lio, temprato

8 utensili austenitico martensitico inconel 625 45/55 HRC
CODICE ve ve ve ve ve ve ve ve ve
CE P35P 220 190 160 - 160 180 - 100 80
CE M35P 220 190 - 140 160 180 75 - -
CE $35C - - - 180 - - 80 - -
CE S40C - - - 180 - - 80 - -
CE PK15P 250 200 170 - - 220 - 120 90

.STOOLNVWNHOS ‘@



STO 16 TERISOS

FRESE HF PER ELEVATE ASPORTAZIONI
HIGH REMOVAL MILLING TOOLS HF

Frese per inserto TRIBOS-SP16.. utilizzabile con angolo di
registrazione di 15° per alto avanzamento e per spianatura.

Milling tools for insert TRIBOS-16 possibility to use with
different angles, 15° high feed and for facing.

DCON

R.P.
SPHW
SPHT
5,5
Frese a manicotto ad alto avanzamento per inserti SPH.1605.,/Shell end cutters for HF inserts Fig.1 FR10
CODICE {2 S =\
con! DX DC DCON LF O @ O (9
ST01 066 16 5 MA 66 428 27 50 5  STVLFL5.0X12 T25-P 05 v SP..16.. L)
ST01 080165 MA 80 568 27 50 5  STVLFL5.0X12 T25-P 05 v SP..16.. )
ST01 100166 MA 100 768 32 50 6  STVLFL5.0X12 T25-P 05 v SP.16.. [J
ST01 125167 MA 125 1018 40 63 7  STVLFL5.0X12 T25-P 05 v SP..16.. g
ST01 16016 7 MA 160 1368 40 63 7  STVIFL5.0X12 T25-P 05 v SP..16.. o
ST01 16016 8 MA 160 1368 40 63 8  STVIFL5.0X12 T25-P 05 v SP..16.. o
ST01 200 16 10 MA 200 1768 60 63 10  STVLFL5.0X12 T25-P 05 v SP..16.. o
Frese a manicotto a 45° per inserti SPH.1605.,/Shell end cutters for 45° Fig.2 FR10
CODICE o » P =)
cont DX DC DCON LF ® ¢ [
ST45080165 MA 942 80 27 50 5  STVIFL5.0X12 T25-P 05 v SP..16.. )
ST45100166 MA 1142 100 32 50 6  STVLFL5.0X12 T25-P 05 v SP.16.. o
ST45125167 MA 1392 125 40 63 7  STVIFL5.0X12 T25-P 05 v SP.16.. o
ST4516016 7 MA 1742 160 40 63 7  STVIFL5.0X12 T25-P 05 v SP..16.. o
ST4516016 8 MA 1742 160 40 63 8  STVIFL5.0X12 T25-P 05 v SP..16.. o
ST45 200 16 10 MA 2142 200 60 63 10  STVLFL5.0X12 T25-P 05 v SP..16.. o
Frese a manicotto a 75° per inserti SPH.1605.,/Shell end cutters for 75° Fig.3 FR10 ‘
CODICE L 2 /@)
cont DX DC DCON LF O @ O (9
ST75080165 MA 85 80 27 50 5  STVLFL5.0X12 T25-P 05 v SP..16.. )
ST7510016 6 MA 105 100 32 50 6  STVLFL5.0X12 T25-P 05 v SP..16.. o
ST7512516 7 MA 130 125 40 63 7  STVLFL5.0X12 T25-P 05 v SP..16.. o
ST7516016 7 MA 165 160 40 63 7  STVIFL5.0X12 T25-P 05 v SP..16.. °
ST7516016 8 MA 165 160 40 63 8  STVIFL5.0X12 T25-P 05 v SP..16.. o
ST75 200 16 10 MA 205 200 60 63 10  STVLFL5.0X12 T25-P 05 v SP.16.. o
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Inserti/Inserts

TIPO DI INSERTO 15° 45° 75°

TYPE OF INSERT Ap max. Fz con. Fz max. Ap max. Fz con. Fz max. Ap max. Fz con. Fz max.

SPHW 1605 HC CE P30-1C 3 2.5 1.5 3.0 75 045 08 11.0 04 0.7 FR20 [ 4
SPHW 1605 HC CE P35P 3] 25 1.5 3.0 75 045 08 11.0 04 0.7 FR20 o
SPHW 1605 HC CE P35-1P 3 25 15 30 75 045 08 1.0 04 07 FR20 [
SPHT 1605 SC CE S35C Rutenio = 25 1.0 1.5 40 025 032 40 02 0.28 FR21 [J
SPHT 1605 SC CE S40C Rutenio = 25 1.0 1.5 40 025 032 40 02 0.28 FR21 [
SPHT 1605 SC HU P35-1P P 25 15 25 75 045 0.7 110 04 07 FR20 o
SPHT 1605 SC HU P35-1C 2] 25 15 25 75 045 07 1.0 04 0.7 FR20 o
SPHT 1605 SC HU M35-1P M 25 15 20 50 03 035 50 022 03 FR20 A4
SPHT 1605 HC-ST HU $35-1C Rutenio E 25 10 15|40 025 032 40 02 0.28 FR21 ¥
SPHT 1605 HC-ST HU S40-1C Rutenio = 25 10 15 40 025 032 40 02 0.28 FR21 LA
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio - Du leghe

MATERIALE basso medio legato imf\scs?:ia:gile Iital‘l)'llgingghnel
legato legato stampi 625

CODICE ve ve ve ve Ve Ve Ve

CE P30-1C

HU P35-1C 220 190 160 - 220 180 -

CE P35P 220 190 160 - 200 170 -

CE P35-1P

HU P35-1P 220 190 160 - 200 170 -

HU M35-1P 200 170 130 140 - - 60

CE S35C

HU $35-1C ; ; ; 180 ] ] 9%

CE S40C

HU S40-1C ; ) 180 ] ) 80

INFORMAZIONI TECNICHE/TECHNICAL INFORMATION

GRADI/GRADES
CE P35P Lavorazione degli acciai basso e alto legati con refrigerante e senza.
Machining low and high alloy steel with and without coolant.
CE P35-1P Lavorazione degli acciai basso e alto legati con refrigerante e senza.
HU P35-1P Machining low and high alloy steel with and without coolant.
CE S35C Ottimo grado per duplex, inconel, leghe di titanio e superleghe e inox con refrigerante e senza.
HU $35-1C Excellent grade for duplex steel, Inconel, titanium alloys, super alloys and stainless steel with and without coolant.
HU M35-1P Inox e superleghe con refrigerante e senza./ Stainless steel and super alloys with and without coolant..
CE S40C Ottimo grado per inconel, leghe di titanio, duplex e superleghe e inox con refrigerante e senza.
HU S40-1C Excellent grade for Inconel, titanium alloys, duplex steel, super alloys and stainless steel with and without coolant.
CE P30-1C Acciai da costruzione, legati e stampi ad alta velocita di taglio. Riv. CVD
HU P35-1C High-speed cutting steels, alloys and dies. Riv. CVD

Inserto alto avanzamento raggio di programmazione R.P. 5,5 (materiale massimo da asportare 1,2)
High feed insert programming radius RP 5,5 (maximum material to remove 1,2)
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STO2 RPI2G4

FRESE PER COPIATURA
COPY MILLING CUTTERS

Fresa a copiare per spianatura ed interpolazione elicoidale.

Copy miller for face milling and elicoidal interpolation.

DCON

LF

il

DCX
DC

©
FRESA PER INSERTO PERSONALIZZATO tF
CUSTOMIZED INSERT BODY MILL OAL
Frese per inserti RP..12.. attacco cilindrico lungo/Milling tools for insert:RP.12.. long cylindrical coupling FR10
CODICE DX DC DMM OAL LF s £ )
CODE W ~ N@) © @
ST00025 RP122CLA 25 13 25 150 50 2 STVIZB4.0X11.0 Ti15-P 35 v RP.12.. L
ST00032 RP123CLA 32 20 32 170 60 3 STVLZB4.0X11.0 Ti5-P 35 v RP..12.. (]
Frese per inserti RP..12.. attacco filettato/Milling tools for insert:RP.12.. screwed coupling FR10
CODICE DX DC  TDZ F s £ 3
CODE @;ﬁw s N@) © @
ST00 025 RP12 2 FM12A 25 13 12 34 2 STVILZB4.0X11.0 TI5-P 35 v RP.12.. °
ST00 032 RP12 3 FM16A 32 20 16 40 3 STVIZB4.0X11.0 Ti5-P 35 v RP..12.. [
ST00 035 RP123 FM16A 35 23 16 40 3 STVLIB4.0XILO TI5-P 35 v RP.I2. e
Frese per inserti RP..12.. attacco a manicotto/Milling tools for insert:RP.12.. sleeve coupling FR10
CODICE o » 2 /@)
con DX DC DCON LF ‘®) ©
ST00 040 RP12 4MA 40 28 16 40 4  STVIZB4.0X11.0 TiI5-P 35 v RP..12.. o
ST00 050 RP12 5MA 50 38 22 40 5  STVLZB4.0X11.0 Ti15-P 35 v RP.12.. (]
ST00 052 RP12 5MA 52 40 22 40 5  STVIZB4.0X110 T5-P 35 v RP.I12. e
ST00 063 RP12 6MA 63 51 22 40 6  STVIZB4.0X11.0 T5-P 35 v RP..12.. °
ST00 066 RP12 6MA 66 54 22 40 5  STVLZB4.0X11.0 TiI5-P 35 v RP..12.. o
ST00 080 RP12 7MA 80 68 27 50 7  STVLIB4.0X11.0 TiI5-P 35 v RP.12.. o}
ST00 100 RP12 8MA 100 88 32 50 8  STVIZB4.0X11.0 Ti15-P 35 v RP.12.. )
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Inserti per frese ST00-12/Inserts for milling tools ST00-12

TIPO DI INSERTO

TYPE OF INSERT Fz min. Ap max. Fz max. Ap max.

RPMX 1204 MO SN.40 CE M40-1P (m] 0.12 3.0 4.0 0.5 FR20 °
RPMX 1204 MO SN.45 CE P30-1C P 0.12 3.0 4.0 0.5 FR20 o
RPMX 1204 MO SN.45 CE P35-1P E 0.12 3.0 4.0 0.5 FR20 °
RPHX 1204 MO EN .35 CE S35C Rutenio = 0.1 3.0 0.35 1.0 FR21 [
RPHX 1204 MO EN .35 CE S40C Rutenio = 0.1 3.0 0.35 1.0 FR21 o
RPHX 1204 MOEN  HU S35-1C Rutenio E 0.1 3.0 0.35 1.0 FR21 *
RPHX 1204 MOSN  HU S40-1C Rutenio & 0.1 3.0 0.35 1.0 FR21 *
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio . . Duplex, leghe
MATERIALE basso medio legato o dals. ttanio, jnconel
legato legato stampi 625
CODICE vC VC vC vC VC vC
CE P30-1C 220 190 150 - 180 -
CE P35-1P 200 170 140 120 150 -
CE M40-1P 180 150 - 140 - -
CE S35C
HU $35-1C - - - 150 - 80
CE S35C
HU $40-1C - - - 150 - 60

INFORMAZIONI TECNICHE Fz/TECHNICAL INFORMATION Fz

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato I'avanzamento consigliato per tagliente nelle lavorazioni dal pieno con profondita
di lavoro pari al 10% del diametro inserto (fresa impegnata il 100% del suo diametro).

Esempio RPMX 1204 MOSN.40.. diametro inserto 12 mm Ap (10%) =1,2 mm, .40 = av. mm. 0,40/ giro. Nelle contornature in concordanza si
possono aumentare progressivamente gli avanzamenti in rapporto all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .40 - av.mm. 0.40/180°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the
following table:

Calcolo degli avanzamenti per tagliente (in mm. giro), partendo dal codice dell'inserto ST
Calculation of feed rate per tooth point gn mmy/180°), given insert ST code

PERCENTUALE DI IMPEGNO DELLA FRESA (AE / @ %)
PERCENTAGE ENGAGEMENT OF TOOL (AE/ @ %)

MOLTIPLICARE LAVANZAMENTO DENTE INDICATO NELLA SIGLA INSERTO DOPO
LA CODIFICA 1SO PER | SEGUENTI COEFFICENTI/MULTIPLY TOOTH FEED, INDICATED
IN INSERT MODEL CODE AFTER ISO CODE, BY THE FOLLOWING COEFFICIENTS

100% 1,0
30% 13
20% 15
10% 2,0
5% 3,0

Diametri consigliati per apertura del pieno di fori in interpolazione elicoidale/Suggested diameters for helicoidal interpolation

Diametro Cmin Cmax  Angolo rampa Diametro Cmin Cmax  Angolo rampa
Diameter C min Cmax Ramp angle Diameter Cmin Cmax Ramp angle
25 38 48 6° 52 92 102 2,3°
32 52 62 4° 63 114 124 1,9°
35 58 68 3.2° 66 120 130 1,6°
40 68 78 2,8° 80 148 158 1,3°
50 88 98 2,6° 100 188 198 1°
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STOO RPI6OS

FRESE PER COPIATURA
COPY MILLING TOOLS

Frese a copiare per spianatura ed interpolazione elicoidale.

Copy miller for face milling and elicoidal interpolation.

DCON

FRESA PER INSERTO PERSONALIZZATO
CUSTOMIZED INSERT BODY MILL

Frese a manicotto per inserti RP..1605/Shell end cutters for inserts RP.1605 FR10
CODICE > N

o DX DC DCON LF  Ap ‘®) ©

ST00 050 RP16 3 MA 50 40 22 40 8 3 ST VI.ZB 4.5X13 T20-P 5.0 v RP.16.. o
ST00 063 RP16 5 MA 63 47 22 40 8 5 ST VI.ZB 4.5X13 T20-P 5.0 v RP.16.. °
ST00 080 RP16 6 MA 80 64 27 50 8 6  STVIZB4.5X13 T20-P 5.0 v RP.16.. L]
ST00 100 RP16 7 MA 100 84 32 50 8 7  STVILIB45X13 T20-P 5.0 v RP.16.. hd
ST00 125 RP16 8 MA 125 109 40 63 8 8  STVIZB4.5X13 T20-P 5.0 v RP.16.. o
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Inserti/inserts

;IYF;,(E) (?FI ,IADISSEE;;TO Fz min. Ap max. Fz max. Ap max.

RPMX 1605 MO-SN.60 KB M35-1HP (] 0.2 4.0 0.4 1.0 FR20 o
RPMX 1605 MO-SN.55 KB P35P 12 0.2 4.0 0.4 1.0 FR20 [
RPMX 1605 MO-SN.50 KB P30P 2 0.2 4.0 0.4 1.0 FR20 °
RPHX 1605 MO EN.44 BU $35C Rutenio 0.1 4.0 0.3 1.0 FR21 o
RPHX 1605 MO EN.44 BU S40C Rutenio E 0.1 4.0 0.3 1.0 FR21 o
RPHX 1605 MO SN.50 HU $35-1C Rutenio E 0.1 4.0 0.3 1.0 FR21 *
RPHX 1605 MO SN.50 HU $40-1C Rutenio B 0.1 4.0 0.3 1.0 FR21 *
RPHX 1605 MO SN.50 HU P30P 12 0.2 4.0 0.4 1.0 FR20 DA
RPHX 1605 MO SN.55 HU P40P 3] 0.2 4.0 0.4 1.0 FR20 DA
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio - Duplex, leghe
MATERIALE basso medio legato dalo titanio, inconel
legato legato stampi 625
CODICE vC Ve Ve Ve Ve vC
KB P30P
HU P30P 220 190 150 - 180 -
KB P35P
HU P40P 200 170 140 120 150
KB M35-1HP 180 150 - 140 - -
BU $35C
HU $35-1C 150 80
BU S40C
HU $40-1C 150 60
GRADV/GRADES
KB P30P Acciai da costruzione, legati e stampi ad alta velocita di taglio
HU P30P High-speed cutting steels, alloys and dies
KB P35P Prima scelta per acciai da costruzione, basso e alto legati con e senza refrigerante
HU PaoP First choice for construction steels, low and high alloyed with and without coolant

Grado tenace ad alte prestazioni, con particolare rivestimento PVD maggiorato e levigato, ottimizzato per lavorazioni di inox,

KB M35-1HP martensitici e austenitici, duplex e leghe. Con o senza uso di refrigerante.
- Tenacious high-performance grade, with particular oversized and smoothed PVD coating, optimized for stainless steel, martensitic and austenitic,

duplex and alloys processes. With or without use of coolant.

BU $35C Ottimo grado per duplex, inconel, leghe di titanio, superleghe e inox con e senza refrigerante riv. CVD.

HU S35-1C Excellent grade for inconel, duplexd steel, titanium alloys, super alloys and stainless steel with and without coolant CVD coating.
BU Sa0C Ottimo grado per duplex, inconel, leghe di titanio e superleghe e inox con refrigerante e senza.

HU S40-1C Excellent grade for duplex steel, Inconel, titanium alloys, super alloys and stainless steel with and without coolant.

INFORMAZIONI TECNICHE Fz/TECHNICAL INFORMATION Fz

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato I'avanzamento consigliato per tagliente nelle lavorazioni dal pieno con profondita
di lavoro pari al 10% del diametro inserto (fresa impegnata il 100% del suo diametro).

Esempio RPMX 1204 MOSN.40.. diametro inserto 12 mm Ap (10%) =1,2 mm, .40 = av. mm. 0,40/ giro. Nelle contornature in concordanza si
possono aumentare progressivamente gli avanzamenti in rapporto all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .40 - av.mm. 0.40/180°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the
following table:

Calcolo degli avanzamenti per tagliente (in mm. giro), partendo dal codice dell'inserto ST
Calculation of feed rate per tooth point (in mmy/180°), given insert ST code

MOLTIPLICARE LAVANZAMENTO DENTE INDICATO NELLA SIGLA INSERTO DOPO

PERCENTUALE DI IMPEGNO DELLA FRESA (AE / @ %)

R o 10 R S i o i o
100% 1,0

30% 1,3

20% 1,5

10% 2,0

5% 3,0

Diametri consigliati per apertura del pieno di fori in interpolazione elicoidale/Suggested diameters for helicoidal interpolation

Diametro Cmin Cmax  Angolo rampa Diametro Cmin Cmax  Angolo rampa
Diameter C min C max Ramp angle Diameter Cmin C max Ramp angle
25 38 48 6° 52 92 102 2,3°
32 52 62 4° 63 114 124 1,9°
35 58 68 3.2° 66 120 130 1,6°
40 68 78 2,8° 80 148 158 1,3°
50 88 98 2,6° 100 188 198 1°
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ST RDO7/RD1A

Inserti per frese ST00-RD07/Inserts for milling tools ST00-RD0O7

TIPO DI INSERTO Fzmin. Fzmax. Apmin. Ap max.

TYPE OF INSERT

RDGT 0702 MOT BO P25-3P [ 0.10 0.18 0.50 2.00 FR22 o
RDHW 0702 MOEN HU $25-1C E 0.10 0.20 0.50 2.00 FR21 o
RDMW 0702 MOEN BO PM35P [Bl [m 0.10 0.20 0.50 2.00 FR22 o
RDMW 0702 MOEN PHO5-3P [#] [H] 0.10 0.20 0.50 2.00 FR22 o
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio Acdiaio Duplex, leghe  Acciaio
MATERIALE basso medio legato e B titanio, inconel  temprato

legato legato stampi 625 45/55 HRC
CODICE ve ve ve ve ve ve ve
P25-3P 280 240 200 150 200 - 130
$25-1C - - - 150 - 95 -
PM35P 220 190 160 - - - 120
PH05-3P 300 250 220 170 180 105 160

Inserti per frese ST00-RD10/Inserts for milling tools STO0-RD10

TIPO DI INSERTO

TYPE OF INSERT Fzmin. Fzmax. Apmin. Ap max.

RDGT 1003 MOT BO MS30-3P m[s] 0.10 0.23 0.50 250 FR22 .
RDGT 1003 MOT BO P25-3P P 0.10 0.30 0.50 250 FR22 o
RDHW 1003 MOEN HU S25-1C S 0.10 0.30 0.50 2.50 FR21 o
RDMW 1003 MOSN BO PM35P [l [m] 0.10 0.30 0.50 2.50 FR22 .
RDMW 1003 MOSN BO PH05-3P [P 0.10 0.30 0.50 2,50 FR22 o
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio Acciaio Duplex, leghe  Acciaio
MATERIALE basso medio legato e T titanio, inconel  temprato

legato legato stampi 625 45/55 HRC
CODICE ve ve ve Ve Ve ve ve
P25-3P 250 220 180 130 180 - 130
$25-1C
MS30-3P ) } ] 150 ] 9 ]
PM35P 200 180 150 - - - 120
PH05-3P 280 240 200 170 180 105 140
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ST RDR2/RDG6

Inserti per frese ST00-RD12/Inserts for milling tools ST00-RD12

TIPO DI INSERTO

TYPE OF INSERT Fzmin. Fzmax. Apmin. Ap max.

RDGT 1273 MOT BO MS30-3P (m][s] 0.10 0.30 0.70 3.00 FR22 .
RDGT 12T3 MOT BO P25-3P [ 0.10 0.40 0.70 3.00 FR22 o
RDHW 12T3 MOEN HU 525-1C B 0.10 0.40 0.70 3.00 FR21 )
RDMW 12T3 MOSN BO PH05-3P P[] 0.10 0.40 0.70 3.00 FR22 o
RDMW 12T3 MOSN BO PM35P (Bl [w] 0.10 0.40 0.70 3.00 FR22 .
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio Acdiaio Duplex, leghe  Acciaio
MATERIALE basso medio legato e titanio, inconel  temprato

legato legato stampi 625 45/55 HRC
CODICE ve ve ve ve ve ve ve
P25-3P 250 220 180 130 180 - 130
$25-1C
MS30-3P ) ) ] 150 : % '
PM35P 200 180 150 - - - 120
PHO5-3P 280 240 200 170 180 105 140

Inserti per frese ST00-RD16/Inserts for milling tools ST00-RD16

TIPO DI INSERTO Fzmin. Fzmax. Apmin. Ap max.

TYPE OF INSERT

RDGT 1604 MOT BO MS30-3P ME 0.10 0.30 1.00 400 FR2 e
RDGT 1604 MOT BO P25-3P E 0.10 0.45 1.00 400 FR2 o
RDHW 1604 MOEN HU S$25-1C B 0.10 0.45 1.00 400 FR21 o
RDMW 1604 MOSN PHO5-3P [Pl 0.10 0.45 1.00 400 FR22 ©
RDMW 1604 MOSN BO PM35P Bl [m] 0.10 0.45 1.00 400 FR22 e
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio Acciaio Duplex, leghe  Acciaio
MATERIALE basso medio legato e T titanio, inconel  temprato

legato legato stampi 625 45/55 HRC
CODICE ve ve ve ve ve ve ve
P25-3P 250 220 180 130 180 - 130
$25-1C
MS30-3P } i ] 150 : % '
PM35P 200 180 150 - - - 120
PHO5-3P 280 240 200 170 180 105 140
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STOO-V A6 VYAOIRNTE2X

FRESE PER SPALLAMENTI RETTI ADMX 06
SHOULDER MILLING TOOL

Frese a 90° con attacco cilindrico e filettato per scanalature e
contornature, apertura fori dal pieno in interpolazione elicoidale.

90° milling tool with cylindrical and screwed coupling for grooving
and contouring, full engagement hole drilling with helical

interpolation.
LF
%. APMXS
N AD06
mm.4
] LQL
O
& L —
e
LF
OAL

Frese per inserti: ADMX 0602...attacco cilindrico/Milling tools for inserts: ADMX 0602. .. cilindrical coupling FR10

CODICE 2 S .

cont DC DMM OAL LF /®) (o]

ST90-V 1010 06 2CLA 10 10 100 15 2 STVIHR2.0X3.9 To6-P 0.5 v AD..06.. °

ST90-V 1212 06 2CLA 12 12 120 15 2 STVILHR2.0X3.9 T06-P 0.5 v AD..06.. °

ST90-V 1616 06 3CLA 16 16 160 20 3 STVIHR2.0X3.9 T06-P 0.5 v AD..06.. L
Frese per inserti: ADMX 0602...attacco filettato/Milling tools for inserts: ADMX 0602. .. screwed coupling FR10

CODICE 55 < @)

oc oz W & Q (]

ST90-V 012 06 2 FMO6A 12 6 20 2 STVIHR2.0X3.9 T06-P 0.5 v AD..06.. °

ST90-V 016 06 3 FMO8A 16 8 23 3 STVILHR2.0X3.9 T0o6-P 0.5 v AD..06.. )
Inserti per frese a spallamento retto ST90V/ Inserts STOOV for shoulder milling tools
TIPO DI INSERTO ; i
TYPE OF INSERT Fz min. Fz max. Ap min. Ap max.
ADMX 060204 MM.08 DP MS30-3P v [5] 0.03 0.08 0.10 4.0 FR20 o
ADMX 060204 M.10 DP PM40-3P [Fl [m] 0.03 0.10 0.10 4.0 FR20 [
ADMX 060208 MM.08 DP MS30-3P ] [5] 0.03 0.08 0.10 4.0 FR20 °
ADMX 060208 M.10  DP PM40-3P Pl M] 0.03 0.10 0.10 4.0 FR20 °
ADEX 060204 FA.06 BO KN10 [N] 0.03 0.06 0.10 4.0 FR20 °
ADEX 060204 FA.07 BO MS30-3P v B 0.03 0.07 0.10 4.0 FR20 *
ADEX 060210 FA.07 BO MS30-3P B 0.03 0.07 0.10 4.0 FR20 *
ADEX 060216 FA.07 BO MS30-3P B 0.03 0.07 0.10 4.0 FR20 *
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INFORMAZIONI TECNICHE ADMX OG/TECHNICAL INFORMATION ADMX 06

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato I'avanzamento consigliato per tagliente nelle lavorazioni dal pieno

(fresa impegnata il 100% del suo diametro).

Esempio .10 = av. mm. 0,10 / giro. Nelle contornature in concordanza si possono aumentare progressivamente gli avanzamenti in rapporto
all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .10 - av.mm. 0.10/360°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the

following table:

Calcolo degli avanzamenti per tagliente (in mm. giro), partendo dal codice dell'inserto ST

Calculation of feed rate per tooth point (in mm/360°), given insert ST code

PERCENTUALE DI IMPEGNO DELLA FRESA (AE / @ %)

PERCENTAGE ENGAGEMENT OF TOOL (AE/ 9 %)

100%
30%
20%
10%
5%

GRADI/GRADES

DP PM40-3P

Universale per acciai al carbonio inox e superleghe riv.PVD/ Universal choice for mild steel, SS and super alloys. PVD coating.

MOLTIPLICARE L'AVANZAMENTO DENTE INDICATO NELLA SIGLA INSERTO DOPO
LA CODIFICA ISO PER | SEGUENTI COEFFICENTI/MULTIPLY TOOTH FEED, INDICATED
IN INSERT MODEL CODE AFTER ISO CODE, BY THE FOLLOWING COEFFICIENTS

1,0
13
15
2,0
3,0

DP/BO MS30-3P  Prima scelta per inox riv. PVD/ First choice for SS. PVD coating.

BO KN10

Lappato per lavorazione di leghe di alluminio e finitura di ghisa/Lapped for machining of Aluminium alloys finishing of cast iron

Velocita di taglio in metri minuto/Cutting speed in metres/minute

MATERIALE

CODICE
PK15-3P

PM30-3P
MS30-3P
KN10
S40C

Acciaio
non
legato

\¢

280
240

240

Acciaio
basso
legato

vC

220

200

200

Acciaio
medio
legato

vC

200

180

170

Acciaio
legato
stampi

vC

180
160

150

ESECUZIONE FORI DAL PIENO/HELICAL INTERPOLATION

DMIN DMAX
10 12 20
12 16 24
16 24 32

Acciaio
inossidabile

Ve

180

90
150
90
170

90
200

Duplex, leghe
_ ftitanio,  Alluminio
inconel 625
vC vC vC
200 - -
80
170 105 )
- 10 -
95
) ) 300
1000
- 60 -
120
RAMPA/RAMP
@ RPMX APMX/I
Vo) ~ )
10 52  5.0/56
12 34 5.0/86
16 1.9 3.2/100
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ST9OO-V 10 VYAOIRNTE2X

FRESE PER SPALLAMENTI RETTI ADMX 10
SHOULDER MILLING TOOL

Frese a 90° con attacco cilindrico e filettato per scanalature e
contornature, apertura fori dal pieno in interpolazione elicoidale.

90° milling tool with cylindrical and screwed coupling for grooving
and contouring, full engagement hole drilling with helical
interpolation.

LF

APMXS
AD10
mm.8
=
- - 3
OAL
Frese per inserti: ADMX 1003...attacco cilindrico/Milling tools for inserts: ADMX 1003...cilindrical coupling FR10
CODICE o o o A\
o DC DMM OAL IF ®) o)
ST90-V 1516 10 2CLA 16 15 170 25 2 STVIHR2.5X6.4 T08-P 1.2 v AD..10.. °
ST90-V 1616 10 2CLA 16 16 170 25 2 STVLHR25X6.4 T08-P 1.2 v AD..10.. °
ST90-V 2020 10 2CLA 20 20 170 30 2 STVILHR2.5X6.4 T0o8-P 1.2 v AD..10.. L
ST90-V 1920 10 3CLA 20 19 170 30 3 STVIHR2.5X6.4 T08-P 1.2 v AD..10.. L
ST90-V 2020 10 3CLA 20 20 170 30 3 STVIHR2.5X6.4 T08-P 1.2 v AD..10.. L
ST90-V 2525 10 3CLA 25 25 200 30 3 STVILHR2.5X6.4 T08-P 1.2 v AD..10.. o
Frese per inserti: ADMX 1003...attacco filettato/Milling tools for inserts: ADMX 1003. . .screwed coupling FR10
CODICE o 2 1
CODE b bz LF - @ (o]
ST90-V 016 10 2 FMO08A 16 127 23 2 STVIHR2.5X6.4 T08-P 1.2 v AD..10.. °
ST90-V020 103 FMI0A 20 17,7 30 3 STVLHR2.5X6.4 T08-P 1.2 v AD..10.. [
ST90-V 025104 FM12A 25 20,7 35 4 STVIHR25X64 T08-P 12 Vv AD.10.. e
ST90-V 032 104 FM16A 32 28,7 40 4  STVLHR2.5X6.4 T08-P 1.2 v AD..10.. °
ST90-V 035105 FM16A 35 30,7 45 5 STVLHR2.5X6.4 T08-P 1.2 v AD..10.. °
Inserti per frese a spallamento retto ST90V/ Inserts STOOV for shoulder milling tools
TIPO DI INSERTO . .
TYPE OF INSERT Fz min. Fz max. Ap min. Ap max.
ADGX 100308 MF10 BO PM30-2P Bl m 0.05 0.10 0.20 8.0 FR20 *
ADMX 100308 MM.09 DP MS30-3P m 8 0.07 0.12 0.20 8.0 FR20 °
ADMX 100308 M.12 DP PM30-2P B w 0.07 0.12 0.20 8.0 FR20 L4
ADMX 100308 M.12  DP PK15-3P F R 0.07 0.12 0.20 8.0 FR20 °
ADEX 100308 FA.07 BO KN10 [N] 0.03 0.30 0.20 8.0 FR20 L4
ADEX 100308 FA.08 BO MS30-3P m 5 0.09 0.16 0.20 8.0 FR20 *
ADEX 100310 FA.08 BO MS30-3P M B 0.09 0.16 0.20 8.0 FR20 *
ADEX 100312 FA.08 BO MS30-3P Im 5 0.09 0.16 0.20 8.0 FR20 *
ADEX 100316 FA.08 BO MS30-3P v 5 0.09 0.16 0.20 8.0 FR20 *
ADEX 100320 FA.08 BO MS30-3P Im 81 0.09 0.16 0.20 8.0 FR20 *

@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad ¥ Disponibilita limitata/Limited availability
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INFORMAZIONI TECNICHE ADMX 10/ TECHNICAL INFORMATION ADMX 10

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato I'avanzamento consigliato per tagliente nelle lavorazioni dal pieno

(fresa impegnata il 100% del suo diametro).

Esempio .10 = av. mm. 0,10 / giro. Nelle contornature in concordanza si possono aumentare progressivamente gli avanzamenti in rapporto
all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .10 - av.mm. 0.10/360°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the
following table:

Calcolo degli avanzamenti per tagliente (in mm. giro), partendo dal codice dell'inserto ST
Calculation of feed rate per tooth point (in mm/360°), given insert ST code

MOLTIPLICARE 'AVANZAMENTO DENTE INDICATO NELLA SIGLA INSERTO DOPO
LA CODIFICA ISO PER | SEGUENTI COEFFICENTY/MULTIPLY TOOTH FEED, INDICATED
IN INSERT MODEL CODE AFTER ISO CODE, BY THE FOLLOWING COEFFICIENTS

PERCENTUALE DI IMPEGNO DELLA FRESA (AE / @ %)
PERCENTAGE ENGAGEMENT OF TOOL (AE/ @ %)

100% 1,0

30% 13

20% 1,5

10% 2,0

5% 3,0

GRADI/GRADES

DP PK15-3C Acciai al carbonio ad alte Vc. In condizioni stabili , ghise grigie e sferoidali Riv. CVD.

Carbon steel with high Vc. Cast iron and ductile iron on stable conditions. CVD coating.
DP PM30-2P Acciai al carbonio e inox. Riv. PVD/ Carbon steel and SS. PVD Coating.
DP/BO MS30-3P  Prima scelta per inox riv. PVD/ First choice for SS. PVD coating.

BO KN10 Lappato per lavorazione di leghe di alluminio e finitura di ghisa/Lapped for machining of Aluminium alloys finishing of cast iron

Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio s Acciaio i Duplex, leghe
MATERIALE non basso (A0 legato . Aciaio _ 'l’itani::,gIl
legato legato 8 stampi inconel 625
CODICE ve ve ve ve ve ve ve
PK15-3P 280 220 200 180 180 200 -
90 80
PM30-3P 240 200 180 160 150 170 105
90 70
MS30-3P 240 200 170 150 70 - 95

KN10 - - - - - - -

ESECUZIONE FORI DAL PIENO/HELICAL INTERPOLATION

DMIN DMAX

16 27 32
20 35 40
25 45 50
32 59 64
35 63 70
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ST9OO-V 13 VYAOIRNTE2X

FRESE PER SPALLAMENTI RETTI ADMX 13
SHOULDER MILLING TOOL

Frese a 90° per scanalature e contornature.
Diametri da mm 20 a mm 100 con attacco
cilindrico, filettato e a manicotto.

90° milling tool for grooving and contouring.
Diameters from 20 mm to 100 mm with sleeve,
screwed and cylindrical coupling.

DCON

] I,
AN

APMXS _ar

AD13 LE

mm.11 oL
Frese per inserti: ADMX 1304... attacco cilindrico lungo/Milling tools for inserts: ADMX 1304... long cylindrical coupling FR10
CODICE e ot /=
conl DC DMM OAL LF O ® O o
ST90-V 2020 13 2CLA 20 20 150 30 2 STVLHR3.5X9.0 Ti15-P 35 v AD..13.. °
ST90-V 2525 13 2CLA 25 25 170 30 2 STVLHR3.5X9.0 Ti15-P 35 v AD..13.. °
ST90-V 2425 13 3CLA 25 24 170 30 3 STVIHR3.5X9.0 Ti5-P 35 v AD..13.. L4
ST90-V 2525 13 3CLA 25 25 170 30 3 STVLHR35X9.0 Ti5P 35 v AD.I3. @
ST90-V 3232 13 3CLA 32 32 200 35 3 STVLHR3.5X9.0 TI5-P 35 v AD..13.. °
Frese per inserti: ADMX 1304...attacco filettato/Milling tools for inserts: ADMX 1304. . .screwed coupling FR10
CODICE o Ul )
CODE bCc bz LF & - Nf@ [oJ
ST90-V 020132 FMI0A 20 17,7 30 2 STVIHR3.5X9.0 Ti5-P 35 v AD..13.. [
ST90-V 025133 FM12A 25 20,7 35 3 STVLHR3.5X9.0 Ti15-P 35 v AD..13.. °
ST90-V032 133 FM16A 32 28,7 40 3 STVLHR3.5X9.0 TI15-P 35 v AD..13.. hd
ST90-V 03513 4FMI6A 35 30,7 45 4  STVLHR3.5X9.0 Ti15-P 35 v AD..13.. d
Frese per inserti: ADMX 1304... attacco a manicotto/Milling tools for inserts: ADMX 1304... sleeve coupling FR10
CODICE o ‘ § 7\
bC DCON IF ® 0 O
ST90-V 040 13 4MA 40 16 40 4 STVLHR3.5X9.0 T5-P 35 v AD.13. e
ST90-V 050 13 5MA 50 22 40 5  STVLHR3.5X9.0 T5-P 35 v AD.13.. e
ST90-V 063 13 6MA 63 22 40 6 STVIHR3.5X9.0 Ti15-P 35 v AD..13.. L4
ST90-V 080 13 7MA 80 27 50 7  STVIHR3.5X9.0 Ti15-P 35 v AD..13.. d
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Inserti per frese a spallamento retto ST90V/ Inserts ST90V for shoulder milling tools

TIPO DI INSERTO

TYPE OF INSERT Fz min.
ADGX 130408 MF12 BO PM30-2P [ [m] 0.05
ADMX 130408 MM.13 DP MS30-3P 5 0.10
ADMX 130408 M.16 DP PM30-3P [ [v] 0.10
ADMX 130408 M.16 DP PK15-3P N | 0.08
ADMX 130412 MM.13 DP MS30-3P = 0.09
ADMX 130412 M.16 DP PM30-3P [ 0.10
ADMX 130412 M.16 DP PK15-3P 2N | 0.08
ADEX 130404 FA10 BO KN10 ] 0.03
ADEX 130408 FA10 BO KN10 [N] 0.03
ADEX 130404 FA11 BO MS30-3P B 0.09
ADEX 130408 FA11 BO MS30-3P v 5 0.09
ADEX 130410 FA11  BO MS30-3P E 0.09
ADEX 130412 FA11 BO MS30-3P = 0.09
ADEX 130416 FA11 BO MS30-3P = 0.09
ADEX 130420 FA.I1 BO MS30-3P Bl 0.09
ADHX 130408 M.15 KB S40C Rutenio 0.10
@ Stock Italia/Warehouse in ltaly O A Richiesta/On request *

Fz max.

INFORMAZIONI TECNICHE ADMX 13/TECHNICAL INFORMATION ADMX 13

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato |'avanzamento consigliato per tagliente nelle lavorazioni dal pieno
(fresa impegnata il 100% del suo diametro). Esempio .16 = av. mm. 0,16/ giro. Nelle contornature in concordanza si possono aumentare

progressivamente gli avanzamenti in rapporto all'impegno laterale percentuale secondo la tabella seguente:

0.12
0.13
0.16
0.16
0.16
0.16
0.16
0.30
0.30
0.16
0.16
0.16
0.16
0.16
0.16
0.15

Stock estero/Warehouse abroad

Ap min.

0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20

Ap max.

11.0
11.0
11.0
11.0
11.0
11.0
11.0
9.0
9.0
11.0
11.0
11.0
11.0
11.0
11.0
70

FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20
FR20

% %% 0 %% 00 000000 %

¢ Disponibilita limitata/Limited availability

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .16 - av.mm. 0.16/360°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the

following table:
GRADV/GRADES
DP PK15-3C Acciai al carbonio ad alte Vc. In condizioni stabili , ghise grigie e sferoidali Riv. CVD.
Carbon steel with high Vc. Cast iron and ductile iron on stable conditions. CVD coating.
DP PM30-2P Acciai al carbonio e inox. Riv. PVD/ Carbon steel and SS. PVD Coating.
DP/BO MS30-3P  Prima scelta per inox riv. PVD/ First choice for SS. PVD coating.
BO KN10 Lappato per lavorazione di leghe di alluminio e finitura di ghisa/Lapped for machining of Aluminium alloys finishing of cast iron
KB S40C Ottimo grado per inconel, leghe di titanio, duplex e superleghe e inox con refrigerante e senza.

Excellent grade for Inconel, titanium alloys, duplex steel, super alloys and stainless steel with and without coolant.

Velocita di taglio in metri minuto/Cutting speed in metres/minute

Acciaio Acciaio Acciaio Acciaio

: Acciaio
R N
CODICE ve ve Ve ve ve
PK15-3P 280 220 200 180 180
PM30-3P 240 200 180 160 -
MS30-3P 240 200 170 150 a
KN10 - - - - -
$40C - - - - 0

ESECUZIONE FORI DAL PIENO/HELICAL INTERPOLATION

DMIN DMAX

20 34 40
25 44 50
32 58 64
35 64 70
40 74 80
50 94 100

200

170

inconel 625

vC

80
105

70
95

60
120

Alluminio

vC

300
1000
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STSOO-V 17 VOoORTESXL

FRESE PER SPALLAMENTI RETTI ADMX 17
SHOULDER MILLING TOOL

Frese a 90° per scanalature e contornature.
Diametri da mm 20 a mm 100 con attacco
cilindrico, filettato e a manicotto.

90° milling tool for grooving and contouring.
Diameters from 20 mm to 100 mm with sleeve,
screwed and cylindrical coupling.

' §
= APMXS
7~ Pl
= mm.14
Frese per inserti: ADMX 1706... attacco a manicotto/Milling tools for inserts: ADMX 1706... sleeve coupling FR10
CODICE = S
ST90-V 040 17 4MA 40 16 40 4  STVLHR4.0X9.5 TI5-P 35 v AD..17. o
ST90-V 050 17 5MA 50 22 40 5  STVILHRA4.0X9.5 T5-P 35 v AD..17.. °
ST90-V 063 17 5MA 63 22 40 5  STVILHR4.0X9.5 T5-P 35 v AD..17.. d
ST90-V 080 17 6MA 80 27 50 6 STVLHR4.0X95 T5-P 35 v AD.17. ®
ST90-V 100 17 7MA 100 32 50 7  STVLHR4.0X9.5 T5-P 35 v AD..17.. L4
Inserti per frese a spallamento retto ST90V/ Inserts STOOV for shoulder milling tools
22,2 3_! III\'>‘S§:'|IE?|;TO Fzmin. Fzmax. Apmin. Ap max.
ADMX 170608 MM.18 DP MS30-3P v [ 0.14 0.18 0.30 14.0 FR20 .
ADMX 170608 M.22 DP PM30-3P Bl [w] 0.10 0.22 0.30 14.0 FR20 o
ADMX 170608 M.22 DP PK15-3P DN | 0.10 0.22 0.30 14.0 FR20 o
ADMX 170612 MM.18 DP MS30-3P v B 0.14 0.18 0.30 14.0 FR20 .
ADMX 170612 M.22 DP PM30-3P [ [v] 0.10 0.22 0.30 14.0 FR20 °
ADMX 170612 M.22 DP PK15-3C FH 0.10 0.22 0.30 14.0 FR20 )
ADEX 170608 FA.15 BO KN10 [N] 0.05 0.15 0.30 14.0 FR20 .
ADEX 170612 FA.15 BO KN10 [N] 0.05 0.15 0.30 14.0 FR20 °
ADEX 170608 FA.17 BO MS30-3P M 0.14 0.17 0.30 14.0 FR20 *
ADEX 170612 FA.17 BO MS30-3P v [ 0.14 0.17 0.30 14.0 FR20 *
ADEX 170616 FA17 BO MS30-3P v [51 0.14 0.17 0.30 14.0 FR20 *
ADEX 170620 FA17 BO MS30-3P m] [s1 0.14 0.17 0.30 14.0 FR20 *
@ Stock Italia/Warehouse in Italy O ARichiesta/On request * Stock estero/Warehouse abroad ~ +< Disponibilita limitata/Limited availability
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INFORMAZIONI TECNICHE ADMX 17/TECHNICAL INFORMATION ADMX 17

Nella sigla di ogni inserto ST, dopo la codifica ISO viene indicato |'avanzamento consigliato per tagliente nelle lavorazioni dal pieno
(fresa impegnata il 100% del suo diametro). Esempio .16 = av. mm. 0,16/ giro. Nelle contornature in concordanza si possono aumentare
progressivamente gli avanzamenti in rapporto all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .16 - av.mm. 0.16/360°. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the

following table:

GRADV/GRADES

DP PK15-3P

DP PM30-3P

DP PM40-3P
DP/BO MS30-3P
BO KN10

Acciai al carbonio ad alte Vc. In condizioni stabili, ghise grigie e sferoidali Riv. CVD.
Carbon steel with high Vc. Cast iron and ductile iron on stable conditions. CVD coating.

Acciai al carbonio e inox. Riv. PVD/ Carbon steel and SS. PVD Coating.
Universale per acciai al carbonio inox e superleghe riv.PVD/ Universal choice for mild steel, SS and super alloys. PVD coating.

Prima scelta per inox riv. PVD/ First choice for SS. PVD coating.

Lappato per lavorazione di leghe di alluminio e finitura di ghisa/Lapped for machining of Aluminium alloys finishing of cast iron

Velocita di taglio in metri minuto/Cutting speed in metres/minute

MATERIALE
CODICE
PK15-3P
PM30-3P
MS30-3P
KN10

RAMPA/RAMP

Acciaio Acciaio Acciaio Acciaio s Duplex, leghe
non basso medio legato in(f\sgci?e:gile i Ytario. . Alluminio
legato legato legato stampi inconel 625
vC vC vC vC vC vC vC vC
280 220 200 180 180 200 - -
20 80
240 200 180 160 150 170 105 -
90 70
240 200 170 150 170 - 95 -
) ) ) ) ) ) 300
1000

ESECUZIONE FORI DAL PIENO/HELICAL INTERPOLATION

%MX AM ! DMIN DMAX

40 0.60 0.90/100 40 77 80
50 0.50 0.70/100 50 97 100
63 0.40 0.50/100 63 123 126
80 0.25 0.30/100 80 157 160

] ADMX 17-F ADMIX 17-M ADMX 17-MM
RE/ 08 12 08 12 08 12
o

2.99 1.62 2.99 1.62 2.99 1.62
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STOO-B6 10 SO 1TrSPX

FRESE PER SPALLAMENTO RETTO 90°/inserti bilaterali
90° SHOULDER MILLING CUTTER/bilateral inserts

Frese per spallamento retto con fori di lubrificazione.
Inserto bilaterale con 6 taglienti. Attacco filettato,
cilindrico e a manicotto, diametri da mm. 18 a mm. 80.

APMXS APMXS
TNGX TNGX AL

mm.5 mm.4
m IC D1 LS
T [mm] [mm] [mm] [mm]
1004 6.000 2.8 10.39 4.69
Y
o =
(@]
© I
A/Q; DIN 1835A ‘
< LF 3
- OAL o g
Frese per inserti TNGX 1004...attacco cilindrico/Milling tools for inserts TNGX 1004... cilindrical coupling FR12
CODICE s , o ~
o DC DMM OAL LF P ® O O
ST90-B6 1820 050 10 2CLA 18 20 180 50 2 3008-M2.5X6 T07 0.8 v TN.10.. ©
ST90-B62020029102CLA 20 20 150 29 2 3008-M2.5X6 T07 0.8 v TN.10.. o
ST90-B62225050103CLA 22 25 180 50 3 3008-M2.5X6 T07 0.8 v TN.10.. ©
ST90-B6 2525034 103CLA 25 25 170 34 3 3008-M2.5X6 To7 0.8 v TN.10.. ©
ST90-B6 2525034 104CLA 25 25 170 34 4 3008-M2.5X6 T07 0.8 v TN.10.. ©
ST90-B6 3032050 104CLA 30 32 200 50 4 3008-M2.5X6 T07 0.8 v TN..10.. ©
ST90-B63232037104CLA 32 32 195 37 4 3008-M2.5X6 To07 0.8 v TN.10.. o
ST90-B6 3232037 105CLA 32 32 195 37 5  3008-M2.5X6 T07 0.8 v TN.10.. o
ST90-B6 3532080 105CLA 35 32 200 80 5  3008-M2.5X6 T07 0.8 v TN.10.. ©

@ Stock Italia/Warehouse in ltaly O A Richiesta/On request * Stock estero/Warehouse abroad ~ + Disponibilita limitata/Limited availability
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Y
(ol = — t -
(@]
© !
E DIN 1835B 5
LF =
- > =
- OAL -
Frese per inserti TNGX 1004...attacco a weldon/Milling tools for inserts TNGX 1004...weldon coupling FR12
CODICE o > - A
CODE DC DMM OAL  LF ) @ @
ST90-B6 020 102 WE20 20 20 90 32 2 3008-M2.5X6 To7 0.8 v TN.10.. e
ST90-B6 020103 WE20 20 20 90 32 3 3008-M2.5X6 To7 0.8 v TN.10.. e
ST90-B6 025 103WE25 25 25 100 42 3 3008-M2.5X6 T07 0.8 v TN.10.. e
ST90-B6 025104 WE25 25 25 100 42 4 3008-M2.5X6 To7 0.8 v TN.10.. e
ST90-B6 032 10 4 WE32 32 32 110 42 4 3008-M2.5X6 T07 0.8 v TN.10.. e
ST90-B6 032 105WE32 32 32 110 42 5 3008-M2.5X6 T07 0.8 v TN.10.. e
i —
3 =
©
® 8
< LF 2
- OAL .
Frese per inserti TNGX 1004. . .attacco filettato/Milling tools for inserts TNGX 1004...screwed coupling FR12
CODICE e > e @)
coot bc Tz LF g ® o)
ST90-B6 020 102 FMI0A 20 10 26 2 3008-M2.5X6 To7 08 Vv TN.10.. o
ST90-B6 020 103 FM10A 20 10 26 3 3008-M2.5X6 To7 0.8 v TN.10.. ©
ST90-B6 025 103 FMI2A 25 12 33 3 3008-M2.5X6 To7 0.8 v TN.10.. ©
ST90-B6 025 104FMI2A 25 12 33 4 3008-M2.5X6 To7 08 Vv TN.10.. ©
ST90-B6 032 104 FM16A 32 16 43 4 3008-M2.5X6 To7 0.8 v TN.10.. ©
ST90-B6 032 105 FM16A 32 16 43 5  3008-M2.5X6 To7 0.8 v TN.10.. ©
DCON
L]
= T
.
DC 40 — 140 mm
Frese per inserti TNGX 1004...attacco a manicotto/Milling tools for inserts TNGX 1004...sleeve coupling FR12 ‘
CODICE = o I~
oD DC DCON LF Sz @) /o
ST90-B6 040 10 4MA 40 16 40 4 3008-M2.5X6 ST VFBO 8.0X30 T07 08 Vv TN.10.. o ®
ST90-B6 040 10 6MA 40 16 40 6  3008-M2.5X6 ST VFBO 8.0X30 T07 08 v TN.10.. e
ST90-B6 050 10 5SMA 50 22 40 5 3008-M2.5X6 ST VFBO 10.0X30 T07 08 Vv TN.10. © 0
ST90-B6 050 10 7MA 50 22 40 7  3008-M2.5X6 ST VFBO 10.0X30 To7 08 TN.10.. e 0
ST90-B6 063 10 6MA 63 22 40 6  3008-M2.5X6 ST VFBO 10.0X30 To7 08 TN.10.. e E
ST90-B6 063 10 9MA 63 22 40 9  3008-M2.5X6 STVFBO 10.0X30 T07 08 Vv TN.10.. e 3
ST90-B6 080 10 10MA 80 27 50 10  3008-M2.5X6 STVFBO 10.0X30 T07 08 v TN.10.. e >
@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad << Disponibilita limitata/Limited availability 5
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STOO-B6 10 SO 1TrSPX

‘ Inserti per frese ST90B-6/Inserts for milling tools ST90B-6 ‘
TIPO DI INSERTO

TYPE OF INSERT Fz min. Fz max. Ap min. Ap max.

TNGX 100402 F06  BO PM30-3P B M 0.03 0.1 0.1 5.0 FR2 o©
TNGX 100404 F06  BO MS30-3P = 0.03 0.1 0.1 5.0 FR22 °
TNGX 100404 AL.06 BO KNI10 ] 0.03 0.2 0.1 4.0 FR2 ©
TNGX 100408 AL.06 BO KN10 | 0.03 0.2 0.1 4.0 FR22 °
TNGX 100408 M.10  BO PK15-2C RN | 0.05 0.15 0.3 5.0 FR22 °
TNGX 100408 M.10 BO MS30-3P M [ 0.05 0.15 0.3 5.0 FR22 °
TNGX 100412 M.12 BO PM30-3P B || 0.05 0.15 0.3 5.0 FR2 ©
TNGX 100412 M.12  BO PM40-3P B ™ 0.05 0.15 0.3 5.0 FR2 ©
TNGX 100416 M.12 BO PH10-3P [H] 0.05 0.15 0.3 5.0 FR2 o
TNGX 100416 M.12 BO PM40-3P B ™ 0.05 0.15 0.3 5.0 FR2 ©
TNGX 100402 F06  SA PM35-3P [ 0.05 0.15 0.3 5.0 FR22 o
TNGX 100404 F06  SA PM35-3P 2] 0.05 0.15 0.3 5.0 FR22 °
TNGX 100408 F06  SA PM35-3P 3] 0.05 0.15 0.3 5.0 FR22 °
TNGX 100404 M.10  SA PM35-3P 3 0.05 0.15 0.3 5.0 FR22 °
TNGX 100408 M.1I0  SA PM35-3P 3 0.05 0.15 0.3 5.0 FR22 °

@ Stock Italia/Warehouse in Italy O A Richiesta/On request * Stock estero/Warehouse abroad ¥« Disponibilita limitata/Limited availability
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INFORMAZIONI TECNICHE Fz/TECHNICAL INFORMATION Fz

Nella sigla di ogni inserto ST, dopo la codifica 1SO viene indicato I'avanzamento consigliato per tagliente nelle lavorazioni dal pieno

(fresa impegnata il 100% del suo diametro).

Esempio .06 = av. mm. 0,06 / al dente. Nelle contornature in concordanza si possono aumentare progressivamente gli avanzamenti in rapporto
all'impegno laterale percentuale secondo la tabella seguente:

The model code for each ST insert includes, after the ISO code, the recommended feed rate per tooth for face milling (100% milling tool diameter is engaged).
E.g. .06 - av.mm. 0.06/fz. For concordant side milling it is possible to increase feed rate gradually in relation to percentage side engagement according to the
following table:

Calcolo degli avanzamenti per tagliente, partendo dal codice dell'inserto ST
Calculation of feed rate per tooth point, given insert ST code

MOLTIPLICARE 'AVANZAMENTO DENTE INDICATO NELLA SIGLA INSERTO DOPO
ﬁglféﬁ,'\ggﬁﬁca'c%%’;‘?g&%ﬁ; )(AE 19%) LA CODIFICA ISO PER | SEGUENTI COEFFICENTY/MULTIPLY TOOTH FEED, INDICATED
IN INSERT MODEL CODE AFTER ISO CODE, BY THE FOLLOWING COEFFICIENTS

100% 1,0
30% 13
20% 1,5
10% 20
5% 3,0

PARAMETRI DI TAGLIO INDICATIVI/SUGGESTED CUTTING PARAMETERS

GEOMETRIE/GEOMETRIES
0,06 0.10 a7
3779 317
22°] 137
F.06 M.10 AL.06



Velocita di taglio in metri minuto/Cutting speed in metres/minute

. s Acciaio s Acciaio  Duplex, leghe
MATERIALE Acﬁi:leo I'l\e“?t': per stampi in(f\sgﬂfalgile temprato titanio, inco-  Alluminio
8 utensili 45/55 HRC  nel 625
CODICE Ve Ve Ve ve Ve Ve Ve Ve
PH10-3P 230 200 170 150 200 140 70 -
PK15-2C 300 250 160 - 180 180 - -
PM30-3P 90 50
PM35.3P 270 220 180 190 200 130 100 -
300
KN10 - - - - - - - 1000
120 60
MS30-3P 210 190 140 240 - 90 120 -
RAMPA/RAMP ESECUZIONE FORI DAL PIENO/HELICAL INTERPOLATION
- RPMX APMX/I R Blsuex s
~] = DMIN DMAX ovN @ oux (@
18 180  3.05/100 18 33 36 12 12
20 160  2.70/100 20 37 40 12 12
2 120 2.00/100 2 a 44 1.0 1.0
25 1.00 1.70/100 25 47 50 10 1.0
30 090  1.45/100 30 57 60 1.0 1.0
3 0.80  130/100 9} 61 64 10 1.0
35 0.65 1.00/100 35 67 70 0.9 0.9
40 0.60 0.90/100 40 77 80 0.9 0.9
50 050  0.70/100 50 97 100 0.9 0.9
63 040  0.50/100 63 123 126 0.9 0.9
80 025  0.30/100 80 157 160 09 0.9
‘) § TNGX 10-F TNGX 10-M TNGX 10-FA
EE/ 02 0.4 0.8 0.4 0.8 0.4 0.8
BS
o 1.53 134 0.92 134 0.92 133 0.93
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STOO-B6 16 SO TSPXXL

FRESE PER SPALLAMENTO RETTO 90°/inserti bilaterali
90° SHOULDER MILLING CUTTER/bilateral inserts

Frese per spallamento retto con fori di lubrificazione.
Inserto bilaterale con 6 taglienti. Attacco filettato,
cilindrico e a manicotto, diametri da mm. 25 a mm. 175.

APMXS APMXS
TNGX TNGX AL
mm.10 mm.9

-
oa

& DIN 1835A A
TLF 3
B OAL g

Frese per inserti TNGX 1606...attacco cilindrico/Milling tools for inserts TNGX 1606...cilindrical coupling FR12
CODICE DC DMM OAL LF GAMF GAWP @ O o
ST90-B6 2525 034 16 2CLA 25 25 170 34 -185 -95 2 3015-Max11 - T15 0.8 v TN..16.. L4
ST90-B6 2525 080 16 2CLA 25 25 170 80 -185 95 2 3015-Max11 - T15 0.8 v TN..16.. o
ST90-B6 3232 034 16 2CLA 32 32 195 34 -6 95 2 305-M4X11 T15 0.8 v TN..16.. [
ST90-B6 3232 080 16 2CLA 32 32 195 80 -6 95 2 3015-MaX11 - T15 0.8 v TN..16.. L4
ST90-B6 3232 034 16 3CLA 32 32 195 34 -6 95 3 3015-Max11 - T15 0.8 v TN..16.. e
ST90-B6 3532034 164CLA 35 32 195 34 -6 95 4 sosMaxini T15 08 v TN..16.. o

Fofg
|
|
|
|
|
E
i

\— A
DIN 18358
N

=)
LF S
=
- OAL
Frese per inserti TNGX 1606...attacco weldon/Milling tools for inserts TNGX 1606...weldon coupling FR12
CODICE or /A
ot DC DMM OAL LF GAMF GAMP & /®) o)
ST90-B6 025 16 2 WE25 25 25 55 42 -185 95 2 sois-Maxt T15 0.8 v TN..16.. °
ST90-B6 032 16 3 WE32 32 32 110 42 -6 95 3 3015-MaX11 - T15 0.8 v TN..16.. L
ST90-B6 040 16 4 WE32 40 32 120 5 -6 -95 4 zo5-Max1 T15 0.8 v TN..16.. °

@ Stock ltalia/Warehouse in Italy O ARichiesta/On request * Stock estero/Warehouse abroad ¥« Disponibilita limitata/Limited availability
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8 | 15

O

® 8

LF Q

- OAL -
Frese per inserti TNGX 1606...attacco filettato/Milling tools for inserts TNGX 1606...screwed coupling FR12
CODICE » 2 (=
coy DC DMM OAL LF TDZ GAMF GAMP ‘ ®)
ST90-B6 025 16 2 FM12A 25 125 55 33 M12 -185 -95 3015-M4X11 - T15 0.8 TN..16..

3015-MaX11 - T15 0.8
3015-Max11 - T15 0.8
3015-Max11 T15 0.8
3015-M4x11 - T15 0.8

TN..16..
TN..16..
TN..16..
TN..16..

ST90-B6 032 16 2 FM16A 32 17 66 43 M6 -16 -95
ST90-B6 032 16 3 FM16A 32 17 66 43 M6 -16 -95
ST90-B6 040 16 3 FM16A 40 17 66 43 M6 -16 -9.5
ST90-B6 040 16 4 FM16A 40 17 66 43 M6 -16 -9.5

KKK >
©

AW
0O 0O 0 oo

DCON - DCON
LT
o ( Y4
:L" 2
DC = - DC -
DC 40 — 140 mm - DC 160 — 175 mm B

Frese per inserti TNGX 1606. . .attacco manicotto/Milling tools for inserts TNGX 1606... sleeve coupling FR12
copIcE DC DCON LF GAMF GAMP ‘ ' > 2 ) ‘ o
ST90-B6 040 16 3MA 40 16 40 -16 -95 3015-M4X11 STVFBO80X35 TI15 0.8 TN..16.. o
ST90-B6 040 164MA 40 16 40 -16 -95 4 - 3015-M4X11  STVEBO8OX35 T15 08 v TN.6. e
ST90-B6 050 16 4MA 50 22 40 -6 -95 4 3015-M4X11 STVEBO10X30 T15 0.8 v TN.l6.. o
ST90-B6 050 16 5MA 50 22 40 -16 95 5 Vv 3015-M4X11 STVEBO10X30 T15 08 v TN.I6.. L]
ST90-B6 063 16 4AMA 63 22 40 -16 95 4 Vv 3015-M4X11 STVEBO10X30 T15 08 v TN.I6. o
ST90-B6 063 16 6MA 63 22 40 -16 95 6 V 3015-M4X11 STVEBO10X30 T15 08 v TN.l6. L]
ST90-B6 080 16 5MA 80 27 50 -16 95 5 V 3015-M4X11 STVEBO12X30 T15 08 v TN.l6.. o
ST90-B6 080 16 7MA 80 27 50 -6 95 7 Vv 3015-M4X11 STVEBO12X30 T15 08 v TN.I6.. °
ST90-B6 100 16 6MA 100 32 50 -6 95 6 V 3015-M4X11 STVEBO12X30 T15 08 v TN.l6. o
ST90-B6 100 16 8BMA 100 32 50 -6 95 8 Vv 3015-M4X11 STVFBO12X30 T15 08 TN..I6.. °
ST90-B6 115 16 6MA 115 32 50 -16 95 6 3015-M4X11 STVEBO12X30 T15 08 v TN.l6.. o
ST90-B6 125 16 7TMA 125 40 63 -16 95 7 3015-M4X11 STVEBO12Xx30 T15 08 v  TN.I6.. o
ST90-B6 125 16 9IMA 125 40 63 -6 95 9 Vv 3015-M4X11 STVEBO12X30 T15 08 v TN.l6. °
ST90-B6 140 16 8MA 140 40 63 -6 95 8 3015-M4X11 STVFBO12X30 T15 0.8 v  TN..16.. o
ST90-B6 160 16 IOMA 160 40 63 -16 -95 10 3015-M4X11 STVEBO12X40 T15 08 v TN.l6.. o
ST90-B6 175 16 TOMA* 175 40 63 -16 95 10 V 3015-M4X11 STVEBO12X40 T15 08 v TN.I6.. o
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STOO-B6 16 SO TSPXXL

60°
TNGX 16
%R
m IC D1 LS I AR
— [mm] [mm] [mm] [mm] O —A
1606 9.525 44 16.5 6.58 = L O Oy
] .
. L _ S
GEOMETRIE/GEOMETRIES

38°

A
D
=

£
S

Inserti per frese ST90B-6/Inserts for milling tools ST90B-6

TIPO DI INSERTO

TYPE OF INSERT

TNGX 160604 F BO PM30-3P ap max 10 mm 2 FR22 °
TNGX 160604 F BO PM40-3P ap max 10 mm 2] FR22 o
TNGX 160608 F BO MS30-3P ap max 10 mm m 3 FR22 .
TNGX 160608 F BO PH10-3P ap max 10 mm (H] FR22 °
TNGX 160608 F BO PM30-3P ap max 10 mm [ FR22 °
TNGX 160608 F BO PM40-3P ap max 10 mm 12} FR22 o
TNGX 160604 AL BO KN10 ap max 9 mm [N] FR22 .
TNGX 160608 AL BO KN10 ap max 9 mm [N FR22 °
TNGX 160604 M BO MS30-3P ap max 10 mm B FR22 °
TNGX 160604 M BO PH10-3P ap max 10 mm FR22 °
TNGX 160604 M BO PM30-3P ap max 10 mm 3] FR22 o
TNGX 160604 M BO PM40-3P ap max 10 mm [ FR22 °
TNGX 160608 M BO MS30-3P ap max 10 mm [m] FR22 °
TNGX 160608 M BO PH10-3P ap max 10 mm M FR22 °
TNGX 160608 M BO PK15-3P ap max 10 mm (2] FR22 ]
TNGX 160608 M BO PM30-3P ap max 10 mm 12 FR22 °
TNGX 160608 M BO PM40-3P ap max10 mm (12} FR22 °
TNGX 160608 M BO PM50-3P ap max 10 mm 2 FR22 °
TNGX 160608 M BO PM25-3C ap max 10 mm 12 FR22 o
TNGX 160612 M BO PM30-3P ap max 10 mm ) FR22 .
TNGX 160612 M BO PM40-3P ap max 10 mm B FR22 o
TNGX 160616 M BO PH10-3P ap max 10 mm [H FR22 °
TNGX 160616 M BO PM30-3P ap max 10 mm 2] FR22 °
TNGX 160616 M BO PM40-3P ap max 10 mm [ FR22 o
TNGX 160604 M SA PM35P ap max 10 mm ® FR22 °
TNGX 160608 M SA PM35P ap max 10 mm (12} FR22 °
TNGX 160616 M SA PM35P ap max 10 mm 3] FR22 °
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Velocita di taglio in metri minuto/Cutting speed in metres/minute

MATERIALE e ?:g_ﬁi:’ L té\;g?:t)o %ﬁggﬁ:ecglln:l Alluminio
45/55 HRC 625

CODICE wvw f ap | w f ap w f a vw f ap v f ap|vw f ap | vw f ap
PH10-3P 250 0J2 3 220 012 3 160 012 3 200 018 3 160 010 3 - - - - - -
PM25-3C 230 015 3 200 004 3 - - - 220020 3 140 010 3 - - - - - -
PM30-3P 210 006 3 180 014 3 130 013 3 180 020 3 130 012 3 55 o1 3 - - -
PM40-3P 190 018 3 160 015 3 120015 3 - - - 120012 3 5 o1 3 - - -
SAPM35P 180 018 3 160 015 3 - - - 140 020 3 - - - - - - - - -
PM50-3C 180 020 3 140 016 3 100 015 3 - - - 90 04 3 40 o1 3 - - -
MS30-3P 200 016 3 160 014 3 150015 3 - - - - - - 5 0101 3 - - -
KN10 S - - - e e .o e o e e oo - 300 018 3

VZ 30 45 60

ii:l}f 0,18 0,14 0,10

F M m

s 04 08 04 08 12 16 04 08

) 2] 19 2] 19 1,73 1,14 2] 19
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Legenda Icone
/fcon Glossary

Materiale
Utensile
Tool substrate

Metallo Duro
Micrograin carbide

Angolo Elica
Helix angle

A35°
A38°

15°

35°-38°

Numero di
Denti
Number of
cutting edges

®

Tdente
1 Flute

2 denti
2 Flutes

3 denti
3 Flutes

4 denti
4 Flutes

Rivestimento
Coating

AITiN/SIN
Rivestimento
Nanocomposito
Nanocomposite
coating

Rivestimento
Nanocomposito
Specifico per
Temprato
Nanocomposite
coating for Super
hardened steels

Rivestimento AITIN
AITiN coated

Rivestimento
AITiCrSiN
AITICrSiN coated

Rivestimento HP
HP coated

Rivestimento
diamante
Diamond coated

Nudo
Uncoated




ST eHE SRC

PO

Caratteristiche
* Scarico conico per ridurre le vibrazioni
* Ampia gamma rastremature per |'utilizzo su varie applicazioni
* Metallo duro integrale micrograna utilizzato per tagli ad alta velocita
* Maggiore rigidita e riduzione delle vibrazioni grazie alla geometria ottimizzata
* Rivestimenti nanocompositi per una migliore resistenza all'usura e una
maggiore durata dell'utensile

« Per taglio a secco e con refrigerante Type A Type B
Compound neck \\% Without taper Z
Q Q
Features shape \§; )
« Tapered neck for vibration-reduced cutgng ] Under Neck Length \ Under Neck Length
* Extended neck style for long reach applications - " \‘ \\ - "
« Used micrograin solid carbide excellent for high speed cutting
« Greater rigidity and reduced chattering through optimized geometry A
» Nanocomposite coatings for improved wear resistance and longer tool life °
« For Dry cutting and Wet cutting Tolerance :
Cutting Dia. Radius
d<6: 0/-0.01 R<0.25: 0/-0.005
d>6: 0/-0.015 R>0.25: 0/-0.01

Adatto per / Recommended wor kpi ece Material : ©:. Prima scelta(First choice), O: Scelta alternativa(Alternative choice), : Scelta limite(Limited choice)

Acciaio Basso Legato / i alo legati ificat Temprati fino a 68
Acciaio per utensili Acdiaio Inox Ghisa Acciai alto legati Bonificati/ HRC Leghe di
(~HB350) (~HB 240) (~HB260) (~HRe50) Temprati (HRc 55~68) Leghe diTitanio | Leghe di Rame gneld] Resine /ABS Grafite
. Prehardened (HRc 45~55) > Alluminio ; ’ )
Carboln Steell i AII;Jy ?talnless Steel - Cast Iron Steel Hardened Steel Super Har;iened Titanium Alloy | Copper Alloy Aluminum Alloy Resin & Plastics Graphite
Steel / Tool Steel (fino a 240 HB) (fino a 260 HB) Steel
(fino 350 HB) (fino a 50 HRc) (45 to 55 HRc) (5510 68 HR)
©) A O O (©)
(Unit: mm)
27 Frese Sferiche Rastremate Coniche per Acciai fino 68 HRC/2F Ball Endmill-Tapered Neck FR40
Diametro Angolo Lunghezza Lunghezza  Diametro  Diametro Lunghezza Diametro = Raggio  Tipo Utile  Angolo di Utile Effettivo Fresa in base
X Raggio Conicita ~ Utile | Tagliente minimoscarico massimo =~ Totale =~ Gambo | Raccordo Disegno  cilindrico interferenza all'indinazione del pezzo
Codice Cutting Dia ~ Neck Angle Length | Length ~ NeckDia | scarico  Overall | ShankDia = NeckR = Type | teorico Interference The effective under-neck length
Product No X Radius of Reach of Cut Under' Neck  length Drawing Approx neck  Angle for the various draft angles
Ball Nose Dia length
(dXR) 6n 2 L d2 d3 L D (A-B) I 6k 05° 1° 150 2° 30
2H6 SFRC 050 040 400 0.5XR0.25 0.4 4 0.35 0.47 0.521 50 4 7 A 2.49 835 462 500 530 555 5.99
2H6 SFRC 050 040 600 0.5 XR0.25 0.4 6 0.35 0.47 0.549 50 4 10 A 2.49 720 6.80 741 7.86 824 8.89
2H6 SFRC 050 090 600 0.5XR0.25 0.9 6 0.35 0.47 0.648 50 4 10 A 1.30 732 262 6.92 752 797 8.69
2H6 SFRC 050 090 800 0.5XR0.25 0.9 8 0.35 0.47 0.710 50 4 10 A 1.30 6.45 2.62 8.96 9.67 10.18 10.99
2H6 SFRC 050 090 1200 0.5 XR0.25 0.9 12 0.35 0.47 0.836 50 4 10 A 1.30 521  2.62 13.05 13.94 14.55 15.49
2H6 SFRC 060 040200 0.6 XR0.3 0.4 2 0.40 0.57 0.592 50 4 4 A 2.17 9.93 242 259 273 2.85 3.08
2H6 SFRC 060 040400 0.6 XR0.3 0.4 4 0.40 0.57 0.620 50 4 7 A 2.54 8.31 4.62 500 529 554 598
2H6 SFRC 060 040600 0.6 XR0.3 0.4 6 0.40 0.57 0.648 50 4 10 A 2.54 714 6.80 741 7.85 8.23 8.88
2H6 SFRC 060 040800 0.6 XR0.3 0.4 8 0.40 0.57 0.676 50 4 10 A 2.54 6.26 8.85 9.56 10.07 10.50 11.22
2H6 SFRC 060 040 100 0.6 XR0.3 0.4 10 0.40 0.57 0.704 50 4 10 A 2.54 5.57 10.89 11.70 12.27 12.73 13.52
2H6 SFRC 060 040 1200 0.6 XR0.3 0.4 12 0.40 0.57 0.732 55 4 10 A 2.54 5.02 12.94 13.83 14.44 14.95 15.79
2H6 SFRC 060 040 1500 0.6 XR0.3 0.4 15 0.40 0.57 0.774 55 4 10 A 2.54 4.37 1599 17.01 17.68 18.24 19.27
2H6 SFRC 060 090 400 0.6 X R0.3 0.9 4 0.40 0.57 0.683 50 4 7 A 135 8.41 2,67 470 507 5.37 5.85
2H6 SFRC 060 090 600 0.6 X R0.3 0.9 6 0.40 0.57 0.746 50 4 10 A 135 726 267 692 751 796 8.68
2H6 SFRC 060 090 800 0.6 X R0.3 0.9 8 0.40 0.57 0.809 50 4 10 A 135 6.38 2.67 8.96 9.67 10.18 10.98
2H6 SFRC 060 090 1000 0.6 X R0.3 0.9 10 0.40 0.57 0.872 50 4 10 A 135 5.70  2.67 11.01 11.81 12.37 13.25
2H6 SFRC 060 090 1200 0.6 X R0.3 0.9 12 0.40 0.57 0.934 55 4 10 A 1.35 5.14 2,67 13.05 13.94 14.54 15.49
2H6 SFRC 060 090 1500 0.6 X R0.3 0.9 15 0.40 0.57 1.029 55 4 10 A 1.35 4.49 2,67 16.10 17.11 17.78 18.81
2H6 SFRC 060 140 400 0.6 X R0.3 1.4 4 0.40 0.57 0.746 50 4 7 A 1.01 852 141 280 478 5.16 570
2H6 SFRC 060 140 500 0.6 X R0.3 1.4 5 0.40 0.57 0.795 50 4 7 A 1.01 791 141 2.80 5.80 6.23 6.83
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(Unit: mm)

Diametro Angolo Lunghezza Lunghezza  Diametro  Diametro Lunghezza Diametro = Raggio  Tipo Utle  Angolo di
x Raggio Conicita =~ Utile  Tagliente minimoscarico massimo =~ Totale = Gambo | Raccordo Disegno cilindrico interferenza
Cutting Dia ~ Neck Angle Length | Length = Neck Dia scarico | Overall | ShankDia | NeckR = Type | teorico |Interference

Utile Effettivo Fresa in base
all'inclinazione del pezzo

Pr;:g:(i?cteNo [);allila’gg;se of Reach  of Cut Undf),i ‘IIVeck length Drawing Ap;;gz)g(r I;;ed( Angle m;)rez’egt l’;ﬁ;:g;::;f”/;gth
(dXR) 6n 12 L ) d3 L D (A-B) I ok w | e | e F
2H6 SFRC 060 140 600 0.6 X R0.3 1.4 6 0.40 0.57 0.844 50 4 10 A 1.01 739 141 2.80 7.04 7.63 8.45
2H6 SFRC 060 140 800 0.6 X R0.3 14 8 0.40 0.57 0.941 50 4 10 A 1.01 6.52 141 280 9.08 9.78 10.71
2H6 SFRC 060 140 1000 0.6 X R0.3 14 10 0.40 0.57 1.039 50 4 10 A 6.52 583 141 280 1113 1192 12.94
2H6 SFRC 060 140 2000 0.6 X R0.3 14 20 0.40 0.57 1.528 60 4 10 A 6.52 3.82 141 280 21.31 22.47 23.84
2H6 SFRC 060290 600 0.6 XR0.3 29 6 0.40 0.57 1137 50 4 10 A 0.69 779 077 090 112 158 745
2H6 SFRC 060290 800 0.6 XR0.3 29 8 0.40 0.57 1.340 50 4 10 A 0.69 695 077 090 112 158 9.49
2H6 SFRC 060 290 1200 0.6 XR0.3 29 12 0.40 0.57 1.745 55 4 10 A 0.69 571 077 090 112 158 13.56
2H6 SFRC 080 040 400 0.8 XR0.4 0.4 4 0.50 0.77 0.819 50 4 7 A 2.64 822 461 499 528 553 597
2H6 SFRC 080 040 600 0.8 X R0.4 0.4 6 0.50 0.77 0.847 50 4 7 A 2.64 701 666 714 750 779 830
2H6 SFRC 080 040 800 0.8 X R0.4 0.4 8 0.50 0.77 0.875 50 4 10 A 2.64 611 885 9.56 10.06 10.49 11.21
2H6 SFRC 080 040 1200 0.8 X R0.4 0.4 12 0.50 0.77 0.931 55 4 10 A 2.64 4.86 1293 13.83 14.44 14.94 15.77
2H6 SFRC 080090 800 0.8 X R0.4 0.9 8 0.50 0.77 1.006 50 4 10 A 1.45 624 277 896 9.66 10.17 10.97
2H6 SFRC 080 090 1200 0.8 X R0.4 0.9 12 0.50 0.77 1131 55 4 10 A 1.45 499 277 13.04 13.93 14.54 15.48
2H6 SFRC 080 090 1600 0.8 X R0.4 0.9 16 0.50 0.77 1257 55 4 10 A 1.45 415 277 1712 18.16 18.85 19.90
2H6 SFRC 100 040 600 1.0 XR0.5 0.4 6 0.80 0.94 1.013 50 6 7 A 5.09 826 6.82 724 757 1785 834
2H6 SFRC 100 040 800 1.0 XR0.5 0.4 8 0.80 0.94 1.041 55 6 7 A 5.09 744 885 936 9.74 10.07 10.62
2H6 SFRC 100 040 1000 1.0 XR0.5 0.4 10 0.80 0.94 1.068 55 6 10 A 5.09 6.76  11.07 11.79 12.33 12.78 13.54
2H6 SFRC 100 040 1500 1.0 X R0.5 0.4 15 0.80 0.94 1.138 60 6 10 A 5.09 551 1616 1708 1773 18.27 19.31
2H6 SFRC 100 040 2000 1.0 XR0.5 04 20 0.80 0.94 1.208 65 6 10 A 5.09 465 21.23 22.33 23.08 23.69 25.73
2H6 SFRC 100 040 2500 1.0 XR0.5 04 25 0.80 0.94 1278 70 6 10 A 5.09 402 26.31 2756 28.38 29.05 32.15
2H6 SFRC 100 040 3000 1.0 X R0.5 0.4 30 0.80 0.94 1.348 75 6 10 A 5.09 3.54  31.37 32.76 33.66 34.82 38.57
2H6 SFRC 100 040 5000 1.0 X R0.5 0.4 50 0.80 0.94 1.627 95 6 10 A 5.09 240 51.62 53.44 5527 5796 free
2H6 SFRC 100 040 7000 1.0 XR0.5 0.4 70 0.80 0.94 1.906 115 6 10 A 5.09 181 7183 73.98 7733 free free
2H6 SFRC 100 090 600 1.0 XR0.5 0.9 6 0.80 0.94 1.103 50 6 7 A 2.70 836 547 961 732 765 819
2H6 SFRC 100 090 1000 1.0 XR0.5 0.9 10 0.80 0.94 1229 55 6 10 A 2.70 6.88 547 1120 1191 12.44 13.28
2H6 SFRC 100 090 1500 1.0 X R0.5 0.9 15 0.80 0.94 1.386 60 6 10 A 2.70 5.64 547 16.28 1719 1784 18.84
2H6 SFRC 100 090 1600 1.0 X R0.5 0.9 16 0.80 0.94 1.418 60 6 10 A 2.70 544 547 1729 18.24 1891 19.94
2H6 SFRC 100 090 2000 1.0 XR0.5 0.9 20 0.80 0.94 1.543 65 6 10 A 2.70 477 547 2135 22.44 23.18 24.68
2H6 SFRC 100 090 2500 1.0 XR0.5 0.9 25 0.80 0.94 1.700 70 6 10 A 2.70 414 547 26.42 2766 28.48 30.83
2H6 SFRC 100 090 3000 1.0 X R0.5 0.9 30 0.80 0.94 1.857 75 6 10 A 2.70 3.65 547 3149 32.86 33.75 36.98
2H6 SFRC 100 090 3500 1.0 X R0.5 0.9 35 0.80 0.94 2.015 80 6 10 A 2.70 327 547 36.55 38.04 39.00 43.12
2H6 SFRC 100 090 4000 1.0 X R0.5 0.9 40 0.80 0.94 2172 85 6 10 A 2.70 296 547 41.61 43.22 44.46 free
2H6 SFRC 100 090 5000 1.0 X R0.5 0.9 50 0.80 0.94 2.486 95 6 10 A 2.70 248 547 51.73 53.53 55.55 free
2H6 SFRC 100 090 6000 1.0 X R0.5 0.9 60 0.80 0.94 2.800 105 6 10 A 2.70 214 547 61.84 63.81 66.63 free
2H6 SFRC 100 090 7000 1.0 X R0.5 0.9 70 0.80 0.94 3114 115 6 10 A 2.70 1.88 547 7194 74.09 free free
2H6 SFRC 100 140600 1.0 XR0.5 14 6 0.80 0.94 1.194 50 6 7 A 2.02 847 287 585 701 741 8.01
2H6 SFRC 100 140 1200 1.0 XR0.5 14 12 0.80 0.94 1.487 60 6 10 A 2.02 645 2.87 5.85 13.36 1414 1520
2H6 SFRC 100 140 1600 1.0 XR0.5 14 16 0.80 0.94 1.683 60 6 10 A 2.02 557 2.87 585 1742 18.36 19.56
2H6 SFRC 100 140 2000 1.0 XR0.5 1.4 20 0.80 0.94 1.878 65 6 10 A 2.02 490 287 5.85 21.48 22.55 23.88
2H6 SFRC 100 140 2200 1.0 XR0.5 1.4 22 0.80 0.94 1.976 70 6 10 A 2.02 462 287 5.85 23.50 24.64 26.03
2H6 SFRC 100 140 2500 1.0 X R0.5 1.4 25 0.80 0.94 2.123 70 6 10 A 2.02 426 2.87 585 26.55 27.76 29.51
2H6 SFRC 100 140 5000 1.0 XR0.5 14 50 0.80 0.94 3.345 95 6 10 A 2.02 257 287 585 51.84 53.63 free
2H6 SFRC 100 290 1000 1.0 XR0.5 29 10 0.80 0.94 1.872 55 6 10 A 139 742 157 186 235 339 1174
2H6 SFRC 100290 1500 1.0 XR0.5 29 15 0.80 0.94 2379 60 6 10 A 1.39 620 157 186 235 3.39 16.81
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(Unit: mm)
G el R e B e T LR i e e
Codice Cuttmngla Neck Angle Length  Length  Neck Dia scarico | Overall | Shank Dia = Neck R Typg teorico  Interference The effectve under-neck length
Product No ;(allzlaﬁg;se of Reach | of Cut Und;ri é\leck length Drawing APIZZ; tr;'eck Angle for the various draft angles
(dXR) on 12 I d2 d3 L D (A-B) I ok 2w e e ®
2H6 SFRC 100 290 2000 1.0 X R0.5 29 20 0.80 0.94 2.885 65 6 10 A 1.39 533 157 1.86 235 3.39 21.88
2H6 SFRC 100 290 3000 1.0 X R0.5 29 30 0.80 0.94 3.898 75 6 10 A 1.39 416 157 1.86 2.35 3.39 32.00
2H6 SFRC 150040800 15XR0.75 0.4 8 1.35 1.42 1.513 55 6 7 A 707 721 895 9.41 9.78 10.09 10.62
2H6 SFRC 150 040 1000 1.5XR0.75 0.4 10 1.35 142 1.541 55 6 7 A 707 6.51  10.97 11.52 11.93 12.28 12.90
2H6 SFRC 150 040 1200 1.5XR0.75 0.4 12 1.35 142 1.569 55 6 7 A 707 593 13.00 13.62 14.07 14.45 15.47
2H6 SFRC 150 040 3000 1.5XR0.75 0.4 30 1.35 1.42 1.820 75 6 10 A 707 330 3146 32.79 33.68 34.85 38.57
2H6 SFRC 150 090 1000 1.5XR0.75 0.9 10 1.35 1.42 1.692 55 6 7 A 3.89 6.63 783 11.08 1161 12.02 12.67
2H6 SFRC 150 090 1500 1.5XR0.75 0.9 15 1.35 1.42 1.849 60 6 10 A 3.89 536 783 16.40 1725 1788 18.86
2H6 SFRC 150 090 2000 1.5XR0.75 0.9 20 1.35 142 2.006 65 6 10 A 3.89 450 783 21.47 22.49 2321 24.72
2H6 SFRC 150 090 3000 1.5XR0.75 0.9 30 1.35 142 2.320 75 6 10 A 3.89 340 783 31.59 32.90 33.78 37.01
2H6 SFRC 150 140 1000 1.5 X R0.75 1.4 10 135 142 1.843 55 6 7 A 2.98 6.75 423 859 1119 11.70 12.45
2H6 SFRC 150 140 2000 1.5 X R0.75 1.4 20 135 142 2.332 65 6 10 A 2.98 462 423 859 2161 22.61 23.91
2H6 SFRC 150 140 3000 1.5 X R0.75 1.4 30 135 142 2.820 75 6 10 A 2.98 351 423 859 31.73 33.02 35.45
2H6 SFRC 150 140 4000 1.5 X R0.75 1.4 40 135 142 3.309 85 6 10 A 2.98 2.83 423 859 41.84 4336 free
2H6 SFRC 150 140 5000 1.5 X R0.75 1.4 50 135 142 3.798 95 6 10 A 2.98 237 423 859 51.95 53.67 free
2H6 SFRC 1502902000 1.5XR0.75 2.9 20 135 142 3.310 65 6 10 A 213 503 242 287 3.63 525 22.05
2H6 SFRC 200 040 800 2.0 XR1.0 0.4 8 170 192 2.008 50 6 4 A 742 696 870 9.03 9.28 9.50 10.27
2H6 SFRC 200 040 1200 2.0 XR1.0 0.4 12 1.70 192 2.064 55 6 7 A 742 5.64 13.00 13.61 14.06 14.43 15.40
2H6 SFRC 200 040 1600 2.0 XR1.0 0.4 16 1.70 192 2.120 60 6 7 A 742 4.74 1705 17.79 18.31 18.74 20.54
2H6 SFRC 200 040 2000 2.0 XR1.0 04 20 1.70 192 2.176 65 6 10 A 742 409 21.33 22.37 23.09 23.68 25.67
2H6 SFRC 200 040 2500 2.0 XR1.0 0.4 25 1.70 1.92 2.245 65 6 10 A 742 349 26.40 2759 28.39 29.05 32.09
2H6 SFRC 200 040 3000 2.0 XR1.0 0.4 30 1.70 1.92 2315 70 6 10 A 742 3.04 3146 32.79 33.67 34.81 38.51
2H6 SFRC 200 040 3500 2.0 X R1.0 0.4 35 170 1.92 2385 75 6 10 A 742 2.69 36.56 38.01 38.96 40.77 free
2H6 SFRC200 040 4000 2.0 X R1.0 0.4 40 1.70 1.92 2455 80 6 10 A 742 242 4158 43.14 44.26 4639 free
2H6 SFRC200 040 8000 2.0 X R1.0 0.4 80 1.70 1.92 3.013 120 6 10 A 742 134 81.99 84.47 44.26 4639 free
2H6 SFRC 200 090 1200 2.0 XR1.0 0.9 12 1.70 1.92 2.244 55 6 7 A 424 576 830 13.11 13.70 1414 free
2H6 SFRC 200 090 1600 2.0 XR1.0 0.9 16 170 1.92 2.369 60 6 7 A 424 486 830 1716 1788 free free
2H6 SFRC200 090 2000 2.0 XR1.0 0.9 20 170 192 2.495 65 6 10 A 424 420 830 21.48 2249 free free
2H6 SFRC200 090 2500 2.0 XR1.0 0.9 25 170 192 2.652 65 6 10 A 424 3.60 830 26.54 27.70 28.50 30.82
2H6 SFRC200 090 3000 2.0 XR1.0 0.9 30 170 1.92 2.809 70 6 10 A 424 3.14 830 31.60 32.90 33.77 36.97
2H6 SFRC200 090 3500 2.0 XR1.0 0.9 35 170 192 2.966 75 6 10 A 424 279 830 36.66 38.08 39.02 36.97
2H6 SFRC200 090 4000 2.0 XR1.0 0.9 40 170 192 3.123 80 6 10 A 424 251 830 41.72 43.25 44.50 36.97
2H6 SFRC200 090 5000 2.0 XR1.0 0.9 50 170 192 3.438 90 6 10 A 424 209 830 51.82 53.56 55.58 36.97
2H6 SFRC200 090 6000 2.0 XR1.0 0.9 60 170 192 3.752 100 6 10 A 424 179 830 61.92 63.84 55.58 36.97
2H6 SFRC 200 090 7000 2.0 XR1.0 0.9 70 170 192 4.066 110 6 10 A 424 156 830 72.02 74.15 55.58 36.97
2H6 SFRC 200 140 1000 2.0 XR1.0 1.4 10 170 192 2.326 55 6 7 A 333 6.47 463 9.9 1120 11.70 12.43
2H6 SFRC 200 140 1600 2.0 XR1.0 1.4 16 170 192 2.619 60 6 7 A 333 498 4.63 9.19 1727 1797 18.98
2H6 SFRC 200 140 2000 2.0 XR1.0 1.4 20 170 192 2.814 65 6 10 A 333 432 463 9.19 21.62 22.61 23.90
2H6 SFRC 200 140 2200 2.0 XR1.0 1.4 22 170 192 2912 65 6 10 A 333 405 463 9.9 23.65 24.70 26.05 O
2H6 SFRC 200 140 2500 2.0 X R1.0 14 25 170 1.92 3.059 65 6 10 A 333 371 463 9.9 26.68 27.82 29.55 g
2H6 SFRC 200 140 3000 2.0 XR1.0 14 30 1.70 1.92 3.303 70 6 10 A 3.33 324 463 9.9 3174 33.02 35.42 E
2H6 SFRC 200 140 3500 2.0 XR1.0 14 35 1.70 1.92 3.548 75 6 10 A 333 2.88 461 917 36.93 3829 free 2
2H6 SFRC 200 140 4000 2.0 XR1.0 14 40 1.70 1.92 3.792 80 6 10 A 3.33 260 4.63 9.19 41.85 43.36 free ;
2H6 SFRC 200290 1200 2.0 XR1.0 29 12 1.70 1.92 2.964 55 6 7 A 248 630 2.80 3.27 4.09 5.83 13.57 6'
0
r
0
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(Unit: mm)

Diametro Angolo Lunghezza Lunghezza  Diametro  Diametro Lunghezza Diametro = Raggio  Tipo Utle  Angolo di
x Raggio Conicita =~ Utile  Tagliente minimoscarico massimo =~ Totale = Gambo | Raccordo Disegno cilindrico interferenza
Cutting Dia ~ Neck Angle Length | Length = Neck Dia scarico | Overall | ShankDia | NeckR = Type | teorico |Interference

Utile Effettivo Fresa in base
all'inclinazione del pezzo

Pr;:g:(i?cteNo [);allila’gg;se of Reach  of Cut Undf),i ‘IIVeck length Drawing Ap;;gz)g(r I;;ed( Angle m;)rez’egt l’;ﬁ;:g;::;f”/;gth
(dXR) én P2 1 ) d L D (A-B) [ & ol v | 2 | 5
2H6 SFRC 200 290 1500 2.0 XR1.0 29 15 1.70 192 3.267 60 6 7 A 248 560 2.80 327 4.09 583 16.59
2H6 SFRC 200290 2000 2.0 XR1.0 29 20 1.70 192 3.774 65 6 10 A 248 472 280 327 4.09 5.83 22.08
2H6 SFRC 300 040 800 3.0 XR1.5 0.4 8 2.50 2.86 2937 50 6 4 A 8.50 625 887 913 935 9.55 1033
2H6 SFRC 300 040 1600 3.0 XR1.5 0.4 16 2.50 2.86 3.048 55 6 7 A 12.52 401 1725 17.89 18.38 18.79 20.60
2H6 SFRC 300 040 2000 3.0 XR1.5 0.4 20 2.50 2.86 3.104 60 6 7 A 12.52 3.40 21.29 22.04 22.60 23.34 25.74
2H6 SFRC 300 040 2500 3.0 XR1.5 0.4 25 2.50 2.86 3.174 70 6 10 A 12.52 2.86 26.66 27.76 28.54 29.38 free
2H6 SFRC 300 040 3000 3.0 XR1.5 0.4 30 2.50 2.86 3.244 70 6 10 A 12.52 246  31.67 32.88 33.73 3492 free
2H6 SFRC 300 040 3500 3.0 XR1.5 0.4 35 2.50 2.86 3.314 75 6 10 A 12.52 216 36.78 38.13 39.05 40.97 free
2H6 SFRC 300 040 4000 3.0 XR1.5 0.4 40 2.50 2.86 3.384 80 6 10 A 12.52 193  41.78 43.23 4438 free free
2H6 SFRC 300 040 5000 3.0 XR1.5 0.4 50 2.50 2.86 3.523 90 6 10 A 12.52 159  51.87 53.53 55.41 free free
2H6 SFRC 300 040 8000 3.0 XR1.5 0.4 80 2.50 2.86 3.942 120 6 10 A 12.52 1.04 82.14 84.60 free free free
2H6 SFRC 300 090 1500 3.0 XR1.5 0.9 15 2.50 2.86 3253 55 6 7 A 6.95 430 13.78 16.35 16.95 1741 18.64
2H6 SFRC 300 090 2000 3.0 XR1.5 0.9 20 2.50 2.86 3.410 60 6 7 A 6.95 3.50 13.78 21.40 22.14 22.68 24.78
2H6 SFRC 300 090 2500 3.0 XR1.5 0.9 25 2.50 2.86 3.567 70 6 7 A 6.95 295 13.77 26.91 2795 28.71 free
2H6 SFRC300 090 3000 3.0XR1.5 0.9 30 2.50 2.86 3.724 70 6 10 A 6.95 2.54 13.78 31.82 33.00 33.84 free
2H6 SFRC300 090 3500 3.0XR1.5 0.9 35 2.50 2.86 3.881 75 6 10 A 6.95 2.24 13.78 36.87 38.18 39.11 free
2H6 SFRC300 090 4000 3.0XR1.5 0.9 40 2.50 2.86 4.038 80 6 10 A 6.95 2.00 13.78 41.92 43.34 free free
2H6 SFRC300 090 5000 3.0XR1.5 0.9 50 2.50 2.86 4.352 90 6 10 B 6.95 1.64 13.78 52.01 53.64 free free
2H6 SFRC300 090 6000 3.0XR15 0.9 60 2.50 2.86 4.667 100 6 10 B 6.95 139 13.78 62.10 free free free
2H6 SFRC300 090 7000 3.0XR15 0.9 70 2.50 2.86 4.981 110 6 10 B 6.95 120 13.78 free free free free
2H6 SFRC300 090 9000 3.0XR1.5 0.9 90 2.50 2.86 5.609 130 6 10 B 6.95 0.95 13.78 72.19 53.64 39.11 free
2H6 SFRC300 140 3000 3.0 XR1.5 1.4 30 2.50 2.86 4.204 70 6 10 B 5.36 2,63 751 15.05 31.97 33.13 free
2H6 SFRC300 140 4000 3.0 XR1.5 1.4 40 2.50 2.86 4.693 80 6 10 B 5.36 2,05 751 15.05 42.06 free free
2H6 SFRC300 140 5000 3.0 X R1.5 1.4 50 2.50 2.86 5.182 90 6 10 B 5.36 1.68 751 15.05 52.16 free free
2H6 SFRC400 040 2000 4 X R2.0 0.4 20 8.00 3.86 4.062 70 8 10 A 18.02 418 21,86 22,73 23,39 23,96 26,45
2H6 SFRC400 040 2500 4 X R2.0 0.4 25 8.00 3.86 4.079 70 8 10 A 18.02  3.55 26.91 27.92 28.67 29.63 32.86
2H6 SFRC400 040 3000 4 X R2.0 0.4 30 8.00 3.86 4.167 80 8 10 A 18.02  3.09 31.95 33,09 33,92 34.41 free
2H6 SFRC400 040 3500 4 X R2.0 0.4 35 8.00 3.86 4237 85 8 10 A 18.02 273 37.00 38,25 39,15 41.2 free
2H6 SFRC400 040 4000 4 X R2.0 0.4 40 8.00 3.86 4.306 90 8 10 A 18.02  2.45 42.04 43.41 44.78 46.99 free
2H6 SFRC400 040 6000 4 X R2.0 0.4 60 8.00 3.86 4586 110 8 10 A 18.02 1.74  62.14 63.88 66.58 43.46 24.78
2H6 SFRC400 090 2000 4 X R2.0 0.9 20 8.00 3.86 4.237 70 8 7 A 1245 426 20.79 21.76 22.37 22.87 25.16
2H6 SFRC400 090 2500 4 X R2.0 0.9 25 8.00 3.86 4.394 70 8 10 A 1245  3.64 25.30 27.34 28.23 28.94 31.96
2H6 SFRC400 090 3000 4 X R2.0 0.9 30 8.00 3.86 4.551 80 8 7 A 12.45 3.17  25.53 31.83 32.66 33.95 37.45
2H6 SFRC400 090 3500 4 X R2.0 0.9 35 8.00 3.86 4.708 85 8 7 A 1245  2.82 25.53 36.87 37.79 39.50 free
2H6 SFRC400 090 4000 4 X R2.0 0.9 40 8.00 3.86 4.865 90 8 7 B 1245 253 25.53 42.31 43.56 45.04 free
2H6 SFRC400 090 5000 4 X R2.0 0.9 50 8.00 3.86 5.180 100 8 7 B 12.45 210 25.53 52.39 53.84 56.12 free
2H6 SFRC400 090 6000 4 X R2.0 0.9 60 8.00 3.86 5.494 110 8 7 B 12.45 1.80 25.53 62.46 64.14 free free
2H6 SFRC400 140 4500 4 X R2.0 1.4 45 8.00 3.86 5.669 95 8 7 B 10.86 237 15.79 33.06 47.66 48.93 free
2H6 SFRC400 140 8000 4 X R2.0 1.4 80 8.00 3.86 7379 130 8 7 B 10.86 143 15.79 33.06 free free free
2H6 SFRC400 290 2500 4 X R2.0 29 25 8.00 3.86 5.582 75 8 7 B 9.38 3.99 10.91 13.27 17.30 25.73 27.74
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Caratteristiche E ‘
* Ampia gamma rastremature per |'utilizzo su varie applicazioni
* Metallo duro integrale micrograna utilizzato per tagli ad alta velocita e
* Maggiore rigidita e riduzione delle vibrazioni grazie alla geometria ottimizzata
* Rivestimento nanocomposito altamente resistente all'usura, all'ossidazione specifico per temprati
* Geometria di taglio appositamente progettata per acciai super temprati
* Migliore qualita di finitura della superficie del pezzo
* Solo per il taglio a secco
Features
« Extended neck style for long reach applications
« Used micrograin solid carbide excellent for high speed cutting
« Greater rigidity and reduced chattering through optimized geometry
« A highly-wear resistant nanocomposite coating for oxidation resistance and extreme hardness
« Cutting geometry specifically engineered for super hardened steels
« Improved workpiece surface quality Tolerance :
« Only for Dry cutting
Cutting Dia. Radius
d<6:0/-0.01 R<0.25: 0/-0.005
d>6: 0/-0.015 R>0.25: 0/-0.01
Adatto per / Recommended Workpiece Material : ©:: Prima scelta(First choice), O: Scelta alternativa(Alternative choice), 2\: Scelta limite(Limited choice)
Acciaio Basso Legato / - ; _— Temprati fino a 68
Acciaio per uteﬁsili Acciaio Inox Ghisa Acciai alto legati Bonificati/ HRC Y
(~HB350) (~HB 240) (~HB 260) (~HRc 50) Temprai (HRc 55~68) Leghe diTitanio | Leghe di Rame ERIECS Resine /ABS Grafite
) Prehardened (HRc 45~55) K Alluminio ; ’ p
Carboln Stee; / All?y Sﬁtalnless Steel . Cast Iron Steel Hardened Steel Super Har;iened Titanium Alloy | Copper Alloy Aluminum Alloy Resin & Plastics Graphite
Steel / Tool Steel (fino a 240 HB) (fino a 260 HB) Stee
(fino 350 HB) (fino a 50 HRc) (45 to 55 HRc) (55 t0 68 HR)
O A O O ©)
(Unit: mm)
27 Frese Sferiche Rastremate per Acciai fino 68 HRC/2F Necked Ball End for Super Hardened Steels FR40
Diametro x Raggio  Lung. Tagliente Lung. Utile ~Diametro = Angolo  Lung. Totale ~ Diametro Utile Effettivo Fresa in’base aII'incIinazioqe del pezzo
) Cutting Dia. Length length | Scaricato | Scarico Qverall Length ~ Gambo Adtual Effective Length depending
Codice X Radius of of Cut ofReach | NeckDia = Taper Shank on inclined angle of workpiece
Product No. Ball Nose Angle Dia.
(dXR) I 12 7] 0° L D 30° 1° 1°30° 2° 3°
2H6 SFR 020 050 0.2 XR0.1 0.15 0.50 0.18 15 45 4 0.55 0.56 0.58 0.6 0.64
2H6 SFR 020 075 0.2XR0.1 0.15 0.75 0.18 15 45 4 0.81 0.83 0.86 0.89 0.95
2H6 SFR 020 100 0.2XR0.1 0.15 1.00 0.18 15 45 4 1.06 11 113 117 126
2H6 SFR 020 125 0.2XR0.1 0.15 125 0.18 15 45 4 1.32 137 141 146 1.57
2H6 SFR 020 150 0.2XR0.1 0.15 1.50 0.18 15 45 4 1.58 1.63 1.69 175 1.88
2H6 SFR 020 200 0.2XR0.1 0.15 2.00 0.18 15 45 4 2.1 217 224 2.32 25
2H6 SFR 020 250 0.2XR0.1 0.15 2.50 0.18 15 45 4 2.61 27 28 29 312
2H6 SFR 020 300 0.2XR0.1 0.15 3.00 0.18 15 45 4 3.13 3.24 3.35 3.47 375
2H6 SFR 030 050 0.3 XR0.15 0.25 0.50 0.28 15 45 4 0.55 0.56 0.57 0.59 0.63
2H6 SFR 030 075 0.3 XR0.15 0.25 0.75 0.28 15 45 4 0.80 0.83 0.85 0.88 0.94
2H6 SFR 030 100 0.3 XR0.15 0.25 1.00 0.28 15 45 4 1.06 1.09 113 117 125
2H6 SFR 030 125 0.3 XR0.15 0.25 125 0.28 15 45 4 1.32 1.36 14 145 1.56
2H6 SFR 030 150 0.3 XR0.15 0.25 150 0.28 15 45 4 1.58 1.63 1.68 1.74 1.87 0
2H6 SFR 030 200 0.3 XR0.15 0.25 2.00 0.28 15 45 4 2.10 2.16 224 232 249 g
2H6 SFR 030 250 0.3 XR0.15 0.25 2.50 0.28 15 45 4 2.61 2.70 2.79 2.89 31 E
2H6 SFR 030 300 0.3 XR0.15 0.25 3.00 0.28 15 45 4 3.13 3.23 3.35 3.47 3.73 §
2H6 SFR 040 100 0.4XR0.2 0.30 1.00 0.37 15 45 4 1.08 m 114 118 1.26 2
2H6 SFR 040 150 0.4 XR0.2 0.30 150 0.37 15 45 4 1.60 1.65 1.70 175 1.88 6'
(0]
r
o
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(Unit: mm)
Diametro x Raggio  Lung. Tagliente Lung. Utile = Diametro | Angolo  Lung. Totale  Diametro Utile Effettivo Fresa in base all'inclinazione del pezzo
) Cutting Dia, Length Length | Saricato  Scarico Overall Length ~ Gambo Actual Effective Length depending
Codice X Radius of of Cut of Reach | NeckDia  Taper Shank on inclined angle of workpiece
Product No. Ball Nose Angle Dia.
@dXR) I 12 ) 0° L D 30 1° 1930° 2 3°
2H6 SFR 040 200 0.4XRo0.2 0.30 2.00 0.37 15 45 4 211 218 225 233 2.50
2H6 SFR 040 250 0.4 XR0.2 0.30 2,50 0.37 15 45 4 2.63 272 2.81 290 312
2H6 SFR 040 300 0.4XRo0.2 0.30 3.00 0.37 15 45 4 3.15 3.25 3.36 3.48 3.75
2H6 SFR 040 350 0.4 XR0.2 0.30 3.50 0.37 15 45 4 3.66 3.78 391 4,05 4.37
2H6 SFR 040 400 0.4XRo0.2 0.30 4.00 0.37 15 45 4 4.18 4.32 4.47 4.63 4.99
2H6 SFR 040 450 0.4 XRo0.2 0.30 450 0.37 15 45 4 4.70 4.85 5.02 5.20 5.61
2H6 SFR 040 500 0.4XR0.2 0.30 5.00 0.37 15 45 4 5.21 5.39 5.58 5.78 6.23
2H6 SFR 040 600 0.4XRo0.2 0.30 6.00 0.37 15 45 4 6.25 6.46 6.69 6.93 747
2H6 SFR 040 800 0.4 XR0.2 0.30 8.00 0.37 15 45 4 8.32 8.60 8.90 9.23 9.96
2H6 SFR 050 100 0.5 XR0.25 0.35 1.00 0.47 15 45 4 1.08 m 114 117 125
2H6 SFR 050 150 0.5 XR0.25 0.35 1.50 0.47 15 45 4 159 1.64 1.69 175 1.87
2H6 SFR 050 200 0.5 XR0.25 0.35 2.00 0.47 15 45 4 211 218 225 232 2.49
2H6 SFR 050 250 0.5 XR0.25 0.35 2.50 0.47 15 45 4 2.63 2N 2.80 2.90 3n
2H6 SFR 050 300 0.5XR0.25 0.35 3.00 0.47 15 45 4 315 3.25 335 3.47 3.73
2H6 SFR 050 400 0.5 XR0.25 0.35 4.00 0.47 15 45 4 4.18 4.32 4.46 4.62 4.98
2H6 SFR 050 500 0.5 XR0.25 0.35 5.00 0.47 15 45 4 5.21 5.39 5.57 5.77 6.22
2H6 SFR 050 600 0.5 XR0.25 0.35 6.00 0.47 15 45 4 6.25 6.46 6.68 6.92 746
2H6 SFR 050 800 0.5 XR0.25 0.35 8.00 0.47 15 45 4 831 8.59 8.90 9.22 9.95
2H6 SFR 050 1000 0.5 XR0.25 0.35 10.00 0.47 15 45 4 10.38 10.73 nmn 11.52 12.44
2H6 SFR 060 100 0.6 XR0.3 0.40 1.00 0.57 15 45 4 1.08 110 113 116 123
2H6 SFR 060 200 0.6 XR0.3 0.40 2,00 0.57 15 45 4 21 217 224 231 248
2H6 SFR 060 250 0.6 XR0.3 0.40 2.50 0.57 15 45 4 2.63 2N 2.80 2.89 3.10
2H6 SFR 060 300 0.6 XR0.3 0.40 3.00 0.57 15 45 4 3.14 3.24 3.35 3.46 372
2H6 SFR 060 350 0.6 XR0.3 0.40 3.50 0.57 15 45 4 3.66 3.78 3.90 4.04 434
2H6 SFR 060 400 0.6 XR0.3 0.40 4,00 0.57 15 45 4 4.18 4.31 4.46 4.61 4.96
2H6 SFR 060 450 0.6 XR0.3 0.40 4.50 0.57 15 45 4 4.69 4.85 5.01 5.19 5.59
2H6 SFR 060 500 0.6 XR0.3 0.40 5.00 0.57 15 45 4 5.21 5.38 5.57 5.76 6.21
2H6 SFR 060 550 0.6 XR0.3 0.40 5.50 0.57 15 45 4 5.73 5.92 6.12 6.34 6.83
2H6 SFR 060 600 0.6 XR0.3 0.40 6.00 0.57 15 45 4 6.24 6.45 6.67 6.91 745
2H6 SFR 060 800 0.6 XR0.3 0.40 8.00 0.57 15 45 4 831 8.59 8.89 9.21 9.94
2H6 SFR 060 1000 0.6 XR0.3 0.40 10.00 0.57 15 45 4 10.38 10.73 nn 11.51 12.42
2H6 SFR 060 1200 0.6 XR0.3 0.40 12.00 0.57 15 45 4 1245 12.87 13.32 13.81 14.91
2H6 SFR 070 200 0.7 XR0.35 0.45 2,00 0.66 15 45 4 213 219 226 233 249
2H6 SFR 070 400 0.7 XR0.35 0.45 4.00 0.66 15 45 4 420 4.33 4.47 4.63 4.98
2H6 SFR 070 600 0.7 XR0.35 0.45 6.00 0.66 15 45 4 6.26 6.47 6.69 6.93 746
2H6 SFR 070 800 0.7 XR0.35 0.45 8.00 0.66 15 45 4 8.33 8.61 8.91 9.23 9.95
2H6 SFR 080 200 0.8XR0.4 0.50 2,00 0.77 15 45 4 21 2.17 223 230 245
2H6 SFR 080 300 0.8 XR0.4 0.50 3.00 0.77 15 45 4 3.14 3.24 3.34 345 3.70
2H6 SFR 080 400 0.8XR0.4 0.50 4.00 0.77 15 45 4 4.17 4.31 4.45 4.60 4.94
2H6 SFR 080 500 0.8XR0.4 0.50 5.00 0.77 15 45 4 5.21 5.38 5.56 5.75 6.18
2H6 SFR 080 600 0.8XR0.4 0.50 6.00 0.77 15 45 4 6.24 6.45 6.66 6.90 743
2H6 SFR 080 800 0.8XR0.4 0.50 8.00 0.77 15 45 4 831 8.58 8.88 9.20 9.91
2H6 SFR 080 1000 0.8XR0.4 0.50 10.00 0.77 15 45 4 10.38 10.72 11.10 11.50 12.40
2H6 SFR 080 1200 0.8XR0.4 0.50 12.00 0.77 15 45 4 12.44 12.86 13.31 13.80 14.89

52



ST ceHGE SR

(Unit: mm)
Diametro x Raggio  Lung. Tagliente Lung. Utile ~Diametro = Angolo  Lung. Totale ~ Diametro Utile Effettivo Fresa in base all'inclinazione del pezzo
) Cutting Dia. Length Length ~ Scaricato ~ Scarico Qverall Length ~ Gambo Actual Effective Length depending
Codice X Radius of of Cut ofReach | NeckDia = Taper Shank on inclined angle of workpiece
Product No. Ball Nose Angle Dia.
xR I 2 & 0° L D 30 P 1°30° 2 3°
2H6 SFR 090 200 0.9X R0.45 0.60 2.00 0.85 15 45 4 2.14 2.20 227 233 249
2H6 SFR 090 400 0.9X R0.45 0.60 4.00 0.85 15 45 4 421 4.34 4.48 4.63 497
2H6 SFR 090 600 0.9X R0.45 0.60 6.00 0.85 15 45 4 6.28 6.48 6.70 6.93 746
2H6 SFR 090 800 0.9X R0.45 0.60 8.00 0.85 15 45 4 835 8.62 8.92 9.23 9.95
2H6 SFR 090 1000 0.9X R0.45 0.60 10.00 0.85 15 45 4 10.41 10.76 11.13 11.53 12.43
2H6 SFR 100 200 1.0XR0.5 0.80 2.00 0.95 15 45 4 2.14 2.20 2.26 233 248
2H6 SFR 100 300 1.0 XR0.5 0.80 3.00 0.95 15 45 4 3.18 3.27 3.37 3.48 372
2H6 SFR 100 400 1.0XR0.5 0.80 4.00 0.95 15 45 4 4.21 4.34 4.48 4.63 4.96
2H6 SFR 100 400 S6 1.0XR0.5 0.80 4.00 0.95 15 50 6 421 434 4.48 4.63 4.96
2H6 SFR 100 500 1.0XR0.5 0.80 5.00 0.95 15 45 4 5.24 5.41 5.59 5.78 6.21
2H6 SFR 100 600 1.0XR0.5 0.80 6.00 0.95 15 45 4 6.28 6.48 6.69 6.93 745
2H6 SFR 100 600 S6 1.0 XR0.5 0.80 6.00 0.95 15 50 6 6.28 6.48 6.69 6.93 745
2H6 SFR 100 800 1.0XR0.5 0.80 8.00 0.95 15 45 4 8.34 8.62 8.91 9.23 9.93
2H6 SFR 100 800 S6 1.0XR0.5 0.80 8.00 0.95 15 50 6 834 8.62 8.91 9.23 9.93
2H6 SFR 100 1000 1.0XR0.5 0.80 10.00 0.95 15 45 4 10.41 10.76 11.13 11.53 12.42
2H6 SFR 100 1000 S6 1.0XR0.5 0.80 10.00 0.95 15 50 6 10.41 10.76 1113 11.53 1242
2H6 SFR 100 1200 1.0XR0.5 0.80 12.00 0.95 15 45 4 12.48 12.90 13.34 13.83 14.91
2H6 SFR 100 1200 S6 1.0XR0.5 0.80 12.00 0.95 15 50 6 1248 12.90 13.34 13.83 14.91
2H6 SFR 100 1400 1.0 XR0.5 0.80 14.00 0.95 15 45 4 14.55 15.04 15.56 16.13 1739
2H6 SFR 100 1600 1.0XR0.5 0.80 16.00 0.95 15 50 4 16.61 1717 1778 18.43 19.88
2H6 SFR 100 1600 S6 1.0XR0.5 0.80 16.00 0.95 15 60 6 16.61 1717 1778 18.43 19.88
2H6 SFR 100 1800 1.0XR0.5 0.80 18.00 0.95 15 50 4 18.68 19.31 19.99 20.72 2237
2H6 SFR 100 2000 1.0XR0.5 0.80 20.00 0.95 15 50 4 20.75 2145 22.21 23.02 24.85
2H6 SFR 100 2000 S6 1.0 XR0.5 0.80 20.00 0.95 15 60 6 20.75 2145 2221 23.02 24.85
2H6 SFR 120 400 12XR0.6 120 4.00 114 15 45 4 423 4.35 4.49 4.63 4.96
2H6 SFR 120 600 12 XR0.6 120 6.00 114 15 45 4 6.29 6.49 6.70 6.93 745
2H6 SFR 120 800 12 XR0.6 120 8.00 114 15 45 4 8.36 8.63 8.92 9.23 9.93
2H6 SFR 120 1000 1.2XR0.6 120 10.00 114 15 45 4 1043 10.77 11.14 11.53 1242
2H6 SFR 120 1200 12XR0.6 120 12.00 114 15 45 4 12.49 12.91 13.35 13.83 14.91
2H6 SFR 120 1600 12X R0.6 120 16.00 114 15 50 4 16.63 1719 1779 1843 19.88
2H6 SFR 120 2000 12X R0.6 120 20.00 114 15 50 4 20.76 21.47 2222 23.03 24.85
2H6 SFR 150 300 1.5 XR0.75 135 3.00 144 15 45 4 3.19 3.27 3.36 3.46 3.68
2H6 SFR 150 400 1.5 XR0.75 135 4.00 144 15 45 4 422 434 4.47 4.61 4.92
2H6 SFR 150 400 S6 15 XR0.75 135 4.00 144 15 50 6 422 4.34 4.47 4.61 4.92
2H6 SFR 150 600 1.5 XR0.75 135 6.00 144 15 45 4 6.29 6.48 6.69 6.91 4
2H6 SFR 150 600 S6 1.5 XR0.75 135 6.00 144 15 50 6 6.29 6.48 6.69 6.91 41
2H6 SFR 150 800 1.5 XR0.75 135 8.00 144 15 45 4 835 8.62 8.90 9.21 9.90
2H6 SFR 150 800 S6 1.5 XR0.75 135 8.00 144 15 50 6 835 8.62 8.90 9.21 9.90
2H6 SFR 150 1000 1.5 XR0.75 135 10.00 144 15 45 4 10.42 10.76 11.12 11.51 12.38 0
2H6 SFR 150 1000 S6 1.5 XR0.75 135 10.00 144 15 50 6 10.42 10.76 1112 11.51 12.38 g
2H6 SFR 150 1200 15 XR0.75 135 12.00 144 15 45 4 12.49 12.90 13.34 13.81 14.87 E
2H6 SFR 150 1200 S6 1.5 XR0.75 135 12.00 144 15 50 6 1249 12.90 13.34 13.81 14.87 Z
2H6 SFR 150 1400 1.5 XR0.75 135 14.00 144 15 45 4 14.56 15.04 15.55 16.11 17.36 ;
2H6 SFR 150 1600 1.5 XR0.75 135 16.00 144 15 50 4 16.62 1718 1777 18.41 19.84 6'
(0]
r
0
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(Unit: mm)
Diametro x Raggio  Lung. Tagliente Lung. Utile = Diametro | Angolo  Lung. Totale  Diametro Utile Effettivo Fresa in base all'inclinazione del pezzo
) Cutting Dia, Length Length | Saricato  Scarico Overall Length ~ Gambo Actual Effective Length depending
Codice X Radius of of Cut of Reach | NeckDia  Taper Shank on inclined angle of workpiece
Product No. Ball Nose Angle Dia.
@dXR) I 12 ) 0° L D 30 1° 1930° 2 3°
2H6 SFR 150 1600 S6 1.5 XR0.75 135 16.00 144 15 60 6 16.62 1718 17.77 18.41 19.84
2H6 SFR 150 2000 1.5 XR0.75 135 20.00 144 15 50 4 20.76 21.46 22.20 23.01 free
2H6 SFR 150 2000 S6 1.5 XR0.75 135 20.00 144 15 60 6 20.76 21.46 2220 23.01 24.81
2H6 SFR 150 2500 1.5 XR0.75 1.35 25.00 144 15 60 4 25.93 26.80 2775 28.76 free
2H6 SFR 150 3000 1.5 XR0.75 135 30.00 1.44 15 70 4 31.10 3215 3329 34.51 free
2H6 SFR 160 600 1.6 XR0.8 1.60 6.00 1.55 15 45 4 6.27 6.46 6.66 6.88 7.38
2H6 SFR 160 800 1.6 XR0.8 1.60 8.00 1.55 15 45 4 8.33 8.60 8.88 9.18 9.86
2H6 SFR 160 1000 1.6 XR0.8 1.60 10.00 1.55 15 45 4 10.40 10.74 11.09 1148 12.35
2H6 SFR 160 1200 1.6 XR0.8 1.60 12.00 1.55 15 45 4 1247 12.88 13.31 13.78 14.83
2H6 SFR 160 1600 1.6 XR0.8 1.60 16.00 1.55 15 50 4 16.60 1715 17.74 18.38 19.81
2H6 SFR 160 2000 1.6 XR0.8 1.60 20.00 1.55 15 50 4 20.74 2143 22.18 22.98 free
2H6 SFR 200 400 2.0XR1.0 1.80 4.00 1.92 15 45 4 4.25 4.36 4.49 4.62 491
2H6 SFR 200 600 2.0XR1.0 1.80 6.00 192 15 45 4 6.32 6.50 6.70 6.92 740
2H6 SFR 200 600 S6 2.0XR1.0 1.80 6.00 192 15 50 6 6.32 6.50 6.70 6.92 740
2H6 SFR 200 800 2.0XR1.0 1.80 8.00 1.92 15 45 4 8.38 8.64 8.92 9.22 9.88
2H6 SFR 200 800 S6 2.0XR1.0 1.80 8.00 192 15 50 6 8.38 8.64 8.92 9.22 9.88
2H6 SFR 200 1000 2.0XR1.0 1.80 10.00 1.92 15 45 4 10.45 10.78 11.14 11.52 1237
2H6 SFR 200 1000 S6 2.0XR1.0 1.80 10.00 192 15 50 6 10.45 10.78 11.14 11.52 12.37
2H6 SFR 200 1200 2.0XR1.0 1.80 12.00 1.92 15 45 4 12.52 12.92 13.35 13.82 14.86
2H6 SFR 200 1200 S6 2.0XR1.0 1.80 12.00 1.92 15 50 6 12.52 12.92 13.35 13.82 14.86
2H6 SFR 200 1400 2.0XR1.0 1.80 14.00 192 15 45 4 14.59 15.06 15.57 16.11 1734
2H6 SFR 200 1600 2.0XR1.0 1.80 16.00 1.92 15 50 4 16.65 1720 17.79 18.41 19.83
2H6 SFR 200 1600 S6 2.0XR1.0 1.80 16.00 192 15 60 6 16.65 1720 1779 18.41 19.83
2H6 SFR 200 1800 2.0XR1.0 1.80 18.00 1.92 15 50 4 18.72 19.34 20.00 20.71 free
2H6 SFR 200 2000 2.0XR1.0 1.80 20.00 192 15 50 4 20.79 2148 2222 23.01 free
2H6 SFR 200 2000 S6 2.0XR1.0 1.80 20.00 1.92 15 60 6 20.79 21.48 2222 23.01 24.80
2H6 SFR 200 2500 2.0XR1.0 1.80 25.00 1.92 15 60 4 25.96 26.83 2176 28.76 free
2H6 SFR 200 2500 S6 2.0XR1.0 1.80 25.00 192 15 60 6 25.96 26.83 27.76 28.76 31.02
2H6 SFR 200 3000 2.0XR1.0 1.80 30.00 1.92 15 70 4 3113 3218 33.30 free free
2H6 SFR 200 3500 2.0XR1.0 1.80 35.00 192 15 70 4 36.29 3752 38.84 free free
2H6 SFR 200 4000 2.0XR1.0 1.80 40.00 1.92 15 80 4 41.46 42.87 free free free
2H6 SFR 250 800 2.5XR1.25 2.50 8.00 2.39 15 45 4 8.43 8.68 8.95 9.24 9.89
2H6 SFR 250 1000 25XR1.25 2.50 10.00 239 15 45 4 10.50 10.82 1117 11.54 12.38
2H6 SFR 250 1200 2.5XR1.25 2.50 12.00 2.39 15 45 4 12,57 12.96 13.39 13.84 14.86
2H6 SFR 250 1600 25XR1.25 2.50 16.00 239 15 50 4 16.70 1724 17.82 18.44 free
2H6 SFR 250 2000 25XR1.25 2.50 20.00 239 15 50 4 20.84 2152 2225 free free
2H6 SFR 250 2500 2.5XR1.25 2.50 25.00 239 15 60 4 26.01 26.87 2779 free free
2H6 SFR 300 600 3.0XR15 3.00 6.00 2.86 15 50 6 6.42 6.59 6.77 6.97 74
2H6 SFR 300 800 3.0XR15 3.00 8.00 2.86 15 50 6 8.48 8.73 8.99 9.27 9.90
2H6 SFR 300 1000 3.0XR15 3.00 10.00 2.86 15 50 6 10.55 10.87 11.21 11.57 12.39
2H6 SFR 300 1200 3.0XR15 3.00 12.00 2.86 15 50 6 12.62 13.01 13.42 13.87 14.87
2H6 SFR 300 1400 3.0XR15 3.00 14.00 2.86 15 50 6 14.69 15.15 15.64 16.17 1736
2H6 SFR 300 1600 3.0XR15 3.00 16.00 2.86 15 60 6 16.75 1728 17.86 18.47 19.85
2H6 SFR 300 1800 3.0XR15 3.00 18.00 2.86 15 60 6 18.82 19.42 20.07 20.77 2233
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(Unit: mm)
Diametro x Raggio  Lung. Tagliente Lung. Utile ~Diametro = Angolo  Lung. Totale ~ Diametro Utile Effettivo Fresa in‘base all'inclinazion?e del pezzo
) Cutting Dia. Length Length ~ Scaricato ~ Scarico Qverall Length ~ Gambo Actual Effective Length depending
Codice X Radius of of Cut ofReach | NeckDia = Taper Shank on inclined angle of workpiece
Product No. Ball Nose Angle Dia.
xR I 2 ) 0° L D 30 P 1°30° 2 3°

2H6 SFR 300 2000 3.0XR15 3.00 20.00 2.86 15 60 6 20.89 21.56 2229 23.07 24.82

2H6 SFR 300 2500 3.0XR15 3.00 25.00 2.86 15 60 6 26.06 26.91 2783 28.82 free

2H6 SFR 300 3000 3.0XR15 3.00 30.00 2.86 15 70 6 31.22 32.26 33.37 34.57 free

2H6 SFR 300 3500 3.0XR15 3.00 35.00 2.86 15 70 6 36.39 3761 3891 40.32 free

2H6 SFR 300 4000 3.0XR15 3.00 40.00 2.86 15 80 6 41.56 42.96 44.45 free free

2H6 SFR 300 5000 3.0XR15 3.00 50.00 2.86 15 100 6 51.90 53.65 55.54 free free

2H6 SFR 350 1500 3.5XR1.75 3.50 15.00 3.35 15 60 6 15.73 16.22 16.74 17.30 18.56

2H6 SFR 350 2000 3.5XR1.75 3.50 20.00 3.35 15 60 [3 20.90 21.57 22.28 23.05 24.78

2H6 SFR 350 2500 35XR175 3.50 25.00 3.35 15 60 6 26.07 26.91 2782 28.80 free

2H6 SFR 350 3000 3.5XR1.75 3.50 30.00 3.35 15 70 6 31.24 32.26 33.37 34.55 free

2H6 SFR 350 4000 3.5XR1.75 3.50 40.00 3.35 15 80 6 41.57 4296 44.45 free free

2H6 SFR 400 1000 40XR2.0 4.00 10.00 3.80 15 50 6 10.65 10.95 11.28 11.62 12.40

2H6 SFR 400 1200 40XR2.0 4,00 12.00 3.80 15 50 6 12.72 13.09 13.49 13.92 14.89

2H6 SFR 400 1600 40XR2.0 4.00 16.00 3.80 15 60 6 16.85 1737 17.93 18.52 19.86

2H6 SFR 400 2000 40XR2.0 4.00 20.00 3.80 15 60 6 20.99 21.65 22.36 23.12 free

2H6 SFR 400 2500 40XR2.0 4,00 25.00 3.80 15 60 6 26.16 2700 2790 28.87 free

2H6 SFR 400 3000 40XR2.0 4.00 30.00 3.80 15 70 6 31.32 3235 33.44 free free

2H6 SFR 400 3500 40XR2.0 4,00 35.00 3.80 15 70 6 36.49 3769 38.98 free free

2H6 SFR 400 4000 40XR2.0 4.00 40.00 3.80 15 80 6 41.66 43.04 free free free

2H6 SFR 400 5000 40XR2.0 4.00 50.00 3.80 15 100 6 52.00 53.74 free free free

2H6 SFR 600 1500 6.0XR3.0 700 15.00 5.70 - 60 6 free free free free free

2H6 SFR 600 2000 6.0 XR3.0 700 20.00 5.70 - 60 6 free free free free free

2H6 SFR 600 3000 6.0XR3.0 700 30.00 5.70 - 110 6 free free free free free

2H6 SFR 800 2000 8.0XR4.0 10.00 20.00 760 - 60 8 free free free free free

2H6 SFR 800 2500 8.0XR4.0 10.00 25.00 760 - 60 8 free free free free free

2H6 SFR 800 3000 8.0XR4.0 10.00 30.00 760 - 100 8 free free free free free

2H6 SFR 1000 2500 10.0 X R5.0 12.00 25.00 9.50 - 70 10 free free free free free

2H6 SFR 1000 3000 10.0 X R5.0 12.00 30.00 9.50 - 70 10 free free free free free

2H6 SFR 1000 3500 10.0 X R5.0 12.00 35.00 9.50 - 100 10 free free free free free

2H6 SFR 1200 3000 12.0 X R6.0 14.00 30.00 11.50 - 80 12 free free free free free

2H6 SFR 1200 4000 12.0 X R6.0 14.00 40.00 11.50 - 110 12 free free free free free
0
0
I
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Caratteristiche . 8 I/ :
+ Ampia gamma rastremature per |'utilizzo su varie applicazioni LAt
* Metallo duro integrale micrograna utilizzato per tagli ad alta velocita . nctinged Ange” ||

* Maggiore rigidita e riduzione delle vibrazioni grazie alla geometria ottimizzata

* Rivestimento nanocomposito altamente resistente all'usura, all'ossidazione specifico per temprati
* Geometria di taglio appositamente progettata per acciai super temprati

* Migliore qualita di finitura della superficie del pezzo

* Solo per il taglio a secco

Features
* Extended neck style for long reach applications
* Used micrograin solid carbide excellent for high speed cutting
* Greater rigidity and reduced chattering through optimized geometry
* A highly-wear resistant nanocomposite coating for oxidation resistance and extreme hardness
« Cutting geometry specifically engineered for super hardened steels

« Improved workpiece surface quality Tolerance
* Only for Dry cutting
Cutting Dia.
d<6: 0/-0.01
d>6: 0/-0.015
Adatto per / Recommended workpiece Material : ©: Prima scelta(First choice), O: Scelta alternativa(Alternative choice), A: Scelta limite(Limited choice)
Acciaio Basso Legato o 3 . Temprati fino a 68
" i~ole;erigttf)ﬁsm / iy (oo A;?fuﬂggslggﬂ o (:RCHSRSE 6)  leghediTianio leghediRame  reghed Resine /ABS Grate
Carbon Steel / Alloy Stainless Steel Cast Iron reh;;tgﬁned Hg:g;::g g;je?el Super Hardened Titanium Alloy | Copper Alloy A /uﬁ:f,r;,: :I)Iloy Resin & Plastics Graphite
S{tﬁc_‘,%/a T;rg(l) ﬁf.;l (fino a 240 HB) (fino a 260 HB) (finoa 50 HRO) (45 to 55 HRC) 5 tglgngRc)
O A O O ©
(Unit: mm)
27 Frese Cilindriche Rastremate per Acciai fino 68 HRC/2F Necked Square End for Super Hardened Steels FR40
Diametro Lung, Tagliente Lung Dianjetro . Lung.  Diametro Utile Effettivo Fresa in'base all inclinazion(? del pezzo
i ditaglio Length Utile Saaricato | .o Totdle  Gambo Actual Effective Length depending
Proc;:clfcho. Cutting Dia. of Cut olfelgg;?h Neck Dia Tl ?::r%l Shank Dia. on inclined angle of workpiece
gt
d I 12 &2 0° L D 30 1° 1°30° 2° 3°
2H6 CR 010 030 0.1 0.10 0.30 0.085 15 45 4 033 0.35 0.36 0.37 0.40
2H6 CR 010 050 0.1 0.10 0.50 0.085 15 45 4 0.54 0.56 0.58 0.60 0.65
2H6 CR 010 100 0.1 0.10 1.00 0.085 15 45 4 1.06 1.09 113 118 127
2H6 CR 015 030 0.15 0.15 0.30 0.13 15 45 4 0.34 0.36 0.37 0.38 0.41
2H6 CR 015 050 0.15 0.15 0.50 0.13 15 45 4 0.55 0.57 0.59 0.61 0.66
2H6 CR 015 100 0.15 0.15 1.00 0.13 15 45 4 1.07 1.10 114 119 128
2H6 CR 020 050 0.2 0.20 0.50 0.18 15 45 4 0.55 0.57 0.59 0.61 0.66
2H6 CR 020 100 0.2 0.20 1.00 0.18 15 45 4 1.07 1.10 114 119 128
2H6 CR 020 150 0.2 0.20 1.50 0.18 15 45 4 1.58 1.64 1.70 1.76 191
2H6 CR 020 200 0.2 0.20 2.00 0.18 15 45 4 210 217 225 234 2,53
2H6 CR 020 300 0.2 0.20 3.00 0.18 15 45 4 313 324 3.36 3.49 3.77
2H6 CR 020 400 0.2 0.20 4.00 0.18 15 45 4 417 431 4.47 4.64 5.01
2H6 CR 030 100 03 0.30 1.00 0.28 15 45 4 1.07 1.10 114 119 128
2H6 CR 030 150 0.3 0.30 1.50 0.28 15 45 4 1.58 1.64 1.70 1.76 191
2H6 CR 030 200 03 0.30 2.00 0.28 15 45 4 2.10 217 225 234 2,53
2H6 CR 030 300 03 0.30 3.00 0.28 15 45 4 313 324 3.36 3.49 3.77
2H6 CR 030 400 03 0.30 4.00 0.28 15 45 4 417 431 4.47 4.64 5.01
2H6 CR 030 600 03 0.30 6.00 0.28 15 45 4 6.24 6.45 6.69 6.94 750
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(Unit: mm)
Diametro Lung, Tagliente Lung. Diametro e Lung. Diametro Utile Effettivo Fresa in‘base all' inclinazion§ del pezzo
i di taglio Length Utile Scaricato | ¢ o Totale Gambo Ad“‘fl Effect:ve Length depel?dlng
Codice Cutting Dia. of Cut Length NeckDia 4 1o Overall  Shank Dia. on inclined angle of workpiece
Product No. of Reach per Angie Length
d I 12 @ 0° L D 30 1° 1°30° 2° 3°
2H6 CR 030 800 03 0.30 8.00 0.28 15 45 4 8.30 8.59 8.90 9.24 9.99
2H6 CR 040 100 0.4 0.40 1.00 0.37 15 45 4 1.09 112 117 121 131
2H6 CR 040 150 0.4 0.40 1.50 0.37 15 45 4 1.60 1.66 1.72 178 193
2H6 CR 040 200 04 0.40 2.00 0.37 15 45 4 2.12 2.19 227 236 255
2H6 CR 040 250 0.4 0.40 2.50 0.37 15 45 4 2.64 2.73 2.83 2.93 307
2H6 CR 040 300 04 0.40 3.00 0.37 15 45 4 3.15 3.26 3.38 3.51 3.79
2H6 CR 040 350 04 0.40 3.50 0.37 15 45 4 3.67 3.80 3.94 4.08 442
2H6 CR 040 400 0.4 0.40 4.00 0.37 15 45 4 4.19 433 4.49 4.66 5.04
2H6 CR 040 500 0.4 0.40 5.00 0.37 15 45 4 522 5.40 5.60 5.81 6.28
2H6 CR 040 600 0.4 0.40 6.00 0.37 15 45 4 6.25 6.47 6.71 6.96 752
2H6 CR 040 800 04 0.40 8.00 0.37 15 45 4 8.32 8.61 8.92 9.26 10.01
2H6 CR 040 1000 0.4 0.40 10.00 0.37 15 45 4 10.39 10.75 11.14 11.56 12.50
2H6 CR 040 1200 0.4 0.40 12.00 0.37 15 45 4 12.46 12.89 13.36 13.86 14.98
2H6 CR 050 100 0.5 0.50 1.00 0.47 15 45 4 1.09 112 117 121 131
2H6 CR 050 150 0.5 0.50 1.50 0.47 15 45 4 1.60 1.66 172 1.78 193
2H6 CR 050 200 0.5 0.50 2.00 0.47 15 45 4 2.12 2.19 227 236 255
2H6 CR 050 250 0.5 0.50 2.50 0.47 15 45 4 2.64 2.73 2.83 293 307
2H6 CR 050 300 0.5 0.50 3.00 0.47 15 45 4 3.15 3.26 3.38 3.51 3.79
2H6 CR 050 350 0.5 0.50 3.50 0.47 15 45 4 3.67 3.80 3.94 4.08 442
2H6 CR 050 400 0.5 0.50 4.00 0.47 15 45 4 4.19 4.33 4.49 4.66 5.04
2H6 CR 050 500 0.5 0.50 5.00 0.47 15 45 4 522 5.40 5.60 5.81 6.28
2H6 CR 050 600 0.5 0.50 6.00 0.47 15 45 4 6.25 6.47 6.71 6.96 752
2H6 CR 050 800 0.5 0.50 8.00 0.47 15 45 4 8.32 8.61 8.92 9.26 10.01
2H6 CR 050 1000 0.5 0.50 10.00 0.47 15 45 4 10.39 10.75 11.14 11.56 12.50
2H6 CR 050 1200 0.5 0.50 12.00 0.47 15 45 4 12.46 12.89 13.36 13.86 14.98
2H6 CR 060 150 0.6 0.60 1.50 0.57 15 45 4 1.60 1.66 172 178 193
2H6 CR 060 200 0.6 0.60 2.00 0.57 15 45 4 2.12 2.19 227 2.36 2.55
2H6 CR 060 300 0.6 0.60 3.00 0.57 15 45 4 315 3.26 3.38 3.51 3.79
2H6 CR 060 400 0.6 0.60 4.00 0.57 15 45 4 4.19 4.33 4.49 4.66 5.04
2H6 CR 060 500 0.6 0.60 5.00 0.57 15 45 4 522 5.40 5.60 5.81 6.28
2H6 CR 060 600 0.6 0.60 6.00 0.57 15 45 4 6.25 6.47 6.71 6.96 752
2H6 CR 060 800 0.6 0.60 8.00 0.57 15 45 4 8.32 8.61 8.92 9.26 10.01
2H6 CR 060 1000 0.6 0.60 10.00 0.57 15 45 4 10.39 10.75 11.14 11.56 12.50
2H6 CR 060 1200 0.6 0.60 12.00 0.57 15 45 4 12.46 12.89 13.36 13.86 14.98
2H6 CR 060 1600 0.6 0.60 16.00 0.57 15 50 4 16.59 1717 1779 18.46 19.95
2H6 CR 070 200 0.7 0.70 2.00 0.66 15 45 4 2.14 221 229 238 2.57
2H6 CR 070 300 0.7 0.70 3.00 0.66 15 45 4 307 3.28 3.40 3.53 3.82
2H6 CR 070 400 0.7 0.70 4.00 0.66 15 45 4 421 435 451 4.68 5.06
2H6 CR 070 600 0.7 0.70 6.00 0.66 15 45 4 6.27 6.49 6.73 6.98 755 0
2H6 CR 070 800 0.7 0.70 8.00 0.66 15 45 4 8.34 8.63 8.94 9.28 10.03 g
2H6 CR 070 1000 0.7 0.70 10.00 0.66 15 45 4 10.41 10.77 1116 11.58 12.52 E
2H6 CR 080 200 0.8 0.80 2.00 0.77 15 45 4 2.12 2.19 227 236 2.55 Z
2H6 CR 080 300 0.8 0.80 3.00 0.77 15 45 4 315 3.26 3.38 3.51 3.79 ;
2H6 CR 080 400 0.8 0.80 4.00 0.77 15 45 4 4.19 433 4.49 4.66 5.04 6|
(0]
r
o



ST =eHG CR

(Unit: mm)
Diametro Lung, Tagliente Lung. Diametro Lung. Diametro Utile Effettivo Fresa in'base all incIinaziom? del pezzo
) di taglio Length Utile Scaricato ;\n e Totale Gambo Ad”‘{l Ef.fectlve Length depe/.wdlng
Codice Cutting Dia. of Cut Length Neck Dia - c;:;” . Overall | Shank Dia. on inclined angle of workpiece
Product No. of Reach per Angie Length

d I 12 &2 0° L D 30 1° 1°30° 2° 3°
2H6 CR 080 500 0.8 0.80 5.00 0.77 15 45 4 5.22 5.40 5.60 5.81 6.28
2H6 CR 080 600 0.8 0.80 6.00 0.77 15 45 4 6.25 6.47 6.71 6.96 752
2H6 CR 080 800 0.8 0.80 8.00 0.77 15 45 4 8.32 8.61 8.92 9.26 10.01
2H6 CR 080 1000 0.8 0.80 10.00 0.77 15 45 4 10.39 10.75 11.14 11.56 12.50
2H6 CR 080 1200 0.8 0.80 12.00 0.77 15 45 4 12.46 12.89 13.36 13.86 14.98
2H6 CR 080 1600 0.8 0.80 16.00 0.77 15 50 4 16.59 1717 1779 18.46 19.95
2He6 CR 080 2000 0.8 0.80 20.00 0.77 15 50 4 20.73 21.45 2222 23.06 2493
2H6 CR 080 2500 0.8 0.80 25.00 0.77 15 60 4 25.89 26.80 2176 28.81 free
2H6 CR 090 200 09 0.90 2.00 0.85 15 45 4 216 223 232 240 2.60
2H6 CR 090 400 0.9 0.90 4.00 0.85 15 45 4 423 4.37 4.53 4.70 5.08
2H6 CR 090 600 09 0.90 6.00 0.85 15 45 4 6.29 6.51 6.75 7.00 757
2H6 CR 090 800 09 0.90 8.00 0.85 15 45 4 8.36 8.65 8.96 9.30 10.06
2H6 CR 090 1000 0.9 0.90 10.00 0.85 15 45 4 10.43 10.79 11.18 11.60 12.54
2He6 CR 100 200 1.0 1.00 2.00 0.95 15 45 4 2.16 223 232 2.40 2.60
2H6 CR 100 300 1.0 1.00 3.00 0.95 15 45 4 3.19 3.30 3.42 3.55 3.84
2H6 CR 100 400 1.0 1.00 4,00 0.95 15 45 4 423 437 4,53 4.70 5.08
2H6 CR 100 500 1.0 1.00 5.00 0.95 15 45 4 5.26 5.44 5.64 5.85 6.33
2H6 CR 100 600 1.0 1.00 6.00 0.95 15 45 4 6.29 6.51 6.75 7.00 757
2H6 CR 100 800 1.0 1.00 8.00 0.95 15 45 4 8.36 8.65 8.96 9.30 10.06
2H6 CR 100 1000 1.0 1.00 10.00 0.95 15 45 4 10.43 10.79 11.18 11.60 12.54
2H6 CR 100 1200 1.0 1.00 12.00 0.95 15 45 4 12.50 12.93 13.40 13.90 15.03
2H6 CR 100 1400 1.0 1.00 14.00 0.95 15 45 4 14.56 15.07 15.61 16.20 1752
2H6 CR 100 1600 1.0 1.00 16.00 0.95 15 50 4 16.63 1721 17.83 18.50 20.00
2H6 CR 100 1800 1.0 1.00 18.00 0.95 15 50 4 18.70 19.35 20.05 20.80 22.49
2H6 CR 100 2000 1.0 1.00 20.00 0.95 15 50 4 20.76 21.49 22.26 23.10 2497
2H6 CR 100 2500 1.0 1.00 25.00 0.95 15 60 4 2593 26.84 2781 28.85 free
2H6 CR 100 3000 1.0 1.00 30.00 0.95 15 70 4 3110 3219 33.35 34.60 free
2H6 CR 120 400 12 120 4,00 1.14 15 45 4 425 439 455 472 51
2H6 CR 120 600 12 120 6.00 114 15 45 4 6.31 6.53 6.77 702 759
2H6 CR 120 800 12 120 8.00 114 15 45 4 8.38 8.67 8.99 9.32 10.08
2He CR 120 1000 12 120 10.00 114 15 45 4 10.45 10.81 11.20 11.62 12.57
2H6 CR 120 1200 12 120 12.00 114 15 45 4 12,51 12.95 13.42 13.92 15.05
2H6 CR 120 1600 12 120 16.00 1.14 15 50 4 16.65 1723 17.85 18.52 20.02
2H6 CR 120 2000 12 120 20.00 114 15 50 4 20.78 21.51 2229 2312 25.00
2H6 CR 120 2500 12 120 25.00 114 15 60 4 25.95 26.86 2783 28.87 free
2H6 CR 150 400 1.5 1.50 4.00 144 15 45 4 4.25 4.39 4.55 4.72 5.11
2H6 CR 150 600 1.5 1.50 6.00 1.44 15 45 4 6.31 6.53 6.77 7.02 759
2H6 CR 150 800 1.5 1.50 8.00 1.44 15 45 4 8.38 8.67 8.99 9.32 10.08
2H6 CR 150 1000 1.5 1.50 10.00 1.44 15 45 4 10.45 10.81 11.20 11.62 12.57
2H6 CR 150 1200 1.5 1.50 12.00 1.44 15 45 4 12.51 12.95 13.42 13.92 15.05
2H6 CR 150 1600 1.5 1.50 16.00 1.44 15 50 4 16.65 1723 1785 18.52 20.02
2H6 CR 150 1800 1.5 1.50 18.00 1.44 15 50 4 18.72 19.37 20.07 20.82 22.51
2He CR 150 2000 1.5 1.50 20.00 144 15 50 4 20.78 21.51 2229 2312 free
2H6 CR 150 2500 1.5 1.50 25.00 1.44 15 60 4 25.95 26.86 2783 28.87 free
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(Unit: mm)
Diametro Lung, Tagliente Lung. Diametro e Lung. Diametro Utile Effettivo Fresa in‘base all' inclinazion§ del pezzo
i di taglio Length Utile Scaricato | ¢ o Totale Gambo Ad“‘fl Effect:ve Length depel?dlng
Codice Cutting Dia. of Cut Length NeckDia | = ") .| Overall  Shank Dia. on inclined angle of workpiece
Product No. of Reach per Angie Length
d I 12 @ 0° L D 30 1° 1°30° 2° 3°
2H6 CR 150 3000 15 150 30.00 144 15 70 4 3112 3221 33.37 34.62 free
2H6 CR 150 4000 15 1.50 40.00 144 15 80 4 41.46 4290 44.45 free free
2H6 CR 160 800 16 1.60 8.00 155 15 45 4 8.36 8.65 8.96 9.30 10.06
2H6 CR 160 1000 16 1.60 10.00 155 15 45 4 1043 10.79 11.18 11.60 12.54
2H6 CR 160 1200 16 1.60 12.00 1.55 15 45 4 12.50 12.93 13.40 13.90 15.03
2H6 CR 160 1400 1.6 1.60 14.00 155 15 45 4 14.56 15.07 15.61 16.20 1752
2H6 CR 160 1600 1.6 1.60 16.00 155 15 50 4 16.63 1721 1783 18.50 20.00
2H6 CR 160 1800 16 1.60 18.00 155 15 50 4 18.70 19.35 20.05 20.80 2249
2H6 CR 160 2000 1.6 1.60 20.00 155 15 50 4 20.76 2149 22.26 23.10 free
2H6 CR 180 800 18 1.80 8.00 1.75 15 45 4 8.36 8.65 8.96 9.30 10.06
2H6 CR 180 1000 18 1.80 10.00 1.75 15 45 4 1043 10.79 11.18 11.60 12.54
2H6 CR 180 1200 18 1.80 12.00 1.75 15 45 4 12.50 12.93 13.40 13.90 15.03
2H6 CR 180 1400 18 1.80 14.00 1.75 15 45 4 14.56 15.07 15.61 16.20 1752
2H6 CR 180 1600 18 1.80 16.00 1.75 15 50 4 16.63 1721 1783 18.50 20.00
2H6 CR 180 1800 18 1.80 18.00 1.75 15 50 4 18.70 19.35 20.05 20.80 free
2H6 CR 180 2000 18 1.80 20.00 1.75 15 50 4 20.76 2149 22.26 23.10 free
2H6 CR 200 400 20 2.00 4.00 192 15 45 4 428 443 4.59 477 5.15
2H6 CR 200 600 20 2.00 6.00 192 15 45 4 6.35 6.57 6.81 707 764
2H6 CR 200 800 2.0 2.00 8.00 192 15 45 4 8.42 8.7 9.03 9.37 10.13
2H6 CR 200 1000 20 2.00 10.00 192 15 45 4 10.49 10.85 11.24 11.67 12.61
2H6 CR 200 1200 20 2.00 12.00 192 15 45 4 12.55 12.99 13.46 13.96 15.10
2H6 CR 200 1400 20 2.00 14.00 1.92 15 45 4 14.62 15.13 15.68 16.26 1758
2H6 CR 200 1600 20 2.00 16.00 192 15 50 4 16.69 1727 17.89 18.56 free
2H6 CR 200 1800 20 2.00 18.00 192 15 50 4 18.76 19.41 2011 20.86 free
2H6 CR 200 2000 20 2.00 20.00 192 15 50 4 20.82 21.55 22.33 23.16 free
2H6 CR 200 2500 20 2.00 25.00 192 15 60 4 25.99 26.90 2787 free free
2H6 CR 200 3000 20 2.00 30.00 1.92 15 70 4 3116 3225 33.41 free free
2H6 CR 200 4000 20 2.00 40.00 192 15 80 4 41.50 4294 free free free
2H6 CR 250 1000 25 2.50 10.00 239 15 45 4 10.54 10.91 11.31 1.73 12.68
2H6 CR 250 1200 25 2.50 12.00 239 15 45 4 12,61 13.05 13.52 14.03 free
2H6 CR 250 1600 25 2.50 16.00 239 15 50 4 16.75 1733 1796 18.63 free
2H6 CR 250 2000 25 2.50 20.00 239 15 50 4 20.88 21.61 22.39 free free
2H6 CR 250 2500 25 2.50 25.00 239 15 60 4 26.05 26.96 2793 free free
2H6 CR 250 3000 25 2.50 30.00 239 15 70 4 31.22 32.31 free free free
2H6 CR 300 800 3.0 3.00 8.00 2.86 15 50 6 8.53 8.83 9.15 9.49 10.26
2H6 CR 300 1000 3.0 3.00 10.00 2.86 15 50 6 10.60 10.97 11.37 11.79 12.75
2H6 CR 300 1200 3.0 3.00 12.00 2.86 15 50 6 12.67 1311 13.58 14.09 15.24
2H6 CR 300 1600 3.0 3.00 16.00 2.86 15 60 6 16.80 1739 18.02 18.69 20.21
2H6 CR 300 2000 3.0 3.00 20.00 2.86 15 60 6 20.94 21.67 2245 23.29 25.18 O
2H6 CR 300 2500 3.0 3.00 25.00 2.86 15 60 6 26.11 27.02 2799 29.04 free g
2H6 CR 300 3000 3.0 3.00 30.00 2.86 15 70 6 31.28 32.36 33.53 34.79 free E
2H6 CR 300 3500 3.0 3.00 35.00 2.86 15 70 6 36.44 3N 39.08 40.54 free Z
2H6 CR 300 4000 3.0 3.00 40.00 2.86 15 80 6 41.61 43.06 44.62 free free E
2H6 CR 400 1000 4.0 4.00 10.00 3.80 15 50 6 10.72 11.09 11.49 11.92 12.89 6|
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(Unit: mm)
Diametro Lung, Tagliente Lung. Diametro Lung. Diametro Utile Effettivo Fresa in'base all incIinaziom? del pezzo
) di taglio Length Utile Scaricato ;\n e Totale Gambo Ad”‘{l Ef.fectlve Length depe/.wdlng
Codice Cutting Dia. of Cut Length NeckDia ‘ef:;” o Overall  Shank Dia. on inclined angle of workpiece
Product No. of Reach PETANGIE.  Jength

d I 12 &2 0° L D 30° 1° 1°30° 2° 3°
2H6 CR 400 1200 4.0 4.00 12.00 3.80 15 50 6 12.78 13.23 13.1 14.22 15.38
2He CR 400 1400 4.0 4.00 14.00 3.80 15 50 6 14.85 15.37 15.93 16.52 17.86
2H6 CR 400 1600 4.0 4.00 16.00 3.80 15 60 6 16.92 1751 18.14 18.82 free
2H6 CR 400 2000 4.0 4,00 20.00 3.80 15 60 6 21.05 21.79 22.57 23.42 free
2H6 CR 400 2500 4.0 4.00 25.00 3.80 15 60 6 26.22 2714 28.12 free free
2H6 CR 400 3000 4.0 4,00 30.00 3.80 15 70 6 31.39 32.48 33.66 free free
2H6 CR 400 3500 4.0 4.00 35.00 3.80 15 70 6 36.56 37.83 free free free
2H6 CR 400 4000 4.0 4.00 40.00 3.80 15 80 6 41.73 43.18 free free free
2H6 CR 400 5000 4.0 4.00 50.00 3.80 15 100 6 52.06 53.88 free free free
2H6 CR 500 1600 5.0 5.00 16.00 4.75 15 60 6 17.02 1761 18.25 free free
2H6 CR 500 2000 5.0 5.00 20.00 4.75 15 60 6 2115 21.89 free free free
2H6 CR 500 2500 5.0 5.00 25.00 475 15 60 6 26.32 2724 free free free
2H6 CR 500 3000 5.0 5.00 30.00 475 15 70 6 31.49 free free free free
2H6 CR 500 3500 5.0 5.00 35.00 4.75 15 70 6 36.66 free free free free
2H6 CR 500 4000 5.0 5.00 40.00 4.75 15 80 6 41.82 free free free free
2H6 CR 500 5000 5.0 5.00 50.00 4.75 15 100 6 52.16 free free free free
2H6 CR 600 1500 6.0 6.00 15.00 5.70 - 60 6 free free free free free
2H6 CR 600 2000 6.0 6.00 20.00 5.70 - 60 6 free free free free free
2He6 CR 600 3000 6.0 6.00 30.00 5.70 - 70 6 free free free free free
2H6 CR 600 4000 6.0 6.00 40.00 5.70 - 80 6 free free free free free
2H6 CR 800 2000 8.0 8.00 20.00 760 - 80 8 free free free free free
2H6 CR 800 3000 8.0 8.00 30.00 760 - 80 8 free free free free free
2H6 CR 800 4000 8.0 8.00 40.00 760 - 100 8 free free free free free
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Caratteristiche (i \ 5
. e . . . . /] | 2
* Ampia gamma rastremature per |'utilizzo su varie applicazioni . e
* Metallo duro integrale micrograna utilizzato per tagli ad alta velocita L iciinded gt _[[
* Maggiore rigidita e riduzione delle vibrazioni grazie alla geometria ottimizzata
* Rivestimento nanocomposito altamente resistente all'usura, all'ossidazione specifico per temprati
» Geometria di taglio appositamente progettata per acciai super temprati
* Migliore qualita di finitura della superficie del pezzo
* Solo per il taglio a secco
Features
« Extended neck style for long reach applications
* Used micrograin solid carbide excellent for high speed cutting
« Greater rigidity and reduced chattering through optimized geometry
* A highly-wear resistant nanocomposite coating for oxidation resistance and extreme hardness
« Cutting geometry specifically engineered for super hardened steels Tolerance :
« Improved workpiece surface quality
« Only for Dry cutting Cutting Dia. Corner Radius
d<6: 0/-0.01
d>6: 0/-0.015 =0
Adatto per / Recommended wor, kpi ece Material : ©: Prima scelta(First choice), () Scelta alternativa(Alternative choice), /\: Scelta limite(Limited choice)
Acciaio Basso Legato / o - ’ - Temprati fino a 68
Acdiaio per utensili Acciaio Inox Chica Acciai altolegat Bomfloatl_/ HRC .
(~HB 350) (~HB 240) CH820) | (-HRes) Temprai (HRc35-68)  LehediTianio  Leghedi i i
ghe di Rame - Resine /ABS Grafite
. Cast Iron Prehardened (HRc 45~55) o Alluminio - 8 )
Carbon Steel / Alloy Stainless Steel = Super Hardened Titanium Alloy | Copper Alloy B Resin & Plastics Graphite
" (fino a 260 Steel Hardened Steel Aluminum Alloy
Steel / Tool Steel (fino a 240 HB) HB) (fnoa 50HR) (450 55 HRQ) teel
(fino a 350 HB) (55 to 68 HRc)
O A O O @)
(Unit: mm)
27 Frese Toriche Rastremate per Acciai fino 68 HRC/2F Necked Corner Radius for Super Hardened Steels FR40
Diametro di taglio Lung. Lung, Utile | Diametro  Angolo Lung. Diametro Utile Effettivo Fresa in .base all' incIinazioPe del pezzo
) X Angolo R Tagliente ~ [ength  Scaricato  Scarico  Totale  Gambo Actual Effective Length depending
Codice Cutting Dia. Length  ofReach | NeckDia ~ Toper  Overall ~ Shank on indlined angle of workpiece
Product No. X Corner R of Cut Angle  Length Dia.
(dxCR) I 12 ) 0° L D 30° 1° 1°30° 2° 3°
2H6 TR 020 R002 050 0.2 XR0.02 0.15 0.50 0.18 15 45 4 0.55 0.57 0.59 0.61 0.66
2H6 TR 020 R002 100 0.2 XR0.02 0.15 1.00 0.18 15 45 4 1.07 110 114 118 128
2H6 TR 020 R002 200 0.2 XR0.02 0.15 2.00 0.18 15 45 4 2.10 217 2.25 2.33 2.52
2H6 TR 020 R005 050 0.2 XR0.05 0.15 0.50 0.18 15 45 4 0.55 0.57 0.59 0.61 0.65
2H6 TR 020 R005 100 0.2 XR0.05 0.15 1.00 0.18 15 45 4 1.07 110 114 118 127
2H6 TR 020 R005 150 0.2 XR0.05 0.15 1.50 0.18 15 45 4 1.58 1.64 1.69 1.76 1.89
2H6 TR 020 R005 200 0.2 XR0.05 0.15 2.00 0.18 15 45 4 2.10 217 225 233 252
2H6 TR 030 R002 100 0.3 XR0.02 0.25 1.00 0.28 15 45 4 1.07 110 114 118 128
2H6 TR 030 R002 200 0.3 XR0.02 0.25 2.00 0.28 15 45 4 2.10 2.17 225 233 252
2H6 TR 030 R002 300 0.3 XR0.02 0.25 3.00 0.28 15 45 4 313 3.24 3.36 3.48 377
2H6 TR 030 R005 100 0.3 XR0.05 0.25 1.00 0.28 15 45 4 1.07 110 114 118 127
2H6 TR 030 R005 150 0.3 XR0.05 0.25 150 0.28 15 45 4 1.58 1.64 1.69 1.76 1.89
2H6 TR 030 R005 200 0.3 XR0.05 0.25 2.00 0.28 15 45 4 2.10 217 225 233 2.52 0
2H6 TR 030 R005 250 0.3 XR0.05 0.25 2.50 0.28 15 45 4 2,62 271 2.80 291 3.14 g
2H6 TR 030 R005 300 0.3 XR0.05 0.25 3.00 0.28 15 45 4 3.13 3.24 3.36 3.48 3.76 g
2H6 TR 040 R002 100 0.4 X R0.02 0.30 1.00 0.37 15 45 4 1.09 112 116 121 130 §
2H6 TR 040 R002 200 0.4 XR0.02 0.30 2.00 0.37 15 45 4 2.12 2.19 227 2.36 2.55 2
2H6 TR 040 R002 300 0.4 X R0.02 0.30 3.00 0.37 15 45 4 3.15 3.26 3.38 3.51 3.79 6'
(0]
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(Unit: mm)
Diametro di taglio Lung.  Lung. Utile = Diametro  Angolo Lung.  Diametro Utile Effettivo Fresa in base all' indlinazione del pezzo
) XAngolo R Tagliente Length | Scaricato = Scarico Totale Gambo Actual Effective Length depending
Codice Cutting Dia. Length | ofReach | NeckDia  Taper  Overall = Shank on inclined angle of workpiece
Product No. X Corner R of Cut Angle  Length Dia.

(dxCR) I 12 d2 0° L D 30° 1° 1°30° 2° 3°
2H6 TR 040 R002 400 0.4 XR0.02 0.30 4.00 0.37 15 45 4 4.19 4.33 4.49 4.66 5.03
2H6 TR 040 R005 100 0.4 X R0.05 0.30 1.00 0.37 15 45 4 1.08 112 116 120 130
2H6 TR 040 R005 200 0.4 XR0.05 0.30 2.00 0.37 15 45 4 212 2.19 2.27 2.35 2.54
2H6 TR 040 R005 300 0.4 X R0.05 0.30 3.00 0.37 15 45 4 315 3.26 3.38 3.50 3.78
2H6 TR 040 R005 400 0.4 X R0.05 0.30 4.00 0.37 15 45 4 4.19 4.33 4.48 4.65 5.03
2H6 TR 040 Ro10 100 0.4XR0.1 0.30 1.00 0.37 15 45 4 1.08 112 115 1.19 128
2H6 TR 040 RO10 200 0.4 XR0.1 0.30 2.00 0.37 15 45 4 2.12 2.19 2.26 2.34 2.53
2H6 TR 040 R010 300 0.4 XR0.1 0.30 3.00 0.37 15 45 4 3.15 3.26 3.37 3.49 3.77
2H6 TR 040 RO10 400 0.4 XR0.1 0.30 4.00 0.37 15 45 4 4.18 433 4.48 4.64 5.01
2H6 TR 050 R002 100 0.5 X R0.02 0.40 1.00 0.47 15 45 4 1.09 112 116 121 130
2H6 TR 050 R002 200 0.5 X R0.02 0.40 2.00 0.47 15 45 4 212 219 227 2.36 255
2H6 TR 050 R002 300 0.5 X R0.02 0.40 3.00 0.47 15 45 4 3.15 3.26 3.38 3.51 3.79
2H6 TR 050 R002 400 0.5 X R0.02 0.40 4.00 0.47 15 45 4 4.19 4.33 4.49 4.66 5.03
2H6 TR 050 R002 500 0.5 X R0.02 0.40 5.00 0.47 15 45 4 522 5.40 5.60 5.81 6.28
2H6 TR 050 R0O05 100 0.5 X R0.05 0.40 1.00 0.47 15 45 4 1.08 112 116 120 130
2H6 TR 050 ROO5 200 0.5 X R0.05 0.40 2.00 0.47 15 45 4 212 219 227 235 254
2H6 TR 050 R005 300 0.5 X R0.05 0.40 3.00 0.47 15 45 4 3.15 3.26 3.38 3.50 3.78
2H6 TR 050 R0O5 400 0.5 X R0.05 0.40 4.00 0.47 15 45 4 4.19 4.33 4.48 4.65 5.03
2H6 TR 050 R005 500 0.5 X R0.05 0.40 5.00 0.47 15 45 4 522 5.40 5.59 5.80 6.27
2H6 TR 050 R010 100 0.5XR0.1 0.40 1.00 0.47 15 45 4 1.08 112 115 119 128
2H6 TR 050 R010 200 0.5XR0.1 0.40 2.00 0.47 15 45 4 2.12 2.19 2.26 234 253
2H6 TR 050 R010 300 0.5XR0.1 0.40 3.00 0.47 15 45 4 3.15 3.26 3.37 3.49 3.77
2H6 TR 050 RO10 400 0.5XR0.1 0.40 4.00 0.47 15 45 4 4.18 433 4.48 4.64 5.01
2H6 TR 050 RO10 500 0.5XR0.1 0.40 5.00 0.47 15 45 4 522 5.40 5.59 5.79 6.26
2H6 TR 060 R002 200 0.6 X R0.02 0.50 2.00 0.57 15 45 4 212 219 227 2.36 2.55
2H6 TR 060 R002 400 0.6 X R0.02 0.50 4.00 0.57 15 45 4 4.19 433 4.49 4.66 5.03
2H6 TR 060 R002 600 0.6 X R0.02 0.50 6.00 0.57 15 45 4 6.25 6.47 6.70 6.96 752
2H6 TR 060 R005 200 0.6 X R0.05 0.50 2.00 0.57 15 45 4 212 219 227 235 254
2H6 TR 060 R005 400 0.6 X R0.05 0.50 4.00 0.57 15 45 4 4.19 4.33 4.48 4.65 5.03
2H6 TR 060 R005 600 0.6 X R0.05 0.50 6.00 0.57 15 45 4 6.25 6.47 6.70 6.95 751
2H6 TR 060 RO10 200 0.6 XR0.1 0.50 2.00 0.57 15 45 4 2.12 2.19 2.26 234 2.53
2H6 TR 060 RO10 400 0.6 XR0.1 0.50 4.00 0.57 15 45 4 4.18 4.33 4.48 4.64 5.01
2H6 TR 060 RO10 600 0.6 XR0.1 0.50 6.00 0.57 15 45 4 6.25 6.47 6.70 6.94 7.50
2H6 TR 070 R00O5 400 0.7 XR0.05 0.55 4.00 0.66 15 45 4 421 4.35 4.51 4.67 5.05
2H6 TR 070 R005 600 0.7 XR0.05 0.55 6.00 0.66 15 45 4 6.27 6.49 6.72 6.97 753
2H6 TR 070 R010 400 0.7 XR0.1 0.55 4.00 0.66 15 45 4 420 4.35 4.50 4.67 5.04
2H6 TR 070 R010 600 0.7 XR0.1 0.55 6.00 0.66 15 45 4 6.27 6.49 6.72 6.96 752
2H6 TR 080 R002 200 0.8 XR0.02 0.65 2.00 0.77 15 45 4 2.12 2.19 227 236 2.55
2H6 TR 080 R002 400 0.8 X R0.02 0.65 4.00 0.77 15 45 4 4.19 4.33 4.49 4.66 5.03
2H6 TR 080 R002 600 0.8 XR0.02 0.65 6.00 0.77 15 45 4 6.25 6.47 6.70 6.96 752
2H6 TR 080 R002 800 0.8 X R0.02 0.65 8.00 0.77 15 45 4 8.32 8.61 8.92 9.26 10.00
2H6 TR 080 R005 200 0.8 X R0.05 0.65 2.00 0.77 15 45 4 212 219 227 235 254
2H6 TR 080 R005 400 0.8 XR0.05 0.65 4.00 0.77 15 45 4 4.19 4.33 4.48 4.65 5.03
2H6 TR 080 R005 600 0.8 X R0.05 0.65 6.00 0.77 15 45 4 6.25 6.47 6.70 6.95 751

62



ST eHG TR

(Unit: mm)
Diametro di taglio Lung.  Lung. Utile = Diametro  Angolo Lung.  Diametro Utile Effettivo Fresa in base all' inclinazione del pezzo
) X Angolo R Tagliente | [ength | Scaricato  Scarico Totale Gambo Actual Effective Length depending
Codice Cutting Dia. Length | ofReach | NeckDia  Taper  Overall  Shank on inclined angle of workpiece
Product No. X Corner R of Cut Angle  Length Dia.
(dxCR) I 12 [} 0° L D 30° 1° 1°30° 2° 3°

2H6 TR 080 R005 800 0.8 XR0.05 0.65 8.00 0.77 15 45 4 832 8.61 8.92 9.25 10.00

2H6 TR 080 R010 200 0.8 XR0.1 0.65 2.00 0.77 15 45 4 2.12 2.19 2.26 2.34 2.53

2H6 TR 080 RO10 400 0.8 XR0.1 0.65 4.00 0.77 15 45 4 418 433 448 4.64 5.01

2H6 TR 080 ROI0 600 0.8 XR0.1 0.65 6.00 0.77 15 45 4 6.25 6.47 6.70 6.94 750

2H6 TR 080 R010 800 0.8 XR0.1 0.65 8.00 0.77 15 45 4 832 8.61 8.91 9.24 9.99

2H6 TR 080 R020 200 0.8 XR0.2 0.65 2.00 0.77 15 45 4 211 2.18 225 233 2.50

2H6 TR 080 R020 400 0.8 XR0.2 0.65 4.00 0.77 15 45 4 4.18 432 4.47 4.63 499

2H6 TR 080 R020 600 0.8 XR0.2 0.65 6.00 0.77 15 45 4 6.25 6.46 6.69 6.93 747

2H6 TR 080 R020 800 0.8 XR0.2 0.65 8.00 0.77 15 45 4 8.32 8.60 8.90 9.23 9.96

2H6 TR 090 RO10 400 0.9 XR0.1 0.70 4.00 0.85 15 45 4 422 4.37 4.52 4.69 5.06

2H6 TR 090 ROI0 800 0.9 XR0.1 0.70 8.00 0.85 15 45 4 8.36 8.65 8.95 9.29 10.03

2H6 TR 100 R0O2 200 1.0 X R0.02 0.80 2.00 0.95 15 45 4 2.16 223 231 2.40 2.59

2H6 TR 100 R002 400 1.0 X R0.02 0.80 4,00 0.95 15 45 4 423 4.37 4.53 4.70 5.08

2H6 TR 100 R002 600 1.0 X R0.02 0.80 6.00 0.95 15 45 4 6.29 6.51 6.75 7.00 756

2H6 TR 100 R002 800 1.0 X R0.02 0.80 8.00 0.95 15 45 4 8.36 8.65 8.96 9.30 10.05

2H6 TR 100 R002 1000 1.0 X R0.02 0.80 10.00 0.95 15 45 4 1043 10.79 11.18 11.60 12.54

2H6 TR 100 R0O5 200 1.0 X R0.05 0.80 2.00 0.95 15 45 4 216 223 2.31 2.39 2.59

2H6 TR 100 R0O5 400 1.0 X R0.05 0.80 4,00 0.95 15 45 4 422 4.37 4.53 4.69 5.07

2H6 TR 100 R0O5 600 1.0 X R0.05 0.80 6.00 0.95 15 45 4 6.29 6.51 6.74 6.99 756

2H6 TR 100 R0O5 800 1.0 X R0.05 0.80 8.00 0.95 15 45 4 8.36 8.65 8.96 9.29 10.04

2H6 TR 100 R0OO5 1000 1.0 X R0.05 0.80 10.00 0.95 15 45 4 10.43 10.79 1118 11.59 12.53

2H6 TR 100 R0O5 1200 1.0 X R0.05 0.80 12.00 0.95 15 45 4 12.49 12.93 13.39 13.89 15.02

2H6 TR 100 R0O5 1600 1.0 X R0.05 0.80 16.00 0.95 15 50 4 16.63 1721 1783 18.49 19.99

2H6 TR 100 R0O5 2000 1.0 X R0.05 0.80 20.00 0.95 15 50 4 20.76 21.48 2226 23.09 24.96

2H6 TR 100 R010 200 1.0XRO.1 0.80 2.00 0.95 15 45 4 2.16 223 2.30 239 2.57

2H6 TR 100 RO10 400 1.0XR0.1 0.80 4.00 0.95 15 45 4 422 437 452 4.69 5.06

2H6 TR 100 R010 600 1.0 XRO.1 0.80 6.00 0.95 15 45 4 6.29 6.51 6.74 6.99 755

2H6 TR 100 RO10 800 1.0 XRO.1 0.80 8.00 0.95 15 45 4 8.36 8.65 8.95 9.29 10.03

2H6 TR 100 R010 1000 1.0 XRO.1 0.80 10.00 0.95 15 45 4 10.42 10.78 117 11.59 12.52

2H6 TR 100 R0I0 1200 1.0 X RO.1 0.80 12.00 0.95 15 45 4 1249 12.92 13.39 13.89 15.00

2H6 TR 100 RO10 1600 1.0 XR0.1 0.80 16.00 0.95 15 50 4 16.63 1720 17.82 18.48 19.98

2H6 TR 100 R0I0 2000 1.0 XRO.1 0.80 20.00 0.95 15 50 4 20.76 21.48 2225 23.08 2495

2H6 TR 100 R020 200 1.0XR0.2 0.80 2,00 0.95 15 45 4 215 222 229 2.37 2.55

2H6 TR 100 R020 400 1.0XR0.2 0.80 4.00 0.95 15 45 4 422 4.36 4.51 4.67 5.03

2H6 TR 100 R020 600 1.0XR0.2 0.80 6.00 0.95 15 45 4 6.29 6.50 6.73 6.97 752

2H6 TR 100 R020 800 1.0XR0.2 0.80 8.00 0.95 15 45 4 8.35 8.64 8.94 9.27 10.01

2H6 TR 100 R020 1000 1.0XR0.2 0.80 10.00 0.95 15 45 4 10.42 10.78 1116 11.57 12.49

2H6 TR 100 R020 1200 1.0XR0.2 0.80 12.00 0.95 15 45 4 12.49 12.92 13.38 13.87 14.98

2H6 TR 100 R020 1600 1.0XR0.2 0.80 16.00 0.95 15 50 4 16.62 1720 17.81 18.47 19.95 0

2H6 TR 100 R020 2000 1.0XR0.2 0.80 20.00 0.95 15 50 4 20.76 2147 22.24 23.07 24.93 ("I),

2H6 TR 100 R030 200 1.0XR0.3 0.80 2.00 0.95 15 45 4 215 221 2.28 2.36 2.52 E

2H6 TR 100 R030 400 1.0XR0.3 0.80 4,00 0.95 15 45 4 422 4.35 4.50 4.66 5.01 Z

2H6 TR 100 R030 600 1.0XR0.3 0.80 6.00 0.95 15 45 4 6.28 6.49 6.72 6.96 750 ;

2H6 TR 100 R030 800 1.0XR0.3 0.80 8.00 0.95 15 45 4 835 8.63 8.93 9.26 9.98 6|
(0]
r
0
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(Unit: mm)
Diametro di taglio Lung. | Lung. Utile Diametro  Angolo Lung.  Diametro Utile Effettivo Fresa in base all' indlinazione del pezzo
) X Angolo R Tagliente | [ength | Scaricato  Scarico Totale Gambo Actual Effective Length depending
Codice Cutting Dia. Length | ofReach NeckDia ~Taper  Overall =~ Shank on indlined angle of workpiece
Product No. X Corner R of Cut Angle | Length = Dia.
(dxCR) I 12 d2 0° L D 30° 1° 1°30° 2° 3°

2H6 TR 100 R030 1000 1.0XR0.3 0.80 10.00 0.95 15 45 4 10.42 10.77 11.15 11.56 12.47
2H6 TR 100 R030 1200 1.0XR0.3 0.80 12.00 0.95 15 45 4 12.49 12.91 13.37 13.86 14.96
2H6 TR 100 R030 1600 1.0XR0.3 0.80 16.00 0.95 15 50 4 16.62 1719 17.80 18.46 19.93
2H6 TR 100 R030 2000 1.0XR0.3 0.80 20.00 0.95 15 50 4 20.75 21.47 22.23 23.05 24.90
2H6 TR 120 RO10 400 1.2 XR0.1 1.00 4.00 114 15 45 4 424 4.39 4.54 47 5.08
2H6 TR 120 RO10 600 12 XR0.1 1.00 6.00 114 15 45 4 6.31 6.53 6.76 701 157
2H6 TR 120 RO10 1000 1.2XR0.1 1.00 10.00 114 15 45 4 10.44 10.80 11.19 11.61 12.54
2H6 TR 120 R020 400 12XR0.2 1.00 4.00 114 15 45 4 424 4.38 4.53 4.69 5.06
2H6 TR 120 R020 600 12 XR0.2 1.00 6.00 114 15 45 4 6.31 6.52 6.75 6.99 754
2H6 TR 120 R020 1000 1.2XR0.2 1.00 10.00 114 15 45 4 10.44 10.80 11.18 11.59 12.52
2H6 TR 120 R030 400 12XR0.3 1.00 4.00 114 15 45 4 424 437 4.52 4.68 5.03
2H6 TR 120 R030 600 12XR0.3 1.00 6.00 114 15 45 4 6.30 6.51 6.74 6.98 752
2H6 TR 120 R030 1000 12XR0.3 1.00 10.00 114 15 45 4 10.44 10.79 1.17 11.58 12.49
2H6 TR 150 R005 300 1.5 X R0.05 1.50 3.00 144 15 45 4 3.21 3.32 3.44 3.57 3.85
2H6 TR 150 R005 400 1.5 X R0.05 1.50 4.00 1.44 15 45 4 424 4.39 4.55 4.72 5.09
2H6 TR 150 R005 600 1.5 X R0.05 150 6.00 144 15 45 4 6.31 6.53 6.76 702 758
2H6 TR 150 R005 800 1.5 X R0.05 1.50 8.00 144 15 45 4 8.38 8.67 8.98 9.32 10.07
2H6 TR 150 R005 1000 1.5 X R0.05 1.50 10.00 1.44 15 45 4 10.45 10.81 11.20 11.61 12.55
2H6 TR 150 R005 1200 1.5 X R0.05 1.50 12.00 144 15 45 4 12,51 12.95 13.41 13.91 15.04
2H6 TR 150 R005 1600 1.5 X R0.05 1.50 16.00 1.44 15 50 4 16.65 17.23 17.85 18.51 20.01
2H6 TR 150 R005 2000 1.5 X R0.05 1.50 20.00 144 15 50 4 20.78 21.50 22.28 231 free

2H6 TR 150 RO10 300 1.5 XR0.1 1.50 3.00 1.44 15 45 4 3.21 3.32 343 3.56 3.84
2H6 TR 150 RO10 400 1.5 XR0.1 150 4.00 144 15 45 4 424 4.39 4.54 4n 5.08
2H6 TR 150 RO10 600 1.5XR0.1 1.50 6.00 144 15 45 4 6.31 6.53 6.76 701 157

2H6 TR 150 RO10 800 1.5 XR0.1 1.50 8.00 1.44 15 45 4 8.38 8.67 8.97 9.31 10.06
2H6 TR 150 RO10 1000 1.5XR0.1 1.50 10.00 144 15 45 4 10.44 10.80 11.19 11.61 12.54
2H6 TR 150 RO10 1200 1.5 XR0.1 1.50 12.00 1.44 15 45 4 12.51 12.94 13.41 13.91 15.03
2H6 TR 150 RO10 1600 1.5 XR0.1 150 16.00 144 15 50 4 16.65 1722 17.84 18.51 20.00
2H6 TR 150 RO10 2000 1.5 XR0.1 1.50 20.00 1.44 15 50 4 20.78 21.50 2227 23.11 free

2H6 TR 150 R020 300 1.5XR0.2 1.50 3.00 1.44 15 45 4 3.20 331 3.42 3.54 3.81

2H6 TR 150 R020 400 1.5XR0.2 1.50 4.00 144 15 45 4 424 4.38 4.53 4.69 5.06
2H6 TR 150 R020 600 1.5 XR0.2 1.50 6.00 1.44 15 45 4 6.31 6.52 6.75 6.99 754

2H6 TR 150 R020 800 1.5XR0.2 1.50 8.00 144 15 45 4 8.37 8.66 8.96 9.29 10.03
2H6 TR 150 R020 1000 1.5XR0.2 1.50 10.00 144 15 45 4 10.44 10.80 11.18 11.59 12.52
2H6 TR 150 R020 1200 1.5XR0.2 150 12.00 144 15 45 4 12.51 12.94 13.40 13.89 15.00
2H6 TR 150 R020 1600 1.5XR0.2 1.50 16.00 1.44 15 50 4 16.64 17.22 17.83 18.49 19.98
2H6 TR 150 R020 2000 1.5XR0.2 150 20.00 144 15 50 4 20.78 21.49 22.26 23.09 free

2H6 TR 150 R030 300 1.5XR0.3 1.50 3.00 144 15 45 4 3.20 3.30 3.4 3.53 3.79
2H6 TR 150 R030 400 1.5XR0.3 1.50 4.00 1.44 15 45 4 424 437 4.52 4.68 5.03
2H6 TR 150 R030 600 1.5XR0.3 150 6.00 144 15 45 4 6.30 6.51 6.74 6.98 752

2H6 TR 150 R030 800 1.5XR0.3 1.50 8.00 1.44 15 45 4 8.37 8.65 8.95 9.28 10.01
2H6 TR 150 R030 1000 1.5XR0.3 1.50 10.00 1.44 15 45 4 10.44 10.79 117 11.58 12.49
2H6 TR 150 R030 1200 1.5XR0.3 1.50 12.00 144 15 45 4 12.50 12.93 13.39 13.88 14.98
2H6 TR 150 R030 1600 1.5XR0.3 1.50 16.00 1.44 15 50 4 16.64 17.21 17.82 18.48 19.95
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(Unit: mm)
Diametro di taglio Lung.  Lung. Utile = Diametro  Angolo Lung.  Diametro Utile Effettivo Fresa in base all' indlinazione del pezzo
) X Angolo R Tagliente | [ength | Scaricato  Scarico Totale Gambo Actual Effective Length depending
Codice Cutting Dia. Length | ofReach | NeckDia  Taper  Overall = Shank on inclined angle of workpiece
Product No. X Corner R of Cut Angle  Length Dia.
(dxCR) I 12 d2 0° L D 30° 1° 1°30° 2° 3°

2H6 TR 150 R030 2000 1.5XR0.3 1.50 20.00 144 15 50 4 20.77 21.49 22.25 23.08 free

2H6 TR 150 R050 300 1.5XR0.5 1.50 3.00 144 15 45 4 3.19 329 339 3.50 3.74

2H6 TR 150 R050 400 1.5 XR0.5 1.50 4.00 144 15 45 4 423 4.36 4.50 4.65 4.99

2H6 TR 150 R050 600 1.5XR0.5 150 6.00 144 15 45 4 6.30 6.50 6.71 6.95 747

2H6 TR 150 R050 800 1.5 XR0.5 1.50 8.00 144 15 45 4 8.36 8.64 8.93 9.25 9.96

2H6 TR 150 R050 1000 1.5 XR0.5 150 10.00 144 15 45 4 10.43 10.78 1.15 11.55 12.44

2H6 TR 150 R050 1200 1.5 XR0.5 1.50 12.00 144 15 45 4 12.50 12.92 13.36 13.85 14.93

2H6 TR 150 R050 1600 1.5 XR0.5 1.50 16.00 144 15 50 4 16.63 1719 17.80 18.45 19.90

2H6 TR 150 R050 2000 1.5XR0.5 150 20.00 144 15 50 4 20.77 2147 22.23 23.05 free

2H6 TR 200 R0O05 400 2.0 XR0.05 1.70 4.00 1.92 15 45 4 428 443 459 4.76 5.14

2H6 TR 200 R0O5 600 2.0 XR0.05 1.70 6.00 192 15 45 4 6.35 6.57 6.80 7.06 763

2H6 TR 200 R005 800 2.0 XR0.05 1.70 8.00 1.92 15 45 4 8.42 8.1 9.02 9.36 10.11

2H6 TR 200 ROO05 1000 2.0 XR0.05 1.70 10.00 192 15 45 4 10.48 10.85 11.24 11.66 12.60

2H6 TR 200 ROO05 1200 2.0 XR0.05 1.70 12.00 1.92 15 45 4 12.55 12.99 13.45 13.96 15.09

2H6 TR 200 ROO05 1600 2.0 XR0.05 1.70 16.00 1.92 15 50 4 16.69 17.27 17.89 18.56 free

2H6 TR 200 ROO5 2000 2.0 XR0.05 1.70 20.00 192 15 50 4 20.82 21.54 22.32 23.16 free

2H6 TR 200 R010 400 2.0XR0.1 1.70 4.00 1.92 15 45 4 428 443 4.58 475 5.13

2H6 TR 200 R010 600 2.0XR0.1 1.70 6.00 192 15 45 4 6.35 6.57 6.80 7.05 762

2H6 TR 200 RO10 800 2.0XR0.1 1.70 8.00 1.92 15 45 4 8.42 8.1 9.02 9.35 10.10

2H6 TR 200 RO10 1000 2.0XR0.1 1.70 10.00 1.92 15 45 4 10.48 10.84 11.23 11.65 12.59

2H6 TR 200 RO10 1200 2.0XR0.1 1.70 12.00 1.92 15 45 4 12.55 12.98 13.45 13.95 15.07

2H6 TR 200 RO10 1600 2.0XR0.1 1.70 16.00 1.92 15 50 4 16.68 17.26 17.88 18.55 free

2H6 TR 200 RO10 2000 2.0XR0.1 1.70 20.00 192 15 50 4 20.82 21.54 22.32 23.15 free

2H6 TR 200 R020 400 2.0XRo0.2 1.70 4.00 1.92 15 45 4 428 4.42 4.57 4.74 5.10

2H6 TR 200 R020 600 2.0XRo.2 1.70 6.00 192 15 45 4 6.34 6.56 6.79 704 759

2H6 TR 200 R020 800 2.0XR0.2 1.70 8.00 1.92 15 45 4 8.41 8.70 9.01 9.34 10.08

2H6 TR 200 R020 1000 2.0XRo0.2 1.70 10.00 1.92 15 45 4 10.48 10.84 1.22 11.64 12.56

2H6 TR 200 R020 1200 2.0XRo0.2 1.70 12.00 192 15 45 4 1255 12.98 13.44 13.93 15.05

2H6 TR 200 R020 1600 2.0XRo0.2 1.70 16.00 1.92 15 50 4 16.68 17.26 17.87 18.53 free

2H6 TR 200 R020 2000 2.0XRo0.2 1.70 20.00 192 15 50 4 20.82 2153 2231 23.13 free

2H6 TR 200 R030 400 2.0XR0.3 1.70 4.00 1.92 15 45 4 427 4.41 4.56 4.72 5.08

2H6 TR 200 R030 600 2.0XR0.3 1.70 6.00 1.92 15 45 4 6.34 6.55 6.78 702 757

2H6 TR 200 R030 800 2.0XR0.3 1.70 8.00 1.92 15 45 4 8.41 8.69 8.99 9.32 10.05

2H6 TR 200 R030 1000 2.0XR0.3 1.70 10.00 