Sulid Carhide & PGD/Ent ————
End Mills de Carburo Solido y PCD RS
dtandard loois

Herramientas Estandar

Special lools
Herramientas Especiales
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D BIBCLION ASSISLANL

Asistente para Seleccidn

End Mill E1
End Mill E2
Tensile strength End Mill E3
[N/mm?] End Mill E8
End 0

<600 N/mm? [ )

End Mill E11
End Mill E12

End Mill E4

End MillE6 | End Mill E5 End Mill E7

End Mill E9

Material to be machined

Urnlegierter Stahl, Stahlguss
non-alloy steels, cast steals

S152, €35, GS52 [ )

= 700 N/mm?

L:ﬁ;':s's;z:" < 1000 N/mm? 90MnCIV8, 100Cr6 [ ) [ ) [ )
Legierter Stahl X5 CrNi 18 9 (V2A)
alloyed steel X 10 CrNiMoTi 18 10 ‘ ‘ ‘
GI legierter G
Grey cast iron, grey cast iron alloy
: <250 HB GG30, GTW4O () o (]
Sphiroguss, Vermikularguss "
Spheroidal graphite cast iron, CGI <600 N/mm GGG40, GGGS0 ‘ ‘ ‘
AlICuMgPb, AIMgSi 0.5 [ )

Aluminium (S1 < 10%)

Aluminium {Si > 10%) GB.AISI12 (Cu)

Kupfer, Masasing, Bronze
Coppar, brass, bronze
Titanlegierungen
Titanium alloys

MNickellegierungen
Nickel alloys

GrauguB, Kohlenstoffstahl,
Leg. Stahl

@ Best Choise

@ Possible Choise

( IVa- oo

[able o ontents

Tabla de Contenido

End Mill E1
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End Mill E2
Version Largo

End Mill E3
Version Radio en Puntas

End Mill E4
Version 3 filos

End Mill E5
Version Alto Rendimiento

End Mill Eé
Version para Aluminio

End Mill E7
Version para Acabado

End Mill E8
Version 3 Filos

End Mill E9
Version Desbaste/Acabado

End Mill E10
Desbaste




El4l400

Larbide End Mill EI'Short

End Mill de Carburo El Corto

r o J" Order No.
Frant -_JEVJB 2020778
Estilo de Frente 020780
Main Material to Milling: oteel, stainless steel
tr Last Iron 2020784
Material Principal a Fresar: Acero, Aceros 2020786
Inoxidables y Fundiciones 2020723

Art. Nr.

2020782

CuttingData // '~

// Cutting speed V_[m/min]
e o7 9
. - -
Material to be machined fensteiliEnolh Example /4 & /u J; l .
[NImm? 1 @ ] @ .
L1
ae = 0,25xD ae = 0,5xD ae < 1xD

<860 N/mm?  Si37, 5162, C45, 16MnCr6

220

180 1560

Werkzeugstahle, Verglitungsstahle

No. of Flutes //
Cutting Direction //

Rostfreie Stahle < 760 N/mm? 1.4034, 1.4301, 1.4306 140

He’ix Ang’e // GrauguB / SpharoguB < 450 N/mm? GG26, GG40, GGG40 200

sl N

Coating //

Shank / / The mentioned cutting data are recommended for machining with flood coolant.
@ Feed per tooth fz [mm]

No de Filos // 3 0,028 0,012 0,007

Direccion de Corte // 5 0,035 0,025 0,015

Angulo de Hélice // IR -

Espacio entre canales // 10 o007 o005 o004

Recubrimiento // 12 0,09 0,07 0,06

Diametro de sujecion // *m

Feed rate has to be reduced by 25% for pre-ieyp/ered and stainless steel.



ETA1401

Larbide End Mill EZ Large

End Mill de Carburo E2 Largo

r o J" Order No.
FEant -_nyJB s 2020789
Estilo de Frente 202071
Main Material to Milling: oteel, stainless steel 2020793
tr Gast Iron RS
Material Principal a Fresar: Acero, Aceros 2020797
Inoxidables y Fundiciones 2020799

2020801

CuttingData // '~

Art. Nr.

// Cutting speed V_[m/min]

! o . 5 Tensile strength ﬂ " ﬂ ﬂ.
LS Material to be machined Exam, o adl ol
umer] - ll s —
- | >
L1
ae = 0,25xD ae = 0,5xD ae < 1xD

<860 N/mm?  Si37, 5162, C45, 16MnCr6

220

180 1560

Werkzeugstahle, Verglitungsstahle

No. of Flutes //

Rostfreie Stahle < 760 N/mm? 1.4034, 1.4301, 1.4306 140

Cutting Direction //

He'ix Ang'e // GrauguB / SpharoguB < 450 N/mm? GG26, GG40, GGG40 200
Spacing // ]

Coaﬁng // The mentioned cutting data are recommended for machining with flood coolant.
Shank //

@ Feed per tooth fz [mm]

No de Filos // 3 0028 0012 0,007

5 0,035 0,025 0,015
Direccién de Corte // IR -

Angulo de Hélice // S0 oor 005 o0

Espacio entre canales // 12 AL A
Recubrimiento // *m

Diadmetro de SUieCién // Feed rate has fo be reduced by 25% for pre-ieyp/ered and stainless steel.



E1414114

sarbide End Mill E3 with Gorner Radius
End Mill de Carburo E3 con Radio en Puntas

r  J1 Order No. h10 h6 +0,02 L1 L3
Frant -_nyJB 2020802
Estilo de Frente Ro20e0s

2020806

Art. Nr. Art. Nr.

Order No.

2020816

2020818

Main Material to Milling: oteel, stainless steel
EI' Bj_ﬂ JJJUIJ 2020808
Material Principal a Fresar: Acero, Aceros 2020810
Inoxidables y Fundiciones 2020812

2020814

CuttingData // '~

2020820

// Cutting speed V_[m/min]

LS o . .
’ E ’ Ed ’ £
L Tensile strength l / N l / i l. -
o] " 5
Material to be machined Example af\ a ad) a ad
N/mm?]
7 . L I ) I T -
ae = 0,25xD ae = 0,5xD ae < 1xD

<860 N/mm?  Si37, 5162, C45, 16MnCr6

220

180 1560

No. of Flutes //

Rostfreie Stahle < 760 N/mm? 1.4034, 1.4301, 1.4306 140

Cutting Direction // .
He"x Ang'e // GrauguB / SpharoguB < 450 N/mm?

Spacing // ]

GG26, GG40, GGGA0 200

Coaﬁng // The mentioned cutting data are recommended for machining with flood coolant.
Shank //

@ Feed per tooth fz fmm]

. 3 0,028 0,012 0,007

NoToclheRtl e om om oo

5 0,035 0,025 0,015
Direccién de Corte // IR -
Angulo de Hélice // 10 o007 o005 o004
Espacio entre canales // 12 009 007 0,06
Recubrimiento // *m
() idm etro de SUi eCién / / Feed rate has to be reduced by 25% for pre-ieg){ered and stainless steel.



ET43301

ruu

arbide End Mill E4
End Mill de Carburo E4

r o J" Order No.
Frant -_)[yJB 2020821
Estilo de Frente 2070623
Main Material to Milling: oteel & Last Iron 2020825
Material Principal a Fresar: Acero y Fundiciones 2020827

2020829

2020831 i

2020833

CuttingData // '~

Art. Nr.

./ Cutting speed V_ [m/min]

- 7 W w
K] > Material to be machined Te";{,‘j’f’"ﬂg’g‘" Example lll A % ll. l-!
= L > ae = 0,25xD ae < 0,5xD as < 1xD

Allgem. Baustahle, Einsatzstahle <860 N/mm?  St37, St62, C46, 16MnCrb 220

Woerkzeugstahle, Vergil sstahle
No. of Flutes // e A

< 450 N/mm? GG26, GG40, GGG40

Cutting Direction // _ =
Helix An g le / / The mentioned cutting data are recommended for machining with flood coolant.
Spacing //
Coating //

Shank //

Feed per tooth fz [mm]

No de Filos // 3 0028 0012 0,007

5 0,035 0,025 0,015
Direccién de Corte // IR -

Angulo de Hélice // S0 oor 005 o0

Espacio entre canales // 12 AL A
Recubrimiento // *m

Diadmetro de sujecién // Feed rate has fo be reduced by 25% for pre-ieyp/ered and stainless steel.



E14a41l1

Larbide End Mill Ea
End Mill de Carburo ES

r o J" Order No.
Frant -_nyJB 2020834

Estilo de Frente 2020836

I
) !DJDJJ ] 2020838

Main Material to Milling: Stainless &

Art. Nr.

2020840

Material Principal a Fresar: Aceros Inoxidables 2020842
y Aceras Termoresistentes 020864

2020846

CuttingData // '~

/ Cutting speed V_[m/min]
Kl ) . 5 Tensile strength ﬂ g.
LS Material to be machined [Nimm?] Example ll Al Iu l--
- L1 >

as = 0,25xD

ae = 0,5xD ae < 1xD

Rostfreie Stahle < 760 N/mm? 1.4034, 1.4301, 1.4306

140 100 80

NO- Of FIUfes // Titanlegisrungsen TiCu2, TiAI6V4
S
Nickellegierungen

Cutting Direction //

Helix An g le / / The mentioned cutting data are recommended for machining with flood coolant.
Spacing //
Coating //
Shank //

@ Feed per tooth fz [mm]
No de Filos / / 3 0,02 0,012 0,007

5 0,03 0,022 0,015
Direccién de Corte // T T
Angulo de Hélice // 10 ooes  ooss 0045
Espacio entre canales // 12 0075 0065 0,055
Recubrimiento // * 0,12 05 0,08
Didme" o de suiecién / / Feed rate has to be reduced by 25% for pre-ieyp/ered and stainless steel.



£l 4031

iarbide End Mill'Eb

End Mill de Carburo EB

r o J" Order No.

Frant -_nyJB 2020847
u A .—AA .

Estllll da Fl‘llltn / 2020849 ]

Main Material to Milling: Aluminium 2020851
Material Principal a Frnsar: Aluminio 2020853

2020855

Art. Nr.

2020857

2020859

CuttingData // .0

/ Cutting speed V_[m/min]

- = »
e e BIE N

ae < 0,25xD ae < 0,5xD ae < 1xD

Aluminium (Si-Gehalt 0,5-9 %) AICuMgPb, GD-AISi9Cu3 450

No. of Flutes / / Aluminium (Si-Gehalt 10-15 %)

300

Kupfer, Messing, Bronze CuZn37, CuSn8 230

Cutting Direction //

Helix An g le / / The mentioned cutting data are recommended for machining with flood coolant.
Spacing //
Coating //
Shank //
@ Feed per tooth fz [mm]
No de Filos // 3 0,016 0,012 0,008

5 0,03 0,024 0,018

Direccion de Corte //
Angulo de Hélice //
Espacio entre canales //
Recubrimiento //
Diametro de sujecion //

8 0,05 0,04 0,03

12 0,08 0,065 0,05

20 0,14 0,12 0,09

/




E141B1I

sarbide End Mill'E7 Finishing
End Mill de Carbura E7 para Acabdo

Front Style ‘ ‘2020860
Estilo de Frente NS tees
Main Material to Milling: oteel, stainless oteel, 2020864
Last Iron & Exotic Steel 2020866
Material Principal a Fresar: Acero, Aceros Inoxidables,
Fundiciones y Aceros Termoresistentes

s S .
: ﬁ&\_r Cutting Data// '~ - 0

Material to be machined LA PETEL Example lllu

Art. Nr.

./ Cutting speed V_[m/min]

I —
[NImm?]

L1
ae < 0,1xD
<860 N/mm*  $137, St62, C46, 16MnCr6 260
No. of Flutes / / Warkzeugstahle, Vergiitungsstahle
Cut ﬁng Direction / / Rostfraie Stahle <7T60N/mm®  1.4034, 1.4301, 1.4306
Helix Angle //
S pac in g / / GrauguB / SpharoguB <450 N/mm? GG26, GG40, GGG40 200
Coating //
Shank // Titanlegierungen TiCu2, TIAI6V4 140
Nickellegierungen®
No de Filos / / @ Feed per tooth fz [mm] /

Direccion de Corte // s 0,02
Angulo de Hélice // F_

0,03

Espacio entre canales // s o0
Recubrimiento // _“’ 008
Diadmetro de suiecién // 16 0,08

_#
Feed rate has to be reduced by 30% for special alloys



£l 41500

[arbide End Mill Et
End Mill de Carburo E8

[ o J1 Order No.
Frant -_JEVJB 2020868

Estilo de Frente i oo

2020872

Art. Nr.

2020882

2020884

Main Material to Milling: oteel, stainless steel
Ef Bﬂ_ﬂ JJJUIJ 2020874
Material Principal a Fresar: Acero, Aceros 2020876
Inoxidables y Fundiciones 2020878

2020880
i
m
A

CuttingData // '

./ Cutting speed V_[m/min]
o »
- L Material o be machined Te"ﬂ;;‘:;;'ﬂh Example i il lz!
- L1 r

80 < 0,5xD ae < 1xD

2020886

2020888

2020890

Y

La@
2a@

Y

Allgem. & i a <860 N/mm*  St37, 5162, C45, 16MnCrb 10 80

Woerkzoeugstahle, Verglitungss

No. of Flutes //

Rostfreie Stahle < 760 N/mm? 1.4034, 1.4301, 1.4306

Cutting Direction //

He'ix Ang'e // GrauguB / SpharoguB <450 N/mm? GG26, GG40, GGG40

Spacing // ]

Coaﬁng / / The mentioned cutting data are recommended for machining with flood coolant.
Shank //

Feed per tooth fz [nm]

No de Filos // 3 0,024 0,018 0,014

5 0,036 0,028 0,022
Direccién de Corte // 6 0pas 0036 0028
Angulo de Hélice // -3 L
Espacio entre canales // 12 0075 008 0,085
Recubrimiento // L

20 0,1 0,08 0,065

Diametro de sujecion / / Feed rate has to be reduced by 30% for pre-ieypéred and stainless steel.



E1411471

arbide End Mill' Ed Roughing-Finishing
End Mill de Carburo E9 de Desbaste-Acabado

r o J Order No.
Frant -_nyJB 2020891
Estilo de Frente Zooues
Main Material to Milling: oteel & Last Iron 2020895
Material Principal a Fresar: Aceros y Fundiciones 2020897

Art. Nr.

CuttingData // '~

,// Cutting speed V_ [m/min]

l »
A

ae < 0,5xD

Tensile strength
[Nimm?]

Material to be machined Example

ap

v

ae < 0,256XD

L1

ae = 1xD

<850 N/mm?  St37, Si62, C45, 16MnCrb

220 180 150

No. of Flutes //

< 460 N/mm? GG26, GG40, GGG40

Cutting Direction //

Helix An g le / / The mentioned cutting data are recommended for machining with flood coolant.
Spacing //

Coating //

Shank //

No de Filos //

2 Feed per tooth fz [mm]
lEes]Si s il /] e oo om0
Angulo de Heélice // 10 0,011 0,08 0,065
Espacio entre canales // o2

s 16 0,16 0,12 0,09
Hocubilenio // S w o2 o om
Diametro de sujecion / / Feed rate has to be reduced by 30% for pre-ieyp/ered and stainless steel.

10



El4724:5)

iarbide End Mill EIL Roughing

End Mill de Carburo EI0 de Desbaste

r o J Order No.
Frant -_)[yJB 2020899
Estilo de Frente e
Main Material to Milling: oteel, stainless oteel 2020903
fr BJ_JL JJ’UJJ 2020905
Material Principal a Fresar: Aceros, Aceros

Inoxidables y Fundiciones

Art. Nr.

_#/ Cutting speed V_ [m/min]

|
v

ae < 0,256xD ae < 0,5xD

o
= L24" ‘

L3 1

1xD
1xD

Tensile sir:angth
[Nimm?]

 Material to be machined Example

ap

ap

L1

<860 N/mm*  S137, 5162, G456, 16MnCrb

No. of Flutes
// < 760 N/mm? 1.4034, 1.4301, 1.4306 60

Cutting Direction // EC T I D N
He'ix Ang'e // GrauguB / SpharoguB < 450 N/mm? ‘GG26, GG40, GGG40 120 20
Spacing //

Coaﬁng / / The mentioned cutting data are recommended for machining with flood coolant.
Shank //
No de Filos //
2 Feed per tooth fz [mm]

Direccion de Corte // e o om
AHQUIO de Heélice // 10 0,011 0,08 0,065
Espacio entre canales // o2

. o 16 0,16 0,12 0,09
RECUDTmHIENON) Cw 02 o om
Diametro de sujecion / / Feed rate has to be reduced by 30% for pre-ieyp/ered and stainless steel.

11



E1 44015

arbide End Mill EIl Righ'Feed

End Mill de Carbura Elf de Alto Avance S

g " Y J' I Order No.
ANt otylE 2020907

Estilo de Frente e
Main Material to Milling: Hard Material 202091
Material Principal a Fresar: Materiales Endurecidos EEEZTE

2020915

2020917

: '=-_P CuttingData // 1~ 1.
ER 4L2>‘ E_J
—

Cutling speed V., [m/min]

0,2xER

Hardness

Max. ap Feedrate f, [l-nmlren;]
[HRC]

Material to be machined

L1

@5 @6 @8 @10 @12

GrauguB, Kohlenstoffstahl,
Leg. Stahl

No. of Flutes //

Cutting Direction //

Helix Angle //
Spacing //
Coating //
Shank //
No de F "OS / / 1. Use only with high precise machines and tool holders

2. Use air blow or minimum oil mist cooling (MQL)
Direccién de Corte // 4 Use shorlest possibie overhang
A ngulo fo [=) He”,'ce / / 5. For overhang L/D > 4 please use correction value as shown bélow
Espacio entre canales // e
Recubrimiento // 7
Diametro de sujecion // /

n c

12



L3551

Larbide End Mill EIZ Rard Material
End Mill de Carburo EI2 para Aceros Endurecidos

r o J1 Order No.
Frant -_JEYJB 2020919
Estilo de Frente 200
anbkﬁmﬂmjuthuw}kwdhkﬁmﬂﬂ 2020723
Material Principal a Fresar: Materiales Endurecidos EREZZZ

2020927

ﬁﬁ&\g_f CuttingData // '~ 1

’ _ Hardness /
Material to be machined af)
[Hecl II

Art. Nr.

!/ Cutting speed V_[m/min]

ae < 0,1xD

60

No. of Flutes / / Gohartete Stahls
Cutting Direction //
Helix Angle //
Spacing //
Coafing // % Zahnvorschub
Shank // , e
s oo ’
[ 0,04 \ |

- S \ ' b
No de Filos // 10 0,06 |
Direccién de Corte // T —— / ‘<
Angulo de Hélice // 204

Espacio entre canales //
Recubrimiento //
Diametro de sujecion //

13



Solid arbide special ools

Herramientas Especiales de Carburo Solido

WHETHER DRILLING, COUNTERBORING, REAMING OR MILLING TOOL YOU MAKE THE
RIGHT CHOICE

e Sharpening service on Walter CNC machines

o Exclusive production on ultra-modern CNE grinding centres (as a result we guarantee
absolute repeat accuracy)

o ool geometries for highest cutting data and tool life

o Tools for all common materials

o lse of newest premium carbide grades

o Best possible coating

o Professional consulting and service

o Decades of professional experience in the field of cutting tools

e Individual solutions for your machining problems

o Rapid and reliable delivery dates

IN ADDITION TO SOLID CARBIDE SPECIAL TOOLS WE OFFERS A WIDE RANGE OF
HIGHPERFORMANCE CUTTING TOOLS.

o PCD-tipped cutting tools in highest quality
o Tools with carbide-tipped cutting edges
o Special tools with ISO-indexable inserts
o Thread milling cutters, slitting saws etc.

PROJECT ENGINEERING

o Complete tool design for your components

o [EM projects in cooperation with machine tool builders
o [ptimization of existing machining processes

® [AD drawings in ISG layer format

25




