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UHCTPYKLINA 10 PABOTE C KATAJIOTOM

READING INSTRUCTIONS
HINWEISE ZUR ABLESUNG
INDICATIONS DE LECTURE

——ee——

T

—

1= KOJ1-BO CTPY)KEYHbIX KAHABOK W YOIl
MNOABEMA CIMPAIN
2 = TEXHWYECKUNE XAPAKTEPUCTUVKU (CTP. B 8)
KOHTPYKTUBHbIE OINYCKU
4 = APTUKYIT
5 = PABMEPbI I XAPAKTEPUCTUKN
6 = JOMOJTHUTE/IbHAST TEXHUYECKAS
WMHO®OPMALNA | PEKOMEHOALIMN
1B = BOSMOXXHbIE BY/bl OBPABOTKU
2B = [PYIbl MATEPUAJIOB
3B = MHOOPMALMS 10 OBPABATBIBAEMbIM
MATEPUAJIAM U1 OBJIACTAM MNPUMEHEHUSA
4B = PEXXWMbI PE3AHUSA
5B = BAMETKU 10 PEXXUMAM L7151 BOSMOXHOIO
AOMOHNUTENIbHOIO NPUMEHEHMS
6B = ®OPMYJ1bl I TAPAMETPbI

1 =NUMBER OF FLUTES AND HELIX ANGLE
ECHNICAL FEATURES (PAG. B 8)
ONSTRUCTIVES TOLERANCE

TEM

5 = MEASURES AND DATA

6 = FURTHER TECHNICAL DATA AND SUGGESTIONS

1b = POSSIBLE MACHINING OPERATIONS

2b = MATERIAL GROUPS

3b = INFORMATION ON WORKABLE MATERIALS AND
FIELDS OF APPLICATION

4b = MACHINING PARAMETERS

5b = NOTE ON PARAMETERS FOR POSSIBLE
ADDITIONAL APPLICATIONS

6b = FORMULAS AND PARAMETERS

= ANZAHL SCHNEIDEN UND SPIRALWINKEL
ECHNISCHE HAUPTMERKMALE (PAG. B 8)
ONSTRUKTIONSTOLERANZEN

RTIKEL

5 = ABMESSUNGEN UND DATEN

6 = WEITERE TECHNISCHE DATEN UND TIPPS

1
2
3
4

1b = MOGLICHE BEARBEITUNGEN

2b = MATERIALGRUPPEN

3b = ANGABE DER BEARBEITBAREN MATERIALIEN
UND ANWENDUNGSGEBIETE

4b = SCHNITTDATEN

5b = ANMERKUNG ZU DEN PARAMETERN FUR
EVENTUELLE WEITERE BEARBEITUNGEN

6b = FORMELN UND PARAMETER

1 =NOMBRE TRANCHANTS ET ANGLE HELICE

2 = CARACTERISTIQUES TECHNIQUES (PAG. B 8)

3 = TOLERANCE CONSTRUCTIVES

4 =ARTICLES

5 = DIMENSIONES ET DONNEES

6 = ULTERIEURES DONNEES TECHNIQUE ET
CONSEILLE D'USAGE

1b = USINAGES A EXECUTER

2b = GROUPES DE MATERIAUX

3b = INDICATION MATERIAUX A USINER ET
PLAGES D'APPLICATION

4b = PARAMETRES DE TRAVAIL

5b = NOTE POUR PARAMETRES EVENTUELS
D'AUTRES USINAGES

6b = FORMULES ET PARAMETRES

1 = KOHCTPYKTUBHBIE YITlbl

2 = PEKOMEHLOBAHHBIE IMIIACTUHbI

3 = APTUKYI

4 = PABMEPbI, XAPAKTEPUCTUKU, YKASAHUA

5 = KOMIIEKTYIOLUME

6 = JOMOJ/THNTEIbHbIE KOMIMIIEKTYIOLUME
W BAMACHBIE YACTU 10O 3ATTIPOCY

7 = PASMEP TMJIACTUHbI

8 = TEXHWYECKAS MIH®OPMALMA U PEKOMEHOALMN

9 = BOBMOXHbIE TUIMbl OBPABEOTKN

10 =YIO/1 HAKITOHA PEXXYLLEN KPOMKM

1B = JOCTYIHbIE MN/IACTUHbI

2B = PEKOMEHOBAHHbIN TUIM OBPABOTKU
U OBITACTU NPUMEHEHNSA

3B = IOCTYIHBIE CI1/1IABbI

4B = PASMEPbI I XAPAKTEPUCTUKN

5B = UCIOJTb30BAHUE COX

6B = BbIEOP TBEPLOIO CI/IABA (EbICTPbIV BbIEOP)

7B = [PYIITbl MATEPMATIOB
8B = GA30BAS] CKOPOCTb [OfAYM Fz0
9B = CKOPOCTb PESAHUST Vo
108 = ®OPMYJTbI M [TAPAMETPbI
11B = KOPPEKTVPOBKA CKOPOCTY [TOLAYM F20
128 = [TOHSITWE CKOPOCTY PE3AHUSI
B BABUCUMOCTY OT TUIA OBPABOTKM
138 = [IPOYME YKASAHMSI

1 = CONSTRUCTIVE ANGLES

2 = RECOMMENDED INSERTS

3 =ITEM

4 = MEASURES, DATA, INDICATIONS

5 = ACCESSORIES EQUIPMENT

6 = OPTIONAL ACCESORIES AND SPARE
PARTS ON REQUEST

7 = INSERT SIZE

8 = TECHNICAL DATA AND SUGGESTIONS

9 = POSSIBLE TYPES OF MACHINING

10 = OBLIQUE PENETRATION ANGLE

1b = AVAILABLE INSERTS

2b = RECOMMENDED MACHINING MATE-
RIALS AND FIELDS OF APPLICATION

3b = AVAILABLE GRADES

4b = MEASURES AND DATA

5b = USE OF COOLANT

6b = GRADE CHOICE(QUICK PICK)

7b = MATERIAL GROUPS

8b = BASIC FEED RATE Fz0

9b = CUTTING SPEED Vc

10b = FORMULAS AND PARAMETERS

11b = FEED RATE CORRECTION Fz0

12b = CUTTING SPEED INTERPRETA-
TION ACCORDING TO MACHINING

13b = FURTHER INDICATIONS

1 = KONSTRUKTIONSWINKEL

2 = EMPFOHLENE WENDESCHNEIDPLATTEN

3 RTKEL

4 = ABMESSUNGEN,DATEN;HINWEISE

5 = ZUBEHORAUSSTATTUNG

6 = OPTIONALZUBEHOR UND
-ERSATZTEILE AUF ANFRAGE

7 = WENDEPLATTENGROSSE

8 = TECHNISCHE DATEN UND TIPPS

9 = MOGLICHE BEARBEITUNGSARTEN

10 = EINTAUCHWINKEL

1b = LIEFERBARE WENDEPLATTEN

2b = EMPFOHLENE WERKSTOFFE UND
EINSATZBEREICHE

3b = LIEFERBARE HM-QUALITATEN

4b = ABMESSUNGEN UND DATEN

5b = KUHLMITTELVERWENDUNG

6b = SORTENAUSWAHL(QUICK PICK)

7b = MATERIALGRUPPEN

8b = GRUNDVORSCHUB Fz0

9b = SCHNITTGESCHWINDIGKEIT Ve

10b = FORMELN UND PARAMETER

11b = VORSCHUBKORREKTUR Fz0

12b = INTERPRETATION DER SCHNITT
GESCHWINDIGKEIT NACH BEARBEI TUNG

13b = WEITERE HINWEISE

1 = ANGLES CONSTRUCTIVES

2 = PLAQUETTES CONSEILLEES

3= ARTICLES

4 = DIMENSIONES, DONNEES, INDICATIONS

5 = ACCESSOIRES EN DOTATION

6 = ACCESSOIRES ET RECHANGE
OPTIONNEL SUR DEMANDE

7 = DIMENSION DE LA PLAQUETTE

8 = DONNEES TECHNIQUES ET CON-

SEILLES D'USAGE
9 = USINAGES POSSIBLES
10 = ANGLE DE PENETRATION OBLIQUE

1b = PLAQUETTES DISPONIBLES
b = INDICATIONS SUR LES MATERIAUX

USINABLE ET CHAMPS D'USINAGE

3b = DISONIBILITE DE DEGRES

4b = DIMENSIONES ET DONNEES

5b = UTILISATION DU REFRIGERANTE

6b = CHOIX DU DEGRE(QUICK PICK)

7b = GROUPES DE MATERIAUX

8b = DEPLACEMENT Fz0

9b = VITESSE DE COUPE Vc

10b = FORMULES ET PARAMETRES

11b = CORRECTION DEPLACEMENT Fz0

12b = INTERPRETATION VITESSE DE
COUPE SELON L'USINAGE

13b = INDICATIONS ULTERIEURES
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CUMBOIJIbI - SYMBOL - SYMBOLE - SYMBOLES

MOKPbLITUA - COATED - BESCHICHTUNG - RECOUVREMENT

CEPOE: 3HauuTenbHo yny4llieHHasi MU3HOCOCTOMKOCTb B COYETaHUM ¢
MOKPBITUE | YEPHOE: Bbicokasi NpO4HOCTb NOKpbITUS obecneunsaeT npeBocxodHyto 3awmty | OKPBITUE | conpoTuBneHnemM oKUCNEHMIO 1 KapornpoYHOCTLIO AeNakoT 3TO MOKpbITUe

COATED | o7 abpa3snBHOrO M3HOCA M 3PO3NM. COATED | 1neanbHbiM ans dpes.
BLACK: The high hardness of the coating offers an excellent protection against
‘-IEPHOE abrasive wear and erosion CEPOE GRAY: A considerably improved resistance to wear, as well as good oxidation

stability and hot hardness make this coating ideally suitable for the milling cutters

30JI0TOE: 370 nokpbiTUe 0COBEHHO NOAXOAMUT AN aNOMUHUS U

MOKPbLITUE MOKPBLITUE
COATED gzg;:j;cmyrommx Cnnasos. [03B0MsIeT GNIONL30BATL MOBLILLSHHSIE PEXUMLI coaTep | CEPEBPAHOE: OcobeHHo noaxoaut aAns o6paboTku antoMunHis, GpoH3bl n meaw.
30/I0TOE| coLp: This coating is particularly suitable for aluminum and relevant alloys CEPEGPAHOE| >'-VER: Particularly suitable to machining aluminum, bronze and copper.

It enables the use of higher cutting parameters

OPAHXEBOE: MHorocnovHoe nokpbiTue, onTuManbHoe Ans HepxasetoLle

MOKPBITUE | KPACHOE: MoaxoauT Ans BbICOKOCKOPOCTHOM 06paboTku MOKPbLITVE
CTanw, TUTaHa, UHKOHErsl N CBEPXMPOYHBIX CrIaBoB.

COATED | 1pynHoo6pabaTbiBaeMbix MaTepuanos. COATED

OPAHIKEBOE ORANGE: Optimized multi-layer coating for stainless steel, titanium, inconel and

KPA(HOE RED: High speed machining of hardly machinable materials. super alloys.

HAMPABJTIEHVE OBPABOTKN - WORKING DIRECTION - ARBEITSRICHTUNG - ORENTATION D’EXECUTION

- BoaMOXHO HanpasneHue no 2m ocsm - BoamoxHo HanpasneHue no 3m ocsim
- 2 Possible usage orientation - 3 Possible usage orientation
- 2 Mégliche vorschubrichtung - 3 Mégliche vorschubrichtung

\_: - N2 orientations d’'usage possibles l(: - N3 orientations d'usage possibles

& - Yron 90° 600 -- Yron 60° - dacka 45°

_90° 90 - 90° Head angle - 60° Head angle 450 - 45° Corner shape

90° \/ - Kopfwinkel 90° \/ - Kopfwinkel 60° - Ecke 45°

- Angle en tete 90° - Angle en tete 60° - Aréte 45°
- Cchepuueckue - TopoupansHble - PapuycHble
R - Spherical R - Toric R - Radius
w - Kugelférmig - Torisch - Mit eckenradius

- Sphérique - Torique - Radiaire

TBEPOOCTb MATEPUAJIOB - HARDNESS MATERIAL - MATERIALHARTE - DURETE MATERIAU

42 52 58 60

-42 HRC -52 HRC - 58 HRC - 60 HRC

HRC HRC HRC HRC

62 64 - ANIOMUHWIA © KpeMHueM < 5% - ATIOMWHUI C KpeMHueM > 5%
- Aluminium with silicon < 5% - Aluminium with silicon > 5%
H RC -62HRC H RC - 64 HRC AI-U - Aluminium avec silicium < 5% ALU - Aluminium avec silicium > 5%
<5%Si - Aluminium mit Siliziumgehalt < 5% >50%Si - Aluminium mit Siliziumgehalt > 5%

ONMVHA ®PE3bI - MILLING CUTTER LENGHT - FRASERLANGE - LONGUEUR DE LA FRAISE

- Kopomas e m— | - e
= e e
m— - Courte - Moyenne - Longue

OBLUVE OBO3HAYEHUA - GENERAL SYMBOLS - ALLGEMEINE SYMBOLE - SYMBOLES GENERAUX

- ,D,J'Iﬂ BbICOKOCKOPOCTHOIo

pe3aHus - O6pabotka 6e3 COX - O6paboTka ¢ COX - Huskas Bubpauusa
- For high speed machining - Dry machining - Machining operations with coolant ((« )>>> - Low vibrations
- Fur hochgeschwindigkeitsbear- - Trockenbearbeitung - Bearbeitungen mit Kiihimittel - Vibrationsarm
bei tungen geeignet - Usinage a sec - Usinages avec réfrigérant - Faibles vibrations

- Pour usinage a haute vitesse

B8



MWKPOD®PE3bI

MUKPODPE3bI / MIKROFRAESER / MICRO-FRAISES / MICROFRESAS



-~

TBep,CI,.OCI'IJ'IaIBHbIeo Mukpodpesbl 30° Z2 - MNnockuin TopeL, ’
\H/IIEIAMMll\(/ilrISr_c')\?rIg:eor ZZZZ?J-OEI?tG}l?:ge Stirnschneide TPC tOOISI
Micro-Fraise M.D.l. Z2 30° - Téte Plane E2 engineering
o @
@D =04-3 YEPHOE ~
42
" H 90° HRC
s ) I —
(%)) DIN 6535 HA @d
T i é
Mukpodppesa U3 MUKPO3epHUCTOro TBEPAOro cnnasa
LUunungpuyeckun xsoctoBuk HA - DIN 6527
KOPOTKOro tuna
MOJIE LIOMYCKA D
Micrograin HM Micro-mill TOLLERANCE RANGE h10 | he
Cilindrical Shank HA - DIN 6527 short Type
(Mm)

APT. (%]D) ad L1 z
TF2.040.100 04 30 1,5 38 2
TF2.050.100 05 30 1,5 38 2
TF2.060.100 06 30 20 38 2
TF2.070.100 07 30 30 38 2
TF2.080.100 08 30 30 38 2
TF2.090.100 09 30 30 38 2
TF2.100.100 1,0 30 40 38 2
TF2.110.100 1,1 30 40 38 2
TF2.120.100 1,2 3,0 4,0 38 2
TF2.130.100 1,3 3,0 4,0 38 2
TF2.140.100 1,4 3,0 4,0 38 2
TF2.150.100 1,5 3,0 5,0 38 2
TF2.160.100 1,6 3,0 5,0 38 2
TF2.180.100 18 30 50 38 2
TF2.200.100 20 30 60 38 2
TF2.250.100 25 30 70 38 2
TF2.300.100 30 30 80 38 2
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= |2 HEE L3 _
g |2al2 |23|8% _|E%| & 2. .
SHEHE 3630 3250 55 |28
HEEREHEREEEEEE 22| |E5
Zo - =4 Eu)gw A ER = S Y =al
£353|30 £4|8833|50/28/523| ¢|88|2R|.3 3¢ e
RS PR HEEP SR o) (i)
Mpumerenue - Application  ERIERIEEIEREHEHEEEREEIERIEEEEIEER ] o0 v
[ ) 0,4+0,6 | 65-100 0,006 0,5xD 1xD
[ ] 0,6+0,8 | 65-100 0,010 0,5xD 1xD
[ ] 0,8+1,0 | 65-100 0,012 0,5xD 1xD
[ ) 1,0+1,2 | 65-100 0,015 0,5xD 1xD
[ ] 1,2+1,4 | 65-100 0,017 0,5xD 1xD
[ ] 1,4+1,6 | 65-100 0,020 0,5xD 1xD
[ ) 1,6+2,0 | 65-100 0,022 0,5xD 1xD
[ ] 2,0+3,0 | 65-100 0,025 0,5xD 1xD
(o] 0,4+0,6 35-55 0,006 0,5xD 1xD
e} 0,6+0,8 35-55 0,010 0,5xD 1xD
o) 0,8+1,0 35-55 0,012 0,5xD 1xD
(o] 1,0+1,2 35-55 0,015 0,5xD 1xD
o) 1,2+1,4 35-55 0,017 0,5xD 1xD
o) 1,4+1,6 35-55 0,020 0,5xD 1xD
(o] 1,6+2,0 35-55 0,022 0,5xD 1xD
e} 2,0+3,0 35-55 0,025 0,5xD 1xD
) 0,4+0,6 | 80-120 0,006 0,5xD 1xD
) 0,6+0,8 | 80-120 0,010 0,5xD 1xD
[ ] 0,8+1,0 | 80-120 0,012 0,5xD 1xD
) 1,0+1,2 | 80-120 0,015 0,5xD 1xD
) 1,2+1,4 | 80-120 0,017 0,5xD 1xD
[ ) 1,4+1,6 | 80-120 0,020 0,5xD 1xD
) 1,6+2,0 | 80-120 0,022 0,5xD 1xD
) 2,0+3,0 | 80-120 0,025 0,5xD 1xD
[ ] 0,4+0,6 | 160-400 | 0,007 0,5xD 1xD
) 0,6+0,8 | 160-400 0,015 0,5xD 1xD
) 0,8+1,0 | 160-400 0,017 0,5xD 1xD
[ 1,0+1,2 | 160-400 | 0,020 0,5xD 1xD
) 1,2+1,4 | 160-400 0,022 0,5xD 1xD
) 1,4+1,6 | 160-400 0,030 0,5xD 1xD
[ ] 1,6+2,0 | 160-400 | 0,032 0,5xD 1xD
) 2,0+3,0 | 160-400 0,035 0,5xD 1xD
® PEKOMEHOOBAHHOE NMPUMEHEHUE - RECOMMENPED APPLICATION [e] BQ3MO)KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = mimnn CKOPOCTb PE3AHISE - CUTTING SPEED N = —————— = 06/MuH (MuHY)
N =o6/MuH (i) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =wmm NOOAYA/3YE -TOOTH FEED
fn=1z z=mm
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED Vf=fz -z n =vvmmuu

R EEEEEEEEEEEEEEE——
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. alla)

TBep.qocnnaBHbole mukpodcppesbl 30° Z2 - Mnockuin Topey ,
CIIEIAMMII\(;:I?r-er!:eOr ZZZZ?IOEI?tGZ?:ge Stirnschneide T P c t 0 OI s 7
Micro-Fraise M.D.l. Z2 30° - Téte Plane EX engineering
TF2 ... 101 %
@D=04-3 N
42
H 90° HRC
11—
L T
@D DIN 6535 HA ad
T i é

Mukpodppesa n3 MUKPO3epHMUCTOro TBEpAOro cnnasa
LUnnungpuryeckun xsoctoBuk HA - DIN 6527
KOPOTKOro tuna

. ) MOJIE LOMYCKA D d
Micrograin HM Micro-mill TOLLERANCE RANGE h10 | he
Cilindrical Shank HA - DIN 6527 short Type

(Mm)

APT. oD @d L1 H z
TF2.040.101 0,4 3,0 15 38 2
TF2.050.101 0,5 3,0 1,5 38 2
TF2.060.101 0,6 30 20 38 2
TF2.070.101 0,7 3,0 3,0 38 2
TF2.080.101 0,8 3,0 3,0 38 2
TF2.090.101 0,9 3,0 3,0 38 2
TF2.100.101 1,0 3,0 4,0 38 2
TF2.110.101 1,1 3,0 4,0 38 2
TF2.120.101 1,2 3,0 4,0 38 2
TF2.130.101 1,3 3,0 4,0 38 2
TF2.140.101 1,4 3,0 4,0 38 2
TF2.150.101 1,5 3,0 5,0 38 2
TF2.160.101 1,6 3,0 5,0 38 2
TF2.180.101 1,8 3,0 5,0 38 2
TF2.200.101 2,0 3,0 6,0 38 2
TF2.250.101 2,5 3,0 7,0 38 2
TF2.300.101 30 30 80 38 2

@ CIPH7
B 12 -




Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJbI - MATERIALS Crtp. H 45

P N S H|G
= & e _El B -
Ealsal2 |83583| |83 & 22 2
SRR CIE R =5 2
EHEEE - E I RS 22 En
V8- |2 20 2085|2855 23| =2
£5|52|55 545428/ 35/32|22| |¥8|85|_3|/Z2|E
RS PR HEEE SR o) ()
Mpumenene - Applicaton  ERIECIEEIEREHEEELIEEEEIEREREEIEIER Y] o0 v
[ ) 0,4+0,6 50-80 0,006 0,5xD 1xD
[ ] 0,6+0,8 50-80 0,010 0,5xD 1xD
[ ] 0,8+1,0 50-80 0,012 0,5xD 1xD
[ ) 1,0+1,2 50-80 0,015 0,5xD 1xD
[ ] 1,2+1,4 50-80 0,017 0,5xD 1xD
[ ] 1,4+1,6 50-80 0,020 0,5xD 1xD
[ ) 1,6+2,0 50-80 0,022 0,5xD 1xD
[ ] 2,0+3,0 50-80 0,025 0,5xD 1xD
(o] 0,4+0,6 25-45 0,006 0,5xD 1xD
e} 0,6+0,8 25-45 0,010 0,5xD 1xD
(o] 0,8+1,0 25-45 0,012 0,5xD 1xD
(o] 1,0+1,2 25-45 0,015 0,5xD 1xD
o) 1,2+1,4 25-45 0,017 0,5xD 1xD
(o] 1,4+1,6 25-45 0,020 0,5xD 1xD
(o] 1,6+2,0 25-45 0,022 0,5xD 1xD
e} 2,0+3,0 25-45 0,025 0,5xD 1xD
) 0,4+0,6 65-95 0,006 0,5xD 1xD
) 0,6+0,8 65-95 0,010 0,5xD 1xD
[ ] 0,8+1,0 65-95 0,012 0,5xD 1xD
) 1,0+1,2 65-95 0,015 0,5xD 1xD
) 1,2+1,4 65-95 0,017 0,5xD 1xD
[ ) 1,4+1.6 65-95 0,020 0,5xD 1xD
) 1,6+2,0 65-95 0,022 0,5xD 1xD
[ ) 2,0+3,0 65-95 0,025 0,5xD 1xD
[ ] 0,4+0,6 | 130-320 0,007 0,5xD 1xD
) 0,6+0,8 | 130-320 0,015 0,5xD 1xD
[ ) 0,8+1,0 | 130-320 0,017 0,5xD 1xD
) 1,0+1,2 | 130-320 0,020 0,5xD 1xD
) 1,2+1,4 | 130-320 0,022 0,5xD 1xD
[ ) 1,4+1,6 | 130-320 0,030 0,5xD 1xD
[ ] 1,6+2,0 | 130-320 0,032 0,5xD 1xD
) 2,0+3,0 | 130-320 0,035 0,5xD 1xD
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENDED APPLICATION (] BQ3MO)KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = ——————— = 06/MuH (MuH?)
n = o6/MuH (MuH') KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =wmm NOOAYA/3YE -TOOTH FEED
fn=1z z=mm
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mnn CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =vvmmuu

L EEEEEEEEEEEEE————
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TBepAaocnnaBHble Mukpodpesbl 30° Z2 - Cchepuyeckune
HM Micro-Mill 30° Z2 - Spherical Head

VHM-Mikrofraser Z2 30° - Vollradius

Micro-fraise M.D.l. Z2 30° - Téte sphérique

L ala)

TPCtooIs)

X engineering

@D=04-3
‘ H
_ %uj
—= | i —
@D | DIN 6535 HA @d
T ot
R
Mukpodppesa n3 MUKpPO3epHUCTOro TBEpAOro cnnasa
LUunnungpunyeckun xsoctoBuk HA - DIN 6527
KOPOTKOro tuna
] ) ) . MOME OMYCKA D d
Micrograin HM Micro-mill TOLLERANCE RANGE h10 he
Cilindrical Shank HA - DIN 6527 short Type
(Mm)
APT. @D @d L1 z
TF2.040.102 0,4 3,0 1,5 38 0,20 2
TF2.050.102 0,5 3,0 1,5 38 0,25 2
TF2.060.102 0,6 3,0 2,0 38 0,30 2
TF2.070.102 0,7 3,0 3,0 38 0,35 2
TF2.080.102 0,8 3,0 3,0 38 0,40 2
TF2.090.102 0,9 3,0 3,0 38 0,45 2
TF2.100.102 1,0 3,0 4,0 38 0,50 2
TF2.110.102 1,1 3,0 4,0 38 0,55 2
TF2.120.102 1,2 3,0 4,0 38 0,60 2
TF2.130.102 1,3 3,0 4,0 38 0,65 2
TF2.140.102 1,4 3,0 4,0 38 0,70 2
TF2.150.102 1,5 3,0 5,0 38 0,75 2
TF2.160.102 1,6 3,0 5,0 38 0,80 2
TF2.180.102 1,8 3,0 5,0 38 0,90 2
TF2.200.102 2,0 3,0 6,0 38 1,00 2
TF2.250.102 2,5 3,0 7,0 38 1,25 2
TF2.300.102 3,0 3,0 8,0 38 1,50 2
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= |2 HHE t 3 ;
g.lsg2 |33/8% _|BE| & 2. .
Si28E |3 38 385 .0 =5 (2§
A RENEHEEREENEE 22| |E5
E>—E>‘ §H Eu)gw A ER = S 2o =0
£9|E3|E0|E8 58|25 Fc|52|22| «|58/28|_3/3z|es
EX82|25|52 52|27|20 2Y/55 85/80|55 2255 8¢ RUMERCIMENOY)
Mpumerenve - Application  ERIEEIEEIHAEREREEEEEEEREEE BRI o0 v
° 0,4+0,6 | 50-100 | 0,020 | 0,05xD | 0,05xD
° 0,60,8 | 50-100 | 0,030 | 0,05xD | 0,05xD
° 0,8+1,0 | 50-100 | 0,040 | 0,05xD | 0,05xD
° 1,0¢12 | 50-100 | 0,045 | 0,05xD | 0,05xD
° 1,2¢14 | 50-100 | 0,050 | 0,05xD | 0,05xD
° 14+16 | 50-100 | 0,060 | 0,05xD | 0,05xD
° 1,6+2,0 | 50-100 | 0,070 | 0,05xD | 0,05xD
° 2,0+30 | 50100 | 0,080 | 0,05xD | 0,05xD
o 04+0,6 | 20-40 | 0,020 | 0,05xD | 0,05xD
o 06+0,8 | 20-40 | 0,030 | 0,05xD | 0,05xD
o 0,8+1,0 | 2040 | 0,040 | 0,05xD | 0,05xD
o 10412 | 2040 | 0045 | 0,05xD | 0,05xD
o 12¢14 | 2040 | 0050 | 0,05xD | 0,05xD
o 1416 | 2040 | 0060 | 0,05xD | 0,05xD
o 16+2,0 | 2040 | 0070 | 0,05xD | 0,05xD
o 20430 | 2040 | 0,080 | 0,05xD | 0,05xD
° 04+0,6 | 70110 | 0,020 | 0,05xD | 0,05xD
° 0,60,8 | 70110 | 0,035 | 0,05xD | 0,05xD
° 08+1,0 | 70110 | 0,050 | 0,05xD | 0,05xD
° 1,0¢12 | 70-110 | 0,060 | 0,05xD | 0,05xD
° 1,2¢14 | 70-110 | 0,070 | 0,05xD | 0,05xD
° 14+16 | 70110 | 0,080 | 0,05xD | 0,05xD
° 1,6+2,0 | 70-110 | 0,090 | 0,05xD | 0,05xD
° 2,0¢3,0 | 70-110 | 0,100 | 0,05xD | 0,05xD
o 0,4+0,6 | 150-300 | 0,020 | 0,05xD | 0,05xD
o 0,60,8 | 150-300 | 0,040 | 0,05xD | 0,05xD
o 0,8+1,0 | 150-300 | 0,060 | 0,05xD | 0,05xD
o 1,0¢12 | 150-300 | 0,080 | 0,05xD | 0,05xD
o 1,2¢14 | 150-300 | 0,095 | 0,05xD | 0,05xD
o 14+16 | 150-300 | 0,110 | 0,05xD | 0,05xD
o 1,6+2,0 | 150-300 | 0,130 | 0,05xD | 0,05xD
o 2,0¢3,0 | 150-300 | 0,150 | 0,05xD | 0,05xD
®  PEKOMEHIOBAHHOE MPVIMEHEHUE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimni CKOPOCTb PE3AHIS - CUTTING SPEED n = ————— = o6/MuH (MuH?)
N = o6/mun (ur) KOMUECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = mm NOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION
Vi = um/mnn CKOPOCTb MOMAYY - FEED SPEED Vf=1z -z N =vmmun

R EEEEEEEEEEEEEEE——
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TBepAaocnnaBHble Mukpodpesbl 30° Z2 - Cchepuyeckue
HM Micro-Mill 30° Z2 - Spherical Head

VHM-Mikrofraser Z2 30° - Vollradius

Micro-fraise M.D.l. Z2 30° - Téte sphérique

L ala)

TPCtooIs)

X engineering

@D=04-3

Mukpodppesa n3 MUKPO3epHMUCTOro TBepAOro cnnasa
LUunnungpuyeckun xBoctoBuk HA - DIN 6527
KOPOTKOro Tuna

Micrograin HM Micro-mill
Cilindrical Shank HA - DIN 6527 short Type

| H
]
1 T
@D | DIN 6535 HA ad
T i
R
MOME OOMYCKA D d
TOLLERANCE RANGE h10 | h6

(Mm)

APT. @D ad L1 H R z
TF2.040.103 0,4 3,0 1,5 38 0,20 2
TF2.050.103 0,5 3,0 1,5 38 0,25 2
TF2.060.103 0,6 3,0 2,0 38 0,30 2
TF2.070.103 0,7 3,0 3,0 38 0,35 2
TF2.080.103 0,8 3,0 3,0 38 0,40 2
TF2.090.103 0,9 3,0 3,0 38 0,45 2
TF2.100.103 1,0 3,0 4,0 38 0,50 2
TF2.110.103 1,1 3,0 4,0 38 0,55 2
TF2.120.103 1,2 3,0 4,0 38 0,60 2
TF2.130.103 1,3 3,0 4,0 38 0,65 2
TF2.140.103 1,4 3,0 4,0 38 0,70 2
TF2.150.103 1,5 3,0 5,0 38 0,75 2
TF2.160.103 1,6 3,0 5,0 38 0,80 2
TF2.180.103 1,8 3,0 5,0 38 0,90 2
TF2.200.103 2,0 3,0 6,0 38 1,00 2
TF2.250.103 2,5 3,0 7,0 38 1,25 2
TF2.300.103 3,0 3,0 8,0 38 1,50 2
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJbI - MATERIALS Crtp. H 45

P M N S HIG
- |2 HEE ez
2 2.2 |£3/8% |58 ¢ 3, ,
20182802050 E 152 Culss RIEY
2320201202850 8034 35| . |cy B2 £ 3D
RS PR HEEE SR o) ()
Mpumerene - Applicaton  ERIECIEEIEREREEELIEEEEIEREREEIEER Y] o0 v
[ ) 0,4+0,6 40-80 0,020 0,05xD | 0,05xD
[ ] 0,6+0,8 40-80 0,030 0,05xD 0,05xD
[ ] 0,8+1,0 40-80 0,040 0,05xD 0,05xD
[ ) 1,0+1,2 40-80 0,045 0,05xD | 0,05xD
[ ] 1,2+1,4 40-80 0,050 0,05xD 0,05xD
[ ] 1,4+1,6 40-80 0,060 0,05xD 0,05xD
[ ) 1,6+2,0 40-80 0,070 0,05xD | 0,05xD
[ ] 2,0+3,0 40-80 0,080 0,05xD 0,05xD
(o] 0,4+0,6 15-35 0,020 0,05xD 0,05xD
e} 0,6+0,8 15-35 0,030 0,05xD | 0,05xD
o) 0,8+1,0 15-35 0,040 0,05xD 0,05xD
(o] 1,0+1,2 15-35 0,045 0,05xD 0,05xD
o) 1,2+1,4 15-35 0,050 0,05xD | 0,05xD
(o] 1,4+1,6 15-35 0,060 0,05xD 0,05xD
(o] 1,6+2,0 15-35 0,070 0,05xD 0,05xD
e} 2,0+3,0 15-35 0,080 0,05xD | 0,05xD
) 0,4+0,6 55-90 0,020 0,05xD 0,05xD
) 0,6+0,8 55-90 0,035 0,05xD 0,05xD
[ ] 0,8+1,0 55-90 0,050 0,05xD | 0,05xD
) 1,0+1,2 55-90 0,060 0,05xD 0,05xD
) 1,2+1,4 55-90 0,070 0,05xD 0,05xD
[ ] 1,4+1,6 55-90 0,080 0,05xD | 0,05xD
) 1,6+2,0 55-90 0,090 0,05xD 0,05xD
[ ) 2,0+3,0 55-90 0,100 0,05xD 0,05xD
() 0,4+0,6 | 120-250 | 0,020 0,05xD | 0,05xD
(o) 0,6+0,8 | 120-250 0,040 0,05xD 0,05xD
O 0,8+1,0 | 120-250 0,060 0,05xD 0,05xD
(o) 1,0+1,2 | 120-250 | 0,080 0,05xD | 0,05xD
(o) 1,2+1,4 | 120-250 0,095 0,05xD 0,05xD
O 1,4+1,6 | 120-250 0,110 0,05xD 0,05xD
O 1,6+2,0 | 120-250 0,130 0,05xD 0,05xD
(o) 2,0+3,0 | 120-250 0,150 0,05xD 0,05xD
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENDED APPLICATION (] BQSMO}KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = m/mu CKOPOCTb PE3AHISA - CUTTING SPEED N = —————— = 06/MuH (MuHY)
n = 06/mMuH (MuH") KOJIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS QD ! 3,14
fz =wmm NOOAYA/3YE -TOOTH FEED
fn=1z z=mm
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED Vf=fz -z n =vvmmuu
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3AMETKU - NOTES




PPE3bI 10
AJTTOMUHNIO

®PE3bl NO ATIIOMUHMIO / FRAESER FUR ALUMINIUM /
FRAISES POUR ALUMINIUM / FRESAS PARA ALUMINIO



L ala)

TBeppocnnaBHbie pe3bl ogHo3y6ble Z1 30° - YNpoYHEeHHbIN XBOCTOB! ’
HM Mills 1 Right flute Z1 30° - Strengthened shank
VHM-Einzahnfraser Z1 30° - Verstarkter Schaft TPCtOOISI
Fraise M.D.l. a une hélice droite Z1 30° - Tige renforcee E2 engineering
@?
@D=1-6 '
o ALU
90 <5%Si

]
— Y

oD | \ DIN 6535 HA @d é X
T it

MuHu chpesa M3 MUKPO3EPHUCTOro TBEPAOro chnyiaBa
LUunnungpuyeckun xsoctouk HA - DIN 6527
cpepHero Tuna

MOME OOMYCKA D d
Micrograin HM Micro-mill TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 medium Type
(Mm)
APT. (%]D) ad z
FT1.010.010 1,0 6,0 5 40 1
FT1.015.010 15 6,0 7 40 1
FT1.020.010 2,0 6,0 7 40 1
FT1.025.010 2,5 6,0 8 40 1
FT1.030.010 30 60 8 40 1
FT1.035.010 35 6,0 10 40 1
FT1.040.010 4,0 6,0 10 40 1
FT1.045.010 45 6,0 12 50 1
FT1.050.010 5,0 6,0 12 50 1
FT1.055.010 55 6,0 14 50 1
FT1.060.010 6,0 6,0 14 50 1

o




Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAIbI - MATERIALS Crtp. H 45

a S W
= 5 @ 5 1) = P4 ° ° —
2 B g8 T Q%R z 2
= = = < s TN T = <
SEEI S EJ So ze§ Elvie| A~ E3 =
s EUS wigy & & Dl vi| = A G ow
2520|580 85EEE9(88| 202 |ud| |35
[ w| e un == =T s T o
=8> §H§m S0 E';, 23>4/Ss/S= Lo o
SO|ISEQ|EL | ¥ EunT2 &2 Za|Z5(Z5|gn|3=| s|TL H
SJIEQZQ\EY|EY S0 |58 /55(32|32| B2 |k |2 8k |52
Ec|22|50|52 /22|20 |2E82/23/23/22|85/82 22 |8 5 QNG
.. =
MpumeHetue - Application 2220|2225 |35/86|55/22|32|22 B2 |35 |fF 551206 -
° 122 300 | 0005 | 05xD | 1xD
° 2+3 300 | 0015 | 05xD | 1xD
° 344 300 | 0025 | 05xD | 1xD
° 4+5 300 | 0030 | 05xD | 1xD
° 5:6 300 | 0035 | 05xD | 1xD
aemp
° 1+2 150 | 0,002 | 05xD | 1xD
° 2:3 150 | 0,010 | 05xD | 1xD
° 3+4 150 | 0,018 | 05xD | 1xD
° 445 150 | 0023 | 05xD | 1xD
° 5:6 150 | 0,028 | 05xD | 1xD
° 152 100 | 0020 | 05xD | 1xD
° 2+3 100 | 0025 | 05xD | 1xD
° 3+4 100 | 0,030 | 05xD | 1xD
° 455 100 | 0,040 | 05xD | 1xD
° 5+6 100 | 0050 | 05xD | 1xD
@ PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = wimu CKOPOCTb PE3AHIIS - CUTTING SPEED N = —————— = 06/MMH (MuHY)
N = ob/MuH (W) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED
fn=1z z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mumimns CKOPOCTb MOAAUM - FEED SPEED Vi=1z -z n =mmmun
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L ala)

TBepaocnnaBHble pe3bl ogHo3y6ble Z1 30° ’
HM Mills 1 Right flute Z1 30°
VHM-Einzahnfraser Z1 30° TPCtOOIS}
Fraise M.D.I. a une hélice droite Z1 30° E2 engineering
=
@D=2-16 1
H o ALY
L1 <5%Si
(— . [ T
= \ @D DIN 6535 HA @d

e . o JQX

MuHu chpesbl U3 MUKPO3ePHUCTOro TBEPAOrO cryiaBa
LUunnungpunyeckun xsoctoBuk HA - DIN 6527
ASNIMHHOIO TUna

MOME OOMYCKA D d
Micrograin HM Micro-mill TOLLERANCE RANGE h10 | he
Cilindrical Shank HA - DIN 6527 long Type
(Mm)
APT. oD @d L1 z
TF1.020.011 2,0 3,0 10 38 1
TF1.025.011 2,5 3,0 12 38 1
TF1.030.011 3,0 3,0 12 38 1
TF1.040.011 40 40 15 40 1
TF1.050.011 5,0 5,0 16 50 1
TF1.061.011 6,0 6,0 18 50 1
TF1.062.011 6,0 6,0 25 60 1
TF1.081.011 8,0 8,0 22 63 1
TF1.082.011 8,0 8,0 40 80 1
TF1.100.011 10,0 10,0 30 72 1
TF1.120.011 12,0 12,0 30 73 1
TF1.140.011 14,0 140 30 75 1
TF1.160.011 160 160 35 82 1

- CTPR H7
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i 218 w
A= a) El Z|. o 5
g g g 252 =T 2|88 2 2
g =2 HER 3% STy |T& 25 3
S Su|= T ] z & Elvi—| A~ = (=g}
= =] w w %) O
SuzHC gwaurO|Eg|z<|(pY| bl (St ow
=L Eh| s E5|EE t&f,s_.to q TN w 5}5
TS exEH2 L= EIEZ|>wW/Ss|[Ss 2o 0
S5/ S0 ZHIXER XD ?(n E-la)i= Ed ] w
S = d|= a L|l=5 DI 2R3 = s| T [
SJIEQBD|EYEY SO |50 (58|22|22|F2 ek -2d |52
=< S = “Z|uZ|D> oW ¥ s sS|e S z =] =
-~ EBE%E%ESU&&E&E%?%B%B%%“‘5%.‘5;5%&
MpumeHeHwe - Application 22|2Q|22|2hH|26|85|55|22|232 |22 B2 22 FF|SE|EG
° 2+4 300 | 0,015 | 05D | 1xD
° 446 300 | 0025 | 05xD | 1xD
° 6+8 300 | 0,035 | 05xD | 1xD
° 810 | 300 | 0045 | 05xD | 1xD
° 10¢12 | 300 | 0,055 | 05xD | 1xD
° 12:14 | 300 | 0070 | 05xD | 1xD
° 14:16 | 300 | 0085 | 05xD | 1xD
aemp [\
° 2+4 150 | 0010 | 05xD | 1xD
° 4+6 150 | 0018 | 05xD | 1xD
° 6+8 150 | 0028 | 05xD | 1xD
° 8+10 | 150 | 0035 | 05xD | 1xD
° 1012 | 150 | 0,040 | 05D | 1xD
° 12:14 | 150 | 0,050 | 05xD | 1xD
° 14:16 | 150 | 0,055 | 05D | 1xD
° 2+4 100 | 0025 | 05xD | 1xD
° 4+6 100 | 0,030 | 05xD | 1xD
° 6+8 100 | 0050 | 05xD | 1xD
° 8:10 | 100 | 0,060 | 05xD | 1xD
° 10:12 | 100 | 0,080 | 05xD | 1xD
° 12:14 | 100 | 0,00 | 05D | 1xD
° 14:16 | 100 | 0120 | 05xD | 1xD
® PEKOMEHOOBAHHOE MPYMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = —————— = 06/MMH (MuHY)
N = o6/ (') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MONAYA/3YE -TOOTH FEED ; ¢
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=1z -z N =vmmun
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L ala)

TeepaocnnaeHsbie pesbl Z2 55° - Mnockui Topew ’
HM Mills 55° Z2 - Flat Head
VHM-Fréser Z2 55° - Gerade Stirnschneide TPCtOOISI
Fraise M.D.l. Z2 55° - Téte Plane E2 engineering
T FW2 200 MOKPLITVE
(RN} COATED
CEPEBPSHOE g
@D =3-20 1
H

%Llﬂ >50Si

- . ] T )
0 - q . __ @D DIN 6535 HB o0

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyasa
XBocTtoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna

Micrograin HM Micro-mill MOE IONYCKA )
DIN 6535 HB Shank - DIN 6527 short Type VO IZRANE S (R EE h10 | hé
(Mm)
APT. @b @d L1 H z
TFW2.030.200 3 6 8 57 2
TFW2.040.200 4 6 1 57 2
TFW2.050.200 5 6 13 57 2
TFW2.060.200 6 6 13 57 2
TFW2.080.200 8 8 19 63 2
TFW2.100.200 10 10 22 72 2
TFW2.120.200 12 12 26 83 2
TFW2.140.200 14 14 26 83 2
TFW2.160.200 16 16 32 92 2
TFW2.180.200 18 18 32 92 2
TFW2.200.200 20 20 38 104 2

Ei’ CTP.H7
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2 Y w
A= a) El Z|. o =
g g g 252 =T 2|88 2 2
= = |2 < =% = ==& = 5
S §|-U5 §d §d 22§ Llwe| A~ EB =
sEEC SlEl=pE&z3mymyl (3| |3
T an| S Eplaon L= Olcev |~ 5 < %)
Z>23/Zk(S0 gwE';, R IEEIEEIEE Lo ol .
BO|IEQIZEE | B0 an|T2|F5|2a|TED |5 |2x0|3d=| s|TL| E
E€JEJd|89 | 8uWSEUsS5|SQSI|S2|S2 (52|88 | S|uglEE
SI|SZ23|=Ez|oz|3>|8G|2Y EE 53 oZl5E(=22 go 3z
- HEEEE R HE R EEIEEIEE R
MpumeHeHwe - Application 2229|232 |2H|25|85|55/23|32 |32 |E7 ST EF ST EG
° 3 300 0,015 | 0,5xD 1xD
° 4:6 300 0,025 | 0,5xD 1xD
° 68 300 0,040 | 0,5xD 1xD
° 8+10 300 0,050 | 0,5xD 1xD
ap ° 10+12 300 0,060 | 0,5xD 1xD
‘ ° 12+14 300 0,100 0,5xD 1xD
° 14+16 | 300 0,120 | 0,5xD 1xD
° 16+18 | 300 0,140 | 0,5xD 1xD
aemp _
° 18:20 | 300 0,160 | 0,5xD 1xD
° 3 150 0,015 | 0,5xD 1xD
° 4:6 150 0,025 | 0,5xD 1xD
° 68 150 0,040 | 0,5xD 1xD
° 8+10 150 0,050 | 0,5xD 1xD
° 1012 150 0,060 | 0,5xD 1xD
° 12:14 | 150 0,100 | 0,5xD 1xD
° 14+16 | 150 0,120 | 0,5xD 1xD
° 16+18 | 150 0,140 | 0,5xD 1xD
° 18:20 | 150 0,160 | 0,5xD 1xD
° 3 100 0,025 | 0,5xD 1xD
° 4:6 100 0,040 | 0,5xD 1xD
° 6+8 100 0,055 | 0,5xD 1xD
° 8+10 100 0,070 | 0,5xD 1xD
° 10+12 100 0,090 | 0,5xD 1xD
° 12+14 | 100 0,10 | 0,5xD 1xD
° 14+16 | 100 0,140 | 0,5xD 1xD
° 16+18 | 100 0,160 | 0,5xD 1xD
° 18:20 | 100 0,180 | 0,5xD 1xD
[T ®PE3EPOBAHMS YCTYMOB PEXMMbI JOMKHbI BbITh MOBBILEHB! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEH[OBAHHOE NMPUMEHEHUE - RECOMMENDED APPLICATION O  BO3MOMHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = wmun CKOPOCTb PESAHYS - CUTTING SPEED n = ————— =06mMuH (MuH")
n = o6/muH (muH) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NMOJAYA/3YE -TOOTH FEED £ f
N=1Z Z=wmm
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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B 25




L ala)

TBepaocnnaBHble dpe3bl Z2 55° - [Inockuin Topey ’
HM Mills 55° Z2 - Flat Head
VHM-Fraser Z2 55° - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z2 55° - Téte Plane X engineering
@D =3 - 20 I
H 90° ALU
— Ll——‘ <5%Si
- . . ] QJF DIN 6535 HB ;1
Se rl i ! !
®pe3bl U3 MUKPO3EPHUCTOro TBEpPAOoro cninaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna
Micrograin HM Micro-mill MOE IONYCKA D
DIN 6535 HB Shank - DIN 6527 short Type VO IERANDE (R EE h10 | hé
(Mm)
APT. oD @d L1 H z
TFW2.030.201 3 6 8 57 2
TFW2.040.201 4 6 1 57 2
TFW2.050.201 5 6 13 57 2
TFW2.060.201 6 6 13 57 2
TFW2.080.201 8 8 19 63 2
TFW2.100.201 10 10 22 72 2
TFW2.120.201 12 12 26 83 2
TFW2.140.201 14 14 26 83 2
TFW2.160.201 16 16 32 92 2
TFW2.180.201 18 18 32 92 2
TFW2.200.201 20 20 38 104 2
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) Y w =
2 |8 I El Sls. g z 2
E 5 | 8332 I z|ag(AR 2 2
SdlZn|E o al =z 8 Elus | £3 2
= = m m = 17 o
UL G (susu P EoTg|Bl|n] o2 = b
SENERE I P it S F AR 3
R ERIEEEN IR I RIS Zo I8 w
SOISS =L ENENT<|Tmg|=2|E2T2|£83|52| =T =
SJEZ 825 EY =053 (22|22|22|88 |2 EE =
=<|s<|8 “Z|uZ|0>|Su|2L|85|83|Ch|or |22 |08
S (Z22|SOEZEZauna|R25(25|<2|85 (2% (S
_— 50|83 5 Sl S < 23 E3 0\EE 2
MpumeHeHue - Application 59|25|E3|25 85|55|55|2/33|533 |52 |$2|SE|3< k8
° 3 300 0,015 | 05xD | 1xD
° 4:6 300 0,025 | 05xD | 1xD
° 68 300 0,040 | 05xD | 1xD
° 8+10 300 0,050 | 05xD | 1xD
ap ° 10+12 300 0,060 | 0,5xD 1XD
° 12:14 | 300 0,100 | 05xD | 1xD
° 1416 | 300 0120 | 05xD | 1xD
° 16+18 | 300 0,140 | 05xD | 1xD
aemp _
° 18:20 | 300 0,160 | 05xD | 1xD
° 3 150 0,015 | 05xD | 1xD
° 4:6 150 0,025 | 0,5xD 1xD
° 6+8 150 0,040 | 05xD 1xD
° 8+10 150 0,050 | 0,5xD 1xD
° 10+12 | 150 0,060 | 0,5xD 1xD
° 12:14 | 150 0,100 | 0,5xD 1xD
° 14+16 | 150 0,120 | 0,5xD 1xD
° 16+18 | 150 0,140 | 0,5xD 1xD
° 18+20 | 150 0,160 | 0,5xD 1xD
° 3 100 0,025 | 05xD | 1xD
° 4:6 100 0,040 | 05xD 1xD
° 6+8 100 0,055 | 0,5xD 1xD
° 8+10 100 0,070 | 0,5xD 1xD
° 10-12 | 100 0,090 | 05xD 1xD
° 12:14 | 100 0,110 | 0,5xD 1xD
° 14+16 | 100 0,140 | 0,5xD 1xD
° 16+18 | 100 0,160 | 0,5xD 1xD
° 18:20 | 100 0,180 | 0,5xD 1xD
[NA GPE3EPOBAHMS YCTYMOB PEXUMbI JOMKHbI BbITh MOBBILLEHL! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEH[OBAHHOE NMPUMEHEHUE - RECOMMENDED APPLICATION O BO3MOMHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wmun CKOPOCTb PESAHYS - CUTTING SPEED n = ————— =06mMuH (MuH")
n = o6/muH (muH) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NMOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TeeppocnnaBHble ¢ppesbl Z2 30° - ToponaanbHbIe
HM Mills 30° Z2 - Toric

VHM-Fraser Z2 30° - Torischer kopf

Fraise M.D.I. Z2 30° - Toric

L ala)

TPCtooIs)

X engineering

TF2 ... 210

@D =6 - 20

®pe3bl M3 MUKPO3EPHUCTOro TBEPAOro cnraBa
Lnnungpuyeckui xeoctoBuk HA - DIN 6527
cpegHero/ ANUHHOro TMNa

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium/long Type

== [OCTYINHbI C CEHTABPA 2014

B AVAILABLE FROM SEPTEMBER 2014

== AB SEPTEMBER 2014 LIEFERBAR

Il DISPONIBLE A PARTIR DE SEPTEMBRE 2014

H
L2
R ~—L1 4"
5 | P
Y ; DIN 6535 HA “
@D1
MNOJIE AOMYCKA D d
TOLLERANCE RANGE h10 h6

MOKPbLITUE
COATED

30M0TOE [

R ALU

>5%Si

¢ X

z
TF2.060.R100.210 6 6 55 7 3 70 10 2
TF2.080.R100.210 8 8 74 9 43 80 10 2
TF2.100.R150.210 100 10 92 11 43 9 15 2
TF2.120.R150.210 12 12 110 13 51 100 15 2
TF2.160.R200.210 16 16 150 17 66 120 20 2
TF2.200.R200.210 20 20 190 21 79 130 20 2
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o s W
a |2 S =29 El 3§ 3 2
S |E |, [EB382 = 4 2 g
ESEZ8 |E2E3 s = S < 4
CmlEHE ZU3m _zZ 2% b 59 54
S ::Eu = W O &g T (& UE
zhido|lsab| 85 5% =520 w2 %o
= SHan o= S = <
HEREEERIE IR 25|z4|sS= za IQ w
SOISQ|ZEE X0 X722 &8 Za (5 £9|Z5| s|zo| Mo
£JEJ|E0|8Y EYs5|S0/58|52|,B|S Bk 2 |Es |5
E58580/52 /w22y Y 525/535|85(22 8322 30 &3 UDMULAD
o =E0|B3 = ¥ = 9] £
INpumeHeHue - Application $2/£0|52|25/25|86|35/22|22|£8|E7 |82 F|ST|EB Ve
° 6 400 | 0095 | 36 15
° 8 400 | 0130 | 48 2,0
° 10 400 | 0160 | 60 25
° 12 400 | 0175 | 72 30
° 16 400 | 0195 | 96 4,0
° 20 400 | 0230 | 120 50
° 6 300 | 0075 | 36 15
° 8 300 | 0105 | 48 2,0
° 10 300 | 0130 | 60 25
° 12 300 | 0140 | 7.2 3,0
° 16 300 | 0155 | 96 4,0
° 20 300 | 0185 | 12,0 50
° 6 700 | 0095 | 36 15
° 8 700 | 0130 | 48 2,0
° 10 700 | 0160 | 6,0 25
° 12 700 | 0175 | 7.2 30
° 16 700 | 0195 | 96 4,0
° 20 700 | 0230 | 12,0 50
® PEKOMEHIOBAHHOE MPUMEHEHUE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N =& —————— = 06/MuH (MuH")
n = o6/ () KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TBepAaocnnaBHble dpesbl Z2 30° - ToponaanbHbIe \ i ’
HM Mills 30° Z2 - Toric

VHM-Fraser Z2 30° - Torischer kopf TPCtOOISI
Fraise M.D.l. Z2 30° - Toric E2 engineering

== [IOCTYMHbI C CEHTSIEPS 2014
TF2 21 1 BE AVAILABLE FROM SEPTEMBER 2014
LEL B AB SEPTEMBER 2014 LIEFERBAR
IE DISPONIBLE A PARTIR DE SEPTEMBRE 2014 .
N\
@D =6 - 20 '
H
L2 R ALU
R euﬂ <5%Si
. A + —
o ! @D DIN 6535 HA | @d

= ! T 1

®pe3bl U3 MUKPO3EPHUCTOrO TBepAoro cnnaesa
LUnnungpuyeckun xsoctoBuk HA - DIN 6527
cpeaHero/pnMHHOrO TMNa

MONE OOIMYCKA D d

Micrograin HM mills TOLLERANCE RANGE h10 | hé
Cilindrical Shank HA - DIN 6527 medium/long Type

z
TF2.060.R100.211 6 6 55 7 33 70 10 2
TF2.080.R100. 211 8 8 74 9 43 80 10 2
TF2.100.R150.211 10 10 92 11 43 90 15 2
TF2.120.R150.211 12 12 110 13 51 100 15 2
TF2.160.R200.211 16 16 150 17 66 120 20 2
TF2.200.R200.211 20 20 190 21 79 130 20 2
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i 218 w
o = =3 E 1] E % 3 0
= |5 552 =TI b4 o
g =2 HER Y 25 2.
SR 5’5 55 %gé L0 EQ 5o
SEEES |2E2l iz =0%S
IH|20| SH|E0 B0/ 2E=220 e %5
ZS 2> 2 = =3I | >uW = I IO
I~ S|zl DIELEDI2p| zTa|F oS E w
29531 §5§£ &ﬁ;g 25|s2 §§ x| €8 EE %E% =E
== ; o
S3|5%|23/=2|52|3>|26|SY|25 08|65 (5512258 |8a
HEEEEEEEER BRI R &
H H w =
MpumeHeHwe - Application EREE EEIE R EHEHERIEHEEIEEIENEREEERISS 90 Ve
° 6 400 | 0095 | 36 15
° 8 400 | 0130 | 438 2,0
° 10 400 | 0160 | 6,0 25
° 12 400 | 0175 | 7.2 3,0
° 16 400 | 0195 | 96 4,0
° 20 400 | 0230 | 120 50
° 6 300 | 0075 | 36 15
° 8 300 | 0105 | 48 2,0
° 10 300 | 0130 | 60 25
° 12 300 | 0140 | 7.2 3,0
° 16 300 | 0155 | 96 4,0
° 20 300 | 0185 | 120 50
° 6 700 | 0095 | 36 15
° 8 700 | 0130 | 48 2,0
° 10 700 | 0160 | 6,0 25
° 12 700 | 0175 | 7.2 30
° 16 700 | 0195 | 96 4,0
° 20 700 | 0230 | 12,0 50
® PEKOMEHAOBAHHOE MPVYMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N =& —————— = 06/MuH (MuH")
n = o6/ () KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED P P
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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L ala)

TBepaocnnaBHble dpe3bl Z2 40° - Cchepuyeckue

HM Mills 40° Z2 - Spherical Head ’
VHM-Fraser Z2 40° - Vollradius TPC_tOO_ISI
Fraise M.D.l. Z2 40° - Téte sphérique E2 engineering
T F 2 2 2 0 TMOKPLITUE
(NN COATED
CEPEEPSIHOE lﬁ'

@D =3-12

R ALU

—*Ll—az v >5%Si
. i i
p— : )

m_;' < — ] GlDi DIN 6535 HA @d

& X

R
0p63bl U3 MUKPO3epPHUCTOro TBepaoro cnsiasa
LUmnnunppuyeckun xsoctoBuk HA - DIN 6527
AONMWUHHOIo Tuna

) ) ) MOME OOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE ho | he
Cilindrical Shank HA - DIN 6527 long Type

(mwm)

APT. oD @d @Db1 L1 L2 H R z
TF2.030.S150.220 3 6 28 6 25 70 15 2
TF2.040.S200.220 4 6 37 8 25 70 20 2
TF2.050.S250.220 5 6 46 10 25 70 25 2
TF2.060.S300.220 6 6 55 12 35 80 30 2
TF2.080.S400.220 8 8 74 16 35 8 40 2
TF2.100.S500.220 10 10 92 20 45 9 50 2
TF2.120.S600.220 12 12 110 24 5 100 60 2
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i 218 w
2 |8 i El 8le.|= z 2
= |S Gs(S2 = || AR Q
2 a2 < = S ey 3 5_,
S Su|= T ] z & Elvi—| A~ = (=g}
= =] w w %) O
SHELC SmenDEbIzSny|a] o2 EE
T aN| SH TG B == < e — 3 < %)
Z>23/Zk(S0 gwE';, R IEEIEEIEE Lo ol .
BO|IEQIZEE | B0 an|T2|F5|2a|TED |5 |2x0|3d=| s|TL| E
€3|E3|82|2Y|2Y|50|52|35|52|532/52|8k -2\ Ea (52
EZ|85/25/:2 w2y |28/3585|85|20 22|22 32 8 IUNMNQZD
‘ot S EH R R R EEIEEIER PR RS
MpumeHeHwe - Application EREEIERIE P EREEIEREHEEIEEIEREREEEENS 90 Ve
° 3 300 005 | 0,15 03
° 4 300 006 | 0,20 04
° 5 300 007 | 025 05
° 6 300 008 | 030 06
° 8 300 009 | 040 08
° 10 300 010 | 0,50 10
° 12 300 012 | 0,60 12
° 3 200 005 | 015 03
° 4 200 006 | 0,20 04
° 5 200 007 | 025 05
° 6 200 008 | 030 06
° 8 200 009 | 040 08
° 10 200 010 | 050 1,0
° 12 200 012 | 060 12
® PEKOMEHOOBAHHOE MPYMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = —————— = 06/MMH (MuHY)
N = o6/ (') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MONAYA/3YE -TOOTH FEED ; ¢
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=1z -z N =vmmun
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TBepaocnnaBHble dpe3bl Z2 40° - Cchepuyeckue v ™ ’
HM Mills 40° Z2 - Spherical Head

VHM-Fraser Z2 40° - Vollradius TPC_tOO_ISI
Fraise M.D.I. Z2 40° - Téte sphérique E2 engineering

TF2 ... 221 %

N

@D =3-12

R ALU
— L v <5%Si
I
“ | o | DIN 6535 HA | 2

)"

R
®pe3bl U3 MUKPO3EPHUCTOrO TBEPAOro crnnasa
Unnungpuyeckunn xsoctouk HA - DIN 6527
AONMWUHHOIo Tuna

. ) , MONE [OMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 long Type

(Mwm)

APT. oD @d @D1 L1 L2 H R z
TF2.030.S150.221 3 6 28 6 25 70 15 2
TF2.040.S200.221 4 6 37 8 25 70 20 2
TF2.050.S250.221 5 6 46 10 25 70 25 2
TF2.060.S300.221 6 6 55 12 35 80 30 2
TF2.080.S400.221 8 8 74 16 35 8 40 2
TF2.100.S500.221 10 10 92 20 45 9 50 2
TF2.120.S600.221 12 12 110 24 5 100 60 2
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a |2 =< 22 El 8le | 3 a
5 |S 3o 2 =T z|&ag|ax o
E w2 = < a2 = =T g E_n
Sg|En|= §L“u g-d z%é By A~ ED P
SUEzHIC wasw OlEg| Z<|al a6l = o
ZLIEh|= 85 g'@én_f,s_.to o P w3 =5
2> 2> |Z6|20|20|55/28/34/S5 |33 Lo o
= o= x o =za|T4 x| T w w
SOISS =L RN EN T<|= o T2 2 02| =& E
SJE3 82 (2Y/EYs0|5Q|58|52(32 |2 |8k |2 2a |52
E<|s 25|52 wz|Dn|8wiRY ES 53 ohl6T|xZ go B (um)  (M/MuH)
L =5 === 3 E|EZ|nl|sZ 2Sl=3 23 <25 ES |22 58
Mpumerexve - Application ER RN EEIE R EREHEEIFEIEREHEEERE 9D 4
° 3 300 0,05 0,15 03
° 4 300 0,06 0,20 04
° 5 300 0,07 0,25 05
° 6 300 0,08 0,30 06
° 8 300 0,09 0,40 08
° 10 300 0.10 0,50 1.0
° 12 300 012 0,60 12
° 3 200 0,05 0.15 03
° 4 200 0,06 0,20 04
° 5 200 0,07 0,25 05
° 6 200 0,08 0,30 06
° 8 200 0,09 0,40 08
° 10 200 0.10 0,50 1.0
° 12 200 012 0,60 12
@® PEKOMEHOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = m/mun CKOPOCTb PE3AHVS - CUTTING SPEED N = —————— =06/MuH (MMHY)
N = o6/muH (un) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = mm NONAYA/3YE -TOOTH FEED f f
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vi=1z -z n =mmmun
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TBepaocnnaBHble dpe3bl Z2 45° - [Inockuin Topew

HM Mills 45° Z3 - Flat Head

VHM-Fraser Z3 45° - Gerade Stirnschneide
Fraise M.D.l. Z3 45° - Téte Plane

L ala)

TPCtooIs)

X engineering

TF3 ... 320

@D =6-25

SR U

®pe3bl U3 MUKPO3EPHUCTOrO TBEpPAOoro cniaesa
LUmnnunppuyeckun xsoctoBuk HA - DIN 6527
OJIMHHOIO Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 long Type

Llﬂ "

zﬁ DIN 6535 HA
D
|
MONE JOMYCKA D d
TOLLERANCE RANGE h10 | hé

(Mm)

APT. (%]D) ad L1 z
TF3.060.320 6 6 16 60 3
TF3.080.320 8 8 25 78 3
TF3.100.320 10 10 28 78 3
TF3.120.320 12 12 32 89 3
TF3.140.320 14 14 32 89 3
TF3.160.320 16 16 36 96 3
TF3.200.320 20 20 45 111 3
TF3.250.320 25 25 50 126 3

MOKPBLITUE
COATED

CEPEBPSIHOE lﬁ'

>5%Si

¢ X
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2522|202 gwE';, R IEEIEEIEE Lo ol .
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E4Ed|82| 5w sWSS sg’§< SZ|SZ[8¢ EE S|z =
R EREEEEFE R EE EE 53 oZl5E(=22 go 3z
ioati HEREEEHER A EHEE RN B R T
MpumeteHue - Application 22/50|232|55/25|86|55/25|32 |22 |27 |8 |FF | ST|EG
° 6+8 300 0,040 | 05xD | 1xD
° 8:10 300 0,050 | 05xD | 1xD
° 10-12 | 300 0,060 | 05xD | 1xD
° 12+14 | 300 0,100 | 05xD | 1xD
° 1416 | 300 0120 | 05xD | 1xD
° 1618 | 300 0,140 | 05xD | 1xD
° 18+20 | 300 0,160 | 05xD | 1xD
° 20-25 | 300 0,180 | 05xD | 1xD
° 6-8 150 0,040 | 05xD | 1xD
° 8+10 150 0,050 | 05xD | 1xD
° 10-12 | 150 0,060 | 05xD | 1xD
° 12:14 | 150 0,100 | 05xD | 1xD
° 1416 | 150 0120 | 05xD | 1xD
° 16+18 | 150 0,140 | 05xD | 1xD
° 1820 | 150 0160 | 05xD | 1xD
° 20-25 | 150 0180 | 05xD | 1xD
° 6+8 100 0,055 | 05xD | 1xD
° 8+10 100 0070 | 05xD | 1xD
° 10-12 | 100 0,09 | 05xD | 1xD
° 12+14 | 100 0110 | 05xD | 1xD
° 1416 | 100 0140 | 05xD | 1xD
° 1618 | 100 0,160 | 05xD | 1xD
° 18+20 | 100 0,180 | 05xD | 1xD
° 2025 | 100 0,200 | 05xD | 1xD
QNS ®PE3EPOBAHVIS YCTYMOB PEXUMBI OMKHbI BbITh MOBBILEHL! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHOBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BO3BMOXHOE MPYMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PEBAHUSA - CUTTING SPEED n = ————— =06/MuH (MuH")
n = o6/muH (Mur') KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED ; £
N=1Z Z=wmm
fn = mm MOJAYA/OEOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHble dpe3bl Z3 45° - [Inockuin Topey

HM Mills 45° Z3 - Flat Head

VHM-Fraser Z3 45° - Gerade Stirnschneide
Fraise M.D.l. Z3 45° - Téte Plane

L ala)

TPCtooIs)

X engineering

TF3 ... 321

@D =6-25

®Ppe3bl U3 MUKPO3EPHUCTOrO TBEpPAOoro cniaesa
LUnnungpuyeckun xsoctoBuk HA - DIN 6527
OJIMHHOIO Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 long Type

Llﬂ "

—
2D DIN 6535 HA
[
MONE JOMYCKA D d
TOLLERANCE RANGE h10 | hé

(Mm)

APT. (%]D) ad L1 z
TF3.060.321 6 6 16 60 3
TF3.080.321 8 8 25 78 3
TF3.100.321 10 10 28 78 3
TF3.120.321 12 12 32 89 3
TF3.140.321 14 14 32 89 3
TF3.160.321 16 16 36 96 3
TF3.200.321 20 20 45 111 3
TF3.250.321 25 25 50 126 3
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L AR=37) El 2|, o 3
= g g <52 =T 2|18:/8x 3 a
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SHIZEE S |SHIBUIzRIEC|IZS BB b w
0 5% Eg|Eo 20 t;’%;{;ms“xs“ < 2o
S ERIEEER ZFolzh 23/ F4U/SS(52 Zo To|
SO|ISEx|= DER T <m0 |(Z2(22£2R8(32| =|EL_E
R IENEE EEE RIS BEEE L EPEE T
|8 TZ| 523> 8w = S35 |0kl 5 Z 2als
- E5|8535/55(e2 £u|E2183/85/83/35 85|22 32|30
MNpvumeHeHwue - Application 22|2Q|22|25H|26|85|55|22|232 |22 B2 22 FF|SE|EG
° 6-8 300 0,040 | 05xD | 1xD
[ ] 8+10 300 0,050 0,5xD 1xD
[ ] 10+12 300 0,060 0,5xD 1xD
° 12:14 | 300 0,100 | 05xD | 1xD
[ ] 14+16 300 0,120 0,5xD 1xD
° 16+18 | 300 0,140 | 05xD | 1xD
° 18+20 | 300 0,160 | 05xD | 1xD
[ ] 20+25 300 0,180 0,5xD 1xD
[ ] 6+8 150 0,040 0,5xD 1xD
° 8+10 150 0,050 | 05xD | 1xD
° 10+12 | 150 0,060 | 05xD | 1xD
[ ] 12+14 150 0,100 0,5xD 1xD
° 14:16 | 150 0,120 | 05xD | 1xD
° 1618 | 150 0140 | 05xD | 1xD
[ ] 18+20 150 0,160 0,5xD 1xD
° 20:25 | 150 0,180 | 05xD | 1xD
° 68 100 0,055 | 05xD | 1xD
[ ] 8+10 100 0,070 0,5xD 1xD
[ ] 10+12 100 0,090 0,5xD 1xD
° 12:14 | 100 0,110 | 05xD | 1xD
° 14+16 | 100 0140 | 05xD | 1xD
[ ] 16+18 100 0,160 0,5xD 1xD
° 18:20 | 100 0,180 | 05xD | 1xD
[ ] 20+25 100 0,200 0,5xD 1xD
ONA ®PE3EPOBAHUA YCTYMNOB PEXWMbI JOJDKHBI BbITb MOBLILLEHLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@ PEKOMEHOOBAHHOE NPUMEHEHVE - RECOMMENPED APPLICATION e} BO3MOXXHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
VC = wiun CKOPOCTb PESAHIS - CUTTING SPEED N = ————— = o6/muH (Mun-)
n = o6/MuH (wuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS oD 3,14
fz =wmm NOJAYA/3YE -TOOTH FEED f f
nN=1Z Z=wmm
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mumimns CKOPOCTb MOAAUM - FEED SPEED Vf=1fz z n=wmmwmun
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YepHoBble TBepaocnnaeHblie pesbl Z3 40° - Mnockuii Topewy
HM Roughing Mills 40° Z3 - Flat Head

VHM-Schruppfraser Z3 40° - Gerade Stirnschneide

Fraise pour dégrossissage M.D.I. Z3 40° - Téte Plane

L ala)

TPCtooIs)

X engineering

TFW3 ... 340

@D =8-25

~ T [

' J

®dpe3bl U3 MUKPO3ePHUCTOro TBEPAOro cnrasa
XBsocToBuk DIN 6535 HB - DIN 6527
cpeaHero/AnMHHOro Tmna

Micrograin HM mills
DIN 6535 HB Shank - DIN 6527 medium/long Type

== JOCTYMNHbI C CEHTABPA 2014

Bl AVAILABLE FROM SEPTEMBER 2014
== AB SEPTEMBER 2014 LIEFERBAR
Il DISPONIBLE A PARTIR DE SEPTEMBRE 2014

@D

H
L2
kLl"‘
‘ ‘ e
\ : DIN 6535 HB “
@D1
MONE OOMYyCKA D d
TOLLERANCE RANGE h10 h6

MOKPBLITUE
COATED

4.

30J10TOE N

ALU

>5%Si

¢ X

90°

z
TFW3.080.340 8 8 74 19 35 70 3
TFW3.100.340 10 10 92 22 43 78 3
TFW3.120.340 12 12 110 26 51 95 3
TFW3.160.340 16 16 150 32 59 100 3
TFW3.200.340 20 20 190 38 71 120 3
TFW3.250.340 25 25 240 45 87 144 3
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a S W
a |2 SZ 29 El 3 3 a
= = a S S 2=< s E 14 E =5
Sa2ds 3354 =288 .5 £3 |2
2L ZES |SHS0R1E6 28 adl  |zh
™ o= X lxzAa|3 A | T o L
SOIESS|EHEREL T<|= o2 22| =& =
SJE2|852 5y EY=s0|=2S5I52|  G|S2|e| o EG|Ex
ERENEREEFEER R EE 55 20|06 |22 EIEEY (vv)  (M/MuH)
icati HIEEEEIEHERFAEHEEEEIE R EIEEEE &
MpumeHerme - Application £2/50|23 25|25 86/ 55|22|32|s8|E7 |35 fF 35T |86 IR
° 8 500 0,08 6.4 1XD
° 10 500 0,10 8,0 1XD
° 12 500 012 96 1xD
° 16 500 016 | 128 1xD
° 20 500 020 | 160 1XD
° 25 500 025 | 200 1XD
aemp
° 8 270 0,08 6.4 1XD
° 10 270 0,10 8,0 1xD
° 12 270 012 96 1XD
° 16 270 016 | 128 1XD
° 20 270 020 | 16,0 1xD
° 25 270 025 | 200 1XD
° 8 800 0,08 6.4 1XD
° 10 800 0,10 8,0 1XD
° 12 800 012 9,6 1xD
° 16 800 016 | 128 1XD
° 20 800 020 | 160 1XD
° 25 800 025 | 200 1xD
AN ®PE3EPOBAHMSA YCTYIMOB PEXUMbI [JOMKHbI BbiTh MOBbILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N =& —————— = 06/MuH (MuH")
n = o6/ () KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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YepHoBble TBepaocnnaBHbie ¢pesbl Z3 40° - Mnockui Topewy
HM Roughing Mills 40° Z3 - Flat Head

VHM-Schruppfraser Z3 40° - Gerade Stirnschneide

Fraise pour dégrossissage M.D.I. Z3 40° - Téte Plane

L ala)

TPCtooIs)

X engineering

TFW3 ... 341

@D =8-25

®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cniaesa
XBoctoBuk DIN 6535 HB - DIN 6527
cpeaHero/anMHHOro Tmna

Micrograin HM mills
DIN 6535 HB Shank - DIN 6527 medium/long Type

== JOCTYMNHbI C CEHTABPA 2014

Bl AVAILABLE FROM SEPTEMBER 2014
== AB SEPTEMBER 2014 LIEFERBAR
Il DISPONIBLE A PARTIR DE SEPTEMBRE 2014

H
L2
‘*Ll‘“‘
@‘D ‘ =
\ : DIN 6535 HB &
2D1
MONE OOMYCKA D d
TOLLERANCE RANGE h10 hé

4.

N

ALU

o
90 <5%Si

¢ X

z
TFW3.080.341 8 8 74 19 3 70 3
TFW3.100. 341 10 10 92 22 43 78 3
TFW3.120.341 12 12 110 26 51 95 3
TFW3.160.341 16 16 150 32 59 100 3
TFW3.200.341 200 20 190 38 71 120 3
TFW3.250.341 25 25 240 45 87 144 3
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IH|20| SH|E0 B0/ 2E=220 e %5
Sy e EHIZn =0 EIBL WSS I IO
HECIE RN IRAIECIEEEE 20 |Z= Tw| W
£3EZ|Z0 |54 8025|805 8|52| /58 |2g | 3|iz ek
55825852 ¢2 £p B 2515588 120/55 82 35 o5 URMCHR
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MpumeHeHue - Application ERERIEERIEREHEEERIEHEEIENEREHEEEERS 90 Ve
° 8 500 0,08 6.4 1xD
° 10 500 0,10 8,0 1xD
° 12 500 012 96 1XD
° 16 500 016 | 128 1xD
° 20 500 020 | 16,0 1xD
° 25 500 025 | 200 1XD
° 8 270 0,08 6.4 1XD
° 10 270 0,10 8,0 XD
° 12 270 012 96 1XD
° 16 270 016 | 128 1XD
° 20 270 020 | 160 XD
° 25 270 025 | 200 1XD
° 8 800 0,08 6.4 1XD
° 10 800 0,10 8,0 1xD
° 12 800 012 9,6 1XD
° 16 800 016 | 128 1XD
° 20 800 020 | 16,0 1XD
° 25 800 025 | 200 XD
ANA GPE3EPOBAHVSA YCTYMOB PEXUMbI AOMKHbI BbITh MOBBILLEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = ———— =06/MuH (MuH")
n = o6/MuH (unH) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED P P
N=1Z"Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHble dpe3bl Z3
HM Mills Z3 - Flat Head
VHM-Fraser Z3 - Gerade Stirnschneide
Fraise M.D.I. Z3 - Téte Plane

- Mnockun Topey

L ala)

TPCtooIs)

X engineering

TF3 ... 350

@D =4-20

®Ppe3bl U3 MUKPO3EPHUCTOrO TBEpPAOoro cnnasa
LUnnungpuyeckun xsoctoBuk HA/HB - DIN 6527
cpeaHero Tuna

Micrograin HM mills
Cilindrical Shank HA/HB - DIN 6527 medium Type

Lo anameTtpa 12
Up to diameter 12

H

L2
H @D1

[ T
2D ‘r DIN 6535 HA | @d
i
Cabllwe avametpa 12
Over diameter 12
H
L2
%Llﬂ
D1
(D‘I; ‘r DIN 6535 HB Ta[d
i
MONE AOMYCKA D d
TOLLERANCE RANGE h6 h6

z
TF3.040.350 4 6 37 11 18 57 3 01
TF3.050.350 5 6 47 13 18 57 3 01
TF3.060.350 6 6 57 13 18 57 3 02
TF3.080.350 8 8 74 21 25 63 3 02
TF3.100.350 10 10 92 22 30 72 3 02
TF3.120.350 12 12 110 26 36 8 3 02
TF3.160.350 16 16 150 36 42 92 3 02
TF3.180.350 18 18 17,0 36 42 92 3 02
TF3.200.350 20 20 19,0 41 52 104 3 02

MOKPBLITUE
COATED
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30J10TOE N
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=080 22229 C |52 |Su|SS|Ss iz 52
mo§O=E§w§w>'w=O:r—ls = E3 = w
SO|IEx|= DIER T < |z |(Z2(Z2£2R8(32| =\ TL|_E
SJIEQBD|EYEY SO |50 (58|22|22|F2 ek -2d |52
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wion EEEEEEEER I R EEIEEIS A R
MpumeHeHwe - Application 2229|232 |2H|25|85|55/23|32 |32 |E7 ST EF ST EG
° 446 480 | 0,050 | 1xD 1xD
° 6+8 480 | 0,060 | 1xD 1xD
° 8+10 480 | 0,070 | 1xD 1xD
° 1012 | 480 | 0080 | 1xD 1xD
ap ° 12+14 480 0,090 1xD 1xD
‘ ° 1416 | 480 | 0100 | 1xD 1xD
° 1618 | 480 | 0,110 | 1xD 1xD
° 18+20 | 480 | 0120 | 1xD 1xD
aemp
° 4+6 240 | 0035 | 1xD 1xD
° 6+8 240 | 0040 | 1xD 1xD
° 810 240 | 0,050 | 1xD 1xD
° 1012 | 240 | 0060 | 1xD 1xD
° 1214 | 240 | 0070 | 1xD 1xD
° 14+16 | 240 | 0120 | 1xD 1xD
° 16+18 | 240 | 0150 | 1xD 1xD
° 18+20 | 240 | 0170 | 1xD 1xD
QNS OPE3EPOBAHVIS YCTYMOB PEXUMbI AOIMKHbI BbITh MOBBILIEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEH[OBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHVS - CUTTING SPEED N = ——————— =06/MuH (MuH")
n = o6/muH (n?) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = mm MOJAYA/3YE -TOOTH FEED § £
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TBepAaocnnaBHble dpe3bl Z3
HM Mills Z3 - Flat Head
VHM-Fraser Z3 - Gerade Stirnschneide
Fraise M.D.I. Z3 - Téte Plane

- Mnockuu Topey

L ala)

TPCtooIs)

X engineering

TF3 ... 351

@D =4-20

®pe3bl U3 MUKPO3EPHUCTOrO TBepaoro cnnaesa
LUnnungpuyeckun xsoctoBuk HA/HB - DIN 6527
cpeaHero Tuna

Micrograin HM mills
Cilindrical Shank HA/HB - DIN 6527 medium Type

[o anameTtpa 12
Up to diameter 12

H

L2
H D1

(ZiDﬁ ‘r DIN 6535 HA TZL
1
Caebilwe avametpa 12
Over diameter 12
H
L2
%Llﬂ
D1
®F I DIN 6535 HB Eﬁ
1
MONE AOMYCKA D d
TOLLERANCE RANGE h6 h6

z
TF3.040.351 4 6 37 1 18 57 3 01
TF3.050.351 5 6 47 13 18 57 3 01
TF3.060.351 6 6 57 13 18 57 3 02
TF3.080.351 8 8 74 21 25 63 3 02
TF3.100.351 10 10 92 22 30 72 3 02
TF3.120.351 12 12 110 26 36 8 3 02
TF3.160.351 16 16 150 36 42 92 3 02
TF3.180.351 18 18 170 36 42 92 3 02
TF3.200.351 20 20 19,0 41 52 104 3 02
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Mpumerenve - Application 2229|232 |2h|25|85|55/23|332 |22 EF ST FF SSRGS
° 4+6 480 | 0,050 | 1xD 1xD
° 6+8 480 | 0,060 | 1xD 1xD
° 810 480 | 0,070 | 1xD 1xD
° 10+12 | 480 | 0080 | 1xD 1xD
ap ° 1214 | 480 | 0090 | 1xD 1xD
° 1416 | 480 | 0100 | 1xD 1xD
° 16+18 | 480 | 0,110 | 1xD 1xD
° 1820 | 480 | 0120 | 1xD 1xD
aemp
° 4+6 240 0,035 1xD 1xD
° 6+8 240 | 0040 | 1xD 1xD
° 8+10 240 | 0050 | 1xD 1xD
° 1012 | 240 | 0060 | 1xD 1xD
° 1214 | 240 | 0070 | 1xD 1xD
° 1416 | 240 | 0120 | 1xD 1xD
° 1618 | 240 | 0150 | 1xD 1xD
° 18+20 | 240 | 0170 | 1xD 1xD
[Nt ®PESEPOBAHUSA YCTYMOB PEXUMbI JOMKHbI BbiTh MOBBILEHB! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@  PEKOMEH[IOBAHHOE MPYMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = mimun CKOPOCTb PE3AHVS - CUTTING SPEED N = ——————— =06/MuH (MuH")
n = o6/muH (n?) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = mm MOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHble dpe3bl Z2 30° ’

HM Mills 30° Z2

VHM-Fraser Z2 30° TPC_tOO_ISI

Fraise M.D.I. Z2 30° E2 engineering
N

@D =3-20

90° ALU
H \/ <5%Si

. .
| %0° @D DIN 6535 HA ad
- X

®dpe3bl U3 MMKPO3EPHUCTOrO TBEPAOIO cnnasa
Unnungpuryeckunn xsoctouk HA - DIN 6527
cpepHero Tuna

) ) o MOME OOMYCKA D
Micrograin HM minimills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 medium Type

(mwm)

APT. @D ad L1 z
TF2.030. 290 3 4 6 50 2
TF2.040. 290 4 5 8 50 2
TF2.050. 290 5 6 10 50 2
TF2.060. 290 6 8 12 60 2
TF2.080. 290 8 10 16 70 2
TF2.100. 290 10 12 18 70 2
TF2.120. 290 12 12 20 70 2
TF2.160. 290 16 16 26 80 2
TF2.200. 290 20 20 32 100 2
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MpumeHeHwe - Application EREEIERIE P EREEIEREHEEIEEIEREREEEENS 90 Ve fz
° 3 400 | 0,030 - -
° 4 400 | 0040 - -
° 5 400 | 0,050 - -
° 6 400 | 0,060 - -
° 8 400 | 0,080 - -
° 10 400 | 0,100 - -
° 12 400 | 0120 - -
° 16 400 | 0180 - -
° 20 400 | 0,200 - -
° 3 200 | 0020 - -
° 4 200 | 0,030 - -
° 5 200 | 0040 - -
° 6 200 | 0,050 - -
° 8 200 | 0,060 - -
° 10 200 | 0,080 - -
° 12 200 | 0,100 - -
° 16 200 | 0,160 - -
’ ° 20 200 | 0180 - -
@ PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = wimu CKOPOCTb PE3AHIIS - CUTTING SPEED N = —————— = 06/MMH (MuHY)
N = ob/MuH (W) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED ; ¢
N=1Z Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAYM - FEED SPEED Vi=1z -z n =mmmun
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2-3YbBbIE PPE3bI

2-3YBbIE ®PE3bl / ZWEISCHNEIDER / FRAISES A 2 COUPES /
FRESAS DE 2 FILOS



L ala)

TeepaocnnaeHbie pesbl Z2 30° - Mnockui Topew

HM Mills 30° Z2 - Flat Head ’
VHM-ILréser Z2 30° - Gerade Stirnschneide TPCtOOISI
Fraise M.D.I. Z2 30° - Téte Plane E2 engineering
TFW?2 ... 230 noue @
YEPHOE g
@D =2 - 20 ’
u 42
o
- % HRC

j ! o0 DIN 6535 HB o
A : (. O !

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyasa
XBocTtoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna

Micrograin HM mills MOJE AOMYCKA D
DIN 6535 HB Shank - DIN 6527 short Type VO IZRANE S (R EE h10 | hé
(Mm)
APT. gD @d L1 H z
TFW2.020.230 2 3 3 38 2
TFW2.030.230 3 3 4 38 2
TFW2.040.230 4 6 5 54 2
TFW2.050.230 5 6 6 54 2
TFW2.060.230 6 6 7 54 2
TFW2.080.230 8 8 9 58 2
TFW2.100.230 10 10 11 66 2
TFW2.120.230 12 12 12 73 2
TFW2.140.230 14 14 14 75 2
TFW2.160.230 16 16 16 82 2
TFW2.180.230 18 18 18 84 2
TFW2.200.230 20 20 20 92 2
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Npumenenve - Application  ERIEEIFEIEREARHE BIEEEEEREREEIEEIEREE o0
° 2 100 | 0008 | 05xD | 1xD
° 3 100 | 0010 | 05xD | 1xD
° 4 100 | 0015 | 05xD | 1xD
° 5 100 | 0018 | 05xD | 1xD
° 6 100 | 0020 | 05xD | 1xD
° 8 100 | 0025 | 05xD | 1xD
° 10 100 | 0030 | 05xD | 1xD
° 12 100 | 0035 | 05xD | 1xD
ac mp ° 14 100 | 0,040 | 05xD | 1xD
° 16 100 | 0045 | 05xD | 1xD
° 18 100 | 0050 | 05xD | 1xD
° 20 100 | 0060 | 05xD | 1xD
° 2 70 | 0008 | 05D | 1xD
° 3 70 | 0010 | 05D | 1xD
° 4 70 | 0015 | 05D | 1xD
° 5 70 | 0018 | 05D | 1xD
° 6 70 | 0020 | 05D | 1xD
° 8 70 | 0022 | 05D | 1xD
° 10 70 | 0025 | 05D | 1xD
° 12 70 | 0080 | 05D | 1xD
° 14 70 | 0035 | 05D | 1xD
° 16 70 | 0040 | 05D | 1xD
° 18 70 | 0045 | 05D | 1xD
° 20 70 | 0,050 | 05D | 1xD
° 2 40 | 0006 | 05xD | 1xD
° 3 40 | 0008 | 05xD | 1xD
° 4 40 | 0010 | 05xD | 1xD
° 5 40 | 0012 | 05xD | 1xD
° 6 40 | 0015 | 05xD | 1xD
° 8 40 | 0018 | 05xD | 1xD
° 10 40 | 0020 | 05xD | 1xD
° 12 40 | 0025 | 05xD | 1xD
° 14 40 | 0030 | 05xD | 1xD
° 16 40 | 0035 | 05xD | 1xD
° 18 40 | 0040 | 05xD | 1xD
° 20 40 | 0045 | 05xD | 1xD
° 2 120 | 0008 | 05xD | 1xD
° 3 120 | 0010 | 05xD | 1xD
° 4 120 | 0010 | 05xD | 1xD
° 5 120 | 0015 | 05xD | 1xD
° 6 120 | 0020 | 05xD | 1xD
° 8 120 | 0025 | 05xD | 1xD
° 10 120 | 0030 | 05xD | 1xD
° 12 120 | 0035 | 05xD | 1xD
° 14 120 | 0040 | 05xD | 1xD
° 16 120 | 0050 | 05xD | 1xD
° 18 120 | 0055 | 05xD | 1xD
° 20 120 | 0060 | 05xD | 1xD
° 2 120 | 0008 | 05xD | 1xD
° 3 120 | 0010 | 05xD | 1xD
° 4 120 | 0010 | 05xD | 1xD
° 5 120 | 0015 | 05xD | 1xD
° 6 120 | 0020 | 05xD | 1xD
° 8 120 | 0025 | 05xD | 1xD
° 10 120 | 0030 | 05xD | 1xD
° 12 120 | 0035 | 05xD | 1xD
° 14 120 | 0040 | 05xD | 1xD
° 16 120 | 0050 | 05xD | 1xD
° 18 120 | 0055 | 05xD | 1xD
° 20 120 | 0060 | 05xD | 1xD
@  PEKOMEH[OBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = i CKOPOCTb PE3AHMSI - CUTTING SPEED N = — = o6/MMH (MuHY)
N = oB/muH (wur) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MOOAYA/3YB -TOOTH FEED fn =t
fn = um MOLAYAIOBOPOT - FEED / REVOLUTION N =122 =um
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z N =wmmnn
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L ala)

TBepaocnnaBHble dpe3bl Z2 30° - Nnockui Topey ’
HM Mills 30° Z2 - Flat Head
VHM-Fraser Z2 30° - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z2 30° - Téte Plane X engineering
T FW2 2 3 1 MOKPbITVE %
N COATED
YEPHOE g
@D =2-20 N
y 42
o

= o NGB | &
1 [ iy

é

®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cninaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills MOJE IONYCKA D d
DIN 6535 HB Shank - DIN 6527 medium Type VOLIZRAEE [ EE h10 | hé
(Mm)

APT. @D @d L1 H z
TFW2.020.231 2,0 3 6 38 2
TFW2.025.231 2,5 3 6 38 2
TFW2.030.231 3,0 3 7 38 2
TFW2.035.231 3,5 6 8 57 2
TFW2.040.231 4,0 6 8 57 2
TFW2.045.231 45 6 10 57 2
TFW2.047.231 47 6 10 57 2
TFW2.050.231 5,0 6 10 57 2
TFW2.055.231 515 6 10 57 2
TFW2.057.231 57 6 10 57 2
TFW2.060.231 6,0 6 10 57 2
TFW2.070.231 7,0 8 16 63 2
TFW2.077.231 7,7 8 16 63 2
TFW2.080.231 8,0 8 16 63 2
TFW2.097.231 9,7 10 19 72 2
TFW2.100.231 10,0 10 19 72 2
TFW2.117.231 1,7 12 22 83 2
TFW2.120.231 120 12 22 83 2
TFW2.137.231 137 14 22 83 2
TFW2.140.231 14,0 14 22 83 2
TFW2.157.231 15,7 16 26 92 2
TFW2.160.231 16,0 16 26 92 2
TFW2.180.231 180 18 26 92 2
TFW2.200.231 200 20 32 104 2
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P M| K N S [H[G
-
= § ég g8 E 8 2 A
= S 2 =TI )
E =22 [82(52 s&| £ = > 2
sHEEE 303d.528:0 5e| |GH
£5|2b|5y Bh| 85 5 |=220|s udl b
=>(2XZuSn|Zulah 252U |(Ss I 0o
89|59/55/ 50 £8|22|56/52/82| «|£8|2a3|_3|F2 Lk
SJEQS 2 EEYSO|Z|ST|SZ| ,u|EL|EF 2| cQ|SE
EXSS|E0| 52wz Ay B0 285|845 |20(02|22(22|88
. . So0|2 Ed=Z|E8 u | =02 |53 |wo :5 30 |_': <<§
MpumereHue - Application £2/£9/82|2526|66|55/85|32|50 | |£T|FF ST|EG
° 2+3 100 | 0,008 | 05xD | 1xD
° 3+4 100 | 0,010 | 05D | 1xD
° 4:5 100 | 0,015 | 05D | 1xD
° 5:6 100 | 0018 | 05xD | 1xD
° 678 100 | 0,020 | 05D | 1xD
° 810 | 100 | 0025 | 05xD | 1xD
° 10+12 | 100 | 0,030 | 050 | 1xD
° 12:14 | 100 | 0035 | 05xD | 1xD
ae» ° 1416 | 100 | 0,040 | 05xD | 1xD
° 16+20 | 100 | 0,045 | 050 | 1xD
° 2+3 70 | 0008 | 05xD | 1xD
° 3+4 70| 0010 | 05xD | 1xD
° 4:5 70 | 0015 | 05xD | 1xD
° 5:6 70| 0018 | 05xD | 1xD
° 68 70 | 0020 | 05D | 1xD
° 8+10 70 | 0022 | 05xD | 1xD
° 10:12 | 70 | 0,025 | 05D | 1xD
° 12:14 | 70 | 0030 | 05xD | 1xD
° 1416 | 70 | 0035 | 05xD | 1xD
° 16+20 | 70 | 0,040 | 050 | 1xD
° 2:3 40 | 0006 | 05xD | 1xD
° 3+4 40 | 0008 | 05D | 1xD
° 455 40 | 0010 | 05xD | 1xD
° 5:6 40 | 0012 | 05D | 1xD
° 6+8 40 | 0015 | 05D | 1xD
° 810 | 40 | 0018 | 05D | 1xD
° 10-12 | 40 | 0020 | 05D | 1xD
° 12:14 | 40 | 0025 | 05xD | 1xD
° 14:16 | 40 | 0030 | 05xD | 1xD
° 16720 | 40 | 0,035 | 05D | 1xD
° 2+3 120 | 0,008 | 05D | 1xD
° 3+4 120 | 0010 | 05xD | 1xD
° 4:5 120 | 0,010 | 05D | 1xD
° 5:6 120 | 0015 | 0,5xD | 1xD
° 678 120 | 0,020 | 05D | 1xD
° 8+10 | 120 | 0,025 | 05xD | 1xD
° 10+12 | 120 | 0,030 | 05 | 1xD
° 12:14 | 120 | 0035 | 05xD | 1xD
° 14:16 | 120 | 0040 | 0,5xD | 1xD
° 16+20 | 120 | 0,050 | 050 | 1xD
° 2+3 120 | 0,008 | 05D | 1xD
° 3+4 120 | 0,010 | 05D | 1xD
° 4+5 120 | 0,010 | 05D | 1xD
° 5:6 120 | 0,015 | 05D | 1xD
° 68 120 | 0020 | 05xD | 1xD
° 810 | 120 | 0,025 | 05D | 1xD
° 10+12 | 120 | 0,030 | 05D | 1xD
° 12:14 | 120 | 0035 | 05xD | 1xD
° 14:16 | 120 | 0040 | 05xD | 1xD
° 16+20 | 120 | 0,050 | 050 | 1xD
®  PEKOMEHOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = i CKOPOCTb PE3AHMSI - CUTTING SPEED N = ——————— = 06/MuH (MuH?)
N = oB/muH (wur) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MOJAYA/3YE -TOOTH FEED fn =t
fn = um MOLAYAIOBOPOT - FEED / REVOLUTION N =122 =um
Vf = mwiane CKOPOCTb MOIAUM - FEED SPEED Vf=1z-z-n =mmimun
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TBepaocnnaBHble dpe3bl Z2 30° - Cchepuyeckue ’
HM Mills 30° Z2 - Spherical Head
VHM-Fraser Z2 30° - Vollradius TPC tOOISI
Fraise M.D.1. Z2 30° - Téte sphérique X engineering
T FW2 2 3 2 MOKPLITUE @
Y COATED

YEPHOE l{f

@D=25-20
42

‘ ! R
e 2 Hre
“ [ | ] @‘I;Q DIN 6535 HB Eﬁ

é

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyaBa
XBocTtoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna

Micrograin HM mills MONE IONYCKA D
DIN 6527 Shank HB - DIN 6527 short Type VO IZRANE S (R EE h10 | hé
(Mm)
APT. oD @d L1 H R z
TFW2.025.5012. 232 2,5 6 4 50 1,25 2
TFW2.030.S015. 232 3,0 6 5 50 15 2
TFW2.035.5017. 232 3,5 6 5 50 1,75 2
TFW2.040.S020. 232 4,0 6 6 54 2,0 2
TFW2.045.5022. 232 45 6 6 54 225 2
TFW2.050.5025. 232 5,0 6 7 54 25 2
TFW2.060.S030. 232 6,0 6 9 54 30 2
TFW2.080.S040. 232 8,0 8 12 58 4,0 2
TFW2.100.S050. 232 10,0 10 14 66 50 2
TFW2.120.S060. 232 12,0 12 14 73 6,0 2
TFW2.140.S070. 232 14,0 14 16 75 70 2
TFW2.160.S080. 232 16,0 16 18 82 8,0 2
TFW2.180.S090. 232 18,0 18 20 88 9,0 2
TFW2.200.S100. 232 20,0 20 22 92 10,0 2
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= M K N S H|G
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= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
2080208025 5% 22/00)< LR
28|E9|25508|5723|55 32|35 ;|un|iE| 3|E0 |k
525285222275 2820 82 a0 55 55 32|38 88 ()
Nonverenve - Application  EFJEEIEEIEREREHEREHEEIEEIEE R 538
° 25 160 | 0,030 | 0,05xD | 0,06xD
° 3:4 | 160 | 0045 | 0,05xD | 0,06xD
° 4:5 | 160 | 0045 | 0,05xD | 0,06xD
° 5:8 | 160 | 0045 | 0,05xD | 0,06xD
° 812 | 160 | 0050 | 0,05xD | 0,06xD
° 12:16 | 160 | 0080 | 0,05xD | 0,06xD
° 16+20 | 160 | 0090 | 0,05xD | 0,06xD
° 25 130 | 0015 | 0,05xD | 0,06xD
° 3:4 | 130 | 0030 | 0,05xD | 0,06xD
° 45 | 130 | 0030 | 0,05xD | 0,06xD
° 5:8 | 130 | 0030 | 0,05xD | 0,06xD
° 8+12 | 130 | 0,040 | 0,05xD | 0,06xD
° 1216 | 130 | 0060 | 0,05xD | 0,06xD
° 16:20 | 130 | 0,070 | 0,05xD | 0,06xD
° 25 70 | 0,010 | 0,05xD | 0,06xD
° 3+4 70 | 0020 | 0,05xD | 0,06xD
° 4:5 70 | 0020 | 0,05xD | 0,06xD
° 58 70 | 0020 | 0,05xD | 0,06xD
° 812 | 70 | 0030 | 0,05xD | 0,06xD
° 1216 | 70 | 0050 | 0,05xD | 0,06xD
° 16+20 | 70 | 0060 | 0,05xD | 0,06xD
° 25 120 | 0035 | 0,05xD | 0,06xD
° 3+4 | 120 | 0060 | 0,05xD | 0,06xD
° 4:5 | 120 | 0060 | 0,05xD | 0,06xD
° 5:8 | 120 | 0060 | 0,05xD | 0,06xD
° 8+12 | 120 | 0,070 | 0,05xD | 0,06xD
° 1216 | 120 | 0120 | 0,05xD | 0,06xD
° 16:20 | 120 | 0,140 | 0,05xD | 0,06xD
° 25 120 | 0,030 | 0,05xD | 0,06xD
° 3:4 | 120 | 0045 | 0,05xD | 0,06xD
° 45 | 120 | 0045 | 0,05xD | 0,06xD
° 5:8 | 120 | 0045 | 0,05xD | 0,06xD
° 8+12 | 120 | 0,050 | 0,05xD | 0,06xD
° 12416 | 120 | 0,080 | 0,05xD | 0,06xD
° 16+20 | 120 | 0090 | 0,05xD | 0,06xD
®  PEKOMEHIOBAHHOE MPVIMEHEHUE - RECOMMENDED APPLICATION O BOSMOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLIGHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = wius CKOPOCTb PESAHIS - CUTTING SPEED n = ————— = o6/MuH (MuH?)
N = ob/muH (wur') KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MONAYA/3YE -TOOTH FEED fn = f
fn = wm MOAAYA/OBOPOT - FEED / REVOLUTION N =122 =wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z N =wmmnn
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TBepaocnnaBHble dpe3bl Z2 30° - Cchepuyeckue
HM Mills 30° Z2 - Spherical Head

VHM-Fraser Z2 30° - Vollradius

Fraise M.D.l. Z2 30° - Téte sphérique

L ala)

TPCtooIs)

X engineering

@D=2-12

®pe3bl U3 MUKPO3EPHUCTOrO TBEpPAOoro cniaesa
LUmnnunppuyeckun xsoctoBuk HA - DIN 6527

cpegHero Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium Type

(mm)

APT. @D @d L1

‘ H
‘_jTLlj
> =
DIN 6535 HA “
R
MOJE JOMYCKA D d
TOLLERANCE RANGE h10 h6

N

TF2.020.S010. 233 2,0 6,0 3 50 1,0 2
TF2.030.S015. 233 3,0 6,0 4 50 15 2
TF2.040.S020. 233 4,0 6.0 8 54 2,0 2
TF2.050.S025. 233 5,0 6,0 9 54 25 2
TF2.060.S030. 233 6,0 6,0 10 54 3,0 2
TF2.080.S040. 233 8,0 8,0 12 58 4,0 2
TF2.100.S050. 233 10,0 10,0 14 66 50 2
TF2.120.S060. 233 120 12,0 16 73 6,0 2

MOKPLITUE %
COATED
YEPHOE g

N

R . 60
2 Hre

fes X
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P M K N S H G
i Y -
2 |8 258 g - E é = 2
EulSns 3383 |88 © 8. |5,
SEEEE 3850 52850 58 |5g
S080\2g80 80 E S 1=dE0 s iz %0
£9/23|36/58 8¢ 28/50/22|32) «|=8/28| 3|82t
52828552 52|35 B0 2 35 ak 85 53 2232 3% UmmOTD
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
° 2 450 | 0,024 | 0416 | 0,10
° 3 450 | 0032 | 024 | 015
° 4 450 | 0040 | 032 | 0,20
° 6 450 | 0,060 | 048 | 0,30
° 8 450 | 0080 | 064 | 040
° 10 450 | 0100 | 080 | 0,50
‘ @ae ° 12 450 | 0120 | 096 | 0,60
° 2 270 | 0018 | 010 | 008
° 3 270 | 0025 | 015 | 012
° 4 270 | 0035 | 020 | 0,16
° 6 270 | 0050 | 030 | 024
° 8 270 | 0060 | 040 | 032
° 10 270 | 0,065 | 050 | 040
° 12 270 | 0070 | 060 | 048
° 2 564 | 0024 | 016 | 0,10
° 3 564 | 0032 | 024 | 015
° 4 564 | 0040 | 032 | 020
° 6 564 | 0,060 | 048 | 0,30
° 8 564 | 0,080 | 064 | 040
° 10 564 | 0100 | 080 | 050
° 12 564 | 0120 | 096 | 0,60
° 2 470 | 0024 | 0416 | 010
° 3 470 | 0032 | 024 | 015
° 4 470 | 0040 | 032 | 0,20
° 6 470 | 0060 | 048 | 0,30
° 8 470 | 0080 | 064 | 040
° 10 470 | 04100 | 080 | 0,50
° 12 470 | 0120 | 096 | 0,60
° 2 80 | 0018 | 004 | 004
° 3 80 | 0025 | 006 | 0,06
° 4 80 | 0035 | 008 | 008
° 6 80 | 0050 | 0412 | 0412
° 8 80 | 0060 | 016 | 0,16
° 10 80 | 0065 | 020 | 0.20
° 12 80 | 0070 | 024 | o024
®  PEKOMEHIOBAHHOE MPVIMEHEHUE - RECOMMENDED APPLICATION O BOSMOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimni CKOPOCTb PE3AHIA - CUTTING SPEED n = ————— = o6/MuH (MuH?)
N = ob/muH (wur') KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MOFAYABYE -TOOTH FEED fn = f
fn = mm NOJAYAIOBOPOT - FEED / REVOLUTION N=12"2=mum
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z N =wmmnn
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TBepaocnnaBHble dpe3bl Z2 30° - Cchepuyeckue
HM Mills 30° Z2 - Spherical Head

VHM-Fraser Z2 30° - Vollradius

Fraise M.D.l. Z2 30° - Téte sphérique

L ala)

TPCtooIs)

X engineering

@D=2-12

®Ppe3bl U3 MUKPO3EPHUCTOrO TBepAoro cniaesa
LUmnnunpgpuyeckun xsoctoBuk HA - DIN 6527
cpeaHero Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium Type

(mm)

APT. @D @d L1

N

‘ H
‘_jiLl—T
iy L
DIN 6535 HA “
R
MOJE JOMYCKA D d
TOLLERANCE RANGE h10 h6

TF2.020.S010. 234 2,0 6.0 5 60 1,0 2
TF2.030.S015. 234 3,0 6,0 7 60 15 2
TF2.040.S020. 234 4,0 6.0 10 75 2,0 2
TF2.050.S025. 234 5,0 6,0 12 75 25 2
TF2.060.S030. 234 6,0 6,0 12 100 3,0 2
TF2.080.S040. 234 8,0 8,0 14 100 4,0 2
TF2.100.S050. 234 10,0 10,0 18 100 50 2
TF2.120.S060. 234 120 12,0 22 100 6,0 2

MOKPLITVE @
COATED
YEPHOE g

N

R . 60
" Hre

fes X
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PexuMbl pesaHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HI G
i B2
2 |8 258 2 - E é = a
EulSqz 3383 |88 © 3. |3,
SEEEE 3850 52850 58 |5§
S080\2g80 B0 E S 1=dE0 s s %0
50293550\ 80/59502333) . |za(5| 358 ..
52528552 52|35 38 25 35 ak 85 53 2232 aC UmCOTD
Nonverenme - Application  EFIEEIEEIE R EEREHEEIEEIERR EN 3 ] o0 v«
° 2 450 | 0,024 | 006 | 0,10
° 3 450 | 0032 | 009 | 015
° 4 450 | 0040 | 0412 | 0,20
° 6 450 | 0,060 | 018 | 0,30
@ae | ® 8 450 | 0080 | 024 | 040
° 10 450 | 04100 | 030 | 0,50
° 12 450 | 04120 | 036 | 0,60
° 2 270 | 0018 | 0,030 | 0,08
° 3 270 | 0025 | 0045 | 012
° 4 270 | 0,035 | 0,060 | 0,16
° 6 270 | 0,050 | 0,090 | 0,24
° 8 270 | 0060 | 0120 | 0,32
° 10 270 | 0,065 | 0,150 | 0,40
° 12 270 | 0070 | 0180 | 048
° 2 564 | 0,024 | 0,060 | 0,10
° 3 564 | 0,032 | 0090 | 0,15
° 4 564 | 0,040 | 04120 | 0,20
° 6 564 | 0,060 | 0,180 | 0,30
° 8 564 | 0,080 | 0240 | 040
° 10 564 | 0100 | 0,300 | 0,50
° 12 564 | 0120 | 0,360 | 0,60
° 2 470 | 0024 | 0060 | 010
° 3 470 | 0032 | 0090 | 015
° 4 470 | 0040 | 0120 | 0,20
° 6 470 | 0060 | 0180 | 0,30
° 8 470 | 0080 | 0240 | 040
° 10 470 | 04100 | 0300 | 0,50
° 12 470 | 0120 | 0360 | 0,60
° 2 80 | 0018 | 0016 | 0,04
° 3 80 | 0025 | 0024 | 0,06
° 4 80 | 0035 | 0032 | 008
° 6 80 | 0050 | 0048 | 012
° 8 80 | 0,060 | 0064 | 0,16
° 10 80 | 0,065 | 0080 | 0,20
° 12 80 | 0070 | 009 | 0,24
®  PEKOMEHIOBAHHOE MPVIMEHEHUE - RECOMMENDED APPLICATION O BOSMOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimni CKOPOCTb PE3AHIA - CUTTING SPEED n = ————— = o6/MuH (MuH?)
N = ob/muH (wur') KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MOFAYABYE -TOOTH FEED fn = f
fn = mm NOJAYAIOBOPOT - FEED / REVOLUTION N=12"2=mum
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z N =wmmnn
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3AMETKU - NOTES




3-3YbbIE PPE3bI

3-3YBbIE ®PE3bl / DREISCHNEIDER / FRAISES A 3 COUPES /
FRESAS DE 3 FILOS



L ala)

TBepaocnnaBHble dpe3bl Z3 30° - Nnockun Topew ’
HM Mills 30° Z3 - Flat Head
VHM-Fraser Z3 30° - Gerade Stirnschneide TPCtOOIS}
Fraise M.D.I. Z3 30° - Téte Plane E2 engineering
T FW3 330 MOKPbITVE @
[N COATED
YEPHOE g
@D = 2 - 20 1
42
H )
B 90°  HRC
i [ r
P » } ] @D ad

$

®pe3bl M3 MUKPO3EPHUCTOrO TBEPAOro cniasa
XBOCTOBMK Mo 3aBoAckoMy cTtaHaapTy - DIN 6527
KOPOTKOro TMna

MONE JOMYCKA D

Micrograin HM mills TOLLERANCE RANGE h10 | he
Shank according to factory standard - DIN 6527 short Type

(mwm)

APT. @D

N

TFW3.020.330 2 6 4 38 3
TFW3.030.330 3 6 5 38 3
TFW3.040.330 4 6 7 38 3
TFW3.050.330 5 6 8 38 3
TFW3.060.330 6 6 8 38 3
TFW3.080.330 8 8 11 43 3
TFW3.100. 330 10 10 13 50 3
TFW3.120.330 12 12 15 55 3
TFW3.160.330 16 16 18 62 3
TFW3.200.330 20 20 22 75 3

.




Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
-] -3 - .
- |B 2k|8h El 3 3 P
= o o =2 eI o &l
g 8.2 B3z |57 & 5. 5,
sHEEE 30395280 5e| |GH
£5|2b|5y Bh|EH|EE =220 gl 5h
=82 Zu|=9|Ealz528z24|Ss zo q
[O(SO|ZEC 20| X072 ZE2|T8(5 x|z To| W
23|E2J|20|5u|EW|S3|F0/52|52| x|So|8m 3 uzlek
EX8585 52 2225 Y32 55/38 2%(55 82 35|25 GO
Mpumererve - Application  EFIERIEEIEIREIIECICEHEEIEEIEEIE I R o0 vc
° 2 120 | 0,008 | 1,0 1xD
° 3 120 | 0010 | 15 1XD
° 4 120 | 0015 | 20 XD
° 5 120 | 0018 | 25 XD
° 6 120 | 0020 | 3,0 1XD
° 8 120 | 0025 | 4,0 1XD
° 10 120 | 0030 | 50 1XD
ae mp ° 12 120 | 0,035 | 60 )
° 16 120 | 0040 | 80 1XD
° 20 120 | 0045 | 10,0 1XD
° 2 80 0,008 | 1,0 XD
° 3 80 0010 | 15 1XD
° 4 80 0015 | 20 1XD
° 5 80 0018 | 25 XD
° 6 80 0020 | 3,0 XD
° 8 80 0025 | 4,0 1XD
° 10 80 0030 | 50 1XD
° 12 80 0035 | 60 1XD
° 16 80 0,040 | 80 1XD
° 20 80 0,045 | 10,0 1XD
° 2 60 0,008 | 1,0 XD
° 3 60 0010 | 15 XD
° 4 60 0015 | 2,0 1XD
° 5 60 0018 | 25 1XD
° 6 60 0,020 | 3,0 1xD
° 8 60 0025 | 40 XD
° 10 60 0030 | 50 1XD
° 12 60 0,035 | 6,0 1XD
° 16 60 0,040 | 80 XD
° 20 60 0,045 | 10,0 XD
° 2 50 0,005 | 1,0 1XD
° 3 50 0,008 | 15 XD
° 4 50 0010 | 2,0 XD
° 5 50 0012 | 25 1XD
° 6 50 0015 | 3,0 1XD
° 8 50 0018 | 40 1xD
° 10 50 0020 | 50 XD
° 12 50 0025 | 6,0 1XD
° 16 50 0030 | 80 1XD
° 20 50 0,035 | 100 1xD
° 2 144 | 0008 | 1.0 1XD
° 3 144 | 0010 | 15 1XD
[ ) 4 144 0,015 2,0 1xD
[] 5 144 0,018 2,5 1xD
° 6 144 | 0020 | 30 1XD
° 8 144 | 0025 | 40 1XD
° 10 144 | 0030 | 50 XD
[ ) 12 144 0,035 6,0 1xD
° 16 144 | 0040 | 80 1XD
° 20 144 | 0045 | 10,0 1xD
[ ) 2 120 0,008 1,0 1xD
° 3 120 | 0010 | 15 1XD
° 4 120 | 0015 | 20 1xD
° 5 120 | 0018 | 25 XD
° 6 120 | 0020 | 3,0 1XD
° 8 120 | 0025 | 4,0 1XD
° 10 120 | 0030 | 50 1xD
° 12 120 | 0035 | 60 XD
° 16 120 | 0040 | 80 1XD
° 20 120 | 0045 | 10,0 1XD
[ ] PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENI;)ED APPLICATION o] BO3MOXXHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = ——————— = o6/muH (Mun-)
n = ob/mnH (i) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D 3,14
fz = um NOJAYA/3YE -TOOTH FEED fn=f
fn = NOJAYA/OBOPOT - FEED / REVOLUTION n=iz-z=wum
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED Vf=1fz 'z n =wmmun
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TBepaocnnaBHble dpe3bl Z3 30° - Nnockui Topew \ i ’
HM Mills 30° Z3 - Flat Head

VHM-Fréser Z3 30° - Gerade Stirnschneide TPCtOOIS}
Fraise M.D.l. Z3 30° - Téte Plane E2 engineering

TFW3 ... 331 B

KPACHOE ~“

@D =2-20

. . ° I |RC
Ll—-}

R — o oNesIE | o
L | L 4

®pesbl U3 MUKPO3EPHUCTOrO TBEPAOro cnasa
Xsoctosuk DIN 6535 HB - cpegHuin TMN nNo 3aBoACKOMY

cTaHpapTy
MOJIE LOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | he
DIN 6535 HB Shank - medium series according to factory STD
(Mm)
APT. oD @d L1 H z
TFW3.020.331 2 6 4 50 3
TFW3.030.331 3 6 5 50 3
TFW3.040.331 4 6 7 50 3
TFW3.050.331 5 6 8 50 3
TFW3.060.331 6 6 8 50 3
TFW3.070.331 7 8 11 57 3
TFW3.080.331 8 8 11 57 3
TFW3.090.331 9 10 15 63 3
TFW3.100.331 10 10 15 63 3
TFW3.120.331 12 12 21 72 3
TFW3.160.331 16 16 26 82 3
TFW3.200.331 20 20 32 92 3
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
2|2
a § E E E 8 g % 3 a
= = S S 2 =5 x ]
g 8.2 B3z |57 & 5. 5,
SRR EE L 58| |G
£5|2b|5y Bh|EH|EE =220 w3 %5
FREREEE IR IR S g Io| w
5553080802980 28 35 o |eg 2| 2 30k
585805222 #5210 52/55/88 /25 55 82 22 o5 KRGO
Mpumererve - Application  EFIERIEEIEIREIIECICEHEEIEEIEEIE I R o0 vc
° 2
° 3 140 | 0,010 | 05xD | 1xD
° 4 140 | 0015 | 05xD | 1xD
° 5 140 | 0,018 | 05xD | 1xD
° 6 140 | 0,020 | 05xD | 1xD
° 7 140 | 0,022 | 05xD | 1xD
° 8 140 | 0,025 | 05xD | 1xD
° 9 140 | 0,028 | 05xD | 1xD
ac mp ° 10 140 | 0,030 | 05xD | 1xD
° 12 140 | 0,035 | 05xD | 1xD
° 16 140 | 0,040 | 05xD | 1xD
° 20 140 | 0,045 | 05xD | 1xD
° 2 100 | 0,008 | 05xD | 1xD
° 3 100 | 0,010 | 05xD | 1xD
° 4 100 | 0,015 | 05xD | 1xD
° 5 100 | 0,018 | 05xD | 1xD
° 6 100 | 0,020 | 05xD | 1xD
° 7 100 | 0,022 | 05xD | 1xD
° 8 100 | 0,025 | 05xD | 1xD
° 9 100 | 0028 | 05xD | 1xD
° 10 100 | 0,030 | 05xD | 1xD
D 12 100 | 0,035 | 05xD | 1xD
° 16 100 | 0,040 | 05xD | 1xD
° 20 100 | 0,045 | 05xD | 1xD
° 2 50 0,005 | 05D | 1xD
° 3 50 0,008 | 05xD | 1xD
° 4 50 0,010 | 05xD | 1xD
° 5 50 0012 | 05D | 1xD
° 6 50 0,015 | 05xD | 1xD
° 7 50 0016 | 05xD | 1xD
° 8 50 0018 | 05xD | 1xD
° 9 50 0019 | 05D | 1xD
° 10 50 0020 | 05xD | 1xD
° 12 50 0,025 | 05 | 1xD
° 16 50 0030 | 05xD | 1xD
° 20 50 0,035 | 05 | 1xD
° 2 140 | 0,008 | 05xD | 1xD
° 3 140 | 0,010 | 05xD | 1xD
° 4 140 | 0,010 | 05xD | 1xD
° 5 140 | 0,015 | 05xD | 1xD
° 6 140 | 0,020 | 05xD | 1xD
° 7 140 | 0,022 | 05xD | 1xD
D 8 140 | 0,025 | 05xD | 1xD
° 9 140 | 0,027 | 05xD | 1xD
D 10 140 | 0,030 | 05xD | 1xD
° 12 140 | 0,035 | 05xD | 1xD
° 16 140 | 0,040 | 05xD | 1xD
° 20 140 | 0,045 | 05xD | 1xD
° 2 120 | 0,008 | 05xD | 1xD
° 3 120 | 0,010 | 05xD | 1xD
° 4 120 | 0,010 | 05xD | 1xD
° 5 120 | 0,015 | 05xD | 1xD
° 6 120 | 0,020 | 05xD | 1xD
° 7 120 | 0,022 | 05xD | 1xD
° 8 120 | 0,025 | 05xD | 1xD
° 9 120 | 0,027 | 05xD | 1xD
° 10 120 | 0,080 | 05xD | 1xD
° 12 120 | 0,035 | 05xD | 1xD
° 16 120 | 0,040 | 05xD | 1xD
° 20 120 | 0,045 | 05xD | 1xD
ANA GPE3EPOBAHVIS YCTYMOB PEXUMbI AOMKHbI BbITb MOBBILLEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Vc = mimun CKOPOCTb PE3AHMS - CUTTING SPEED N = ——————— = o6/muH (Mun-)
n = o6/ (k') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS oD - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED fn=f
fn = NONAYA/OBOPOT - FEED / REVOLUTION n=iz-z=wum
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED Vf=1fz 'z n =wmmun
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L ala)

TBepaocnnaBHble dpe3bl Z3 30° - Nnockui Topew

HM Mills 30° Z3 - Flat Head )
VHM-Fraser Z3 30° - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z3 30° - Téte Plane X engineering
T FW3 3 32 MOKPBITUE %
(RN} COATED
YEPHOE g
@D =2 - 20 N
42
H 90° HRC

euﬁ

{ | @D @d
{ ) D DIN 6535 HB o !

®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cninaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills MONE IONYCKA D
DIN 6535 HB Shank - DIN 6527 medium Type VOLIZRANEE [FEE h10 | hé
(Mm)

APT. @D @d L1 H z
TFW3.020.332 2,00 3 7 38 3
TFW3.025.332 2,50 3 7 38 3
TFW3.030.332 3,00 3 8 38 3
TFW3.035.332 3,50 4 11 50 3
TFW3.040.332 4,00 4 11 50 3
TFW3.045.332 4,50 5 11 50 3
TFW3.050.332 5,00 5 10 50 3
TFW3.055.332 5,50 6 10 50 3
TFW3.060.332 6,00 6 10 57 3
TFW3.065.332 6,50 8 13 63 3
TFW3.070.332 7,00 8 13 63 3
TFW3.075.332 7,50 8 16 63 3
TFW3.080.332 8,00 8 16 63 3
TFW3.085.332 850 10 16 72 3
TFW3.090.332 9,00 10 16 72 3
TFW3.095.332 9,50 10 19 72 3
TFW3.100.332 10,00 10 19 72 3
TFW3.110.332 11,00 12 19 72 3
TFW3.120.332 12,00 12 22 83 3
TFW3.130.332 13,00 14 22 83 3
TFW3.140.332 14,00 14 22 83 3
TFW3.150.332 1500 16 26 83 3
TFW3.160.332 16,00 16 26 83 3
TFW3.170.332 17,00 18 26 92 3
TFW3.180.332 18,00 18 26 92 3
TFW3.190.332 19,00 20 32 104 3
TFW3.200.332 20,00 20 32 104 3
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MATEPWAJIbI - MATERIALS Crtp. H 45

P M| K N S H[G
2 o -
- |B 2k|8h El 3 3 P
= o o =2 eI o &l
£ = é E j g % = é = E o
sHEEE 30395280 5e| |GH
£5|2b|5y Bh|EH|EE =220 =LY
=82 Zu|=9|Ealz528z24|Ss zo q
[O(SO|ZEC 20| X072 ZE2|T8(5 x|z To| W
€2 5480 5w Ew<S 25|s2 S| ¥|So|fF|_SuzleE
S5 |ex|=3 | T3 |F X SW|S< _nuJ FE|lEF|lxT= wis T
Er2z|59/52|gZ|2p B0 85|85/88 25 85 823238 ()
MpumeHeHue - Application 22/£9|E2 |25 |2K|856|55/22|22|E8|EF S FF SEIBG
° 2+4 100 | 0,010 | 0,05xD | 1xD
° 46 100 | 0,018 | 0,05xD | 1xD
° 6+8 100 | 0,022 | 0,05xD | 1xD
° 8+10 | 100 | 0,027 | 0,05xD | 1xD
° 10+14 | 100 | 0,035 | 0,05xD | 1xD
° 14+18 | 100 | 0,045 | 0,05xD | 1xD
° 18:20 | 100 | 0,060 | 0,05xD | 1xD
ae mp
° 2+4 70 0,010 | 0,05xD | 1xD
° 46 70 0018 | 0,05xD | 1xD
° 678 70 0022 | 0,05xD | 1xD
° 8+10 70 0027 | 0,05xD | 1xD
° 10+14 | 70 0,035 | 0,05xD | 1xD
° 14+18 | 70 0,045 | 0,05xD | 1xD
° 18:20 | 70 0,060 | 0,05xD | 1xD
° 2+4 50 0,010 | 0,05xD | 1xD
° 446 50 0,018 | 0,05xD | 1xD
° 6+8 50 0022 | 0,05xD | 1xD
° 8+10 50 0027 | 0,05xD | 1xD
° 10+14 | 50 0035 | 0,05xD | 1xD
° 14+18 | 50 0,045 | 0,05xD | 1xD
° 18+20 | 50 0,060 | 0,05xD | 1xD
° 2+4 40 0,008 | 0,05xD | 1xD
° 46 40 0012 | 0,05xD | 1xD
° 6+8 40 0,016 | 0,05xD | 1xD
° 810 40 0019 | 0,05xD | 1xD
° 10+14 | 40 0025 | 0,05xD | 1xD
° 14+18 | 40 0,035 | 0,05xD | 1xD
° 1820 | 40 0,050 | 0,05xD | 1xD
° 2+4 144 | 0,010 | 0,05xD | 1xD
° 46 144 | 0018 | 0,05xD | 1xD
° 6+8 144 | 0022 | 0,05xD | 1xD
° 8+10 | 144 | 0027 | 0,05xD | 1xD
° 10+14 | 144 | 0,035 | 0,05xD | 1xD
° 14+18 | 144 | 0,045 | 0,05xD | 1xD
° 18:20 | 144 | 0,060 | 0,05xD | 1xD
° 2+4 120 | 0,010 | 0,05xD | 1xD
° 46 120 | 0,018 | 0,05xD | 1xD
° 6+8 120 | 0,022 | 0,05xD | 1xD
° 8+10 | 120 | 0,027 | 0,05xD | 1xD
° 10+14 | 120 | 0,035 | 0,05xD | 1xD
° 14+18 | 120 | 0,045 | 0,05xD | 1xD
° 18+20 | 120 | 0,060 | 0,05xD | 1xD
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Vc = mimun CKOPOCTb PE3AHMS - CUTTING SPEED N = ——————— = o6/muH (Mun-)
n = o6/ (k') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS oD - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED fn=f
fn = NONAYA/OBOPOT - FEED / REVOLUTION n=iz-z=wum
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED Vf=1fz 'z n =wmmun
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PPE3bl 4-3YbBbIE

®PE3bl 4-3YBbIE / VIERSCHNEIDER / FRAISES A 4 COUPES /
FRESAS DE 4 FILOS



TeepaocnnaeHsbie pesbl Z4 30° - Mnockui Topew ¢ i ’
HM Mills 30° Z4 - Flat Head

VHM-Fraser Z4 30° - Gerade Stirnschneide TPCtOOIS}
Fraise M.D.I. Z4 30° - Téte Plane E2 engineering

TFW4 ... 400 =

YEPHOE <

@D =55-20
42
H 90° HRC
<7L14—‘
L] ] o DIN6535HB | o
L * e
®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cnnasa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna
Micrograin HM mills MOJE AOTYCKA D
DIN 6535 HB Shank - DIN 6527 medium Type VO JERANES [RANEIE h10 | hé
(Mm)

APT. (%]D) ad L1 H z
TFW4.055.400 &8 6 10 57 4
TFW4.060.400 6,0 6 10 57 4
TFW4.070.400 7,0 8 13 63 4
TFW4.080.400 8,0 8 16 63 4
TFW4.090.400 9,0 10 16 72 4
TFW4.100.400 10,0 10 19 72 4
TFW4.110.400 1,0 12 19 72 4
TFW4.120.400 12,0 12 22 83 4
TFW4.140.400 14,0 14 22 83 4
TFW4.160.400 16,0 16 26 83 4
TFW4.180.400 18,0 18 26 92 4
TFW4.200.400 200 20 32 104 4
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MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
|80/ q|80 20 FX = Ch)s FBREE
BCIE9|35|EE EF|28\50|25 (82| «|=8/35| 3|52 |t
£253\85 22|52|32|28|3832|ak|B5|55(32 50|58
L E5|Z2S2E<E|zys|n 2s5|3a Lol ES 2T xR
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
° 2:3 80 | 0010 | 45 03
° 3+4 80 | 0012 | 60 04
° 4+5 80 | 0015 | 75 05
ap ° 56 80 | 0020 | 90 06
° 6+8 80 | 0025 | 120 08
° 810 | 80 | 0030 | 150 1,0
° 10+12 | 80 | 0040 | 180 12
° 12+16 | 80 | 0050 | 240 16
° 16+20 | 80 | 0060 | 300 2,0
° 2:3 60 | 0010 | 45 03
° 3+4 60 | 0012 | 60 04
° 4+5 60 | 0015 | 75 05
° 56 60 | 0020 | 90 06
° 68 60 | 0025 | 120 08
° 8:10 | 60 | 0030 | 150 10
° 10+12 | 60 | 0040 | 180 12
° 12:16 | 60 | 0,050 | 24,0 16
° 16+20 | 60 | 0,060 | 300 2,0
° 2:3 45 | 0008 | 45 03
° 3+4 45 | 0010 | 60 04
° 4+5 45 | 0010 | 75 05
° 5:6 45 | 0015 | 90 0,6
° 6:8 45 | 0020 | 120 08
° 8410 | 45 | 0025 | 150 1,0
° 10+12 | 45 | 0030 | 180 12
° 12:16 | 45 | 0,040 | 24,0 16
° 16+20 | 45 | 0,050 | 300 20
° 2:3 120 | 0008 | 45 03
° 3+4 120 | 0010 | 60 04
° 4:5 120 | 0010 | 75 05
° 5+6 120 | 0015 | 90 06
° 6:8 120 | 0020 | 120 08
° 810 | 120 | 0025 | 150 1,0
° 10¢12 | 120 | 0080 | 180 12
° 12:16 | 120 | 0,040 | 24,0 16
° 16+20 | 120 | 0050 | 300 2,0
[INS ®PEEPOBAHMS MA3OB PEXVMbI IOMKHbI BbITh MOHVKEHI HA 20%
FOR SLOT CUTTING PARAMETERS SHOULD BE REDUCED BY 20%
@  PEKOMEH[OBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
VC = mimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MONAYABYE -TOOTH FEED fn=f
fn = wm MOJAYAIOBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun

L EEEEEEEEEEEEE————
B73




L ala)

TBepaocnnaBHble dpe3bi Z4 30° - [nockuin Topey

HM Mills 30° Z4 - Flat Head ’
VHM-Fraser Z4 30° - Gerade Stirnschneide TPCtOOIS}
Fraise M.D.l. Z4 30° - Téte Plane E2 engineering
TF4 ... 400 g %
YEPHOE g
@D =2 - 20 !
42
90° HRC

RLl—j

T -
@D DIN 6535 HA od
[ i

®pe3bl U3 MUKPO3EPHUCTOrO TBepaoro cnnaesa
LUnnungpuyeckunn xeoctoBuk HA - DIN 6527
cpeaHero Tuna

MOJIE LOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 medium Type
(Mm)

APT. (%]D) @d z
TF4.020.400 2,0 3 7 38 4
TF4.025.400 25 3 7 38 4
TF4.030.400 3,0 3 8 38 4
TF4.035.400 35 4 11 50 4
TF4.040.400 4,0 4 11 50 4
TF4.045.400 4,5 5 11 50 4
TF4.050.400 5,0 5 10 50 4
TF4.055.400 &8 6 10 57 4
TF4.060.400 6,0 6 10 57 4
TF4.070.400 7,0 8 13 63 4
TF4.080.400 8,0 8 16 63 4
TF4.090.400 9,0 10 16 72 4
TF4.100.400 10,0 10 19 72 4
TF4.110.400 11,0 12 19 72 4
TF4.120.400 12,0 12 22 83 4
TF4.140.400 14,0 14 22 83 4
TF4.160.400 16,0 16 26 83 4
TF4.180.400 180 18 26 92 4
TF4.200.400 20,0 20 32 104 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
|80/ q|80 20 FX = Ch)s FBREE
BCIE9|35|EE EF|28\50|25 (82| «|=8/35| 3|52 |t
£253\85 22|52|32|28|3832|ak|B5|55(32 50|58
L E5|Z2S2E<E|zys|n 2s5|3a Lol ES 2T xR
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
° 2:3 80 | 0010 | 45 03
° 3+4 80 | 0012 | 60 04
° 4+5 80 | 0015 | 75 05
ap ° 56 80 | 0020 | 90 06
° 6+8 80 | 0025 | 120 08
° 810 | 80 | 0030 | 150 1,0
° 10+12 | 80 | 0040 | 180 12
° 12+16 | 80 | 0050 | 240 16
° 16+20 | 80 | 0060 | 300 2,0
° 2:3 60 | 0010 | 45 03
° 3+4 60 | 0012 | 60 04
° 4+5 60 | 0015 | 75 05
° 56 60 | 0020 | 90 06
° 68 60 | 0025 | 120 08
° 8:10 | 60 | 0030 | 150 10
° 10+12 | 60 | 0040 | 180 12
° 12:16 | 60 | 0,050 | 24,0 16
° 16+20 | 60 | 0,060 | 300 2,0
° 2:3 45 | 0008 | 45 03
° 3+4 45 | 0010 | 60 04
° 4+5 45 | 0010 | 75 05
° 5:6 45 | 0015 | 90 0,6
° 6:8 45 | 0020 | 120 08
° 8410 | 45 | 0025 | 150 1,0
° 10+12 | 45 | 0030 | 180 12
° 12:16 | 45 | 0,040 | 24,0 16
° 16+20 | 45 | 0,050 | 300 20
° 2:3 120 | 0008 | 45 03
° 3+4 120 | 0010 | 60 04
° 4:5 120 | 0010 | 75 05
° 5+6 120 | 0015 | 90 06
° 6:8 120 | 0020 | 120 08
° 810 | 120 | 0025 | 150 1,0
° 10¢12 | 120 | 0080 | 180 12
° 12:16 | 120 | 0,040 | 24,0 16
° 16+20 | 120 | 0050 | 300 2,0
[INS ®PEEPOBAHMS MA3OB PEXVMbI IOMKHbI BbITh MOHVKEHI HA 20%
FOR SLOT CUTTING PARAMETERS SHOULD BE REDUCED BY 20%
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
VC = mimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MONAYABYE -TOOTH FEED fn=f
fn = wm MOJAYAIOBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun

L EEEEEEEEEEEEE————
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L ala)

TBepaocnnaBHble dpe3bl Z4 30° - [nockuin Topey ’
HM Mills 30° Z4 - Flat Head
VHM-Fraser Z4 30° - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z4 30° - Téte Plane X engineering
T FW4 40 1 MOKPBLITVE %
Y COATED
YEPHOE g
@D = 3 - 20 H
42
90° HRC

<7L14—‘ "

@d

®pe3bl U3 MUKPO3EPHUCTOro TBEpPAOoro cninaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpepgHero Tuna

Micrograin HM mills MOJIE AOTYCKA D d
DIN 6535 HB Shank - DIN 6527 long Type VO IZRANES (R EIE h10 | hé
(Mm)
APT. @D @d L1 H z
TFW4.030.401 3 6 20 60 4
TFW4.040.401 4 6 25 75 4
TFW4.050.401 5 6 25 75 4
TFW4.060.401 6 6 30 75 4
TFWA4.080.401 8 8 45 100 4
TFW4.100.401 10 10 45 100 4
TFW4.120.401 12 12 45 100 4
TFW4.120L.401 12 12 65 150 4
TFW4.140.401 14 14 45 100 4
TFW4.160.401 16 16 45 100 4
TFW4.160L.401 16 16 65 150 4
TFW4.180.401 18 18 45 100 4
TFW4.200.401 20 20 45 104 4
TFW4.200L.401 20 20 65 150 4

.




Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
|80/ q|80 20 FX = Ch)s FBREE
BCIE9|35|EE EF|28\50|25 (82| «|=8/35| 3|52 |t
£253\85 22|52|32|28|3832|ak|B5|55(32 50|58
L E5|Z2S2E<E|zys|n 2s5|3a Lol ES 2T xR
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
°
° 4+5 80 | 0015 | 75 05
° 5+6 80 | 0020 | 90 0,6
ap ° 68 80 | 0025 | 120 08
° 8+10 | 80 | 0030 | 150 10
° 10+12 | 80 | 0040 | 180 12
° 12:16 | 80 | 0,050 | 24,0 16
° 16+20 | 80 | 0,060 | 300 20
° 3+4 55 | 0012 | 60 04
° 4:5 55 | 0015 | 75 05
° 5:6 55 | 0020 | 90 06
° 68 55 | 0025 | 120 08
° 810 | 55 | 0030 | 150 10
° 10¢12 | 55 | 0040 | 180 12
° 12:16 | 55 | 0,050 | 24,0 16
° 16:20 | 55 | 0060 | 300 20
° 3+4 45 | 0010 | 60 04
° 4:5 45 | 0010 | 75 05
° 5+6 45 | 0015 | 90 06
° 6:8 45 | 0020 | 120 08
° 810 | 45 | 0025 | 150 10
° 10+12 | 45 | 0030 | 180 12
° 12:16 | 45 | 0,040 | 24,0 16
° 16+20 | 45 | 0050 | 300 2,0
° 3+4 120 | 0010 | 60 04
° 4+5 120 | 0010 | 75 05
° 56 120 | 0015 | 9,0 06
° 68 120 | 0020 | 12,0 08
° 810 | 120 | 0025 | 150 1,0
° 10412 | 120 | 0030 | 180 12
° 12+16 | 120 | 0040 | 240 16
° 16+20 | 120 | 0,050 | 300 2,0
[INS ®PEEPOBAHMS MA30B PEXVMbI OMKHb! BbITb YMEHBLIEHB! HA 20%
FOR SLOT CUTTING PARAMETERS SHOULD BE REDUCED BY 20%
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOSMOXHOE MPVIMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
VC = mimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MONAYABYE -TOOTH FEED fn=f
fn = wm MOJAYAIOBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun

L EEEEEEEEEEEEE————
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TeepaocnnaeHbie pesbl Z4 45° - Mnockui Topew ¢ \ ’
HM Mills 45° Z4 - Flat Head

VHM-Fréser Z4 45° - Gerade Stirnschneide TPC_tOO_ISI
Fraise M.D.l. Z4 45° - Téte Plane E2 engineering

TFW4 ... 445 nowme @

YEPHOE ~“|<

@D =2-20

42

" HRC

Llﬂ "

- -
oD DIN 6535 HB d
(i 4

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnnasa
XBocTtoBuk DIN 6535 HB - DIN 6527 anuHHoro Tuna

Micrograin HM mills MOJE AOTYCKA D d
DIN 6535 HB Shank - DIN 6527 long Type VOLLJERANES [RAEIE h10 | hé
(Mm)
APT. ZD ad L1 H 45° z
TFW4.020.445 2 6 8 57 0,05 4
TFW4.030.445 3 6 14 57 0,05 4
TFW4.040.445 4 6 18 57 0,10 4
TFW4.050.445 5 6 20 57 0,10 4
TFW4.060.445 6 6 22 57 0,10 4
TFW4.080.445 8 8 30 63 0,15 4
TFW4.100.445 10 10 33 72 0,15 4
TFW4.120.445 12 12 34 83 0,20 4
TFW4.160.445 16 16 38 92 0,20 4
TFW4.200.445 20 20 47 104 030 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
|80/ q|80 20 FX = Ch)s FBREE
BCIE9|35|EE EF|28\50|25 (82| «|=8/35| 3|52 |t
£2\52|8x|22 2252 B8|30(55 at|65 552z 2R s N
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
° 2 80 | 0010 | 15xD | 0,2xD
° 3 80 | 0010 | 1,50 | 0,2xD
° 4 80 | 0010 | 15xD | 0,2xD
ap ° 5 80 | 0010 | 15xD | 0,2xD
° 6 80 | 0,010 | 1,50 | 0,2xD
° 8 80 | 0020 | 15xD | 0,2xD
° 10 80 | 0020 | 15xD | 0,2xD
° 12 80 | 0,030 | 1,50 | 0,2xD
° 16 80 | 0040 | 15xD | 0,2xD
° 20 80 | 0040 | 15xD | 0,2xD
° 2 60 | 0010 | 15xD | 0,2xD
° 3 60 | 0010 | 15xD | 0,2xD
° 4 60 | 0010 | 1,5 | 0,2xD
° 5 60 | 0010 | 15xD | 0,2xD
° 6 60 | 0010 | 15xD | 0,2xD
° 8 60 | 0020 | 1,5 | 0,2xD
° 10 60 | 0020 | 15xD | 0,2xD
° 12 60 | 0030 | 15xD | 0,2xD
° 16 60 | 0040 | 15xD | 0,2xD
° 20 60 | 0040 | 15xD | 0,2xD
° 2 45 | 0010 | 1,50 | 02xD
° 3 45 | 0010 | 1,50 | 02xD
° 4 45 | 0010 | 1,5 | 02xD
° 5 45 | 0010 | 1,50 | 02xD
° 6 45 | 0010 | 1,50 | 02xD
° 8 45 | 0020 | 15 | 02xD
° 10 45 | 0020 | 1,50 | 02xD
° 12 45 | 0030 | 1,50 | 02xD
° 16 45 | 0040 | 15D | 02xD
° 20 45 | 0040 | 1,50 | 02xD
° 2 100 | 0010 | 1,50 | 02xD
° 3 100 | 0010 | 1,50 | 02xD
° 4 100 | 0020 | 1,50 | 02xD
° 5 100 | 0020 | 15xD | 02xD
° 6 100 | 0020 | 1,50 | 02xD
° 8 100 | 0040 | 1,5xD | 0,2xD
° 10 100 | 0040 | 15xD | 02xD
° 12 100 | 0040 | 1,5xD | 02xD
° 16 100 | 0050 | 1,5xD | 02xD
° 20 100 | 0050 | 15xD | 02xD
[INS1 ®PEEPOBAHMS MA3OB PEXVMbI OMKHbI BbITh MOHVKEHBI HA 20%
FOR SLOT CUTTING PARAMETERS SHOULD BE REDUCED BY 20%
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MOAAYA/3YE -TOOTH FEED fn = f
fn = wm MOAAYA/OBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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L ala)

TBepaocnnaBHbie pesbl Z4 52° - Mnockui Topew ’
HM Mills 52° Z4 - Flat Head
VHM-Fréaser Z4 52° - Gerade Stirnschneide TPCtOOISI
Fraise M.D.I. Z4 52° - Téte Plane E2 engineering
TF 4 450 MOKPLITUE %
ann COATED
CEPOE <
@D =4-20
450 52
HRC

| ——Ll——‘

l QJ]D* DIN 6535 HA ;L
- v s K

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyaBa
LUnnungpuryeckunn xsoctoBuk HA - DIN 6527
cpepHero Tuna

MOJME OOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 medium Type
(Mm)
APT. aD ad L1 H 45° z
TF4.040.450 4 6 1 57 0,10 4
TF4.050.450 5 6 13 57 0,10 4
TF4.060.450 6 6 13 57 0,10 4
TF4.080.450 8 8 19 63 0,15 4
TF4.100.450 10 10 22 72 015 4
TF4.120.450 12 12 26 83 0,20 4
TF4.140.450 14 14 26 83 0,20 4
TF4.160.450 16 16 32 92 0,20 4
TF4.180.450 18 18 32 92 0,30 4
TF4.200.450 20 20 38 104 0,30 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
) g 3 E g 5 g % a
s (B G52 =I| g ) 2
E . so2 (52 W st © 2> 2
S EHEREEE I 55 |5
£5/30 30/85 85855288 s 42| |35
S> 23 Zuig2n|Euah258/2Y|Ss o IR w
89|52/25 5% 84 Z8|50/23|52| «|88|23|_3|E2E
E585\85 52 w22y 2E 258548195 55|82 37 55 ICRUE
Npumenerue - Application  EIIESIEEIEAFIAIIE EICHERICEI R B ES] o0 v
° 4 180 | 0,040 | 05xD | 1xD
° 5 180 | 0045 | 05xD | 1xD
° 6 180 | 0,050 | 05xD | 1xD
ap ° 8 180 | 0,060 | 05xD | 1xD
° 10 180 | 0,070 | 05xD | 1xD
° 12 180 | 0,080 | 05xD | 1D
° 14 180 | 0,080 | 05D | 1xD
° 16 180 | 0100 | 05xD | 1D
ae mp ° 18 180 | 0,100 | 05xD | 1xD
° 20 180 | 0100 | 05xD | 1xD
° 4 120 | 0,025 | 05D | 1D
° 5 120 | 0030 | 05D | 1xD
° 6 120 | 0,035 | 05D | 1D
° 8 120 | 0040 | 05xD | 1xD
° 10 120 | 0040 | 05D | 1xD
° 12 120 | 0,050 | 05D | 1xD
° 14 120 | 0060 | 05xD | 1xD
° 16 120 | 0070 | 05xD | 1xD
° 18 120 | 0070 | 05D | 1xD
° 20 120 | 0070 | 05D | 1D
° 4 200 | 0045 | 05D | 1xD
° 5 200 | 0050 | 05D | 1xD
° 6 200 | 0055 | 05D | 1xD
° 8 200 | 0070 | 05D | 1xD
° 10 200 | 0080 | 05D | 1xD
° 12 200 | 0100 | 05D | 1xD
° 14 200 | 0110 | 05D | 1xD
° 16 200 | 0120 | 05D | 1xD
° 18 200 | 0120 | 05D | 1xD
° 20 200 | 0120 | 05D | 1xD
° 4 180 | 0,045 | 05D | 1xD
° 5 180 | 0,050 | 05xD | 1xD
D 6 180 | 0055 | 05xD | 1xD
° 8 180 | 0,070 | 05xD | 1xD
D 10 180 | 0,080 | 05xD | 1xD
° 12 180 | 04100 | 05xD | 1xD
° 14 180 | 0110 | 05D | 1D
D 16 180 | 0120 | 05xD | 1xD
° 18 180 | 0420 | 05D | 1D
D 20 180 | 0120 | 05xD | 1xD
° 4 30 [ 0006 | 05D | 1xD
D 5 30 | 0007 | 050 | 1xD
° 6 30 | 0008 | 05xD | 1xD
° 8 30 | 0010 | 050 | 1xD
° 10 30 | 0015 | 05xD | 1xD
° 12 30 | 0020 | 050 | 1xD
° 14 30 | 0025 | 05xD | 1xD
° 16 30 | 0030 | 050 | 1xD
D 18 30 | 003 | 05 | 1xD
° 20 30 | 0040 | 05D | 1xD
[151 GPESEPOBAHWS! YCTYTOB PEXVMbI JOMKHb! BbITh YBEMAYEHbI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = miwn CKOPOCTb PESAHIS - CUTTING SPEED N = ————— = o6/MuH (MuH")
N = o6/uwH (wun?) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = NOJAYA/3YE -TOOTH FEED fn=f
fn = um NOJAYAIOBOPOT - FEED / REVOLUTION n=1z:2=um
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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YepHoBble TBepaocnnaBHbie pesbl Z4 25° - [nockuii Topew
HM Roughing Mills 25° Z4 - Flat Head

VHM-Schruppfraser Z4 25° - Gerade Stirnschneide

Fraise pour dégrossissage M.D.I. Z4 25° - Téte Plane

L ala)

TPCtooIs)

X engineering

TFW4 ... 501

@D =3-20

h\n'-" Y 11

®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cnnasa
XBoctoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills
DIN 6535 HB Shank - DIN 6527 medium Type

H
-
DIN 6535 HB d
1
MOJIE AOMYCKA D d
TOLLERANCE RANGE h10 h6

(Mm)

APT. oD @d L1 H z
TFW4.030.501 3 6 6 57 4
TFW4.040.501 4 6 8 57 4
TFW4.050.501 5 6 10 57 4
TFW4.060.501 6 6 13 57 4
TFW4.080.501 8 8 16 63 4
TFW4.100.501 10 10 22 72 4
TFW4.120.501 12 12 26 83 4
TFW4.160.501 16 16 32 92 4
TFW4.200.501 20 20 38 104 4

MOKPbLITUE %
COATED
CEPOE <43

42
%0°  HRC

é

.



Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i BB, -
2 |2 e85 |.E B 3 2
E.5al2 (2383 |83 & 2. |5,
S EHEREEE I 58| |G
£630 2080 20 25 =JC0/s 52| |30
S5|E0|2E\52/295% 20|3533| _|gqEY s G| p
£|E3 /8084 8Ys5|30/358|52| F|FC|EE|z3 |52 55
ESZ|S55Zuz 25 205 /835 85(85 9582 22 9% RUNMCITD
Npuverere - Appiication  EIEIEEIEHERIE I EEEIEEIEREEIHSE B o0 v
° 3 120 | 0010 | 1xD | 1xD
° 4 120 | 0015 | 1xD | 1xD
° 5 120 | 0020 | 1xD | 1xD
° 6 120 | 0030 | 1xD | 1xD
° 8 120 | 0040 | 1xD | 1xD
° 10 120 | 0045 | 1xD | 1xD
acmp ° 12 120 | 0050 | 1xD | 1xD
° 16 120 | 0060 | 1xD | 1xD
° 20 120 | 0070 | 1xD | 1xD
° 3 70 | 0010 | 1xD | 1xD
° 4 70 | 0015 | 1xD | 1xD
° 5 70 | 0020 | 1xD | 1xD
° 6 70 | 0025 | 1xD | 1xD
° 8 70 | 0030 | 1xD | 1xD
° 10 70 | 0035 | 1xD | 1xD
° 12 70 | 0040 | 1xD | 1xD
° 16 70 | 0050 | 1xD | 1xD
° 20 70 | 0060 | 1xD | 1xD
° 3 50 | 0008 | 1xD | 1xD
° 4 5 | 0010 | 1xD | 1xD
° 5 50 | 0015 | 1xD | 1xD
° 6 50 | 0015 | 1xD | 1xD
° 8 5 | 0020 | 1xD | 1xD
° 10 50 | 0025 | 1xD | 1xD
° 12 50 | 0030 | 1xD | 1xD
° 16 5 | 0040 | 1xD | 1xD
° 20 50 | 0050 | 1xD | 1xD
° 3 144 | 0015 | 1xD | 1xD
° 4 144 | 0025 | 1xD | 1xD
° 5 144 | 0035 | 1xD | 1xD
° 6 144 | 0045 | 1xD | 1xD
° 8 144 | 0060 | 1xD | 1xD
° 10 144 | 0065 | 1xD | 1xD
° 12 144 | 0070 | 1xD | 1xD
° 16 144 | 0090 | 1xD | 1xD
° 20 144 | 0120 | 1xD | 1xD
° 3 120 | 0015 | 1xD | 1xD
° 4 120 | 0025 | 1xD | 1xD
° 5 120 | 0035 | 1xD | 1xD
° 6 120 | 0045 | 1xD | 1xD
° 8 120 | 0060 | 1xD | 1xD
° 10 120 | 0065 | 1xD | 1xD
° 12 120 | 0070 | 1xD | 1xD
° 16 120 | 0090 | 1xD | 1xD
° 20 120 | 0120 | 1xD | 1xD
[N GPE3EPOBAHMS YCTYIOB PEXUMbI [JOMKHbI BbITh MOBBILIEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = wimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MOAAYA/3YE -TOOTH FEED fn = f
fn = wm MOAAYA/OBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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MonyuucToBble TBepaocnnaBHble pesbl Z3/4/5/6 45° - [Inockui Topel ’
HM Semifinishing Mill 45° Z3/4/5/6 - Flat Head TPC t00| S
VHM-Schrupp-schlicht-Fraser Z3/4/5/6 45° - Gerade Stirnschneide . f
Fraise pour demi-finition M.D.I. Z3/4/5/6 45° - Téte Plane £ engineering
TFW 50 2 MOKPLITUE @
mmm COATED
CEPOE “i
@D=4-25
" 90° H4RZC
~ Ll——‘
| o DIN 6535 HB o
2 [ ot

¢

®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cniaesa
XBoctoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills MONE AOMYCKA D d
DIN 6535 HB Shank - DIN 6527 medium Type UOLJZ DS (R B h10 | h6
(Mm)
APT. gD @d L1 H z
TFW3.040.502 4 6 11 57 3
TFW4.050.502 5 6 13 57 4
TFW4.060.502 6 6 16 57 4
TFW4.070.502 7 8 16 63 4
TFW4.080.502 8 8 16 63 4
TFW4.090.502 9 10 19 72 4
TFW4.100.502 10 10 22 72 4
TFW4.120.502 12 12 26 83 4
TFW5.140.502 14 14 26 83 5
TFW5.160.502 16 16 32 92 5
TFW6.200.502 20 20 38 104 6
TFW6.250.502 25 25 45 121 6
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E.8a/8 83|85 .|S% - x| |22
sHEEe 3038 2280 LI
£5|2b|5y Bh|EH|EE =220 42 3o
55802222250 258|54|23| |gq|FE| (28| wm
£J|EZ|S82|8Y 2y =5|FQ S8 52| B|EC|RE |5 Lg|sE
EX|85£5|52| 2|2y 2152/53|88 /32 5z|&2 32 82 UDINULTD
Mpumenerwe - Application  EIEEIEEIEBERIGEEEHEEE IR ] o0 v«
° 4 170 | 0020 | 1xD | 0,5xD
[ ) 5 170 0,025 1xD 0,5xD
° 6 170 | 0030 | 1xD | 0,5xD
° 7 170 | 0035 | 1xD | 0,5xD
[ ) 8 170 0,040 1xD 0,5xD
° 9 170 | 0050 | 1xD | 0,5xD
° 10 170 | 0060 | 1xD | 0,5xD
[ ) 12 170 0,080 1xD 0,5xD
° 14 170 | 04100 | 1xD | 0,5xD
° 16 170 | 0120 | 1xD | 0,5xD
[ ) 20 170 0,140 1xD 0,5xD
° 25 170 | 0160 | 1xD | 0,5xD
[ ] 4 150 0,020 1xD 0,5xD
° 5 150 | 0025 | 1xD | 0,5xD
° 6 150 | 0,030 | 1xD | 0,5xD
° 7 150 | 0,035 | 1xD | 0,5xD
° 8 150 | 0,040 | 1xD | 0,5xD
° 9 150 | 0,050 | 1xD | 0,5xD
° 10 150 | 0,060 | 1xD | 0,5xD
° 12 150 | 0,080 | 1xD | 0,5xD
° 14 150 | 04100 | 1xD | 0,5xD
° 16 150 | 04120 | 1xD | 0,5xD
° 20 150 | 0140 | 1xD | 0,5xD
° 25 150 | 0160 | 1xD | 0,5xD
° 4 50 | 0,050 | 1xD | 05xD
° 5 50 | 0050 | 1xD | 0,5xD
° 6 50 | 0,060 | 1xD | 05xD
° 7 50 | 0,060 | 1xD | 05xD
° 8 50 | 0060 | 1xD | 0,5xD
° 9 50 | 0070 | 1xD | 05xD
° 10 50 | 0,080 | 1xD | 05xD
° 12 50 | 0100 | 1xD | 0,5xD
° 14 50 | 0120 | 1xD | 05xD
° 16 50 | 0,150 | 1xD | 0,5xD
° 20 50 | 0200 | 1xD | 0,5xD
° 25 50 | 0,200 | 1xD | 05xD
° 4 80 | 0050 | 1xD | 0,5xD
° 5 80 | 0050 | 1xD | 05xD
° 6 80 | 0,060 | 1xD | 05xD
° 7 80 | 0060 | 1xD | 05xD
° 8 80 | 0,060 | 1xD | 05xD
° 9 80 | 0070 | 1xD | 05xD
° 10 80 | 0080 | 1xD | 05xD
° 12 80 | 0,100 | 1xD | 05xD
° 14 80 | 0,120 | 1xD | 05xD
° 16 80 | 0450 | 1xD | 0,5xD
° 20 80 | 0200 | 1xD | 05xD
° 25 80 | 0200 | 1xD | 05xD
AN GPE3EPOBAHUS YCTYIMOB PEXUMbI [OMKHbI BbITh MOBBILEHb! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOSMOXHOE MPVIMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = mivun CKOPOCTb PE3AHVS - CUTTING SPEED N = ————— =06/MuH (MuH")
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MOJAYA/3YE -TOOTH FEED fn = f
fn =wmm MOOAYA/OBOPOT - FEED / REVOLUTION N=1z°Z=wum
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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YepHoBble TBepaocnnaeHbie pesbl Z4 45° - [nockuii Topew

HM Roughing Mills 45° Z4 - Flat Head ’
VHM-Schruppfréser Z4 45° - Gerade Stimschneide TPC_tOO_lS;
Fraise pour dégrossissage M.D.I. Z4 45° - Téte Plane E2 engineering
T FW4 503 TOKPLITVE @
mmm COATED
YEPHOE <
@D =6 - 20 '
Lo 42
— 90° HRC
L1
ZD1

W ' ) @D DIN 6535 HB | 2
L y - \ i | )

¢ X

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnrasa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills MONE IONYCKA D d
DIN 6535 HB Shank - DIN 6527 medium Type VO JERANES [RANELE h10 | hé
(Mm)
APT. D @d @D1 L1 L2 H z
TFW4.060.503 6 6 58 13 20 57 4
TFW4.080.503 8 8 77 19 28 63 4
TFW4.100.503 10 10 95 22 33 72 4
TFW4.120.503 12 12 11,5 26 40 83 4
TFW4.140.503 14 14 135 26 40 83 4
TFW4.160.503 16 16 155 32 45 92 4
TFW4.180.503 18 18 175 32 45 92 4
TFW4.200.503 20 20 195 38 50 104 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
2 . a
2 |8 |2 |RE|:2E sE| 2 3
E |E |2 |EZ|E2 8f| € E: 2
25/38\% |34/38| zIE3 .5 85 |&d
IWZE g m gy 9563 w o
I 20| E4|85|B5(cE 3 3 g 17
2Pl |zH|22 "’E»— 2| Euylss E A
B i2(Bs|iz 23580 Eg HERHERE o o
MpumeHetme - Application 89|38/EJ 25 85 B5 3582539857 £2|5E 32| E S
°
°
°
°
°
°
°
° 20 160 0,10 1D 1xD
° 6 140 | 0,024 | 1xD 1D
° 8 140 | 0032 | 1xD 1D
° 10 140 | 0,040 | 1xD 1D
° 12 140 | 0,048 | 1xD 1xD
° 14 140 | 0,056 | 1xD 1xD
° 16 140 | 0,064 | 1xD 1xD
° 18 140 | 0,072 | 1xD 1xD
° 20 140 | 0,080 | 1xD 1xD
° 6 120 | 0024 | 1xD 1D
° 8 120 | 0032 | 1xD 1D
° 10 120 | 0,040 | 1xD 1D
° 12 120 | 0,048 | 1xD 1xD
° 14 120 | 0,056 | 1xD 1xD
° 16 120 | 0,064 | 1xD 1xD
° 18 120 | 0,072 | 1xD 1xD
° 20 120 | 0,080 | 1xD 1xD
° 6 60 0,015 | 0,75xD | 1xD
° 8 60 0,020 | 0,75xD | 1xD
° 10 60 0,020 | 0,75xD | 1xD
° 12 60 0,025 | 0,75xD | 1xD
° 14 60 0,030 | 0,75xD | 1xD
° 16 60 0,035 | 0,75xD | 1xD
° 18 60 0,040 | 0,75xD | 1xD
° 20 60 0,045 | 0,75xD | 1xD
° 6 200 | 0042 | 1xD 1D
° 8 200 | 0,056 | 1xD 1D
° 10 200 | 0070 | 1xD 1D
° 12 200 | 0,084 | A1xD 1xD
° 14 200 | 0098 | 1xD 1xD
° 16 200 | 0,112 | 1xD 1xD
° 18 200 | 0,126 | 1xD 1xD
° 20 200 | 0,140 | 1xD 1D
° 6 150 0,03 1D 1D
° 8 150 0,04 1D 1D
° 10 150 0,05 1D 1D
° 12 150 0,06 1xD 1xD
° 14 150 0,07 1xD 1xD
° 16 150 0,08 1xD 1xD
° 18 150 0,09 1xD 1xD
° 20 150 0,10 1D 1xD
° 6 30 0,015 | 0,75xD | 1xD
° 8 30 0,020 | 0,75xD | 1xD
° 10 30 0,020 | 0,75xD | 1xD
° 12 30 0,025 | 0,75xD | 1xD
° 14 30 0,030 | 0,75xD | 1xD
° 16 30 0,035 | 0,75xD | 1xD
° 18 30 0,040 | 0,75xD | 1xD
° 20 30 0,045 | 0,75xD | 1xD
° 6 50 0,015 | 0,75xD | 1xD
° 8 50 0,020 | 0,75xD | 1xD
° 10 50 0,020 | 0,75xD | 1xD
° 12 50 0,025 | 0,75xD | 1xD
° 14 50 0,030 | 0,75xD | 1xD
° 16 50 0,035 | 0,75xD | 1xD
° 18 50 0,040 | 0,75xD | 1xD
° 20 50 0,045 | 0,75xD | 1xD
AN ®PE3EPOBAHVIS YCTEMOB PEXXMMbI OMKHbI BbITb MOBBILIEHB! HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEHAOBAHHOE MPYMEHEHME - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = mimun CKOPOCTb PEBAHUSA - CUTTING SPEED Ve - 1000
n 6/ 1 n = — = 06/MuH (MuH")
= o6/muH (Mnk) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mui CKOPOCTb MOAAYM - FEED SPEED Vf=fz z n =wmmnn
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TBepaocnnaBHbie pesbl Z4 30° - ToponaanbHbIE ¢ \ ’
HM Mills 30° Z4 - Toric

VHM-Fraser Z4 30° - Torischer kopf TPCtOOIS}
Fraise M.D.I. Z4 30° - Toric E2 engineering

TF4 ... 600 o @

YEPHOE <

’ R 62
R\ HRC

—_— | — —
@D DIN 6535 HA ad

@D =3-20

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro crnyaBa
Unnungpuryeckunn xeoctoBuk HA - DIN 6527
cpegHero Tuna

. . MONE AOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 medium Type

(Mm) (Mm)

APT. aD ad L1 z APT. (%]D) ad L1 H R
TF4.030.R030.600 6 50 0,3 TF4.100.R100.600 10 10 20 70 1,0
TF4.030.R050.600 6 50 05 TF4.100.R150.600 10 10 20 70 1,5
TF4.040.R030.600 8 60 0,3 TF4.100.R200.600 10 10 20 70 20
TF4.040.R050.600 8 60 05 TF4.100.R250.600 10 10 20 70 25
TF4.040.R100.600 8 60 1,0 TF4.100.R300.600 10 10 20 70 30
TF4.040.R150.600 8 60 1,5 TF4.120.R030.600 12 12 24 80 03

TF4.050.R030.600 TF4.120.R050.600 12 12 24 80 05

TF4.050.R050.600 10 60 05

TF4.120.R100.600 12 12 24 80 1,0

TF4.050.R100.600 10 60 1,0 TF4.120.R150.600 12 12 24 80 15

TF4.050.R150.600 10 60 15 TF4.120.R200.600 12 12 24 80 20

TF4.050.R200.600 10 60 2,0 TF4.120.R250.600 12 12 24 80 25

TF4.060.R030.600 12 70 03

TF4.120.R300.600 12 12 24 80 30

TF4.060.R050.600 12 70 05

TF4.140.R050.600 14 14 28 90 05

TF4.060.R100.600 12 70 1,0

TF4.140.R100.600 14 14 28 90 1,0

TF4.060.R150.600 12 70 15

TF4.140.R150.600 14 14 28 90 15

TF4.060.R200.600 12 70 2,0

TF4.140.R200.600 14 14 28 90 2,0

TF4.060.R250.600 12 70 25

TF4.140.R250.600 14 14 28 90 25

TF4.080.R030.600 16 70 0,3

TF4.140.R300.600 14 14 28 90 3,0

TF4.080.R050.600 16 70 0,5

TF4.160.R100.600 16 16 32 90 1,0

TF4.080.R100.600 16 70 1,0

TF4.160.R200.600 16 16 32 90 2,0

TF4.080.R150.600 16 70 15

TF4.160.R300.600 16 16 32 90 3,0

TF4.080.R200.600 16 70 2,0

TF4.200.R100.600 20 20 40 120 1,0

TF4.080.R250.600 16 70 25

TF4.200.R200.600 20 20 40 120 20

|0 |0 ||| | o o o o o oo g ol | | bd| D w|w
|0 |0 ||| 0 o o o o oo g o/l a |/~ | > D w|w
E e T - T s T T T R S R B S B S B i B I e A RN N

TF4.080.R300.600 16 70 30

TF4.200.R300.600 20 20 40 120 3,0

TF4.100.R030.600
TF4.100.R050.600

=
o
=
o

20 70 03
20 70 05

R I e T I I I B I B N I T s T T T N I I B N B S

=
@
=
o
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i BB, -
E = é — § j g z i é > <
S EHEREEE I 58| |G
£5|20 2|20 Bh22|52(20|s 82| %o
55802222250 258|54|23| |gq|FE| (28| wm
£35|EJ|32|EY|2Y|s5|2Q|58|52| B|EC|RE | 3|tz (k5
ESZ|S55Zuz 25 205 /835 85(85 9582 22 9% RUNMCITD
Mpumerierme - Application  EJEEIEEIE R EREHEEEEIEEE R o0 v
° 3 150 | 0,030 | 1xD 1xD
° 4 150 | 0,030 | 1xD 1%D
° 5 150 | 0,030 | 1xD 1xD
ap ° 6 150 0,040 1xD 1xD
° 8 150 | 0,050 | 1xD 1%D
° 10 150 | 0,060 | 1xD 1xD
° 12 150 | 0070 | 1xD 1xD
ae mp ° 14 150 | 0,080 | 1xD 1%D
° 16 150 | 0,090 | 1xD 1xD
° 20 150 | 0,10 | 1xD 1xD
o 3 70 0030 | 1xD 1xD
o 4 70 0,030 | 1xD 1xD
o 5 70 0,030 | 1xD 1%D
o 6 70 0,040 | 1xD 1xD
o 8 70 0,050 | 1xD 1xD
o 10 70 0,060 | 1xD 1%D
o 12 70 0070 | 1xD 1xD
o 14 70 0,080 | 1xD 1xD
o 16 70 0090 | 1xD 1xD
o 20 70 0,110 | 1xD 1xD
o 3 140 | 0040 | 1xD 1%D
o 4 140 | 0040 | 1xD 1xD
o 5 140 | 0050 | 1xD %D
o 6 140 | 0060 | 1xD 1%D
o 8 140 | 0070 | 1xD 1xD
o 10 140 | 0080 | 1xD 1%D
o 12 140 | 0090 | 1xD 1%D
o 14 140 | 0100 | 1xD 1xD
o 16 140 | 0100 | 1xD %D
o 20 140 | 0120 | 1xD 1%D
° 3 180 | 0,020 |0,025xD | 0,025xD
° 4 180 | 0,020 |0,025xD | 0,025xD
° 5 180 | 0,030 |0,025xD | 0,025xD
° 6 180 | 0,030 |0,025xD | 0,025xD
° 8 180 | 0,040 |0,025xD | 0,025xD
° 10 180 | 0,050 |0,025xD | 0,025xD
° 12 180 | 0,060 |0,025xD | 0,025xD
° 14 180 | 0,070 |0,025xD | 0,025xD
° 16 180 | 0,080 |0,025xD | 0,025xD
° 20 180 | 0,090 |0,025xD | 0,025xD
[ANS ®PE3EPOBAHMSA YCTYIMOB PEXUMbI [JOMKHbI BbiTh MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um MOJAYA/3YE -TOOTH FEED fn=f
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION n=iz-z=um
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHbie pesbl Z4 30° - ToponaanbHbIE
HM Mills 30° Z4 - Toric

VHM-Fraser Z4 30° - Torischer kopf

Fraise M.D.I. Z4 30° - Toric

L ala)

TPCtooIs)

X engineering

TF4 ... 601

@D =2-16

~C l

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyaBa
Unnungpuyeckunn xsoctoBuk HA - DIN 6527
cpepHero Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium Type

(mwm)

N

H

L2
H oD1

QlDi[ DIN 6535 HA TZL
[ 1
MONE OOMYyCKA D d
TOLLERANCE RANGE h10 | hé

MOKPbLITVE
COATED

CEPOE

2.

N

52
HRC

é

gD @d @D1 z z
TF4.020.R010.601 2 6 18 4 21 57 01 4 TF4.060.R130.601 6 6 55 7 21 57 13 4
TF4.020.R020.601 2 6 18 4 210 57 02 4 TF4.060.R140.601 6 6 55 7 21 57 14 4
TF4.020.R030.601 2 6 18 4 22 57 03 4 TF4.060.R150.601 6 6 55 7 21 57 15 4
TF4.020.R040.601 2 6 18 4 21 57 04 4 TF4.060.R160.601 6 6 55 7 21 57 16 4
TF4.040.R010.601 4 6 36 6 21 57 01 4 | |TF4.060.R170.601 6 6 55 7 21 57 17 4
TF4.040.R020.601 4 6 36 6 21 57 02 4 | |TF4.060.R180.601 6 6 55 7 21 57 18 4
TF4.040.R030.601 4 6 36 6 21 57 03 4 | |TF4.060.R190.601 6 6 55 7 21 57 19 4
TF4.040.R040.601 4 6 36 6 21 57 04 4 | |TF4.060.R200.601 6 6 55 7 21 57 20 4
TF4.040.R050.601 4 6 36 6 21 57 05 4 TF4.060.R210.601 6 6 55 7 21 57 21 4
TF4.040.R060.601 4 6 36 6 21 57 06 4 TF4.060.R220.601 6 6 55 7 21 57 22 4
TF4.040.R070.601 4 6 36 6 21 57 07 4 TF4.060.R230.601 6 6 55 7 21 57 23 4
TF4.040.R080.601 4 6 36 6 21 5 08 4 | |TF4.060.R240.601 6 6 55 7 21 57 24 4
TF4.040.R090.601 4 6 36 6 21 5 09 4 | |TF4.060.R250.601 6 6 55 7 21 57 25 4
TF4.040.R100.601 4 6 36 6 21 57 10 4 TF4.080.R050.601 8 8 74 9 27 63 05 4
TF4.040.R110.601 4 6 36 6 21 57 11 4 TF4.080.R100.601 8 8 74 9 27 63 10 4
TF4.040.R120.601 4 6 36 6 21 57 12 4 TF4.080.R150.601 8 8 74 9 27 63 15 4
TF4.040.R130.601 4 6 36 6 21 57 13 4 TF4.080.R200.601 8 8 74 9 27 63 20 4
TF4.040.R140.601 4 6 36 6 21 57 14 4 TF4.100.R050.601 10 10 92 11 32 72 05 4
TF4.040.R150.601 4 6 36 6 21 57 15 4 TF4.100.R100.601 10 10 92 11 32 72 10 4
TF4.060.R010.601 6 6 55 7 21 57 01 4 TF4.100.R150.601 10 10 92 11 32 72 15 4
TF4.060.R020.601 6 6 55 7 21 57 02 4 | |TF4.100.R200.601 10 10 92 11 32 72 20 4
TF4.060.R030.601 6 6 55 7 21 5 03 4 | |TF4.120.R050.601 12 12 110 12 38 8 05 4
TF4.060.R040.601 6 6 55 7 21 5 04 4 | |TF4.120.R100.601 12 12 110 12 38 8 10 4
TF4.060.R050.601 6 6 55 7 21 5 05 4 | |TF4.120.R150.601 12 12 110 12 38 8 15 4
TF4.060.R060.601 6 6 55 7 21 5 06 4 | |TF4.120.R200.601 12 12 110 12 38 8 20 4
TF4.060.R070.601 6 6 55 7 21 57 07 4 | |TF4.160.R050.601 16 16 150 16 44 92 05 4
TF4.060.R080.601 6 6 55 7 21 57 08 4 | |TF4.160.R100.601 16 16 150 16 44 92 10 4
TF4.060.R090.601 6 6 55 7 21 57 09 4 | |TF4.160.R150.601 16 16 150 16 44 92 15 4
TF4.060.R100.601 6 6 55 7 21 57 10 4 | |TF4.160.R200.601 16 16 150 16 44 92 20 4
TF4.060.R110.601 6 6 55 7 21 57 11 4
TF4.060.R120.601 6 6 55 7 21 57 12 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

i 218 w
2 |8 SZEQ El 8 ] a
= = S S 2 =5 x ]
E 222 (5385 3% © Sl 2
sHEEE 30395280 5e| |GH
= =S = T =0
IH|20| SH|E0 B0/ 2E=220 e %5
ZS 2> 2 = =3I | >uW = I IO
I~ S|zl DIELEDI2p| zTa|F oS E w
29531 §5§£ &ﬁ;g 25|s2 §§ x|£8 EE %E% =E
4B = Z| =g SIEG|ET
EZS5\85 5222y B 208588185 o582 20 85 UIMCTI
ot S0|23 |52 S x| = < w Q|lsE
MpumeHeHue - Application ERERIEERIEREHEEERIEHEEIENEREHEEEERS 90 Ve
° 2 150 | 0,030 | 1xD )
° 4 150 | 0,030 | 1xD 1%D
° 6 150 | 0040 | 1xD 1%D
ap ° 8 150 0,050 1xD 1xD
° 10 150 | 0,060 | 1xD 1%D
° 12 150 | 0070 | 1xD 1%D
° 16 150 | 0,090 | 1xD %D
ae mp
o 2 70 0030 | 1xD 1%D
o 4 70 0,030 | 1xD 1%D
o 6 70 0040 | 1xD 1%D
o 8 70 0050 | 1xD %D
o 10 70 0,060 | 1xD %D
o 12 70 0070 | 1xD 1%D
o 16 70 009 | 1xD %D
o 2 140 | 0040 | 1xD 1xD
o 4 140 | 0040 | 1xD %D
o 6 140 | 0,060 | 1xD %D
o 8 140 | 0070 | 1xD 1%D
o 10 140 | 0080 | 1xD 1%D
o 12 140 | 0,090 | 1xD 1%D
o 16 140 | 0100 | 1xD 1%D
° 2 180 | 0,020 |0,025xD | 0,025xD
° 4 180 | 0,020 |0,025xD | 0,025%D
° 6 180 | 0,030 |0,025xD | 0,025xD
° 8 180 | 0,040 |0,025xD | 0,025xD
° 10 180 | 0,050 |0,025xD | 0,025%D
° 12 180 | 0,060 |0,025xD | 0,025xD
° 16 180 | 0,080 |0,025xD | 0,025xD
AN ®PE3EPOBAHMS YCTYMOB PEXUMbI [JOMKHbI BbiTh YBEAUUEHbI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@ PEKOMEHAOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Vc = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = ————— = o6/MuH (MuH")
n = o6 (MuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um MOJAYA/3YE -TOOTH FEED f f
N=1Z Z=wm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mmimns CKOPOCTb MOJAUM - FEED SPEED Vf=1fz z n =wvmmun
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TBepaocnnaBHble dpe3bl Z4 30° - ToponaanbHbIe ™ ’
HM Mills 30° Z4 - Toric

VHM-Fréser Z4 30° - Torischer kopf TPCtOOIS}
Fraise M.D.l. Z4 30° - Toric E2 engineering

TF4 ... 602 D

YEPHOE 3

62
[ R HRC

~- = N

@D =3-20

@D DIN 6535 HA ad
1

®Ppe3bl U3 MUKPO3EPHUCTOrO TBEpPAOoro cniasa
LUnnungpuyeckun xsoctoBuk HA - DIN 6527
OJIMHHOrO Tuna

_ _ _ MONE AOMYCKA D | d
Micrograin HM mills TOLLERANCE RANGE h10 | he
Cilindrical Shank HA - DIN 6527 long Type
(Mm) (Mm)
APT. @b @d L1 z APT. @0 @d L1 H R

TF4.030.R030.602 6 70 0,3 TF4.100.R050.602 10 10 20 120 0,5
TF4.030.R050.602 6 70 05 TF4.100.R100.602 10 10 20 120 10
TF4.040.R030.602 8 80 03 TF4.100.R150.602 10 10 20 120 15
TF4.040.R050.602 8 80 0,5 TF4.100.R200.602 10 10 20 120 2,0
TF4.040.R100.602 8 80 1,0 TF4.100.R250.602 10 10 20 120 25
TF4.040.R150.602 8 80 1,5 TF4.100.R300.602 10 10 20 120 3,0

TF4.050.R030.602 TF4.120.R030.602 12 12 24 120 03

TF4.050.R050.602 10 100 05

TF4.120.R050.602 12 12 24 120 05

TF4.050.R100.602 10 100 1,0

TF4.120.R100.602 12 12 24 120 1,0

TF4.050.R150.602 10 100 15

TF4.120.R150.602 12 12 24 120 15

TF4.050.R200.602 10 100 20

TF4.120.R200.602 12 12 24 120 2,0

TF4.060.R030.602 12 100 0,3

TF4.120.R250.602 12 12 24 120 25

TF4.060.R050.602 12 100 05

TF4.120.R300.602 12 12 24 120 3,0

TF4.060.R100.602 12 100 1,0

TF4.140.R050.602 14 14 28 120 05

TF4.060.R150.602 12 100 15

TF4.140.R100.602 14 14 28 120 1,0

TF4.060.R200.602 12 100 2,0 TF4.140.R150.602 14 14 28 120 15

TF4.060.R250.602 12 100 25 TF4.140.R200.602 14 14 28 120 20

TF4.080.R030.602 16 100 03 TF4.140.R250.602 14 14 28 120 25

TF4.080.R050.602 16 100 05 TF4.140.R300.602 14 14 28 120 30

TF4.080.R100.602 16 100 1,0 TF4.160.R100.602 16 16 32 120 10

TF4.080.R150.602 16 100 15 TF4.160.R200.602 16 16 32 120 20

TF4.080.R200.602 16 100 2,0

TF4.160.R300.602 16 16 32 120 30

TF4.080.R250.602 16 100 25

TF4.200.R100.602 20 20 40 160 1,0

W || ||| | o o o o o oo ua a a | ol | b D W W
W || ||| | o o o o o o o aa o a a| ol | b D W W

TF4.080.R300.602 16 100 30

TF4.200.R200.602 20 20 40 160 2,0

L T T A T e B B e I A e a a B =T B R B T B S
B S T R S R B T B T T I - B~ (S I S I N O R S N

TF4.100.R030.602

=
o
=
o

20 120 03 TF4.200.R300.602 20 20 40 160 3,0
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i BB, -
E = é — § j g z i é > <
S EHEREEE I 58| |G
£5|20 2|20 Bh22|52(20|s 82| %o
55802222250 258|54|23| |gq|FE| (28| wm
£35|EJ|32|EY|2Y|s5|2Q|58|52| B|EC|RE | 3|tz (k5
ESZ|S55Zuz 25 205 /835 85(85 9582 22 9% RUNMCITD
Mpumerierme - Application  EJEEIEEIE R EREHEEEEIEEE R o0 v
° 3 150 | 0,030 | 1xD 1xD
° 4 150 | 0,030 | 1xD 1%D
° 5 150 | 0,030 | 1xD 1xD
ap ° 6 150 0,040 1xD 1xD
° 8 150 | 0,050 | 1xD 1%D
° 10 150 | 0,060 | 1xD 1xD
° 12 150 | 0070 | 1xD 1xD
ae mp ° 14 150 | 0,080 | 1xD 1%D
° 16 150 | 0,090 | 1xD 1xD
° 20 150 | 0,10 | 1xD 1xD
o 3 70 0030 | 1xD 1xD
o 4 70 0,030 | 1xD 1xD
o 5 70 0,030 | 1xD 1%D
o 6 70 0,040 | 1xD 1xD
o 8 70 0,050 | 1xD 1xD
o 10 70 0,060 | 1xD 1%D
o 12 70 0070 | 1xD 1xD
o 14 70 0,080 | 1xD 1xD
o 16 70 0090 | 1xD 1xD
o 20 70 0,110 | 1xD 1xD
o 3 140 | 0040 | 1xD 1%D
o 4 140 | 0040 | 1xD 1xD
o 5 140 | 0050 | 1xD %D
o 6 140 | 0060 | 1xD 1%D
o 8 140 | 0070 | 1xD 1xD
o 10 140 | 0080 | 1xD 1%D
o 12 140 | 0090 | 1xD 1%D
o 14 140 | 0100 | 1xD 1xD
o 16 140 | 0100 | 1xD %D
o 20 140 | 0120 | 1xD 1%D
° 3 180 | 0,020 |0,025xD | 0,025xD
° 4 180 | 0,020 |0,025xD | 0,025xD
° 5 180 | 0,030 |0,025xD | 0,025xD
° 6 180 | 0,030 |0,025xD | 0,025xD
° 8 180 | 0,040 |0,025xD | 0,025xD
° 10 180 | 0,050 |0,025xD | 0,025xD
° 12 180 | 0,060 |0,025xD | 0,025xD
° 14 180 | 0,070 |0,025xD | 0,025xD
° 16 180 | 0,080 |0,025xD | 0,025xD
° 20 180 | 0,090 |0,025xD | 0,025xD
[ANS ®PE3EPOBAHMSA YCTYIMOB PEXUMbI [JOMKHbI BbiTh MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um MOJAYA/3YE -TOOTH FEED fn=f
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION n=iz-z=um
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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L ala)

TBepaocnnaBHble dpe3bl Z4 30° - Cchepuyeckue ’
HM Mills 30° Z4 - Spherical Head
VHM-Fraser Z4 30° - Vollradius TPCtOOISI
Fraise M.D.l. Z4 30° - Téte sphérique £ engineering
T FW 4 700 MOKPLITUE %
ns COATED
YEPHOE l\_:
@D =3-20
42

H ‘\R/‘ HRC
- [ . )
| " ] @";g DIN 6535 HB 2d

| S8

®dpe3bl U3 MMKPO3EPHUCTOrO TBEPAOIO cnnasa
XBoctoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills MONE IONYCKA D d
DIN 6535 HB Shank - DIN 6527 medium Type UOILIZ e S P h10 | hé
(Mm)
APT. @0 @d L1 H R z
TFW4.030.S015.700 3 3 7 38 15
TFW4.040.S020.700 4 4 14 50 2,0
TFW4.050.S025.700 5 6 16 50 2,5
TFW4.060.S030.700 6 6 19 60 30
TFW4.080.S040.700 8 8 20 60 4,0

TFW4.100.S050.700 10 10 21 70 5,0
TFW4.120.S060.700 12 12 25 75 6,0
TFW4.160.5080.700 16 16 32 88 8,0
TFW4.200.5100.700 20 20 38 104 10,0
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
i Y -
= & |, |BEEE |.E B NRE
E s é E j g % = é > E —
SHEHE 3630 3250 eel |Gd
208050 25 85 5 =200 s LR
ESE;ESEZ:ZEE gé%ﬁ Eg &E E’g E; E% gé gE (Mm)  (M/MUH)  (MM)
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
° 3 100 | 0,030 | 0,05xD | 0,06xD
° 4 100 | 0045 | 0,05xD | 0,06xD
° 5 100 | 0045 | 0,05xD | 0,06xD
° 6 100 | 0045 | 0,05xD | 0,06xD
° 8 100 | 0050 | 0,05xD | 0,06xD
° 10 100 | 0050 | 0,05xD | 0,06xD
° 12 100 | 0070 | 0,05xD | 0,06xD
° 16 100 | 0080 | 0,05xD | 0,06xD
° 20 100 | 0090 | 0,05xD | 0,06xD
° 3 75 | 0015 | 0,05xD | 0,06xD
° 4 75 | 0030 | 0,05xD | 0,06xD
° 5 75 | 0,030 | 0,05xD | 0,06xD
° 6 75 | 0030 | 0,05xD | 0,06xD
° 8 75 | 0040 | 0,05xD | 0,06xD
° 10 75 | 0,040 | 0,05xD | 0,06xD
° 12 75 | 0050 | 0,05xD | 0,06xD
° 16 75 | 0060 | 0,05xD | 0,06xD
° 20 75 | 0070 | 0,05xD | 0,06xD
° 3 5 | 0010 | 0,05xD | 0,06xD
° 4 5 | 0020 | 0,05xD | 0,06xD
° 5 50 | 0,020 | 0,05xD | 0,06xD
° 6 50 | 0020 | 0,05xD | 0,06xD
° 8 5 | 0030 | 0,05xD | 0,06xD
° 10 50 | 0,030 | 0,05xD | 0,06xD
° 12 50 | 0040 | 0,05xD | 0,06xD
° 16 5 | 0050 | 0,05xD | 0,06xD
° 20 50 | 0,060 | 0,05xD | 0,06xD
° 3 120 | 0035 | 0,05xD | 0,06xD
° 4 120 | 0,060 | 0,05xD | 0,06xD
° 5 120 | 0080 | 0,05xD | 0,06xD
° 6 120 | 0060 | 0,05xD | 0,06xD
° 8 120 | 0,070 | 0,05xD | 0,06xD
° 10 120 | 0070 | 0,05xD | 0,06xD
° 12 120 | 0090 | 0,05xD | 0,06xD
° 16 120 | 0,120 | 0,05xD | 0,06xD
° 20 120 | 0,140 | 0,05xD | 0,06xD
° 3 120 | 0,030 | 0,05xD | 0,06xD
° 4 120 | 0045 | 0,05xD | 0,06xD
° 5 120 | 0045 | 0,05xD | 0,06xD
° 6 120 | 0,045 | 0,05xD | 0,06xD
° 8 120 | 0050 | 0,05xD | 0,06xD
° 10 120 | 0050 | 0,05xD | 0,06xD
° 12 120 | 0070 | 0,05xD | 0,06xD
° 16 120 | 0080 | 0,05xD | 0,06xD
° 20 120 | 0,090 | 0,05xD | 0,06xD
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
VC = mimun CKOPOCTb PESAHIS - CUTTING SPEED N = — = o6/MuH (MuH)
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MONAYABYE -TOOTH FEED fn=f
fn = wm MOJAYAIOBOPOT - FEED / REVOLUTION n=1z:z=wm
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHble dpe3bl Z6/8 45° - Mnockui Topew
HM Mills 45° Z6/8 - Flat Head

VHM-Fraser Z6/8 45° - Gerade Stirnschneide
Fraise M.D.l. Z6/8 45° - Téte Plane

L ala)

TPCtooIs)

X engineering

@D =4-20

| Feg

Gg[ DIN 6535 HA gj
i
®pe3bl U3 MUKPO3EPHUCTOrO TBEPAOro crnnasa
XBoctoBuk DIN 6535 HA - DIN 6527 cpegHero Tuna
Micrograin HM mills THOITIE JI{OIPACTYA D d
DIN 6535 HA Shank - DIN 6527 medium Type VO IR | S E h10 | hé
(Mwm)
APT. @D ad L1 H 45° z
TF6.040.801 4 6 1 57 0,1 6
TF6.050.801 5 6 13 57 0,1 6
TF6.060.801 6 6 13 57 0,1 6
TF6.080.801 8 8 19 63 0,1 6
TF6.100.801 10 10 22 72 0,1 6
TF6.120.801 12 12 26 83 0,1 6
TF6.160.801 16 16 32 92 0,1 6
TF8.200.801 20 20 38 104 0,1 8
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

) 218 w
2 = =3 E 1] E % 3 0
s (B G52 =I| g )
SBalsql2 8383 _|8% - IS 2
sHEEE 303d.528:0 5e| |GH
=< =S =3 T = O
IH|20| SH|E0 B0/ 2E=220 s e %5
=> 2> Zugn o EIBL WS s Fa Ia
= Sol=x 3 29|xa| T2 Ed ] w
SSIE2 |25 |50|80|258/50/s2(22| «|$8|28 _S G2k
== ; &
S<5%|25|22|5z2|5, 20|24 |535 |0t |Gh |55 22 2c e R
HEEEREE e EEEE R R ] o o
Mpumenenye - Application  ERIESIERIEIEIGRIE RIEHEEIEEIENEHESER= 90 Ve
° 6 160 | 0,020 9 03
° 8 160 | 0025 | 12 04
° 10 160 | 0030 | 15 05
° 12 160 | 0045 | 18 06
° 16 160 | 0050 | 24 08
° 20 160 | 0060 | 30 1,0
° 6 9 [ 0015 9 03
= ° 8 9 | 0020 | 12 04
ae ° 10 9 | 0025 | 15 05
° 12 9 | 0035 | 18 06
° 16 9 | 0045 | 24 08
° 20 9 | 0050 | 30 1,0
° 6 80 [ 0015 9 03
° 8 80 | 0020 | 12 04
° 10 80 | 0025 | 15 05
° 12 80 | 0035 | 18 06
° 16 80 | 0045 | 24 08
° 20 80 | 0050 | 30 1,0
° 6 40 [ 0015 9 01
° 8 40 | 0020 | 12 01
° 10 40 | 0025 | 15 0.1
° 12 40 | 0030 | 18 01
° 16 40 | 0040 | 24 01
° 20 40 | 0050 | 30 0,1
° 6 156 | 0,015 9 03
° 8 156 | 0020 | 12 04
° 10 156 | 0025 | 15 05
° 12 156 | 0035 | 18 06
° 16 156 | 0045 | 24 08
° 20 156 | 0050 | 30 1,0
° 6 130 | 0,015 9 03
D 8 130 | 0020 | 12 04
° 10 130 | 0025 | 15 05
D 12 130 | 0035 | 18 06
° 16 130 | 0045 | 24 08
° 20 130 | 0050 | 30 1,0
° 6 100 | 0,015 9 01
° 8 100 | 0020 | 12 01
° 10 100 | 0030 | 15 0.1
° 12 100 | 0040 | 18 01
° 16 100 | 0050 | 24 0,1
° 20 100 | 0060 | 30 0,1
° 6 25 | 0015 9 0.1
° 8 25 | 0020 | 12 01
° 10 25 | 0025 | 15 01
° 12 25 | 0030 | 18 01
° 16 25 | 0040 | 24 0.1
° 20 25 | 0050 | 30 01
° 6 80 | 0015 9 0.1
° 8 80 | 0020 | 12 01
° 10 80 | 0025 | 15 01
° 12 80 | 0030 | 18 01
° 16 80 | 0040 | 24 0,1
° 20 80 | 0050 | 30 01
®  PEKOMEHIOBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = miwn CKOPOCTb PESAHIS - CUTTING SPEED N = ————— = o6/MuH (MuH")
N = o6/uwH (wun?) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = NOJAYA/3YE -TOOTH FEED fn=f
N=1Z Z =wmm
fn = um NOJAYAIOBOPOT - FEED / REVOLUTION
Vf = mwianr CKOPOCTb MOIAUM - FEED SPEED Vf=1fz z n =wmwmun
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TeepaocnnaeHblie pe3bl Z6/8 45° - Mnockuit Topew
HM Mills 45° Z6/8 - Flat Head

VHM-Fraser Z6/8 45° - Gerade Stirnschneide

Fraise M.D.l. Z6/8 45° - Téte Plane

L ala)

TPCtooIs)

X engineering

@D =4-20

T )
@D [ DIN 6535 HA @d
[ i
®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cnnasa
XBocTtoBuk DIN 6535 HA - DIN 6527 gnuHHoro tTuna
Micrograin HM mills MOJE AOTYCKA D d
DIN 6535 HA Shank - DIN 6527 long Type VO JERANES [RANEIE h10 | hé
(Mm)
APT. @D @d L1 H 45° z
TF6.040.802 4 6 16 62 0,1 6
TF6.050.802 5 6 18 62 0,1 6
TF6.060.802 6 6 18 62 0,1 6
TF6.080.802 8 8 24 68 0,1 6
TF6.100.802 10 10 30 80 0,1 6
TF6.120.802 12 12 36 93 0,1 6
TF6.160.802 16 16 48 108 0,1 6
TF8.200.802 20 20 60 126 0,1 8
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
=2 § § E é 7 g % ] ]
= S 2 =T o
£ ; = é = E j g % = é > E —
SRR EE L 55 |5
25305 8585 3E=2/20s udl |35
S5|E5|E1L29/20|72|25|534|23| _|xq|EE| |30 m
£3E3|25(58 58233|50/=2|82| ¢ ¥8|8@| 3|8z eE
B 8318552mZ 45 203055 88 2% 55|82 35|95 URICTIOINUT)
Npumenenve - Application  ERIEEIFEIEREARHE BIEEEEEREREEIEEIEREE o0
° 6 120 | 0015 15 0,18
° 8 120 | 0020 | 20 0,24
° 10 120 | 0025 | 25 0,30
° 12 120 | 0,030 | 30 0,36
° 16 120 | 0040 | 40 048
° 20 120 | 0045 | 50 0,60
° 6 70| 0,010 15 0,18
° 8 70 | 0015 | 20 0,24
° 10 70 | 0020 | 25 0,30
° 12 70 | 0030 | 30 0,36
° 16 70 | 0035 | 40 048
° 20 70 | 0040 | 50 0,60
° 6 60 | 0,010 15 0,18
° 8 60 | 0015 | 20 0,24
° 10 60 | 0020 | 25 0,30
° 12 60 | 0030 | 30 0,36
° 16 60 | 0035 | 40 048
° 20 60 | 0040 | 50 0,60
° 6 30 [ 0010 15 0.1
° 8 30 | 0015 | 20 0.1
° 10 30 | 0020 | 25 0,1
° 12 30 | 0030 | 30 0.1
° 16 30 | 0035 | 40 0.1
° 20 30 | 0040 | 50 0.1
° 6 160 | 0,010 15 018
° 8 160 | 0015 | 20 0,24
° 10 160 | 0020 | 25 0,30
° 12 160 | 0030 | 30 0,36
° 16 160 | 0035 | 40 048
° 20 160 | 0,040 | 50 0,60
° 6 140 | 0,010 15 018
° 8 140 | 0015 | 20 0,24
° 10 140 | 0020 | 25 0,30
° 12 140 | 0030 | 30 0,36
° 16 140 | 0035 | 40 048
° 20 140 | 0,040 | 50 0,60
° 6 130 | 0,010 15 0.1
° 8 130 | 0015 | 20 0.1
° 10 130 | 0020 | 25 0,1
° 12 130 | 0030 | 30 0.1
° 16 130 | 0035 | 40 0,1
° 20 130 | 0,040 | 50 0.1
° 6 15 | 0010 15 0.1
° 8 15| 0015 | 20 0.1
° 10 15 | 0020 | 25 0.1
° 12 15 | 0030 | 30 0.1
° 16 15 | 0035 | 40 0,1
° 20 15 | 0040 | 50 0.1
° 6 60 | 0010 15 0.1
° 8 60 | 0015 | 20 0.1
° 10 60 | 0020 | 25 0.1
° 12 60 | 0030 | 30 0.1
° 16 60 | 0035 | 40 0,1
° 20 60 | 0040 | 50 0.1
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = wmni CKOPOCTb PE3AHIS - CUTTING SPEED N = — = o6/MuH (MuH)
N = o6/uwH (wun?) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED fn=f
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION n=1z:z=um
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHbie pe3bl Z6/8 52° - Mnockui Topew
HM Mills 52° Z6/8 - Flat Head

VHM-Fraser Z6/8 52° - Gerade Stirnschneide
Fraise M.D.l. Z6/8 52° - Téte Plane

L ala)

TPCtooIs)

X engineering

@D =6 -20

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyaBa
LUnnungpuryeckunn xsoctoBuk HA - DIN 6527
cpepHero Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium Type

@F DIN 6535 HA
|-
MONE AOMYCKA D d
TOLLERANCE RANGE h10 | h6

Llﬂ "

(Mm)

APT. (%]D) ad L1 z
TF6.040.803 4 6 1 57 6
TF6.050.803 5 6 13 57 6
TF6.060.803 6 6 13 57 6
TF6.080.803 8 8 19 63 6
TF6.100.803 10 10 22 72 6
TF6.120.803 12 12 26 83 6
TF6.140.803 14 14 26 83 6
TF8.160.803 16 16 32 92 8
TF8.180.803 18 18 32 92 8
TF8.200.803 20 20 38 104 8

MOKPbLITUE %
COATED
CEPOE $

N

64
90°  HRC

X &

B 100



Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

a |8 2% 22 El 3 3 a
= G 2 =T o
£ S |45 |E=5(g2 Sa| £ < 2
Cu|2d|E2 3232 z/|23|_5 £3 ga
gw §|'-'_J'G QH QHJJ Q9 Eo 1(2 53 OE
== == o w
zhH| o <@ =329, w2 »
£>123 EH 3333;}5 2%|z4/Ss Za go "
SOIE2Eh|E0 8922|505 |=2|22| «|£3|88| = F2 |k
=2|5%|85|22|52|35 (803|252 08|65 5522|353 |8¢E
Er|8z|59Ex|Bx|nL|Er 03 23 8 |22|85 |88 S¢ SEy (M) (/M) (Mwm)
MpumeteHue - Application 2£2/50|/232 55|25 86/ 55|25|32 |58 |27 |35 fF ST |86 IR
°
° 8 95 0,040 12 0,1
° 10 95 0,045 15 0.1
° 12 95 0,060 18 0,1
° 14 95 0,060 21 0,1
° 16 95 0,070 24 0.1
° 18 95 0,080 27 0,1
° 20 95 0,100 30 0,1
° 6 45 0,015 9 0,1
° 8 45 0,020 12 0,1
° 10 45 0,030 15 0,1
° 12 45 0,035 18 0.1
° 14 45 0,040 21 0,1
° 16 45 0,045 24 0,1
° 18 45 0,050 27 0,1
° 20 45 0,055 30 0,1
® PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = mimur CKOPOCTb PE3AHUS - CUTTING SPEED N = ————— = o6/MuH (MuH")
n = o6 (MuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um MOJAYA/3YE -TOOTH FEED
fin=fz z=wm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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TBepaocnnaBHbie pe3bl Z6/8 52° - Mnockui Topew
HM Mills 52° Z6/8 - Flat Head

VHM-Fraser Z6/8 52° - Gerade Stirnschneide
Fraise M.D.l. Z6/8 52° - Téte Plane

L ala)

TPCtooIs)

X engineering

@D =6 - 20

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyasa
LUnnungpuyeckunn xeoctoBuk HA - DIN 6527
ANUHHOrO TUNa

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 long Type

%Llﬂ "

QJDﬁ DIN 6535 HA
|-
MONE AOMYCKA D d
TOLLERANCE RANGE h10 | h6

(Mm)

APT. (%]D) ad L1 z
TF6.060.804 6 6 18 62 6
TF6.080.804 8 8 24 68 6
TF6.100.804 10 10 30 80 6
TF6.120.804 12 12 36 93 6
TF6.140.804 14 14 42 99 6
TF8.160.804 16 16 48 108 8
TF8.180.804 18 18 54 114 8
TF8.200.804 20 20 60 126 8

MOKPbLITUE %
COATED
CEPOE g

N

64
90°  HRC

X &
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

a 2 I E 1] = % 3 n
= |5 552 =TI b4 o
g =2 HER Y 25 2.
So| 0|2 o 3o z|8 % = =
sw EW S §HJJ S| . 6|EF 2 59 ouw
=< =S =3 T = O
IH|20| SH|E0 B0/ 2E=220 e %5
S>> TS| STwn|sE|BZ|2USs I IO
I~ o= ] € 0l =Ea|Fd vn|T ] w
SSIE2 |25 |50|80|258/50/s2(22| «|$8|28 _S G2k
o8 = = = = I
EE858852 /52 85 24 2555(88(20|55|E2 32 35 CMCTIOMT)
. . = ™ = - <|IEZ x =z =EEn 0] = <
Mpumenenue - Application 50|20|E3 25 |85|55/55/2233|28/52|22|FE|3: ES ILIRL
°
° 8 65 0,035 20 0,1
° 10 65 0,040 25 0.1
° 12 65 0,045 30 0,1
° 14 65 0,055 35 0,1
° 16 65 0,060 40 0.1
° 18 65 0,070 45 0,1
ae - ° 20 65 0,080 50 0,1
° 6 30 0,020 15 0,1
° 8 30 0,025 20 0,1
° 10 30 0,035 25 0,1
° 12 30 0,040 30 0.1
° 14 30 0,050 35 0,1
° 16 30 0,055 40 0,1
° 18 30 0,060 45 0,1
° 20 30 0,070 50 0,1
® PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = mimur CKOPOCTb PE3AHUS - CUTTING SPEED N = ————— = o6/MuH (MuH")
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um MOJAYA/3YE -TOOTH FEED f f
N=1Z Z=wm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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L ala)

TBepaocnnaBHble dpe3bl Z4 0° ’
HM Mills 0° Z4
VHM-Fraser Z4 0° TPC_tOO_lS;
Fraise M.D.l. Z4 0° £ engineering
T F 4 480 MOKPBITUE %
sas COATED
YEPHOE l\_"
@D =6-10
) ik
H
\ R L1
- I\ — .
@D DIN 6535 HA @d
— 1
®dpesbl U3 MUKPO3ePHUCTOro TBEPAOro cnrasa
LUnnungpuyeckun xeoctoBuk HA - DIN 6527
AJIMHHOTO TUNa
. , _ MOJE AOMYCKA D d
Micrograin HM mills _ TOLLERANCE RANGE h10 | hé
Cilindrical Shank HA - DIN 6527 medium Type

(Mm)

APT.

Q
O
N

TF4.080.R050.480 7 8 0,5 70 0,5 4
TF4.080.R100.480 6 8 1,0 70 1,0 4
TF4.100.R150.480 7 10 1,5 75 1,5 4
TF4.100.R200.480 6 10 2,0 75 2,0 4
TF4.120.R250.480 7 12 2,5 75 2,5 4
TF4.120.R300.480 6 12 3,0 75 3,0 4
TF4.160.R350.480 9 16 3,5 80 35 4
TF4.160.R400.480 8 16 4,0 80 4,0 4
TF4.160.R450.480 7 16 45 80 45 4
TF4.200.R500.480 10 20 5,0 80 50 4
TF4.200.R600.480 8 20 6,0 80 6,0 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

o = =3 E 1] E % 3 0
= |5 552 =TI b4 o
2 . |s2 R 3% £ P 2
SR 5’5 55 %gé L0 EQ 5o
SEEES |2E2l iz =0%S
IH|20| SH|E0 B0/ 2E=220 e %5
S>> TS| STwn|sE|BZ|2USs I IO
= o= € 3 0 =E=Q|J - | T w w
SSIE2 |25 |50|80|258/50/s2(22| «|$8|28 _S G2k
o8 = = = = I
EE|85|E052 =2 #5 20521558825 55 E2 22 o5 UDICTIOMNEY
. . = ™ = - <|IEZ x =z =EEn 0] = <
MpumeHeHue - Application 50|25|E2|25 85|45/55/08/ 23|28 /57 |82 5E 32 R R
°
°
°
°
°
° 8 40 | 0050 - -
° 10 40 | 0050 - -
° 12 40 | 0,050 - -
° 16 40 | 0050 - -
° 20 40 | 0050 - -
° 8 9 | 0050 - -
° 10 9 | 0,050 - -
° 12 9 | 0,050 - -
° 16 9 | 0050 - -
° 20 9 | 0,050 - -
° 8 120 | 0,050 - -
° 10 120 | 0,050 - -
° 12 120 | 0,050 - -
° 16 120 | 0,050 - -
° 20 120 | 0,050 - -
@ PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Vc = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = ————— = o6/MuH (MuH")
n = o6/muH (wun?) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED fn=f
N=1Z Z=wm
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION
Vi = um/mns CKOPOCTb MOMAYY - FEED SPEED Vf=fz z n =wmmmun
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L ala)

TBepAaocnnaBHble dpe3bl Z3 - NMnockun Topey ’
HM Mills Z3 - Flat Head
VHM-Fréser Z3 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.l. Z3 - Téte Plane E2 engineering
TFW3 ... 930 o %
CEPOE g
@D = 3 - 20 1\‘
450 52
HRC

S __ —
PSS —— - L
@D DIN 6535 HB @d

[ _t X (((( ))))

®pe3bl U3 MUKPO3EPHUCTOrO TBepAoro cniaesa
Unnungpuyeckunn xsoctouk HB - DIN 6527

cpegHero Tuna
MONE OOMYCKA D d 1%@@
Micrograin HM mills TOLLERANCE RANGE h10 | hé
Cilindrical Shank HB - DIN 6527 medium Type
(Mm)

APT. aD z
TFW3.030.930 3 6 8 57 0,05 3
TFW3.040.930 4 6 1 57 0,10 3
TFW3.050.930 5 6 13 57 0,10 3
TFW3.060.930 6 6 13 57 0,10 3
TFW3.070.930 7 8 16 63 0,15 3
TFW3.080.930 8 8 19 63 0,15 3
TFW3.090.930 9 10 19 72 0,15 3
TFW3.100.930 10 10 22 72 0,15 3
TFW3.120.930 12 12 26 83 0,20 3
TFW3.160.930 16 16 32 92 0,20 3
TFW3.200.930 20 20 38 104 0,30 3
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

) N I
2 = =2 EE E 1] = % 3 0
= S = S 2 =TI X ]
£ =12 HER s = &5 2.
Sa12d/8 3234 z/23.5 55| |Ed
A E T T AR wd =
Fn 2P EhBEnanp= =L = 3 < 5‘0
ER A ENE P IE I ER = S 3 g
SO0|SQ|ZF 2R ER|F9 20|54 £5 x5 s|To| H
£J/Ed|832/&Y 24 )s0|59/S3|52| H|fL|eH oG5
EE85|20/52 =225 B0 518588 8% 55 82 22 o KUY
. . = [} = o Wy | = < W o =
MpumereHue - Application £2|50/82|25/25|86|55/|25|32|58|E2 £ fc 5% |E6 IR
° 3 180 | 0,030 | 05xD | 1xD
° 4 180 | 0,040 | 05xD | 1xD
° 5 180 | 0045 | 05xD | 1xD
° 6 180 | 0,050 | 05xD | 1xD
° 7 180 | 0055 | 05xD | 1xD
° 8 180 | 0,060 | 05xD | 1xD
° 9 180 | 0,065 | 05xD | 1xD
° 10 180 | 0,070 | 05xD | 1xD
ae » ° 12 180 0,080 | 05xD | 1xD
° 16 180 | 0,100 | 05xD | 1xD
° 20 180 | 0,100 | 05xD | 1xD
o 3 70 0020 | 05D | 1xD
o 4 70 0025 | 05xD | 1xD
[ 5 70 0030 | 05xD | 1xD
0 6 70 0035 | 05xD | 1xD
[ 7 70 0035 | 05xD | 1xD
o 8 70 0040 | 05D | 1xD
o 9 70 0040 | 05xD | 1xD
o 10 70 0040 | 05D | 1xD
o 12 70 0050 | 05xD | 1xD
[ 16 70 0070 | 05xD | 1xD
o 20 70 0070 | 05D | 1xD
° 3 200 | 0,030 | 05xD | 1xD
° 4 200 | 0,045 | 05xD | 1xD
° 5 200 | 0,050 | 05xD | 1xD
° 6 200 | 0,055 | 05xD | 1xD
° 7 200 | 0,060 | 05xD | 1xD
° 8 200 | 0,070 | 05xD | 1xD
° 9 200 | 0075 | 05xD | 1xD
° 10 200 | 0,080 | 05xD | 1xD
° 12 200 | 0,00 | 05xD | 1xD
° 16 200 | 0120 | 05xD | 1xD
° 20 200 | 0120 | 05xD | 1xD
° 3 180 | 0,030 | 05xD | 1xD
° 4 180 | 0,045 | 05xD | 1xD
° 5 180 | 0,050 | 05xD | 1xD
° 6 180 | 0055 | 05xD | 1xD
° 7 180 | 0,060 | 05xD | 1xD
° 8 180 | 0070 | 05xD | 1xD
o 9 180 | 0,075 | 05xD | 1xD
° 10 180 | 0080 | 05xD | 1xD
° 12 180 | 0,100 | 05xD | 1xD
° 16 180 | 0,120 | 05xD | 1xD
° 20 180 | 0120 | 05xD | 1xD
o 3 30 0004 | 1xD | 0.25xD
o 4 30 0006 | 1xD | 0,25xD
ap o 5 30 0007 | 1xD | 0,25xD
[ 6 30 0008 | IxD | 0,25xD
‘ o 7 30 0009 | 1xD | 0,25xD
[ 8 30 0010 | 1xD | 0.25xD
o 9 30 0012 | 1xD | 0,25xD
ae » [ 10 30 0015 | 1xD | 0.25xD
o 12 30 0020 | 1xD | 0,25xD
o 16 30 0030 | 1xD | 0.25xD
[ 20 30 0035 | 1xD | 0,25
NS ®PE3EPOBAHUS YCTYIMOB PEXUMbI [JOMKHbI BbITh MOBBILEHbI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEH[OBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

Vc = m/muH CKOPOCTb PE3AHWSA - CUTTING SPEED
= 06/MuH (MurH") KOJTMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS QD ’ 3,1 4

n
fz
fn
Vf

= mm NMOJAYA/3YE -TOOTH FEED
= mm NMOAAYA/OBOPOT - FEED / REVOLUTION
= mm/mus CKOPOCTb MOAAYN - FEED SPEED

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Ve - 1000

n = —— =006/MuH (MUH")

fn=fz-z=wm

Vf=fz -z n =wmmun
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L ala)

TBepAaocnnaBHble dpe3bl Z3 - NMnockun Topey ’
HM Mills Z3 - Flat Head
VHM-Fraser Z3 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z3 - Téte Plane E2 engineering
T FW3 9 3 1 MOKPBITVE
con COATED
OPAHXXEBOE A%
@D =3-20 !
o | B2
HRC

**Ll‘"

: ’ ] Q]; DIN 6535 HB ;{i
i i K (((( >))>

®pe3bl U3 MUKPO3EPHUCTOrO TBepaoro cnnaesa
LUnnungpuyeckun xsoctoBuk HB - DIN 6527

cpegHero Tuna

MOME OOMYCKA D
Micrograin HM mills TOLLERANGCE RANGE h10 | h6
Cilindrical Shank HB - DIN 6527 medium Type
(Mm)
APT. aD z
TFW3.030.931 3 6 8 57 0,05 3
TFW3.040.931 4 6 1 57 0,10 3
TFW3.050.931 5 6 13 57 0,10 3
TFW3.060.931 6 6 13 57 0,10 3
TFW3.070.931 7 8 16 63 0,15 3
TFW3.080.931 8 8 19 63 0,15 3
TFW3.090.931 9 10 19 72 0,15 3
TFW3.100.931 10 10 22 72 0,15 3
TFW3.120.931 12 12 26 83 0,20 3
TFW3.160.931 16 16 32 92 0,20 3
TFW3.200.931 20 20 38 104 0,30 3

- CTP.H7
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAIbI - MATERIALS Crtp. H 45

P M N S H|G
-} .
. |3 Sk|5h El 3 3 P
= = o] S 2 =T ¥ o
g lso2 (22 E s%| - 25 2
SHEEZ 3030 _.32%:2 g6l |5d
Eh|20|s4 85|56/ 5E =220 |« u? % 5
S5|E5|EU\ 2229|3825 |5 4|23 |caolEL| 5|Z2| w
25|30 50|88 c3|F952(52| w|So|8E| . 3|dz et
=2|5%|25/=2| 52|53 |805|s4| 25|00 |GK|5512228|8e
S-|€z|S0|gZ|uf|dn 2|62 25| a0 |22 |25 (2% S8 (Mm)  (M/MuH)
T HEIEREEERER AR R R EE P R T
MpumeHerme - Application 22|20|E32 |25 25|86|55|25 /32|28 |E2 |2 |FF ST |86 IR
[©] 3 120 0,030 0,5xD 1xD
(o) 4 120 0,040 0,5xD 1xD
[©] 5 120 0,045 0,5xD 1xD
O 6 120 0,050 0,5xD 1xD
O 7 120 0,055 0,5xD 1xD
O 8 120 0,060 0,5xD 1xD
O 9 120 0,065 0,5xD 1xD
O 10 120 0,070 0,5xD 1xD
ac mp o 12 120 | 0080 | 05xD | 1xD
O 16 120 0,100 0,5xD 1xD
(o) 20 120 0,100 0,5xD 1xD
[J 3 100 0,020 0,5xD 1xD
[J 4 100 0,025 0,5xD 1xD
[J 5 100 0,030 0,5xD 1xD
[ J 6 100 0,035 0,5xD 1xD
[ J 7 100 0,035 0,5xD 1xD
[ ] 8 100 0,040 0,5xD 1xD
[J 9 100 0,040 0,5xD 1xD
[ ] 10 100 0,040 0,5xD 1xD
[ J 12 100 0,050 0,5xD 1xD
[ ] 16 100 0,070 0,5xD 1xD
[ J 20 100 0,070 0,5xD 1xD
[ ] 3 25 0,010 0,5xD 1xD
[ ) 4 25 0,010 0,5xD 1xD
[ ] 5 25 0,010 0,5xD 1xD
® 6 25 0,020 0,5xD 1xD
[ ] 7 25 0,020 0,5xD 1xD
[J 8 25 0,025 0,5xD 1xD
[J 9 25 0,025 0,5xD 1xD
[ ] 10 25 0,030 0,5xD 1xD
[ ) 12 25 0,035 0,5xD 1xD
[ ] 16 25 0,045 0,5xD 1xD
® 20 25 0,050 0,5xD 1xD
[J 3 30 0,010 0,5xD 1xD
[ 4 30 0,010 0,5xD 1xD
[ ) 5 30 0,015 0,5xD 1xD
[J 6 30 0,020 0,5xD 1xD
[ ) 7 30 0,020 0,5xD 1xD
[ 8 30 0,025 0,5xD 1xD
[ 9 30 0,025 0,5xD 1xD
[J 10 30 0,030 0,5xD 1xD
[ 12 30 0,035 0,5xD 1xD
[ ) 16 30 0,045 0,5xD 1xD
[J 20 30 0,050 0,5xD 1xD
[¢] 3 30 0,004 1xD 0,25xD
O 4 30 0,006 1xD 0,25xD
[} 5 30 0,007 1xD 0,25xD
[©] 6 30 0,008 1xD 0,25xD
[} 7 30 0,009 1xD 0,25xD
[©] 8 30 0,010 1xD 0,25xD
) 9 30 0,012 1xD 0,25xD
[©] 10 30 0,015 1xD 0,25xD
O 12 30 0,020 1xD 0,25xD
[¢] 16 30 0,030 1xD 0,25xD
O 20 30 0,035 1xD 0,25xD
AnA ®PESEPOBAHUA YCTYMNOB PEXXUMbI JOMKHbI BbITb MOBLIWEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEHAOOBAHHOE NMPUMEHEHWE - RECOMMENI;)ED APPLICATION [¢] BQSMO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = mimun CKOPOCTb PE3AHUS - CUTTING SPEED n = ——— =o06/mMuH (Mun")
n = 06/MuH (Mnu') KONTMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS QD ) 3,1 4

fz =wmm NOOAYA/3YE -TOOTH FEED
fn=fz-z=wm
fn = mm NOOAYA/OBOPOT - FEED / REVOLUTION

Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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TeepaocnnaeHble pesbl Z3
HM Mills Z3 - Flat Head
VHM-Fraser Z3 - Gerade Stirnschneide
Fraise M.D.I. Z3 - Téte Plane

- NMnockui Topey

L ala)

TPCtooIs)

X engineering

@D =3-20

®pe3bl U3 MUKPO3EPHUCTOro TBepAoro cniaesa
Unnungpuryeckunn xsoctouk HA - DIN 6527
cpeaHero Tuna

Micrograin HM mills
Cilindrical Shank HA - DIN 6527 medium Type

(mwm)

APT. oD @d @Dl L1 L2

H

45°

H

L2
H oD1

(Zi]; DIN 6535 HA
|-

MOJE OMYCKA D d

TOLLERANCE RANGE h10 | h6

N

TF3.030.932 3 6 28 8 14 57 005 3
TF3.040.932 4 6 38 11 18 57 010 3
TF3.050.932 5 6 48 13 20 57 010 3
TF3.060.932 6 6 58 13 20 57 010 3
TF3.070.932 7 8 68 16 24 63 015 3
TF3.080.932 8 8 77 19 28 63 015 3
TF3.090.932 9 10 87 19 28 72 015 3
TF3.100.932 10 10 95 22 33 72 015 3
TF3.120.932 12 12 115 26 40 83 020 3
TF3.160.932 16 16 155 32 45 92 020 3
TF3.200.932 20 20 195 38 50 104 030 3

MOKPbLITUE
COATED

CEPOE @N

52
HRC

P-4
fise

45°
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS  Crtp. H 45

- 0|8 =3 w >
a |8 2% g g El o 3 a
S |8 a2 |2=E= sf| < 2 g
Ca|Ed|E 22|24 z|22|_5 E3 2o
= W w5 a (3] ow
2036|285 E5|58 /59|80 udl |z
E>— 2> =E§m Solah 28 ?H)EE EY Io| w
SQ|E9|E5 | £0|a8|TL|&5/=2|Z2 £8/132 =|5Y &
EJ|E5J|82 S50 EU|sS(SQISS|S2| FEC|g8H| LS|k
E<|8Z|235(=Ez|s2|3>|8uL|2Y|2S|aa|0h |55 22|20l i
D Ol Q | e (MM)  (M/MUH)
- HEREE R HE R EEIER IR R T
MpumeHeHwue - Application 2220|2232 |2h|2hK|85|565|22|22|/50|EZ |23 2F |35 EG Y '
° 3 180 0,030 | 05xD | 1xD
° 4 180 0,040 | 05xD | 1xD
° 5 180 0,045 | 05xD | 1xD
D 6 180 0,050 | 05xD | 1xD
° 7 180 0,055 | 05xD | 1xD
D 8 180 0,060 | 05xD | 1xD
° 9 180 0,065 | 05xD | 1xD
° 10 180 0,070 | 05xD | 1xD
ae » ° 12 180 | 0,080 | 05xD | 1xD
° 16 180 0,00 | 05xD | 1xD
° 20 180 0,100 | 05xD | 1xD
o 3 70 0,020 [ 05xD | 1xD
o 4 70 0,025 | 05xD | 1xD
o 5 70 0,030 | 05xD | 1xD
[ 6 70 0,035 | 05xD | 1xD
o 7 70 0,035 | 05xD | 1xD
o 8 70 0,040 | 05xD | 1xD
o 9 70 0,040 | 05xD | 1xD
o 10 70 0,040 | 05xD | 1xD
o 12 70 0,050 | 05xD | 1xD
o 16 70 0,070 | 05xD | 1xD
[ 20 70 0,070 | 05xD | 1xD
° 3 200 0,030 [ 05xD | 1xD
° 4 200 0,045 | 05xD | 1xD
° 5 200 0,050 | 05xD | 1xD
° 6 200 0,055 | 05xD | 1xD
° 7 200 0,060 | 05xD | 1xD
° 8 200 0,070 | 05xD | 1xD
° 9 200 0,075 | 05xD | 1xD
° 10 200 0,080 | 05xD | 1xD
° 12 200 0,00 | 05xD | 1xD
° 16 200 0120 | 05xD | 1xD
° 20 200 0,120 | 05xD | 1xD
° 3 180 0,030 [ 05xD | 1xD
° 4 180 0,045 | 05xD | 1xD
° 5 180 0,050 | 05xD | 1xD
° 6 180 0,055 | 05xD | 1xD
° 7 180 0,060 | 05xD | 1xD
° 8 180 0,070 | 05xD | 1xD
° 9 180 0,075 | 05xD | 1xD
° 10 180 0,080 | 05xD | 1xD
° 12 180 0,100 | 05xD | 1xD
° 16 180 0,120 | 05xD | 1xD
° 20 180 0,120 | 05xD | 1xD
o 3 30 0,004 [ 1xD [ 0,25xD
o 4 30 0,006 1xD | 0,25xD
ap o 5 30 0,007 1xD | 0,25xD
o 6 30 0,008 1xD | 0,25xD
‘ o 7 30 0,009 ixD | 0,25xD
o 8 30 0,010 1xD | 0,25xD
ae o 9 30 0,012 1xD | 0,25xD
» [ 10 30 0,015 1xD | 0,25xD
o 12 30 0,020 1xD | 0,25xD
o 16 30 0,030 1xD | 0,25xD
o 20 30 0,035 1xD | 0,25xD

ONA ®PE3EPOBAHUA YCTYMNOB PEXUMbI AOMKHBI BbITb MOBBILWEHLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%

PEKOMEHOOBAHHOE MNPUMEHEHUE - RECOMMENDED APPLICATION o
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

Vc = m/muH CKOPOCTb PE3AHWSA - CUTTING SPEED

n
fz
fn
Vf

= 06/MuH (MurH") KOJTMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS

= mm NMOJAYA/3YE -TOOTH FEED
= mm NMOAAYA/OBOPOT - FEED / REVOLUTION
= mm/mus CKOPOCTb MOAAYN - FEED SPEED

BO3MOXHOE MPUMEHEHWE - POSSIBLE APPLICATION
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Ve - 1000

n = —— =006/MuH (MUH")
@D - 3,14

fn=Ffz z=wmm

Vf=fz -z n =wmmun
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TBepaocnnaBHble dpe3bl Z3 - Mnockui Topey ’ ™

HM Mills Z3 - Flat Head ’
VHM-Fréser Z3 - Gerade Stirnschneide TPCtOOISI
Fraise M.D.I. Z3 - Téte Plane E2 engineering

MOKPbLITUE
COATED

QD _ 3 i 20 OPAH)XXEBOE l\‘
52
H 45°
HRC

L2
H oD1

2D DIN 6535 HA | @d
y | 1
(((( )))>

®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cniaesa
Unnunppuryeckunn xeoctoBuk HA - DIN 6527
cpeaHero Tuna

OPAH)EBOE D d
Micrograin HM mills TOLLERANCE RANGE h10 | hé
Cilindrical Shank HA - DIN 6527 medium Type
(Mm)
APT. oD @d @Dl L1 L2 H 45 z
TF3.030.933 3 6 28 8 14 57 005 3
TF3.040.933 4 6 38 11 18 57 010 3
TF3.050.933 5 6 48 13 20 57 010 3
TF3.060.933 6 6 58 13 20 57 010 3
TF3.070.933 7 8 68 16 24 63 015 3
TF3.080.933 8 8 77 19 28 63 015 3
TF3.090.933 9 10 87 19 28 72 015 3
TF3.100.933 10 10 95 22 33 72 015 3
TF3.120.933 12 12 115 26 40 83 020 3
TF3.160.933 16 16 155 32 45 92 020 3
TF3.200.933 20 20 195 38 50 104 030 3

@‘ CIPH7
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS  Crtp. H 45

P M K N S HIG
2 g g 'E‘_( E 'J) g % ) n
5 | |a |BE5 %2 S| < 2 2
s ﬁdﬁ g_l 23 Zgé = E>— '_d
S ETS HSH . 5|E% z? 59 ol
5|30\ 53|85 85(58=2(20|s 23| |30
SEREIERIEFIEHEREEE S P Iol u
£9/E3|50|E0 5828 50/58|82 x|E8|8a| 38z eE
5135205252 20 80 25852810055 22 30 o< IUNMCIY
MpumeHeHne - Application 29|20/ E2|55 |85 85552332 £8|E7 32 |5E 35 RS IS
o 3 120 | 0,030 | 05xD | 1xD
o 4 120 | 0040 | 05xD | 1xD
o 5 120 | 0045 | 05xD | IxD
o 6 120 | 0,050 | 05xD | 1xD
o 7 120 | 0055 | 05xD | 1xD
o 8 120 | 0060 | 05xD | 1xD
o 9 120 | 0065 | 05xD | 1xD
o 10 120 | 0070 | 05xD | 1xD
ae » [ 12 120 0,080 | 0,5xD 1xD
o 16 120 | 0,00 | 05xD | 1xD
o 20 120 | 0,00 | 05xD | 1xD
° 3 100 | 0,020 | 05xD | 1xD
° 4 100 | 0025 | 05xD | 1xD
° 5 100 | 0,030 | 05xD | 1xD
° 6 100 | 0,035 | 05xD | 1xD
° 7 100 | 0,035 | 05xD | 1xD
° 8 100 | 0,040 | 05xD | 1xD
° 9 100 | 0040 | 05xD | 1xD
° 10 100 | 0,040 | 05xD | 1xD
° 12 100 | 0050 | 05xD | 1xD
° 16 100 | 0,070 | 05xD | 1xD
° 20 100 | 0070 | 05xD | 1xD
° 3 25 0010 | 05D | 1xD
° 4 25 0010 | 05xD | 1xD
° 5 25 0010 | 05xD | 1xD
° 6 25 0020 | 05xD | 1xD
° 7 25 0020 | 05xD | 1xD
° 8 25 0025 | 05D | 1xD
° 9 25 0025 | 05xD | 1xD
® 10 25 0,030 0,5xD 1xD
° 12 25 0,035 | 05xD | 1xD
° 16 25 0045 | 05xD | 1xD
° 20 25 0,050 | 05xD | 1xD
° 3 30 0010 | 05D | 1xD
° 4 30 0010 | 05xD | 1xD
° 5 30 0015 | 05D | 1xD
° 6 30 0020 | 05xD | 1xD
° 7 30 0020 | 05xD | 1xD
° 8 30 0025 | 05xD | 1xD
° 9 30 0025 | 05xD | 1xD
° 10 30 0,030 | 05D | 1xD
° 12 30 0,035 | 05xD | 1xD
° 16 30 0,045 | 05xD | 1xD
° 20 30 0,050 | 05xD | 1xD
o 3 30 0,004 | 1xD | 0,25xD
o 4 30 0,006 | 1xD | 0,25xD
o 5 30 0,007 | 1xD | 0,25xD
o 6 30 0008 | 1xD | 0,25xD
o 7 30 0,009 | 1xD | 0,25xD
o 8 30 0010 | 1xD | 0,25xD
[ 9 30 0012 | 1xD | 0,25xD
o 10 30 0015 | 1xD | 0,25xD
o 12 30 0020 | 1xD | 0,25xD
o 16 30 0030 | 1xD | 0,25xD
o 20 30 0,035 | 1xD | 0,25xD
NS GPE3EPOBAHMS YCTYMOB PEXUMbI [JOMDKHbIEBITH MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE NMPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
Ve = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = —————— = o6/muH (Mun-)
n = o6/ (k') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED fn=f
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION n=1zz=um
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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L ala)

HM Mills Z3 - Toric ’
VHM-Fraser Z3 - Torischer kopf TPC tOOISI
Fraise M.D.1. Z3 - Toric E2 engineering

TBepaocnnaBHble dpe3bl Z3 - TopoupanbHbie

== [JJOCTYINHO C OKTABPA 2014

BEE AVAILABLE FROM OCTOBER 2014 TMOKPbITUE
== AB OKTOBER 2014 LIEFERBAR CoED)
Il DISPONIBLE A PARTIR DE OCTOBRE 2014

YEPHOE ““|<

L2 " R 92
R ﬁuﬂ o1 [ HRC

- = ' o DIN 6535 HA | 24
m ) P i ! ] ! [

@D =4-10

®dpe3bl U3 MUKPO3ePHUCTOro TBEPAOro cnrasa
Unnungpuryeckunn xeoctoBuk HA - DIN 6527
KOPOTKOro Tuna

. _ _ MONE AOMYCKA D | d (@‘ >))>
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 short Type
(Mm) (mMm)

APT. oD @d @Dl L1 L2 H R

APT. oD @d @D1 L1 L2 H R
TF3.100.R200.934 10 10 95 22 33 72 200

N

TF3.040.R025.934 4 38 11 18 57 0,25

TF3.040.R050.934 38 11 18 57 050

z
3
TF3.100.R250.934 10 10 95 22 33 72 250 3
3

TF3.040.R075.934 38 11 18 57 0,75 TF3.100.R300.934 10 10 95 22 33 72 300

TF3.040.R100.934
TF3.040.R125.934
TF3.040.R150.934
TF3.050.R025.934
TF3.050.R050.934
TF3.050.R075.934
TF3.050.R100.934
TF3.050.R125.934
TF3.050.R150.934
TF3.050.R175.934
TF3.050.R200.934
TF3.060.R025.934
TF3.060.R050.934
TF3.060.R075.934
TF3.060.R100.934
TF3.060.R125.934
TF3.060.R150.934
TF3.060.R175.934
TF3.060.R200.934
TF3.060.R250.934
TF3.080.R025.934
TF3.080.R050.934
TF3.080.R075.934
TF3.080.R100.934
TF3.080.R125.934
TF3.080.R150.934
TF3.080.R175.934
TF3.080.R200.934
TF3.080.R250.934

38 11 18 57 1,00
38 11 18 57 1,25
38 11 18 57 1,50
48 13 20 57 025
48 13 20 57 050
48 13 20 57 075
48 13 20 57 1,00
48 13 20 57 125
48 13 20 57 150
48 13 20 57 175
48 13 20 57 200
58 13 20 57 025
58 13 20 57 050
58 13 20 57 0,75
58 13 20 57 1,00
58 13 20 57 125
58 13 20 57 150
58 13 20 57 175
58 13 20 57 200
58 13 20 57 250
77 19 28 63 025
77 19 28 63 050
77 19 28 63 0,75
77 19 28 63 1,00
77 19 28 63 125
77 19 28 63 150
77 19 28 63 175
77 19 28 63 200
77 19 28 63 250

0| ||| |W|W|W|W|W | | o o oo oo v gl log | g |gbd bbb ID D>
| ||| ||| 0 o oo oo ool g g ||| |b>|»>

W W[ W W Wi W Wi w w W w w w w wowow wowow oo o o e W W wWw W W W wH wWwH w| w w| w | w|w|w

TF3.100.R025.934 10 10 95 22 33 72 025
TF3.100.R050.934 10 10 95 22 33 72 050
TF3.100.R075.934 10 10 95 22 33 72 075
TF3.100.R100.934 10 10 95 22 33 72 100
TF3.100.R125.934 10 10 95 22 33 72 125
TF3.100.R150.934 10 10 95 22 33 72 150
TF3.100.R175.934 10 10 95 22 33 72 175
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
-] -3 - .
2 |2 EZlEll | E| 8 3 2
B.|Sql8 83|83 |88 & 2.0 |5,
EHIEFISIE G GRS 3 oF
£0|30|5x20(B0 2222808 32 3o
20|25|35|86/5852/83|22|23) .|s5/33| =52 .
282852252 37 20 20/55 2k 05|55 E2 32 aE umm
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
° 4 160 | 0,015 | 1xD 1xD
° 5 160 | 0020 | 1xD XD
° 6 160 | 0025 | 1xD 1XD
° 8 160 | 0,035 | 1xD 1xD
° 10 160 | 0035 | 1xD XD
° 4 120 | 0015 | 1xD XD
° 5 120 | 0020 | 1xD XD
° 6 120 | 0025 | 1xD 1XD
° 8 120 | 0035 | 1xD XD
° 10 120 | 0035 | 1xD XD
° 4 100 | 0015 | 1xD XD
° 5 100 | 0020 | 1xD XD
° 6 100 | 0025 | 1xD 1XD
° 8 100 | 0,035 | 1xD XD
° 10 100 | 0035 | 1xD XD
o 4 60 0015 | 1xD XD
o 5 60 0015 | 1xD 1xD
o 6 60 0020 | 1xD 1xD
o 8 60 0020 | 1xD XD
o 10 60 0020 | 1xD 1xD
° 4 160 | 0,015 | 1xD XD
° 5 160 | 0020 | 1xD 1xD
° 6 160 | 0025 | 1xD 1xD
° 8 160 | 0035 | 1xD XD
° 10 160 | 0035 | 1xD 1xD
° 4 160 | 0,015 | 1xD XD
° 5 160 | 0020 | 1xD 1xD
° 6 160 | 0025 | 1xD 1xD
° 8 160 | 0035 | 1xD XD
° 10 160 | 0035 | 1xD 1xD
o 4 25 0015 | 1xD XD
o 5 25 0015 | 1xD 1xD
o 6 25 0020 | 1xD 1xD
o 8 25 0020 | 1xD XD
o 10 25 0020 | 1xD 1xD
o 4 35 0015 | 1xD XD
o 5 35 0015 | 1xD 1xD
o 6 35 0020 | 1xD 1xD
o 8 35 0020 | 1xD XD
o 10 35 0020 | 1xD 1xD
o 4 30 0015 | 0,25xD | 1xD
o 5 30 0015 | 025xD | 1xD
o 6 30 0020 | 025xD | 1xD
o 8 30 0020 | 0,25xD | 1xD
o 10 30 0020 | 025xD | 1xD
AN GPE3EPOBAHS YCTYMOB PEXVIMbI [IOMKHb! BbITb MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = wimni CKOPOCTb PE3AHIA - CUTTING SPEED N = —————— = o6/muH (Mun-)
n = o6/mun (wur) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm MOJAYA/3YE -TOOTH FEED fn = f
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION n=1zz=um
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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TBepaocnnaBHble dpe3bl Z3
HM Mills Z3 - Toric
VHM-Fraser Z3 - Torischer kopf
Fraise M.D.I. Z3 - Toric

- TopouganbHbie

L ala)

TPCtooIs)

X engineering

TF3 ... 935

= JOCTYMHO C OKTABPA 2014
BEE AVAILABLE FROM OCTOBER 2014
== AB OKTOBER 2014 LIEFERBAR

IH DISPONIBLE A PARTIR DE OCTOBRE 2014

MOKPbLITUE
COATED

Z

QD —4- 10 OPAHXEBOE l\‘
2 R e
A Huﬂ @D1
m ? o DIN 6535 HA | o
- &K
®dpe3bl U3 MMKPO3EPHUCTOrO TBEPAOIrO cnnasa
Unnungpuryeckunn xeoctoBuk HA - DIN 6527
KOPOTKOro tmna
. _ _ MOME AOMYCKA D | d ((‘ >))>
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 short Type
(Mm) (Mm)
APT. oD @d @Dl L1 L2 H R z APT. oD @d @D1 L1 L2 H R z
TF3.040.R025.935 4 4 38 11 18 57 025 3 | |TF3.100.R200.935 10 10 95 22 33 72 200 3
TF3.040.R050.935 4 4 38 11 18 57 050 3 | |TF3.100.R250.935 10 10 95 22 33 72 250 3
TF3.040.R075.935 4 4 38 11 18 57 075 3 TF3.100.R300.935 10 10 95 22 33 72 300 3
TF3.040.R100.935 4 4 38 11 18 57 100 3
TF3.040.R125.935 4 4 38 11 18 57 125 3
TF3.040.R150.935 4 4 38 11 18 57 150 3
TF3.050.R025.935 5 5 48 13 20 57 025 3
TF3.050.R050.935 5 5 48 13 20 57 050 3
TF3.050.R075.935 5 5 48 13 20 57 075 3
TF3.050.R100.935 5 5 48 13 20 57 100 3
TF3.050.R125.935 5 5 48 13 20 57 125 3
TF3.050.R150.935 5 5 48 13 20 57 150 3
TF3.050.R175.935 5 5 48 13 20 57 1,75 3
TF3.050.R200.935 5 5 48 13 20 57 200 3
TF3.060.R025.935 6 6 58 13 20 57 025 3
TF3.060.R050.935 6 6 58 13 20 57 050 3
TF3.060.R075.935 6 6 58 13 20 57 075 3
TF3.060.R100.935 6 6 58 13 20 57 100 3
TF3.060.R125.935 6 6 58 13 20 57 125 3
TF3.060.R150.935 6 6 58 13 20 57 150 3
TF3.060.R175.935 6 6 58 13 20 57 175 3
TF3.060.R200.935 6 6 58 13 20 57 200 3
TF3.060.R250.935 6 6 58 13 20 57 250 3
TF3.080.R025.935 8 8 77 19 28 63 025 3
TF3.080.R050.935 8 8 77 19 28 63 050 3
TF3.080.R075.935 8 8 77 19 28 63 075 3
TF3.080.R100.935 8 8 77 19 28 63 100 3
TF3.080.R125.935 8 8 77 19 28 63 125 3
TF3.080.R150.935 8 8 77 19 28 63 150 3
TF3.080.R175.935 8 8 77 19 28 63 175 3
TF3.080.R200.935 8 8 77 19 28 63 200 3
TF3.080.R250.935 8 8 77 19 28 63 250 3
TF3.100.R025.935 10 10 95 22 33 72 025 3
TF3.100.R050.935 10 10 95 22 33 72 050 3
TF3.100.R075.935 10 10 95 22 33 72 075 3
TF3.100.R100.935 10 10 95 22 33 72 100 3
TF3.100.R125.935 10 10 95 22 33 72 125 3
TF3.100.R150.935 10 10 95 22 33 72 150 3
TF3.100.R175.935 10 10 95 22 33 72 1,75 3
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJbI - MATERIALS Crtp. H 45

= Y -
a E 5 x 5 5 g 3 3
2 = eS| ED =TI E o a
i E L2 2255 3% = 2> 2
S228|E 54340 z/25|.5 58| |58
ESEIEE IS L8R I2EIZ2|ECI5S w2 =
= -3 ad |, o =
2082280 800252805, iz |32
Sx|E3/EUga ZFolzh 23|74(S z I o
S9E3|Zh|E8 80 25|30/=2|52| «/£8/28|_3|dz |t
35 ; 0
S283/80 22 22y 8L 2585 2k 05 53|32 35|55 UMY
" 5023532858 ux| = |S3|g OEE S
Mpumenenue - Application 59|295|E3|25 85|55/55/22/33|28 52| £2 5E 2 ES DL
o 4 130 | 0040 | 1xD 1XD
o 5 130 | 0045 | 1xD 1XD
o 6 130 | 0050 | 1xD 1XD
o 8 130 | 0060 | 1xD 1XD
o 10 130 | 0070 | 1xD 1XD
o 4 125 | 0040 | 1xD 1XD
ae » o 5 125 | 0045 | 1xD 1XD
o 6 125 | 0050 | 1xD 1XD
o 8 125 | 0060 | 1xD 1XD
o 10 125 | 0070 | 1xD 1XD
o 4 120 | 0040 | 1xD 1xD
o 5 120 | 0045 | 1xD 1XD
o 6 120 | 0050 | 1xD 1XD
o 8 120 | 0060 | 1xD 1XD
o 10 120 | 0070 | 1xD 1XD
° 4 100 | 0025 | 1xD 1XD
° 5 100 | 0030 | 1xD 1XD
° 6 100 | 0035 | 1xD 1XD
° 8 100 | 0040 | 1xD 1XD
° 10 100 | 0040 | 1xD 1XD
° 4 25 0010 | 1xD 1XD
° 5 25 0010 | 1xD 1XD
° 6 25 0020 | 1xD 1xD
° 8 25 0025 | 1xD 1XD
° 10 25 0030 | 1xD 1XD
° 4 30 0010 | 1xD 1XD
° 5 30 0015 | 1xD 1XD
° 6 30 0020 | 1xD 1xD
° 8 30 0025 | 1xD 1XD
° 10 30 0030 | 1xD 1XD
o 4 30 0,006 | 025xD | 1xD
o 5 30 0007 | 025xD | 1xD
o 6 30 0008 | 025xD | 1xD
o 8 30 0010 | 025xD | 1xD
o 10 30 0015 | 025xD | 1xD
QNS GPE3EPOBAHVIS YCTYMOB PEXUMbI AOMKHbI BbITh MOBbILIEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
® PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = mimun CKOPOCTb PE3AHUS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = o6/ (k') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED P P
N=1Z"'Z=wmm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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L ala)

HM Mills Z3 - Toric ’
VHM-Fréser Z3 - Torischer kopf TPC tOOISI
Fraise M.D.l. Z3 - Toric E2 engineering

TBepaocnnaBHble dpe3bl Z3 - TopouganbHbie

= JOCTYNHO C OKTABPA 2014

B AVAILABLE FROM OCTOBER 2014 TMOKPLITUE
== AB OKTOBER 2014 LIEFERBAR COATED
Il DISPONIBLE A PARTIR DE OCTOBRE 2014

YEPHOE <

@D =4-10

H 52
HRC

L2
"N T o

o— ‘ . DIN6535HAT;d

®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cniaesa
Unnungpuryeckuin xeoctoBuk HA - DIN 6527
OJIMHHOrO Tuna

o _ MOME AOMYCKA D | 4 ( )
Micrograin HM mills TOLLERANCE RANGE h10 | hé
Cilindrical Shank HA - DIN 6527 long Type
(Mm) (Mm)

APT. oD @d @Dl L1 L2 H R

APT. oD @d ©@D1 L1 L2 H R
TF3.100.R200.936 10 10 95 32 43 100 2,00

N

TF3.040.R025.936 4 38 19 26 72 0,25

TF3.040.R050.936 38 19 26 72 050

A
3
TF3.100.R250.936 10 10 95 32 43 100 250 3
3

TF3.040.R075.936 38 19 26 72 075 TF3.100.R300.936 10 10 95 32 43 100 3,00

TF3.040.R100.936
TF3.040.R125.936
TF3.040.R150.936
TF3.050.R025.936
TF3.050.R050.936
TF3.050.R075.936
TF3.050.R100.936
TF3.050.R125.936
TF3.050.R150.936
TF3.050.R175.936
TF3.050.R200.936
TF3.060.R025.936
TF3.060.R050.936
TF3.060.R075.936
TF3.060.R100.936
TF3.060.R125.936
TF3.060.R150.936
TF3.060.R175.936
TF3.060.R200.936
TF3.060.R250.936
TF3.080.R025.936
TF3.080.R050.936
TF3.080.R075.936
TF3.080.R100.936
TF3.080.R125.936
TF3.080.R150.936
TF3.080.R175.936
TF3.080.R200.936
TF3.080.R250.936

38 19 26 72 1,00
38 19 26 72 1,25
38 19 26 72 1,50
48 22 29 72 025
48 22 29 72 050
48 22 29 72 075
48 22 29 72 1,00
48 22 29 72 125
48 22 29 72 150
48 22 29 72 175
48 22 29 72 200
58 22 29 72 025
58 22 29 72 050
58 22 29 72 075
58 22 29 72 1,00
58 22 29 72 125
58 22 29 72 150
58 22 29 72 175
58 22 29 72 200
58 22 29 72 250
77 26 35 83 025
77 26 35 83 050
77 26 35 83 075
77 26 35 83 1,00
77 26 35 83 125
77 26 35 83 150
77 26 35 83 175
77 26 35 83 200
77 26 35 83 250

0 |0 |00 |00 |0 (|| W W o o o ol o o o oo g g|gaj g ga|ga|aga|d|b|bd ||| 5S |5~
|| |W|O ||| OO OOl o ool oo g g b~ &>~

W W[ W | W W wWwH wWwi wWw wWw Wi w w w w w w w wowow oo ow oo ow o W W W Wi wH w Ww W wH w w| w| w|w

TF3.100.R025.936 10 10 95 32 43 100 025
TF3.100.R050.936 10 10 95 32 43 100 050
TF3.100.R075.936 10 10 95 32 43 100 0,75
TF3.100.R100.936 10 10 95 32 43 100 1,00
TF3.100.R125.936 10 10 95 32 43 100 125
TF3.100.R150.936 10 10 95 32 43 100 1,50
TF3.100.R175.936 10 10 95 32 43 100 1,75
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
i Y -
£ = é — § j g % = é = 24
EHIEFISIE G GRS 3 oF
20|32/ 20|89 205, |52/80/5 EARE
202025 28|£832/55/28/83| .|zg|s8| = B2 &
52828552 52|35 B0 2 35 ak 85 53 2232 3% UmmOTD
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
° 4 160 | 0,015 | 1xD 1xD
° 5 160 | 0020 | 1xD XD
° 6 160 | 0025 | 1xD 1XD
° 8 160 | 0,035 | 1xD 1xD
° 10 160 | 0035 | 1xD XD
° 4 120 | 0015 | 1xD XD
° 5 120 | 0020 | 1xD XD
° 6 120 | 0025 | 1xD 1XD
° 8 120 | 0035 | 1xD XD
° 10 120 | 0035 | 1xD XD
° 4 100 | 0015 | 1xD XD
° 5 100 | 0020 | 1xD XD
° 6 100 | 0025 | 1xD 1XD
° 8 100 | 0,035 | 1xD XD
° 10 100 | 0035 | 1xD XD
o 4 60 0015 | 1xD XD
o 5 60 0015 | 1xD 1xD
o 6 60 0020 | 1xD 1xD
o 8 60 0020 | 1xD XD
o 10 60 0020 | 1xD 1xD
° 4 160 | 0,015 | 1xD XD
° 5 160 | 0020 | 1xD 1xD
° 6 160 | 0025 | 1xD 1xD
° 8 160 | 0035 | 1xD XD
° 10 160 | 0035 | 1xD 1xD
° 4 160 | 0,015 | 1xD XD
° 5 160 | 0020 | 1xD 1xD
° 6 160 | 0025 | 1xD 1xD
° 8 160 | 0035 | 1xD XD
° 10 160 | 0035 | 1xD 1xD
o 4 25 0015 | 1xD XD
o 5 25 0015 | 1xD 1xD
o 6 25 0020 | 1xD 1xD
o 8 25 0020 | 1xD XD
o 10 25 0020 | 1xD 1xD
o 4 35 0015 | 1xD XD
o 5 35 0015 | 1xD 1xD
o 6 35 0020 | 1xD 1xD
o 8 35 0020 | 1xD XD
o 10 35 0020 | 1xD 1xD
o 4 30 0015 | 0,25xD | 1xD
o 5 30 0015 | 025xD | 1xD
o 6 30 0020 | 025xD | 1xD
o 8 30 0020 | 0,25xD | 1xD
o 10 30 0020 | 025xD | 1xD
[ANS GPE3EPOBAHUSA YCTYIMOB PEXUMbI [JOMKHbI BbITh MOBbILIEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEH[OBAHHOE MPUMEHEHVIE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = wimni CKOPOCTb PE3AHIA - CUTTING SPEED N = —————— = o6/muH (Mun-)
n = o6/mun (wur) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS oD 3,14
fz = wm MOJAYA/3YE -TOOTH FEED fn = f
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION n=1zz=um
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun

L EEEEEEEEEEEEE————
B 121




L ala)

HM Mills Z3 - Toric ’
VHM-Fraser Z3 - Torischer kopf TPC tOOISI
Fraise M.D.I. Z3 - Toric X engineering

TBepaocnnaBHble dpe3bl Z3 - TopouganbHbie

== AOCTYINHO C OKTSBPSA 2014
BE AVAILABLE FROM OCTOBER 2014 MOKPLITVE
== AB OKTOBER 2014 LIEFERBAR COATED
I DISPONIBLE A PARTIR DE OCTOBRE 2014
@D =4 - 10 OPAHXXEBOE li’
a— ke
A Ruﬁ @D1
ng DIN 6535 HA T;d
. BT -
®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cniaesa
Unnungpuryeckuin xeoctoBuk HA - DIN 6527
AONMUHHOIo Tuna

. _ _ MOME OOMYCKA D d ((@ >))>
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HA - DIN 6527 long Type

(Mm) (Mm)

APT. oD @d @bl L1 L2 H R z APT. oD @d @D1 L1 L2 H R z
TF3.040.R025.937 4 4 38 19 26 72 025 3| |TF3.100.R200.937 10 10 95 32 43 100 200 3
TF3.040.R050.937 4 4 38 19 26 72 050 3 TF3.100.R250.937 10 10 95 32 43 100 250 3
TF3.040.R075.937 4 4 38 19 26 72 075 3 TF3.100.R300.937 10 10 95 32 43 100 300 3
TF3.040.R100.937 4 4 38 19 26 72 100 3
TF3.040.R125.937 4 4 38 19 26 72 125 3
TF3.040.R150.937 4 4 38 19 26 72 150 3
TF3.050.R025.937 5 5 48 22 29 72 025 3
TF3.050.R050.937 5 5 48 22 29 72 050 3
TF3.050.R075.937 5 5 48 22 29 72 075 3
TF3.050.R100.937 5 5 48 22 29 72 100 3
TF3.050.R125.937 5 5 48 22 29 72 125 3
TF3.050.R150.937 5 5 48 22 29 72 150 3
TF3.050.R175.937 5 5 48 22 29 72 175 3
TF3.050.R200.937 5 5 48 22 29 72 200 3
TF3.060.R025.937 6 6 58 22 29 72 025 3
TF3.060.R050.937 6 6 58 22 29 72 050 3
TF3.060.R075.937 6 6 58 22 29 72 075 3
TF3.060.R100.937 6 6 58 22 29 72 100 3
TF3.060.R125.937 6 6 58 22 29 72 125 3
TF3.060.R150.937 6 6 58 22 29 72 150 3
TF3.060.R175.937 6 6 58 22 29 72 175 3
TF3.060.R200.937 6 6 58 22 29 72 200 3
TF3.060.R250.937 6 6 58 22 29 72 250 3
TF3.080.R025.937 8 8 77 26 35 8 025 3
TF3.080.R050.937 8 8 77 26 35 83 050 3
TF3.080.R075.937 8 8 77 26 35 8 075 3
TF3.080.R100.937 8 8 77 26 35 83 100 3
TF3.080.R125.937 8 8 7,7 26 35 83 125 3
TF3.080.R150.937 8 8 77 26 35 83 150 3
TF3.080.R175.937 8 8 77 26 35 8 175 3
TF3.080.R200.937 8 8 77 26 35 83 200 3
TF3.080.R250.937 8 8 7,7 26 35 83 250 3
TF3.100.R025.937 10 10 95 32 43 100 025 3
TF3.100.R050.937 10 10 95 32 43 100 050 3
TF3.100.R075.937 10 10 95 32 43 100 075 3
TF3.100.R100.937 10 10 95 32 43 100 100 3
TF3.100.R125.937 10 10 95 32 43 100 1,25 3
TF3.100.R150.937 10 10 95 32 43 100 150 3
TF3.100.R175.937 10 10 95 32 43 100 1,75 3
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= § 5'5:? éb’ E 8 2 A
E =2 UEU% %E = E>— 3.
SHEHE 3630 3250 59| |G6f
£5|30|5|85 85 FE =220 s udl  |gh
5555220 2050/ 8054133 4|78 S ED|
23|E2J|20|5u|EW|S3|F0/52|52| x|So|8m 3 uzlek
S283E552wz 25802 5/55)28 00 57 82 22|82 UMD
Nonverenme - Application  EFIEEIEEIEREREEREHEEIEEIERR I3 ] o0 v«
(e} 4 130 0,040 1xD 1xD
o 5 130 | 0045 | 1xD 1xD
o 6 130 | 0050 | 1xD 1XD
(e} 8 130 0,060 1xD 1xD
o 10 130 | 0070 | 1xD 1xD
(o) 4 125 0,040 1xD 1xD
o 5 125 | 0045 | 1xD 1xD
O 6 125 0,050 1xD 1xD
() 8 125 0,060 1xD 1xD
o 10 125 | 0070 | 1xD 1xD
O 4 120 0,040 1xD 1xD
o 5 120 | 0045 | 1xD 1xD
o 6 120 | 0050 | 1xD 1XD
O 8 120 0,060 1xD 1xD
o 10 120 | 0070 | 1xD 1xD
[ ) 4 100 0,025 1xD 1xD
° 5 100 | 0030 | 1xD 1xD
° 6 100 | 0035 | 1xD 1xD
[ ) 8 100 0,040 1xD 1xD
° 10 100 | 0040 | 1xD 1xD
[ ) 4 25 0,010 1xD 1xD
° 5 25 | 0010 | 1xD 1xD
° 6 25 | 0020 | 1xD 1xD
[ ) 8 25 0,025 1xD 1xD
° 10 25 | 0030 | 1xD 1xD
[ ] 4 30 0,010 1xD 1xD
° 5 30 | 0015 | 1xD 1xD
[ ) 6 30 0,020 1xD 1xD
[ ] 8 30 0,025 1xD 1xD
° 10 30 | 0030 | 1xD 1xD
[} 4 30 0,006 0,25xD 1xD
o 5 30 | 0007 | 025xD | 1xD
) 6 30 0,008 0,25xD 1xD
[} 8 30 0,010 0,25xD 1xD
o 10 30 | 0015 | 025xD | 1xD
QNS GPE3EPOBAHUS YCTYIMOB PEXUMbI [JOMKHbI BbiTh MOBbILIEHbBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHAOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = wimni CKOPOCTb PE3AHIA - CUTTING SPEED N = —————— = o6/muH (Mun-)
n = o6/mun (wur) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED fn = f
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION n=1zz=um
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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TBepaocnnaBHble dpe3bl Z4
HM Mills Z4 - Flat Head
VHM-Fraser Z4 - Gerade Stirnschneide
Fraise M.D.l. Z4 - Téte Plane

- Mnockun Topey

L ala)

TPCtooIs)

X engineering

TFW4 ... 940

@D =5-20

<—L1——‘ "

| T
@D [ DIN 6535 HB @d
[ i
®dpe3bl U3 MMKPO3EPHUCTOrO TBEPAOIO cnnasa
XBocTtoBuk DIN 6535 HB - DIN 6527 anuHHoro tTuna
Micrograin HM mills TUGIIE (MR D | ¢
DIN 6535 HB Shank - DIN 6527 long Type O =D S [P h10 | hé
(Mm)
APT. oD @d L1 H 45° z
TFW4.050.940 5 6 21 63 0,18 4
TFW4.060.940 6 6 22 63 0,20 4
TFW4.080.940 8 8 28 80 0,20 4
TFW4.100.940 10 10 33 100 0,30 4
TFW4.120.940 12 12 42 100 0,30 4
TFW4.140.940 14 14 48 100 0,30 4
TFW4.160.940 16 16 53 150 040 4
TFW4.200.940 20 20 68 150 050 4

MOKPbLITVE
COATED

YEPHOE %ﬁ

| =
" HRre
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
) g § E E U’ g % a n
2 2.2 |£3/83 |58 ¢ 2 |5,
SHEHE 3630 3250 LI
SHEREREAERR RS 22| |35
=82 Zu|=9|Ealz528z24|Ss zo q
£9|E3|35|54|5% 2855|2282 «|58|88|_3/E2|cE
= Eé g>_ HOEZJ|SO | 3x SE §Z W= EE 2 wisT
EX|85|25/52| 2|8 20|20|55|88 80|52 |82|52|82
P 5023532858 ux| = <|S3|g J|20|EE|22\=F
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
° 5:6 160 | 0025 | 1xD 1XD
° 6+8 160 | 0035 | 1xD 1XD
° 8+12 | 160 | 0040 | 1xD 1XD
° 12:16 | 160 | 0,050 | 1xD 1XD
° 16:20 | 160 | 0,065 | 1xD 1XD
° 5:6 120 | 0025 | 1xD 1XD
° 6+8 120 | 0035 | 1xD 1XD
° 8+12 | 120 | 0040 | 1xD 1XD
° 12:16 | 120 | 0,050 | 1xD 1XD
° 16:20 | 120 | 0,065 | 1xD 1XD
° 5:6 100 | 0025 | 1xD 1XD
° 6+8 100 | 0035 | 1xD 1XD
° 812 | 100 | 0040 | 1xD 1XD
° 12:16 | 100 | 0,050 | 1xD 1XD
° 16:20 | 100 | 0,065 | 1xD 1XD
o 5:6 60 0015 | 1xD 1XD
o 6+8 60 0020 | 1xD 1XD
o 8+12 60 0030 | 1xD 1XD
o 12:16 | 60 0035 | 1xD 1xD
o 1620 | 60 0045 | 1xD 1XD
° 5:6 160 | 0030 | 1xD 1XD
° 6+8 160 | 0045 | 1xD 1XD
° 812 | 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 1620 | 160 | 0,090 | 1xD 1XD
° 5:6 160 | 0030 | 1xD 1XD
° 6+8 160 | 0045 | 1xD 1XD
° 8-12 | 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 1620 | 160 | 0,090 | 1xD 1XD
o 5:6 25 0015 | 1xD 1XD
o 6+8 25 0020 | 1xD 1XD
o 812 25 0025 | 1xD 1XD
o 12:16 | 25 0030 | 1xD 1XD
o 16:20 | 25 0040 | 1xD 1XD
o 5:6 35 0027 | 1xD 1XD
o 6+8 35 0031 | 1xD 1XD
o 812 35 0038 | 1xD 1XD
o 12:16 | 35 0045 | 1xD 1XD
o 16:20 | 35 0055 | 1xD 1XD
o 5:6 30 0,008 | 025xD | 1xD
o 6+8 30 0010 | 025xD | 1xD
o 8+12 30 0012 | 025xD | 1xD
o 12:16 | 30 0015 | 025xD | 1xD
o 1620 | 30 0015 | 025xD | 1xD
NS GPE3EPOBAHVIS YCTYMOB PEXUMbI AOMKHbI BbITh MOBbILLEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE NMPUMEHEHVIE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimu CKOPOCTb PE3AHIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = ob/mnH () KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um NOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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TBepAaocnnaBHble dpe3bl Z4
Z4 - Flat Head

HM Mills
VHM-Fraser Z4
Fraise M.D.l. Z4

- Mnockun Topey

- Gerade Stirnschneide
- Téte Plane

L ala)

TPCtooIs)

X engineering

TFW4 ... 941

@D =5-20

%Llﬂ "

T )
@D [ DIN 6535 HB @d
[ i
®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cnnaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 gnuHHoro tuna
Micrograin HM mills kR e el D | ¢
DIN 6535 HB Shank - DIN 6527 long Type VO IERANDE [RAEE h10 | hé
(mMwm)
APT. (%]D) ad L1 H 45° z
TFW4.050.941 5 6 21 63 0,18 4
TFWA4.060.941 6 6 22 63 0,20 4
TFWA4.080.941 8 8 28 80 0,20 4
TFW4.100.941 10 10 33 100 0,30 4
TFW4.120.941 12 12 42 100 0,30 4
TFW4.140.941 14 14 48 100 0,30 4
TFW4.160.941 16 16 53 150 040 4
TFW4.200.941 20 20 68 150 050 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJbI - MATERIALS  Crtp. H 45

- o8 -
a |2 = & E g 3 o
g (S |2 G522 |53 ¢ 2 2
= = > —
it FIEREFE IR 25l |5t
25|20|S 8585 52|=220|s w2 sk
- b 0
> 23 ;E“;’m Solahl25/z4/S=s N ol
S9IE2|26|E0|8025|50|=2(22| «|$8|%28| _= &z |-E
S2 53|25 |%2|52|5>|86H|24|E5| o |BK|55 122 38|88
Er|2zS9 5z EZalUEmD| o 22 8%|£2|S2 |8
. . = ™ =Jdlae < < b = 5 E < o|EL < &
Mpumenenve - Application  ERIESIFEIE IR IE I EIE R F R E S 1S
o 5:6 130 | 0,025 | 1xD XD
0 6+8 130 | 0035 | 1xD 1XD
0 8:12 | 130 | 0040 | 1xD XD
o 12:16 | 130 | 0,050 | 1xD XD
0 16:20 | 130 | 0065 | 1xD 1D
o 5:6 125 | 0025 | 1xD 1D
o 68 125 | 0035 | 1xD 1D
o 8:12 | 125 | 0040 | 1xD XD
o 12:16 | 125 | 0050 | 1xD 1D
o 16:20 | 125 | 0065 | 1xD 1D
o 5:6 120 | 0025 | 1xD 1D
o 6:8 120 | 0035 | 1xD 1D
o 8:12 | 120 | 0040 | 1xD XD
o 12:16 | 120 | 0,050 | 1xD 1D
o 16+20 | 120 | 0065 | 1xD 1D
° 5:6 100 | 0036 | 1xD XD
° 6:8 100 | 0040 | 1xD 1XD
° 8:12 | 100 | 0050 | 1xD XD
° 12:16 | 100 | 0070 | 1xD 1D
° 16+20 | 100 | 0080 | 1xD 1XD
° 5:6 25 0015 | 1xD 1D
° 68 25 0020 | 1xD 1D
° 8:12 25 | 0030 | 1xD XD
° 12:16 | 25 | 0035 | 1xD 1D
° 16:20 | 25 0040 | 1xD 1D
° 5:6 30 0017 | 1xD 1D
[ ] 6+8 30 0,023 1xD 1xD
° 8:12 30 0030 | 1xD XD
° 12:16 | 30 0037 | 1xD 1D
° 16:20 | 30 0047 | 1xD 1D
o 5:6 30 0008 | 0,25xD | 1xD
o 6:8 30 0010 | 025xD | 1xD
o 8:12 30 0012 | 0,25xD | 1xD
o 12:16 | 30 0015 | 0,25xD | 1xD
0 16:20 | 30 0015 | 0,250 | 1xD
NS GPESEPOBAHUS! YCTYIMOB PEXUMbI [JOMKHbI BbiTh MOBBILIEHLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@®  PEKOMEHIOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPVYMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = i CKOPOCTb PESAHIIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = oB/MuH (W) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED § £
nN=1Z Z =wmm
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = wmimnn CKOPOCTB MOfAUM - FEED SPEED Vf=1fz -z n =vwmmun
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TBepAaocnnaBHble dpe3bl Z4 - Mnockui Topey ’ ™

HM Mills Z4 - Flat Head ’
VHM-Fraser Z4 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z4 - Téte Plane X engineering

TFW4 ... 942 B

YEPHOE <

@D =3-25

52
HRC

£ — —
@D ‘ DIN 6535 HB ad K é
L '

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnyasa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

45°

Micrograin HM mills MONE JOMYCKA D d ((@ >))>
DIN 6535 HB Shank - DIN 6527 medium Type VeI HSRANEE (W EI2 h10 | hé
(Mm)
APT. (%]D) ad L1 H 45° z
TFW4.030.942 3 6 8 57 0,10 4
TFW4.040.942 4 6 1 57 0,13 4
TFW4.050.942 5 6 13 57 0,18 4
TFW4.060.942 6 6 13 57 0,20 4
TFW4.070.942 7 8 19 63 020 4
TFW4.080.942 8 8 19 63 020 4
TFW4.090.942 9 10 22 72 030 4
TFW4.100.942 10 10 22 72 030 4
TFW4.110.942 11 12 26 83 030 4
TFW4.120.942 12 12 26 83 030 4
TFW4.130.942 13 14 26 83 0,30 4
TFW4.140.942 14 14 26 83 0,30 4
TFW4.160.942 16 16 32 92 0,40 4
TFW4.180.942 18 18 32 92 0,40 4
TFW4.200.942 20 20 38 104 050 4
TFW4.250.942 25 25 38 104 050 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
= § ég é% E 8 2 A
g sg2 835 _|EE| I 2. |,
SRR EE L 58| |G
£5|20 2|20 Bh22|52(20|s 82| %o
=82 Zu|=9|Ealz528z24|Ss zo q
£9|E3|35|54|5% 2855|2282 «|58|88|_3/E2|cE
= Eé g>_ HOEZJ|SO | 3x SE §Z W= EE 2 wisT
EX|85|25/52| 2|8 20|20|55|88 80|52 |82|52|82
P 5023532858 ux| = <|S3|g J|20|EE|22\=F
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
° 3+6 160 | 0025 | 1xD 1xD
° 6+9 160 | 0035 | 1xD 1XD
° 9+12 | 160 | 0040 | 1xD 1XD
° 12:16 | 160 | 0,050 | 1xD 1XD
° 16+25 | 160 | 0065 | 1xD 1XD
° 3+6 120 | 0025 | 1xD 1XD
° 6+9 120 | 0035 | 1xD 1XD
° 9+12 | 120 | 0040 | 1xD 1XD
° 12:16 | 120 | 0,050 | 1xD 1XD
° 16:25 | 120 | 0,065 | 1xD 1XD
° 3+6 100 | 0025 | 1xD 1XD
° 6+9 100 | 0035 | 1xD 1XD
° 9+12 | 100 | 0040 | 1xD 1XD
° 12:16 | 100 | 0,050 | 1xD 1XD
° 16+25 | 100 | 0065 | 1xD 1XD
o 3+6 60 0015 | 1xD 1XD
o 6+9 60 0020 | 1xD 1XD
o 9+12 60 0030 | 1xD 1XD
o 12:16 | 60 0035 | 1xD 1xD
o 1625 | 60 0045 | 1xD 1XD
° 3+6 160 | 0030 | 1xD 1xD
° 6+9 160 | 0045 | 1xD 1XD
° 9+12 | 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 16+25 | 160 | 0090 | 1xD 1XD
° 3+6 160 | 0030 | 1xD 1XD
° 6+9 160 | 0045 | 1xD 1XD
° 9+12 | 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 16:25 | 160 | 0,090 | 1xD 1XD
o 3+6 25 0015 | 1xD 1XD
o 6+9 25 0020 | 1xD 1XD
o 9+12 25 0025 | 1xD 1XD
o 12:16 | 25 0030 | 1xD 1XD
o 16:25 | 25 0040 | 1xD 1XD
o 3+6 35 0027 | 1xD 1XD
o 6+9 35 0031 | 1xD 1XD
o 9+12 35 0038 | 1xD 1XD
o 12:16 | 35 0045 | 1xD 1XD
o 16:25 | 35 0055 | 1xD 1XD
[} 3+6 30 0,008 0,25xD 1xD
o 6+9 30 0010 | 025xD | 1xD
o 9+12 30 0012 | 025xD | 1xD
o 12:16 | 30 0015 | 025xD | 1xD
o 16:25 | 30 0015 | 025xD | 1xD
NS GPE3EPOBAHVIS YCTYMOB PEXUMbI AOMKHbI BbITh MOBbILLEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
®  PEKOMEHIOBAHHOE NMPUMEHEHVIE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimu CKOPOCTb PE3AHIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = ob/mnH () KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um NOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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L ala)

TBepaocnnaeHble pesbl Z4 - Mnockun Topey, ’
HM Mills Z4 - Flat Head
VHM-Friser 74 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.I. Z4 - Téte Plane X engineering
TFWA4 ... 943 ks
OPAHXXEBOE g
@D =3-25 ~
450 52
HRC

§ — -
@D ‘ DIN 6535 HB ad K é

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnnasa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tvna

Micrograin HM mills MONE [IOMYCKA D d <<<( ))>>
DIN 6535 HB Shank - DIN 6527 medium Type Vel HSRANEE (W eI2 h10 | hé
(Mm)
APT. (%]D) ad L1 H 45° z
TFWA4.030.943 3 6 8 57 0,10 4
TFW4.040.943 4 6 1 57 0,13 4
TFW4.050.943 5 6 13 57 0,18 4
TFW4.060.943 6 6 13 57 0,20 4
TFW4.070.943 7 8 19 63 0,20 4
TFWA4.080.943 8 8 19 63 020 4
TFW4.090.943 9 10 22 72 030 4
TFW4.100.943 10 10 22 72 030 4
TFW4.110.943 11 12 26 83 030 4
TFW4.120.943 12 12 26 83 030 4
TFW4.130.943 13 14 26 83 030 4
TFW4.140.943 14 14 26 83 0,30 4
TFW4.160.943 16 16 32 92 0,40 4
TFW4.180.943 18 18 32 92 0,40 4
TFW4.200.943 20 20 38 104 050 4
TFW4.250.943 25 25 38 104 050 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

a BB, -
s |2 SZ(20h El 3 3
s |B = = =] =z 2 - 2
2 =42 R 8% £ e 2
SIS §Hﬂ gw Z 22,5 ES 5o
ECIES s B |8E|22 29|28 w3 5
T8 Igananps|=SZ = 3< 30
PSS F B >W(Ss Ta a
S5|ES0|lEH ;V’;U’ 20| Z8|FH|S £ T8 w
SOIES|= 2EAT< =522 £8|22| =& E
SHE5J/52 858 E8sO(=QISS|S2| T|EC|gH| S| UG|ES
SIS 23|=E2|o2|3>|8G|2Y SS a0 | 0EI5E %2 go 3z
ioati 56|85|52|8<|E 2L 82|23 E8(235|50|58 32|82
MNpumeHeHwue - Application 2220|223 |2hH|26|85|55|282|22|=0|E2 |2 FF|SE|EG
o 3:6 130 | 0,025 | 1xD 1xD
o 6+9 130 | 0035 | 1xD 1D
o 9+12 | 130 | 0040 | 1xD XD
o 12:16 | 130 | 0,050 | 1xD 1XD
0 16:25 | 130 | 0,065 | 1xD XD
o 3:6 125 | 0025 | 1xD 1XD
o 6+9 125 | 0035 | 1xD XD
ac mp
o 9+12 | 125 | 0040 | 1xD XD
o 12:16 | 125 | 0050 | 1xD XD
o 16:25 | 125 | 0,065 | 1xD XD
o 3:6 120 | 0025 | 1xD 1xD
o 6+9 120 | 0035 | 1xD XD
o 9+12 | 120 | 0040 | 1xD XD
0 12:16 | 120 | 0050 | 1xD 1D
o 16:25 | 120 | 0,065 | 1xD XD
° 3+6 100 | 0036 | 1xD 1xD
° 6+9 100 | 0040 | 1xD XD
° 9+12 | 100 | 0050 | 1xD XD
° 12:16 | 100 | 0070 | 1xD 1D
° 16:25 | 100 | 0,080 | 1xD XD
° 3+6 25 0015 | 1xD 1XD
° 6+9 25 0020 | 1xD XD
° 9+12 25 0030 | 1xD XD
° 12:16 | 25 | 0035 | 1xD 1D
° 16:25 | 25 0040 | 1xD XD
° 3+6 30 0015 | 1xD 1XD
° 6+9 30 0023 | 1xD XD
° 9+12 30 0027 | 1xD XD
° 12:16 | 30 0040 | 1xD 1D
° 16:25 | 30 0050 | 1xD XD
[} 3+6 30 0,008 0,25xD 1xD
0 6+9 30 0010 | 0,25xD | 1xD
o 9+12 30 0012 | 0,25xD | 1xD
o 12:16 | 30 0015 | 025xD | 1xD
0 16:25 | 30 0015 | 0,25 | 1xD
[N ®PESEPOBAHMS! YCTYIMOB PEXVMbI AOMKHbI BbITb MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@®  PEKOMEHIOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPVYMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = i CKOPOCTb PESAHIIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = oB/MuH (W) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED § £
N=1Z'Z=wmwm
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = wmimnn CKOPOCTB MOfAUM - FEED SPEED Vf=1fz -z n =vwmmun
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L ala)

TBepAaocnnaBHble dpe3bl Z4 - Mnockun Topey ’
HM Mills Z4 - Flat Head
VHM-Fréser Z4 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.l. Z4 - Téte Plane E2 engineering
MOKPbLITUE %
COATED
YEPHOE ~
@D =3-25
450 52
H
HRC

L2
- @D1

: ' (ZlDi DIN 6535 HA T;d

®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cniaesa
XBocTtoBuk DIN 6535 HA - DIN 6527 cpegHero Tuna

MONE AOMYCKA D | d (@‘ >>>>
TOLLERANCE RANGE h10 | h6

Micrograin HM mills
DIN 6535 HA Shank - DIN 6527 medium Type

(Mm)

APT. oD @d @Dl L1 L2 H 45 z
TF4.030.944 3 6 28 8 14 57 010 4
TF4.040.944 4 6 38 11 18 57 013 4
TF4.050.944 5 6 48 13 20 57 018 4
TF4.060.944 6 6 58 13 20 57 020 4
TF4.070.944 7 8 67 19 28 63 020 4
TF4.080.944 8 8 77 19 28 63 020 4
TF4.090.944 9 10 87 22 33 72 030 4
TF4.100.944 10 10 95 22 33 72 030 4
TF4.110.944 11 12 105 26 40 83 030 4
TF4.120.944 12 12 115 26 40 83 030 4
TF4.130.944 13 14 125 26 40 83 030 4
TF4.140.944 14 14 135 26 40 83 030 4
TF4.160.944 16 16 155 32 45 92 040 4
TF4.180.944 18 18 175 32 45 92 040 4
TF4.200.944 20 20 195 38 50 104 050 4
TF4.250.944 25 25 245 38 50 104 050 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= § ég é% E 8 2 A
g sg2 835 _|EE| I 2. |,
SRR EE L 58| |G
£5|20 2|20 Bh22|52(20|s 82| %o
=82 Zu|=9|Ealz528z24|Ss zo q
£9|E3|35|54|5% 2855|2282 «|58|88|_3/E2|cE
= Eé g>_ HOEZJ|SO | 3x SE §Z W= EE 2 wisT
EX|85|25/52| 2|8 20|20|55|88 80|52 |82|52|82
P 5023532858 ux| = <|S3|g J|20|EE|22\=F
Mpumenenue - Application S2/$0|E2 |25 25 |86|55/22/22|58|E2 S5 FF|ST|EG
° 3+6 160 | 0025 | 1xD 1xD
° 6+9 160 | 0035 | 1xD 1XD
° 9+12 160 | 0040 | 1xD 1XD
° 12:16 | 160 | 0,050 | 1xD 1XD
° 16+25 | 160 | 0065 | 1xD 1XD
° 3+6 120 | 0025 | 1xD 1XD
° 6+9 120 | 0035 | 1xD 1XD
° 9+12 120 | 0040 | 1xD 1XD
° 12:16 | 120 | 0,050 | 1xD 1XD
° 16:25 | 120 | 0,065 | 1xD 1XD
° 3+6 100 | 0025 | 1xD 1XD
° 6+9 100 | 0035 | 1xD 1XD
° 9+12 100 | 0040 | 1xD 1XD
° 12:16 | 100 | 0,050 | 1xD 1XD
° 16+25 | 100 | 0065 | 1xD 1XD
o 346 60 0015 | 1xD 1XD
o 6+9 60 0020 | 1xD 1XD
o 9+12 60 0030 | 1xD 1XD
o 12:16 | 60 0035 | 1xD 1xD
o 1625 | 60 0045 | 1xD 1XD
° 3+6 160 | 0030 | 1xD 1XD
° 6+9 160 | 0045 | 1xD 1XD
° 9+12 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 16+25 | 160 | 0090 | 1xD 1XD
° 3+6 160 | 0030 | 1xD 1XD
° 6+9 160 | 0045 | 1xD 1XD
° 9+12 160 | 0055 | 1xD 1XD
° 12:16 | 160 | 0,070 | 1xD 1XD
° 16:25 | 160 | 0,090 | 1xD 1XD
o 3+6 25 0015 | 1xD 1XD
o 6+9 25 0020 | 1xD 1XD
o 9+12 25 0025 | 1xD 1XD
o 12:16 | 25 0030 | 1xD 1XD
o 16:25 | 25 0040 | 1xD 1XD
o 3+6 35 0027 | 1xD 1XD
o 6+9 35 0031 | 1xD 1XD
o 9+12 35 0038 | 1xD 1XD
o 12:16 | 35 0045 | 1xD 1XD
o 16:25 | 35 0055 | 1xD 1XD
[} 3+6 30 0,008 0,25xD 1xD
o 6+9 30 0010 | 025xD | 1xD
o 9+12 30 0012 | 025xD | 1xD
o 12:16 | 30 0015 | 025xD | 1xD
o 16:25 | 30 0015 | 025xD | 1xD
NS GPE3EPOBAHVIS YCTYMOB PEXUMbI AOMKHbI BbITh MOBbILLEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@  PEKOMEHNOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BOSMOXHOE MPVIMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimu CKOPOCTb PE3AHIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = ob/mnH () KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED
fn=fz z=mm
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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L ala)

TBepaocnnaBHble dpe3bl Z4 - Mnockun Topew ’
HM Mills Z4 - Flat Head
VHM-Fréser Z4 - Gerade Stirnschneide TPC tOOISI
Fraise M.D.l. Z4 - Téte Plane E2 engineering
TF4 945 MOKPbLITUE
(LN COATED
OPAH)EBOE '
@D =3-25 !
HRC

L2
- @D1

) zg DIN 6535 HA Tard
®pesbl M3 MUKPO3EPHUCTOrO TBEPAOro cnnasa

XBocTtoBuk DIN 6535 HA - DIN 6527 cpegHero Tuna

MOME AOMYCKA D | 4 ( )

Micrograin HM mills
TOLLERANCE RANGE h10 h6é

DIN 6535 HA Shank - DIN 6527 medium Type

(Mm)

APT. oD @d @Dl L1 L2 H 45 z
TF4.030.945 3 6 28 8 14 57 010 4
TF4.040.945 4 6 38 11 18 57 013 4
TF4.050.945 5 6 48 13 20 57 018 4
TF4.060.945 6 6 58 13 20 57 020 4
TF4.070.945 7 8 67 19 28 63 020 4
TF4.080.945 8 8 77 19 28 63 020 4
TF4.090.945 9 10 87 22 33 72 030 4
TF4.100.945 10 10 95 22 33 72 030 4
TF4.110.945 11 12 105 26 40 83 030 4
TF4.120.945 12 12 115 26 40 83 030 4
TF4.130.945 13 14 125 26 40 83 030 4
TF4.140.945 14 14 135 26 40 83 030 4
TF4.160.945 16 16 155 32 45 92 040 4
TF4.180.945 18 18 175 32 45 92 040 4
TF4.200.945 20 20 195 38 50 104 050 4
TF4.250.945 25 25 245 38 50 104 050 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

a BB, -
s |2 SZ(20h El 3 3
s |B = = =] =z 2 - 2
2 =42 R 8% £ e 2
SIS §Hﬂ gw Z 22,5 ES 5o
ECIES s B |8E|22 29|28 w3 5
T8 Igananps|=SZ = 3< 30
PSS F B >W(Ss Ta a
S5|ES0|lEH ;V’;U’ 20| Z8|FH|S £ T8 w
SOIES|= 2EAT< =522 £8|22| =& E
SHE5J/52 858 E8sO(=QISS|S2| T|EC|gH| S| UG|ES
SIS 23|=E2|o2|3>|8G|2Y SS a0 | 0EI5E %2 go 3z
ioati 56|85|52|8<|E 2L 82|23 E8(235|50|58 32|82
MNpumeHeHwue - Application 2220|223 |2hH|26|85|55|282|22|=0|E2 |2 FF|SE|EG
o 3:6 130 | 0,025 | 1xD 1xD
o 6+9 130 | 0035 | 1xD 1D
o 9+12 | 130 | 0040 | 1xD XD
o 12:16 | 130 | 0,050 | 1xD 1XD
0 16:25 | 130 | 0,065 | 1xD XD
o 3:6 125 | 0025 | 1xD 1XD
o 6+9 125 | 0035 | 1xD XD
ac mp
o 9+12 | 125 | 0040 | 1xD XD
o 12:16 | 125 | 0050 | 1xD XD
o 16:25 | 125 | 0,065 | 1xD XD
o 3:6 120 | 0025 | 1xD 1xD
o 6+9 120 | 0035 | 1xD XD
o 9+12 | 120 | 0040 | 1xD XD
0 12:16 | 120 | 0050 | 1xD 1D
o 16:25 | 120 | 0,065 | 1xD XD
° 3+6 100 | 0036 | 1xD 1xD
° 6+9 100 | 0040 | 1xD XD
° 9+12 | 100 | 0050 | 1xD XD
° 12:16 | 100 | 0070 | 1xD 1D
° 16:25 | 100 | 0,080 | 1xD XD
° 3+6 25 0015 | 1xD 1XD
° 6+9 25 0020 | 1xD XD
° 9+12 25 0030 | 1xD XD
° 12:16 | 25 | 0035 | 1xD 1D
° 16:25 | 25 0040 | 1xD XD
° 3+6 30 0015 | 1xD 1XD
° 6+9 30 0023 | 1xD XD
° 9+12 30 0027 | 1xD XD
° 12:16 | 30 0040 | 1xD 1D
° 16:25 | 30 0050 | 1xD XD
[} 3+6 30 0,008 0,25xD 1xD
0 6+9 30 0010 | 0,25xD | 1xD
o 9+12 30 0012 | 0,25xD | 1xD
o 12:16 | 30 0015 | 025xD | 1xD
0 16:25 | 30 0015 | 0,25 | 1xD
[N ®PESEPOBAHMS! YCTYIMOB PEXVMbI AOMKHbI BbITb MOBBILEHBI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@®  PEKOMEHIOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPVYMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VG = i CKOPOCTb PESAHIIS - CUTTING SPEED N = —— = 06/MuH (MuH)
n = oB/MuH (W) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wm NOJAYA/3YE -TOOTH FEED § £
N=1Z'Z=wmwm
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = wmimnn CKOPOCTB MOfAUM - FEED SPEED Vf=1fz -z n =vwmmun
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TBepaocnnaBHbie pesbl Z4 - TopoupanbHblie ¢ \ ’
HM Mills Z4 - Toric

VHM-Fraser 74 - Torischer kopf TPC tOOISI
Fraise M.D.l. Z4 - Toric E2 engineering

TFW4 ... 946 B 7

YEPHOE <

52
. [ " HRC
"*-».:—%\j : ‘ ] R Hu;.‘
ﬁ A . T
@D DIN 6535 HB @d
: -4

@D =4-20

®pe3bl U3 MUKPO3EePHUCTOrO TBEpPAoro cnnaesa
XBoctoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

Micrograin HM mills NTOJIE IONIYCKA D | d <<( ))>>
DIN 6535 HB Shank - DIN 6527 medium Type UL R E RAEE h10 | h6

(Mm) (Mm)
APT. oD @d L1 H R z APT. oD @d L1 H R z
TFW4.040.R025.946 4 6 11 57 025 4 TFW4.162.R200.946 16 16 32 92 2,00 4
TFW4.041.R050.946 4 6 11 57 050 4 TFW4.163.R250.946 16 16 32 92 250 4
TFW4.042.R100.946 4 6 1 57 1,00 4 TFW4.180.R150.946 18 18 32 92 1,50 4
TFWA4.050.R050.946 5 6 13 57 050 4 TFW4.181.R250.946 18 18 32 92 250 4
TFW4.051.R100.946 5 6 13 57 1,00 4 TFW4.200.R100.946 20 20 38 104 1,00 4
TFW4.052.R150.946 5 6 13 57 1,50 4 TFW4.201.R150.946 20 20 38 104 150 4
TFWA4.060.R050.946 6 6 13 57 050 4 TFW4.202.R200.946 20 20 38 104 200 4
TFW4.061.R100.946 6 6 13 57 1,00 4 TFW4.203.R250.946 20 20 38 104 250 4
TFW4.062.R150.946 6 6 13 57 150 4 TFW4.204.R300.946 20 20 38 104 3,00 4
TFWA4.063.R200.946 6 6 13 57 200 4 TFW4.205.R400.946 20 20 38 104 4,00 4
TFWA4.080.R050.946 8 8 19 63 050 4 TFW4.206.R500.946 20 20 38 104 500 4
TFW4.081.R100.946 8 8 19 63 1,00 4
TFW4.082.R150.946 8 8 19 63 150 4
TFW4.083.R200.946 8 8 19 63 200 4
TFW4.100.R050.946 10 10 22 72 0,50 4
TFW4.101.R100.946 10 10 22 72 1,00 4
TFW4.102.R150.946 10 10 22 72 1,50 4
TFW4.103.R200.946 10 10 22 72 200 4
TFW4.120.R050.946 12 12 26 83 050 4
TFW4.121.R100.946 12 12 26 83 1,00 4
TFW4.122.R150.946 12 12 26 83 150 4
TFW4.123.R200.946 12 12 26 83 2,00 4
TFW4.140.R100.946 14 14 26 83 1,00 4
TFW4.141.R200.946 14 14 26 83 2,00 4
TFW4.160.R100.946 16 16 32 92 1,00 4
TFW4.161.R150.946 16 16 32 92 150 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
2 o -
2 |2 e85 |.E B 3 2
BuSg2 545 z(2%| & AR
sHEEE |3FTH .3 552 59| |GE
£6/30|24|/85/8525=2/29|s 43 g0
25|235|20|22|£3(35|28|534|33| |xx|3%| |E2| w
£J|EZ|82\8Y\ 2955555852 | 552 |BF |2 B lss
EXSS|£5|52 2225/ 8455|85 88(9%/55/82/32/88
_ S EH R T B EEIE RN R E RS
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
[ ] 4+6 160 0,025 1xD 1xD
[ ] 6+10 160 0,035 1xD 1xD
[ ] 10+14 160 0,040 1xD 1xD
[ ] 14+18 160 0,050 1xD 1xD
[ ] 18+20 160 0,065 1xD 1xD
[ ) 4+6 120 0,025 1xD 1xD
[ ) 6+10 120 0,035 1xD 1xD
[ ) 10+14 120 0,040 1xD 1xD
[ ) 14+18 120 0,050 1xD 1xD
[ ) 18+20 120 0,065 1xD 1xD
[ ) 4+6 100 0,025 1xD 1xD
[ ] 6+10 100 0,035 1xD 1xD
[ ] 10+14 100 0,040 1xD 1xD
[ ) 14+18 100 0,050 1xD 1xD
[ ] 18+20 100 0,065 1xD 1xD
o) 4+6 60 0,015 1xD 1xD
o) 6+10 60 0,020 1xD 1xD
(o] 10+14 60 0,030 1xD 1xD
o) 14+18 60 0,035 1xD 1xD
o) 18+20 60 0,045 1xD 1xD
[ ) 4+6 160 0,030 1xD 1xD
) 6+10 160 0,045 1xD 1xD
[ ] 10+14 160 0,055 1xD 1xD
[ ) 14+18 160 0,070 1xD 1xD
) 18+20 160 0,090 1xD 1xD
[ ) 4+6 160 0,030 1xD 1xD
[ ] 6+10 160 0,045 1xD 1xD
[ ] 10+14 160 0,055 1xD 1xD
[ ) 14+18 160 0,070 1xD 1xD
[ ) 18+20 160 0,090 1xD 1xD
O 4+6 25 0,015 1xD 1xD
O 6+10 25 0,020 1xD 1xD
(o) 10+14 25 0,025 1xD 1xD
O 14+18 25 0,030 1xD 1xD
O 18+20 25 0,040 1xD 1xD
O 4+6 35 0,027 1xD 1xD
(o) 6+10 35 0,031 1xD 1xD
(o) 10+14 35 0,038 1xD 1xD
O 14+18 35 0,045 1xD 1xD
(o) 18+20 35 0,055 1xD 1xD
[} 4+6 30 0,008 0,25xD 1xD
[e] 6+10 30 0,010 0,25xD 1xD
o) 10+14 30 0,012 0,25xD 1xD
o) 14+18 30 0,015 0,25xD 1xD
[e] 18+20 30 0,015 0,25xD 1xD
ONA ®PE3EPOBAHUA YCTYMNOB PEXXMMbI OJMKHbI BbIThb MOBLIWEHBLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENI;)ED APPLICATION [e] BC_)_3MO)KHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = m/MuH CKOPOCTb PE3AHUA - CUTTING SPEED n=———"™—= 06/MUH (MI/IH'1)
n = 06/muH (MuH) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED f _ f
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION N=1z2-z =wm
Vf = mm/mnn CKOPOCTb MOJAYM - FEED SPEED Vf=fz -z n =wvwmun
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L ala)

HM Mills Z4 - Toric ’
VHM-Fraser Z4 - Torischer kopf TPCtOOIS}
Fraise M.D.l. Z4 - Toric E3 engineering

TBepaocnnaeHble pesbl Z4 - TopoupanbHble

== [OCTYNHbI C CEHTSBPS 2014
TFW4 947 BE AVAILABLE FROM SEPTEMBER 2014 MOKPLITVE

e == AB SEPTEMBER 2014 LIEFERBAR COATED
LB DISPONIBLE A PARTIR DE SEPTEMBRE 2014

@D =4 - 20 OPAH)EBOE li’
HRC

:\ i R kLlj

D DIN 6535 HB 2d K é
P it

®dpesbl U3 MUKPO3EPHUCTOro TBEPAOro cnnasa
XBocTtoBuk DIN 6535 HB - DIN 6527 cpegHero Tvna

Micrograin HM mills MONE [IOMYCKA D d <<<( ))>>
DIN 6535 HB Shank - DIN 6527 medium Type Vel HSRANEE (W eI2 h10 | hé

(Mm) (Mm)
APT. aD ad L1 H R z APT. (%]D) ad L1 H R z
TFW4.040.R025.947 4 6 1 57 0,25 4 TFW4.162.R200.947 16 16 32 92 2,00 4
TFWA4.041.R050.947 4 6 1 57 050 4 TFWA4.163.R250.947 16 16 32 92 250 4
TFW4.042.R100.947 4 6 1 57 1,00 4 TFW4.180.R150.947 18 18 32 92 1,50 4
TFW4.050.R050.947 5 6 13 57 050 4 TFWA4.181.R250.947 18 18 32 92 250 4
TFWA4.051.R100.947 5 6 13 57 1,00 4 TFW4.200.R100.947 20 20 38 104 1,00 4
TFW4.052.R150.947 5 6 13 57 1,50 4 TFWA4.201.R150.947 20 20 38 104 150 4
TFW4.060.R050.947 6 6 13 57 0,50 4 TFWA4.202.R200.947 20 20 38 104 2,00 4
TFW4.061.R100.947 6 6 13 57 1,00 4 TFWA4.203.R250.947 20 20 38 104 250 4
TFWA4.062.R150.947 6 6 13 57 1,50 4 TFWA4.204.R300.947 20 20 38 104 3,00 4
TFW4.063.R200.947 6 6 13 57 2,00 4 TFW4.205.R400.947 20 20 38 104 4,00 4
TFWA4.080.R050.947 8 8 19 63 0,50 4 TFWA4.206.R500.947 20 20 38 104 500 4
TFW4.081.R100.947 8 8 19 63 1,00 4
TFW4.082.R150.947 8 8 19 63 1,50 4
TFW4.083.R200.947 8 8 19 63 2,00 4
TFW4.100.R050.947 10 10 22 72 0,50 4
TFW4.101.R100.947 10 10 22 72 1,00 4
TFW4.102.R150.947 10 10 22 72 1,50 4
TFW4.103.R200.947 10 10 22 72 2,00 4
TFW4.120.R050.947 12 12 26 83 0,50 4
TFW4.121.R100.947 12 12 26 83 1,00 4
TFW4.122.R150.947 12 12 26 83 1,50 4
TFW4.123.R200.947 12 12 26 83 2,00 4
TFW4.140.R100.947 14 14 26 83 1,00 4
TFWA4.141.R200.947 14 14 26 83 2,00 4
TFW4.160.R100.947 16 16 32 92 1,00 4
TFW4.161.R150.947 16 16 32 92 1,50 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
2 o -
= |B 2X gl |_E| 8 2 2
= =2 2 = E § j P ,n__: s 5 ]
c8|282 |35 20| 388 0 LIS
89|E3|35|E2|52|228|55|=2|22| «|£8|88| |52k
£2|52|Ex(2252|35|88|80(25 28|55 5522|3882
I HAEREEERER R RIS P EEEE T T
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
(o] 4+6 130 0,025 1xD 1xD
(e} 6+10 130 0,035 1xD 1xD
() 10+14 130 0,040 1xD 1xD
(o) 14+18 130 0,050 1xD 1xD
(e} 18+20 130 0,065 1xD 1xD
O 4+6 125 0,025 1xD 1xD
() 6+10 125 0,035 1xD 1xD
(o) 10+14 125 0,040 1xD 1xD
O 14+18 125 0,050 1xD 1xD
() 18+20 125 0,065 1xD 1xD
(o) 4+6 120 0,025 1xD 1xD
O 6+10 120 0,035 1xD 1xD
O 10+14 120 0,040 1xD 1xD
(o) 14+18 120 0,050 1xD 1xD
O 18+20 120 0,065 1xD 1xD
[ 4+6 100 0,036 1xD 1xD
[ ) 6+10 100 0,040 1xD 1xD
[ ] 10+14 100 0,050 1xD 1xD
[ 14+18 100 0,070 1xD 1xD
[ ) 18+20 100 0,080 1xD 1xD
[ ) 4+6 25 0,015 1xD 1xD
[ ) 6+10 25 0,020 1xD 1xD
[ ] 10+14 25 0,030 1xD 1xD
[ ) 14+18 25 0,035 1xD 1xD
[ ) 18+20 25 0,040 1xD 1xD
[ ] 4+6 30 0,015 1xD 1xD
[ ] 6+10 30 0,025 1xD 1xD
[ ) 10+14 30 0,033 1xD 1xD
[ ) 14+18 30 0,043 1xD 1xD
[ ] 18+20 30 0,047 1xD 1xD
[} 4+6 30 0,008 0,25xD 1xD
[} 6+10 30 0,010 0,25xD 1xD
[e] 10+14 30 0,012 0,25xD 1xD
o) 14+18 30 0,015 0,25xD 1xD
o) 18+20 30 0,015 0,25xD 1xD
ONA ®PE3EPOBAHUA YCTYMNOB PEXXMMbI OJMKHbI BbITh MOBLILWEHBLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENI;)ED APPLICATION o] BQ3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wmu CKOPOCTb PE3AHIS - CUTTING SPEED n = —— =06MuH (MuH")
n = 06/muH (MuH) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =wmm NOOAYA/3YE -TOOTH FEED f _ f
fn = mm NOOAYA/OBOPOT - FEED / REVOLUTION N=1z2-z =wm
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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TBepaocnnaBHble dpe3bl Z4 - TopoupanbHbie ™ ’
HM Mills Z4 - Toric

VHM-Fraser 24 - Torischer kopf TPC tOOISI
Fraise M.D.1. Z4 - Toric E3 engineering

== OOCTYMNHO C CEHTSBPS 2014
TF4 ... 948 o R e e P
. Il DISPONIBLE A PARTIR DE SEPTEMBRE 2014 YEPHOE 1\_:
@D =4-20
L2 " R HSRZ
® Puﬁ @D1 E
= {\1 } o> DIN 6535 HA | ¢
L K&
‘Dpe3bl U3 MUKPO3epHUCTOro TBepaoro cniaesa
XBoctoBuk DIN 6535 HA - DIN 6527 cpegHero Tuna
Micrograin HM mills MOJE IONYCKA D d <<( )>>>
DIN 6535 HA Shank - DIN 6527 medium Type UOLIZRE s P h10 | hé
(Mm) (Mm)
APT. D @d @D1 L1 L2 H R z APT. D @d @D1 L1 L2 H R z
TF4.040.R025.948 4 6 38 11 18 57 025 4 TF4.162.R200.948 16 16 155 32 45 92 2,00 4
TF4.041.R050.948 4 6 38 11 18 57 050 4 TF4.163.R250.948 16 16 155 32 45 92 250 4
TF4.042.R100.948 4 6 38 11 18 57 1,00 4 TF4.180.R150.948 18 18 175 32 45 92 150 4
TF4.050.R050.948 5 6 48 13 20 57 050 4 TF4.181.R250.948 18 18 175 32 45 92 250 4
TF4.051.R100.948 5 6 48 13 20 57 1,00 4 TF4.200.R100.948 20 20 195 38 50 104 100 4
TF4.052.R150.948 5 6 48 13 20 57 150 4 TF4.201.R150.948 20 20 195 38 50 104 150 4
TF4.060.R050.948 6 6 58 13 20 57 050 4 | |TF4.202.R200.948 20 20 195 38 50 104 200 4
TF4.061.R100.948 6 6 58 13 20 57 100 4 | |TF4.203.R250.948 20 20 195 38 50 104 250 4
TF4.062.R150.948 6 6 58 13 20 57 150 4 | |TF4.204.R300.948 20 20 195 38 50 104 300 4
TF4.063.R200.948 6 6 58 13 20 57 200 4 | |TF4.205.R400.948 20 20 195 38 50 104 400 4
TF4.080.R050.948 8 8 77 19 28 63 050 4 | |TF4.206.R500.948 20 20 195 38 50 104 500 4
TF4.081.R100.948 8 8 77 19 28 63 100 4
TF4.082.R150.948 8 8 77 19 28 63 150 4
TF4.083.R200.948 8 8 77 19 28 63 200 4
TF4.100.R050.948 10 10 95 22 33 72 050 4
TF4.101.R100.948 10 10 95 22 33 72 100 4
TF4.102.R150.948 10 10 95 22 33 72 150 4
TF4.103.R200.948 10 10 95 22 33 72 200 4
TF4.120.R050.948 12 12 115 26 40 83 050 4
TF4.121.R100.948 12 12 115 26 40 83 100 4
TF4.122.R150.948 12 12 11,5 26 40 83 150 4
TF4.123.R200.948 12 12 11,5 26 40 83 200 4
TF4.140.R100.948 14 14 135 26 40 83 100 4
TF4.141.R200.948 14 14 135 26 40 83 200 4
TF4.160.R100.948 16 16 155 32 45 92 100 4
TF4.161.R150.948 16 16 155 32 45 92 150 4
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MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S H|G
2 o -
2 |2 e85 |.E B 3 2
BuSg2 545 z(2%| & AR
sHEEE |3FTH .3 552 59| |GE
£6/30|24|/85/8525=2/29|s 43 g0
25|235|20|22|£3(35|28|534|33| |xx|3%| |E2| w
£J|EZ|82\8Y\ 2955555852 | 552 |BF |2 B lss
EXSS|£5|52 2225/ 8455|85 88(9%/55/82/32/88
_ S EH R T B EEIE RN R E RS
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
[ ] 4+6 160 0,025 1xD 1xD
[ ] 6+10 160 0,035 1xD 1xD
[ ] 10+14 160 0,040 1xD 1xD
[ ] 14+18 160 0,050 1xD 1xD
[ ] 18+20 160 0,065 1xD 1xD
[ ) 4+6 120 0,025 1xD 1xD
[ ) 6+10 120 0,035 1xD 1xD
[ ) 10+14 120 0,040 1xD 1xD
[ ) 14+18 120 0,050 1xD 1xD
[ ) 18+20 120 0,065 1xD 1xD
[ ) 4+6 100 0,025 1xD 1xD
[ ] 6+10 100 0,035 1xD 1xD
[ ] 10+14 100 0,040 1xD 1xD
[ ) 14+18 100 0,050 1xD 1xD
[ ] 18+20 100 0,065 1xD 1xD
o) 4+6 60 0,015 1xD 1xD
o) 6+10 60 0,020 1xD 1xD
(o] 10+14 60 0,030 1xD 1xD
o) 14+18 60 0,035 1xD 1xD
o) 18+20 60 0,045 1xD 1xD
[ ) 4+6 160 0,030 1xD 1xD
) 6+10 160 0,045 1xD 1xD
[ ] 10+14 160 0,055 1xD 1xD
[ ) 14+18 160 0,070 1xD 1xD
) 18+20 160 0,090 1xD 1xD
[ ) 4+6 160 0,030 1xD 1xD
[ ] 6+10 160 0,045 1xD 1xD
[ ] 10+14 160 0,055 1xD 1xD
[ ) 14+18 160 0,070 1xD 1xD
[ ) 18+20 160 0,090 1xD 1xD
O 4+6 25 0,015 1xD 1xD
O 6+10 25 0,020 1xD 1xD
(o) 10+14 25 0,025 1xD 1xD
O 14+18 25 0,030 1xD 1xD
O 18+20 25 0,040 1xD 1xD
O 4+6 35 0,027 1xD 1xD
(o) 6+10 35 0,031 1xD 1xD
(o) 10+14 35 0,038 1xD 1xD
O 14+18 35 0,045 1xD 1xD
(o) 18+20 35 0,055 1xD 1xD
[} 4+6 30 0,008 0,25xD 1xD
[e] 6+10 30 0,010 0,25xD 1xD
o) 10+14 30 0,012 0,25xD 1xD
o) 14+18 30 0,015 0,25xD 1xD
[e] 18+20 30 0,015 0,25xD 1xD
ONA ®PE3EPOBAHUA YCTYMNOB PEXXMMbI OJMKHbI BbIThb MOBLIWEHBLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENI;)ED APPLICATION [e] BC_)_3MO)KHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Vc = m/MuH CKOPOCTb PE3AHUA - CUTTING SPEED n=———"™—= 06/MUH (MI/IH'1)
n = 06/muH (MuH) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = wmm MOJAYA/3YE -TOOTH FEED f _ f
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION N=1z2-z =wm
Vf = mm/mnn CKOPOCTb MOJAYM - FEED SPEED Vf=fz -z n =wvwmun
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L ala)

HM Mills Z4 - Toric ’
VHM-Fraser Z4 - Torischer kopf TPCtOOISI
Fraise M.D.l. Z4 - Toric E3 engineering

TBepaocnnaBHble dpe3bl Z4 - TopoupanbHbie

== JOCTYMNHO C CEHTABPSA 2014
BE AVAILABLE FROM SEPTEMBER 2014 MOKPBITUE
== AB SEPTEMBER 2014 LIEFERBAR COATED
I DISPONIBLE A PARTIR DE SEPTEMBRE 2014
OPAHXXEBOE lﬁ’
@D =4-20
H 52
5 " HRC
R— L1
ﬁ @D1
T T
} (%]} DIN 6535 HA | @d
®pe3bl U3 MUKPO3EPHUCTOro TBEpPAOoro cninaesa
XBocTtoBuk DIN 6535 HA - DIN 6527 cpegHero Tuna
Micrograin HM mills IO LR e B i <<<( )D)
DIN 6535 HA Shank - DIN 6527 medium Type VOLEHERNES [T h10 | hé
(Mm) (Mm)
APT. @D @d @D1 L1 L2 H R z APT. oD @d @D1 L1 L2 H R z
TF4.040.R025.949 4 6 38 11 18 57 025 4 TF4.162.R200.949 16 16 155 32 45 92 200 4
TF4.041.R050.949 4 6 38 11 18 57 050 4 TF4.163.R250.949 16 16 155 32 45 92 250 4
TF4.042.R100.949 4 6 38 11 18 57 1,00 4 TF4.180.R150.949 18 18 17,5 32 45 92 150 4
TF4.050.R050.949 5 6 48 13 20 57 050 4 TF4.181.R250.949 18 18 175 32 45 92 250 4
TF4.051.R100.949 5 6 48 13 20 57 100 4 TF4.200.R100.949 20 20 195 38 50 104 100 4
TF4.052.R150.949 5 6 48 13 20 57 150 4 TF4.201.R150.949 20 20 195 38 50 104 150 4
TF4.060.R050.949 6 6 58 13 20 57 050 4 TF4.202.R200.949 20 20 19,5 38 50 104 200 4
TF4.061.R100.949 6 6 58 13 20 57 100 4 TF4.203.R250.949 20 20 19,5 38 50 104 250 4
TF4.062.R150.949 6 6 58 13 20 57 150 4 TF4.204.R300.949 20 20 19,5 38 50 104 300 4
TF4.063.R200.949 6 6 58 13 20 57 200 4 TF4.205.R400.949 20 20 195 38 50 104 400 4
TF4.080.R050.949 8 8 77 19 28 63 050 4 TF4.206.R500.949 20 20 19,5 38 50 104 500 4
TF4.081.R100.949 8 8 77 19 28 63 100 4
TF4.082.R150.949 8 8 77 19 28 63 150 4
TF4.083.R200.949 8 8 77 19 28 63 200 4
TF4.100.R050.949 10 10 95 22 33 72 050 4
TF4.101.R100.949 10 10 95 22 33 72 100 4
TF4.102.R150.949 10 10 95 22 33 72 150 4
TF4.103.R200.949 10 10 95 22 33 72 200 4
TF4.120.R050.949 12 12 115 26 40 83 050 4
TF4.121.R100.949 12 12 115 26 40 83 100 4
TF4.122.R150.949 12 12 115 26 40 83 150 4
TF4.123.R200.949 12 12 115 26 40 83 200 4
TF4.140.R100.949 14 14 135 26 40 83 100 4
TF4.141.R200.949 14 14 135 26 40 83 200 4
TF4.160.R100.949 16 16 155 32 45 92 100 4
TF4.161.R150.949 16 16 155 32 45 92 150 4
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
2 o -
= |B 2X gl |_E| 8 2 2
= =2 2 = E § j P ,n__: s 5 ]
c8|282 |35 20| 388 0 LIS
89|E3|35|E2|52|228|55|=2|22| «|£8|88| |52k
£2|52|Ex(2252|35|88|80(25 28|55 5522|3882
I HAEREEERER R RIS P EEEE T T
MpumeHeHue - Application S2|22|E2 |25 35|86/ 55/25/22 £8|EZ ST |FE ST|ES
(o] 4+6 130 0,025 1xD 1xD
(e} 6+10 130 0,035 1xD 1xD
() 10+14 130 0,040 1xD 1xD
(o) 14+18 130 0,050 1xD 1xD
(e} 18+20 130 0,065 1xD 1xD
O 4+6 125 0,025 1xD 1xD
() 6+10 125 0,035 1xD 1xD
(o) 10+14 125 0,040 1xD 1xD
O 14+18 125 0,050 1xD 1xD
() 18+20 125 0,065 1xD 1xD
(o) 4+6 120 0,025 1xD 1xD
O 6+10 120 0,035 1xD 1xD
O 10+14 120 0,040 1xD 1xD
(o) 14+18 120 0,050 1xD 1xD
O 18+20 120 0,065 1xD 1xD
[ 4+6 100 0,036 1xD 1xD
[ ) 6+10 100 0,040 1xD 1xD
[ ] 10+14 100 0,050 1xD 1xD
[ 14+18 100 0,070 1xD 1xD
[ ) 18+20 100 0,080 1xD 1xD
[ ) 4+6 25 0,015 1xD 1xD
[ ) 6+10 25 0,020 1xD 1xD
[ ] 10+14 25 0,030 1xD 1xD
[ ) 14+18 25 0,035 1xD 1xD
[ ) 18+20 25 0,040 1xD 1xD
[ ] 4+6 30 0,015 1xD 1xD
[ ] 6+10 30 0,025 1xD 1xD
[ ) 10+14 30 0,033 1xD 1xD
[ ) 14+18 30 0,043 1xD 1xD
[ ] 18+20 30 0,047 1xD 1xD
[} 4+6 30 0,008 0,25xD 1xD
[} 6+10 30 0,010 0,25xD 1xD
[e] 10+14 30 0,012 0,25xD 1xD
o) 14+18 30 0,015 0,25xD 1xD
o) 18+20 30 0,015 0,25xD 1xD
ONA ®PE3EPOBAHUA YCTYMNOB PEXWMbI OMKHbI BbITh MOBLILWEHBLI HA 20%
FOR SHOULDER MILLING PARAMETERS SHOULD BE INCREASED BY 20%
@® PEKOMEHOOBAHHOE NMPUMEHEHVE - RECOMMENI;)ED APPLICATION o] BQ3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wmu CKOPOCTb PE3AHIS - CUTTING SPEED n = —— =06MuH (MuH")
n = 06/muH (MuH) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =wmm NOOAYA/3YE -TOOTH FEED f _ f
fn = mm NOOAYA/OBOPOT - FEED / REVOLUTION N=1z2-z =wm
Vf = um/mni CKOPOCTb MOMAYY - FEED SPEED Vf=fz -z n =wmmun
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3AMETKU - NOTES




LLIMOHOYHbIE
PPE3bI

LUNOHOYHbLIE ®PE3bl / PASSFEDERNUTEN / LOGEMENT CLES /
RANURAS PARA CHAVETAS



L ala)

TBepaocnnaBHble dpe3bl Z3 30° - LLinoHoYHbIe ’
HM Mills 30° Z3 - For keyslots
VHM-Fraser Z3 30° - Flr passfedernuten TPCtOOISI
Fraise M.D.I. Z3 30° - Pour logement des clés E2 engineering
T FW3 3 3 3 MOKPbITUE @
e COATED
YEPHOE I~
@D = 1,80-15,70
42
90° HRC

:‘ ; ] %Ll——‘

@D DIN 6535 HB d é
l i

®pe3bl U3 MUKPO3EPHUCTOrO TBEpAoro cnnaesa
LUnnungpuyeckunn xeoctoBuk HB - DIN 6527
KOPOTKOro Tuna

MOME OOMYCKA D d
Micrograin HM mills TOLLERANCE RANGE h10 | h6
Cilindrical Shank HB - DIN 6527 short Type
(Mm)
APT. D @d L1 z
TFW3.018.333 1,80 6 3 50 3
TFW3.028.333 2,80 6 4 50 3
TFW3.038.333 3,80 6 5 50 3
TFW3.048.333 4,80 6 6 50 3
TFW3.057.333 5%75 6 7 50 3
TFW3.077.333 7,75 8 10 63 3
TFW3.097.333 9,70 10 11 72 3
TFW3.117.333 1,70 12 14 83 3
TFW3.137.333 13,70 14 14 83 3
TFW3.157.333 15,70 16 16 92 3
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 96

P M N S [H[G
o .
2 |8 |2 |BE|:% sE| 2 3
E |6 |2 |BZ\E3| |§f B £ 2
25/38\% |34/38| zIE3 .5 E5 |84
iR (s Al 2356/ =3 E gu
3C(82|E0(32/82 (B |22 §5’§§ Iz %2
85/ ¢0/ 5 22 %Eﬁ ‘g;‘g IS5 . |gg|2z| =|zo|_H
£3|83|82|20/80 |50 830 52| B|EE 5P =2|88|52
- BEI8S|55|52/c2 2p 2P 35|35/8822 2582 32 85
Mpuwerenve - Application  EFTEEIFEIFEIFEIEIE EIFEEEICEIEER E SRR
° 180 | 90 | 0020 | 05D | 1xD
° 280 | 90 | 0,030 | 05D | 1xD
° 380 | 90 | 0040 | 05D | 1D
° 480 | 90 | 0045 | 05D | 1xD
° 575 | 90 | 0050 | 05D | 1xD
° 775 | 90 | 0,060 | 05xD | 1xD
° 970 | 90 | 0,070 | 05x0 | 1xD
° 170 | 90 | 0080 | 05D | 1xD
° 1370 | 90 | 0090 | 05D | 1xD
ae mp ° 1570 | 90 | 0,00 | 05D | 1xD
D 180 | 75 ] 0020 | 05D | 1xD
° 280 | 75 | 0,030 | 05 | 1xD
D 380 | 75 | 0,040 | 05D | 1xD
° 480 | 75 | 0045 | 05D | 1xD
° 575 | 75 | 0050 | 05D | 1D
° 775 | 75 | 0,060 | 05xD | 1xD
° 970 | 75 | 0070 | 05 | 1D
D 170 | 75 | 0080 | 05D | 1xD
° 1370 | 75 | 0090 | 05D | 1xD
D 1570 | 75 | 0100 | 05xD | 1xD
D 180 | 60 [ 0020 | 05D | 1xD
° 280 | 60 | 0030 | 05D | 1D
° 380 | 60 | 0,040 | 05x0 | 1xD
° 480 | 60 | 0045 | 05D | 1D
° 575 | 60 | 0,050 | 05x | 1xD
° 775 | 60 | 0,060 | 05xD | 1xD
° 970 | 60 | 0070 | 05D | 1D
° 170 | 60 | 0080 | 05D | 1xD
° 1370 | 60 | 0090 | 05D | 1xD
° 1570 | 60 | 0400 | 05xD | 1xD
° 180 | 110 [ 0020 | 05D | 1xD
° 280 | 110 | 0,030 | 05D | 1xD
° 380 | 110 | 0,040 | 05xD | 1xD
° 480 | 110 | 0045 | 05D | 1xD
° 575 | 110 | 0,050 | 05xD | 1xD
° 775 | 110 | 0060 | 05D | 1xD
° 970 | 110 | 0,070 | 050 | 1xD
° 170 | 110 | 0080 | 05D | 1xD
° 1370 | 10 | 0090 | 05D | 1xD
1570 | 10 | 0400 | 05xD | 1xD
D 180 | 90 [ 0020 [ 05x0 | 1xD
° 280 | 90 | 0,030 | 05D | 1xD
D 380 | 90 | 0,040 | 05x0 | 1xD
° 480 | 90 | 0045 | 05D | 1xD
D 575 | 90 | 0,050 | 05xD | 1xD
° 775 | 90 | 0060 | 05D | 1xD
° 970 | 90 | 0,070 | 05 | 1xD
° 1170 | 90 | 0080 | 05D | 1xD
° 1370 | 90 | 0090 | 05D | 1xD
D 1570 | 90 | 0400 | 05D | 1xD
®  PEKOMEHIOBAHHOE MPVIMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = miwnk CKOPOCTb PE3AHIS - CUTTING SPEED N = ——————— = o6/muH (Mun-)
N = o6/uH (vun) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = NOJAYA/3YE -TOOTH FEED
fn=fz-z=wum
fn = mm NOJAYAIOBOPOT - FEED / REVOLUTION
Vf = mwinn CKOPOCTb MOfIAUM - FEED SPEED Vf=1fz-z-n =wmwmun
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3AMETKW - NOTES




MHCTPYMEHT
o519 CHATUS
PACOK

N 3EHKOBAHUA

MHCTPYMEHT O19 CHATUS PACOK U 3EHKOBAHMS / KEGELSENKER-KANTENFRASER /
FRAISES CONIQUES A NOYER-CHANFREINEURS / AVELLANADORES-BISELADORAS



TBepaocnnaBHble dpe3bl Z4/6 60°

HM Mills 60° Z4/6 - for flaring
VHM-Fraser Z4/6 60° - zum Senken
Fraise M.D.l. Z4/6 60° - pour évasements

L ala)

TPCtooIsl

X engineering

TFW ... 860

@D =4-20

ad

®pe3bl U3 MUKPO3EPHUCTOro TBEPAOro cnrasa
XBoctoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna

Micrograin HM mills
DIN 6535 HB Shank - DIN 6527 short Type

TFWA4.040.860 4 4 54

MONE OOMYCKA D d

TOLLERANCE RANGE h6

TFW4.060.860 6 6 57 6

TFW5.080.860 8 8 63 8

TFW6.100.860 10 10 72 10

TFW6.120.860 12 12 83 12

TFW6.160.860 16 16 92 16

TFW6.200.860 20 20 104 20

olo|lolo|la|s|s N

MOKPbLITVE
COATED

YEPHOE

60° 42

\/ HRC

& X
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= 2k|lat gz -
iié HEES - g, g
S EREREEER I £a| |58
ELEh =085/ 85525980 w %5
o8P Iglan o e |S2E0s 1<
S5|E0|2K 228352 82|3323| | |«g|3%| = 22| m
29 s o =H 50 FUsS|ITo=2|s2| x|So|%@|_3S|uz I—'%
SZ83185/52)22 85 853 5% 2k 9h 55|32 35|85 UNMCIIORN)
Nonverenme - Application  EFIEEIEEIEHEREEEREHEEICEIERR EI3 3 ] o0 v«
°
[ ]
[ ]
°
[ ]
[ ]
°
° 4 50 0,030 N -
[ 6 50 0,030 — —
° 8 50 0,030 - N
° 10 50 0,030 - -
[ 12 50 0,030 — —
° 16 50 0,030 - N
° 20 50 0,030 - -
° 4 120 | 0,070 - N
° 6 120 | 0,070 - -
° 8 120 | 0070 - -
° 10 120 | 0,070 - N
° 12 120 | 0,070 - -
° 16 120 | 0070 - -
° 20 120 | 0,070 - N
° 4 300 | 0070 - -
° 6 300 | 0070 - N
[ ) 8 300 0,070 - -
° 10 300 | 0070 - _
° 12 300 | 0070 - N
[ ) 16 300 0,070 - -
° 20 300 | 0070 - _
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = ——— = o6/MuH (Mui)
n = o6/MwH (uuH') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um NOJAYA/3YE -TOOTH FEED
fn=fz-z=um
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mnn CKOPOCTb MOMAYM - FEED SPEED Vf=1fz -z n =mmmnn.
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TBepaocnnaBHble dpe3bl Z4 90° ’ i ’
HM Mills 90° Z4 - for flaring

VHM-Fréser Z4 90° - zum Senken TPC_tOO_ISI
Fraise M.D.l. Z4 90° - pour évasements E2 engineering

TFW ... 845 "ConTED

YEPHOE

@D =4-20

: 42

90°
T " HRC

¢ X

®pe3bl U3 MUKPO3EPHUCTOro TBEpAoro cniaesa
XBocTtoBuk DIN 6535 HB - DIN 6527 kopoTkoro Tuna

Micrograin HM mills MONE AOMYCKA D d

DIN 6535 HB Shank - DIN 6527 short Type VOLEHERNEE (AT hé

TFW4.040.845 4 4 54 4
TFW4.060.845 6 6 57 6
TFW5.080.845 8 8 63 8
TFW6.100.845 10 10 72 10
TFW6.120.845 12 12 83 12
TFW6.160.845 16 16 92 16
TFW6.200.845 20 20 104 20
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

P M K N S HIG
= 2k|lat gz -
iié HEES - g, g
S EREREEER I £a| |58
ELEh =085/ 85525980 w %5
o8P Iglan o e |S2E0s 1<
S5|E0|2K 228352 82|3323| | |«g|3%| = 22| m
29 s o =H 50 FUsS|ITo=2|s2| x|So|%@|_3S|uz I—'%
SZ83185/52)22 85 853 5% 2k 9h 55|32 35|85 UNMCIIORN)
Applicazione - Application PEEEEEEEEEHEEEHEECE R B R ] o0 v
°
[ ]
[ ]
°
[ ]
[ ]
°
° 4 50 | 0,030 N -
[ 6 50 0,030 — —
° 8 50 | 0,030 - N
° 10 50 | 0,030 - -
[ 12 50 0,030 — —
° 16 50 | 0,030 - N
° 20 50 | 0,030 - -
° 4 120 | 0,070 - N
° 6 120 | 0,070 - -
° 8 120 | 0070 - -
° 10 120 | 0,070 - N
° 12 120 | 0,070 - -
° 16 120 | 0070 - -
° 20 120 | 0,070 - N
° 4 300 | 0070 - -
° 6 300 | 0070 - N
[ ) 8 300 0,070 - -
° 10 300 | 0070 - _
° 12 300 | 0070 - N
[ ) 16 300 0,070 - -
° 20 300 | 0070 - _
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve - 1000
Ve = wimu CKOPOCTb PE3AHMS - CUTTING SPEED N = ——— = o6/MuH (Mui)
n = o6/MwH (uuH') KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz = um NOJAYA/3YE -TOOTH FEED
fn=fz-z=um
fn = wm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mnn CKOPOCTb MOMAYM - FEED SPEED Vf=1fz -z n =mmmnn.
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L ala)

TBepaocnnaBHas cpesa 45°

HM push-pull counter sink ’
VHM-kantenfraser schub-zug TPC tOOISI
M.D.I. dispositif de biseautage 45° en poussee - tirage E2 engineering
TF 4 890 MOKPLITUE
ann COATED
YEPHOE
@D =4-16
H
L2 450 42
L1 ZD1 H RC

- Q’DZ ad

- & X

Micrograin HM mills MOMNE OOMYCKA D d
DIN 6535 HB Shank - DIN 6527 medium Type VO HIRANELE [ HE hg | h6

L

=

®pe3bl U3 MUKPO3EPHUCTOrO TBepAoro cniaesa
XBoctoBuk DIN 6535 HB - DIN 6527 cpegHero Tuna

@d @D1 @D2 H L1
TF4.040.890 4 4 2 0,5 100 275 15

TF4.060.890 6 6 4 0,5 100 3,75 18
TF4.080.890 8 8 5 0,5 100 525 24
6
7

TF4.100.890 10 10 0,5 100 6,75 30
TF4.120.890 12 12 1 100 8,00 36
TF4.160.890 16 16 10 1 100 10,5 48
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Pexxumbl pe3aHus - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. H 45

= M K N S HIG
2 § ég g% £ B 4 a
2 |E |2 |BESE2| |g3| 2 3 2
SmEdl2 |43 _z|83|.5 E3| |2d
SHZUE ZHSE . 5262 I
HEEEEERER SRS i3 |33
EOEQ|35 2020225528/ 22| «|88(82|_3|50|E
Ef_( ég ES ;2 “:JZ EE §§ %ﬁ EE &E E"c?) E; |=<_:<E( gé gE (Mm)  (M/MUH)  (MM)
Nonverenme - Application  EFIEEIEEIEHEREEEREHEEICEIERR EI3 3 ] o0 v«
°
°
°
°
°
°
° 4 50 | 0030 - -
° 6 50 | 0030 - -
° 8 50 | 0030 - -
° 10 50 | 0030 - -
° 12 50 | 0030 - -
° 16 50 | 0,030 - -
° 4 120 | 0,070 - -
° 6 120 | 0,070 - -
° 8 120 | 0,070 - -
° 10 120 | 0,070 - -
° 12 120 | 0,070 - -
° 16 120 | 0,070 - -
° 4 300 | 0,070 - -
° 6 300 | 0,070 - -
° 8 300 | 0,070 - -
° 10 300 | 0,070 - -
° 12 300 | 0,070 - -
° 16 300 | 0,070 - -
®  PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPVIMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc - 1000
VC = mimun CKOPOCTb PESAHIS - CUTTING SPEED N = ——————— = o6/muH (Mun-)
N = o6/muH (wur) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS @D - 3,14
fz =M MONAYA/BYE -TOOTH FEED fn=f
fn = wm MOJAYAIOBOPOT - FEED / REVOLUTION n=iz'z=wm
Vf = um/mmi CKOPOCTb MOMAYY - FEED SPEED Vf=1fz -z n =mmmnn.
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