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FRESAS DE TOPO RETO — METAL DURO
Micro Diametro — 2 cortes

Long Neck — 2 cortes

2 cortes — Curta

2 cortes — Média, Longa, Extra Longa

4 cortes — Curta

4 cortes — Média, Longa, Extra Longa

4 cortes — 45° Graus

4 cortes — TiCrSin — Curta, Média

6 cortes — Curta, Média, Longa

FRESAS DE TOPO ESFERICO — METAL DURO
Micro Diametro — 2 cortes

Long Neck — 2 cortes

2 cortes — Curta

2 cortes — Média, Longa, Extra Longa

4 cortes — Curta

4 cortes — Média, Longa, Extra Longa

2 cortes — TiCrSin — Curta, Média

2 cortes — 15° Graus

FRESAS DE TOPO COM RAIO — METAL DURO
2 cortes — Curta

2 cortes — Média

2 cortes — Longa

4 cortes — Curta

4 cortes — Média

4 cortes —Longa, Extra Longa

FRESAS DE TOPO RETO — PARA ALUMINIO

2 cortes — Curta

2 cortes — Média, Longa, Extra Longa

3 cortes — Curta

3 Cortes — Média, Longa, Extra Longa
FRESAS DE TOPO ESFERICO — PARA ALUMINIO
2 cortes — Curta

FRESAS PARA DESBASTE — METAL DURO

4 cortes — Curta, Longa

FRESAS DE TOPO ESFERICO — NACO — METAL DURO
2 cortes — Curta, Longa

2 cortes — 15° Graus

FRESAS DE TOPO RETO - NACO — METAL DURO
2 cortes — Curta

4 cortes — Curta

6 e 8 cortes — Curta

FRESAS DE TOPO COM RAIO - NACO — METAL DURO
4 cortes — Curta

FRESAS DE TOPO EM POLEGADAS — METAL DURO
2 cortes —curta

FRESAS DE TOPO ALTO AVANCO

4 cortes —curta

4 cortes — curta— NACO UMG

4 cortes — curta — NACO MG

ALARGADORES — METAL DURO

Alargadores
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FRESAS DE TOPO RETO — METAL DURO - ANGULO VARIAVEL

4 cortes 35°~38°

4 cortes 42°~45°

PARAMETROS DE CORTE

Parametros de corte de Fresas de Topo de Micro Diametro com cobertura — 2 cortes
Parametros de corte de Fresas de Topo Reto Long Neck com cobertura — 2 cortes
Parametros de corte de Fresas de Topo Reto com cobertura — 2 cortes

Parametros de corte de Fresas de Topo Reto com cobertura — 2 cortes Média — Longa —
Extra Longa

Parametros de corte de Fresas de Topo Reto com cobertura — 4 cortes

Parametros de corte de Fresas de Topo Reto com cobertura — 4 cortes (Para A¢o Inox)
Parametros de corte de Fresas Topo Reto — 4 cortes - Média — Longa — Extra Longa
Parametros de corte de Fresas de Topo Reto com cobertura — 6 cortes

Parametros de corte de Fresas de Topo Esférico Micro Diametro com cobertura — 2 cortes
Parametros de corte de Fresas de Topo Esférico Long Neck com cobertura — 2 cortes
Parametros de corte de Fresas de Topo Esférico com cobertura — 2 cortes

Parametros de corte de Fresas de Topo Esférico com cobertura — 4 cortes

Parametros de corte de Fresas de Topo com Raio com cobertura — 2 cortes

Parametros de corte de Fresas de Topo com Raio com cobertura — 2 cortes Média — Longa
Parametros de corte de Fresas de Topo com Raio com cobertura — 4 cortes

Parametros de corte de Fresas de Topo com Raio com cobertura — 4 cortes Média — Longa
Parametros de corte de Fresas de Topo para Aluminio

Parametros de corte de Fresas de Topo para Desbaste

Parametros de corte de Fresas de Topo Reto — 4 cortes NACO

Parametros de corte de Fresas de Topo Reto — 4 cortes NACO

Parametros de corte de Fresas de Topo Esférico — 2 cortes NACO

Parametros de corte de Fresas de Topo Esférico — 2 cortes — Longa NACO

Parametros de corte de Fresas de Topo com Raio — 4 cortes NACO

Parametros de corte de Fresas de Topo com Raio — 4 cortes NACO — Fresamento Lateral
Férmulas

Atualizado em Margo 2015.
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DALLTECH FRESAS DE TOPO RETO - MICRO-DIAMETRO

METAL DURO - 2 CORTES - USINAGEM ATE 55HRC.

MTD-2002-3 0.2 0.4 50 3
MTD-2003-3 0.3 0.6 50 3
MTD-2004-3 0.4 0.8 50 3
MTD-2005-3 0.5 1.0 50 3
MTD-2006-3 0.6 1.2 50 g
MTD-2007-3 0.7 1.4 50 3
MTD-2008-3 0.8 1.6 50 3
MTD-2009-3 0.9 1.8 50 3
MTD-2002-4 0.2 0.4 50 4
MTD-2003-4 0.3 0.6 50 4
MTD-2004-4 0.4 0.8 50 4
MTD-2005-4 0.5 1.0 50 4
MTD-2006-4 0.6 1.2 50 4
MTD-2007-4 0.7 1.4 50 4
MTD-2008-4 0.8 1.6 50 4
MTD-2009-4 0.9 1.8 50 4

— o

Angle

Cobertura

TiAIN




DALLTECH

FRESAS DE TOPO RETO - METAL DURO

2 CORTES - LONG NECK - USINAGEM ATE 60HRC.

LNTD-2004-4 0.4 0.6 4 50 4
LNTD-2005-4 0.5 0.8 6 50 4
LNTD-2006-4 0.6 1.0 8 50 4
LNTD-2008-4 0.8 1.2 10 50 4
LNTD-2010-4 1.0 1.2 12 50 4
LNTD-2015-4 1.5 1.7 12 50 4
LNTD-2020-4 2.0 2.2 14 50 4
LNTD-2020-4L 2.0 2.2 16 75 4
LNTD-2030-4 3.0 3.2 14 50 4
LNTD-2030-4L 3.0 3.2 20 75 4
LNTD-2040-6 4.0 4.2 14 50 6
LNTD-2040L-6 4.0 4.2 25 75 6
LNTD-4010-4 1.0 1.2 7 50 4

AITIN




DALLTECH FRESAS DE TOPO RETO - METAL DURO

2 CORTES CURTA- USINAGEM ATE 55HRC.

Diametro Comp. Util Comp. Total
(D1) (L2) (%)
TSD-2010-4 1.0 3 50 4
TSD-2010-3 1.0 3 50 3
TSD-2010-6 1.0 3 50 6
TSD-2015-4 1.5 4.5 50 4
TSD-2020-4 2.0 6 50 4
TSD-2020-3 2.0 6 50 3
TSD-2020-6 2.0 6 50 6
TSD-2025-4 2.5 7 50 4
TSD-2030-4 3.0 8 50 4
TSD-2030 3.0 8 50 3
TSD-2030-6 3.0 8 50 6
TSD-2035-4 3.5 10 50 4
TSD-2040 4.0 11 50 4
TSD-2040-6 4.0 11 50 6
TSD-2045-6 4.5 13 50 6
TSD-2050-6 5.0 13 50 6
TSD-2050 5.0 13 50 5
TSD-2055-6 5.5 13 50 6
TSD-2060 6.0 15 50 6
TSD-2065-8 6.5 17 60 8
TSD-2070-8 7.0 17 60 8
TSD-2075-8 7.5 17 60 8
TSD-2080 8.0 20 60 8
TSD-2085-10 8.5 23 75 10
TSD-2090-10 9.0 23 75 10
TSD-2095-10 9.5 25 75 10
TSD-2100 10.0 30 75 10
TSD-2105-12 10.5 25 75 12
TSD-2110-12 11.0 28 75 12
TSD-2115-12 11.5 28 75 12
: TSD-2120 12.0 30 75 12
el TSD-2130-16 13.0 33 100 16
TSD-2140-16 14.0 35 100 16
TSD-2150-16 15.0 38 100 16
TSD-2160 16.0 40 100 16
TSD-2170-20 17.0 40 100 20
TSD-2180-20 18.0 40 100 20
TSD-2190-20 19.0 40 100 20
TSD-2200 20.0 40 100 20
TSD-2220 22.0 40 100 25
TSD-2250 25.0 40 100 25

Cobertura

TIAIN




DALLTECH

FRESAS DE TOPO RETO - METAL DURO
2 CORTES- USINAGEM ATE 55HRC.

TMD-2010-4 1.0 5 75 4
TMD-2010-6 1.0 5 75 6
TMD-2015-4 1.5 6 75 4
TMD-2020-4 2.0 9 75 4
TMD-2020-6 2.0 9 75 6
TMD-2025-4 2.5 10 75 4
TMD-2030-4 3.0 15 75 4
TMD-2030-3 3.0 15 75 3
TMD-2030-6 3.0 15 75 6
TMD-2035-4 3.5 15 75 4
TMD-2040-4 4.0 20 75 4
TMD-2040-6 4.0 20 75 6
TMD-2045-6 4.5 20 75 6
TMD-2050-6 5.0 25 75 6
TMD-2050-5 5.0 25 75 5
TMD-2055-6 5.5 25 75 6
TMD-2060-6 6.0 25 75 6
TMD-2065-8 6.5 25 75 8
TMD-2070-8 7.0 25 75 8
TMD-2075-8 7.5 25 75 8
TMD-2080-8 8.0 30 75 8

LONGA

TLD-2030-6 3.0 15 100 6
TLD-2030-3 3.0 15 100 3
TLD-2030-4 3.0 15 100 4
TLD-2040-6 4.0 25 100 6

Helix TLD-2040-4 4.0 25 100 4
Angle TLD-2050-6 5.0 30 100 6
TLD-2050-5 5.0 30 100 5
TLD-2060-6 6.0 30 100 6
TLD-2070-8 7.0 35 100 8
TLD-2080-8 8.0 35 100 8
TLD-2090-10 9.0 40 100 10
TLD-2100-10 10.0 40 100 10
TLD-2110-12 11.0 45 100 12
TLD-2120-12 12.0 45 100 12

TED-2080-8 8.0 40 150 8
TED-2100-10 10.0 50 150 10
TED-2120-12 12.0 50 150 12
TED-2160-16 16.0 70 150 16
TED-2180-20 18.0 80 150 20
TED-2200-20 20.0 80 150 20

TiAIN




i
DALLTECH FRESAS DE TOPO RETO - METAL DURO
4 CORTES CURTA- USINAGEM ATE 55HRC.

TSD-4010-4 1.0 3 50 4
TSD-4010-3 1.0 3 50 3
TSD-4010-6 1.0 3 50 6
TSD-4015-4 1.5 45 50 4
TSD-4020-4 2.0 6 50 4
TSD-4020-3 2.0 6 50 3
TSD-4020-6 2.0 6 50 6
TSD-4025-4 2.5 7 50 4
TSD-402-6 205 7 50 6
TSD-4030-4 3.0 8 50 4
TSD-4030-3 3.0 8 50 3
TSD-4030-6 3.0 8 50 6
TSD-4035-4 e 10 50 4
TSD-4040-4 4.0 11 50 4
TSD-4040-6 4.0 11 50 6
TSD-4045-6 45 13 50 6
TSD-4050-6 5.0 13 50 6
TSD-4050-5 5.0 13 50 5
TSD-4055-6 5.5 13 50 6
TSD-4060-6 6.0 15 50 6
TSD-4065-8 6.5 17 60 8
TSD-4070-8 7.0 17 60 8
TSD-4075-8 7.5 17 60 8
TSD-4080-8 8.0 20 60 8
TSD-4085-10 8.5 23 75 10
TSD-4090-10 9.0 23 75 10
TSD-4095-10 9.5 25 75 10

Helix TSD-4100-10 10.0 30 75 10

Angle TSD-4105-12 10.5 25 75 12
TSD-4110-12 11.0 28 75 12
TSD-4120-12 12.0 30 75 12
TSD-4130-16 13.0 33 100 16
TSD-4140-16 14.0 35 100 16
TSD-4150-16 15.0 38 100 16
TSD-4160-16 16.0 40 100 16
TSD-4170-20 17.0 40 100 20
TSD-4180-20 18.0 40 100 20
TSD-4190-20 19.0 40 100 20
TSD-4200-20 20.0 40 100 20
TSD-4220-25 22.0 40 100 25
TSD-4250-25 25.0 40 100 25

Cobertura

TiAIN




DALLTECH FRESAS DE TOPO RETO - METAL DURO
4 CORTES- USINAGEM ATE 55HRC.
Cdédigo Diametro Comp. Util Comp. Total Haste
(D1) (3] (L1) (D2)
MEDIA
TMD-4010-4 1.0 5 75 4
TMD-4010-6 1.0 5 75 6
TMD-4015-4 1.5 6 75 4
TMD-4020-4 2.0 9 75 4
TMD-4020-6 2.0 9 75 6
TMD-4025-4 2.5 10 75 4
TMD-4030-4 3.0 15 75 4
TMD-4030-3 3.0 15 75 3
TMD-4030-6 3.0 15 75 6
TMD-4035-4 3.5 15 75 4
TMD-4040-4 4.0 20 75 4
TMD-4060-6 4.0 20 75 6
TMD-4045-6 4.5 20 75 6
TMD-4050-6 5.0 25 75 6
TMD-4050-5 5.0 25 75 5
TMD-4055-6 5.5 25 75 6
TMD-4060-6 6.0 25 75 6
TMD-4065-8 6.5 25 75 8
TMD-4070-8 7.0 25 75 8
TMD-4080-8 8.0 30 75 8
LONGA

TLD-4030-6 3.0 15 100 6
TLD-4030-3 3.0 15 100 3
TLD-4030-4 3.0 15 100 4
TLD-4040-6 4.0 25 100 6
TLD-4040-4 4.0 25 100 4
TLD-4050-6 5.0 30 100 6
TLD-4050-5 5.0 30 100 5
TLD-4060-6 6.0 30 100 6
TLD-4070-8 7.0 35 100 8

Helix TLD-4080-8 8.0 35 100 8

Angle TLD-4090-10 9.0 40 100 10
TLD-4100-10 10.0 40 100 10
TLD-4110-10 11.0 45 100 12
TLD-4120-12 12.0 45 100 12

EXTRA LONGA

TED-4080-8 8.0 40 150 8
TED-4100-10 10.0 50 150 10
TED-4120-12 12.0 50 150 12
TED-4160-16 16.0 70 150 16
TED-4180-20 18.0 80 150 20
TED-4200-20 20.0 80 150 20

Cobertura

TIAIN




DALLTECH FRESAS DE TOPO RETO - METAL DURO

4 CORTES CURTA- 45°- USINAGEM ATE 55HRC

Diametro Comp. Util Comp. Total
(D1) (L2) (L1)

TDS45G-4010-4 1.0 3 50 4
TDS45G-4020-4 2.0 6 50 4
TDS45G-4030-4 3.0 8 50 4
TDS45G-4040-4 4.0 11 50 4
TDS45G-4050-6 5.0 13 50 6
TDS45G-4060-6 6.0 15 50 6
TDS45G-4080-8 8.0 20 60 8
TDS45G-4100-10 10.0 30 75 10
TDS45G-4120-12 12 30 75 12

Helix
Angle

TiAIN



DALLTECH

FRESAS DE TOPO RETO - METAL DURO
4 CORTES TiCrSiN - USINAGEM ATE 55HRC.

Diametro Comp. Util Comp. Total Haste
(D1) (L2) (L1) (D2)
CURTA
TSD-4010-4AR 1.0 3 50 4
TSD-4010-6AR 1.0 3 50 6
TSD-4020-4AR 2.0 6 50 4
TSD-4020-6AR 2.0 6 50 6
TSD-4030-4AR 3.0 8 50 4
TSD-4030-6AR 3.0 8 50 6
TSD-4040-4AR 4.0 11 50 4
TSD-4040-6AR 4.0 11 50 6
TSD-4050-6 AR 5.0 13 50 6
TSD-4060-6AR 6.0 15 50 6
TSD-4080-8AR 8.0 20 60 8
TSD-4100-10AR 10.0 30 75 10
TSD-4120-12AR 12.0 30 75 12
MEDIA
TMD-4010-4AR 1.0 5 75 4
TMD-4010-6AR 1.0 5 75 6
TMD-4020-4AR 2.0 9 75 4
TMD-4020-6AR 2.0 9 75 6
TMD-4030-4AR 3.0 15 75 4
TMD-4030-6 AR 3.0 15 75 6
TMD-4040-4AR 4.0 20 75 4
TMD-4040-6AR 4.0 20 75 6
TMD-4050-6 AR 5.0 25 75 6
TMD-4060-6AR 6.0 25 75 6
TMD-4080-8AR 8.0 30 75 8

TiCrSiN

11



DALLTECH FRESAS DE TOPO RETO - METAL DURO

6 CORTES - USINAGEM ATE 55HRC.

Diametro Comp. Util Comp. Total Haste
(D1) (L2) (L1) (D2)
CURTA
TSD-6040-4 4.0 11 50 4
TSD-6050-6 5.0 13 50 6
TSD-6060-6 6.0 15 50 6
TSD-6080-8 8.0 20 60 8
TSD-6100-10 10.0 30 75 10
TSD-6120-12 12.0 30 75 12
TSD-6160-16 16.0 40 100 16
TSD-6200-20 20.0 40 100 20
TSD-6250-25 25.0 45 100 25
MEDIA
TMD-6040-6 4.0 16 75 6
TMD-6050-6 5.0 20 75 6
TMD-6060-6 6.0 25 75 6
TMD-6080-8 8.0 30 75 8
LONGA
TLD-6040-6 4.0 20 100 6
TLD-6050-6 5.0 25 100 6
TLD-6060-6 6.0 30 100 6
TLD-6080-8 8.0 35 100 8
TLD-6100-10 10.0 40 100 10
TLD-6120-12 12.0 45 100 12

Helix
Angle

Cobertura

TIAIN




DALLTECH

FRESAS DE TOPO ESFERICO - MICRO DIAMETRO

METAL DURO - 2 CORTES- USINAGEM ATE 55HRC.

MBD-2003-3 0.3 0.6 50 3
MBD-2004-3 0.4 0.8 50 3
MBD-2005-3 0.5 1.0 50 3
MBD-2006-3 0.6 1.2 50 3
MBD-2007-3 0.7 1.4 50 3
MBD-2008-3 0.8 1.6 50 3
MBD-2009-3 0.9 1.8 50 3
MBD-2002-4 0.2 0.4 50 4
MBD-2003-4 0.3 0.6 50 4
MBD-2004-4 0.4 0.8 50 4
MBD-2005-4 0.5 1.0 50 4
MBD-2006-4 0.6 1.2 50 4
MBD-2007-4 0.7 1.4 50 4
MBD-2008-4 0.8 1.6 50 4
MBD-2009-4 0.9 1.8 50 4

TIAIN
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DAUTECH  prESAS DE TOPO ESFERICO - METAL DURO

2 CORTES - LONG NECK- USINAGEM ATE 55HRC.

Cdédigo Diametr  Comp. Util Comp. Comp. Haste
o (L2) Paralelo (L3) Total (L1) (D2)
(D1)
LNBD-2004-4 0.4 0.6 4 50 4
LNBD-2005-4 0.5 0.8 6 50 4
LNBD-2006-4 0.6 1.0 8 50 4
LNBD-2008-4 0.8 1.2 10 50 4
LNBD-2010-4 1.0 1.2 12 50 4
LNBD-2015-4 1.5 1.7 12 50 4
LNBD-2020-14-4 2.0 2.2 14 50 4
LNBD-2020-16-4 2.0 2.2 16 75 4
LNBD-2030-14-4 3.0 3.2 14 50 4
LNBD-2030-20-4 3.0 3.2 20 75 4
LNBD-2040-14-6 4.0 4.2 14 50 6
LNBD-2040-25-6 4.0 4.2 25 75 6
4 CORTES

LNBD-4010-07-4 1.0 1.2 7 50 4

AITIN



DAUTECH  prESAS DE TOPO ESFERICO - METAL DURO

2 CORTES CURTA- USINAGEM ATE 55HRC.

BSD-2010-4 1.0 2 50 4
BSD-2010-3 1.0 2 50 3
BSD-2010-6 1.0 2 50 6
BSD-2015-4 1.5 3 50 4
BSD-2020-4 2.0 4 50 4
BSD-2020-3 2.0 4 50 3
BSD-2020-6 2.0 4 50 6
BSD-2025-4 2.5 5 50 4
BSD-2030-4 3.0 6 50 4
BSD-2030-3 3.0 6 50 3
BSD-2030-6 3.0 6 50 6
BSD-2035-4 3.5 7 50 4
BSD-2040-4 4.0 8 50 4
BSD-2040-6 4.0 8 50 6
BSD-2045-6 4.5 9 50 6
BSD-2050-6 5.0 10 50 6
BSD-2050-5 5.0 10 50 5
BSD-2055-6 5.5 11 50 6
BSD-2060-6 6.0 12 50 6
BSD-2065-8 6.5 13 60 8
BSD-2070-8 7.0 14 60 8
BSD-2075-8 7.5 15 60 8
BSD-2080-8 8.0 16 60 8
BSD-2085-10 8.5 17 75 10
BSD-2090-10 9.0 18 75 10
. BSD-2095-10 9.5 20 75 10
st BSD-2100-10 10.0 20 75 10
BSD-2120-12 12.0 24 75 12
BSD-2140-16 14.0 28 100 16
BSD-2160-16 16.0 30 100 16
BSD-2200-20 20.0 30 100 20
BSD-2250-20 25.0 30 100 25

Cobertura

TIAIN




DAUTECH  prESAS DE TOPO ESFERICO - METAL DURO

2 CORTES - USINAGEM ATE 55HRC.

BMD-2010-4 1.0 2 75 4
BMD-2010-6 1.0 2 75 6
BMD-2015-4 1.5 3 75 4
BMD-2020-4 2.0 4 75 4
BMD-2020-6 2.0 4 75 6
BMD-2025-4 2.5 5 75 4
BMD-2030-4 3.0 6 75 4
BMD-2030-3 3.0 6 75 3
BMD-2030-6 3.0 6 75 6
BMD-2035-4 3.5 7 75 4
BMD-2040-4 4.0 8 75 4
BMD-2040-6 4.0 8 75 6
BMD-2045-6 45 9 75 6
BMD-2050-6 5.0 10 75 6
BMD-2050-5 5.0 10 75 5
BMD-2055-6 5.5 11 75 6
BMD-2060-6 6.0 12 75 6
BMD-2080-8 8.0 16 75 8

LONGA
BLD-2030-6 3.0 6 100 6
BLD-2030-3 3.0 6 100 3
BLD-2030-4 3.0 6 100 4
BLD-2040-6 4.0 8 100 6
BLD-2040-4 4.0 8 100 4
BLD-2050-6 5.0 10 100 6

Holix BLD-2050-5 5.0 10 100 5

Angle BLD-2060-6 6.0 12 100 6
BLD-2080-8 8.0 16 100 8
BLD-2100-10 10.0 20 100 10
BLD-2120-12 12.0 24 100 12

EXTRA LONGA
BED-2060-6 6.0 12 150 6
BED-2080-8 8.0 16 150 8
BED-2100-10 10.0 20 150 10
BED-2120-12 12.0 24 150 12
BED-2160-16 16.0 30 150 16
BED-2200-20 20.0 30 150 20

Cobertura

TiAIN




DALLTECH

Halix
Angle

4 CORTES CURTA - USINAGEM ATE 55HRC.

FRESAS DE TOPO ESFERICO - METAL DURO

BSD-4010-4
BSD-4010-3
BSD-4010-6
BSD-4015-4
BSD-4020-4
BSD-4020-3
BSD-4020-6
BSD-4025-4
BSD-4030-4
BSD-4030-3
BSD-4030-6
BSD-4035-4
BSD-4040-4
BSD-4040-6
BSD-4045-6
BSD-4050-6
BSD-4050-5
BSD-4055-6
BSD-4060-6
BSD-4065-8
BSD-4070-8
BSD-4075-8
BSD-4080-8
BSD-4085-10
BSD-4090-10
BSD-4095-10
BSD-4100-10
BSD-4120-12
BSD-4140-16
BSD-4160-16
BSD-4200-20
BSD-4250-20
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DALLTECH

FRESAS DE TOPO ESFERICO - METAL DURO

4 CORTES - USINAGEM ATE 55HRC.

Diametro

Comp. Util

Comp.

Haste

Helix
Angle

BMD-4010-4
BMD-4010-6
BMD-4015-4
BMD-4020-4
BMD-4020-6
BMD-4025-4
BMD-4030-4
BMD-4030-3
BMD-4030-6
BMD-4035-4
BMD-4040-4
BMD-4040-6
BMD-4045-6
BMD-4050-6
BMD-4050-5
BMD-4055-6
BMD-4060-6
BMD-4080-8

BLD-4030-6
BLD-4030-3
BLD-4030-4
BLD-4040-6
BLD-4040-4
BLD-4050-6
BLD-4050-5
BLD-4060-6
BLD-4080-8
BLD-4100-10
BLD-4120-12

BED-4080-8
BED-4100-10
BED-4120-12
BED-4160-16
BED-4200-20

(D1)

1.0
1.0
1.5
2.0
2.0
2.5
3.0
3.0
3.0
3.5
4.0
4.0
4.5
5.0
5.0
5.5
6.0
8.0

3.0
3.0
3.0
4.0
4.0
5.0
5.0
6.0
8.0
10.0
12.0

8.0
10.0
12.0
16.0
20.0

(L2)

O 000 N O Ul B WNN

16
20
24
30
30

Total (L1)
MEDIA
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
LONGA
100
100
100
100
100
100
100
100
100
100
100
EXTRA LONGA
150
150
150
150
150

(D2)

OO0 LNk~ oOWSP,o b~

Ul ok Ok WO

R
N O

10
12
16
20

Cobertura

TiAIN
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DALLTECH

FRESAS DE TOPO ESFERICO - METAL DURO
2 CORTES - USINAGEM ATE 55HRC.TiCrSiN

BSD-2010-4AR 1.0 2 50 4
BSD-2010-6AR 1.0 2 50 6
BSD-2020-4AR 2.0 4 50 4
BSD-2020-6AR 2.0 4 50 6
BSD-2030-4AR 3.0 6 50 4
BSD-2030-6AR 3.0 6 50 6
BSD-2040-4AR 4.0 8 50 4
BSD-240-6AR 4.0 8 50 6
BSD-2050-6AR 5.0 10 50 6
BSD-2060-6AR 6.0 12 50 6
BSD-2080-8AR 8.0 16 60 8
BSD-2100-10AR 10.0 20 75 10
BSD-2120-12AR 12.0 24 75 12
| MEDIA
BMD-2010-4AR 1.0 2 75 4
BMD-2010-6AR | 1.0 2 75 6
BMD-2020-4AR 2.0 4 75 4
BMD-2020-6AR 2.0 4 75 6
BMD-2030-4AR 3.0 6 75 4
BMD-2030-6AR 3.0 6 75 6
BMD-2040-4AR 4.0 8 75 4
BMD-2040-6AR | 4.0 8 75 6
BMD-2050-6AR 5.0 10 75 6
BMD-2060-6AR 6.0 12 75 6
BMD-2080-8AR 8.0 16 75 8




DALLTECH

2 CORTES 15° - USINAGEM ATE 55HRC.

FRESAS DE TOPO ESFERICO - METAL DURO

Diametr Comp. Util L2+ Comp.Total Haste
o (L2) Rebaixo (L1) (D2)
(D1) (L3)
CURTA
BSD15G-2040-4 4.0 4 12 50 4
BSD15G-2050-6 5.0 5 15 | 50 6
BSD15G-2050-5 5.0 5 15 50 5
BSD15G-2060-6 6.0 6 15 50 6
BSD15G-2080-8 8.0 8 20 60 8
BSD15G-2100-10 10.0 10 25 | 75 10
BSD15G-2120-12 12.0 12 30 75 12
BSD15G-2160-16 16.0 16 35 100 16
BSD15G-2200-20 20.0 20 35 100 20
~ LONGA
BLD15G-2040-4 4.0 4 12 100 4
BLD15G-2050-6 5.0 5 15 | 100 6
BLD15G-2050-5 5.0 5 15 100 5
BLD15G-2060-6 6.0 6 15 | 100 6
BLD15G-2080-8 8.0 8 20 100 8
BLD15G-2100-10 10.0 10 25 | 100 10
BLD15G-2120-12 12.0 12 30 100 12
~ EXTRA LONGA
BED15G-2160-16 16.0 16 35 150 16
BED15G-2200-16 20.0 20 35 150 20
8 LR =
Helix
Angle

AITIN
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DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

2 CORTES CURTA- USINAGEM ATE 55HRC.

Diametro Comp. Util Comp. Haste

(D1) (L2) Total (L1) (D2)

RTSD-2010-4-02R 1.0 0.2 2 50 4
RTSD-2020-4-05R 2.0 0.5 4 50 4
RTSD-2030-4-05R 3.0 0.5 6 50 4
RTSD-2030-3-05R 3.0 0.5 6 50 3
RTSD-2030-4-05R 3.0 1.0 6 50 4
RTSD-2040-4-05R 4.0 0.5 8 50 4
RTSD-2040-4-10R 4.0 1.0 8 50 4
RTSD-2050-6-05R 5.0 0.5 10 50 6
RTSD-2050-5-05R 5.0 0.5 10 50 5
RTSD-2050-6-10R 5.0 1.0 10 50 6
RTSD-2060-6-05R 6.0 0.5 12 50 6
RTSD-2060-6-10R 6.0 1.0 12 50 6
RTSD-2080-8-05R 8.0 0.5 16 60 8
RTSD-2080-8-10R 8.0 1.0 16 60 8
RTSD-2080-8-15R 8.0 1.5 16 60 8
RTSD-2080-8-20R 8.0 2.0 16 60 8
RTSD-2100-10-05R 10.0 0.5 20 75 10
RTSD-2100-10-10R 10.0 1.0 20 75 10
RTSD-2100-10-15R 10.0 1.5 20 75 10
RTSD-2100-10-20R 10.0 2.0 20 75 10
RTSD-2120-12-05R 12.0 0.5 24 75 12
RTSD-2120-12-10R 12.0 1.0 24 75 12
RTSD-2120-12-15R 12.0 1.5 24 75 12
RTSD-2120-12-20R 12.0 2.0 24 75 12

Cobertura

TIAIN




DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

2 CORTES MEDIA- USINAGEM ATE 55HRC.

Comp. Util Comp. Haste
(L2) Total (L1) (D2)

RTMD-2020-4-05R 2.0 0.5 4 75 4
RTMD-2030-4-05R 3.0 0.5 6 75 4
RTMD-2030-4-10R 3.0 1.0 6 75 4
RTMD-2040-4-05R 4.0 0.5 8 75 4
RTMD-2040-4-10R 4.0 1.0 8 75 4
RTMD-2050-6-05R 5.0 0.5 10 75 6
RTMD-2050-6-10R 5.0 1.0 10 75 6
RTMD-2060-6-05R 6.0 0.5 12 75 6
RTMD-2060-6-10R 6.0 1.0 12 75 6
RTMD-2080-8-05R 8.0 0.5 16 75 8
RTMD-2080-8-10R 8.0 1.0 16 75 8

-

Helix
Angle

Cobertura

TIAIN




DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

2 CORTES LONGA - USINAGEM ATE 55HRC.

Diametro Raio Comp. Util Comp. Haste
(D1) (R) (L2) Total (L1) (D2)
RTLD-2040-6-05R 4.0 0.5 8 100 6
RTLD-2040-4-05R 4.0 0.5 8 100 4
RTLD-2040-6-10R 4.0 1.0 8 100 6
RTLD-2050-6-05R 5.0 0.5 10 100 6
RTLD-2050-5-05R 5.0 0.5 10 100 5
RTLD-2050-6-10R 5.0 1.0 10 100 6
RTLD-2060-6-05R 6.0 0.5 12 100 6
RTLD-2060-6-10R 6.0 1.0 12 100 6
RTLD-2080-8-05R 8.0 0.5 16 100 8
RTLD-2080-8-10R 8.0 1.0 16 100 8
RTLD-2100-10-05R 10.0 0.5 20 100 10
RTLD-2100-10-10R 10.0 1.0 20 100 10
RTLD-2120-12-05R 12.0 0.5 24 100 12
RTLD-2120-12-10R 12.0 1.0 24 100 12

i
-
':'"1_ A0
- .

Helix

Angle

TIAIN



DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

4 CORTES CURTA- USINAGEM ATE 55HRC.

Diametr Raio Comp. Util Comp. Haste

o (R) (L2) Total (L1) (D2)
(D1)

RTSD-4010-4-02R 1.0 0.2 2 50 4
RTSD-4015-4-05R 1.5 0.5 3 50 4
RTSD-4020-4-02R 2.0 0.2 4 50 4
RTSD-44020-4-05R 2.0 0.5 4 50 4
RTSD-4030-4-02R 3.0 0.2 6 50 4
RTSD-4030-3-02R 3.0 0.2 6 50 3
RTSD-4030-4-05R 3.0 0.5 6 50 4
RTSD-4030-6-05R 3.0 0.5 6 50 3
RTSD-4030-4-10R 3.0 1.0 6 50 4
RTSD-4030-3-10R 3.0 1.0 6 50 3
RTSD-4040-4-02R 4.0 0.2 8 50 4
RTSD-4040-4-05R 4.0 0.5 8 50 4
RTSD-4040-4-10R 4.0 1.0 8 50 4
RTSD-4050-6-05R 5.0 0.5 10 50 6
RTSD-4050-5-05R 5.0 0.5 10 50 5
RTSD-4050-6-10R 5.0 1.0 10 50 6
RTSD-4060-6-05R 6.0 0.5 12 50 6
RTSD-4060-6-10R 6.0 1.0 12 50 6
RTSD-4060-6-15R 6.0 15 12 50 6
RTSD-4060-6-20R 6.0 2.0 12 50 6
RTSD-4080-8-05R 8.0 0.5 16 60 8
RTSD-4080-8-10R 8.0 1.0 16 60 8
RTSD-4080-8-15R 8.0 15 16 60 8
RTSD-4080-8-20R 8.0 2.0 16 60 8
RTSD-4080-8-30R 8.0 3.0 16 60 8
RTSD-4100-10-05R 10.0 0.5 20 75 10
RTSD-4100-10-10R 10.0 1.0 20 75 10
RTSD-4100-10-15R 10.0 15 20 75 10
RTSD-4100-10-20R 10.0 2.0 20 75 10

. RTSD-4100-10-30R 10.0 3.0 20 75 10
30 RTSD-4120-12-05R 12.0 0.5 24 75 12
- RTSD-4120-12-10R 12.0 1.0 24 75 12

;‘ﬁ'g‘i‘e RTSD-4120-12-15R 12.0 1.5 24 75 12
RTSD-4120-12-20R 12.0 2.0 24 75 12
RTSD-4120-12-30R 12.0 3.0 24 75 12

Cobertura

TiAIN




DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

4 CORTES MEDIA- USINAGEM ATE 55HRC.

Diametr Raio Comp. Util Comp. Haste

0 (R) ()] Total (L1) (D2)
(D1)

RTMD-4020-4-05R 2.0 0.5 4 75 4
RTMD-4030-4-05R 3.0 0.5 6 75 4
RTMD-4030-3-05R 3.0 0.5 6 75 | 3
RTMD-4030-4-05R 3.0 1.0 6 75 4
RTMD-4030-3-10R 3.0 1.0 6 75 | 3
RTMD-4040-4-05R 4.0 0.5 8 75 4
RTMD-4040-4-10R 4.0 1.0 8 75 | 4
RTMD-4050-6-05R 5.0 0.5 10 75 6
RTMD-4050-5-05R 5.0 0.5 10 75 | 5
RTMD-4050-6-05R 5.0 1.0 10 75 6
RTMD-4050-5-10R 5.0 1.0 10 75 | 5
RTMD-4060-6-05R 6.0 0.5 12 75 6
RTMD-4060-6-10R 6.0 1.0 12 75 6
RTMD-4080-8-05R 8.0 0.5 16 75 8
RTMD-4080-8-10R 8.0 1.0 16 75 | 8

I a
-
Helix

Angle

Cobertura

TIAIN




DALLTECH

FRESAS DE TOPO COM RAIO - METAL DURO

4 CORTES - USINAGEM ATE 55HRC.

RTLD-4040-6-05R 4.0 0.5 8 100 6
RTLD-4040-4-05R 4.0 0.5 8 100 4
RTLD-4040-6-10R 4.0 1.0 8 100 6
RTLD-4040-4-10R 4.0 1.0 8 100 4
RTLD-4050-6-05R 5.0 0.5 10 100 6
RTLD-4050-5-05R 5.0 0.5 10 100 5
RTLD-4050-6-10R 5.0 1.0 10 100 6
RTLD-4050-5-10R 5.0 1.0 10 100 5
RTLD-4060-6-05R 6.0 0.5 12 100 6
RTLD-4060-6-10R 6.0 1.0 12 100 6
RTLD-4080-8-05R 8.0 0.5 16 100 8
RTLD-4080-8-10R 8.0 1.0 16 100 8
RTLD-4100-10-05R 10.0 0.5 20 100 10
RTLD-4100-10-10R 10.0 1.0 20 100 10
RTLD-4120-12-05R 12.0 0.5 24 100 12
RTLD-4120-12-10R 12.0 1.0 24 100 12
RTLD-4120-12-20R 12.0 2.0 24 100 12
EXTRA LONGA
RTED-4100-10-05R 10.0 0.5 20 150 10
RTED-4120-12-05R 12.0 0.5 24 150 12

Ko
Helix

Angle

TiAIN
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DAUTECH  prEsas DE TOPO RETO PARA ALUMINIO

2 CORTES CURTA

Diametro Comp. Util Comp. Total Haste

(D1) (L2) (L1) (D2)
ATSD-2010-4 1.0 3 50 4
ATSD-2010-6 1.0 3 50 6
ATSD-2015-4 1.5 4.5 50 4
ATSD-2020-4 2.0 6 50 4
ATSD-2020-6 2.0 6 50 6
ATSD-2025-4 2.5 7 50 4
ATSD-2030-4 3.0 8 50 4
ATSD-2020-3 3.0 8 50 3
ATSD-2020-6 3.0 8 50 6
ATSD-2040-4 4.0 11 50 4
ATSD-2040-6 4.0 11 50 6
ATSD-2050-6 5.0 13 50 6
ATSD-2050-5 5.0 13 50 5
ATSD-2060-6 6.0 15 50 6
ATSD-2070-8 7.0 18 60 8
ATSD-2080-8 8.0 20 60 8
ATSD-2090-10 9.0 23 75 10
ATSD-2100-10 10.0 25 75 10
ATSD-2120-12 12.0 30 75 12
ATSD-2160-16 16.0 40 100 16
ATSD-2200-20 20.0 40 100 20

055 ‘
-
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DALLTECH FRESAS DE TOPO RETO PARA ALUMINIO - 2 CORTES

Diametro Comp. Util Comp. Total Haste
(D1) (L2) (L1) (D2)
MEDIA
ATMD-2030-6 3.0 12 75 6
ATMD-2030-3 3.0 12 75 3
ATMD-2040-6 4.0 16 75 6
ATMD-2040-4 4.0 16 75 4
ATMD-2050-6 5.0 20 75 6
ATMD-2050-5 5.0 20 75 5
ATMD-2060-6 6.0 25 75 6
ATMD-2080-8 8.0 30 75 8
LONGA
ATLD-2030-6 3.0 15 100 6
ATLD-2030-3 3.0 15 100 3
ATLD-2040-6 4.0 20 100 6
ATLD-2040-4 4.0 20 100 4
ATLD-2050-6 5.0 25 100 6
ATLD-2050-5 5.0 25 100 5
ATLD-2060-6 6.0 30 100 6
ATLD-2080-8 8.0 35 100 8
ATLD-2100-10 10.0 40 100 10
ATLD-2120-12 12.0 45 100 12
EXTRA LONGA
ATED-2080-8 8.0 40 150 8
ATED-2100-10 10.0 50 150 10
ATED-2120-12 12.0 50 150 12
ATED-2160-16 16.0 70 150 16
ATED-2200-20 20.0 80 150 20




DAUTECH  ¢RESAS DE TOPO RETO PARA ALUMINIO

3 CORTES CURTA

ATSD-3010-4 1.0 3 50 4
ATSD-3010-6 1.0 3 50 6
ATSD-3015-4 1.5 4.5 50 4
ATSD-3020-4 2.0 6 50 4
ATSD-3020-6 2.0 6 50 6
ATSD-3025-4 2.5 7 50 4
ATSD-3030-4 3.0 8 50 4
ATSD-3030-3 3.0 8 50 3
ATSD-3030-6 3.0 8 50 6
ATSD-3040-4 4.0 11 50 4
ATSD-3040-6 4.0 11 50 6
ATSD-3050-6 5.0 13 50 6
ATSD-3050-5 5.0 13 50 5
ATSD-3060-6 6.0 15 50 6
ATSD-3070-8 7.0 18 60 8
ATSD-3080-8 8.0 20 60 8
ATSD-3090-10 9.0 30 75 10
ATSD-3100-10 10.0 25 75 10
ATSD-3110-12 11.0 28 75 12
ATSD-3120-12 12.0 30 75 12
ATSD-3160-16 16.0 40 100 16
ATSD-3200-20 20.0 40 100 20




DALLTECH FRESAS DE TOPO RETO PARA ALUMINIO - 3 CORTES

ATMD-3030-6 3.0 12 75 6
ATMD-3030-3 3.0 12 75 3
ATMD-3040-4 4.0 16 75 6
ATMD-3040-6 4.0 16 75 4
ATMD-3050-6 5.0 20 75 6
ATMD-3050-5 5.0 20 75 5
ATMD-3060-6 6.0 25 75 6
ATMD-3080-8 8.0 30 75 8
LONGA
ATLD-3030-6 3.0 15 100 6
ATLD-3030-3 3.0 15 100 3
ATLD-3040-4 4.0 20 100 6
ATLD-3040-6 4.0 20 100 4
ATLD-3050-6 5.0 25 100 6
ATLD-3050-5 5.0 25 100 5
ATLD-3060-6 6.0 30 100 6
ATLD-3080-8 8.0 35 100 8
ATLD-3100-10 10.0 40 100 10
ATLD-3120-12 12.0 45 100 12
EXTRA LONGA
ATED-3080-8 8.0 40 150 8
ATED-3100-10 10.0 50 150 10
ATED-3120-12 12.0 50 150 12
ATED-3160-16 16.0 70 150 16
ATED-3200-20 20.0 80 150 20

[l

Angle



DALLTECH

aw
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Helix

Angle

2 CORTES CURTA

FRESAS DE TOPO ESFERICO PARA ALUMINIO

ABSD-2010-4 1.0 2 50 4
ABSD-2010-6 1.0 2 50 6
ABSD-201-4 1.5 3 50 4
ABSD-2020-4 2.0 4 50 4
ABSD-2020-6 2.0 4 50 6
ABSD-2025-4 2.5 5 50 4
ABSD-2030-4 3.0 6 50 4
ABSD-2030-3 3.0 6 50 3
ABSD-2030-6 3.0 6 50 6
ABSD-2035-4 3.5 7 50 4
ABSD-2040-4 4.0 8 50 4
ABSD-2040-6 4.0 8 50 6
ABSD-2050-6 5.0 10 50 6
ABSD-2050-5 5.0 10 50 5
ABSD-2060-6 6.0 12 50 6
ABSD-2080-8 8.0 16 60 8
ABSD-2100-10 10.0 20 75 10
ABSD-2120-12 12.0 24 75 12
ABSD-2160-16 16.0 30 100 16
ABSD-2200-20 20.0 30 100 20
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DALLTECH FRESAS DE TOPO - METAL DURO - DESBASTE

4 CORTES - USINAGEM ATE 55HRC.

Diametro Comp. Util Comp. Total Haste
(D1) (L2) (L1) (D2)
CURTA
DTSD-4060-6 6.0 15 50 6
DTSD-4080-8 8.0 20 60 8
DTSD-4100-10 10.0 30 75 10
DTSD-4120-12 12.0 30 75 12
DTSD-4160-16 16.0 40 100 16
DTSD-4200-20 20.0 40 100 20
LONGA
DTLD-4060-6 6.0 15 100 6
DTLD-4080-8 8.0 20 100 8
DTLD-4100-10 10.0 30 100 10
DTLD-4120-12 12.0 30 100 12

r

R 35
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Angle
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DAUTECH  prESAS DE TOPO ESFERICO - METAL DURO

2 CORTES - USINAGEM ATE 68HRC.

Cddigo Diametro Comp. Util (l) + Rebaixo Comp. Haste Diametro
(d) () (11) Total (L) (D) (d1)
CURTA
NBSD-2010-4 1.0 1.5 3 50 4 0.95
NBSD-2010-6 1.0 1.5 3 50 6 0.95
NBSD-2015-4 1.5 2.2 4 50 4 1.45
NBSD-2020-4 2.0 3 5 50 4 1.95
NBSD-2020-6 2.0 3 5 50 6 1.95
NBSD-2025-4 2.5 3.5 7 50 4 2.4
NBSD-2030-4 3.0 4 10 50 4 2.85
NBSD-2030-3 3.0 4 10 50 3 2.85
NBSD-2030-6 3.0 4 10 50 6 2.85
NBSD-2040-4 4.0 5 10 50 4 3.85
NBSD-2040-6 4.0 5 10 50 6 3.85
NBSD-2050-6 5.0 6 12 50 6 4.85
NBSD-2050-5 5.0 6 12 50 5 4.85
NBSD-2060-6 6.0 7 15 50 6 5.85
NBSD-2080-8 8.0 9 15 60 8 7.7
NBSD-2100-10 10.0 11 25 75 10 9.7
NBSD-2120-12 12.0 14 25 75 12 11.7
LONGA
NBLD-2010-4 1.0 1 - 60 4 -
NBLD-2015-4 1.5 1.5 60 4 -
NBLD-2020-4 2.0 2 - 60 4 -
i NBLD-2025-4 2.5 2.5 - 60 4 -
NBLD-2030-4 3.0 3 - 60 4 -
NBLD-2040-4 4.0 4 - 60 4 =
NBLD-2050-6 5.0 5 - 75 6 -
NBLD-2060-6 6.0 6 - 75 6 -
NBLD-2080-8 8.0 8 - 100 8 -
NBLD-2100-10 10.0 10 - 100 10 =
NBLD-2120-12 12.0 12 - 100 12 -
d1
v

:LJ \




DAUTECH  prESAS DE TOPO ESFERICO - METAL DURO

2 CORTES - 15° - USINAGEM ATE 68HRC.

Diametro  Comp. Util L2 + Rebaixo Comp. Total Haste
(D1) (L2) (L3) (L1) (D2)
\ CURTA
NBSD15G-2040-4 4.0 4 12 50 4
NBSD15G-2050-6 5.0 5 15 50 6
NBSD15G-2050-5 5.0 5 15 50 5
NBSD15G-2060-6 6.0 6 15 50 6
NBSD15G-2080-8 8.0 8 20 60 8
NBSD15G-2100-10 10.0 10 25 75 10
NBSD15G-2120-12 12.0 12 30 75 12
NBSD15G-2160-16 16.0 16 35 100 16
NBSD15G-2200-20 20.0 20 35 100 20
LONGA
NBLD15G-2040-4 4.0 4 12 100 4
NBLD15G-2050-6 5.0 5 15 100 6
NBLD15G-2050-5 5.0 5 15 100 5
NBLD15G-2060-6 6.0 6 15 100 6
NBLD15G-2080-8 8.0 8 20 100 8
NBLD15G-2100-10 10.0 10 25 100 10
NBLD15G-2120-12 12.0 12 30 100 12

Es

Helix



DALLTECH FRESAS DE TOPO RETO - METAL DURO

2 CORTES CURTA- USINAGEM ATE 68HRC.

Diametro Comp. Util  (I) + Rebaixo Comp. Total Haste

(d) () (11) (L) (D)
NTSD-2010-4 1.0 1.5 3 50 4
NTSD-2015-4 1.5 2.2 4 50 4
NTSD-2020-4 2.0 3 5 50 4
NTSD-2025-4 2.5 3.5 6 50 4
NTSD-2030-4 3.0 4 8 50 4
NTSD-2035-4 3.5 4.5 9 50 4
NTSD-2040-4 4.0 5 10 50 4
NTSD-2045-6 4.5 5.5 10 50 6
NTSD-2050-6 5.0 6 13 50 6
NTSD-2055-6 5.5 6.5 15 50 6
NTSD-2060-6 6.0 7 15 50 6
NTSD-2070-8 7.0 8 18 60 8
NTSD-2080-8 8.0 9 20 60 8
NTSD-2090-10 9.0 10 23 75 10
NTSD-2100-10 10.0 11 25 75 10
NTSD-2110-12 11.0 12 28 75 12
NTSD-2120-12 12.0 13 30 75 12

AD
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DALLTECH FRESAS DE TOPO RETO - METAL DURO

4 CORTES CURTA - USINAGEM ATE 68HRC.

NTSD-4010-4 1.0 1.5 3 50 4 0.95
NTSD-4010-6 1.0 1.5 3 50 6 0.95
NTSD-4015-4 1.5 2.2 4 50 4 1.45
NTSD-4020-4 2.0 3 5 50 4 1.95
NTSD-4020-6 2.0 3 5 50 6 1.95
NTSD-4025-4 2.5 3.5 6 50 4 2.4
NTSD-4030-4 3.0 4 8 50 4 2.85
NTSD-4030-3 3.0 4 8 50 3 2.85
NTSD-4030-6 3.0 4 8 50 6 2.85
NTSD-4040-4 4.0 5 10 50 4 3.8
NTSD-4040-6 4.0 5 10 50 6 3.8
NTSD-4050-6 5.0 6 13 50 6 4.75
NTSD-4050-5 5.0 6 13 50 5 4.75
NTSD-4060-6 6.0 7 15 50 6 5.75
NTSD-4080-8 8.0 9 20 60 8 7.7
NTSD-4100-10 10.0 11 25 75 10 9.7
NTSD-4120-12 12.0 13 30 75 12 11.7

-,ﬁ'; _ :'._:..,
Helix
X Angle
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DALLTECH FRESAS DE TOPO RETO - METAL DURO
USINAGEM ATE 68HRC.
Diametro Comp. Util Comp. Total
(d) N (L)
6 CORTES
NTSD-6030-6 3.0 8 50 6
NTSD-6040-6 4.0 11 50 6
NTSD-6050-6 5.0 13 50 6
NTSD-6060-6 6.0 16 5 6
NTSD-6080-6 8.0 20 60 8
NTSD-6100-10 10.0 25 75 10
NTSD-6120-12 12.0 30 75 12
8 CORTES
NTSD-8160-16 16.0 40 100 16
NTSD-8200-20 20.0 45 100 20
NTSD-8250-25 25.0 45 100 25

Helix
Angle
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DALLTECH FRESAS DE TOPO COM RAIO - METAL DURO

4 CORTES CURTA- USINAGEM ATE 68HRC.

Diametro  Raio Comp. N+ Comp. Haste Diametro
(d) (R) Util Rebaixo Total ) (d1)
(1 (1) (L)
NTSD-4010-4-02R 1.0 0.2 15 - 50 4 095
NTSD-4020-4-02R 2.0 0.2 3 6 50 4 1.95
NTSD-4020-4-05R 2.0 0.5 3 6 50 4 195
NTSD-4030-4-02R 3.0 0.2 4 7 50 4 2.85
NTSD-4030-3-02R 3.0 0.2 4 7 50 3 285
NTSD-4030-4-05R 3.0 0.5 4 7 50 4 2.85
NTSD-4030-3-05R 3.0 0.5 4 7 50 3 285
NTSD-4040-4-02R 4.0 0.2 5 9 50 4 3.8
NTSD-4040-4-05R 4.0 0.5 5 9 50 4 38
NTSD-4040-4-10R 4.0 1.0 5 9 50 4 3.8
NTSD-4050-6-02R 5.0 0.2 6 11 50 6 475
NTSD-4050-6-05R 5.0 0.5 6 11 50 6 4.75
NTSD-4050-5-05R 5.0 0.5 6 11 50 5 475
NTSD-4050-6-05R 5.0 1.0 6 11 50 6 4.75
NTSD-4060-6-02R 6.0 0.2 7 14 50 6 575
NTSD-4060-6-05R 6.0 0.5 7 14 50 6 5.75
NTSD-4060-6-10R 6.0 1.0 7 14 50 6 575
NTSD-4080-8-02R 8.0 0.2 9 18 60 8 7.7
NTSD-4080-8-05R 8.0 0.5 9 18 60 8 77
NTSD-4080-8-10R 8.0 1.0 9 18 60 8 7.7
NTSD-4100-10-02R 10.0 0.2 12 25 75 10 97
NTSD-4100-10-05R 10.0 0.5 12 25 75 10 9.7
NTSD-4100-10-10R 10.0 1.0 12 25 75 10 9.7
NTSD-4100-10-15R 10.0 15 12 25 75 10 9.7
NTSD-4100-10-20R 10.0 2.0 12 25 75 10 97
NTSD-4120-12-02R 12.0 0.2 15 30 75 12 11.7
NTSD-4120-12-05R 12.0 0.5 15 30 75 12 117
NTSD-4120-12-10R 12.0 1.0 15 30 75 12 11.7
NTSD-4120-12-15R 12.0 15 15 30 75 12 117
NTSD-4120-12-20R 12.0 2.0 15 30 75 12 11.7
h o
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DALLTECH

FRESAS DE TOPO RETO - METAL DURO
2 CORTES POLEGADAS - USINAGEM ATE 55HRC.

Diametro Comp. Util  Comp. Total
(D1) (L2) (L1)
2PT-03.175 1/8” 11 50 6
2PT-04.763 3/16” 14 50 6
2PT-05.159 13/64” 15 50 6
2PT-05.556 7/32” 15 50 6
2PT-06.350 1/4" 17 60 8
2PT-09.525 3/8” 22 75 10
2PT-12.700 1/2" 25 75 13

Helix
Angle

TiAIN
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DALLTECH FRESAS DE TOPO ALTO AVANGO

4 CORTES CURTA- USINAGEM ATE 55HRC.

Diametro Raio  Comp. Util | L2 + Rebaixo Comp. Total  Haste

(D1) (R) (L2) (L3) (L1) (D2)
HSD-4030-4-05R 3.0 0.5 1.2 8 50 4
HSD-4040-4-05R 4.0 0.5 1.6 11 50 4
HSD-4040-4-10R 4.0 1.0 1.6 11 50 4
HSD-4050-6-05R 5.0 0.5 2.0 13 50 6
HSD-4050-6-10R 5.0 1.0 2.0 13 50 6
HSD-4060-6-05R 6.0 0.5 2.5 15 50 6
HSD-4060-6-10R 6.0 1.0 2.5 15 50 6
HSD-4060-6-15R 6.0 1.5 2.5 15 50 6
HSD-4080-8-05R 8.0 0.5 3.5 20 60 8
HSD-4080-8-10R 8.0 1.0 3.5 20 60 8
HSD-4080-8-15R 8.0 1.5 3.5 20 60 8
HSD-4080-8-20R 8.0 2.0 3.5 20 60 8
HSD-4100-10-05R 10.0 0.5 4.0 25 75 10
HSD-4100-10-10R 10.0 1.0 4.0 25 75 10
HSD-4100-10-15R 10.0 1.5 4.0 25 75 10
HSD-4100-10-20R 10.0 2.0 4.0 25 75 10
HSD-4120-12-05R 12.0 0.5 5.0 25 75 12
HSD-4120-12-10R 12.0 1.0 5.0 25 75 12
HSD-4120-12-15R 12.0 1.5 5.0 25 75 12
HSD-4120-12-20R 12.0 2.0 5.0 25 75 12
Helix
Angle
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DALLTECH

FRESAS DE TOPO ALTO AVANCO

4 CORTES CURTA- USINAGEM ATE 68HRC.

Diametro

Raio

Comp. Util

L2 + Rebaixo

Comp. Total

Haste

(D1)

(R)

(L2)

(L3)

(L1)

(D2)

UNHSD-4030-4-05R 3.0 0.5 1.2 8 50 4
UNHSD-4040-4-05R 4.0 0.5 1.6 11 50 4
UNHSD-4040-4-10R 4.0 1.0 1.6 11 50 4
UNHSD-4050-6-05R 5.0 0.5 2 13 50 6
UNHSD-4050-6-10R 5.0 1.0 2 13 50 6
UNHSD-4060-6-05R 6.0 0.5 2.5 15 50 6
UNHSD-4060-6-10R 6.0 1.0 2.5 15 50 6
UNHSD-4060-6-15R 6.0 1.5 2.5 15 50 6
UNHSD-4080-8-05R 8.0 0.5 3.5 20 60 8
UNHSD-4080-8-10R 8.0 1.0 3.5 20 60 8
UNHSD-4080-8-15R 8.0 1.5 3.5 20 60 8
UNHSD-4080-8-20R 8.0 2.0 35 20 60 8
UNHSD-4100-10-05R 10.0 0.5 4 25 75 10
UNHSD-4100-10-10R 10.0 1.0 4 25 75 10
UNHSD-4100-10-15R 10.0 1.5 4 25 75 10
UNHSD-4100-10-20R 10.0 2.0 4 25 75 10
UNHSD-4120-12-05R 12.0 0.5 5 25 75 12
UNHSD-4120-12-10R 12.0 1.0 5 25 75 12
UNHSD-4120-12-15R 12.0 1.5 5 25 75 12
UNHSD-4120-12-20R 12.0 2.0 5 25 75 12
UNHSD-4120-12-30R 12.0 3.0 5 25 75 12

&
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DALLTECH

FRESAS DE TOPO ALTO AVANCO

USINAGEM ATE 55HRC.

NHSD-4030-4-05R 3.0 0.5 1.2 8 50 4
NHSD-4040-4-05R 4.0 0.5 1.6 11 50 4
NHSD-4040-4-10R 4.0 1.0 1.6 11 50 4
NHSD-4050-6-05R 5.0 0.5 2.0 13 50 6
NHSD-4050-6-10R 5.0 1.0 2.0 13 50 6
NHSD-4060-6-05R 6.0 0.5 2.5 15 50 6
NHSD-4060-6-10R 6.0 1.0 2.5 15 50 6
NHSD-4060-6-15R 6.0 1.5 2.5 15 50 6
NHSD-4080-8-05R 8.0 0.5 3.5 20 60 8
NHSD-4080-8-10R 8.0 1.0 3.5 20 60 8
NHSD-4080-8-15R 8.0 1.5 3.5 20 60 8
NHSD-4080-8-20R 8.0 2.0 3.5 20 60 8
NHSD-4100-10-05R 10.0 0.5 4.0 25 75 10
NHSD-4100-10-10R 10.0 1.0 4.0 25 75 10
NHSD-4100-10-15R 10.0 1.5 4.0 25 75 10
NHSD-4100-10-20R 10.0 2.0 4.0 25 75 10
NHSD-4120-12-05R 12.0 0.5 5.0 25 75 12
NHSD-4120-12-10R 12.0 1.0 5.0 25 75 12
NHSD-4120-12-15R 12.0 1.5 5.0 25 75 12
NHSD-4120-12-20R 12.0 2.0 5.0 25 75 12
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DALLTECH FRESAS DE TOPO RETO - METAL DURO - 4 CORTES
ANGULOVARIAVEL- 35°~38°- USINAGEM ATE 60HRC.

Diametro Comp. Util Comp. Total Haste

(d) (N (L) (D)
VTSD35G-4030-3 3.0 6 50 3
VTSD35G-4040-4 4.0 8 50 4
VTSD35G-4050-6 5.0 10 50 6
VTSD35G-4060-6 6.0 12 50 6
VTSD35G-4080-8 8.0 16 60 8
VTSD35G-4100-10 10.0 20 75 10
VTSD35G-4120-12 12.0 24 75 15
VTSD35G-4160-16 16.0 32 100 16
VTSD35G-4200-20 20.0 40 100 20




DALLTECH FRESAS DE TOPO RETO - METAL DURO - 4 CORTES
ANGULO VARIAVEL - 42°~45° - USINAGEM ATE 60HRC.

(d) U] (L)
3.0 6 50
4.0 8 50

VTSD42G-4030-3 3
VTSD42G-4040-4 4
VTSD42G-4050-6 5.0 10 50 6
VTSD42G-4060-6 6.0 12 50 6
VTSD42G-4080-8 8.0 16 60 8
VTSD42G-4100-10 10.0 20 75 10
VTSD42G-4120-12 12.0 24 75 12
VTSD42G-4160-16 16.0 32 100 16
VTSD42G-4200-20 20.0 40 100 20

e ] = Jo
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RAMETROS DE CORTE
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FRESAS DE TOPO RETO MICRO DIAMETRO - 2 CORTES

R SS,SC,FC150~250HB SCM.NAK.HFS’!:?-sSHRC 40~50HRC SUS304,316 %?c-;:wsc
g & o TR oy Y Hardened Steels Stainless Steels Ttaniom Albys
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diameter\  min™" mm/min | min” mm/min min' mm/min min”' mm/min min”" mm/min
02 |32000 13032000 120| 32000 10032000 90|19000 30
03 |32000 19032000 170|124000 120(29000 120(14000 30
04 (32000 260|29000 210118000 120121000 120{11000 30
05 |29000 290(23000 210114000 110(17000 120| 8600 30
06 |27000 320(21000 230{13000 120{16000 130| 8000 40
08 |20000 320|{16000 23010000 130]12000 130| 6000 40
ap 1D
ael 0 05D(D<1)0 1D(D=1) 0 05D 0 05D(D<1)0 1D(D=1)
as| 0 3D(D<1)0 5D(D=1) 0 2D 0 3D 01D
Grooving, Side Milling
n' 1.When using low speed machines, use the maximum speed and adjust the feed rate.
© 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
s Y. 7 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

ae

4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO RETO LONG NECK - 2 CORTES

Work Material

150~250HB

25~35HRC

35~45HRC

45~55HRC

Carbon Steels, Alloy Steels | Stainless Steels, Mold Steels Pre-hardened Steels Hardened Steels
150~250HB 25~35HRC 35~45HRC 45~55HRC
\ Milling Conditions ‘ ;
Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Qutside Diameter| Effective Length min” mm/min min’ mm/min min’ mm/min min” mm/min
02 05 |50000 300 50000 270] 50000 240150000 210
02 1 50000 300( 50000 270|50000 240150000 210
03 1 50000 500( 50000 450( 50000 400( 42000 300
03 2 50000 500| 50000 450( 50000 400( 42000 300
03 3 50000 500/ 50000 450(45000 400( 42000 300
04 2 50000 750150000 680| 50000 56034000 340
04 3 50000 750150000 680| 50000 56034000 340
04 4 50000 750150000 680| 35000 560] 34000 340
05 2 50000 900( 43000 770(30000 450( 25000 320
05 4 50000 900( 43000 770130000 450(25000 320
05 6 48000 860(41000 730129000 430] 24000 300
06 2 50000| 1000|43000 850| 30000 50025000 350
06 4 50000| 1000|43000 85030000 500( 25000 350
06 6 42000 840| 36000 710( 25000 420(21000 290
06 8 32000 640(27000 540(19000 320(16000 220
07 2 45000 990| 38000 840(27000 50023000 350
W 4 45000 990| 38000 840(27000 500|23000 350
07 6 36000 790131000 67022000 400] 18000 280
07 8 36000 790131000 67022000 400(18000 280
07 10 (28000 620(24000 530(17000 310(14000 220
08 4 40000 100034000 850(24000 500(20000 350
08 6 40000 1000|34000 850|24000 500(20000 350
08 8 32000 800(27000 680( 19000 400(16000 280
08 10 (24000 60020000 51014000 300] 12000 210
08 12 24000 600(20000 510(14000 300(12000 210
09 6 36000| 119031000, 1010(22000 600( 18000 420
09 8 30000 99026000 840(18000 500| 15000 350
09 10 |30000 99026000 840(18000 500( 15000 350
1 4 32000| 1280|27000 90022000 640(11000 300
1 6 32000| 1280|27000 90022000 64011000 300
1 8 32000 128027000 90022000 640(11000 300
1 10 |126000| 1040|22000 73018000 520| 9000 250
1 12 |[26000| 1040(22000 730{18000 520| 9000 250
5 6 21000 113018000 790( 15000 570| 7000 300




FRESAS DE TOPO RETO LONG NECK - 2 CORTES

Work Material 150~250HB 25~35HRC 35~45HRC 45~55HRC

Carbon Steels, Alloy Steels | Stainless Steels, Mold Steels Pre-hardened Steels Hardened Steels

150~250HB 25~35HRC 35~45HRC -45~55HRC

\ Milling Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Quiside Diameter | Effective Length min’’ mm/min min™ mm/min min”’ mm/min min™' mm/min
156 8 21000 1130(18000 790(15000 570( 7000 300
1.5 10 |21000| 1130[18000 790(15000 570 7000 300
15 12 121000| 1130|{18000 790(15000 570 7000 300
15 14 17000 920(14000 64012000 460 6000 260
156 16 |17000 920(14000 64012000 460| 6000 260
15 18 17000 920(14000 640(12000 460| 6000 260
156 20 112800 69011000 480| 9000 350 6000 260
2 6 16000( 112014000 780(11000 560| 6000 360
2 8 16000( 1120|14000 780(11000 560| 6000 360
2 10 |16000| 1120|14000 78011000 560 6000 360
2 12 116000| 1120[14000 78011000 560| 6000 360
2 14 [16000| 1120{14000 780(11000 560| 6000 360
2 16 |16000| 1120|14000 78011000 560 6000 360
2 18 112000 840(10000 590| 8000 420( 5000 300
2 20 [12000 840(10000 590| 8000 420( 5000 300
3 8 11000 1760 9000| 1230| 8000 880| 4000 450
3 10 |11000| 1760| 9000 1230| 8000 880| 4000 450
3 12 |11000| 1760| 9000 1230 8000 880| 4000 450
3 14 |11000| 1760| 9000 1230 8000 880| 4000 450
3 16 |11000| 1760| 9000 1230 8000 880| 4000 450
3 18 |[11000| 1760 9000| 1230| 8000 880| 4000 450
3 20 111000 1760 9000| 1230| 8000 880| 4000 450
3 25 8000( 1280| 7000 900| 6000 640| 3000 330
4 12 8000| 1440| 7000 1010| 6000 720| 3000 420
4 20 8000| 1440| 7000f 1010| 6000 720| 3000 420
4 25 8000| 1440| 7000f 1010| 6000 720| 3000 420

Grooving Side Milling ae 1.When corner processing, reduce the feed rate by approximately half.

2.Recommend non water soluble cutting fluid.

3.To achieve flute depth, sequential use of each neck length is most effective.

4.The run out of the end mill should be in 10um after chucking.
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FRESAS DE TOPO RETO - 2 CORTES

| S8,SC,FC150~250HB | SCM,NAK HPM25~35HRC 35~45HRC 45~55HRC SUS304,316 20~45HRC
Sfitsss Wormms e oy B, S s oY Hardened Steels Hardened Steels Stainless Steels TaaAlors
150~250HB 25~35HRC 25~35HRC 45~55HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
isideDanete\ min' | mm/min| min? | mm/min| min" | mm/min| min?! | mm/min| min? | mmmin| min? | mm/min
2 (11200] 340|10500{ 240| 7300 130| 5300 80| 5300 90| 3300 50
4 6400, 460| 6000/ 320| 4200/, 180| 3000f 110| 3000 130| 1900 70
6 4600| 550| 4300 390| 3000 210| 2200] 130| 2200 150| 1400 80
8 3400f 550| 3200 390| 2200 210| 1600[ 130| 1600/ 150| 1000 80
10 2800/ 560| 2600[ 390| 1800 210| 1300 130| 1300 150| 800 80
12 2300| 560| 2200/ 400| 1500 210| 1100{ 130| 1100] 150 700 80
16 1700{ 450( 1600/ 320| 1100 180| 800/ 100| 800 110| 500 60
20 1350, 380| 1300 280| 900[ 160| 650 90| 650/ 100| 400 50
as 1 5D 1D 1 5D 1D
ae 01D 0 05D 0 02D 01D 0 05D
ap 0 0 3D 0 05D 0 5D 0 05D
Grooving Side Milling
© 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
& 2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
@ % 3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO RETO - 2 CORTES
MEDIA - LONGA - EXTRA LONGA

PSR | ss,sc,Fc1?gg§ous SCM.NAAlkaI;::iS-ssHRC 4-0~50HRC SUS304,316 'ﬁm%igc
Carbon Steels, Castlrons Pre-Hardened Seels s ke o bl S TianiumAloys
3 150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions . :
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diameter\|  min™ | mm/min | min™ mm/min | min”" | mm/min [ min? | mm/min min”" mm/min
3 8500 370 5500 210| 4000 180 5500 160| 2600 60
4 6600 400( 4500 220| 3000 190| 4000 160 2000 60
6 4800 480( 3000 240| 2500 190 3000 240 1200 60
8 3600 500| 2200 300| 2000 200| 2000 260 1000 70
10 2800 500| 1800 300 1500 200 1700 270 800 80
12 2400 470| 1500 270 1200 190 1500 250 700 70
16 1800 320| 1100 210 800 150| 1000 180 500 60
20 1400 250 900 160 700 120 820 150 400 50
ap 3D
Depth ofcut| @ 0 05D | o0o02D | 005D | 002D
Side Milling
= 1.Use highly rigid machining center(BT50).
© 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.

ae

3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4 Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO RETO - 4 CORTES

Conventional Condition

Work Malare SS.&C‘;;C'L SQ&SOHB SCM.NAK.H&-WRC 35~45HRC 45~55HRC sqs:m.m w&
150~250HB 25~35HRC 25~35HRC 45~55HRC 20~45HRC
Cundions |
Rotation | Feed | Rotation | Feed | Rotation Feed | Rotation | Feed | Rotation Feed Rotation Feed
QusteDaneer| min” | mm/min | min' | mm/min| min? | mm/min| min! | mm/min| min? | mm/min| min? | mm/min
2 (12800 570({12000{ 380 8300| 230| 6000 150| 6000 130| 3700 70
4 6800f 730| 6400[ 490 4400/, 300| 3200[ 200| 3200/ 170| 2000 90
6 4600( 770| 4300[ 520| 3000] 320| 2200[ 210| 2200 180| 1400{ 100
8 3400{ 770| 3200[ 520| 2200, 320| 1600/ 210| 1600/ 180| 1000{ 100
10 2800/ 780| 2600[ 520| 1800] 320| 1300/ 210| 1300 180| 800( 100
12 2300{ 780| 2200 530 1500[ 320| 1100 210| 1100| 180| 700/ 100
16 1700] 650| 1600f 420| 1100 280| 800/ 170| 800/ 150( 500 80
20 1350] 600| 1300/ 380| 900] 260 650/ 150| 650/ 140( 400 75
ap 1 5D 1D 1:5D 1D
ae 01D 0 05D 0 02D 01D 0 05D
ap 0 5D 0 2D 0 05D 0 3D 01D
High Speed Milling
ss.m 5&3&%3 SCM,NAM&%HRC 35~45HRC 45~55HRC Sl:lS304.316
Carbon Steels, Cast Irons Pre-Hardened Steels Hardened Steels Hardened Steels Stainless Steels
150~250HB 25~35HRC 25~35HRC 45~55HRC
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min' | mm/min| min" | mm/min| min" | mm/min| min? | mm/min| min" | mm/min
2 47800[ 2200 [47800| 1600 (39800 1200 [31800[ 900 [15900| 400
4 23900( 2600 [23900| 1900 [19900[ 1400 [15900( 1100 | 8000| 490
6 16000|{ 2700 |16000] 2000 |13300| 150010600/ 1200| 5300/ 510
8 12000 2700 |12000{ 2000 [10000| 1500 | 8000 1200| 4000[ 520
10 9600] 2700 | 9600| 2000 | 8000| 1500| 6400/ 1200| 3200/ 520
12 8000 2700 | 8000 2000| 6700] 1500| 5300/ 1200| 2700/, 520
16 6000] 2200 | 6000/ 1600| 5000/ 1200 | 4000, 900| 2000 450
20 4800] 2000 | 4800/ 1400| 4000/ 1100| 3200/ 750| 1600( 380
ap 1 6D 1D 1 5D
Depth of cut| 8e 0 05D 0 02D 0 05D
Grooving Side Milling
a 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40%
. of table values.
3 2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
1 % Be 3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO RETO - 4 CORTES

(PARA ACO INOX)
Conventional Condition
| S8,SC,FC150~250HB |SCM,NAK,HPM25~35HRC 35~45HRC 45~55HRC SUS304,316 20~45HRC
N L L 1 e Hardened Steels Hardened Steels Stainless Steels TatanAis
150~250HB 25~35HRC 25~35HRC 45~55HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QiseDaneter\ min” | mm/min | min! | mm/min| min" | mm/min| min? | mm/min| min? | mm/min| min? | mm/min
2 |12800] 570|12000{ 380| 8300] 230| 6000/ 150| 6000f 130| 3700 70
4 6800] 730| 6400{ 490| 4400| 300| 3200 200| 3200[ 170| 2000 90
6 4600 770| 4300{ 520| 3000{ 320| 2200 210| 2200[ 180( 1400{ 100
8 3400 770| 3200{ 520| 2200] 320| 1600 210| 1600[ 180( 1000{ 100
10 2800 780| 2600{ 520| 1800 320| 1300 210| 1300[ 180( 800[ 100
12 2300, 780| 2200 530| 1500 320| 1100 210| 1100{ 180( 700( 100
16 1700, 650| 1600] 420| 1100 280| 800/ 170| 800/ 150| 500 80
20 1350, 600| 1300 380| 900f 260| 650, 150| 650/ 140| 400 75
ap 1 5D 1D 1 5D 1D
ae 01D 0 05D 0 02D 01D 0 05D
ap 0 5D 0 2D 0 05D 0 3D 01D
Grooving Side Milling
! 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
@ | 7% 2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
& / 3.Adjust milling condition when unusual vibration, different sound occur by cutting.
1 Z i

ade
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FRESAS DE TOPO RETO - 4 CORTES

MEDIA - LONGA - EXTRA LONGA

ik S8,SC,FC150~250HB | SCM,NAK,HPM25~35HRC 40~50HRC SUS304,316 %SHRC
| b S Caicis Pro-Hardenoq Sioes Hardoned Steels Tin Dheily THaniumAloys
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QuisideDiameter\ min™' | mm/min | min? | mm/imin | min? | mm/min | min? | mm/min | min mm/min
3 8500 370( 5500 210( 4000 180| 5500 160| 2600 60
4 6600 400( 4500 220 3000 190( 4000 160| 2000 60
6 4800 480( 3000 240 2500 190( 3000 240| 1200 60
8 3600 500| 2200 300 2000 200| 2000 260| 1000 70
10 2800 500 1800 300 1500 200| 1700 270 800 80
12 2400 470 1500 270 1200 190| 1500 250 700 70
16 1800 320| 1100 210 800 150( 1000 180 500 60
20 1400 250 900 160 700 120 820 150 400 50
ap 3D
Depth of cut | @e 0 05D 002D [ 005D | 002D
Side Milling
N 1.Use highly rigid machining center(BT50).
© 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.
ae
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FRESAS DE TOPO RETO - 6 CORTES

Conventional Condition

Work Motarial m&g& 35-45Hl§2* &H&& su;ao&s:::m r(-':zl:'ll)
Mold Steels Alioy Steels
45~55HRC 35~45HRC ~35HRC
Condlns
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QusideDianeter min”' | mm/min [ min' | mm/min | min? | mm/min | min? | mm/min min" | mm/min
4 2400 180| 4000 490| 8000| 1600| 2800 180| 8000| 1600
5 1900 220| 3200 490| 6200 2000| 2200 230| 6200( 2000
6 1600 250| 2700 490| 5300 2000| 1900 230( 5300| 2400
8 1200 280| 2000 490| 4000| 2000| 1400 230| 4000| 2400
10 1000 300 1600 630| 3200 2000| 1100 230| 3200( 2400
12 800 350 1300 570| 2700| 2100 930 300( 2700| 2400
16 640 220 1100 360| 2000| 1900 700 270| 2000| 2000
20 480 180 800 1600 1600 560 240| 1600 1600
ap 1 6D 1 5D 1 5D 1 5D 1 5D
ae 0 05D 01D 01D 01D 01D
ar|0 005 MAX. 01D 01D 01D 01D
Grooving Side Milling
1.Use in wet condition in case of Stainless Steels.
a 2.Recommend dry process in case of hign speed milling.
’%:t: = 3.Adjust milling condition when unusual vibration, different sound occur by cutting.
//' ae
High Speed Condition
| NS | GERE | B
45~55HRC 35~45HRC ~35HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed
QuisideDizmeter\ min' | mm/min | min? | mm/min | min? | mm/min 1.Recommend dry process in case of hign speed milling.
4 [24000] 3200[24000] 4600]24000] 4800 *fientsonsomn sy mumorsual viratin,
5 19200| 4000(/19200| 5800|19200| 6000
6 16000| 4000|16000| 5800|16000| 6000| Side Miling
8 12000| 4000|12000| 5800|12000| 6000
10 9500| 4200[10000| 5700|10000| 6000 K
12 8000| 4600| 8000| 5300| 8000| 7600 i
16 6000, 4000( 6000| 5300| 6000| 7600 ae
20 4800( 3000| 5000| 5000( 5000| 7000
ap 1~1.8D 1~1.8D 1~1.50D
Dephofcutj@ael O 02~0 05D 0 05D 01D
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FRESAS DE TOPO ESFERICO MICRO DIAMETRO - 2 CORTES

Conventional Condition

Watllaw SC,FC SCM, SKD 30~38HRC 38~45HRC 45~55HRC 55~60HRC
| Mk | sk | jomesteh | eewisoss | o S
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling
Conditions
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min”" | mm/min| min" | mm/min| min" | mm/min| min" mm/min | min" | mm/min| min? | mm/min
0 1 |32000[ 32032000/ 320|32000( 300[32000/ 250|32000] 160[32000] 125
0 15 |32000] 480(32000( 480[32000| 450|32000/ 375(32000] 240[32000/ 190
0 2 [32000] 600|32000| 600(32000/ 520([32000| 500][32000] 320(32000] 255
0 25 |32000] 75032000/ 650(32000| 620[32000| 600[32000| 400([32000| 320
0 3 [32000{ 900[32000/{ 700[32000/ 700[32000/ 640[32000] 480[32000] 380
0 4 [32000] 1200|32000| 100032000/ 920 (32000| 850[32000] 64025000 400
0 5 [32000] 1500 |32000| 1250 (32000f 1150 [32000| 1000 [32000] 800 [20000] 400
0 75 |32000] 2200 |32000| 1600 [32000| 1700 [29500| 1400 [25500] 950[13500| 400
1 32000| 2900 [28500| 2100 [25000/ 1800 [22000| 1400 [19000] 950[10000| 400
1.5 |21000] 2900 [19000| 2100 [17000| 1800 [14500| 1400 [12500] 950| 6800| 400
2 16000] 2900 [14000{ 2100 [12500|/ 1800|11000| 1400| 9500 950| 5000/ 400
ap 0.05D(R<0 5) 0 1D(R=0 5) 0.05D
Depth of cut| Pf 0 2D 01D
High Speed Condition
AR SC,FC SCM, SKD 30~38HRC 38~45HRC 45~55HRC 55~60HRC
N 5 e . sy ANNEER. Swiems. Sosk. Hardened Steels Hardened Steels
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milng
Condit
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min' | mm/min | min" | mm/min| min! | mm/min| min”! mm/min | min”" | mm/min| min™" | mm/min
0 1 |60000/ 600|60000{ 600|60000/ 560|60000/ 480[48000] 24048000 180
0 15 |60000] 90060000/ 900 (60000| 840[60000| 700([48000| 360[48000| 280
0 2 |60000[ 1100 |60000/ 1100|60000f 1000 |{60000/ 940[48000| 480[48000] 380
0.25 |60000]| 1200 [60000| 1200 [60000| 1150 [60000| 1100 [48000| 600 [48000| 480
0 3 [60000] 1400 |60000| 1400 [60000| 1300 [60000| 1200 [48000] 720[48000] 570
0 4 [60000] 1900 |60000]| 1900 [60000| 1700 [60000| 1600 [48000] 960 [48000] 750
0 5 |60000[ 2350 |60000[ 2350 |60000[ 2150 |60000| 1900 [48000[ 1200 [48000] 950
0 75 |60000| 3000 [60000( 3000 [55000| 2900 |51000| 2400 [42500] 1600 [32000| 950
1 48000| 4350 [45000| 3300 [41500| 2900 [38000] 2400 [32000[ 1600 [24000] 950
1 5 |32000| 4350 [30000| 3300 [27500| 2900 [25000]/ 2400 [21000| 1600 [16000] 950
2 24000] 4350 ]22000| 330020500/ 2900 [19000| 2400 [16000| 1600 [12000] 950
ap 0 05D
Depth of cut| Pf 0.1D
D: Dia.of Mill
R: Ball Radius )

ap

Pf

1.When using Long Neck Type End Mills, reduce the feed to 40% of table values.
2.Use in wet condition in case of Stainless Steels.

3.When using low speed machines, use the maximum speed and adjust the feed rate.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO ESFERICO LONG NECK - 2 CORTES

Conventional Condition

150~250HB

25~35HRC

35~45HRC

45~55HRC

NS Mk Carbon Steels, Alloy Steels Stahi‘r‘l’l:’sgg::ls, Pre-hardened Steels Hardened Steels
150~250HB 25~35HRC 35~45HRC 45~55HRC
Milling Conditions
: Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius| Dia. of Mill | Effective 2 o : =3 3 ity : oo 4
mm mm Length min mm/min | min mm/min | min mm/min | min mm/min
02| 04 1 50000 900 | 50000 810| 50000 720 | 50000 500
02| 04| 15 [50000 900 | 50000 810| 50000 720 | 50000 500
02|04 2 50000 800 | 50000 810 | 50000 640 | 50000 500
02| 04| 25 |50000 800 | 50000 740150000 640 | 50000 500
02| 04 3 50000 800 | 50000 740 | 50000 640 | 50000 500
02| 04 4 50000 800 | 50000 740 | 50000 640 | 50000 500
02| 04 o 48000 480 | 46000 420150000 350| 50000 500
0251 05 2 50000| 110050000 990 | 45000 770132000 500
. 25]1 056 4 50000| 110050000 990 | 40000 700 | 29000 450
0251 0.5 5 50000| 1100140000 790 | 40000 700 | 29000 450
02561 05 6 50000| 110040000 790 | 31000 540129000 450
03| 06 2 50000| 1300|48000| 1110| 37000 780 (27000 520
9.3 |.40.6 3 50000| 1300|46000| 1060| 35000 740 | 25000 480
03| 06 4 50000| 1300|43000 99033000 700 | 24000 460
03| 06 5 42000| 1090| 38000 880 | 30000 630 | 24000 440
03] 06 6 42000 1090 33000 760 | 26000 5501| 24000 440
04| 08 2 48000 1750|36000| 1180|28800 840| 20000 500
04| 08 4 48000| 1750|36000| 1180 (28800 840 | 20000 500
04| 08 5 40000| 146030000 980124000 700 | 18000 420
04| 08 6 40000| 1460 30000 980124000 70018000 420
04| 08 7 32000 1120124000 780120000 560| 18000 420
04| 08 8 32000| 1120] 24000 780120000 560 | 18000 420
04| 08 10 |24000 840| 21000 680 | 18000 500| 16000 380
05 1 3 38000| 1710|29000| 1160 |22800 770116000 480
05 1 4 38000 1710[29000| 1160|22800 770| 16000 480
05 1 0 38000 1710[29000| 1160|22800 770| 16000 480
05 1 6 32000| 144024000 960 | 19200 650 | 14500 435
05 1 7 32000| 144024000 960 | 19200 650| 14500 435
05 1 8 32000| 1440(24000 960 | 19200 650| 14500 435
05 1 9 26000 1170| 20000 800 | 15600 530| 14500 435
D5 1 10 [26000| 1170| 20000 800| 15600 530 | 13000 390
05 1 12 |26000| 1170| 20000 800 | 15600 530| 13000 390

56



FRESAS DE TOPO ESFERICO LONG NECK - 2 CORTES

Conventional Condition

; 150~250HB 25~35HRC 35~45HRC 45~55HRC

o Rl Carbon Steels, Alloy Steels | Stainless Steels, Pre-hardened Steels Hardened Steels

150~250HB 25~35HRC 35~45HRC 45~55HRC

Milling Conditions

\ Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius| Dia. of Mill Eff::gﬂt‘{‘e g imi g i -~ /_ g Imi
mm mm min mm/min [ min mm/min | min mm/min | min mm/min
0:75] 1.8 8 13200 680| 8800 450122000| 1500[16500| 1050
075] 156 10 [13200 680| 8800 450]22000| 1500[16500| 1050
0751 15 12 113200 680| 8800 4501 22000| 1500|16500| 1050
075] 1.5 14 [17000| 116012750 810110200 520| 6800 350
075] 156 16 | 17000 1160| 12750 810110200 520| 6800 350
1 2 4 19000 1710(14250| 1200 | 11400 770 7600 510
1 2 6 19000 1710|14250( 1200| 11400 770 7600 510
1 2 8 19000 1710| 14250 1200| 11400 770| 7600 510
1 2 12 |116000| 1440(12000| 1010| 9600 650| 6400 430
1 2 14 [16000| 1440(12000| 1010| 9600 650 | 6400 430
1 2 16 [16000| 144012000 1010| 9600 650 | 6400 430
1 2 18 [12800| 1150| 9600 810| 7680 520| 5120 350
1.5 3 8 12800 2180| 9600| 1530| 7680 980 | 5120 650
15 3 10 [12800| 2180| 9600| 1530| 7680 980| 5120 650
1.5 3 16 [10600| 1800| 7950| 1260| 6360 810| 4240 540
15 3 20 |110600| 1800| 7950| 1260| 6360 810 | 4240 540
2 4 10 | 10000| 2200| 7500| 1540| 6000 990 | 4000 660
2 4 16 [10000| 2200| 7500| 1540| 6000 990| 4000 660
2 4 20 |10000| 2200 7500| 1540| 6000 990| 4000 660
2 4 25 8000| 1760| 6000| 1230| 4800 790| 3200 530

Grooving Side Milling ae 1.When corner processing, reduce the feed rate by approximately half.

2.Recommend non water soluble cutting fluid.
3.To achieve flute depth, sequential use of each neck length is most effective.
4.The run out of the end mill should be in 10um after chucking.




FRESAS DE TOPO ESFERICO - 2 CORTES

Conventional Condition

Castlrons Mold Steels Stesls Hardened Sieels R B .
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling
Conditions
R Rotation [ Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation Feed
Ball Radius(mm) min" | mm/min| min”" | mm/min| min" | mm/min| min | mm/min min' | mm/min| min" | mm/min
0 5 |32000] 820|31000] 62025000/ 440(22000[ 330 (19000 240 (14000[ 130
1 16000] 920 (15000] 680(13000] 510({11000] 380| 9600, 280| 7200, 160
2 8000 1000| 7600f 760| 6400/ 560| 5600/ 430| 4800/ 310| 3600[ 170
3 5300] 1000| 5100{ 770| 4200| 550| 3700] 420| 3200| 310| 2400 170
5 3200[ 1000| 3100{ 780| 2500| 550| 2200 420| 1900| 300| 1400/ 170
8 2000[ 920| 1900{ 680| 1600/ 510| 1400/ 380| 1200 280| 900/ 160
10 1600[ 820| 1500{ 600| 1300] 460| 1100| 330| 960 250| 720[ 140
ap 0 05D(R<0 5) 0 1D(R=0 5) 0 05D
Depth ofcut| Pf 0 2D 01D
High Speed Condition
Wodk Mkl cjbg\'g&h. ifo.y‘sa'e(lg H:mHs’;ils s&s;glgcds' 45-55HRQ 55~60HRC
Castlrons Mold Steels Pre-Hardened Steels Hardened Steels T Ch Hardened Steels
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Condions
R Rotation | Feed | Rotation | Feed [ Rotation | Feed | Rotation | Feed [ Rotation Feed Rotation | Feed
Ball Radius(mm) min" [ mm/min| min" | mm/min| min?" | mm/min| min' | mm/min | min? mm/min | min" | mm/min
0 5 [60000) 3600 [60000) 3600 [60000| 3000 [60000| 3000 [60000| 2400 {48000/ 1900
1 51000] 5100 [48000{ 4800 [40000| 3200 [37000| 3000 [35000{ 2100 [24000| 1400
2 125000( 5000 (24000 4800 (20000| 3200 |[18000| 2500 [18000| 2200 (12000| 1400
3 |17000f 4100 [16000] 3800 (13000| 2900 [12000| 2200 (12000 1900 | 8000| 1300
5 [10200] 3100 | 9600] 2500 | 8000| 1900 | 7300| 1500 | 7000/ 1400| 4800/ 960
8 6400] 1900| 6000] 1800| 5000| 1200| 4600/ 1000| 4400/ 900| 3000/ 600
10 5100 1600 | 4800 1400| 4000[ 1000| 3700| 890| 3500/ 700| 2400| 480
ap 0 05D(R<0 5) 0 5mm(R=0 5)
Dethofcut| PY 01D | 0 05D
D: Dia.of Mill Mill
R: Ball Radius
0
1.When using Pencil Neck Type End Mills, reduce the feed to 70% of table values.
ap 2.When using Long Shank Type End Mills, reduce milling condition according to it's over hang length.

Pf

3.Use in wet condition in case of Stainless Steels.
4.When using low speed machines, use the maximum speed and adjust the feed rate.

5.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO ESFERICO - 4 CORTES

Conventional Condition

L SC,FC SCM, SKD 30~38HRC 38~45HRC 45~55HRC 55~60HRC
e R I e Bt
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling
Conditions
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius({mm) min”' | mm/min| min" [ mm/min| min" mm/min| min”" | mm/min| min" | mm/min| min? | mm/min
0 5 [32000] 820(31000] 620[25000| 440(22000/ 330(19000| 240[14000[ 130
1 16000] 920 (15000] 680 (13000 510({11000, 380| 9600/ 280| 7200/ 160
2 8000/ 1000| 7600/ 760| 6400/ 560| 5600[ 430| 4800 310| 3600[ 170
3 5300/ 1000 | 5100 770| 4200] 550| 3700 420| 3200 310| 2400/ 170
5 3200( 1000| 3100f 780| 2500[ 550| 2200[ 420| 1900[ 300| 1400[ 170
8 2000{ 920| 1900[ 680| 1600 510| 1400/ 380| 1200 280| 900/ 160
10 1600] 820| 1500 600| 1300| 460| 1100/ 330| 960/ 250| 720/ 140
15 1100] 740| 1000] 530| 850/ 390| 700/ 280| 640/ 220| 480 120
ap 0 05D(R<0 5) 0 1D(R=0 5) 0 05D
Depth of cut| Pf 0 2D 01D
High Speed Condition
| SC,FC SCM, SKD 30~38HRC 38~45HRC 45~55HRC 55~60HRC
e i o Siat ProtordonadSiods |  Mdened Swis |  Portened St Hardoned oo
30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling
Conditions
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mm/min| min" | mm/min| min" | mm/min | min! mm/min | min" [ mm/min| min™" | mm/min
0 5 |60000f 3600 |60000] 3600 [60000( 3000 (60000 3000 (60000| 2400 [48000| 1900
1 51000] 5100 {48000| 4800 [40000| 3200 [37000| 3000 [35000| 2100 |24000| 1400
2 125000/ 500024000 4800 (20000| 3200 [18000| 2500 [18000| 2200 [{12000| 1400
3 [17000/ 4100 [16000] 3800 [13000| 2900 [{12000( 2200 {12000( 1900 | 8000| 1300
5 [10200] 3100 | 9600] 2500 | 8000| 1900 | 7300/ 1500 | 7000/ 1400| 4800/ 960
8 6400 1900 | 6000/ 1800 | 5000 1200| 4600[ 1000| 4400 900| 3000/ 600
10 5100[ 1600 | 4800[ 1400| 4000[ 1000| 3700{ 890| 3500/ 700| 2400| 480
15 3400{ 1100| 3200/ 960| 2700/ 650| 2400 600| 2300 460| 1600/ 320
ap 0 05D(R<0 5) 0 5mm(R=0 5)
Depthofcut| PF 01D | 0 05D
D: Dia.of Mill
R: Ball Radius
)
1.When using Pencil Neck Type End Mills, reduce the feed to 70% of table values.
ap 2.When using Long Shank Type End Mills, reduce milling condition according to it's over hang length.
/ 3.Use in wet condition in case of Stainless Steels.

Pf

4.When using low speed machines, use the maximum speed and adjust the feed rate.
5.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO COM RAIO - 2 CORTES

PR 5 SS,SC,FC150~250HB | SCM,NAK,HPM25~35HRC 40~50HRC SUS304,316 ﬁp?l.'hl-I'Rc
i sbs Carbso‘:mugmte;?;s (t:%(;ltsl}ons Pre-ag?gesr:eeglg'teels Hardened Steels Stainless Steels ﬁt;%iSmA?Igsys
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diameter\  min™' | mm/min | min™ mm/min min' | mm/min [ min" | mm/min | min” mm/min
2 9000 720 6000 430 4000 320| 5500 320 2600 120
4 6600 800| 4500 450 3000 380 4000 320 2000 120
6 4800 960| 3000 480| 2500 380| 3000 480| 1200 120
8 3600( 1000| 2200 610 2000 400 2000 520( 1000 140
10 2800 1000| 1800 610 1500 400 1700 550 800 160
1e 2400 950( 1500 550 1200 380 1500 500 700 140
ap 1 8D
ae 01D 0 05D 01D 0 05D
ap 1D 0 2D 0 3D 0 2D
Grooving Side Milling
| 1.Use highly rigid machining center(BT50).
a 7 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
g" % 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
1 % o 4.Adjust milling condition when unusual vibration, different sound occur by cutting.
de
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FRESAS DE TOPO COM RAIO - 2 CORTES
MEDIA - LONGA

R RS SS,SC,FC150~250HB | SCM,NAK,HPM25~35HRC 40~50HRC SUS304,316 ﬁmsl{l-lRC
e CammShelssCt:tb irons Wl e Hardened Steels Stainiess Stecls Tnaniumms
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diameter \  min™! mm/min min™’ mm/min min™! mm/min min™’ mm/min min™! mm/min
3 8500 5201 5500 300| 3800 260 5000 220| 2500 80
4 6600 560( 4500 320( 3000 270| 4000 220| 2000 80
6 4800 670 3000 340( 2500 270 3000 340( 1200 80
8 3600 700| 2200 430( 2000 280| 2000 360( 1000 100
10 2800 700| 1800 430( 1500 280 1700 390 800 110
12 2400 670| 1500 390( 1200 2701 1500 350 700 100
ap 1 2D
ae 0 01D 0 05D 01D 0 05D
ap 0 0sD 01D 0 2D 01D
Grooving Side Milling
- 1.Use highly rigid machining center(BT50).
o 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
o /% 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
B /4 e 4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO COM RAIO - 4 CORTES

o sial ss.mswua SCM.NAKMI;I;&S&%HRC 40~50HRC SUS304,316 ﬁoﬁm
Carbon Steels, Cast Irons P b Hardened Steels Stainless Steels TitaniumAloys
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QuisideDianeter\ min”' | mm/min | min? | mm/min | min' | mmmin | min? | mm/min | min? | mm/min
2 9000 720| 6000 430 4000 320| 5500 320| 2600 120
4 6600 800| 4500 450| 3000 380| 4000 320| 2000 120
6 4800 960| 3000 480| 2500 380| 3000 480| 1200 120
8 3600( 1000| 2200 610| 2000 400| 2000 520| 1000 140
10 2800 1000| 1800 610| 1500 400| 1700 550 800 160
12 2400 950| 1500 550| 1200 380| 1500 500 700 140
ap 1 8D
ae 01D 0 05D 81D 0 05D
ap 1D 0 2D 0.3D 02D
Grooving Side Milling

1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4 Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO COM RAIO - 4 CORTES

MEDIA - LONGA

A SS,g&;(l:;‘ 5&;320!18 SCM,NAAII(QO;FS’Q:E&-%HRC 40~50HRC SUS304,316 %&?&:Iwﬂgy(s:
Carbon Steels, Castirons | Pre-Hardened Steels s o s o Titanium Alloys
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diameter\  min™' | mm/min | min" | mm/min | min" | mm/min | min? | mm/min | min? | mmimin
3 8500 520| 5500 300| 3800 260 5000 220 2500 80
4 6600 560| 4500 320| 3000 270 4000 220 2000 80
6 4800 670 3000 340| 2500 270 3000 340 1200 80
8 3600 700] 2200 430| 2000 280 2000 360| 1000 100
10 2800 700 1800| 430| 1500 280| 1700] 390 800 110
12 2400 670 1500 390 1200 270 1500 350 700 100
ap 1 2D
ae 0 01D 0 05D 01D 0 05D
ap 0.05D 0.1D 01D
Grooving Side Milling

1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO PARA ALUMINIO

Si,Mg-Si Zn-Mg
Work Material 1070 4032,6061 5052 7075 AC,ADC C1100
Aluminum Aluminum Alloys Si,Mg-Si Aluminum Alloys Mg Aluminum AlloysZn-Mg | Aluminum Alloys Casting Copper Alloys
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QusideDiameler{ min”' | mm/min| min' | mm/min| min? | mm/min| min? | mm/min| min? | mm/min| min? | mm/min
3 132000/ 800| 5300{ 200{13000| 400|27000f 400 (16000 500| 7900{ 200
5 [19200( 1000| 3200] 250| 8000f 50016000 500| 9600 600| 4700| 240
6 16000/ 1000 | 2650 250| 6500 500|13500f 500( 8000f 600| 3900[ 240
8 112000/ 1000 | 2000{ 300| 5000 600]|10000f 600| 6000f 700| 2900[ 240
10 9600 1200 | 1600 300| 4000; 600| 8000 600| 4800 700| 2300| 240
12 8000 1200 | 1300[ 350| 3300/, 700| 6600f 700| 4000 800| 1900| 280
16 6000 1200 | 1000[ 350| 2500, 700| 5000{ 700| 3000 800| 1400| 280
20 4800] 1200| 800/ 350| 2000{ 700| 4000{ 700| 2400 800| 1100/ 280
ap 1 6D 1 5D
ae 0 2D 0 2D
ap 1 0D 0 5D

1.Use in wet condition.
2.When using low speed machines, use the maximum speed and adjust the feed rate.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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FRESAS DE TOPO PARA DESBASTE

Side Milling
et Mo S§,SC,FC150~250HB FC,FCD SCM,NAK,HPM25~35HRC 45~55HRC SUS304,316 B
NEMRNY. - e, Castirons P e OV Hardened Steels Stainless Steels TiammAlys
150~250HB 25~35HRC 45~55HRC
Milling
Conditions
_\ Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed [ Rotation | Feed
QusideDamee min' | mm/min| min" [ mm/min| min? | mm/min| min" | mm/min| min? | mm/min| min? | mm/min
6 4800( 800| 5300 890 4200{ 510 270( 290| 3200, 230| 1600] 110
8 3600[ 800| 4000| 890| 3200({ 510| 2000| 290| 2400, 230| 1200{ 110
10 2800f 800 3200{ 890| 2500{ 510| 1600 290| 1900| 230 950! 110
12 2400, 800 2700{ 890 2100{ 510| 1300{ 290| 1600( 230 800f 110
16 1800 740 2000[ 830| 1600[{ 460| 1000f 250| 1200] 190 600{ 110
20 1400 700| 1600[ 780| 1300( 410 800 220 950( 150 480 80
ap 1 6D 1 0D 1 5D 1 0D
ae 0 3D 0 02D 02D 01D
ap 1 0D 0 6D 1 5D 0 6D
ae 0 05D I 0 03D 0 01D 0 02D 0 01D
Side Milling
*1.Itis depth of the cut when it used the #30 taper spundle machining center.
1.Use highly rigid machining center and holder.
2.Grooving is not recommended use in #30 taper spindle machining center.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
Grooving
| S8,SC,FC150~250HB FC,FCD SCM,NAK,HPM25~35HRC 45~55HRC SUS304,316 ’
b o i - oo v Castlrons " Hardened Steels Stainless Steels TesanAtrs
150~250HB 25~35HRC 45~55HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
isideDianeter\ min”' | mm/min| min? | mm/min| min" | mm/min| min? | mm/min| min? | mm/min| min? | mm/min
6 3700[ 620 4200 710| 3200( 380| 1900] 200| 2700 190| 1100 80
8 2800 620( 3200{ 710( 2400{ 380| 1400[{ 200| 2000( 190 800 80
10 2200 620 2600{ 710| 1900f 380| 1100] 200| 1600/ 190 650 80
12 1900 620| 2100 710| 1600( 380 900f 200| 1300 190 550 80
16 1400 580| 1600 660 1200 340 700 180| 1000 160| 400 60
20 1100f 540 1300[ 620 950/ 300 550 160 800/ 130 320 50
ap 07D 02D 0 3D 0 2D
Grooving

1.Use highly rigid machining center and holder.
2.Grooving is not recommended use in #30 taper spindle machining center.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
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FRESAS DE TOPO RETO - 4 CORTES NACO
High-Speed Milling

1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.In grooving stainless steels, reduce the rotation to 60% of table values and feed to
40% of table values.
3.Use in wet-condition in case of Stainless Steels, Nickel Alloys and Titanium Alloys.
4.Adjust milling condition when an unusual vibration, different sound occcur by cutting.

Work Material | Carbon Steels, Cast Irons Alloy Steels Hardened Steels Hardened Steels Stainless Steels
(150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304,316)
Milling
Conditions
D Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min' | mm/min | min” mm/min min”" mm/min min" | mm/min min" | mm/min
1 47,800 | 2,200 | 47,800 | 1,600 | 39,800 | 1,200 | 31,800 900 | 15,900 | 400
1.5 47,800 | 2,200 | 47,800 | 1,600 | 39,800 | 1,200 | 31,800 900 | 15,900 | 400
2 47,800 | 2,200 | 47,800 | 1,600 | 39,800 | 1,200 | 31,800 900 | 15,900 | 400
2.5 41,800 | 2,200 | 41,800 | 1,600 | 34,800 | 1,200 | 27,800 900 | 19,900 | 400
3 35,850 | 2,600 | 35,850 | 1,800 | 29,800 | 1,400 | 23,800 | 1,100 | 23,900 | 490
3.5 29,800 | 2,600 | 29,800 | 1,800 | 24,800 | 1,400 | 19,800 | 1,100 | 15,900 | 490
4 23,900 | 2,600 | 23,900 | 1,800 | 19,900 | 1,400 | 15,900 | 1,100 | 8,000 | 490
5 19,900 | 2,600 | 19,900 | 1,800 | 16,600 | 1,400 | 13,200 | 1,100 | 6,600 | 490
6 16,000 | 2,700 | 16,000 | 2,000 | 13,300 | 1,500 | 10,600 | 1,200 | 5,300 | 510
F 14,000 | 2,700 | 14,000 | 2,000 | 11,600 | 1,500 | 9,300 | 1,200 | 4,600 | 510
8 12,000 | 2,700 | 12,000 | 2,000 | 10,000 | 1,500 | 8,000 | 1,200 | 4,000 | 520
9 10,800 | 2,700 | 10,800 | 2,000 | 9,000 | 1,500 | 7,200 | 1,200 | 3,600 | 520
10 9,600 | 2,700 | 9,600 | 2,000 | 8,000 | 1,500 | 6,400 | 1,200 | 3,200 | 520
11 8,800 | 2,700 | 8,800 | 2,000 | 7,000 | 1,500 | 5,800 | 1,200 | 2,900 | 520
12 8,000 | 2,700 | 8,000 | 2,000 | 6,700 | 1,500 | 5,300 | 1,200 | 2,700 | 520
13 7,500 | 2,200 | 7,500 | 1,600 | 6,200 | 1,200 | 4,900 900 | 2,500 | 450
14 7,000 | 2,200 | 7,000 | 1,600 | 5,800 | 1,200 | 4,600 900 | 2,300 | 450
156 6,500 | 2,200 | 6,500 | 1,600 | 5,400 | 1,200 | 4,300 900 | 2,100 | 450
16 6,000 | 2,200 | 6,000 | 1,600 | 5,000 | 1,200 | 4,000 900 | 2,000 | 450
17 5,700 | 2,000 | 5,700 | 1,400 | 4,750 | 1,100 | 3,800 750 | 1,900 | 380
18 5400 | 2,000 | 5,400 | 1,400 | 4,500 | 1,100 | 3,600 750 1,800 | 380
19 5100 | 2,000 | 5,100 | 1,400 | 4,200 | 1,100 | 3,400 750 1,700 | 380
20 4,800 | 2,000 | 4,800 | 1,400 | 4,000 | 1,100 | 3,200 750 | 1,600 | 380
22 4,200 | 1,800 | 4,200 | 1,200 | 3,500 900 | 2,800 600 | 1,400 | 320
25 3,450 | 1,800 | 3,450 | 1,200 | 2,900 900 | 2,300 600 | 1,100 | 320
ap 1.6D 1D 1.5D
Depth of Cut|@e 0.05D 0.02D 0.05D
Side Milling

-
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FRESAS DE TOPO RETO - 4 CORTES NACO

Conventional Milling

1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.In grooving stainless steels, reduce the rotation to 60% of table values and feed to

40% of table values.
3.Use in wet-condition in case of Stainless Steels, Nickel Alloys and Titanium Alloys.
4.Adjust milling condition when an unusual vibration, different sound occcur by cutting.

apmm/ 77 aJ

Work Material | Carbon Steels, Cast Irons Alloy Steels Hardened Steels Hardened Steels Stainless Steels Nickel Alloys,
\|  (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) | (SUS304,316) | Ianum Aloys
Milling
Conditions
D Rotation [ Feed | Rotation| Feed | Rotation| Feed | Rotation| Feed | Rotation| Feed | Rotation| Feed
mm min"' [mm/min| min" |mm/min| min" |mm/min| min? [mm/min| min? [mm/min| min mm/min
1 16,200{ 450 [15,100{ 290 [10,800| 180 | 7,500 | 110 | 7,400 | 100 | 4,750 | 50
1.5 [14,400{ 450 13,500 290 | 9,500/ 180 | 6,700 | 110 | 6,700 | 100 | 4,200 | 50
2 12,800| 570 [12,000{ 380 | 8,300/ 230 | 6,000 | 150 | 6,000 | 130 | 3,700 | 70
2.5 |11,300( 570 [10,600| 380 | 7,300 230 | 5,300 | 150 | 5,300 | 130 | 3,250 70
3 9,800{ 570 | 9,200 380 | 6,350 230 | 4,600 | 150 | 4,600 | 130 | 2,850 | 70
3.5 8,300 570 | 7,800/ 380 | 5,300 230 | 3,900 | 150 | 3,900 | 130 | 2,420 | 70
o) 6,800{ 730 | 6,400| 490 | 4,400 300 | 3,200 | 200 | 3,200 | 170 | 2,000 | 90
5 5,700{ 730 | 5,300] 490 | 3,700 300 | 2,700 | 200 | 2,700 | 170 | 1,700 | 90
6 4,600) 770 | 4,300 520 | 3,000| 320 | 2,200 | 210 |2,200 | 180 | 1,400 | 100
7 4,000 770 | 3,700 520 | 2,600/ 320 | 1,900 | 210 | 1,900 | 180 | 1,200 | 100
8 3,400 770 | 3,200{ 520 | 2,200 320 | 1,600 | 210 | 1,600 | 180 | 1,000 | 100
9 3,100{ 770 | 2,900 520 | 2,000{ 320 | 1,450 | 210 | 1,450 | 180 900 | 100
10 2,800| 780 | 2,600( 520 | 1,800/ 320 | 1,300 | 210 | 1,300 | 180 800 | 100
11 2,500 780 | 2,400 530 | 1,650/ 320 | 1,200 | 210 | 1,200 | 180 750 | 100
12 2,300 780 | 2,200 530 | 1,500{ 320 | 1,100 [ 210 | 1,100 | 180 700 | 100
13 2,150 780 | 2,050 530 | 1,400( 320 | 1,000 | 210 | 1,020 | 180 650 | 100
14 2,000{ 780 | 1,900 530 | 1,300 320 950 | 210 950 | 180 600 | 100
15 1,850 650 | 1,750| 420 | 1,200 280 | 1,750 | 170 870 | 150 550 | 80
16 1,700/ 650 | 1,600 420 | 1,100| 280 800 | 170 800 | 150 500 | 80
17 1,600| 650 | 1,500 420 | 1,050 280 760 | 170 760 | 150 470 | 80
18 1,500| 650 | 1,450 420 | 1,000/ 280 720 | 170 720 | 150 450 | 80
19 1,400( 650 | 1,350| 420 950| 280 680 | 170 680 | 140 420 | 75
20 1,350/ 600 | 1,300 380 900| 260 650 | 150 650 | 140 400 | 75
22 1,200) 600 | 1,100 380 800 260 580 | 150 580 | 140 350 | 75
25 1,000 600 850 380 650 260 490 | 150 490 | 140 290 | 75
ap 1.85D 1D 1.5D 1D
JEEEE 0.1D 0.05D 0.02D 0.1D 0.05D
Grooving |@P 0.5D 0.2D 0.05D 0.3D 0.1D
Grooving Side Milling
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FRESAS TOPO ESFERICO - 2 CORTES NACO

High-Speed Milling

Work Material| Carbon Steels, Cast Irons Alloy Steels Hardened Steels Hardened Steels Stainless Steels
(150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304,316)
Milling
Conditions
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min”’ mm/min min”’ mm/min min”’ mm/min min”’ mm/min min”’ mm/min
0.5 66,000 | 2,100 | 51,500 | 1,300 | 46,000 960 | 30,600 | 640 | 46,000 960
0.75 | 58,500 | 2,100 | 45,600 | 1,300 | 40,100 960 | 27,000 | 640 | 40,100 960
1 51,000 | 2,100 | 39,800 | 1,300 | 35,700 960 | 23,700 | 640 | 35,700 960
1.25 | 44,500 | 2,700 | 34,900 | 1,700 | 31,000 | 1,300 | 20,600 | 830 | 31,000 | 1,300
1.5 38,000 | 2,700 | 30,000 | 1,700 | 26,000 | 1,300 | 17,500 | 830 | 26,000 | 1,300
2 25,500 | 2,700 | 19,900 | 1,700 | 17,900 | 1,300 | 11,900 | 830 | 17,900 | 1,300
2.5 21,000 | 3,000 | 16,400 | 1,900 | 14,700 | 1,400 | 9,700 | 920 | 14,700 | 1,400
3 17,000 | 3,000 | 13,300 | 1,900 | 11,900 | 1,400 | 7,900 | 920 | 11,900 | 1,400
4 12,800 | 3,100 | 10,000 | 2,000 | 9,000 | 1,500 | 6,000 | 960 9,000 | 1,500
5 10,200 | 3,100 | 8,000 | 2,000 | 7,200 | 1,500 | 4,800 | 960 7,200 | 1,500
6 8,500 | 3,100 | 6,700 | 2,000 | 6,000 | 1,500 | 4,000 [ 960 6,000 | 1,500
8 7,000 | 3,100 | 5,500 | 2,000 | 4,900 [ 1,500 | 3,200 | 960 4,900 | 1,500
10 5900 | 3,100 | 4,600 | 2,000 | 4,100 | 1,500 2,600 | 960 4,100 | 1,500
ap 0.05D 0.02D 0.05D
Depth of Cut | Pf 0.1D 0.05D 0.1D
1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.Use in wet-condition in case of Stainless Steels, Nickel Alloys and Titanium Alloys.
3.Adjust milling condition when an unusual vibration, different sound occcur by cutting.
ap V)
T,

Pf
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FRESAS DE TOPO ESFERICO - 2 CORTES

NACO
Conventional Milling
Work Material | Carbon Steels, Cast Irons Alloy Steels Hardened Steels Hardened Steels Stainless Steels Nickel Alloys,
(150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304,316) SO N
Milling
Conditions
R Rotation | Feed | Rotation| Feed | Rotation| Feed | Rotation| Feed | Rotation Feed | Rotation| Feed
mm min' |mm/min| min" [mm/min| min" |mm/min| min" [mm/min| min" |mm/min| min? | mm/min
0.5 |24,000{ 770 (16,000 370 [12,700| 270 |11,100( 190 |11,100{ 210 | 8,000 | 120
0.75 |[21,500{ 770 [14,400| 370 [11,400| 270 | 9,900 190 | 9,900| 210 | 7,200 | 120
1 19,100 770 |12,800| 370 |10,200| 270 | 8,900| 190 | 8,900| 210 | 6,400 | 120
1.25 [17,000( 1,100 | 11,400| 550 | 9,000{ 400 | 7,900| 280 | 7,900| 310 | 5,700 | 180
1.5 [14,900| 1,100 {10,000{ 550 | 7,900 400 | 6,900 280 | 6,900 310 | 5,000 | 180
2 10,800 1,100 | 7,200( 550 | 5,700 400 | 5,000{ 280 | 5,000| 310 | 3,600 | 180
2.5 9,200( 1,300 | 6,200{ 660 | 4,900| 480 | 4,300 330 | 4,300 380 | 3,100 [ 210
o 7,700( 1,300 | 5,200f 660 | 4,100| 480 | 3,600 330 | 3,600 380 | 2,600 | 210
4 6,000 1,400 | 4,000f 700 | 3,200f 510 | 2,800| 360 | 2,800| 400 | 2,000 | 230
5 4,800( 1,400 | 3,200f 700 | 2,600{ 520 | 2,300| 370 | 2,300| 410 | 1,600 | 230
6 4,000( 1,400 | 2,700f 710 | 2,200{ 530 | 1,900 370 | 1,900| 410 | 1,400 | 240
8 2,600| 1,500 | 1,700 720 | 1,400( 540 | 1,200 380 | 1,200| 420 900 | 250
10 1,700| 1,600 | 1,100 730 900| 550 800| 390 800| 430 600 | 260
ap 0.1D 0.05D 0.1D 0.05D
Depth of Cut | Pf 0.2D 0.1D 0.2D 0.1D
1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.In grooving stainless steels, reduce the rotation to 60% of table values and feed to
40% of table values.
&) 7 3.Us§ in wgtjconditio.n.in case of Stainless SFeeIs_, Niclgel Alloys and Titanium AIon§.
W ] / 7, 4.Adjust milling condition when an unusual vibration, different sound occcur by cutting.
Pf
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FRESAS DE TOPO ESFERICO LONGA - 2 CORTES

Conventional Milling
Work Material | Pre-Hardened Steeels, Mold Steels Hardened Steels Hardened Steels Hardened Steels
(40~50HRC) (50~55HRC) (55~60HRC) (60~65HRC)
Milling
Conditions
R Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min! mm/min min”' mm/min min™! mm/min min' mm/min

0.5 50,000 1,400 50,000 1,400 50,000 1,300 42,000 1,000

0.75 50,000 2,000 50,000 2,000 37,300 1,400 28,000 1,000

1 38,100 2,100 38,100 2,100 28,000 1,400 21,000 1,000

1.25 30,500 2,100 30,500 2,100 22,400 1,400 16,800 1,000

1.5 25,400 2,100 25,400 2,100 18,700 1,400 14,000 1,000

2 19,100 2,100 19,100 2,100 14,000 1,400 10,500 1,000

2.5 15,300 2,100 15,300 2,100 11,200 1,400 8,400 1,000

3 12,700 2,100 12,700 2,100 9,300 1,400 7,000 1,000
4 9,500 2,100 9,500 2,100 7,000 1,400 5,300 1,000
5 7,600 2,100 7,600 2,100 5,600 1,400 4,200 1,000
6 6,400 2,100 6,400 2,100 4,700 1,400 3,500 1,000
ap 0.08D 0.05D
Depth of Cut| Pf 0.25D 0.15D
| 1.Recommend oil mist process.
D 2.When depth of the cut is small, can increasa feed speed more.
3.When using low speed machines, use the maximum speed and adjust the feed rate.
4.Adjust milling condition when unusual vibration, different sound occcur by cutting.
ar 77
11100 /K/Z%
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FRESAS DE TOPO COM RAIO - 4 CORTES

NACO
High-Speed Slotting
MILD STEELS ALLOY STEELS HARDENED STEELS STAINLESS STEELS
WORK CARBON STEELS, CAST IRON TOOL STEELS PREHARDENED STEELS HARDENED STEELS
MATERIAL S$S400,S55C,FC250 SCM,SKT,SKS,SKD SKT,SKD,NAK55,HPM1 SUS304,SKD
(~750N/mm?) (~30HRC) (30~38HRC) (38~45HRC)

MILLDIA.| SPEED FEED SPEED FEED SPEED FEED SPEED FEED

(mm) (min™) (mm/min) (min"") (mm/min) (min’") (mm/min) (min") (mm/min)
1 16,600 545 15,200 490 13,200 420 10,200 275
2 13,300 655 12,100 590 10,600 515 8,100 330
3 10,600 765 9,600 690 8,500 610 6,400 385
4 8,400 875 7,600 790 6,800 705 5,000 440
o 7,000 980 6,400 895 5,700 800 4,100 490
6 6,100 950 5,600 875 5,000 780 3,600 475
8 4,800 920 4,400 845 4,000 780 2,800 450
10 3,800 920 3,500 840 3,200 780 2,200 440
12 3,200 920 2,900 840 2,700 780 1,900 450
0.2D W aa
o da Max=3mm 00
OF CUT

1.Use arigid and precise machine and holder
2.We suggest using an air blow or MQL (mist). For milling stainless steels, titanium
alloys and heat resistant alloys, use a coolant with high smoke retardant properties.
3.Please adjust the speed, feed and cutting depth according to actual cutting conditions.
4.These milling conditions are for an end mill where the tool overhang length is less
than 3XD (mill dia). When the tool overhang length is longer, please adjust the
speed, feed and cutting depth.
s%These milling conditions are for 4-flutes type. In cace of 3-flutes type,
please reduce the feed rate to 60-70%
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FRESAS DE TOPO COM RAIO - 4 CORTES

NACO
FRESAMENTO LATERAL
Side Milling
MILD STEELS CARBON ALLOY STEELS HARDENED STEELS STAINLESS STEELS
WORK STEELS CAST IRON TOOL STEELS PR(EPQS?_E&JE]QTS‘L%E)LS HARDENED STEELS HARDENED STEELS
$S400, FC2 /SKT,SKS, $304,SKD HEAT RES]STANT
el | spmmerem | ootagmeet | wiiuiinn | wwise | G
MILLDIA. | SPEED | FEED | SPEED | FEED | SPEED | FEED | SPEED | FEED | SPEED | FEED
(mm) (min) | (mm/min) | (min") | (mm/min) | (min") | (mm/min) [ (min") | (mm/min) [ (min?) | (mm/min)
1 6,600 | 400 | 4,600 180 | 4,200 | 220 | 2,600 55 2,100 35
2 5,800 420 4,100 200 3,750 235 2,300 65 1,900 40
S 5,000 | 440 3,500 | 220 | 3,250 | 235 | 2,000 65 1,650 40
4 4,200 | 470 | 3,000 | 240 | 2,750 | 240 1,700 70 1,400 45
5 3,600 | 490 | 2,650 | 250 | 2,400 | 240 1,500 70 1,250 45
6 3,150 | §25 | 2300 | 275 | 2100 | 248 1,300 75 1,100 50
8 2,350 | 470 1,290 | 315 1,550 | 250 995 80 835 55
10 1,900 | 450 1,400 | 295 1,290 | 235 795 85 665 50
12 1,550 415 1,150 275 1,050 215 660 79 855 50
da ar da da ar
2.5D | 0.05D 2.5D |0.02D
DEPTH
OF CUT lar

1.Use arigid and precise machine and holder.
2.Adjust speeds and feeds according to cutting conditions, cutting depth, and rigidity

of the machine.

3.Use a suitable cutting fluid with high smoke retardant properties.

4.For milling stainless steels and heat resistant alloy steels (e.g. INCONEL® ), non
water-soluble fluids are recommended.
5.When dry milling, use an air blow to avoid chip packing.
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FORMULAS

Fz (mm) = Avango por dente N (1/min) = Rotagao
_ Vf Ve x 1000
Fz(mm)= ——— mm N= ——— 1min
Ve (mm) = Velocidade de corte Vf (mm/min) = Velocidade de avango
T X X N
\Vc = ° 1 min Vf=Z x N x fz m/min.
1000

- Sugerimos avanco e velocidade de corte 50% menor no inicio da operacao,
aumentando gradualmente até que a estabilidade seja determinada;

- E recomendado o uso de sistemas de fixacdo de alta preciséo e alta rigidez. A
excentricidade n&do deve exceder 0,01mm.

DALLTECH
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