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Harder coating » Mold and Die industry = Only for hardened materials
New and exclusive coating (PVD) » Improved dimensional tolerance
Much better tool live » Harder substrate » Heat resistant substrate

< 72 HRc » Smaller sub-micron grain with less cobalt



92.6823 SOLID CARBIDE LONG NECK BALL NOSE END MILL Z:2 - 30°

E=  Fresa metal duro bola cuello largo Z:2 - 30°

BB Fraise & bout hémisphérique et col long en carbure monobloc Z:2 - 30°

m  (pesa KoHLEBaA chepuyeckas TBepAOCNIaBHAA LebHas C YANMHEHHbIM
XBOCTOBUKOM Z:2 - 30°
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Cod. di d2 d3 L1 L2 13 Z Cod. di d2 d3 L1 L2 13 Z
9268230010 0.1 4 005 40 03 - 2 9268231212 1.2 4 115 50 12 12 2
9268230205 0.2 4 0,15 40 02 05 2 9268231220 1.2 4 1,15 50 1.2 20 2
9268230215 0.2 4 0,15 40 02 15 2 9268231508 1,6 4 145 45 15 8 2
1 9268230301 0.3 4 025 40 03 1 2 9268231510 1.5 4 145 50 15 10 2
9268230303 0.3 4 025 40 03 3 2 9268231512 1.5 4 145 50 15 12 2
9268230402 0.4 4 035 40 04 2 2 9268231516 1.5 4 1,45 50 15 16 2
0268230404 0.4 4 035 40 04 4 2 9268231520 1.5 4 145 50 15 20 2
9268230501 0.5 4 045 45 05 1 2 9268232004 2 4 190 45 2 4 2
9268230502 0.5 4 045 45 05 2 2 9268232006 2 4 190 45 2 6 2
9268230503 0.5 4 045 45 05 3 2 9268232008 2 4 190 45 2 8 2
9268230505 0,5 4 045 45 05 5 2 9268232010 2 4 1,90 50 2 10 2
9268230508 0.5 4 045 45 05 8 2 9268232012 2 4 190 50 2 12 2
9268230602 0.6 4 055 45 06 2 2 09268232014 2 4 190 50 2 14 2
9268230604 0.6 4 055 45 06 4 2 9268232016 2 4 190 650 2 16 2
9268230608 0.6 4 055 45 06 8 2 9268232020 2 4 190 50 2 20 2
0268230804 0.8 4 075 45 08 4 2 9268232508 2.5 4 240 45 25 8 2
9268230806 0.8 4 0,75 45 08 6 2 9268232516 2.5 4 240 50 25 16 2
9268230810 0.8 4 0,75 45 0.8 10 2 9268233008 3 6 290 50 3 8 2
0268231004 1 4 095 45 1 4 2 9268233012 3 6 2,90 50 3 12 2
9268231006 1 4 095 45 1 6 2 9268233020 3 6 2,90 60 3 20 2
0268231008 1 4 095 45 1 8 2 9268233025 3 6 2,90 65 3 25 2
9268231010 1 4 095 50 1 10 2 9268233030 3 6 2,90 70 3 30 2
9268231012 1 4 095 50 1 12 2 9268234010 4 6 390 50 4 10 2
9268231016 1 4 095 50 1 16 2 9268234020 4 6 390 60 4 20 2
9268231025 1 4 09 60 1 25 2 9268234026 4 6 390 65 4 26 2
9268231204 1.2 4 1,15 45 12 4 2 9268234030 4 6 390 70 4 30 2
0268231206 1.2 4 1,15 45 12 6 2 9268235016 5 6 490 60 6 16 2

9268231208 1.2 4 1,15 45 12 8 2

MICROTOOL

Maximum accuracy, minimum wear

Diameters > 0,1mm
Manufactured with the best sub-micron grain

o
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E=  Fresa bola metal duro cuello cénico Z:2 - 30°

BN Fraise & bout hémisphérique et col long conique en carbure monobloc Z:2 - 30°

= (Qpe3a KoHLEBaAA chepuueckan TBepAOCNIaBHaA LiebHasA C KOHNYECKIM
XBOCTOBUKOM Z:2 - 30°
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Cod. di d2 L1 L2 L3 a Z
9262280110 1 4 70 1 30 1° 2
9262280210 2 4 70 2 30 1° 2
9262280310 3 6 70 3 30 1° 2
9262280410 4 6 100 4 60 1° 2
9262280513 5 8 110 5 60 1°30 2
9262280613 6 8 110 9 49 1°30 2
9262280813 8 10 110 12 52 1°30 2
9262281013 10 12 130 18 54 1°30 2
9262281213 12 16 160 22 85 1°30 2
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SOLID CARBIDE BALL NOSE END MILL Z:2 LONG - 30° 92.6224

E=  Fresa metal duro bola Z:2 larga - 30°
BN Fraise a bout hémisphérique longe Z:2 en carbure monobloc - 30°

m  (Opesa KoHUEeBas chepuyueckas TBEpAOCNNABHAA LenbHaa Z:2 yANNHEHHas -
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Cod. d d2 L1 L2 Z
9262240100 1 6 70 25 2
9262240200 2 6 75 5 2
9262240300 3 6 80 8 2
9262240400 4 4 80 8 2
9262240600 6 6 90 12 2
9262240800 8 8 100 14 2
9262241000 10 10 100 18 2
9262241200 12 12 110 22 2
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E= Fresa metal duro plana Z:4 - 45°
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SOLID CARBIDE SQUARE END MILL Z:4 - 45°

BB Fraise a bout carré en carbure monobloc Z:4 - 45°

mm  (Ope3a KoHLEBas TBEPAOCNABHAA LiebHas C MIOCKIM TOpLOM Z:4 - 450
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Cod. d d2 L1 L2 Z
9264030400 4 6 45 11 4
9264030500 5 6 50 13 4
9264030600 6 6 55 15 4
9264030800 8 8 60 20 4
9264031000 10 10 70 22 4
9264031200 12 12 75 26 4
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SOLID CARBIDE LONG NECK CORNER RADIUS

92.6813  EnpmiLz2.30°

E=  Fresa metal duro cuello largo torica Z:2 - 30°

BB Fraise torique & col long en carbure monobloc Z:2 - 30°

m  (pe3a KOHLEBaA pafnyCHas TBEPAOCMIaBHAA LeNbHAA C yAJIMHEHHbIM
XBOCTOBUKOM Z:2 - 30°

L1 N

S

®

] 5] 2] o]
PCI® L

.)|msc lHHC HPC |

N (808 MOL || = HELIOM
> Al B =AIR
D] S NEw o B

e
46 Helion WORKING FOR YOUR SUCCESS - MILL LINE
L




yi/

Cod. d1 R d2 d3 L1 L2 L3
9268130205 0.2 0,05 4 0,5 40 02 05 2

9268130301 0.3 005 4 025 40 03 1 2

9268130402 0.4 005 4 035 40 04 2 2

9268130502 0.5 0,05 4 045 45 05 2 2

9268130506 0.5 0,05 4 045 45 05 6 2

9268130606 0.6 005 4 055 45 06 6 2

9268130808 0.8 0,05 4 0,75 45 08 8 2

9268131008 1 0,1 4 095 45 1 8 2

9268131012 1 0,1 4 095 50 1 12 2

9268131020 1 0,1 4 095 50 1 20 2

9268131210 1.2 0,1 4 115 560 12 10 2

9268131508 1.5 0,1 4 145 45 15 8 2

9268131520 1.5 0,1 4 145 50 15 20 2

9268132010 2 02 4 190 50 2 10 2

9268132025 2 02 4 190 60 2 25 2

9268133016 3 03 6 290 55 3 16 2

9268133086 3 03 6 290 75 3 35 2

9268134020 4 0,5 6 390 60 4 20 2

9268134040 4 05 6 3,90 80

N

40 2

9268135040 5 05 6 490 80 6 40 2

9268136040 6 05 6 590 80 7 40 2
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92.6505
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Cod.
9265050400
9265050500
9265050600
9265050601
9265050602
9265050800
9265050801
9265050802
9265051000
9265051001
9265051002

d1
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L1
50
50
50
65
75
60
75
100
70
100
110

L2
12
15
15
25
35
20
30
50
25
45
60

SOLID CARBIDE FINISHING END MILL Z:6-8 - 45°

N
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Fresa metal duro acabado Z:6-8 - 45°
Fraise a finition en carbure monobloc Z:6-8 - 45°

(Ope3a KoHLeBas TBEPAOCNNABHAA LiefbHasA AN UACTOBON
00paboTKM Z:6-8 - 45°
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Cod. dl d2 L1 L2 2Z
9265051200 12 12 80 30 6
9265051201 12 12 100 50 6
9265051202 12 12 120 70 6
9265051600 16 16 110 50 6
9265051601 16 16 150 80 6
9265051602 16 16 160 100 6
9265052000 20 20 100 45 6
9265052001 20 20 150 80 6
9265052002 20 20 160 100 6
9265052500 25 25 160 100 8
9265052501 25 25 200 130 8
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SOLID CARBIDE END MILL CORNER RADIUS Z:4 - 30° 92.6415

E=  Fresa metal duro tdrica Z:4 - 30°

™

BB Fraise torique en carbure monobloc Z:4 - 30°

m=  (pe3a KOHLEBAsA paanycHas TBEpAOCTNaBHas LenbHas Z:4 - 30°
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Cod. di R d2 d3 L1 L2 s Z Cod. di R d2 d3 L1 L2 L3 Z

9264150303 3 03 6 290 55 3 16 4 9264150811 8 1 8 7,80 100 9 40 4
9264150305 3 05 6 290 55 3 16 4 9264151060 10 0,5 10 985 70 11 24 4
9264150403 4 03 6 3,90 60 4 20 4 9264151051 10 0,5 10 9,85 100 11 40 4
9264150405 4 05 6 390 60 4 20 4 9264151010 10 1 10 985 70 11 24 4
9264150410 4 1 6 390 60 4 20 4 9264151011 10 1 10 9,85 100 11 40 4
9264150550 5 05 6 495 60 5 16 4 92641561015 10 1,5 10 985 70 11 24 4
9264150650 6 05 6 590 60 7 20 4 9264151020 10 2 10 9,85 100 11 40 4
9264150651 6 05 6 590 80 7 40 4 92641510256 10 25 10 985 70 11 24 4
9264150610 6 1 6 590 60 7 20 4 9264151260 12 0,5 12 11,80 80 13 26 4
9264150611 6 1 6 590 80 7 40 4 9264151251 12 0,56 12 11,80 110 13 40 4
9264150850 8 05 8 7,80 65 9 22 4 9264151210 12 1 12 11,80 80 13 26 4
9264150851 8 0,56 8 7,80 100 9 40 4 9264151211 12 1 12 11,80 110 13 40 4
9264150810 8 1 8 780 65 9 22 4 9264151220 12 2 12 11,80 80 13 26 4
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CUTTING CONDITIONS 92.6823 S
——

d1 d1 d1 di d1
Finishing / Copy 3D | Deep Blue coating 010020 030050 060080 1015 200 300 a0 -
ap: 0,05 xd1 | ae: 0,3 x di Ve

m/min

fzmm  fzmm fzmm

General steels <1400 N/mm? (<44 HRC) 180 0,001 0,001 0,003 0,005 0,009

Tempering steel <1000 N/mm? (<32 HRC) 220 0,001 0,003 0,005 0,007 0,011

Tempering steel >1400 N/mm? (>44 HRC) 170 0,001 0,001 0,008 0,005 0,009
Tempered steels 55-60 HRC 140 0,0005 0,001 0,003 0,005 0,009
Grey Cast iron < 200HB - GG 400 0,002 0,003 0,005 0,007 0,011 0,015 0,035 0,035
Cligit Grey Cast iron < 300HB - GG 350 0,002 0,003 0,005 0,007 0,011 0,015 0,035 0,035 Cliiit
Nodular Cast iron < 350 HB - GGG 350 0,002 0,003 0,006 0,007 0,011 0,015 0,085 0,035

These cutting data depends upon the projecting lenght. If neccessary correct vc + fz as well as “ae” and “ap” for
archieving an optimal result!

Estos datos de corte estan sujetos a los voladizos de las herramientas. Si es necesario corregir v + fz “ap” y
“ae” para conseguir unos resultados éptimos.

CUTTING CONDITIONS 92.6228

Finishing / Copying 3D | Deep Blue coating |\WVely/alis!

ap: 0,05 x d1 | ae: 0,05 x 1 0%
[95 GHO® 3¢ 2 B0 ¢ fzmm fzmm fzmm fzmm fzmm fzmm fzmm fzmm

Hardox 400 Toolox 44

0,021 0,035 0,050 0,060

0,011 0,015 0,021 0,025

Tempered steels 45-55 HRC

Tempered steels 6270HRC 120 0011 0015 0021 0021 002
| GreyCastion <200HB-GG 140 .C

Grey Cast iron < 300HB - GG

0,011 0,015 0,021 0,021 0,025 0,035 0,050 0,060

Theorical Milling Depth Rth (mm)

‘d1

b /22
d_db
2

Rth:— == Milling pitch ae (mm)

[PECIEN
Ryp- (Y

CONDITIONS OF WORK GUIDELINES. MAY VARY ON EACH CONCRETE CASE.
CONDICIONES DE TRABAJO ORIENTATIVAS. PUEDEN VARIAR EN FUNCION DE CADA CASO CONCRETO.

——
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Finishing / copying | Deep Blue coating Ve m/min
-10%
ap: 0,05x D1 | ae: 0,05 x D1 o

fzmm fzmm fzmm fzmm fzmm fzmm fzmm fzmm fzmm

Tempering steel <1400 N/mm? (<44 HRC) 170 0,011 0,015 0,021 0,021 0,025 0,030 0,035 0,050 0,060

0,015 0,021

SICEM Hardox 500 0,021

Tempered steels 55-60 HRC 120 0,011 0,015 0,021 0,021 0,025 0,030 0,035 0,050 0,060

Grey Cast iron < 200HB - GG

180 0,011 0,025 0,030 0,085 0,050 0,060 Steel

130 0,021 0,026 0,032 0,082 0,040 0,045 0,045 0,065 0,075

Cast
Iron

Nodular Cast iron < 350 HB - GGG 130 0,021 0,026 0,032 0,082 0,040 0,045 0,045 0,065 0,075

CUTTING CONDITIONS 92.6403 Sl

TROCHOIDAL Strategy Tempered steels 55-62 HRc Tempered steels 62-68 HRc Recalculation formula for fz

ae ap max feed speed ae apmax feed speed

f d1
z(New)=hm e \| 2"

d1

mm mm  mm/min  rpm/min-1 mm mm  mm/min  rpm/min-1
6,00 5280 28800 4,00 4,00 14400

9,00 6950 19200 6,00 6,00 9600

15,00 6950 11600 10,00 10,00 5700

, inishing | Deep Blue Ve m/min
b " +/- 10%
- ,50x D1 | ae: 0,03 x D1

fzmm fzmm fzmm fzmm fzmm fzmm

m? (<44 HRC)

Sl Tempered steels 45-55 HRC: . 150 0010 0018 0018 O, 0,037 Y

0,015 0,025 0,025 0,082 0,052 0,052

Tempered steels 60-65 HRC

0,015 0,025 0,025 0,032 0,052 0,052 Sl

88 Grey Cast iron < 300HB - GG hon

Iron

CONDITIONS OF WORK GUIDELINES. MAY VARY ON EACH CONCRETE CASE.
CONDICIONES DE TRABAJO ORIENTATIVAS. PUEDEN VARIAR EN FUNCION DE CADA CASO CONCRETO.

et
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CUTTING CONDITIONS 92.6813 &
mﬁ:

Roughing | Deep Blue coating Ve m/min 020050 060-080
ap: 0,15xd1 | ae: 1 xdi 0%

1.0-150

fzmm fzmm

General steels <1400 N/mm?2 (<44 HRC)

Tempering steel <1000 N/mm2 (<32 HRC)

Tempering steel >1400 N/mm? (>44 HRC) 60 0,001 0,001 0,002 0,004 0,010
Tempered steels 55-60 HRC 35 0,001 0,001 0,002 0,004 0,010
Grey Cast iron < 200HB - GG 90 0,001 0,002 0,003 0,007 0,012
Grey Cast iron < 300HB - GG 80 0,001 0,002 0,003 0,007 0,012

Nodular Cast iron < 350 HB - GGG 70 0,001 0,002 0,003 0,007 0,012

d1 d1 di - d di
Finishing | Deep Blue coating Ve m/min 10450 200 300 400 500 600

+/- 10%
ap: 0,50 xd1 | ae: 0,03 x df fzmm fzmm fzmm fzmm fzmm fzmm

General steels <1400 N/mm? (<44 HRC) 0,005 0,011 0,015 0,085 0,035 0,045

Tempering steel <1000 N/mm? (<32 HRC) 0,005 0,011 0,015 0,085 0,035

0,045
Tempering steel >1400 N/mm? (>44 HRC) 0,003 0,007 0,012 0,025 0,030 0,045

Tempered steels 55-60 HRC 0,001 0,002 0,003 0,007 0,012 0,025 0,025 0,030

Grey Cast iron < 200HB - GG 0,002 0,003 0,006 0,011 0,015 0,035 0,035 0,045

Grey Cast iron < 300HB - GG 200 0002 0003 0005 0011 0015 0035 0035 0,045

Nodular Cast iron < 350 HB - GGG 180 0,002 0,008 0,006 0,011 0,015 0,035 0,085 0,045

These cutting data depends upon the projecting lenght. If neccessary correct
ve + fz as well as “ae” and “ap” for archieving an optimal result!

Estos datos de corte estan sujetos a los voladizos de las herramientas. Si es
necesario corregir vc + fz “ap” y “ae” para conseguir unos resultados 6ptimos.

CONDITIONS OF WORK GUIDELINES. MAY VARY ON EACH CONCRETE CASE.
CONDICIONES DE TRABAJO ORIENTATIVAS. PUEDEN VARIAR EN FUNCION DE CADA CASO CONCRETO.

——
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CUTTING CONDITIONS 92.6505 Y
s — ]

Finishing | Deep Blue coating Ve m/min : 4 : : 12,00 16,00
-10%
ap:1,5<2xdl | ae:0,05-0,07 x 1 [N

(<44 HRO)

Tempering steel <1400 N/mm?

Hardox 500

Tempered steels 55-60 HRC

Grey Cast iron < 200HB - GG

Nodular Cast iron < 350 HB - GGG 160 0.015 0.018 0,021 0,026 0,032 0,032 0,040 0,045 0,050

CONDITIONS OF WORK GUIDELINES. MAY VARY ON EACH CONCRETE CASE.
CONDICIONES DE TRABAJO ORIENTATIVAS. PUEDEN VARIAR EN FUNCION DE CADA CASO CONCRETO.
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CUTTING CONDITIONS 92.6415 ===
—l——

Steel

Steel

Roughing | Deep Blue coating
ap max: 1 xd1 | ae: 0,10 x d1

General steels <1000 N/mm? (<32 HRC)
Tempering steel <850 N/mm? (<25 HRC)
Tempering steel <1400 N/mm? (<44 HRC)
Tempered steels 45-55 HRC

Tempered steels 65-70 HRC

Grey Cast iron < 300HB - GG

Finishing /HSC | Deep Blue coating
ap max: 0,02 - 0,10 x d1 | ae: 0,05 x d1

General steels <1000 N/mm?2 (<32 HRC)
Tempering steel <850 N/mm?
Tempering steel <1400 N/mm?
Tempered steels 45-55 HRC
Tempered steels 65-70 HRC

Grey Cast iron < 300HB - GG

(<25 HRC) 290

(<44 HRC) 230

Ve

m/min fzmm

120 0,007

140 0,007

110 0,007

90 0,004

70 0,004

130 0,007

Ve

m/min fzmm

305 0,011

0,011

0,011

180 0,007

120 0,007

310 0,011

CONDITIONS OF WORK GUIDELINES. MAY VARY ON EACH CONCRETE CASE.
CONDICIONES DE TRABAJO ORIENTATIVAS. PUEDEN VARIAR EN FUNCION DE CADA CASO CONCRETO.

fzmm fzmm

0,015 0,022

0,012 0,022

0,012 0,022

0,012 0,016

0,012 0,016

0,015 0,022

fzmm fzmm

0,035 0,035

0,035 0,035

0,035 0,035

0,025 0,025

0,025 0,025

0,035 0,035
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fzmm fzmm fzmm

fzmm

fzmm

0,028 0,034 0,040 0,040 0,056

0,028 0,034 0,040 0,040 0,056

0,028 0,034 0,040 0,040 0,056

0019 0,024 0,028 0,028 0,037

0019 0,024 0,028 0,028 0,037

0028 0,034 0,040 0,040 0,056

fzmm fzmm fzmm fzmm fzmm

0,045 0,055 0,065 0,065 0,090

0,045 0,055 0,065 0,065 0,090

0,045 0,055 0,065 0,065 0,090

0,030 0,038 0,045 0,045 0,060

0,030 0,038 0,045 0,045 0,060

0,045 0,055 0,065 0,065 0,090

Steel

SICE]

—
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