


>>HSS CUTTING TOOLS 2016



€ P SOMMARIO

£ INDEX

PUNTE ELICOIDALI IN HSS, HSS-CO, PREMIUM
HSS, HSS-CO, PREMIUM TWIST DRILLS

Punte elicoidali cilindriche Extra corte
Straight shank twist drills Stub

— DIN 1897

PRPECN

Punte elicoidali cilindriche Corte
Straight shank twist drills Jobber
—DIN 338

PRPCN

Punte elicoidali cilindriche HSS + TiN Corte
Straight shank twist drill HSS + TiN Jobber
—DIN 338

PRPCNT

Punte elicoidali cilindriche cobalto Corte
Straight shank twist drills for heavy duty Jobber
—DIN 338

PRPCNC

Punte elicoidali cilindriche HSS-C08 + TiN Corte
Straight shank twist drill HSS-C08 + TiN Jobber
—DIN 338

PRPCNCT

Punte elicoidali cilindriche per alluminio Corte
Straight shank twist drills for aluminium Jobber
- DIN 338
PRPCNW

Punte elicoidali cilindriche per ottone Corte
Straight shank twist drills for brass Jobber
- DIN 338

PRPCNH

Punte elicoidali cilindriche cobalto Lunghe
Straight shank twist drills Long

— DIN 340

PRPLNC

Punte elicoidali cilindriche Extra Lunghe
Straight shank twist drills Extra Long

— DIN 1869/1

PRPEN

Punte elicoidali cilindriche per fori profondi Corte
Straight shank twist drills for deep holes Jobber
- DIN 338

PRPCG

Punte elicoidali cilindriche per fori profondi Lunghe

Straight shank twist drills for deep holes Long
— DIN 340
PRPLGC

Punte elicoidali cilindriche per fori profondi Extralunghe
Straight shank twist drills for deep holes Extra Long

— DIN 1869/1
PRPEGC

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

13

15

16

18

20

22

2

25

27

28

Punte elicoidali cono morse Corte
Morse taper shank twist drills Jobber
— DIN 345

PRPCMN

Punte elicoidali cono morse rivestite TiN Corte
Morse taper shank twist drills TiN coating Jobber
— DIN 345

PRPCMNT

Punte elicoidali cono morse Extra Lunghe
Morse taper shank twist drills Extra Long
PRPCETN DIN 1870/1
PRPCE2N DIN 1870/2

Punte elicoidali cono morse
per fori profondi Extra Lunghe
Morse taper shank twist drills
for deep hole Extra Long
PRPCE1G DIN 1870/1

PRPCE2G DIN 1870/2

Punte elicoidali cilindriche SHP Extra corte
SHP twist drills Stub

— DIN 1897

PRPECH

Punte elicoidali cilindriche SHP Corte
SHP twist drills Stub

— DIN 338

PRPCH

Punte elicoidali cilindriche SHP-Inox Extra Corte
SHP-Inox twist drills Stub

— DIN 1897

PRPECHS

Punte elicoidali cilindriche SHP-Inox Corte
SHP-Inox twist drills Jobber

— DIN 338

PRPCHS

Punte PM-DRILL 3xD Extracorte, rivestite TIALN
HSS-PM Twist DRILL 3xD Stub, TIALN Coating
— DIN 338

PRP3PM

Punte PM-DRILL 5xD Corte, rivestite TIALN
HSS-PM Twist DRILL 5xD Jobber, TIALN Coating
— DIN 338

PRP5PM

PARAMETRI DI TAGLIO E DATI TECNICI
SPEED & FEED DATA AND CHARACTERISTICS

pag.

pag.

pag.
pag.

pag.
pag.

pag.

pag.

pag.

pag.

pag.

pag.

29

31

33
34

35
36

37

4

46

49

52

54

pag. 189




ﬁw CW Y sommario =Y INDEX

MASCHI A MANO E A MACCHINA IN HSS, HSS-E E ASP

HSS, HSS-E AND ASP TAPS

Serie di maschi a mano PRM100C PRM670HP AC/BC pag. 108
Sets of taps PRM100C PRM690HP AC/BC pag. 109
PRM100CS pag. 59 PRM700AC pag. 110
PRM700BC ag. 111
Serie di maschi a mano sinistri PRM101C PRM750AC gag. 112
Sets of taps PRM101C PRM750BC pag. 113
PRM101CS pag. 60 PRM730HP AC/BC pag. 114
PRM300AB ag. 115
Serie di maschi a mano PRM170C PRM300BB Eag. 116
Sets of taps PRM170C PRM360AC pag. 117
PRM170CS pag. 61 PRM360BC pag. 118
PRM180HP-CS pag. 62 PRM720AC pag. 119
] ] PRM720BC pag. 120
Mascl_u a macchina PRM710HP AC/BC pag. 121
Machine taps PRM740AC pag. 122
PRM200AB pag. 63 PRM740BC pag. 123
PRM200BB pag. 64
PRM220HP - AB/BB pag. 65 Maschi a macchina metallo duro
PRM530AB pag. 66 Machine taps HM
pag.
Egmgggzg - AB/BB pag. gg PRM760BC pag. 125
pag.
PRM250BC pag. 70 . : :
PRMEGO0AC pag. 71 m:zﬁ?;:::::cmna extralunghi
PRM600BC pag. 72
PRMB10HP - AC/BC pag. 73 PRM570HP - AB/BB pag. 126
PRMO30AC pag. 74 PRM580HP - AB/BB pag. 127
PRMO030BC pag. 75 PRM590HP - AB/BB pag. 128
E:mgjgt\lg AC/BC E:g ;3 gerie (fli maschi a mano passo fine
PRM440BB ag. 78 ets of taps
PRM470HP - AC/BC Eag 79 PRM100F pag. 129
Egmgggég g:g g? Maschi a macchina
PRM480HP - AC/BC pag. 82 Machine Taps
PRM810AB pag. 83 Egngﬁ pag. 130
PRM810BB pag. 84 231 pag. 131
PRM450AC pag. 85 PRM601FC pag. 132
PRM450BC pag. 86 PRM301FC pag. 133
PRMA460AC pag. 87 PRMO081FB pag. 134
PRM460BC pag. 88 PRM640FC pag. 135
PRM820AC pag. 89 PRM320FC pag. 136
PRM820BC pag. 90 PRM900AB pag. 137
PRMO080AB pag. 91 PRM900EB pag. 138
PRMO080BB pag. 92 PRM930AB pag. 139
PRMO6OHP - AB/BB pag. 93 PRM930EB pag. 140
PRMO90AB pag. 94 PRM940EB pag.141/142
PRMO090BB pag. 95 PRM100E pag. 143
PRMO70HP - AB/BB pag. 96 PRM960EB pag. 144
PRM910AB pag. 97 PRM970EC pag. 145
PRM910BB pag. 98 PRM980EC pag. 146
PRM490HP - AB/BB pag. 99 PRM985HP - EB pag. 147
PRM620AC pag. 100 PRM990HP - EC pag. 148
PRM620BC pag. 101 PRM995HP - EC pag. 149
PRM650HP - AC/BC pag. 102 PRM950HP - EC pag. 150
PRM630AC pag. 103 PRM955HP - EC pag. 151
PRM630BC pag. 104 PRM965HP - EC pag. 152
PRM920AC pag. 105
PRM920BC pag. 106 PARAMETRI DI TAGLIO E DATI TECNICI
PRM680HP AC/BC pag. 107 SPEED & FEED DATA AND CHARACTERISTICS pag. 197




€ » SOMMARIO

£ INDEX

FRESE HSS-CO E ASP
HSS-CO AND ASP MILLS

2 Tagli Corte PR2
2 Flute short length PR2

2 Tagli rivestite Futura Corte PR2..XT
2 Flute Futura coating short length PR2..XT

2 Tagli ASP Corte PRA2
2 Flute short length end mill PRA2

2 Tagli ASP Rivestite Nano Corte PRA2...NC
2 Flute Nano coating short length end mill PRA2..NC

2 Tagli Extra Lunghe PR2L
2 Flute extra long length PR2L

2 Taglli Rivestite Futura Extra Lunghe PR2L.XT
2 Flute Futura coating extra long length PR2L.XT

3 Tagli Corte PR3
3 Flute short length PR3

3 Tagli rivestite Futura Corte PR3..XT
3 Flute Futura coating short length PR3...XT

3 Tagli ASP Corte PRA3
3 Flute stub length end mill PRA3

3 Tagli ASP Rivestite Nano Corte PRA3...NC
3 Flute nano coating stub length end mill PRA3...NC

4 Tagli Corte PR4
4 Flute short length PR4

4 Tagli rivestite Futura Corte PR4..XT
4 Flute Futura coating short length PR4..XT

4 Tagli ASP Corte PRA4
4 Flute short length end mill PRA4

4 Tagli ASP Rivestite Nano Corte PRA4...NC
4 Flute nano coating short length end mill PRA4..NC

4 Tagli Lunghe PR4L
4 Flute long length PR4L

4 Tagli rivestite Futura Lunghe PR4L..XT
4 Flute Futura coating long length PR4L.. XT

3 Tagli a gettare Lunghe PR3G
3 Flute throw away long length PR3G

3 Tagli rivestite Futura a gettare Lunghe PR3G....XT
3 Flute Futura coating throw away long length PR3G..XT

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

pag.

154

155

156

157

158

159

160

161

162

163

164

165

166

167

168

169

170

m

2 Tagli Semisferiche Corte PR2S

2 Flute ball nose short length PR2S pag. 172
2 Tagli rivestite Futura semisferiche Corte PR2S...XT

2 Flute Futura coating ball nose short length PR2S..XT pag. 173

2 Tagli ASP Semisferiche Corte PRA2S

2 Flute ball nose end mill short length PRA2S pag. 174

2 Tagli ASP rivestite Nano semisferiche Corte PRA2S....NC
2 Flute Nano coating ball nose end mill

PRA2S...NCshort length pag. 175
2 Tagli semisferiche Lunghe PR2SL
2 Flute ball nose long length PR2SL pag. 176

2 Tagli ASP rivestite Futura semisferiche Lunghe PR2SL...XT
2 Flute Futura coating ball nose long length PR2SL...XT pag. 177

4 Tagli Sgrossare Corte PR4SG

4 Flute roughing short length PR4SG pag. 178
4 Tagli rivestite Futura Sgrossare Corte PR4SG.. XT

4 Flute Futura coating roughing short length PR4SG..XT pag. 179

4 Tagli ASP Sgrossare Corte PRA4SG

4 Flute roughing end mill short length PRA4SG pag. 180

4 Tagli ASP Rivestite Nano Sgrossare Corte PRA4SG...NC
4 Flute Nano coating roughing end mill short length

PRA4SG....NC pag. 181
4 Tagli Sgrossare Lunghe PR4SGL
4 Flute roughing long length PR4SGL pag. 182

4 Tagli rivestite Futura Sgrossare Lunghe PR4SGL... XT
4 Flute Futura coating roughing long length PR4SGL..XT pag. 183

4 Tagli Corte cono morse PR4CM
4 Flute short length PR4ACM pag. 184

4 Tagli cono morse Rivestite Futura Corte PR4ACM.. XT
4 Flute Futura coating short length PR4CM.. XT pag. 185

4 Tagli cono morse sgrossare Corte PRASCM
4 Flute roughing short length PR4SCM pag. 186

4 Tagli cono morseRivestite Futura sgrossare
Corte PRASCM.. XT

4 Flute Futura coating roughing short length
Corte PR4SCM...XT pag. 187

PARAMETRI DI TAGLIO E DATI TECNICI
SPEED & FEED DATA AND CHARACTERISTICS pag. 223




&
l.l_

¢ D _PUNTE ELICOIDALI IN HSS, HSS-CO, PREMIUM

& HSS, HSS-CO, PREMIUM TWIST DRILLS

L s HSS, HSS-CO, PREMIUM SPIRALBOHRER

S = s

———k -
™ " 7 T T R P R R







£—

@ d,
- - - - - - 4" !‘7
Punte elicoidali cilindriche exira corte
Straight shank twist drills stwb e
2
Spiralbohrer mit Zylinderschaft extra kurz
000800 DI K
1897 20°~30° h8 P. 158 |
Applicazioni: - Punte adatte per forare materiali sottili con trapani a mano.
- Punte specifiche per torni automatici e per torni CNC.
Application: - Drills suitable for drilling in thin materials with portable drills.
- Special twist drills for automatic and turret lathes.
Verwendung: - Sonderbohrer zum Einsatz auf Automaten und Revolverdrehbénken.
- Geeignet fiir den Einsatz in Handbohrmaschinen zum Bohren von diinnvandigem .
Material.
dy=d,
Codice N. g dq l1 02 Codice N. 9 dq 01 02
Nr. Code mm mm mm Nr. Code mm mm mm
PRPECN-01,00 1.0 26 6 PRPECN-03,75 3.75 52 20
PRPECN-01,10 1.1 28 7 PRPECN-03,80 3.80 55 22
PRPECN-01,20 1.2 30 8 PRPECN-03,90 3.90 55 22
PRPECN-01,25 1.25 30 8 PRPECN-04,00 4.00 55 22
PRPECN-01,30 1.3 30 8 PRPECN-04,10 4.10 55 22
PRPECN-01,40 1.4 32 9 PRPECN-04,20 4.20 55 22
PRPECN-01,50 1.5 32 9 PRPECN-04,25 4.25 55 22
PRPECN-01,60 1.6 34 9 PRPECN-04,30 4.30 58 24
PRPECN-01,70 1.7 34 10 PRPECN-04,40 4.40 58 24
PRPECN-01,75 1.75 36 11 PRPECN-04,50 4.50 58 24
PRPECN-01,80 1.8 36 11 PRPECN-04,60 4.60 58 24
PRPECN-01,90 1.9 36 11 PRPECN-04,70 4.70 58 24
PRPECN-02,00 2.0 38 12 PRPECN-04,75 4.75 58 24
PRPECN-02,10 2.1 38 12 PRPECN-04,80 4.80 62 26
PRPECN-02,20 2.2 40 13 PRPECN-04,90 4.90 62 26
PRPECN-02,25 2.25 40 13 PRPECN-05,00 5.00 62 26
PRPECN-02,30 2.3 40 13 PRPECN-05,10 5.10 62 26
PRPECN-02,40 2.4 43 14 PRPECN-05,20 5.20 62 26
PRPECN-02,50 2.5 43 14 PRPECN-05,25 5.25 62 26
PRPECN-02,60 2.6 43 14 PRPECN-05,30 5.30 62 26
PRPECN-02,70 2.7 46 16 PRPECN-05,40 5.40 66 28
PRPECN-02,75 2.75 46 16 PRPECN-05,50 5.50 66 28
PRPECN-02,80 2.8 46 16 PRPECN-05,60 5.60 66 28
PRPECN-02,90 2.9 46 16 PRPECN-05,70 5.70 66 28
PRPECN-03,00 3.0 46 16 PRPECN-05,75 5.75 66 28
PRPECN-03,10 3.1 49 18 PRPECN-05,80 5.80 66 28
PRPECN-03,20 3.2 49 18 PRPECN-05,90 5.90 66 28
PRPECN-03,25 3.25 49 18 PRPECN-06,00 6.00 66 28
PRPECN-03,30 3.3 49 18 PRPECN-06,10 6.10 70 31
PRPECN-03,40 34 52 20 PRPECN-06,20 6.20 70 31
PRPECN-03,50 3.5 52 20 PRPECN-06,25 6.25 70 31
PRPECN-03,60 3.6 52 20 PRPECN-06,30 6.30 70 31
PRPECN-03,70 3.7 52 20 PRPECN-06,40 6.40 70 31
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Punte elicoidali cilindriche exira corte
Straight shank twist drills stwb e
2
Spiralbohrer mit Zylinderschaft extra kurz
. L
IO :
1897 20°-30° h8 P. 158
Applicazioni: - Punte adatte per forare materiali sottili con trapani a mano.
- Punte specifiche per torni automatici e per torni CNC.
Application: - Drills suitable for drilling in thin materials with portable drills.
- Special twist drills for automatic and turret lathes.
Verwendung: - Sonderbohrer zum Einsatz auf Automaten und Revolverdrehbénken .
- Geeignet fiir den Einsatz in Handbohrmaschinen zum Bohren von diinnvandigem .
Material.
dy=d,
Codice N. 9 dq 01 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPECN-06,50 6.5 70 31 PRPECN-08,80 8.8 84 40
PRPECN-06,60 6.6 70 31 PRPECN-08,90 8.9 84 40
PRPECN-06,70 6.7 70 31 PRPECN-09,00 9.0 84 40
PRPECN-06,75 6.75 74 34 PRPECN-09,10 9.1 84 40
PRPECN-06,80 6.8 74 34 PRPECN-09,20 9.2 84 40
PRPECN-06,90 6.9 74 34 PRPECN-09,25 9.25 84 40
PRPECN-07,00 7.0 74 34 PRPECN-09,30 9.3 84 40
PRPECN-07,10 7.1 74 34 PRPECN-09,40 9.4 84 40
PRPECN-07,20 7.2 74 34 PRPECN-09,50 9.5 84 40
PRPECN-07,25 7.25 74 34 PRPECN-09,60 9.6 89 43
PRPECN-07,30 7.3 74 34 PRPECN-09,70 9.7 89 43
PRPECN-07,40 7.4 74 34 PRPECN-09,75 9.75 89 43
PRPECN-07,50 7.5 74 34 PRPECN-09,80 9.8 89 43
PRPECN-07,60 7.6 79 37 PRPECN-09,90 9.9 89 43
PRPECN-07,70 7.7 79 37 PRPECN-10,00 10.0 89 43
PRPECN-07,75 7.75 79 37 PRPECN-10,25 10.25 89 43
PRPECN-07,80 7.8 79 37 PRPECN-10,50 10.5 89 43
PRPECN-07,90 7.9 79 37 PRPECN-10,75 10.75 95 47
PRPECN-08,00 8.0 79 37 PRPECN-11,00 11.0 95 47
PRPECN-08,10 8.1 79 37 PRPECN-11,25 11.25 95 47
PRPECN-08,20 8.2 79 37 PRPECN-11,50 11.5 95 47
PRPECN-08,25 8.25 79 37 PRPECN-11,75 11.75 95 47
PRPECN-08,30 8.3 79 37 PRPECN-12,00 12.0 102 51
PRPECN-08,40 8.4 79 37 PRPECN-12,25 12.25 102 51
PRPECN-08,50 8.5 79 37 PRPECN-12,50 12.5 102 51
PRPECN-08,60 8.6 84 40 PRPECN-12,75 12.75 102 51
PRPECN-08,70 8.7 84 40 PRPECN-13,00 13.0 102 51
PRPECN-08,75 8.75 84 40
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Punte elicoidali cilindriche corte
Straight shank twist drills Jobber

Spiralbohrer mit Zylinderschatft kur

L2

%
)OO ) & :
20°~30° h8 P. 158 |
Applicazioni: - Per forare su acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile,
ghisa temprata e grafite.
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.
Verwendung: - Zum bohren von Stahl und StahlguR8, GrauguB, Tempergu, Sphéarogul3, Sintereisen,
Graphite —
dy=d,
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCN-01,00 1.0 34 12 PRPCN-02,55 2.55 57 30
PRPCN-01,05 1.05 34 12 PRPCN-02,60 2.6 57 30
PRPCN-01,10 1.1 36 14 PRPCN-02,65 2.65 57 30
PRPCN-01,15 1.15 36 14 PRPCN-02,70 2.7 61 33
PRPCN-01,20 1.2 38 16 PRPCN-02,75 2.75 61 33
PRPCN-01,25 1.25 38 16 PRPCN-02,80 2.8 61 33
PRPCN-01,30 1.3 38 16 PRPCN-02,85 2.85 61 33
PRPCN-01,35 1.35 40 18 PRPCN-02,90 29 61 33
PRPCN-01,40 1.4 40 18 PRPCN-02,95 2.95 61 33
PRPCN-01,45 1.45 40 18 PRPCN-03,00 3 61 33
PRPCN-01,50 1.5 40 18 PRPCN-03,05 3.05 65 36
PRPCN-01,55 1.55 43 20 PRPCN-03,10 3.1 65 36
PRPCN-01,60 1.6 43 20 PRPCN-03,15 3.15 65 36
PRPCN-01,65 1.65 43 20 PRPCN-03,20 3.2 65 36
PRPCN-01,70 1.7 43 20 PRPCN-03,25 3.25 65 36
PRPCN-01,75 1.75 46 22 PRPCN-03,30 3.3 65 36
PRPCN-01,80 1.8 46 22 PRPCN-03,35 3.35 65 36
PRPCN-01,85 1.85 46 22 PRPCN-03,40 3.4 70 39
PRPCN-01,90 1.9 46 22 PRPCN-03,45 3.45 70 39
PRPCN-01,95 1.95 49 24 PRPCN-03,50 3.5 70 39
PRPCN-02,00 2.0 49 24 PRPCN-03,55 3.55 70 39
PRPCN-02,05 2.05 49 24 PRPCN-03,60 3.6 70 39
PRPCN-02,10 2.1 49 24 PRPCN-03,65 3.65 70 39
PRPCN-02,15 2.15 53 27 PRPCN-03,70 3.7 70 39
PRPCN-02,20 2.2 53 27 PRPCN-03,75 3.75 70 39
PRPCN-02,25 2.25 53 27 PRPCN-03,80 3.8 75 43
PRPCN-02,30 2.3 53 27 PRPCN-03,85 3.85 75 43
PRPCN-02,35 2.35 53 27 PRPCN-03,90 3.9 75 43
PRPCN-02,40 2.4 57 30 PRPCN-03,95 3.95 75 43
PRPCN-02,45 2.45 57 30 PRPCN-04,00 4 75 43
PRPCN-02,50 25 57 30 PRPCN-04,05 4.05 75 43
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Punte elicoidali cilindriche corte
Straight shank twist drills Jobber

Spiralbohrer mit Zylinderschatft kur

L2

%
)OO ) & :
20°~30° h8 P. 158 |
Applicazioni: - Per forare su acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile,
ghisa temprata e grafite.
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.
Verwendung: - Zum bohren von Stahl und StahlguR, GrauguB, Tempergu, Sphéarogul3, Sintereisen,
Graphite —
dy=d,
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCN-04,10 4.1 75 43 PRPCN-05,65 5.65 93 57
PRPCN-04,15 4.15 75 43 PRPCN-05,70 5.7 93 57
PRPCN-04,20 4.2 75 43 PRPCN-05,75 5.75 93 57
PRPCN-04,25 4.25 75 43 PRPCN-05,80 5.8 93 57
PRPCN-04,30 4.3 80 47 PRPCN-05,85 5.85 93 57
PRPCN-04,35 4.35 80 47 PRPCN-05,90 5.9 93 57
PRPCN-04,40 4.4 80 47 PRPCN-05,95 5.95 93 57
PRPCN-04,45 4.45 80 47 PRPCN-06,00 6.0 93 57
PRPCN-04,50 4.5 80 47 PRPCN-06,05 6.05 101 63
PRPCN-04,55 4.55 80 47 PRPCN-06,10 6.1 101 63
PRPCN-04,60 4.6 80 47 PRPCN-06,15 6.15 101 63
PRPCN-04,65 4.65 80 47 PRPCN-06,20 6.2 101 63
PRPCN-04,70 4.7 80 47 PRPCN-06,25 6.25 101 63
PRPCN-04,75 4.75 80 47 PRPCN-06,30 6.3 101 63
PRPCN-04,80 4.8 86 52 PRPCN-06,35 6.35 101 63
PRPCN-04,85 4.85 86 52 PRPCN-06,40 6.4 101 63
PRPCN-04,90 4.9 86 52 PRPCN-06,45 6.45 101 63
PRPCN-04,95 4.95 86 52 PRPCN-06,50 6.5 101 63
PRPCN-05,00 5.0 86 52 PRPCN-06,55 6.55 101 63
PRPCN-05,05 5.05 86 52 PRPCN-06,60 6.6 101 63
PRPCN-05,10 5.1 86 52 PRPCN-06,65 6.65 101 63
PRPCN-05,15 5.15 86 52 PRPCN-06,70 6.7 101 63
PRPCN-05,20 5.2 86 52 PRPCN-06,75 6.75 109 69
PRPCN-05,25 5.25 86 52 PRPCN-06,80 6.8 109 69
PRPCN-05,30 5.3 86 52 PRPCN-06,85 6.85 109 69
PRPCN-05,35 5.35 93 57 PRPCN-06,90 6.9 109 69
PRPCN-05,40 5.4 93 57 PRPCN-06,95 6.95 109 69
PRPCN-05,45 5.45 93 57 PRPCN-07,00 7.0 109 69
PRPCN-05,50 5.5 93 57 PRPCN-07,05 7.05 109 69
PRPCN-05,55 5.55 93 57 PRPCN-07,10 7.1 109 69
PRPCN-05,60 5.6 93 57 PRPCN-07,15 7.15 109 69
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Punte elicoidali cilindriche corte
Straight shank twist drills Jobber

Spiralbohrer mit Zylinderschatft kur
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20°~30° h8 P. 158 |
Applicazioni: - Per forare su acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile,
ghisa temprata e grafite.
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.
Verwendung: - Zum bohren von Stahl und Stahlgu3, Graugu8, Tempergu3, Sphéarogul3, Sintereisen,
Graphite —
dy=d,
Codice N. 9 dq l1 02 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCN-07,20 7.2 109 69 PRPCN-09,25 9.25 125 81
PRPCN-07,25 7.25 109 69 PRPCN-09,30 9.3 125 81
PRPCN-07,30 7.3 109 69 PRPCN-09,40 94 125 81
PRPCN-07,35 7.35 109 69 PRPCN-09,50 9.5 125 81
PRPCN-07,40 7.4 109 69 PRPCN-09,60 9.6 133 87
PRPCN-07,45 7.45 109 69 PRPCN-09,70 9.7 133 87
PRPCN-07,50 7.5 109 69 PRPCN-09,75 9.75 133 87
PRPCN-07,55 7.55 117 75 PRPCN-09,80 9.8 133 87
PRPCN-07,60 7.6 117 75 PRPCN-09,90 9.9 133 87
PRPCN-07,65 7.65 117 75 PRPCN-10,00 10.0 133 87
PRPCN-07,70 7.7 117 75 PRPCN-10,10 10.1 133 87
PRPCN-07,75 7.75 117 75 PRPCN-10,20 10.2 133 87
PRPCN-07,80 7.8 117 75 PRPCN-10,25 10.25 133 87
PRPCN-07,85 7.85 117 75 PRPCN-10,30 10.3 133 87
PRPCN-07,90 7.9 117 75 PRPCN-10,40 104 133 87
PRPCN-07,95 7.95 117 75 PRPCN-10,50 10.5 133 87
PRPCN-08,00 8.0 117 75 PRPCN-10,60 10.6 133 87
PRPCN-08,10 8.1 117 75 PRPCN-10,70 10.7 142 94
PRPCN-08,20 8.2 117 75 PRPCN-10,75 10.75 142 94
PRPCN-08,25 8.25 117 75 PRPCN-10,80 10.8 142 94
PRPCN-08,30 8.3 117 75 PRPCN-10,90 10.9 142 94
PRPCN-08,40 8.4 117 75 PRPCN-11,00 11.0 142 94
PRPCN-08,50 8.5 117 75 PRPCN-11,10 11.1 142 94
PRPCN-08,60 8.6 125 81 PRPCN-11,20 11.2 142 94
PRPCN-08,70 8.7 125 81 PRPCN-11,25 11.25 142 94
PRPCN-08,75 8.75 125 81 PRPCN-11,30 11.3 142 94
PRPCN-08,80 8.8 125 81 PRPCN-11,40 11.4 142 94
PRPCN-08,90 8.9 125 81 PRPCN-11,50 11.5 142 94
PRPCN-09,00 9.0 125 81 PRPCN-11,60 11.6 142 94
PRPCN-09,10 9.1 125 81 PRPCN-11,70 11.7 142 94
PRPCN-09,20 9.2 125 81 PRPCN-11,75 11.75 142 94
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Punte elicoidali cilindriche corte
Straight shank twist drills Jobber
Spiralbohrer mit Zylinderschaft kur-

2 dy

L2

74
E)OVOIEN) & .
20°~30° h8 P. 158 |
Applicazioni: - Per forare su acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile,
ghisa temprata e grafite.
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.
Verwendung: - Zum bohren von Stahl und StahlguR3, GrauguB, TemperguB, SphéroguR, Sintereisen,
Graphite —_—
dy=d,
Codice N. 9 dq l1 U2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCN-11,80 11.8 142 94 PRPCN-15,00 15.0 169 114
PRPCN-11,90 11.9 151 101 PRPCN-15,25 15.25 178 120
PRPCN-12,00 12.0 151 101 PRPCN-15,50 15.5 178 120
PRPCN-12,10 12.1 151 101 PRPCN-15,75 15.75 178 120
PRPCN-12,20 12.2 151 101 PRPCN-16,00 16.0 178 120
PRPCN-12,25 12.25 151 101 PRPCN-16,25 16.25 184 125
PRPCN-12,30 12.3 151 101 PRPCN-16,50 16.5 184 125
PRPCN-12,40 12.4 151 101 PRPCN-16,75 16.75 184 125
PRPCN-12,50 12.5 151 101 PRPCN-17,00 17.0 184 125
PRPCN-12,60 12.6 151 101 PRPCN-17,25 17.25 191 130
PRPCN-12,70 12.7 151 101 PRPCN-17,50 17.5 191 130
PRPCN-12,75 12.75 151 101 PRPCN-17,75 17.75 191 130
PRPCN-12,80 12.8 151 101 PRPCN-18,00 18.0 191 130
PRPCN-12,90 12.9 151 101 PRPCN-18,25 18.25 198 135
PRPCN-13,00 13.0 151 101 PRPCN-18,50 18.5 198 135
PRPCN-13,25 13.25 160 108 PRPCN-18,75 18.75 198 135
PRPCN-13,50 13.5 160 108 PRPCN-19,00 19.0 198 135
PRPCN-13,75 13.75 160 108 PRPCN-19,25 19.25 205 140
PRPCN-14,00 14.0 160 108 PRPCN-19,50 19.5 205 140
PRPCN-14,25 14.25 169 114 PRPCN-19,75 19.75 205 140
PRPCN-14,50 14.5 169 114 PRPCN-20,00 20.0 205 140
PRPCN-14,75 14.75 169 114




£—

Punte elicoidali cilindriche HSS + TiN Corte
Straight shank twist drill HSS+TiN Jobber

Spiralbohrer mit Zylinderschaft HSS+TiN kur »fz
~] e1

DIN : NS 0 B
OS2V C)
Applicazioni: - Per forare acciaio inox, materiali di difficile lavorabilita come titanio e inconel.
Application: - Drilling in stainless steels, material of difficult machinability such as titanium and inco-

nel.
Verwendung: - Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel. d,=d,

Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2

Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNT-01,00 1 12 34 PRPCNT-05,00 5 52 86
PRPCNT-01,10 1.1 14 36 PRPCNT-05,10 5.1 52 86
PRPCNT-01,20 1.2 16 38 PRPCNT-05,20 5.2 52 86
PRPCNT-01,30 1.3 16 38 PRPCNT-05,30 5.3 52 86
PRPCNT-01,40 1.4 18 40 PRPCNT-05,40 5.4 57 93
PRPCNT-01,50 1.5 18 40 PRPCNT-05,50 5.5 57 93
PRPCNT-01,60 1.6 20 43 PRPCNT-05,60 5.6 57 93
PRPCNT-01,70 1.7 20 43 PRPCNT-05,70 5.7 57 93
PRPCNT-01,80 1.8 22 46 PRPCNT-05,80 5.8 57 93
PRPCNT-01,90 1.9 22 46 PRPCNT-05,90 5.9 57 93
PRPCNT-02,00 2 24 49 PRPCNT-06,00 6 57 93
PRPCNT-02,10 2.1 24 49 PRPCNT-06,10 6.1 63 101
PRPCNT-02,20 2.2 27 53 PRPCNT-06,20 6.2 63 101
PRPCNT-02,30 2.3 27 53 PRPCNT-06,30 6.3 63 101
PRPCNT-02,40 24 30 57 PRPCNT-06,40 6.4 63 101
PRPCNT-02,50 25 30 57 PRPCNT-06,50 6.5 63 101
PRPCNT-02,60 2.6 30 57 PRPCNT-06,60 6.6 63 101
PRPCNT-02,70 2.7 33 61 PRPCNT-06,70 6.7 63 101
PRPCNT-02,80 2.8 33 61 PRPCNT-06,80 6.8 69 109
PRPCNT-02,90 2.9 33 61 PRPCNT-06,90 6.9 69 109
PRPCNT-03,00 3 33 61 PRPCNT-07,00 7 69 109
PRPCNT-03,10 3.1 36 65 PRPCNT-07,10 7.1 69 109
PRPCNT-03,20 3.2 36 65 PRPCNT-07,20 7.2 69 109
PRPCNT-03,30 3.3 36 65 PRPCNT-07,30 7.3 69 109
PRPCNT-03,40 34 39 70 PRPCNT-07,40 7.4 69 109
PRPCNT-03,50 35 39 70 PRPCNT-07,50 7.5 69 109
PRPCNT-03,60 3.6 39 70 PRPCNT-07,60 7.6 75 117
PRPCNT-03,70 3.7 39 70 PRPCNT-07,70 7.7 75 117
PRPCNT-03,80 3.8 43 75 PRPCNT-07,80 7.8 75 117
PRPCNT-03,90 3.9 43 75 PRPCNT-07,90 7.9 75 117
PRPCNT-04,00 4 43 75 PRPCNT-08,00 8 75 117
PRPCNT-04,10 4.1 43 75 PRPCNT-08,10 8.1 75 117
PRPCNT-04,20 4.2 43 75 PRPCNT-08,20 8.2 75 117
PRPCNT-04,30 4.3 47 80 PRPCNT-08,30 8.3 75 117
PRPCNT-04,40 44 47 80 PRPCNT-08,40 8.4 75 117
PRPCNT-04,50 4.5 47 80 PRPCNT-08,50 8.5 75 117
PRPCNT-04,60 4.6 47 80 PRPCNT-08,60 8.6 81 125
PRPCNT-04,70 4.7 47 80 PRPCNT-08,70 8.7 81 125
PRPCNT-04,80 4.8 52 86 PRPCNT-08,80 8.8 81 125
PRPCNT-04,90 4.9 52 86 PRPCNT-08,90 8.9 81 125
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Punte elicoidali cilindriche HSS + TiN Corte
Straight shank twist drill HSS+TiN Jobber
Spiralbohrer mit Zylinderschaft HSS+TiN kur

"
_%9

1 e1
v / -l
20°~30° h8 P. 159
Applicazioni: - Per forare acciaio inox, materiali di difficile lavorabilita come titanio e inconel.
Application: - Drilling in stainless steels, material of difficult machinability such as titanium and inco-
nel.
Verwendung: - Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel. dy=d,
Codice N. 9 dq l1 U2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNT-09,00 9 81 125 PRPCNT-11,00 11 94 142
PRPCNT-09,10 9.1 81 125 PRPCNT-11,10 11.1 94 142
PRPCNT-09,20 9.2 81 125 PRPCNT-11,20 11.2 94 142
PRPCNT-09,30 9.3 81 125 PRPCNT-11,30 11.3 94 142
PRPCNT-09,40 9.4 81 125 PRPCNT-11,40 11.4 94 142
PRPCNT-09,50 9.5 81 125 PRPCNT-11,50 11.6 94 142
PRPCNT-09,60 9.6 87 133 PRPCNT-11,60 11.6 94 142
PRPCNT-09,70 9.7 87 133 PRPCNT-11,70 11.7 94 142
PRPCNT-09,80 9.8 87 133 PRPCNT-11,80 11.8 94 142
PRPCNT-09,90 9.9 87 133 PRPCNT-11,90 11.9 101 151
PRPCNT-10,00 10 87 133 PRPCNT-12,00 12 101 151
PRPCNT-10,10 10.1 87 133 PRPCNT-12,10 12.1 101 151
PRPCNT-10,20 10.2 87 133 PRPCNT-12,20 12.2 101 151
PRPCNT-10,30 10.3 87 133 PRPCNT-12,30 12.3 101 151
PRPCNT-10,40 10.4 87 133 PRPCNT-12,40 12.4 101 151
PRPCNT-10,50 10.5 87 133 PRPCNT-12,50 12.5 101 151
PRPCNT-10,60 10.6 87 133 PRPCNT-12,60 12.6 101 151
PRPCNT-10,70 10.7 94 142 PRPCNT-12,70 12.7 101 151
PRPCNT-10,80 10.8 94 142 PRPCNT-12,80 12.8 101 151
PRPCNT-10,90 10.9 94 142 PRPCNT-12,90 12.9 101 151
PRPCNT-13,00 13 101 151

Set Punte in scatola HSS + TiN

PRPCNT-S1 D. 1-10 X 0,5 mm 19 pz.
PRPCNT-S2 D. 1-13 X 0,56 mm 25 pz.
PRPCNT-S4 D. 1-5,9 X 0,1 mm 50 pz.
PRPCNT-S5 D. 6-10 X 0,1 mm 41 pz.

Set Punte senza scatola HSS + TiN

Set progressione

PRPCNT-S6 D. 1-10 X 0,1 mm 91 pz.
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Punte elicoidali cilindriche cobalto corte
Straight shank twist drills for heavy duty Jobber

Spiralbohrer fiir hoheleistungen
mit Zylinderschaft kur-

L2

e1
v / L
20°~30° h8 P. 159
Applicazioni: - Per forare acciaio inox, materiali di difficile lavorabilita come titanio e inconel.
Application: - Drilling in stainless steels, material of difficult machinability such as titanium and inco-
nel.
Verwendung: - Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel. dy=d,

Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2

Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNC-01,50 1.5 40 18 PRPCNC-06,75 6.75 109 69
PRPCNC-01,75 1.75 46 22 PRPCNC-07,00 7.0 109 69
PRPCNC-02,00 2.0 49 24 PRPCNC-07,25 7.25 109 69
PRPCNC-02,25 2.25 53 27 PRPCNC-07,50 7.5 109 69
PRPCNC-02,50 2.5 57 30 PRPCNC-07,75 7.75 117 75
PRPCNC-02,75 2.75 61 33 PRPCNC-08,00 8.0 117 75
PRPCNC-03,00 3.0 61 33 PRPCNC-08,25 8.25 117 75
PRPCNC-03,25 3.25 65 36 PRPCNC-08,50 8.5 117 75
PRPCNC-03,50 3.5 70 39 PRPCNC-08,75 8.75 125 81
PRPCNC-03,75 3.75 70 39 PRPCNC-09,00 9.0 125 81
PRPCNC-04,00 4.0 75 43 PRPCNC-09,25 9.25 125 81
PRPCNC-04,25 4.25 75 43 PRPCNC-09,50 9.5 125 81
PRPCNC-04,50 4.5 80 47 PRPCNC-09,75 9.75 133 87
PRPCNC-04,75 4.75 80 47 PRPCNC-10,00 10.0 133 87
PRPCNC-05,00 5.0 86 52 PRPCNC-10,50 10.5 133 87
PRPCNC-05,25 5.25 86 52 PRPCNC-11,00 11.0 142 94
PRPCNC-05,50 5.5 93 57 PRPCNC-11,50 11.5 142 94
PRPCNC-05,75 5.756 93 57 PRPCNC-12,00 12.0 151 101
PRPCNC-06,00 6.0 93 57 PRPCNC-12,50 12.5 151 101
PRPCNC-06,25 6.25 101 63 PRPCNC-13,00 13.0 151 101
PRPCNC-06,50 6.5 101 63
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Punte elicoidali cilindriche HSS-C08 + TiN Corte
Straight shank twist drill HSS-CO08+TiN Jobber
Spiralbohrer mit ZyIinderschaft HSS-CO8+TiN kur

sotto 2 mm 2mm e oltre
@ Hs.sl. cos under 2 mm «@ - |2mm & over
+TiN 205~ 30o h8 135° p 160 unter 2 mm ‘ 2mm & iiber

Applicazioni: - Perforare acciaio inox, materiali di difficile lavorabilita come titanio e inconel.

Application: - Drilling in stainless steels, material of difficult machinability such as titanium and inco-
nel.

Verwendung: - Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel.

di=d,

Codice N. 9 dq l1 U2 Codice N. 9 dq b1 2

Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNCT-01,00 1 12 34 PRPCNCT-05,00 5 52 86
PRPCNCT-01,10 1.1 14 36 PRPCNCT-05,10 5.1 52 86
PRPCNCT-01,20 1.2 16 38 PRPCNCT-05,20 5.2 52 86
PRPCNCT-01,30 1.3 16 38 PRPCNCT-05,30 5.3 52 86
PRPCNCT-01,40 1.4 18 40 PRPCNCT-05,40 5.4 57 93
PRPCNCT-01,50 1.5 18 40 PRPCNCT-05,50 5.5 57 93
PRPCNCT-01,60 1.6 20 43 PRPCNCT-05,60 5.6 57 93
PRPCNCT-01,70 1.7 20 43 PRPCNCT-05,70 5.7 57 93
PRPCNCT-01,80 1.8 22 46 PRPCNCT-05,80 5.8 57 93
PRPCNCT-01,90 1.9 22 46 PRPCNCT-05,90 5.9 57 93
PRPCNCT-02,00 2 24 49 PRPCNCT-06,00 6 57 93
PRPCNCT-02,10 2.1 24 49 PRPCNCT-06,10 6.1 63 101
PRPCNCT-02,20 2.2 27 53 PRPCNCT-06,20 6.2 63 101
PRPCNCT-02,30 2.3 27 53 PRPCNCT-06,30 6.3 63 101
PRPCNCT-02,40 2.4 30 57 PRPCNCT-06,40 6.4 63 101
PRPCNCT-02,50 2.5 30 57 PRPCNCT-06,50 6.5 63 101
PRPCNCT-02,60 2.6 30 57 PRPCNCT-06,60 6.6 63 101
PRPCNCT-02,70 2.7 33 61 PRPCNCT-06,70 6.7 63 101
PRPCNCT-02,80 2.8 33 61 PRPCNCT-06,80 6.8 69 109
PRPCNCT-02,90 2.9 33 61 PRPCNCT-06,90 6.9 69 109
PRPCNCT-03,00 3 33 61 PRPCNCT-07,00 7 69 109
PRPCNCT-03,10 3.1 36 65 PRPCNCT-07,10 7.1 69 109
PRPCNCT-03,20 3.2 36 65 PRPCNCT-07,20 7.2 69 109
PRPCNCT-03,30 3.3 36 65 PRPCNCT-07,30 7.3 69 109
PRPCNCT-03,40 3.4 39 70 PRPCNCT-07,40 7.4 69 109
PRPCNCT-03,50 3.5 39 70 PRPCNCT-07,50 7.5 69 109
PRPCNCT-03,60 3.6 39 70 PRPCNCT-07,60 7.6 75 117
PRPCNCT-03,70 3.7 39 70 PRPCNCT-07,70 7.7 75 117
PRPCNCT-03,80 3.8 43 75 PRPCNCT-07,80 7.8 75 117
PRPCNCT-03,90 3.9 43 75 PRPCNCT-07,90 7.9 75 117
PRPCNCT-04,00 4 43 75 PRPCNCT-08,00 8 75 117
PRPCNCT-04,10 4.1 43 75 PRPCNCT-08,10 8.1 75 117
PRPCNCT-04,20 4.2 43 75 PRPCNCT-08,20 8.2 75 117
PRPCNCT-04,30 4.3 47 80 PRPCNCT-08,30 8.3 75 117
PRPCNCT-04,40 4.4 47 80 PRPCNCT-08,40 8.4 75 117
PRPCNCT-04,50 4.5 47 80 PRPCNCT-08,50 8.5 75 117
PRPCNCT-04,60 4.6 47 80 PRPCNCT-08,60 8.6 81 125
PRPCNCT-04,70 4.7 47 80 PRPCNCT-08,70 8.7 81 125
PRPCNCT-04,80 4.8 52 86 PRPCNCT-08,80 8.8 81 125
PRPCNCT-04,90 4.9 52 86 PRPCNCT-08,90 8.9 81 125
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SITAR M IELE @ d,
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Punte elicoidali cilindriche HSS-CO8 + TiN Corte N
Straight shank twist drill HSS-CO08+TiN Jobber %
Spiralbohrer mit Zylinderschaft HSS-C08+TiN ur. ﬁ -

7’ V @ sotto 2 mm 2mm e oltre 1 X
Hss:cos I,‘ N @ I" % - under 2 mm «@— 2 mm & over

+TiN 20°~30° h8 P. 160 unter 2 mm 2 mm & iiber
Applicazioni: - Per forare acciaio inox, materiali di difficile lavorabilita come titanio e inconel.

Application: - Drilling in stainless steels, material of difficult machinability such as titanium and inco-
nel.

Verwendung: - Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel.

d,=d,
Codice N. 9 dq 01 U2 Codice N. O dq 01 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNCT-09,00 9 81 125 PRPCNCT-11,00 11 94 142
PRPCNCT-09,10 9.1 81 125 PRPCNCT-11,10 11.1 94 142
PRPCNCT-09,20 9.2 81 125 PRPCNCT-11,20 11.2 94 142
PRPCNCT-09,30 9.3 81 125 PRPCNCT-11,30 11.3 94 142
PRPCNCT-09,40 9.4 81 125 PRPCNCT-11,40 11.4 94 142
PRPCNCT-09,50 9.5 81 125 PRPCNCT-11,50 11.5 94 142
PRPCNCT-09,60 9.6 87 133 PRPCNCT-11,60 11.6 94 142
PRPCNCT-09,70 9.7 87 133 PRPCNCT-11,70 11.7 94 142
PRPCNCT-09,80 9.8 87 133 PRPCNCT-11,80 11.8 94 142
PRPCNCT-09,90 9.9 87 133 PRPCNCT-11,90 11.9 101 151
PRPCNCT-10,00 10 87 133 PRPCNCT-12,00 12 101 151
PRPCNCT-10,10 10.1 87 133 PRPCNCT-12,10 12.1 101 151
PRPCNCT-10,20 10.2 87 133 PRPCNCT-12,20 12.2 101 151
PRPCNCT-10,30 10.3 87 133 PRPCNCT-12,30 12.3 101 151
PRPCNCT-10,40 10.4 87 133 PRPCNCT-12,40 12.4 101 151
PRPCNCT-10,50 10.5 87 133 PRPCNCT-12,50 12.5 101 151
PRPCNCT-10,60 10.6 87 133 PRPCNCT-12,60 12.6 101 151
PRPCNCT-10,70 10.7 94 142 PRPCNCT-12,70 12.7 101 151
PRPCNCT-10,80 10.8 94 142 PRPCNCT-12,80 12.8 101 151
PRPCNCT-10,90 10.9 94 142 PRPCNCT-12,90 12.9 101 151
PRPCNCT-13,00 13 101 151

Set punte in scatola HSS-CO8+TiN

PRPCNCT-S1 D. 1-10 X 0,5 mm 19 pz.
PRPCNCT-S2 D. 1-13 X 0,56 mm 25 pz.
PRPCNCT-S4 D. 1-5,9 X 0,1 mm 50 pz.
PRPCNCT-S5 D. 6-10 X 0,1 mm 41 pz.

Set Punte senza scatola HSS-CO8+TiN

Set progressione

PRPCNCT-S6 D. 1-10 X 0,1 mm 91 pz.
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Punte elicoidali cilindriche per alluminio corte
Straight shank twist drills for aluminium Jobber
Spiralbohrer fiir Aluminium mit Zylinderschaft iur-

0\ ol
sotto 2 mm 2mm e oltre
w @ I" % - |under 2 mm «@ - |2mm & over
38° hs P. 160 unter 2 mm 2mm & iiber

Applicazioni: - Per forare alluminio, lega di alluminio, rame, legno e materiali sintetici.

Application: - Drilling into aluminium and its alloys, silumin, zinc, refined copper, wood and other soft
synthetic materials.

Verwendung: - Zum bohren von weichen und langspanenden Werkstoffen wie Aluminium-Legierung,
Zink, Hitten-Kupfer, Kunstoffe und Holz.

d,=d,
Codice N. 9 dq 01 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNW-01,50 1.5 40 18 PRPCNW-04,60 4.6 80 47
PRPCNW-01,60 1.6 43 20 PRPCNW-04,70 4.7 80 47
PRPCNW-01,70 1.7 43 20 PRPCNW-04,80 4.8 86 52
PRPCNW-01,80 1.8 46 22 PRPCNW-04,90 4.9 86 52
PRPCNW-01,90 1.9 46 22 PRPCNW-05,00 5.0 86 52
PRPCNW-02,00 2.0 49 24 PRPCNW-05,10 5.1 86 52
PRPCNW-02,10 2.1 49 24 PRPCNW-05,20 5.2 86 52
PRPCNW-02,20 2.2 53 27 PRPCNW-05,30 5.3 86 52
PRPCNW-02,30 2.3 53 27 PRPCNW-05,40 5.4 93 57
PRPCNW-02,40 2.4 57 30 PRPCNW-05,50 5.5 93 57
PRPCNW-02,50 2.5 57 30 PRPCNW-05,60 5.6 93 57
PRPCNW-02,60 2.6 57 30 PRPCNW-05,70 5.7 93 57
PRPCNW-02,70 2.7 61 33 PRPCNW-05,80 5.8 93 57
PRPCNW-02,80 2.8 61 33 PRPCNW-05,90 5.9 93 57
PRPCNW-02,90 2.9 61 33 PRPCNW-06,00 6.0 93 57
PRPCNW-03,00 3.0 61 33 PRPCNW-06,10 6.1 101 63
PRPCNW-03,10 3.1 65 36 PRPCNW-06,20 6.2 101 63
PRPCNW-03,20 3.2 65 36 PRPCNW-06,30 6.3 101 63
PRPCNW-03,30 3.3 65 36 PRPCNW-06,40 6.4 101 63
PRPCNW-03,40 3.4 70 39 PRPCNW-06,50 6.5 101 63
PRPCNW-03,50 3.5 70 39 PRPCNW-06,60 6.6 101 63
PRPCNW-03,60 3.6 70 39 PRPCNW-06,70 6.7 101 63
PRPCNW-03,70 3.7 70 39 PRPCNW-06,80 6.8 109 69
PRPCNW-03,80 3.8 75 43 PRPCNW-06,90 6.9 109 69
PRPCNW-03,90 3.9 75 43 PRPCNW-07,00 7.0 109 69
PRPCNW-04,00 4.0 75 43 PRPCNW-07,10 7.1 109 69
PRPCNW-04,10 4.1 75 43 PRPCNW-07,20 7.2 109 69
PRPCNW-04,20 4.2 75 43 PRPCNW-07,30 7.3 109 69
PRPCNW-04,30 4.3 80 47 PRPCNW-07,40 7.4 109 69
PRPCNW-04,40 4.4 80 47 PRPCNW-07,50 7.5 109 69
PRPCNW-04,50 4.5 80 47 PRPCNW-07,60 7.6 117 75
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Punte elicoidali cilindriche per alluminio corte
Straight shank twist drills for aluminium Jobber
Spiralbohrer fiir Aluminium mit Zylinderschaft iur-

7’ @ VA @ sotto 2 mm 2mm e oltre
4 L % - |under 2mm - [2mm & over
h8 P. 160 | unter 2mm ‘ 2 mm & iiber

Applicazioni: - Per forare alluminio, lega di alluminio, rame, legno e materiali sintetici.

Application: - Drilling into aluminium and its alloys, silumin, zinc, refined copper, wood and other soft
synthetic materials.

Verwendung: - Zum bohren von weichen und langspanenden Werkstoffen wie Aluminium-Legierung,
Zink, Hitten-Kupfer, Kunstoffe und Holz.

d,=d,
Codice N. 9 dq 01 U2 Codice N. 9 dq 01 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNW-07,70 7.7 117 75 PRPCNW-09,20 9.2 125 81
PRPCNW-07,80 7.8 117 75 PRPCNW-09,30 9.3 125 81
PRPCNW-07,90 7.9 117 75 PRPCNW-09,40 9.4 125 81
PRPCNW-08,00 8.0 117 75 PRPCNW-09,50 9.5 125 81
PRPCNW-08,10 8.1 117 75 PRPCNW-09,60 9.6 133 87
PRPCNW-08,20 8.2 117 75 PRPCNW-09,70 9.7 133 87
PRPCNW-08,30 8.3 117 75 PRPCNW-09,80 9.8 133 87
PRPCNW-08,40 8.4 117 75 PRPCNW-09,90 9.9 133 87
PRPCNW-08,50 8.5 117 75 PRPCNW-10,00 10.0 133 87
PRPCNW-08,60 8.6 125 81 PRPCNW-10,50 10.5 133 87
PRPCNW-08,70 8.7 125 81 PRPCNW-11,00 11.0 142 94
PRPCNW-08,80 8.8 125 81 PRPCNW-11,50 11.5 142 94
PRPCNW-08,90 8.9 125 81 PRPCNW-12,00 12.0 151 101
PRPCNW-09,00 9.0 125 81 PRPCNW-12,50 12.5 151 101
PRPCNW-09,10 9.1 125 81 PRPCNW-13,00 13.0 151 101
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Punte elicoidali cilindriche per ottone corte
Straight shank twist drills for brass Jobber

Spiralbohrer fiir Messing mit Zylinderschatt kur-

%

Applicazioni: - Per forare fibra di vetro, materiali come bronzo, bronzo fosforoso, lega di magnesio.
Application: - Drilling into hard, brittle, short-chip materials i.e., brass, bronze, phosphor bronze,

magnesium alloys.

Verwendung: - Zum bohren harten und spréden Werkstoffen wie Messing, Magnesium-Legierungen,

Bronze, Phosphorbronze.

Codice N. 9 dq 01 (2 Codice N. 9 dq b1 2

Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNH-01,50 1.5 40 18 PRPCNH-04,60 4.6 80 47
PRPCNH-01,60 1.6 43 20 PRPCNH-04,70 4.7 80 47
PRPCNH-01,70 1.7 43 20 PRPCNH-04,80 4.8 86 52
PRPCNH-01,80 1.8 46 22 PRPCNH-04,90 4.9 86 52
PRPCNH-01,90 1.9 46 22 PRPCNH-05,00 5.0 86 52
PRPCNH-02,00 2.0 49 24 PRPCNH-05,10 5.1 86 52
PRPCNH-02,10 2.1 49 24 PRPCNH-05,20 5.2 86 52
PRPCNH-02,20 2.2 53 27 PRPCNH-05,30 5.3 86 52
PRPCNH-02,30 2.3 53 27 PRPCNH-05,40 5.4 93 57
PRPCNH-02,40 2.4 57 30 PRPCNH-05,50 5.5 93 57
PRPCNH-02,50 2.5 57 30 PRPCNH-05,60 5.6 93 57
PRPCNH-02,60 2.6 57 30 PRPCNH-05,70 5.7 93 57
PRPCNH-02,70 2.7 61 33 PRPCNH-05,80 5.8 93 57
PRPCNH-02,80 2.8 61 33 PRPCNH-05,90 5.9 93 57
PRPCNH-02,90 2.9 61 33 PRPCNH-06,00 6.0 93 57
PRPCNH-03,00 3.0 61 33 PRPCNH-06,10 6.1 101 63
PRPCNH-03,10 3.1 65 36 PRPCNH-06,20 6.2 101 63
PRPCNH-03,20 3.2 65 36 PRPCNH-06,30 6.3 101 63
PRPCNH-03,30 3.3 65 36 PRPCNH-06,40 6.4 101 63
PRPCNH-03,40 3.4 70 39 PRPCNH-06,50 6.5 101 63
PRPCNH-03,50 3.5 70 39 PRPCNH-06,60 6.6 101 63
PRPCNH-03,60 3.6 70 39 PRPCNH-06,70 6.7 101 63
PRPCNH-03,70 3.7 70 39 PRPCNH-06,80 6.8 109 69
PRPCNH-03,80 3.8 75 43 PRPCNH-06,90 6.9 109 69
PRPCNH-03,90 3.9 75 43 PRPCNH-07,00 7.0 109 69
PRPCNH-04,00 4.0 75 43 PRPCNH-07,10 7.1 109 69
PRPCNH-04,10 4.1 75 43 PRPCNH-07,20 7.2 109 69
PRPCNH-04,20 4.2 75 43 PRPCNH-07,30 7.3 109 69
PRPCNH-04,30 4.3 80 47 PRPCNH-07,40 7.4 109 69
PRPCNH-04,40 4.4 80 47 PRPCNH-07,50 7.5 109 69
PRPCNH-04,50 4.5 80 47 PRPCNH-07,60 7.6 117 75
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Punte elicoidali cilindriche per ottone corte
Straight shank twist drills for brass Jobber
Spiralbohrer fiir Messing mit Zylinderschatt kur-

60WeB0) &

Applicazioni: - Per forare fibra di vetro, materiali come bronzo, bronzo fosforoso, lega di magnesio.

Application: - Drilling into hard, brittle, short-chip materials i.e., brass, bronze, phosphor bronze,
magnesium alloys.

Verwendung: - Zum bohren harten und spréden Werkstoffen wie Messing, Magnesium-Legierungen,
Bronze, Phosphorbronze.

d,=d,
Codice N. 9 dq A U2 Codice N. 9 dq 01 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCNH-07,70 7.7 117 75 PRPCNH-09,20 9.2 125 81
PRPCNH-07,80 7.8 117 75 PRPCNH-09,30 9.3 125 81
PRPCNH-07,90 7.9 117 75 PRPCNH-09,40 9.4 125 81
PRPCNH-08,00 8.0 117 75 PRPCNH-09,50 9.5 125 81
PRPCNH-08,10 8.1 117 75 PRPCNH-09,60 9.6 133 87
PRPCNH-08,20 8.2 117 75 PRPCNH-09,70 9.7 133 87
PRPCNH-08,30 8.3 117 75 PRPCNH-09,80 9.8 133 87
PRPCNH-08,40 8.4 117 75 PRPCNH-09,90 9.9 133 87
PRPCNH-08,50 8.5 117 75 PRPCNH-10,00 10.0 133 87
PRPCNH-08,60 8.6 125 81 PRPCNH-10,50 10.5 133 87
PRPCNH-08,70 8.7 125 81 PRPCNH-11,00 11.0 142 94
PRPCNH-08,80 8.8 125 81 PRPCNH-11,50 11.5 142 94
PRPCNH-08,90 8.9 125 81 PRPCNH-12,00 12.0 151 101
PRPCNH-09,00 9.0 125 81 PRPCNH-12,50 12.5 151 101

PRPCNH-09,10 9.1 125 81 PRPCNH-13,00 13.0 151 101
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Punte elicoidali cilindriche cobalto Lunghe
Straight shank twist drills Long
- - - ez
Spiralbohrer mit Zylinderschaft Lang
)N ) 7 3
33° h8 P. 158 ‘
Applicazioni: - Per forature profonde su acciaio inox, materiali di difficile lavorabilita come titanio e
inconel.
Application: - Drilling deep holes in stainless steels, materials of difficult machinability such as tita-
nium and inconel.
Verwendung: - Fiir Bohrarbeiten mit Bohrbuchsen oder an tief liegenden Stellen.
- Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren L
Werkstoffen wie Titan und Inconel.
dy=d,
Codice N. 9 dq 01 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPLNC-02,00 2.0 85 56 PRPLNC-04,70 4.7 126 82
PRPLNC-02,10 2.1 85 56 PRPLNC-04,80 4.8 132 87
PRPLNC-02,20 2.2 90 59 PRPLNC-04,90 4.9 132 87
PRPLNC-02,30 2.3 90 59 PRPLNC-05,00 5.0 132 87
PRPLNC-02,40 2.4 95 62 PRPLNC-05,10 5.1 132 87
PRPLNC-02,50 2.5 95 62 PRPLNC-05,20 5.2 132 87
PRPLNC-02,60 2.6 95 62 PRPLNC-05,30 5.3 139 87
PRPLNC-02,70 2.7 100 66 PRPLNC-05,40 5.4 139 91
PRPLNC-02,80 2.8 100 66 PRPLNC-05,50 5.5 139 91
PRPLNC-02,90 2.9 100 66 PRPLNC-05,60 5.6 139 91
PRPLNC-03,00 3.0 100 66 PRPLNC-05,70 5.7 139 91
PRPLNC-03,10 3.1 106 69 PRPLNC-05,80 5.8 139 91
PRPLNC-03,20 3.2 106 69 PRPLNC-05,90 5.9 139 91
PRPLNC-03,30 3.3 106 69 PRPLNC-06,00 6.0 139 91
PRPLNC-03,40 34 112 73 PRPLNC-06,10 6.1 148 97
PRPLNC-03,50 3.5 112 73 PRPLNC-06,20 6.2 148 97
PRPLNC-03,60 3.6 112 73 PRPLNC-06,30 6.3 148 97
PRPLNC-03,70 3.7 112 73 PRPLNC-06,40 6.4 148 97
PRPLNC-03,80 3.8 119 78 PRPLNC-06,50 6.5 148 97
PRPLNC-03,90 3.9 119 78 PRPLNC-06,60 6.6 148 97
PRPLNC-04,00 4.0 119 78 PRPLNC-06,70 6.7 148 97
PRPLNC-04,10 4.1 119 78 PRPLNC-06,80 6.8 156 102
PRPLNC-04,20 4.2 119 78 PRPLNC-06,90 6.9 156 102
PRPLNC-04,30 4.3 126 82 PRPLNC-07,00 7.0 156 102
PRPLNC-04,40 4.4 126 82 PRPLNC-07,10 7.1 156 102
PRPLNC-04,50 4.5 126 82 PRPLNC-07,20 7.2 156 102
PRPLNC-04,60 4.6 126 82 PRPLNC-07,30 7.3 156 102
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Punte elicoidali cilindriche cobalto Lunghe
Straight shank twist drills Long

o d,

’.7

- - - eZ
Spiralbohrer mit Zylinderschaft Lang
%
7 3
h8 P. 158 ‘
Applicazioni: - Per forature profonde su acciaio inox, materiali di difficile lavorabilita come titanio e
inconel.
Application: - Drilling deep holes in stainless steels, materials of difficult machinability such as tita-
nium and inconel.
Verwendung: - Fiir Bohrarbeiten mit Bohrbuchsen oder an tief liegenden Stellen.
- Zum bohren von rostfreien und austenitischen Stahlen, schwerzerspanbaren
Werkstoffen wie Titan und Inconel.
dy=d,
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPLNC-07,40 7.4 156 102 PRPLNC-09,20 9.2 175 115
PRPLNC-07,50 7.5 156 102 PRPLNC-09,30 9.3 175 115
PRPLNC-07,60 7.6 165 109 PRPLNC-09,40 9.4 175 115
PRPLNC-07,70 7.7 165 109 PRPLNC-09,50 9.5 175 115
PRPLNC-07,80 7.8 165 109 PRPLNC-09,60 9.6 184 121
PRPLNC-07,90 7.9 165 109 PRPLNC-09,70 9.7 184 121
PRPLNC-08,00 8.0 165 109 PRPLNC-09,80 9.8 184 121
PRPLNC-08,10 8.1 165 109 PRPLNC-09,90 9.9 184 121
PRPLNC-08,20 8.2 165 109 PRPLNC-10,00 10.0 184 121
PRPLNC-08,30 8.3 165 109 PRPLNC-10,20 10.2 184 121
PRPLNC-08,40 8.4 165 109 PRPLNC-10,50 10.5 184 121
PRPLNC-08,50 8.5 165 109 PRPLNC-10,80 10.8 195 128
PRPLNC-08,60 8.6 175 115 PRPLNC-11,00 11.0 195 128
PRPLNC-08,70 8.7 175 115 PRPLNC-11,20 11.2 195 128
PRPLNC-08,80 8.8 175 115 PRPLNC-11,50 11.56 195 128
PRPLNC-08,90 8.9 175 115 PRPLNC-11,80 11.8 195 128
PRPLNC-09,00 9.0 175 115 PRPLNC-12,00 12.0 205 134
PRPLNC-09,10 9.1 175 115
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Punte elicoidali cilindriche Extra Lunghe
Straight shank twist drills Extra Long
Spiralbohrer mit Zylinderschaft iberiang ts
D000 I I
1869/1 20°~30° h8 P. 158 ‘
Applicazioni: - Studiata per forature profonde o per forature difficili da raggiungere, per forare accia- —
io, fusioni di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa temprata e
grafite.
Application: - Designed for drilling deep holes or deeply located holes.
- Drills in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.
Verwendung: - Standardbohrer zum bohren extreme tiefer Lécher zum bohren von Stahl und StahlguB, d=d SR
GrauguB, TemperguB, SphéaroguR, Sintereisen, Graphite. T
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPEN-02,00 2.0 125 85 PRPEN-07,00 7.0 225 155
PRPEN-02,25 2.25 135 90 PRPEN-07,25 7.25 225 155
PRPEN-02,50 2.5 140 95 PRPEN-07,50 7.5 225 155
PRPEN-02,75 2.75 150 100 PRPEN-07,75 7.75 240 165
PRPEN-03,00 3.0 150 100 PRPEN-08,00 8.0 240 165
PRPEN-03,25 3.25 155 105 PRPEN-08,25 8.25 240 165
PRPEN-03,50 3.5 165 115 PRPEN-08,50 8.6 240 165
PRPEN-03,75 3.75 165 115 PRPEN-08,75 8.75 250 175
PRPEN-04,00 4.0 175 120 PRPEN-09,00 9.0 250 175
PRPEN-04,25 4.25 175 120 PRPEN-09,25 9.25 250 175
PRPEN-04,50 4.5 185 125 PRPEN-09,50 9.5 250 175
PRPEN-04,75 4.75 185 125 PRPEN-09,75 9.75 265 185
PRPEN-05,00 5.0 195 135 PRPEN-10,00 10.0 265 185
PRPEN-05,25 5.25 195 135 PRPEN-10,50 10.5 265 185
PRPEN-05,50 5.5 205 140 PRPEN-11,00 11.0 280 195
PRPEN-05,75 5.75 205 140 PRPEN-11,50 11.5 280 195
PRPEN-06,00 6.0 205 140 PRPEN-12,00 12.0 295 205
PRPEN-06,25 6.25 215 150 PRPEN-12,50 12.5 295 205
PRPEN-06,50 6.5 215 150 PRPEN-13,00 13.0 295 205
PRPEN-06,75 6.75 225 155
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Punte elicoidali cilindriche per fori profondi corte
Straight shank twist drills for deep holes Jobher N
Spiralbohrer fiir tiefloch mit Zylinderschaft kur-
V 81
ECWH0) @
h8 P. 161 ‘ .
0 GH100
Elica per fori profondi - Worm pattern drills
Applicazioni: - Per forature profonde su acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa
temprata, leghe di alluminio, leghe di magnesio, bronzo e ottone.
Application: - Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys. -
Verwendung: - Zum bohren von legiertem und unlegirtem Stahl, Graugul3, Tempergul3, Druckgul3, Alu- dy=d,
Legierugen kurzspanend, Bronze, Messing zéh, Neusilber.
Codice N. 9 dq l1 02 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCG-02,00 2.0 49 24 PRPCG-04,70 4.7 80 47
PRPCG-02,10 2.1 49 24 PRPCG-04,80 4.8 86 52
PRPCG-02,20 2.2 53 27 PRPCG-04,90 4.9 86 52
PRPCG-02,30 2.3 53 27 PRPCG-05,00 5.0 86 52
PRPCG-02,40 24 57 30 PRPCG-05,10 5.1 86 52
PRPCG-02,50 25 57 30 PRPCG-05,20 5.2 86 52
PRPCG-02,60 2.6 57 30 PRPCG-05,30 5.3 86 52
PRPCG-02,70 2.7 61 33 PRPCG-05,40 5.4 93 57
PRPCG-02,80 2.8 61 33 PRPCG-05,50 5.5 93 57
PRPCG-02,90 2.9 61 33 PRPCG-05,60 5.6 93 57
PRPCG-03,00 3.0 61 33 PRPCG-05,70 5.7 93 57
PRPCG-03,10 3.1 65 36 PRPCG-05,80 5.8 93 57
PRPCG-03,20 3.2 65 36 PRPCG-05,90 5.9 93 57
PRPCG-03,30 3.3 65 36 PRPCG-06,00 6.0 93 57
PRPCG-03,40 34 70 39 PRPCG-06,10 6.1 101 63
PRPCG-03,50 3.5 70 39 PRPCG-06,20 6.2 101 63
PRPCG-03,60 3.6 70 39 PRPCG-06,30 6.3 101 63
PRPCG-03,70 3.7 70 39 PRPCG-06,40 6.4 101 63
PRPCG-03,80 3.8 75 43 PRPCG-06,50 6.5 101 63
PRPCG-03,90 3.9 75 43 PRPCG-06,60 6.6 101 63
PRPCG-04,00 4.0 75 43 PRPCG-06,70 6.7 101 63
PRPCG-04,10 4.1 75 43 PRPCG-06,80 6.8 109 69
PRPCG-04,20 4.2 75 43 PRPCG-06,90 6.9 109 69
PRPCG-04,30 4.3 80 47 PRPCG-07,00 7.0 109 69
PRPCG-04,40 4.4 80 47 PRPCG-07,10 7.1 109 69
PRPCG-04,50 4.5 80 47 PRPCG-07,20 7.2 109 69
PRPCG-04,60 4.6 80 47 PRPCG-07,30 7.3 109 69

0 Sono disponibili a richiesta PRPCGT (TiN), PRPCGC (TiCN) e PRPCGA (TiAIN)
The TiN (PRPCGT), TiCN (PRPCGC) and TiAIN (PRPCGA) are available on your request.
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Punte elicoidali cilindriche per fori profondi corte

Straight

shank twist drills for deep holes Jobber

4.‘

@ d;

’.7

L2
Spiralbohrer fiir tiefloch mit Zylinderschaft kur-
V 81
BN <z
h8 P. 161 ‘ .
0 GH100
Elica per fori profondi - Worm pattern drills
Applicazioni: - Per forature profonde su acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa
temprata, leghe di alluminio, leghe di magnesio, bronzo e ottone.
Application: - Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys. -
Verwendung: - Zum bohren von legiertem und unlegirtem Stahl, Graugul3, Tempergul3, Druckgul3, Alu- dy=d,
Legierugen kurzspanend, Bronze, Messing zéh, Neusilber.
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPCG-07,40 7.4 109 69 PRPCG-09,40 94 125 81
PRPCG-07,50 7.5 109 69 PRPCG-09,50 9.5 125 81
PRPCG-07,60 7.6 117 75 PRPCG-09,60 9.6 133 87
PRPCG-07,70 7.7 117 75 PRPCG-09,70 9.7 133 87
PRPCG-07,80 7.8 117 75 PRPCG-09,80 9.8 133 87
PRPCG-07,90 7.9 117 75 PRPCG-09,90 9.9 133 87
PRPCG-08,00 8.0 117 75 PRPCG-10,00 10.0 133 87
PRPCG-08,10 8.1 117 75 PRPCG-10,10 10.1 133 87
PRPCG-08,20 8.2 117 75 PRPCG-10,20 10.2 133 87
PRPCG-08,30 8.3 117 75 PRPCG-10,50 10.5 133 87
PRPCG-08,40 8.4 117 75 PRPCG-10,80 10.8 142 94
PRPCG-08,50 8.5 117 75 PRPCG-11,00 11.0 142 94
PRPCG-08,60 8.6 125 81 PRPCG-11,20 11.2 142 94
PRPCG-08,70 8.7 125 81 PRPCG-11,50 11.5 142 94
PRPCG-08,80 8.8 125 81 PRPCG-11,80 11.8 142 94
PRPCG-08,90 8.9 125 81 PRPCG-12,00 12.0 151 101
PRPCG-09,00 9.0 125 81 PRPCG-12,20 12.2 151 101
PRPCG-09,10 9.1 125 81 PRPCG-12,50 12.5 151 101
PRPCG-09,20 9.2 125 81 PRPCG-12,80 12.8 151 101
PRPCG-09,30 9.3 125 81 PRPCG-13,00 13.0 151 101

0 Sono disponibili a richiesta PRPCGT (TiN), PRPCGC (TiCN) e PRPCGA (TiAIN)
The TiN (PRPCGT), TiCN (PRPCGC) and TiAIN (PRPCGA) are available on your request.




-
1

AR ML
u -
L} - - mgm - - L} 4" !‘7
Punte elicoidali cilindriche per fori profondi Lunghe
Straight shank twist drills for deep holes Long
- am L] - - ez
Spiralbohrer fiir tiefloch mit Zylinderschaft Lang
V 81
BN 7
h8 P. 161 ‘
0 GH100 _
Elica per fori profondi - Worm pattern drills
Applicazioni: - Per forature profonde su acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa
temprata, leghe di alluminio, leghe di magnesio, bronzo e ottone.
Application: - Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys. I
Verwendung: - Zum bohren von legiertem und unlegirtem Stahl, GrauguB, Temperguf3, Druckguf3, Alu-
. T - dy=d,
Legierugen kurzspanend, Bronze, Messing zah, Neusilber.
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 b2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPLGC-02,00 2.0 85 56 PRPLGC-05,20 5.2 132 87
PRPLGC-02,10 2.1 85 56 PRPLGC-05,50 5.5 139 91
PRPLGC-02,20 2.2 90 59 PRPLGC-05,80 5.8 139 91
PRPLGC-02,30 2.3 90 59 PRPLGC-06,00 6.0 139 91
PRPLGC-02,40 2.4 95 62 PRPLGC-06,20 6.2 148 97
PRPLGC-02,50 25 95 62 PRPLGC-06,50 6.5 148 97
PRPLGC-02,60 2.6 95 62 PRPLGC-06,80 6.8 156 102
PRPLGC-02,70 2.7 100 66 PRPLGC-07,00 7.0 156 102
PRPLGC-02,80 2.8 100 66 PRPLGC-07,20 7.2 156 102
PRPLGC-02,90 2.9 100 66 PRPLGC-07,50 7.5 156 102
PRPLGC-03,00 3.0 100 66 PRPLGC-07,80 7.8 165 109
PRPLGC-03,10 3.1 106 69 PRPLGC-08,00 8.0 165 109
PRPLGC-03,20 3.2 106 69 PRPLGC-08,20 8.2 165 109
PRPLGC-03,30 3.3 106 69 PRPLGC-08,50 8.5 165 109
PRPLGC-03,40 34 112 73 PRPLGC-09,00 9.0 175 115
PRPLGC-03,50 3.5 112 73 PRPLGC-09,50 9.5 175 115
PRPLGC-03,60 3.6 112 73 PRPLGC-09,80 9.8 184 121
PRPLGC-03,70 3.7 112 73 PRPLGC-10,00 10.0 184 121
PRPLGC-03,80 3.8 119 78 PRPLGC-10,50 10.5 184 121
PRPLGC-03,90 3.9 119 78 PRPLGC-11,00 11.0 195 128
PRPLGC-04,00 4.0 119 78 PRPLGC-11,50 11.5 195 128
PRPLGC-04,20 4.2 119 78 PRPLGC-12,00 12.0 205 134
PRPLGC-04,50 4.5 126 82 PRPLGC-12,50 12.5 205 134
PRPLGC-04,80 4.8 132 87 PRPLGC-13,00 13.0 205 134
PRPLGC-05,00 5.0 132 87

0 Sono disponibili a richiesta PRPLGCT (TiN), PRPLGCC (TiCN) e PRPLGCA (TiAIN)
The TiN (PRPLGCT), TiCN (PRPLGCC) and TiAIN (PRPLGCA) are available on your request.
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Punte elicoidali cilindriche per fori profondi Extralunghe
Straight shank twist drills for deep hole Extra Long
Spiralbohrer fiir tiefloch mit Zylinderschaft iberlang

L2

DIN @7 3V ¢ / Qﬁ 4
1869/1 3 h8 % P. 161
0 GH100
Elica per fori profondi - Worm pattern drills T
Applicazioni: - Per forature profonde su acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa
temprata, leghe di alluminio, leghe di magnesio, bronzo e ottone.
Application: - Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys.
Verwendung: - Zum bohren von legiertem und unlegirtem Stahl, GrauguB, Temperguf3, Druckguf3, Alu- -
. T - dy=d,
Legierugen kurzspanend, Bronze, Messing zah, Neusilber.
Codice N. 9 dq l1 (2 Codice N. 9 dq b1 2
Nr. Code mm mm mm Nr. Code mm mm mm
PRPEGC-02,00 2.0 125 85 PRPEGC-07,00 7.0 225 155
PRPEGC-02,25 2.25 135 90 PRPEGC-07,25 7.25 225 155
PRPEGC-02,50 2.5 140 95 PRPEGC-07,50 7.5 225 155
PRPEGC-02,75 2.75 150 100 PRPEGC-07,75 7.75 240 165
PRPEGC-03,00 3.0 150 100 PRPEGC-08,00 8.0 240 165
PRPEGC-03,25 3.25 155 105 PRPEGC-08,25 8.25 240 165
PRPEGC-03,50 3.5 165 115 PRPEGC-08,50 8.5 240 165
PRPEGC-03,75 3.75 165 115 PRPEGC-08,75 8.75 250 175
PRPEGC-04,00 4.0 175 120 PRPEGC-09,00 9.0 250 175
PRPEGC-04,25 4.25 175 120 PRPEGC-09,25 9.25 250 175
PRPEGC-04,50 4.5 185 125 PRPEGC-09,50 9.5 250 175
PRPEGC-04,75 4.75 185 125 PRPEGC-09,75 9.75 265 185
PRPEGC-05,00 5.0 195 135 PRPEGC-10,00 10.0 265 185
PRPEGC-05,25 5.25 195 135 PRPEGC-10,50 10.5 265 185
PRPEGC-05,50 5.5 205 140 PRPEGC-11,00 11.0 280 195
PRPEGC-05,75 5.75 205 140 PRPEGC-11,50 11.5 280 195
PRPEGC-06,00 6.0 205 140 PRPEGC-12,00 12.0 295 205
PRPEGC-06,25 6.25 215 150 PRPEGC-12,50 12.5 295 205
PRPEGC-06,50 6.5 215 150 PRPEGC-13,00 13.0 295 205
PRPEGC-06,75 6.75 225 155

0 Sono disponibili a richiesta PRPEGCT (TiN), PRPEGCN (TiCN) e PRPEGCA (TiAIN)
The TiN (PRPEGCT), TiCN (PRPEGCN) and TiAIN (PRPEGCA) are available on your request.
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Punte elicoidali cono morse corte
Morse taper shank twist drills Jobber

Spiralbohrer mit Morsekegelschaft kur
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Applicazioni: - Perforare acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa Cono
temprata e grafite. morse
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron, "
graphite. '¥;ng
Verwendung: - Zum bohrer von Stahl und StahlguB, GrauguB, TemperguB, SphéroguR, Sintereisen, No.
Graphite.
Codice N. 9dq | ¢4 ¢2 | N.Cono morse Codice N. Qdq | ¢4 ¢2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.
PRPCMN-13,00| 13.0 182 101 1 PRPCMN-20,50| 20.5 243 145 2
PRPCMN-13,20| 13.2 182 101 1 PRPCMN-20,75| 20.75 243 145 2
PRPCMN-13,25| 13.25 189 108 1 PRPCMN-21,00| 21.0 243 145 2
PRPCMN-13,50| 13.5 189 108 1 PRPCMN-21,25| 21.25 248 150 2
PRPCMN-13,75| 13.75 189 108 1 PRPCMN-21,50| 21.50 248 150 2
PRPCMN-13,80| 13.8 189 108 1 PRPCMN-21,75| 21.75 248 150 2
PRPCMN-14,00| 14.0 189 108 1 PRPCMN-22,00| 22.0 248 150 2
PRPCMIN-14,25| 14.25 212 114 2 PRPCMN-22,25| 22.25 248 150 2
PRPCMN-14,50| 14.5 212 114 2 PRPCMIN-22,50 | 22.5 253 155 2
PRPCMN-14,75| 14.75 212 114 2 PRPCMN-22,75| 22.75 253 155 2
PRPCMN-15,00| 15.0 212 114 2 PRPCMN-23,00| 23.0 253 155 2
PRPCMN-15,25| 15.25 218 120 2 PRPCMIN-23,25 | 23.25 276 155 3
PRPCMN-15,50| 15.5 218 120 2 PRPCIMIN-23,50 | 23.5 276 155 3
PRPCMN-15,75| 15.75 218 120 2 PRPCMN-23,75| 23.75 281 160 3
PRPCMN-16,00| 16.0 218 120 2 PRPCMN-24,00| 24.0 281 160 3
PRPCMN-16,25| 16.25 223 125 2 PRPCMN-24,25| 24.25 281 160 3
PRPCIMIN-16,50| 16.5 223 125 2 PRPCMN-24,50| 24.5 281 160 3
PRPCMN-16,75| 16.75 223 125 2 PRPCMN-24,75| 24.75 281 160 3
PRPCMN-17,00| 17.0 223 125 2 PRPCMN-25,00| 25.0 281 160 3
PRPCMN-17,25| 17.25 228 130 2 PRPCMMIN-25,25 | 25.25 286 165 3
PRPCMN-17,50| 17.5 228 130 2 PRPCMIN-25,50| 25.5 286 165 3
PRPCMN-17,75| 17.75 228 130 2 PRPCMN-25,75| 25.75 286 165 3
PRPCMN-18,00| 18.0 228 130 2 PRPCMN-26,00| 26.0 286 165 3
PRPCMN-18,25| 18.25 233 135 2 PRPCMIN-26,25 | 26.25 286 165 3
PRPCIMIN-18,50 | 18.5 233 135 2 PRPCMN-26,50 | 26.5 286 165 3
PRPCMN-18,75| 18.75 233 135 2 PRPCMN-26,75| 26.75 291 170 3
PRPCMN-19,00| 19.0 233 135 2 PRPCMN-27,00| 27.0 291 170 3
PRPCMN-19,25| 19.25 238 140 2 PRPCMIN-27,25| 27.25 291 170 3
PRPCMN-19,50| 19.5 238 140 2 PRPCMN-27,50| 27.5 291 170 3
PRPCMN-19,75| 19.75 238 140 2 PRPCMN-27,75| 27.75 291 170 3
PRPCMN-20,00| 20.0 238 140 2 PRPCMN-28,00| 28.0 291 170 3
PRPCMN-20,25| 20.25 243 145 2 PRPCMN-28,25 | 28.25 296 175 3
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Punte elicoidali cono morse corte
Morse taper shank twist drills Jobber

Spiralbohrer mit Morsekegelschaft kur
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Applicazioni: - Perforare acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa Cono
temprata e grafite. morse
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron, -
graphite. '¥'§ng
Verwendung: - Zum bohrer von Stahl und StahlguB, GrauguB, TemperguB, SphéaroguR, Sintereisen, No.
Graphite.
Codice N. 9dq | ¢4 ¢2 | N.Cono morse Codice N. @dq | ¢1 {2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.
PRPCIVIN-28,50| 28.5 296 175 3 PRPCIVIN-40,50| 40.5 354 205 4
PRPCMN-28,75| 28.75 296 175 3 PRPCMN-41,00| 41.0 354 205 4
PRPCMN-29,00| 29.0 296 175 3 PRPCMN-41,50| 41.5 354 205 4
PRPCMN-29,25| 29.25 296 175 3 PRPCMN-42,00| 42.0 354 205 4
PRPCIVIN-29,50| 29.5 296 175 3 PRPCIVIN-42,50| 42.5 354 205 4
PRPCMN-29,75| 29.75 296 175 3 PRPCMN-43,00| 43.0 359 210 4
PRPCIMIN-30,00| 30.0 296 175 3 PRPCMN-43,50| 43.5 359 210 4
PRPCMN-30,25| 30.25 301 180 3 PRPCMN-44,00| 44.0 359 210 4
PRPCIMIN-30,50| 30.5 301 180 3 PRPCIMIN-44,50| 44.5 359 210 4
PRPCMN-30,75| 30.75 301 180 3 PRPCMN-45,00| 45.0 359 210 4
PRPCIVIN-31,00| 31 301 180 3 PRPCMN-45,50| 45.5 364 215 4
PRPCMN-31,25| 31.25 301 180 3 PRPCMIN-46,00| 46.0 364 215 4
PRPCIMIN-31,50| 31.5 301 180 3 PRPCIMIN-46,50| 46.5 364 215 4
PRPCMN-31,75| 31.75 306 185 3 PRPCMN-47,00| 47.0 364 215 4
PRPCMN-32,00| 32.0 334 185 4 PRPCMN-47,50| 47.5 364 215 4
PRPCMIN-32,50| 32.5 334 185 4 PRPCMIN-48,00| 48.0 369 220 4
PRPCIMIN-33,00| 33.0 334 185 4 PRPCMVIN-48,50| 48.5 369 220 4
PRPCMN-33,50| 33.5 334 185 4 PRPCMN-49,00| 49.0 369 220 4
PRPCMIN-34,00| 34.0 339 190 4 PRPCMN-49,50| 49.5 369 220 4
PRPCMN-34,50| 34.5 339 190 4 PRPCMN-50,00| 50.0 369 220 4
PRPCIMIN-35,00| 35.0 339 190 4 PRPCMN-50,50| 50.5 374 225 4
PRPCMN-35,50| 35.5 339 190 4 PRPCMN-51,00| 51.0 412 225 5
PRPCMN-36,00| 36.0 344 195 4 PRPCMN-52,00| 52.0 412 225 5
PRPCMN-36,50| 36.5 344 195 4 PRPCMN-53,00| 53.0 412 225 5
PRPCIMIN-37,00| 37.0 344 195 4 PRPCIMIN-54,00| 54.0 417 230 5
PRPCMN-37,50| 37.5 344 195 4 PRPCMN-55,00| 55.0 417 230 5
PRPCIMIN-38,00| 38.0 349 200 4 PRPCMN-56,00| 56.0 417 230 5
PRPCMN-38,50| 38.5 349 200 4 PRPCMN-57,00| 57.0 422 235 5
PRPCIVIN-39,00| 39.0 349 200 4 PRPCIVIN-58,00| 58.0 422 235 5
PRPCMN-39,50| 39.5 349 200 4 PRPCMN-59,00| 59.0 422 235 5
PRPCIMIN-40,00| 40.0 349 200 4 PRPCMN-60,00| 60.0 422 235 5
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Punte elicoidali cono morse rivestite TiN corte |
Morse taper shank twist drills TiN coating Jobber

Spiralbohrer mit Morsekegelschatt
TIN Beschichtung kurz

O0WESBCO)

Applicazioni: - Perforare acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa Morse
temprata e grafite. Rivestite TiN. Taper

Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron,
graphite.

Verwendung: - Zum hohrer von Stahl und Stahlgul3, Graugul3, TemperguB, Sphérogul3, Sintereisen,
Graphite.

L2

1l A

Cono
morse

Codice N. 9dq | ¢4 {2 | N.Cono morse Codice N. Qdq | ¢1 {2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.

PRPCMNT-13,00 13.0 182 101 PRPCMNT-20,50 20.5 243 145

PRPCMINT-13,20 13.2 182 101 PRPCMNT-20,75 20.75 243 145

PRPCMNT-13,25 13.25 189 108 PRPCMNT-21,00 21.0 243 145

PRPCMINT-13,50 13.5 189 108 PRPCMNT-21,25 21.25 248 150

PRPCMNT-13,75 13.75 189 108 PRPCMNT-21,50 21.50 248 150

PRPCMVINT-13,80 13.8 189 108 PRPCMNT-21,75 21.75 248 150

PRPCMINT-14,00 14.0 189 108 PRPCMNT-22,00 22.0 248 150

PRPCMNT-14,25 14.25 212 114 PRPCMNT-22,25 22.25 248 150

PRPCMNT-14,50 14.5 212 114 PRPCMINT-22,50 22.5 253 155

PRPCMNT-14,75 14.75 212 114 PRPCMNT-22,75 22.75 253 155

PRPCMNT-15,00 15.0 212 114 PRPCMNT-23,00 23.0 253 155

PRPCMNT-15,25 15.25 218 120 PRPCMVINT-23,25 23.25 276 155

PRPCMNT-15,50 15.5 218 120 PRPCMINT-23,50 23.5 276 155

PRPCMNT-15,75 15.75 218 120 PRPCMNT-23,75 23.75 281 160

PRPCMINT-16,00 16.0 218 120 PRPCMNT-24,00 24.0 281 160

PRPCMNT-16,25 16.25 223 125 PRPCMNT-24,25 24.25 281 160

PRPCMINT-16,50 16.5 223 125 PRPCMINT-24,50 24.5 281 160

PRPCMNT-16,75 16.75 223 125 PRPCMNT-24,75 24.75 281 160

PRPCMNT-17,00 17.0 223 125 PRPCMNT-25,00 25.0 281 160

PRPCMNT-17,25 17.25 228 130 PRPCMNT-25,25 25.25 286 165

PRPCMNT-17,50 17.5 228 130 PRPCMNT-25,50 25.5 286 165

PRPCMNT-17,75 17.75 228 130 PRPCMNT-25,75 25.75 286 165

PRPCMINT-18,00 18.0 228 130 PRPCMINT-26,00 26.0 286 165

PRPCMNT-18,25 18.25 233 135 PRPCMNT-26,25 26.25 286 165

PRPCMINT-18,50 18.5 233 135 PRPCMINT-26,50 26.5 286 165

PRPCMNT-18,75 18.75 233 135 PRPCMNT-26,75 26.75 291 170

PRPCMINT-19,00 19.0 233 135 PRPCMNT-27,00 27.0 291 170

PRPCMNT-19,25 19.25 238 140 PRPCMNT-27,25 27.25 291 170

PRPCMNT-19,50 19.5 238 140 PRPCMNT-27,50 27.5 291 170

PRPCMNT-19,75 19.75 238 140 PRPCMNT-27,75 27.75 291 170

PRPCMINT-20,00 20.0 238 140 PRPCMNT-28,00 28.0 291 170

NININININININDINININDINDNININDNINDNINININDNINININDNINININININ (=R R =aaaia
WWWWWWWWWWWWWWWWWWWWWINININININININDNININININ

PRPCMNT-20,25 20.25 243 145 PRPCMNT-28,25 28.25 296 175




32

£—

Punte elicoidali cono morse rivestite TiN corte
Morse taper shank twist drills TiN coating Jobber
Spiralbohrer mit Morsekegelschaft

TIN Beschichtung kurz

O0WESBO)
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Applicazioni: - Perforare acciaio, fusione di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa Morse

temprata e grafite. Rivestite TiN. Taper
Application: - Drilling in steel, cast steel alloyed and non-alloyed, grey castiron, malleable castiron, No-

graphite.
Verwendung: - Zum hohrer von Stahl und Stahlgul3, Graugul3, TemperguB3, Sphérogul3, Sintereisen,

Graphite.

Codice N. gdq | ¢4 ¢2 | N.Cono morse Codice N. Qdq | ¢1 {2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.

PRPCMNT-28,50 28.5 296 175 3 PRPCMNT-40,50 40.5 354 205 4
PRPCMNT-28,75 28.75 | 296 175 3 PRPCMNT-41,00 41.0 354 205 4
PRPCMNT-29,00 29.0 296 175 3 PRPCMINT-41,50 41.5 354 205 4
PRPCMNT-29,25 29.25 | 296 175 3 PRPCMNT-42,00 42.0 354 205 4
PRPCMNT-29,50 29.5 296 175 3 PRPCMNT-42,50 42.5 354 205 4
PRPCMNT-29,75 29.75 | 296 175 3 PRPCMNT-43,00 43.0 359 210 4
PRPCMNT-30,00 30.0 296 175 3 PRPCMNT-43,50 43.5 359 210 4
PRPCMNT-30,25 30.25 | 301 180 3 PRPCMNT-44,00 44.0 359 210 4
PRPCMNT-30,50 30.5 301 180 3 PRPCMNT-44,50 44.5 359 210 4
PRPCMNT-30,75 30.75 | 301 180 3 PRPCMNT-45,00 45.0 359 210 4
PRPCMNT-31,00 31 301 180 3 PRPCMNT-45,50 45.5 364 215 4
PRPCMINT-31,25 31.25 | 301 180 3 PRPCMINT-46,00 46.0 364 215 4
PRPCMNT-31,50 31.5 301 180 3 PRPCMINT-46,50 46.5 364 215 4
PRPCMNT-31,75 31.75 | 306 185 3 PRPCMNT-47,00 47.0 364 215 4
PRPCMNT-32,00 32.0 334 185 4 PRPCMNT-47,50 47.5 364 215 4
PRPCMNT-32,50 32.5 334 185 4 PRPCMVINT-48,00 48.0 369 220 4
PRPCMNT-33,00 33.0 334 185 4 PRPCMNT-48,50 48.5 369 220 4
PRPCMNT-33,50 33.5 334 185 4 PRPCMINT-49,00 49.0 369 220 4
PRPCMNT-34,00 34.0 339 190 4 PRPCMNT-49,50 49.5 369 220 4
PRPCMNT-34,50 34.5 339 190 4 PRPCMNT-50,00 50.0 369 220 4
PRPCMNT-35,00 35.0 339 190 4 PRPCMNT-50,50 50.5 374 225 4
PRPCMNT-35,50 35.5 339 190 4 PRPCMNT-51,00 51.0 412 225 5
PRPCMNT-36,00 36.0 344 195 4 PRPCMNT-52,00 52.0 412 225 5
PRPCMNT-36,50 36.5 344 195 4 PRPCMNT-53,00 53.0 412 225 5
PRPCMNT-37,00 37.0 344 195 4 PRPCMNT-54,00 54.0 417 230 5
PRPCMNT-37,50 37.5 344 195 4 PRPCMNT-55,00 55.0 417 230 5
PRPCMNT-38,00 38.0 349 200 4 PRPCMNT-56,00 56.0 417 230 5
PRPCMNT-38,50 38.5 349 200 4 PRPCMNT-57,00 57.0 422 235 5
PRPCMNT-39,00 39.0 349 200 4 PRPCMNT-58,00 58.0 422 235 5
PRPCMNT-39,50 39.5 349 200 4 PRPCMNT-59,00 59.0 422 235 5
PRPCMNT-40,00 40.0 349 200 4 PRPCMNT-60,00 60.0 422 235 5
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Punte elicoidali cono morse Extra Lunghe
Morse taper shank twist drills Extra Long
Spiralbohrer mit Morsekegelschaft iiberiang

HOWHSO0)

Applicazioni:

grafite.

Application:

- Designed for drilling deep holes or deeply located holes:
- Drilling into steel, cast steel alloyed and non-alloyed, grey castiron malleable castiron,

- Studiata per forature profonde o per forature difficili da raggiungere, per forare accia-
io, fusioni di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa temprata e

Spheriodal graphite castiron, sintered iron, aluminium and aluminium alloys.

Verwendung: - Standardbohrer zum bohren extreme tiefer Locher.
- Zum bohren von Stahl und Stahlgu, GrauguB, Tempergul3, Spharogul, Sintereisen
und Graphite.
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Cono
morse

Morse
Taper

Codice N. 9dq | ¢4 ¢2 | N.Cono morse Codice N. Qdq | ¢1 {2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.
PRPCE1N-13,00{ 13.0 310 205 1 PRPCE1N-27,00{ 27.0 460 305 3
PRPCE1N-13,50| 13.5 325 220 1 PRPCE1N-27,50| 27.5 460 305 3
PRPCE1N-14,00{ 14.0 325 220 1 PRPCE1N-28,00, 28.0 460 305 3
PRPCE1N-14,50| 14.5 340 220 2 PRPCE1N-28,50| 28.5 460 305 3
PRPCE1N-15,00{ 15.0 340 220 2 PRPCE1N-29,00{ 29.0 460 305 3
PRPCE1N-15,50| 15.5 355 230 2 PRPCE1N-29,50| 29.5 460 305 3
PRPCE1N-16,00{ 16.0 355 230 2 PRPCE1N-30,00, 30.0 460 305 3
PRPCE1N-16,50| 16.5 355 230 2 PRPCE1N-30,50| 30.5 480 320 3
PRPCE1N-17,00{ 17.0 355 230 2 PRPCE1N-31,00, 31.0 480 320 3
PRPCE1N-17,50, 17.5 370 245 2 PRPCE1N-32,00, 32.0 505 320 4
PRPCE1N-18,00{ 18.0 370 245 2 PRPCE1N-33,00, 33.0 505 320 4
PRPCE1N-18,50| 18.5 370 245 2 PRPCE1N-34,00{ 34.0 530 340 4
PRPCE1N-19,00{ 19.0 370 245 2 PRPCE1N-35,00, 35.0 530 340 4
PRPCE1N-19,50| 19.5 385 260 2 PRPCE1N-36,00, 36.0 530 340 4
PRPCE1N-20,00{ 20.0 385 260 2 PRPCE1N-37,00, 37.0 530 340 4
PRPCE1N-20,50| 20.5 385 260 2 PRPCE1N-38,00{ 38.0 555 360 4
PRPCE1N-21,00{ 21.0 385 260 2 PRPCE1N-39,00, 39.0 555 360 4
PRPCE1N-21,50| 21.5 405 270 2 PRPCE1N-40,00| 40.0 555 360 4
PRPCE1N-22,00{ 22.0 405 270 2 PRPCE1N-41,00, 41.0 555 360 4
PRPCE1N-22,50| 22.5 405 270 2 PRPCE1N-42,00{ 42.0 555 360 4
PRPCE1N-23,00{ 23.0 405 270 2 PRPCE1N-43,00{ 43.0 585 385 4
PRPCE1N-23,50| 23.5 425 270 3 PRPCE1N-44,00, 44.0 585 385 4
PRPCE1N-24,00{ 24.0 440 290 3 PRPCE1N-45,00, 45.0 585 385 4
PRPCE1N-24,50| 24.5 440 290 3 PRPCE1N-46,00| 46.0 585 385 4
PRPCE1N-25,00{ 24.0 440 290 3 PRPCE1N-47,00{ 47.0 585 385 4
PRPCE1N-25,50| 24.5 440 290 3 PRPCE1N-48,00| 48.0 605 405 4
PRPCE1N-26,00| 26.0 440 290 3 PRPCE1N-49,00| 49.0 605 405 4
PRPCE1N-26,50| 26.5 440 290 3 PRPCE1N-50,00{ 50.0 605 405 4
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Punte elicoidali cono morse Extra Lunghe
Morse taper shank twist drills Extra Long
Spiralbohrer mit Morsekegelschaft iiberiang

DIN I RN ¢
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Applicazioni:

grafite.

Application:

- Designed for drilling deep holes or deeply located holes:
- Drilling into steel, cast steel alloyed and non-alloyed, grey castiron malleable castiron,

- Studiata per forature profonde o per forature difficili da raggiungere, per forare accia-
io, fusioni di acciaio legato e non, ghisa grigia, ghisa malleabile, ghisa temprata e

Spheriodal graphite castiron, sintered iron, aluminium and aluminium alloys.

Verwendung: - Standardbohrer zum bohren extreme tiefer Locher.
- Zum bohren von Stahl und Stahlgu, GrauguB, Tempergul3, Spharogul, Sintereisen
und Graphite.
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Cono
morse

Morse
Taper

Codice N. gdq | ¢4 ¢2 | N.Cono morse Codice N. @dq | (1 {2 | N.Cono morse
Nr. Code mm mm mm |Morse Taper No. Nr. Code mm mm mm |Morse Taper No.
PRPCE2N-13,00/ 13.0 395 260 1 PRPCE2N-27,00, 27.0 580 3856 3
PRPCE2N-13,50| 13.5 410 275 1 PRPCE2N-27,50| 27.5 580 385 3
PRPCE2N-14,00) 14.0 410 275 1 PRPCE2N-28,00, 28.0 580 385 3
PRPCE2N-14,50| 14.5 425 275 2 PRPCE2N-28,50| 28.5 580 385 3
PRPCE2N-15,00/ 15.0 425 275 2 PRPCE2N-29,00/ 29.0 580 385 3
PRPCE2N-15,50| 15.5 445 295 2 PRPCE2N-29,50| 29.5 580 385 3
PRPCE2N-16,00/ 16.0 445 295 2 PRPCE2N-30,00, 30.0 580 385 3
PRPCE2N-16,50| 16.5 445 295 2 PRPCE2N-31,00/ 31.0 610 410 3
PRPCE2N-17,00/ 17.0 445 295 2 PRPCE2N-32,00, 32.0 635 410 4
PRPCE2N-17,50| 17.5 465 310 2 PRPCE2N-33,00/ 33.0 635 410 4
PRPCE2N-18,00/ 18.0 465 310 2 PRPCE2N-34,00, 34.0 665 430 4
PRPCE2N-18,50| 18.5 465 310 2 PRPCE2N-35,00| 35.0 665 430 4
PRPCE2N-19,00/ 19.0 465 310 2 PRPCE2N-36,00, 36.0 665 430 4
PRPCE2N-19,50| 19.5 490 325 2 PRPCE2N-37,00/ 37.0 665 430 4
PRPCE2N-20,00/ 20.0 490 325 2 PRPCE2N-38,00/ 38.0 695 460 4
PRPCE2N-20,50| 20.5 490 325 2 PRPCE2N-39,00, 39.0 695 460 4
PRPCE2N-21,00/ 21.0 490 325 2 PRPCE2N-40,00/ 40.0 695 460 4
PRPCE2N-21,50| 21.5 515 345 2 PRPCE2N-41,00| 41.0 695 460 4
PRPCE2N-22,00) 22.0 515 345 2 PRPCE2N-42,00, 42.0 695 460 4
PRPCE2N-22,50| 22.5 515 345 2 PRPCE2N-43,00| 43.0 735 490 4
PRPCE2N-23,00/ 23.0 515 345 2 PRPCE2N-44,00| 44.0 735 490 4
PRPCE2N-23,50| 23.5 535 345 3 PRPCE2N-45,00| 45.0 735 490 4
PRPCE2N-24,00, 24.0 555 365 3 PRPCE2N-46,00, 46.0 735 490 4
PRPCE2N-24,50| 24.5 555 365 3 PRPCE2N-47,00, 47.0 735 490 4
PRPCE2N-25,00) 25.0 555 365 3 PRPCE2N-48,00/ 48.0 765 510 4
PRPCE2N-25,50| 25.5 555 365 3 PRPCE2N-49,00| 49.0 765 510 4
PRPCE2N-26,00, 26.0 555 365 3 PRPCE2N-50,00| 50.0 765 510 4
PRPCE2N-26,50| 26.5 555 365 3




Punte elicoidali cono morse per fori profondi Extra Lunghe
Morse taper shank twist drills for deep hole Extra Long
Spiralbohrer fiir tiefloch mit Zylinderschaft Uberlang

/)

0 GH100
Elica per fori profondi - Worm pattern drills

Applicazioni: - Studiata per forature profonde o per forature difficili da raggiungere, per forare acciaio
legato e non, ghisa grigia, ghisa malleabile, ghisa temprata, leghe di alluminio, leghe di
magnesio, bronzo e ottone.

- Designed for drilling deep holes or deeply located holes.

- Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys.
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Application:
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Taper
No

Verwendung: - Standardbohrer zum bohren extreme tiefer Locher.
- Zum bohren von legiertem und unlegirtem Stahl, GrauguB8, Tempergul3, SpharoguR,
DruckguR, Alu-Legierugen kurzspanend, Bronze, Messing zdh, Neusilber.

Codice N.
Nr. Code

gdy| ¢4
mm mm

CodiceN. | @dq | ¢, l2

mm 11111] 11111]

N. Cono morse
Morse Taper No.

Nr. Code

02

mm

N. Cono morse
Morse Taper No.

PRPCE1G-13,00| 13.0 310 205 1 PRPCE1G-22,00| 22.0 405 270 2
PRPCE1G-13,50| 13.5 325 220 1 PRPCE1G-22,50| 22.5 405 270 2
PRPCE1G-14,00| 14.0 325 220 1 PRPCE1G-23,00| 23.0 405 270 2
PRPCE1G-14,50| 14.5 340 220 2 PRPCE1G-23,50| 23.5 425 270 3
PRPCE1G-15,00| 15.0 340 220 2 PRPCE1G-24,00| 24.0 440 290 3
PRPCE1G-15,50| 15.5 355 230 2 PRPCE1G-24,50| 24.5 440 290 3
PRPCE1G-16,00| 16.0 355 230 2 PRPCE1G-25,00| 25.0 440 290 3
PRPCE1G-16,50| 16.5 355 230 2 PRPCE1G-25,50| 25.5 440 290 3
PRPCE1G-17,00| 17.0 355 230 2 PRPCE1G-26,00| 26.0 440 290 3
PRPCE1G-17,50| 17.5 370 245 2 PRPCE1G-26,50| 26.5 440 290 3
PRPCE1G-18,00| 18.0 370 245 2 PRPCE1G-27,00| 27.0 460 305 3
PRPCE1G-18,50| 18.5 370 245 2 PRPCE1G-27,50| 27.5 460 305 3
PRPCE1G-19,00| 19.0 370 245 2 PRPCE1G-28,00| 28.0 460 305 3
PRPCE1G-19,50| 19.5 385 260 2 PRPCE1G-28,50| 28.5 460 305 3
PRPCE1G-20,00| 20.0 385 260 2 PRPCE1G-29,00| 29.0 460 305 3
PRPCE1G-20,50| 20.5 385 260 2 PRPCE1G-29,50| 29.5 460 305 3
PRPCE1G-21,00| 21.0 385 260 2 PRPCE1G-30,00| 30.0 460 305 3
PRPCE1G-21,50| 21.5 405 270 2 PRPCE1G-31,00| 31.0 480 320 3

35




36

Punte elicoidali cono morse per fori profondi Extra Lunghe
Morse taper shank twist drills for deep hole Extra Long
Spiralbohrer fiir tiefloch mit Zylinderschaft Uberiang

¢

0 GH100
Elica per fori profondi - Worm pattern drills

%

Applicazioni: - Studiata per forature profonde o per forature difficili da raggiungere, per forare acciaio
legato e non, ghisa grigia, ghisa malleabile, ghisa temprata, leghe di alluminio, leghe di
magnesio, bronzo e ottone.

Application: - Designed for drilling deep holes or deeply located holes.

- Drilling deep holes in non alloy steels, alloy steels, grey cast iron, malleable cast iron,
Special aluminium or magnesium alloys.
Verwendung: - Standardbohrer zum bohren extreme tiefer Locher.
- Zum bohren von legiertem und unlegirtem Stahl, Graugul3, Temperguf3, SpharoguR,
Druckgul3, Alu-Legierugen kurzspanend, Bronze, Messing zah, Neusilber.

Gdq | ¢4

mm mm

Gdq | ¢1 L2

mm 11111] mm

Codice N.
Nr. Code

N. Cono morse
Morse Taper No.

Codice N.

Nr. Code

e~

3 d;

L2

A

Cono
morse

Morse
Taper
No.

2

mm

N. Cono morse

Morse Taper No.

PRPCE2G-13,00| 13.0 395 260 1 PRPCE2G-22,00| 22.0 515 345 2
PRPCE2G-13,50| 13.5 410 275 1 PRPCE2G-22,50| 22.5 515 345 2
PRPCE2G-14,00| 14.0 410 275 1 PRPCE2G-23,00| 23.0 515 345 2
PRPCE2G-14,50| 14.5 425 275 2 PRPCE2G-23,50| 23.5 535 345 3
PRPCE2G-15,00| 15.0 425 275 2 PRPCE2G-24,00| 24.0 555 365 3
PRPCE2G-15,50| 15.5 445 295 2 PRPCE2G-24,50| 24.5 555 365 3
PRPCE2G-16,00| 16.0 445 295 2 PRPCE2G-25,00| 25.0 565 365 3
PRPCE2G-16,50| 16.5 445 295 2 PRPCE2G-25,50| 25.5 565 365 3
PRPCE2G-17,00| 17.0 445 295 2 PRPCE2G-26,00| 26.0 555 365 3
PRPCE2G-17,50| 17.5 465 310 2 PRPCE2G-26,50| 26.5 555 365 3
PRPCE2G-18,00| 18.0 465 310 2 PRPCE2G-27,00| 27.0 580 385 3
PRPCE2G-18,50| 18.5 465 310 2 PRPCE2G-27,50| 27.5 580 385 3
PRPCE2G-19,00| 19.0 465 310 2 PRPCE2G-28,00| 28.0 580 385 3
PRPCE2G-19,50| 19.5 490 325 2 PRPCE2G-28,50| 28.5 580 385 3
PRPCE2G-20,00| 20.0 490 325 2 PRPCE2G-29,00| 29.0 580 385 3
PRPCE2G-20,50| 20.5 490 325 2 PRPCE2G-29,50| 29.5 580 385 3
PRPCE2G-21,00| 21.0 490 325 2 PRPCE2G-30,00| 30.0 580 385 3
PRPCE2G-21,50| 21.5 515 345 2
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Punte elicoidali cilindriche SHP Extra corte
SHP twist drills swb
SHP Spiralbohrer mit Zylinderschatt extra kurz

V D V @ sotto 4 mm 4 mm e oltre
PREMIUM é D @ I,‘ % __ S_ |under 4 mm —|4mm & over
HSS-Co h7 hs P. 162 unter 4 mm 4 mm & iiber

Applicazioni: -  Studiata per precise forature su macchine CNC per forare materiali duri, acciaio legato
per utensili, inconel, nimonic, ghisa, leghe di alluminio

Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita, riduce le vibrazioni e le flessioni.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application:- Designed for accurate drilling on NC/CNC machines.
- Drilling into hard and tough materials, alloyed tool steel, inconel, nimonic, cast iron, alumi-
nium die cast, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity, reducing vibration and deflection.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service

life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Fiir prazises bohren mit NC/CNC Maschinen, geeignet zum bearbeiten von harten und
zdhen Werkstiicken, Lagierungen, Werkzeugstahl, Nimonic, Iconel, Gusseisen, Aluminium-
Guss usw.
Vorteile: - Durk Kreuzanschlift gute Spanentfernung, reduzierter Druck, verbesserte Genauigkeit,

selbstzentriert, extra kurze Ausfiihrung, verbesserte Stabilitdt, weniger Vibrationen und
Abweichugen, Premium Kobalt HSS mit hochwertiger Futura-Beschichtung, hohere
Geschwindigkeit und Vorschub, langere Standzeit, verbesserte Oberflichengiite und

ﬂ @ d,

o

’.7

€2

-

ln

d,=d,

Produktivitat.
Codice N. 9 dq l1 2 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm
PRPECH-02,00 2.0 44 12 PRPECH-03,20 3.2 50 18
PRPECH-02,05 2.05 44 12 PRPECH-03,25 3.25 50 18
PRPECH-02,10 2.1 44 12 PRPECH-03,30 3.3 50 18
PRPECH-02,15 2.15 45 13 PRPECH-03,55 3.35 50 18
PRPECH-02,20 2.2 45 13 PRPECH-03,40 3.4 52 20
PRPECH-02,25 2.25 45 13 PRPECH-03,45 3.45 52 20
PRPECH-02,30 2.3 45 13 PRPECH-03,50 3.5 52 20
PRPECH-02,35 2.35 45 13 PRPECH-03,65 3.55 52 20
PRPECH-02,40 2.4 46 14 PRPECH-03,60 3.6 52 20
PRPECH-02,45 2.45 46 14 PRPECH-03,65 3.65 52 20
PRPECH-02,50 2.5 46 14 PRPECH-03,70 3.7 52 20
PRPECH-02,55 2.55 46 14 PRPECH-03,75 3.75 52 20
PRPECH-02,60 2.6 46 14 PRPECH-03,80 3.8 54 22
PRPECH-02,65 2.65 46 14 PRPECH-03,85 3.85 54 22
PRPECH-02,70 2.7 48 16 PRPECH-03,90 3.9 54 22
PRPECH-02,75 2.75 48 16 PRPECH-03,95 3.95 54 22
PRPECH-02,80 2.8 48 16 PRPECH-04,00 4.0 54 22
PRPECH-02,85 2.85 48 16 PRPECH-04,05 4.05 66 22
PRPECH-02,90 2.9 48 16 PRPECH-04,10 4.1 66 22
PRPECH-02,95 2.95 48 16 PRPECH-04,15 4.15 66 22
PRPECH-03,00 3.0 48 16 PRPECH-04,20 4.2 66 22
PRPECH-03,05 3.05 50 18 PRPECH-04,25 4.25 66 22
PRPECH-03,10 3.1 50 18 PRPECH-04,30 4.3 68 24
PRPECH-03,15 3.15 50 18 PRPECH-04,35 4.35 68 24
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Punte elicoidali cilindriche SHP Extra corte
SHP twist drills swb
SHP Spiralbohrer mit Zylinderschaft extra kurz

V D V @ sotto 4 mm 4 mm e oltre
PREMIUM é D @ I,‘ % __ S_ |under 4 mm —|4mm & over
HSS-Co h7 hs P. 162 unter 4 mm 4 mm & iiber

Applicazioni: -  Studiata per precise forature su macchine CNC per forare materiali duri, acciaio legato
per utensili, inconel, nimonic, ghisa, leghe di alluminio

Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita, riduce le vibrazioni e le flessioni.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application:- Designed for accurate drilling on NC/CNC machines.
- Drilling into hard and tough materials, alloyed tool steel, inconel, nimonic, cast iron, alumi-
nium die cast, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity, reducing vibration and deflection.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service

life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Fiir prazises bohren mit NC/CNC Maschinen, geeignet zum bearbeiten von harten und
zdhen Werkstiicken, Lagierungen, Werkzeugstahl, Nimonic, Iconel, Gusseisen, Aluminium-
Guss usw.
Vorteile: - Durk Kreuzanschlift gute Spanentfernung, reduzierter Druck, verbesserte Genauigkeit,

selbstzentriert, extra kurze Ausfiihrung, verbesserte Stabilitdt, weniger Vibrationen und
Abweichugen, Premium Kobalt HSS mit hochwertiger Futura-Beschichtung, hohere
Geschwindigkeit und Vorschub, ldngere Standzeit, verbesserte Oberflichengiite und

ﬂ @ d,

0w
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Produktivitat.
Codice N. 9 dq l1 2 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm

PRPECH-04,40 4.4 68 24 PRPECH-05,65 5.65 72 28
PRPECH-04,45 4.45 68 24 PRPECH-05,70 5.7 72 28
PRPECH-04,50 4.5 68 24 PRPECH-05,75 5.75 72 28
PRPECH-04,55 4.55 68 24 PRPECH-05,80 5.8 72 28
PRPECH-04,60 4.6 68 24 PRPECH-05,85 5.85 72 28
PRPECH-04,65 4.65 68 24 PRPECH-05,90 5.9 72 28
PRPECH-04,70 4.7 68 24 PRPECH-05,95 5.95 72 28
PRPECH-04,75 4.75 68 24 PRPECH-06,00 6.0 72 28
PRPECH-04,80 4.8 70 26 PRPECH-06,10 6.1 75 31
PRPECH-04,85 4.85 70 26 PRPECH-06,20 6.2 75 31
PRPECH-04,90 4.9 70 26 PRPECH-06,30 6.3 75 31
PRPECH-04,95 4.95 70 26 PRPECH-06,40 6.4 75 31
PRPECH-05,00 5.0 70 26 PRPECH-06,50 6.5 75 31
PRPECH-05,05 5.05 70 26 PRPECH-06,55 6.55 75 31
PRPECH-05,10 5.1 70 26 PRPECH-06,60 6.6 75 31
PRPECH-05,15 5.15 70 26 PRPECH-06,65 6.65 75 31
PRPECH-05,20 5.2 70 26 PRPECH-06,70 6.7 75 31
PRPECH-05,25 5.25 70 26 PRPECH-06,80 6.8 78 34
PRPECH-05,30 5.3 70 26 PRPECH-06,90 6.9 78 34
PRPECH-05,35 5.35 72 28 PRPECH-07,00 7.0 78 34
PRPECH-05,40 5.4 72 28 PRPECH-07,10 7.1 78 34
PRPECH-05,45 5.45 72 28 PRPECH-07,20 7.2 78 34
PRPECH-05,50 5.5 72 28 PRPECH-07,30 7.3 78 34
PRPECH-05,55 5.55 72 28 PRPECH-07,35 7.35 78 34
PRPECH-05,60 5.6 72 28
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Punte elicoidali cilindriche SHP Extra corte
SHP twist drills swb
SHP Spiralbohrer mit Zylinderschatt extra kurz

V D V @ sotto 4 mm 4 mm e oltre
PREMIUM é D @ I,‘ % __ S_ |under 4 mm —|4mm & over
HSS-Co h7 hs P. 162 unter 4 mm 4 mm & iiber

Applicazioni: -  Studiata per precise forature su macchine CNC per forare materiali duri, acciaio legato
per utensili, inconel, nimonic, ghisa, leghe di alluminio

Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita, riduce le vibrazioni e le flessioni.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application:- Designed for accurate drilling on NC/CNC machines.
- Drilling into hard and tough materials, alloyed tool steel, inconel, nimonic, cast iron, alumi-
nium die cast, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity, reducing vibration and deflection.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service

life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Fiir prazises bohren mit NC/CNC Maschinen, geeignet zum bearbeiten von harten und
zdhen Werkstiicken, Lagierungen, Werkzeugstahl, Nimonic, Iconel, Gusseisen, Aluminium-
Guss usw.
Vorteile: - Durk Kreuzanschlift gute Spanentfernung, reduzierter Druck, verbesserte Genauigkeit,

selbstzentriert, extra kurze Ausfiihrung, verbesserte Stabilitdt, weniger Vibrationen und
Abweichugen, Premium Kobalt HSS mit hochwertiger Futura-Beschichtung, hohere
Geschwindigkeit und Vorschub, langere Standzeit, verbesserte Oberflichengiite und

ﬂ @ d,
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Produktivitat.
Codice N. 9 dq l1 2 Codice N. 9 dq
Nr. Code mm mm mm Nr. Code mm
PRPECH-07,40 7.4 78 34 PRPECH-09,25 9.25 90 40
PRPECH-07,50 7.5 78 34 PRPECH-09,30 9.3 90 40
PRPECH-07,55 7.55 81 37 PRPECH-09,35 9.35 90 40
PRPECH-07,60 7.6 81 37 PRPECH-09,40 9.4 90 40
PRPECH-07,65 7.65 81 37 PRPECH-09,45 9.45 90 40
PRPECH-07,70 7.7 81 37 PRPECH-09,50 9.5 90 40
PRPECH-07,80 7.8 81 37 PRPECH-09,55 9.55 93 43
PRPECH-07,90 7.9 81 37 PRPECH-09,60 9.6 93 43
PRPECH-08,00 8.0 81 37 PRPECH-09,65 9.65 93 43
PRPECH-08,10 8.1 87 37 PRPECH-09,70 9.7 93 43
PRPECH-08,20 8.2 87 37 PRPECH-09,80 9.8 93 43
PRPECH-08,30 8.3 87 37 PRPECH-09,90 9.9 93 43
PRPECH-08,35 8.35 87 37 PRPECH-09,95 9.95 93 43
PRPECH-08,40 8.4 87 37 PRPECH-10,00 10.0 93 43
PRPECH-08,50 8.5 87 37 PRPECH-10,10 10.1 100 43
PRPECH-08,55 8.55 90 40 PRPECH-10,20 10.2 100 43
PRPECH-08,60 8.6 90 40 PRPECH-10,25 10.25 100 43
PRPECH-08,65 8.65 90 40 PRPECH-10,30 10.3 100 43
PRPECH-08,70 8.7 20 40 PRPECH-10,35 10.35 100 43
PRPECH-08,80 8.8 90 40 PRPECH-10,40 10.4 100 43
PRPECH-08,90 8.9 90 40 PRPECH-10,50 10.5 100 43
PRPECH-09,00 9.0 90 40 PRPECH-10,55 10.55 100 43
PRPECH-09,10 9.1 20 40 PRPECH-10,60 10.6 100 43
PRPECH-09,20 9.2 90 40 PRPECH-10,65 10.65 104 47
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Punte elicoidali cilindriche SHP Extra corte
SHP twist drills swb
SHP Spiralbohrer mit Zylinderschatt extra kurz

V D V @ sotto 4 mm 4 mm e oltre
PREMIUM é D @ I,‘ % __ S_ |under 4 mm —|4mm & over
HSS-Co h7 hs P. 162 unter 4 mm 4 mm & iiber

Applicazioni: -  Studiata per precise forature su macchine CNC per forare materiali duri, acciaio legato
per utensili, inconel, nimonic, ghisa, leghe di alluminio

Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita, riduce le vibrazioni e le flessioni.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application:- Designed for accurate drilling on NC/CNC machines.
- Drilling into hard and tough materials, alloyed tool steel, inconel, nimonic, cast iron, alumi-
nium die cast, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity, reducing vibration and deflection.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service

life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Fiir prazises bohren mit NC/CNC Maschinen, geeignet zum bearbeiten von harten und
zdhen Werkstiicken, Lagierungen, Werkzeugstahl, Nimonic, Iconel, Gusseisen, Aluminium-
Guss usw.
Vorteile: - Durk Kreuzanschlift gute Spanentfernung, reduzierter Druck, verbesserte Genauigkeit,

selbstzentriert, extra kurze Ausfiihrung, verbesserte Stabilitdt, weniger Vibrationen und
Abweichugen, Premium Kobalt HSS mit hochwertiger Futura-Beschichtung, hohere
Geschwindigkeit und Vorschub, langere Standzeit, verbesserte Oberflichengiite und
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Produktivitat.

Codice N. 9 dq l1 2 Codice N. g dq

Nr. Code mm mm mm Nr. Code mm
PRPECH-10,70 10.7 104 47 PRPECH-11,70 11.7 104 47
PRPECH-10,80 10.8 104 47 PRPECH-11,80 11.8 104 47
PRPECH-10,90 10.9 104 47 PRPECH-11,90 11.9 108 51
PRPECH-10,95 10.95 104 47 PRPECH-12,00 12.0 108 51
PRPECH-11,00 11.0 104 47 PRPECH-12,10 12.1 108 51
PRPECH-11,10 11.1 104 47 PRPECH-12,20 12.2 108 51
PRPECH-11,20 11.2 104 47 PRPECH-12,30 12.3 108 51
PRPECH-11,25 11.25 104 47 PRPECH-12,40 12.4 108 51
PRPECH-11,30 11.3 104 47 PRPECH-12,50 12.5 108 51
PRPECH-11,35 11.35 104 47 PRPECH-12,60 12.6 108 51
PRPECH-11,40 11.4 104 47 PRPECH-12,70 12.7 108 51
PRPECH-11,50 11.5 104 47 PRPECH-12,80 12.8 108 51
PRPECH-11,55 11.55 104 47 PRPECH-12,90 12.9 108 51
PRPECH-11,60 11.6 104 47 PRPECH-13,00 13.0 108 51




Punte elicoidali cilindriche SHP corte

SHP twist drills stub

SHP Spiralbohrer mit Zylinderschaft kur:
HINSSSE)NES NS

finoa13mm oltre 13 mm
up to 13mm over 13mm
bis 13mm  iiber 13 mm

Applicazioni: -  Studiata per forature ad alta velocita senza step per 4D~5D.
- Per forare acciaio legato, acciaio da utensili, ghisa, alluminio, ecc..
Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- I nocciolo rinforzato incrementa la rigidita ed & adatta per forature 4D~5D.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for high speed non-step 4D~5D drilling.
- Drilling in mild steel, castiron, aluminium, alloyed tool steel, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity and suitable for 4D~5D drilling.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service
life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Zum Hochgeschwindigkeitsbohren 4D~-5D Bohrtiefe geeignet zum bearbeiten von Stahl,
Gusseisen, Aluminium, Lagierungen, Werkzeugstahl, usw.
Vorteile: - Gute Spanentfernung selbstzentriert, geringere Abweichungen und verbesserte
Genauigkeit, kurze Ausfiihrung, verbesserte Stabilitdt, Zum Bearbeiten von Premium Kobalt
HSS mit hochwertiger Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, lange-
re Standzeit, Verbesserte Oberflachengiite und Produktivitat.
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Codice N. 9 dq l1 2 Codice N. 9 dq
Nr. Code mm mm mm Nr. Code mm
PRPCH-02,00 2.0 56 24 PRPCH-03,25 3.25 68 36
PRPCH-02,05 2.05 56 24 PRPCH-03,30 3.3 68 36
PRPCH-02,10 2.1 56 24 PRPCH-03,35 3.35 68 36
PRPCH-02,15 2.15 59 27 PRPCH-03,40 3.4 71 39
PRPCH-02,20 2.2 59 27 PRPCH-03,45 3.45 71 39
PRPCH-02,25 2.25 59 27 PRPCH-03,50 3.5 71 39
PRPCH-02,30 2.3 59 27 PRPCH-03,55 3.55 71 39
PRPCH-02,35 2.35 59 27 PRPCH-03,60 3.6 71 39
PRPCH-02,40 2.4 62 30 PRPCH-03,65 3.65 71 39
PRPCH-02,45 2.45 62 30 PRPCH-03,70 3.7 71 39
PRPCH-02,50 2.5 62 30 PRPCH-03,75 3.75 71 39
PRPCH-02,55 2.55 62 30 PRPCH-03,80 3.8 75 43
PRPCH-02,60 2.6 62 30 PRPCH-03,85 3.85 75 43
PRPCH-02,65 2.65 62 30 PRPCH-03,90 3.9 75 43
PRPCH-02,70 2.7 65 33 PRPCH-03,95 3.95 75 43
PRPCH-02,75 2.75 65 33 PRPCH-04,00 4.0 75 43
PRPCH-02,80 2.8 65 33 PRPCH-04,05 4.05 87 43
PRPCH-02,85 2.85 65 33 PRPCH-04,10 4.1 87 43
PRPCH-02,90 2.9 65 33 PRPCH-04,15 4.15 87 43
PRPCH-02,95 2.95 65 33 PRPCH-04,20 4.2 87 43
PRPCH-03,00 3.0 65 33 PRPCH-04,25 4.25 87 43
PRPCH-03,05 3.05 68 36 PRPCH-04,30 4.3 91 47
PRPCH-03,10 3.1 68 36 PRPCH-04,35 4.35 91 47
PRPCH-03,15 3.15 68 36 PRPCH-04,40 4.4 91 47
PRPCH-03,20 3.2 68 36 _PRPCH-04 45 4.45 91 47
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Punte elicoidali cilindriche SHP corte

SHP twist drills swb

SHP Spiralbohrer mit Zylinderschaft kur-
RSSO0 I8 -

finoa13mm oltre 13 mm
up to 13mm over 13mm
bis 13mm  iiber 13 mm

(-3

Applicazioni: -  Studiata per forature ad alta velocita senza step per 4D~5D.
- Per forare acciaio legato, acciaio da utensili, ghisa, alluminio, ecc..
Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita ed & adatta per forature 4D~5D.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for high speed non-step 4D~5D drilling.
- Drilling in mild steel, castiron, aluminium, alloyed tool steel, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity and suitable for 4D~5D drilling.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service
life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Zum Hochgeschwindigkeitsbohren 4D~5D Bohrtiefe geeignet zum bearbeiten von Stahl,
Gusseisen, Aluminium, Lagierungen, Werkzeugstahl, usw.
Vorteile: - Gute Spanentfernung selbstzentriert, geringere Abweichungen und verbesserte
Genauigkeit, kurze Ausfiihrung, verbesserte Stabilitdt, Zum Bearbeiten von Premium Kobalt
HSS mit hochwertiger Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, lange-
re Standzeit, Verbesserte Oberflachengiite und Produktivitat.
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Codice N. 9 dq l1 2 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm
PRPCH-04,50 4.5 91 47 PRPCH-05,75 5.75 101 57
PRPCH-04,55 4.55 91 47 PRPCH-05,80 5.8 101 57
PRPCH-04,60 4.6 91 47 PRPCH-05,85 5.85 101 57
PRPCH-04,65 4.65 91 47 PRPCH-05,90 5.9 101 57
PRPCH-04,70 4.7 91 47 PRPCH-05,95 5.95 101 57
PRPCH-04,75 4.75 91 47 PRPCH-06,00 6.0 101 57
PRPCH-04,80 4.8 96 52 PRPCH-06,05 6.05 107 63
PRPCH-04,85 4.85 96 52 PRPCH-06,10 6.1 107 63
PRPCH-04,90 4.9 96 52 PRPCH-06,15 6.15 107 63
PRPCH-04,95 4.95 96 52 PRPCH-06,20 6.2 107 63
PRPCH-05,00 5.0 96 52 PRPCH-06,25 6.25 107 63
PRPCH-05,05 5.05 96 52 PRPCH-06,30 6.3 107 63
PRPCH-05,10 5.1 96 52 PRPCH-06,35 6.35 107 63
PRPCH-05,15 5.15 96 52 PRPCH-06,40 6.4 107 63
PRPCH-05,20 5.2 96 52 PRPCH-06,45 6.45 107 63
PRPCH-05,25 5.25 96 52 PRPCH-06,50 6.5 107 63
PRPCH-05,30 5.3 96 52 PRPCH-06,55 6.55 107 63
PRPCH-05,35 5.35 101 57 PRPCH-06,60 6.6 107 63
PRPCH-05,40 5.4 101 57 PRPCH-06,65 6.65 107 63
PRPCH-05,45 5.45 101 57 PRPCH-06,70 6.7 107 63
PRPCH-05,50 5.5 101 57 PRPCH-06,75 6.75 113 69
PRPCH-05,55 5.55 101 57 PRPCH-06,80 6.8 113 69
PRPCH-05,60 5.6 101 57 PRPCH-06,85 6.85 113 69
PRPCH-06,65 5.65 101 57 PRPCH-06,90 6.9 113 69
_PRPCH-05,70 5.7 101 57 _PRPCH-06,95 6.95 113 69
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Punte elicoidali cilindriche SHP corte

SHP twist drills stb

SHP Spiralbohrer mit Zylinderschaft kur-
RSSO0 I8

finoa13mm oltre 13 mm
up to 13mm over 13mm
bis 13mm  iiber 13 mm

(-3

Applicazioni: -  Studiata per forature ad alta velocita senza step per 4D~5D.
- Per forare acciaio legato, acciaio da utensili, ghisa, alluminio, ecc..
Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita ed & adatta per forature 4D~5D.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for high speed non-step 4D~5D drilling.
- Drilling in mild steel, castiron, aluminium, alloyed tool steel, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity and suitable for 4D~5D drilling.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service
life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Zum Hochgeschwindigkeitsbohren 4D~-5D Bohrtiefe geeignet zum bearbeiten von Stahl,
Gusseisen, Aluminium, Lagierungen, Werkzeugstahl, usw.
Vorteile: - Gute Spanentfernung selbstzentriert, geringere Abweichungen und verbesserte
Genauigkeit, kurze Ausfiihrung, verbesserte Stabilitdt, Zum Bearbeiten von Premium Kobalt
HSS mit hochwertiger Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, lange-
re Standzeit, Verbesserte Oberflachengiite und Produktivitat.
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Codice N. 9 dq l1 2 Codice N. 9 dq
Nr. Code mm mm mm Nr. Code mm
PRPCH-07,00 7.0 113 69 PRPCH-08,25 8.25 125 75
PRPCH-07,05 7.05 113 69 PRPCH-08,30 8.3 125 75
PRPCH-07,10 7.1 113 69 PRPCH-08,35 8.35 125 75
PRPCH-07,15 7.15 113 69 PRPCH-08,40 8.4 125 75
PRPCH-07,20 7.2 113 69 PRPCH-08,45 8.45 125 75
PRPCH-07,25 7.25 113 69 PRPCH-08,50 8.5 125 75
PRPCH-07,30 7.3 113 69 PRPCH-08,55 8.55 131 81
PRPCH-07,35 7.35 113 69 PRPCH-08,60 8.6 131 81
PRPCH-07,40 7.4 113 69 PRPCH-08,65 8.65 131 81
PRPCH-07,45 7.45 113 69 PRPCH-08,70 8.7 131 81
PRPCH-07,50 7.5 113 69 PRPCH-08,75 8.75 131 81
PRPCH-07,55 7.55 119 75 PRPCH-08,80 8.8 131 81
PRPCH-07,60 7.6 119 75 PRPCH-08,85 8.85 131 81
PRPCH-07,65 7.65 119 75 PRPCH-08,90 8.9 131 81
PRPCH-07,70 7.7 119 75 PRPCH-08,95 8.95 131 81
PRPCH-07,75 7.75 119 75 PRPCH-09,00 9.0 131 81
PRPCH-07,80 7.8 119 75 PRPCH-09,05 9.05 131 81
PRPCH-07,85 7.85 119 75 PRPCH-09,10 9.1 131 81
PRPCH-07,90 7.9 119 75 PRPCH-09,15 9.15 131 81
PRPCH-07,95 7.95 119 75 PRPCH-09,20 9.2 131 81
PRPCH-08,00 8.0 119 75 PRPCH-09,25 9.25 131 81
PRPCH-08,05 8.05 125 75 PRPCH-09,30 9.3 131 81
PRPCH-08,10 8.1 125 75 PRPCH-09,35 9.35 131 81
PRPCH-08,15 8.15 125 75 PRPCH-09,40 9.4 131 81
PRPCH-08,20 8.2 125 75 _PRPCH-09,45 9.45 131 81
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Punte elicoidali cilindriche SHP corte

SHP twist drills swb

SHP Spiralbohrer mit Zylinderschaft kur:
DINSSSE0)E S NS

finoa13mm oltre 13 mm
up to 13mm over 13mm
bis 13mm  iiber 13 mm

Applicazioni: -  Studiata per forature ad alta velocita senza step per 4D~5D.
- Per forare acciaio legato, acciaio da utensili, ghisa, alluminio, ecc..
Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- Il nocciolo rinforzato incrementa la rigidita ed & adatta per forature 4D~5D.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for high speed non-step 4D~5D drilling.
- Drilling in mild steel, castiron, aluminium, alloyed tool steel, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity and suitable for 4D~5D drilling.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service
life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Zum Hochgeschwindigkeitsbohren 4D~-5D Bohrtiefe geeignet zum bearbeiten von Stahl,
Gusseisen, Aluminium, Lagierungen, Werkzeugstahl, usw.
Vorteile: - Gute Spanentfernung selbstzentriert, geringere Abweichungen und verbesserte
Genauigkeit, kurze Ausfiihrung, verbesserte Stabilitdt, Zum Bearbeiten von Premium Kobalt
HSS mit hochwertiger Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, lange-
re Standzeit, Verbesserte Oberflachengiite und Produktivitat.
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Codice N. 9 dq l1 02 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm
PRPCH-09,50 9.5 131 81 PRPCH-10,75 10.75 151 94
PRPCH-09,55 9.55 137 87 PRPCH-10,80 10.8 151 94
PRPCH-09,60 9.6 137 87 PRPCH-10,85 10.85 151 94
PRPCH-09,65 9.65 137 87 PRPCH-10,90 10.9 151 94
PRPCH-09,70 9.7 137 87 PRPCH-10,95 10.95 151 94
PRPCH-09,75 9.75 137 87 PRPCH-11,00 11.0 151 94
PRPCH-09,80 9.8 137 87 PRPCH-11,05 11.05 151 94
PRPCH-09,85 9.85 137 87 PRPCH-11,10 11.1 151 94
PRPCH-09,90 9.90 137 87 PRPCH-11,15 11.15 151 94
PRPCH-09,95 9.95 137 87 PRPCH-11,20 11.2 151 94
PRPCH-10,00 10.0 137 87 PRPCH-11,25 11.25 151 94
PRPCH-10,05 10.05 144 87 PRPCH-11,30 11.3 151 94
PRPCH-10,10 10.1 144 87 PRPCH-11,35 11.35 151 94
PRPCH-10,15 10.15 144 87 PRPCH-11,40 11.4 151 94
PRPCH-10,20 10.2 144 87 PRPCH-11,45 11.45 151 94
PRPCH-10,25 10.25 144 87 PRPCH-11,50 11.5 151 94
PRPCH-10,30 10.3 144 87 PRPCH-11,55 11.55 151 94
PRPCH-10,35 10.35 144 87 PRPCH-11,60 11.6 151 94
PRPCH-10,40 10.4 144 87 PRPCH-11,65 11.65 151 94
PRPCH-10,45 10.45 144 87 PRPCH-11,70 11.7 151 94
PRPCH-10,50 10.5 144 87 PRPCH-11,75 11.75 151 94
PRPCH-10,55 10.55 144 87 PRPCH-11,80 11.8 151 94
PRPCH-10,60 10.6 144 87 PRPCH-11,85 11.85 158 101
PRPCH-10,65 10.65 151 94 PRPCH-11,90 11.9 158 101
_PRPCH-10,70 10.7 151 94 _PRPCH-11,95 11.95 158 101
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Punte elicoidali cilindriche SHP corte

SHP twist drills stb

SHP Spiralbohrer mit Zylinderschaft kur-
RSSO0 I8

finoa13mm oltre 13 mm
up to 13mm over 13mm
bis 13mm  iiber 13 mm

(-3

Applicazioni: -  Studiata per forature ad alta velocita senza step per 4D~5D.
- Per forare acciaio legato, acciaio da utensili, ghisa, alluminio, ecc..
Vantaggi: - Elica con un’ottima evacuazione del truciolo, autocentrante, riduce lo sforzo e incrementa
la durata.

- I nocciolo rinforzato incrementa la rigidita ed & adatta per forature 4D~5D.
- L'acciaio premium HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for high speed non-step 4D~5D drilling.
- Drilling in mild steel, castiron, aluminium, alloyed tool steel, etc.
Advantage: - Helical thinning - good chip removal, self-centering, reducing thrust and improving accura-
cy.
- Reinforced web and stub length - increasing rigidity and suitable for 4D~5D drilling.
- Premium Cobalt HSS with superior Futura coating - higher speed and feed, longer service
life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: -  Zum Hochgeschwindigkeitsbohren 4D~-5D Bohrtiefe geeignet zum bearbeiten von Stahl,
Gusseisen, Aluminium, Lagierungen, Werkzeugstahl, usw.
Vorteile: - Gute Spanentfernung selbstzentriert, geringere Abweichungen und verbesserte
Genauigkeit, kurze Ausfiihrung, verbesserte Stabilitdt, Zum Bearbeiten von Premium Kobalt
HSS mit hochwertiger Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, lange-
re Standzeit, Verbesserte Oberflachengiite und Produktivitat.

Codice N. 9 dq l1 2 Codice N. g dq

Nr. Code mm mm mm Nr. Code mm
PRPCH-12,00 12.0 158 101 PRPCH-15,00 15.0 161 95
PRPCH-12,10 12.1 158 101 PRPCH-15,50 15.5 166 100
PRPCH-12,20 12.2 158 101 PRPCH-15,60 15.6 166 100
PRPCH-12,30 12.3 158 101 PRPCH-16,00 16.0 166 100
PRPCH-12,40 12.4 158 101 PRPCH-16,50 16.5 172 106
PRPCH-12,50 12.5 158 101 PRPCH-17,00 17.0 172 106
PRPCH-12,60 12.6 158 101 PRPCH-17,50 17.5 178 112
PRPCH-12,70 12.7 158 101 PRPCH-17,60 17.6 178 112
PRPCH-12,80 12.8 158 101 PRPCH-18,00 18.0 178 112
PRPCH-12,90 12.9 158 101 PRPCH-18,50 18.5 184 118
PRPCH-13,00 13.0 158 101 PRPCH-19,00 19.0 194 118
PRPCH-13,50 13.5 150 90 PRPCH-19,50 19.5 201 125
PRPCH-14,00 14.0 150 90 PRPCH-19,60 19.6 201 125
PRPCH-14,10 14.1 155 95 PRPCH-20,00 20.0 201 125
PRPCH-14,50 14.5 155 95
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Punte elicoidali cilindriche SHP-Inox Extra Corte
SHP-Inox twist drills stub
SHP-Inox Spiralbohrer mit Zylinderschaft Extra Kurz

<

finoadmm  oltre 4 mm
up to 4 mm over 4 mm

bis 4 mm iber 4 mm
Applicazioni: -  Studiata per forature su acciaio Inox, alluminio, leghe di alluminio, alluminio presso-
fuso, rame, leghe di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio, permettono di incrementare la produzione

e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for drilling in stainless steels, aluminium, aluminium alloy, aluminium die
cast, copper, copper alloy, etc.
Advantage: - Heigh helix-sharp cutting edges to avoid built-up and to be suitable for high performance
drilling.
- Wide flute and stub length - increasing chip removal and reducing vibration and deflec-
tion.
- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.
- High quality-good surface finishes, high productivity and weeding second operation.

Anwendung: - Geeignet zum bearbeiten von Edelstahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Lagierungen usw.
Vorteile: - Durch hohen Helix wird Spanstau vermieden, geeignet Zum Hochleistungsbohren,

durch die breiten Schneiden und die kurze Ausfiirung wird die Spanentfernung eréht
und Vibrationen und StoB reduziert. Hoch Vanadium HSS-EX-Material mit Futura-
Beschichtung, hohere Geschwindigkeit und Vorschub, langere Standzeit, Verbesserte
Oberflachengiite und Produktivitat.
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per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE

Codice N. 9 dq l1 2 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm
PRPECHS-02,00 2.0 44 12 PRPECHS-04,40 4.4 68 24
PRPECHS-02,10 2.1 44 12 PRPECHS-04,50 45 68 24
PRPECHS-02,20 2.2 45 13 PRPECHS-04,60 4.6 68 24
PRPECHS-02,30 2.3 45 13 PRPECHS-04,70 4.7 68 24
PRPECHS-02,40 2.4 46 14 PRPECHS-04,80 4.8 70 26
PRPECHS-02,50 2.5 46 14 PRPECHS-04,90 4.9 70 26
PRPECHS-02,60 2.6 46 14 PRPECHS-05,00 5.0 70 26
PRPECHS-02,70 2.7 48 16 PRPECHS-05,10 5.1 70 26
PRPECHS-02,80 2.8 48 16 PRPECHS-05,20 5.2 70 26
PRPECHS-02,90 2.9 48 16 PRPECHS-05,30 5.3 70 26
PRPECHS-03,00 3.0 48 16 PRPECHS-05,40 5.4 72 28
PRPECHS-03,10 3.1 50 18 PRPECHS-05,50 5.5 72 28
PRPECHS-03,20 3.2 50 18 PRPECHS-05,60 5.6 72 28
PRPECHS-03,30 3.3 50 18 PRPECHS-05,70 5.7 72 28
PRPECHS-03,40 3.4 52 20 PRPECHS-05,80 5.8 72 28
PRPECHS-03,50 3.5 52 20 PRPECHS-05,90 5.9 72 28
PRPECHS-03,60 3.6 52 20 PRPECHS-06,00 6.0 72 28
PRPECHS-03,70 3.7 52 20 PRPECHS-06,10 6.1 75 31
PRPECHS-03,80 3.8 54 22 PRPECHS-06,20 6.2 75 31
PRPECHS-03,90 3.9 54 22 PRPECHS-06,30 6.3 75 31
PRPECHS-04,00 4.0 54 22 PRPECHS-06,40 6.4 75 31
PRPECHS-04,10 4.1 66 22 PRPECHS-06,50 6.5 75 31
PRPECHS-04,20 4.2 66 22 PRPECHS-06,60 6.6 75 31
PRPECHS-04,30 4.3 68 24 PRPECHS-06,70 6.7 75 31




Punte elicoidali cilindriche SHP-Inox Extra Corte
SHP-Inox twist drills Stub
SHP-Inox Spiralbohrer mit Zylinderschaft Extra Kurz

<

finoadmm  oltre 4 mm

up to 4 mm over 4 mm

bis 4 mm iber 4 mm
Applicazioni: -  Studiata per forature su acciaio Inox, alluminio, leghe di alluminio, alluminio presso-
fuso, rame, leghe di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio, permettono di incrementare la produzione

e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for drilling in stainless steels, aluminium, aluminium alloy, aluminium die
cast, copper, copper alloy, etc.
Advantage: - Heigh helix-sharp cutting edges to avoid built-up and to be suitable for high performance
drilling.
- Wide flute and stub length - increasing chip removal and reducing vibration and deflec-
tion.
- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.
- High quality-good surface finishes, high productivity and weeding second operation.

Anwendung: - Geeignet zum bearbeiten von Edelstahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Lagierungen usw.
Vorteile: - Durch hohen Helix wird Spanstau vermieden, geeignet Zum Hochleistungsbohren,

durch die breiten Schneiden und die kurze Ausfiirung wird die Spanentfernung eréht
und Vibrationen und StoB reduziert. Hoch Vanadium HSS-EX-Material mit Futura-
Beschichtung, hohere Geschwindigkeit und Vorschub, langere Standzeit, Verbesserte
Oberflachengiite und Produktivitat.
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per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE

Codice N. 9 dq l1 2 Codice N. 9 dq
Nr. Code mm mm mm Nr. Code mm
PRPECHS-06,80 6.8 78 34 PRPECHS-09,20 9.2 90 40
PRPECHS-06,90 6.9 78 34 PRPECHS-09,30 9.3 90 40
PRPECHS-07,00 7.0 78 34 PRPECHS-09,40 9.4 90 40
PRPECHS-07,10 7.1 78 34 PRPECHS-09,50 9.5 90 40
PRPECHS-07,20 7.2 78 34 PRPECHS-09,60 9.6 93 43
PRPECHS-07,30 7.3 78 34 PRPECHS-09,70 9.7 93 43
PRPECHS-07,40 7.4 78 34 PRPECHS-09,80 9.8 93 43
PRPECHS-07,50 7.5 78 34 PRPECHS-09,90 9.9 93 43
PRPECHS-07,60 7.6 81 37 PRPECHS-10,00 10.0 93 43
PRPECHS-07,70 7.7 81 37 PRPECHS-10,10 10.1 100 43
PRPECHS-07,80 7.8 81 37 PRPECHS-10,20 10.2 100 43
PRPECHS-07,90 7.9 81 37 PRPECHS-10,30 10.3 100 43
PRPECHS-08,00 8.0 81 37 PRPECHS-10,40 10.4 100 43
PRPECHS-08,10 8.1 87 37 PRPECHS-10,50 10.5 100 43
PRPECHS-08,20 8.2 87 37 PRPECHS-10,60 10.6 100 43
PRPECHS-08,30 8.3 87 37 PRPECHS-10,70 10.7 104 47
PRPECHS-08,40 8.4 87 37 PRPECHS-10,80 10.8 104 47
PRPECHS-08,50 8.5 87 37 PRPECHS-10,90 10.9 104 47
PRPECHS-08,60 8.6 90 40 PRPECHS-11,00 11.0 104 47
PRPECHS-08,70 8.7 90 40 PRPECHS-11,10 11.1 104 47
PRPECHS-08,80 8.8 90 40 PRPECHS-11,20 11.2 104 47
PRPECHS-08,90 8.9 90 40 PRPECHS-11,30 11.3 104 47
PRPECHS-09,00 9.0 90 40 PRPECHS-11,40 11.4 104 47
PRPECHS-09,10 9.1 90 40 PRPECHS-11,50 11.5 104 47
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Punte elicoidali cilindriche SHP-Inox Extra Corte
SHP-Inox twist drills Stub
SHP-Inox Spiralbohrer mit Zylinderschaft Extra Kurz

<

finoadmm  oltre 4 mm
up to 4 mm over 4 mm

bis 4 mm iber 4 mm
Applicazioni: -  Studiata per forature su acciaio Inox, alluminio, leghe di alluminio, alluminio presso-
fuso, rame, leghe di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio, permettono di incrementare la produzione

e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for drilling in stainless steels, aluminium, aluminium alloy, aluminium die
cast, copper, copper alloy, etc.
Advantage: - Heigh helix-sharp cutting edges to avoid built-up and to be suitable for high performance
drilling.
- Wide flute and stub length - increasing chip removal and reducing vibration and deflec-
tion.
- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.
- High quality-good surface finishes, high productivity and weeding second operation.

Anwendung: - Geeignet zum bearbeiten von Edelstahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Lagierungen usw.
Vorteile: - Durch hohen Helix wird Spanstau vermieden, geeignet Zum Hochleistungsbohren,

durch die breiten Schneiden und die kurze Ausfiirung wird die Spanentfernung eréht
und Vibrationen und StoB reduziert. Hoch Vanadium HSS-EX-Material mit Futura-
Beschichtung, hohere Geschwindigkeit und Vorschub, langere Standzeit, Verbesserte
Oberflachengiite und Produktivitat.

4.‘(3(11
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€
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per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE

Codice N. 9 dq l1 2 Codice N. g dq

Nr. Code mm mm mm Nr. Code mm
PRPECHS-11,60 11.6 104 47 PRPECHS-12,40 12.4 108 51
PRPECHS-11,70 11.7 104 47 PRPECHS-12,50 12.5 108 51
PRPECHS-11,80 11.8 104 47 PRPECHS-12,60 12.6 108 51
PRPECHS-11,90 11.9 108 51 PRPECHS-12,70 12.7 108 51
PRPECHS-12,00 12.0 108 51 PRPECHS-12,80 12.8 108 51
PRPECHS-12,10 12.1 108 51 PRPECHS-12,90 12.9 108 51
PRPECHS-12,20 12.2 108 51 PRPECHS-13,00 13.0 108 51
PRPECHS-12,30 12.3 108 51




Punte elicoidali cilindriche SHP-Inox corte
SHP-Inox twist drills Jobber

L2
SHP-Inox Spiralbohrer mit Zylinderschaft Kurz e
V V fino a4 mm oltre 4 mm
%upm“mm |Gber s
38° h7 h8 P.16 bis 4 mm tiber 4 mm
Applicazioni: -  Studiata per forare senza step per 4D-5D. Per forare acciaio Inox, alluminio, alluminio
legato, alluminio pressofuso, rame, lega di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio permettono di incrementare la produzione
e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza- 4 2 d ; d,=d,
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application: - Designed for 4D-5D drilling in stainless steels, mild steels, aluminium, aluminium per ACCIAI INOX
alloy, aluminium die cast, cooper, cooper alloy, etc. for STAINLESS STEELS
Advan : - Heigh helix-shar in voi ilt- n itable for high performan . -
dvantage dr?ll?ng.e sharp cutting edges to avoid built-up and to be suitable for high performance fiiir EDELSTAHLE

- Reinforced web and jobbers length-increasing rigidity and suitable for 4D~5D drilling.

- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.

- High quality-good surface finishes, high productivity and weeding second operation.

Anwendung: -  Fiir4D~5D Bohrtiefe, geeignetfiir Edelstahl, Stahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Legierungen usw.
Vorteile: - Helixwinkel, durch scharfe Hauptschneide wird Spanstau vermieden, geeignet zum

Hochleistungshohren, verstarkte Kerndicke, kurze Ausfiirung, Hoch Vanadium HSS-
EX-Material mit Futura-Beschichtung, hohere Geschwindigkeit und Vorschub, langere
Standzeit, Verbesserte Stabilitat, Oberflachengiite und Produktivitat.

Codice N. 9 dq 01 2 Codice N. 9 dq
Nr. Code mm mm mm Nr. Code mm
PRPCHS-02,00 2.0 56 24 PRPCHS-04,40 4.4 91 47
PRPCHS-02,10 2.1 56 24 PRPCHS-04,50 4.5 91 47
PRPCHS-02,20 2.2 59 27 PRPCHS-04,60 4.6 91 47
PRPCHS-02,30 2.3 59 27 PRPCHS-04,70 4.7 91 47
PRPCHS-02,40 2.4 62 30 PRPCHS-04,80 4.8 96 52
PRPCHS-02,50 2.5 62 30 PRPCHS-04,90 4.9 96 52
PRPCHS-02,60 2.6 62 30 PRPCHS-05,00 5.0 96 52
PRPCHS-02,70 2.7 65 33 PRPCHS-05,10 5.1 96 52
PRPCHS-02,80 2.8 65 33 PRPCHS-05,20 5.2 96 52
PRPCHS-02,90 2.9 65 33 PRPCHS-05,30 5.3 96 52
PRPCHS-03,00 3.0 65 33 PRPCHS-05,40 5.4 101 57
PRPCHS-03,10 3.1 68 36 PRPCHS-05,50 5.5 101 57
PRPCHS-03,20 3.2 68 36 PRPCHS-05,60 5.6 101 57
PRPCHS-03,30 3.3 68 36 PRPCHS-05,70 5.7 101 57
PRPCHS-03,40 3.4 71 39 PRPCHS-05,80 5.8 101 57
PRPCHS-03,50 35 71 39 PRPCHS-05,90 5.9 101 57
PRPCHS-03,60 3.6 71 39 PRPCHS-06,00 6.0 101 57
PRPCHS-03,70 3.7 71 39 PRPCHS-06,10 6.1 107 63
PRPCHS-03,80 3.8 75 43 PRPCHS-06,20 6.2 107 63
PRPCHS-03,90 3.9 75 43 PRPCHS-06,30 6.3 107 63
PRPCHS-04,00 4.0 75 43 PRPCHS-06,40 6.4 107 63
PRPCHS-04,10 4.1 87 43 PRPCHS-06,50 6.5 107 63
PRPCHS-04,20 4.2 87 43 PRPCHS-06,60 6.6 107 63
PRPCHS-04,30 4.3 91 47 PRPCHS-06,70 6.7 107 63




Punte elicoidali cilindriche SHP-Inox corte
SHP-Inox twist drills Jobber
SHP-Inox Spiralbohrer mit Zylinderschaft Kurz

— YO YA -
fino a 4 mm oltre 4 mm
@}W @ I,‘ I" % __ <_lupto 4 mm —|over 4 mm
38° h7 h8 P.16 bis 4 mm tiber 4 mm

Applicazioni:- Studiata per forare senza step per 4D~-5D. Per forare acciaio Inox, alluminio, alluminio
legato, alluminio pressofuso, rame, lega di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio permettono di incrementare la produzione
e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.
Application:- Designed for 4D~5D drilling in stainless steels, mild steels, aluminium, aluminium alloy, per ACCIAI INOX
aluminium die cast, cooper, cooper alloy, etc. for STAINLESS STEELS
Advantage: - Heigh helix-sharp cutting edges to avoid built-up and to be suitable for high performance fiir EDELSTAHLE
drilling.
- Reinforced web and jobbers length-increasing rigidity and suitable for 4D~5D drilling.
- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: - Fiir 4D~5D Bohrtiefe, geeignet fiir Edelstahl, Stahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Legierungen usw.
Vorteile: - Helixwinkel, durch scharfe Hauptschneide wird Spanstau vermieden, geeignet zum
Hochleistungshohren, verstdrkte Kerndicke, kurze Ausfiirung, Hoch Vanadium HSS-
EX-Material mit Futura-Beschichtung, héhere Geschwindigkeit und Vorschub, langere
Standzeit, Verbesserte Stabilitat, Oberflachengiite und Produktivitat.

L2
l1

Lﬁ d1=d2

Codice N. 9 dq l1 2 Codice N. g dq
Nr. Code mm mm mm Nr. Code mm
PRPCHS-06,80 6.8 113 69 PRPCHS-09,30 9.3 131 81
PRPCHS-06,90 6.9 113 69 PRPCHS-09,40 9.4 131 81
PRPCHS-07,00 7.0 113 69 PRPCHS-09,50 9.5 131 81
PRPCHS-07,10 7.1 113 69 PRPCHS-09,60 9.6 137 87
PRPCHS-07,20 7.2 113 69 PRPCHS-09,70 9.7 137 87
PRPCHS-07,30 7.3 113 69 PRPCHS-09,80 9.8 137 87
PRPCHS-07,40 7.4 113 69 PRPCHS-09,90 9.9 137 87
PRPCHS-07,50 75 113 69 PRPCHS-10,00 10.0 137 87
PRPCHS-07,60 7.6 119 75 PRPCHS-10,10 10.1 144 87
PRPCHS-07,70 7.7 119 75 PRPCHS-10,20 10.2 144 87
PRPCHS-07,80 7.8 119 75 PRPCHS-10,30 10.3 144 87
PRPCHS-07,90 7.9 119 75 PRPCHS-10,40 10.4 144 87
PRPCHS-08,00 8.0 119 75 PRPCHS-10,50 10.5 144 87
PRPCHS-08,10 8.1 125 75 PRPCHS-10,60 10.6 144 87
PRPCHS-08,20 8.2 125 75 PRPCHS-10,70 10.7 151 94
PRPCHS-08,30 8.3 125 75 PRPCHS-10,80 10.8 151 94
PRPCHS-08,40 8.4 125 75 PRPCHS-10,90 10.9 151 94
PRPCHS-08,50 8.5 125 75 PRPCHS-11,00 11.0 151 94
PRPCHS-08,60 8.6 131 81 PRPCHS-11,10 11.1 151 94
PRPCHS-08,70 8.7 131 81 PRPCHS-11,20 11.2 151 94
PRPCHS-08,80 8.8 131 81 PRPCHS-11,30 11.3 151 94
PRPCHS-08,90 8.9 131 81 PRPCHS-11,40 11.4 151 94
PRPCHS-09,00 9.0 131 81 PRPCHS-11,50 11.5 151 94
PRPCHS-09,10 9.1 131 81 PRPCHS-11,60 11.6 151 94
PRPCHS-09,20 9.2 131 81 _PRPCHS-11,70 11.7 151 94




Punte elicoidali cilindriche SHP-Inox corte
SHP-Inox twist drills Jobber
SHP-Inox Spiralbohrer mit Zylinderschaft Kurz

— YO YA -
fino a 4 mm oltre 4 mm
@}W @ I—‘ I" % __ <_lupto 4 mm —|over 4 mm
38° h7 h8 P.16 bis 4 mm tiber 4 mm

Applicazioni:- Studiata per forare senza step per 4D-5D. Per forare acciaio Inox, alluminio, alluminio
legato, alluminio pressofuso, rame, lega di rame, ecc..
Vantaggi: - L'elica molto ritorta e I'affilata spoglia di taglio permettono di incrementare la produzione
e di avere alte prestazioni.
- Il tagliente piatto e il corto tagliente permettono di incrementare la rimozione di truciolo,
di ridurre le vibrazioni e le flessioni.
- L'acciaio vanadio HSS-Co con il rivestimento Futura permette alte velocita e alti avanza-
menti, garantendo una lunga durata.
- L'alta produttivita e I'ottima finitura del foro evitano seconde operazioni.

Application:- Designed for 4D-~5D drilling in stainless steels, mild steels, aluminium, aluminium alloy, per ACCIAI INOX
aluminium die cast, cooper, cooper alloy, etc. for STAINLESS STEELS

Advantage: - Heigh helix-sharp cutting edges to avoid built-up and to be suitable for high performance fiir EDELSTAHLE
drilling.

- Reinforced web and jobbers length-increasing rigidity and suitable for 4D-~5D drilling.
- High vanadium HSS-EX material with superior Futura coating - higher speed and feed,
longer service life.
- High quality-good surface finishes, high productivity and weeding second operation.
Anwendung: - Fiir 4D~5D Bohrtiefe, geeignet fiir Edelstahl, Stahl, Aluminium, Aluminium-Legierungen,
Aluminium-Guss, Kupfer, Kupfer-Legierungen usw.
Vorteile: - Helixwinkel, durch scharfe Hauptschneide wird Spanstau vermieden, geeignet zum
Hochleistungshohren, verstdrkte Kerndicke, kurze Ausfiirung, Hoch Vanadium HSS-
EX-Material mit Futura-Beschichtung, héhere Geschwindigkeit und Vorschub, langere
Standzeit, Verbesserte Stabilitat, Oberflachengiite und Produktivitat.

Codice N. 9 dq l1 2 Codice N. 9 dq

Nr. Code mm mm mm Nr. Code mm
PRPCHS-11,80 11.8 151 94 PRPCHS-14,50 14.5 169 109
PRPCHS-11,90 11.9 158 101 PRPCHS-15,00 15.0 169 109
PRPCHS-12,00 12.0 158 101 PRPCHS-15,50 15.5 172 112
PRPCHS-12,10 12.1 158 101 PRPCHS-15,60 15.6 172 112
PRPCHS-12,20 12.2 158 101 PRPCHS-16,00 16.0 172 112
PRPCHS-12,30 12.3 158 101 PRPCHS-16,50 16.5 181 115
PRPCHS-12,40 12.4 158 101 PRPCHS-17,00 17.0 181 115
PRPCHS-12,50 12.5 158 101 PRPCHS-17,50 17.5 184 118
PRPCHS-12,60 12.6 158 101 PRPCHS-17,60 17.6 184 118
PRPCHS-12,70 12.7 158 101 PRPCHS-18,00 18.0 184 118
PRPCHS-12,80 12.8 158 101 PRPCHS-18,50 18.5 188 122
PRPCHS-12,90 12.9 158 101 PRPCHS-19,00 19.0 188 122
PRPCHS-13,00 13.0 158 101 PRPCHS-19,50 19.5 191 125
PRPCHS-13,50 13.5 166 106 PRPCHS-19,60 19.6 191 125
PRPCHS-14,00 14.0 166 106 PRPCHS-20,00 20.0 191 125

PRPCHS-14,10 14.1 169 109




STAR ML
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Punte PM-DRILL 3xD rivestite TIALN, Extra Corte
HSS-PM twist drills 3xD TIALN coating, Stub

HSS-PM Spiralbohrer 3xD TIALN Beschichtung, b
Extra Kurz

= &
LOSSVD)

Applicazioni: - Utilizzabili su diversi materiali compresi alluminio e acciai inossidabili cosi come acciai
al carbonio, acciai per stampi e acciai temprati (30~45HRC).

Application: - Usable in various materials including Aluminium, stainless Steel as well Carbonsteel,
Steel for Moulde and hardned Steel (30~45HRC).

Verwendung: - Verwendbar in verschiedenen Materialen Aluminium, Rostfreier Stahl, Carbon Stahl, —_—
Stahl fiir Formenbau und geharteter Stahl (30~45HRC). —»‘ @ dy L—

per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE

Codice N. 9 dq 01 02 9 dy Codice N. 9 dq 01 b2 gdy
Nr. Code mm mm mm mm Nr. Code mm mm mm mm
PRP3PM-01,00 1,0 6 38 3 PRP3PM-04,00 4,0 22 b4 4
PRP3PM-01,10 11 7 39 3 PRP3PM-04,10 4,1 22 66 6
PRP3PM-01,20 1,2 8 40 3 PRP3PM-04,20 4,2 22 66 6
PRP3PM-01,30 1,3 8 40 3 PRP3PM-04,30 4,3 24 68 6
PRP3PM-01,40 1,4 9 41 3 PRP3PM-04,40 4,4 24 68 6
PRP3PM-01,50 1,5 9 41 3 PRP3PM-04,50 4,5 24 68 6
PRP3PM-01,60 1,6 10 42 3 PRP3PM-04,60 4,6 24 68 6
PRP3PM-01,70 1,7 10 42 3 PRP3PM-04,70 4,7 24 68 6
PRP3PM-01,80 1,8 1 43 3 PRP3PM-04,80 4,8 26 70 6
PRP3PM-01,90 1,9 1 43 3 PRP3PM-04,90 4,9 26 70 6
PRP3PM-02,00 2,0 12 44 3 PRP3PM-05,00 5,0 26 70 6
PRP3PM-02,10 2,1 12 44 3 PRP3PM-05,10 5,1 26 70 6
PRP3PM-02,20 2,2 13 45 3 PRP3PM-05,20 5,2 26 70 6
PRP3PM-02,30 2,3 13 45 3 PRP3PM-05,30 5,3 26 70 6
PRP3PM-02,40 2,4 14 46 3 PRP3PM-05,40 5,4 28 72 6
PRP3PM-02,50 2,5 14 46 3 PRP3PM-05,50 5,6 28 72 6
PRP3PM-02,60 2,6 14 46 3 PRP3PM-05,60 5,6 28 72 6
PRP3PM-02,70 2,7 16 48 3 PRP3PM-05,70 5,7 28 72 6
PRP3PM-02,80 2,8 16 48 3 PRP3PM-05,80 5,8 28 72 6
PRP3PM-02,90 2,9 16 48 3 PRP3PM-05,90 5,9 28 72 6
PRP3PM-03,00 3,0 16 48 3 PRP3PM-06,00 6,0 28 72 6
PRP3PM-03,10 3,1 18 50 4 PRP3PM-06,10 6,1 31 75 8
PRP3PM-03,20 3,2 18 50 4 PRP3PM-06,20 6,2 31 75 8
PRP3PM-03,30 3,3 18 50 4 PRP3PM-06,30 6,3 31 75 8
PRP3PM-03,40 3,4 20 52 4 PRP3PM-06,40 6,4 31 75 8
PRP3PM-03,50 3,5 20 52 4 PRP3PM-06,50 6,5 31 75 8
PRP3PM-03,60 3,6 20 52 4 PRP3PM-06,60 6,6 31 75 8
PRP3PM-03,70 3,7 20 52 4 PRP3PM-06,70 6,7 31 75 8
PRP3PM-03,80 3,8 22 b4 4 PRP3PM-06,80 6,8 34 78 8
PRP3PM-03,90 3,9 22 54 4 PRP3PM-06,90 6,9 34 78 8




STAR ML
& eep

Punte PM-DRILL 3xD rivestite TIALN, Extra Corte
HSS-PM twist drills 3xD TIALN coating, Stub

HSS-PM Spiralbohrer 3xD TIALN Beschichtung, 1
Extra Kurz

= &
LOSSVD)

Applicazioni: - Utilizzabili su diversi materiali compresi alluminio e acciai inossidabili cosi come acciai
al carbonio, acciai per stampi e acciai temprati (30~45HRC).

Application: - Usable in various materials including Aluminium, stainless Steel as well Carbonsteel,
Steel for Moulde and hardned Steel (30~45HRC).

Verwendung: - Verwendbar in verschiedenen Materialen Aluminium, Rostfreier Stahl, Carbon Stahl, —_—
Stahl fiir Formenbau und geharteter Stahl (30~45HRC). —»‘ @ dy L—

per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE

Codice N. 9 dq 01 02 9 dy Codice N. 9 dq 01 b2 gdy
Nr. Code mm mm mm mm Nr. Code mm mm mm mm
PRP3PM-07,00 70 34 78 8 PRP3PM-10,10 10,1 43 100 12
PRP3PM-07,10 71 34 78 8 PRP3PM-10,20 10,2 43 100 12
PRP3PM-07,20 72 34 78 8 PRP3PM-10,30 10,3 43 100 12
PRP3PM-07,30 73 34 78 8 PRP3PM-10,40 10,4 43 100 12
PRP3PM-07,40 74 34 78 8 PRP3PM-10,50 10,5 43 100 12
PRP3PM-0750 75 34 78 8 PRP3PM-10,60 10,6 43 100 12
PRP3PM-07,60 76 37 81 8 PRP3PM-10,70 10,7 47 104 12
PRP3PM-07,70 77 37 81 8 PRP3PM-10,80 10,8 47 104 12
PRP3PM-07,80 78 37 81 8 PRP3PM-10,90 10,9 47 104 12
PRP3PM-07,90 79 37 81 8 PRP3PM-11,00 1,0 47 104 12
PRP3PM-08,00 8,0 37 81 8 PRP3PM-11,10 11 47 104 12
PRP3PM-08,10 8,1 37 87 10 PRP3PM-11,20 11,2 47 104 12
PRP3PM-08,20 8,2 37 87 10 PRP3PM-11,30 1,3 47 104 12
PRP3PM-08,30 8,3 37 87 10 PRP3PM-11,40 1,4 47 104 12
PRP3PM-08,40 8,4 37 87 10 PRP3PM-11,50 1,6 47 104 12
PRP3PM-08,50 8,5 37 87 10 PRP3PM-11,60 11,6 47 104 12
PRP3PM-08,60 8,6 40 90 10 PRP3PM-11,70 1,7 47 104 12
PRP3PM-08,70 8,7 40 90 10 PRP3PM-11,80 11,8 47 104 12
PRP3PM-08,80 8,8 40 90 10 PRP3PM-11,90 11,9 51 108 12
PRP3PM-08,90 8,9 40 90 10 PRP3PM-12,00 12,0 51 108 12
PRP3PM-09,00 9,0 40 90 10 PRP3PM-12,10 12,1 51 108 12
PRP3PM-09,10 9,1 40 90 10 PRP3PM-12,20 12,2 51 108 12
PRP3PM-09,20 9,2 40 90 10 PRP3PM-12,30 12,3 51 108 12
PRP3PM-09,30 9,3 40 90 10 PRP3PM-12,40 12,4 51 108 12
PRP3PM-09,40 9,4 40 90 10 PRP3PM-12,50 12,5 51 108 12
PRP3PM-09,50 9,5 40 90 10 PRP3PM-12,60 12,6 51 108 12
PRP3PM-09,60 9,6 43 93 10 PRP3PM-12,70 12,7 51 108 12
PRP3PM-09,70 9,7 43 93 10 PRP3PM-12,80 12,8 51 108 12
PRP3PM-09,80 9,8 43 93 10 PRP3PM-12,90 12,9 51 108 12
PRP3PM-09,90 9,9 43 93 10 PRP3PM-13,00 13,0 51 108 12
PRP3PM-10,00 10,0 43 93 10




© N
Punte PM-DRILL 5xD rivestite TIALN, Corte
HSS-PM twist drills 5xD TIALN coating, Jobber e
- - 1
HSS-PM Spiralbohrer 5xD TIALN Beschichtung,
Kurz
% Zz
=RSO00
30°/ \_ h6 h7 P.196 —
Applicazioni: - Utilizzabili su diversi materiali compresi alluminio e acciai inossidabili cosi come acciai
al carbonio, acciai per stampi e acciai temprati (30~45HRC).
Application: - Usable in various materials including Aluminium, stainless Steel as well Carbonsteel,
Steel for Moulde and hardned Steel (30~45HRC).
Verwendung: - Verwendbar in verschiedenen Materialen Aluminium, Rostfreier Stahl, Carbon Stahl,
Stahl fiir Formenbau und gehérteter Stahl (30~45HRC). L)
4" 2 dy Lﬁ
per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE
Codice N. 9 dq 01 02 2 dy Codice N. 9 dq 01 02 9 dy
Nr. Code mm mm mm mm Nr. Code mm mm mm mm
PRP5PM-02,00 2,0 24 56 3 PRP5PM-05,00 5,0 52 94 6
PRP5PM-02,10 2,1 24 56 3 PRP5PM-05,10 5,1 52 94 6
PRP5PM-02,20 2,2 25 56 3 PRP5PM-05,20 5,2 52 94 6
PRP5PM-02,30 2,3 25 56 3 PRP5PM-05,30 5,3 52 94 6
PRP5PM-02,40 2,4 30 61 3 PRP5PM-05,40 5,4 57 99 6
PRP5PM-02,50 2,5 30 61 3 PRP5PM-05,50 5,5 57 99 6
PRP5PM-02,60 2,6 30 61 3 PRP5PM-05,60 5,6 57 99 6
PRP5PM-02,70 2,7 33 64 3 PRP5PM-05,70 5,7 57 99 6
PRP5PM-02,80 2,8 33 64 3 PRP5PM-05,80 5,8 57 99 6
PRP5PM-02,90 2,9 33 64 3 PRP5PM-05,90 5,9 57 99 6
PRP5PM-03,00 3,0 33 64 3 PRP5PM-06,00 6,0 57 99 6
PRP5PM-03,10 3,1 36 68 4 PRP5PM-06,10 6,1 63 107 8
PRP5PM-03,20 3,2 36 68 4 PRP5PM-06,20 6,2 63 107 8
PRP5PM-03,30 3,3 36 68 4 PRP5PM-06,30 6,3 63 107 8
PRP5PM-03,40 34 39 71 4 PRP5PM-06,40 6,4 63 107 8
PRP5PM-03,50 3,5 39 71 4 PRP5PM-06,50 6,5 63 107 8
PRP5PM-03,60 3,6 39 71 4 PRP5PM-06,60 6,6 63 107 8
PRP5PM-03,70 3,7 39 71 4 PRP5PM-06,70 6,7 63 107 8
PRP5PM-03,80 3,8 43 75 4 PRP5PM-06,80 6,8 69 113 8
PRP5PM-03,90 39 43 75 4 PRP5PM-06,90 6,9 69 113 8
PRP5PM-04,00 4,0 43 75 4 PRP5PM-07,00 70 69 113 8
PRP5PM-04,10 41 43 85 6 PRP5PM-07,10 71 69 113 8
PRP5PM-04,20 4,2 43 85 6 PRP5PM-07,20 72 69 113 8
PRP5PM-04,30 4,3 47 89 6 PRP5PM-07,30 73 69 113 8
PRP5PM-04,40 4,4 47 89 6 PRP5PM-07,40 74 69 113 8
PRP5PM-04,50 4,5 47 89 6 PRP5PM-07,50 75 69 113 8
PRP5PM-04,60 4,6 47 89 6 PRP5PM-07,60 76 75 119 8
PRP5PM-04,70 4,7 47 89 6 PRP5PM-07,70 77 75 119 8
PRP5PM-04,80 4,8 52 94 6 PRP5PM-07,80 78 75 119 8
PRP5PM-04,90 4,9 52 94 6 PRP5PM-07,90 7,9 75 119 8




@ T
Punte PM-DRILL 5xD rivestite TIALN, Corte
HSS-PM twist drills 5xD TIALN coating, Jobber e
- - 1
HSS-PM Spiralbohrer 5xD TIALN Beschichtung,
Kurz
% Zz
L)
30°/ \_ h6 h7 P.196 —
Applicazioni: - Utilizzabili su diversi materiali compresi alluminio e acciai inossidabili cosi come acciai
al carbonio, acciai per stampi e acciai temprati (30~45HRC).
Application: - Usable in various materials including Aluminium, stainless Steel as well Carbonsteel,
Steel for Moulde and hardned Steel (30~45HRC).
Verwendung: - Verwendbar in verschiedenen Materialen Aluminium, Rostfreier Stahl, Carbon Stahl,
Stahl fiir Formenbau und gehérteter Stahl (30~45HRC). i)
4" 2 dy Lﬁ
per ACCIAI INOX
for STAINLESS STEELS
fiir EDELSTAHLE
Codice N. 9 dq 01 02 9 dy Codice N. 9 dq 01 b2 gdy
Nr. Code mm mm mm mm Nr. Code mm mm mm mm
PRP5PM-08,00 8,0 75 119 8 PRP5PM-10,60 10,6 87 144 12
PRP5PM-08,10 8,1 75 125 10 PRP5PM-10,70 10,7 94 151 12
PRP5PM-08,20 8,2 75 125 10 PRP5PM-10,80 10,8 94 151 12
PRP5PM-08,30 8,3 75 125 10 PRP5PM-10,90 10,9 94 151 12
PRP5PM-08,40 8,4 75 125 10 PRP5PM-11,00 11,0 94 151 12
PRP5PM-08,50 8,6 75 125 10 PRP5PM-11,10 1,1 94 151 12
PRP5PM-08,60 8,6 81 131 10 PRP5PM-11,20 11,2 94 151 12
PRP5PM-08,70 8,7 81 131 10 PRP5PM-11,30 11,3 94 151 12
PRP5PM-08,80 8,8 81 131 10 PRP5PM-11,40 1,4 94 151 12
PRP5PM-08,90 8,9 81 131 10 PRP5PM-11,50 11,56 94 151 12
PRP5PM-09,00 9,0 81 131 10 PRP5PM-11,60 11,6 94 151 12
PRP5PM-09,10 9,1 81 131 10 PRP5PM-11,70 1,7 94 151 12
PRP5PM-09,20 9,2 81 131 10 PRP5PM-11,80 11,8 94 151 12
PRP5PM-09,30 9,3 81 131 10 PRP5PM-11,90 11,9 101 158 12
PRP5PM-09,40 9,4 81 131 10 PRP5PM-12,00 12,0 101 158 12
PRP5PM-09,50 9,5 81 131 10 PRP5PM-12,10 12,1 101 158 12
PRP5PM-09,60 9,6 87 137 10 PRP5PM-12,20 12,2 101 158 12
PRP5PM-09,70 9,7 87 137 10 PRP5PM-12,30 12,3 101 158 12
PRP5PM-09,80 9,8 87 137 10 PRP5PM-12,40 12,4 101 158 12
PRP5PM-09,90 9,9 87 137 10 PRP5PM-12,50 12,5 101 158 12
PRP5PM-10,00 10,0 87 137 10 PRP5PM-12,60 12,6 101 158 12
PRP5PM-10,10 10,1 87 144 12 PRP5PM-12,70 12,7 101 158 12
PRP5PM-10,20 10,2 87 144 12 PRP5PM-12,80 12,8 101 158 12
PRP5PM-10,30 10,3 87 144 12 PRP5PM-12,90 12,9 101 158 12
PRP5PM-10,40 10,4 87 144 12 PRP5PM-13,00 13,0 101 158 12
PRP5PM-10,50 10,5 87 144 12
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L i 3 MASCHI A MANO E A MACCHINA IN HSS, HSS-E E ASP

L —J HSS, HSS-E AND ASP TAPS

(__J HSS, HSS-E UND ASP GEWINDEBOHRER

[ E——

57




58

g

. B LA SCELTA DEL GIUSTO MASCHIO

THE RIGHT CHOICE FOR THE RIGHT TAP

| 7 anelli colorati vi aiutano a trovare
piu facilmente il maschio ottimale

The 7 coloured rings help you
to choose easily the best tap

Per impiego universale
e per acciai
con R <1000 N/mm?

Per acciai legati,
acciai bonificati, acciai da
utensili con R > 1000 N/mm?

Per acciai
legati,
acciai inox

Per ghisa grigia,
sferoidale,
meehanite

Per impieghi universali:
acciaio inox, acciai legati,
acciai con R>=1200 N/mm?
Rame e leghe di alluminio

a truciolo lungo

Per acciai
temprati >= HRC 50
per leghe di titanio e nichel

Per alluminio
e leghe
in acciaio

OO0 0O

For all applications
and for steel
with R < 1000 N/mny’

For alloy steels,
tempered steels, tool steel
with R > 1000 N/mn¥

For alloy steels,
stainless
steels

For grey cast iron,
malleable,
meehanite

For all applications:

stainless steels, alloy steels, tool
steel with R>=1200 N/mnr
copper, aluminum alloy

with long chip

For tempered steels
>= HRC 50
for titanium and nickel alloys

For aluminium
and
aluminium alloys
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SERIE DI MASCHI PRVI100C |
SETS OF TAPS PRMI100C N N
GEWINDEBOHRER - SATZ PRM100C &

Tipo [ ) [ ) [ ) @ W Primo Secondo Finitore
Type @ HSS DIN 352 6H First  Second Bottoming

Tipo di foro / Hole type

;.1 0 I/‘ [ HmY

d,

od,

r—

o]

I

ER

S -

N

L
\\\"ul
N
N

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM100CS02 2 X 04 2.8 2.1 .
PRM100CS02,5 2.5 X 0.45 40 9 2.8 2.1 2.05
PRM100CS03 3 X 0.5 40 11 3.5 2.7 2.5
PRM100CS03,5 3.5 X 0.6 45 13 4 3 2.9
PRM100CS04 4 X 0.7 45 13 4.5 34 3.3
PRM100CS04,5 4.5 X 0.75 50 16 6 4.9 3.7
PRM100CS05 5 X 0.8 52 16 6 4.9 4.2
PRM100CS06 6 X 1 56 18 6 4.9 5
PRM100CS07 7 X 1 56 18 6 4.9 6
PRM100CS08 8 X 1.25 63 20 6 4.9 6.8
PRM100CS09 9 X 1.25 63 20 7 5.5 7.8
PRM100CS10 10 X 1.5 70 22 7 5.5 8.5
PRM100CS11 11 X 1.5 70 22 8 6.2 9.5
PRM100CS12 12 X 1.75 80 24 9 7 10.2
PRM100CS14 14 X 2 80 26 11 9 12
PRM100CS16 16 X 2 80 27 12 9 14
PRM100CS18 18 X 25 95 30 14 11 15.5
PRM100CS20 20 X 25 95 32 16 12 17.5
PRM100CS22 22 X 25 100 32 18 14.5 19.5
PRM100CS24 24 X 3 110 34 18 14.5 21
PRM100CS27 27 X 3 110 36 20 16 24
PRM100CS30 30 X 3.5 125 40 22 18 26.5
PRM100CS33 33 X 3.5 125 40 25 20 29.5
PRM100CS36 36 X 4 150 50 28 22 32
PRM100CS39 39 X 4 150 50 32 24 35
PRM100CS42 42 P 4.5 150 56 32 24 37.5
PRM100CS45 45 X 4.5 160 58 36 29 40.5
PRM100CS48 48 X 5 180 65 36 29 43
PRM100CS52 52 X 5 180 65 40 32 47
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SERIE DI MASCHI sinistri PRM101C
SETS OF TAPS PRM101C
GEWINDEBOHRER - SATZ PRM101C

W (N Cuss Jomas) o1 ) A

AN

Primo Secondo Finitore
First  Second Bottoming

Tipo di foro / Hole type

;.1 O I/‘ A HmY

zd,
zd,
r—

o]

I
R
S -
N
L

CODICE

CODE No.

9 D,q
Diametro di Preforatura

0

Tapping drill diameter

PRM101CS03 3 X 0.5 3.5 2.7 2.5
PRM101CS03,5 3.5 X 0.6 45 13 4 3 2.9
PRM101CS04 4 X 0.7 45 13 4.5 3.4 3.3
PRM101CS04.,5 4.5 X 0.75 50 16 6 4.9 3.7
PRM101CS05 5 X 0.8 52 16 6 4.9 4.2
PRM101CS06 6 X 1 56 18 6 4.9 5
PRM101CS08 8 X 1.25 63 20 6 4.9 6.8
PRM101CS10 10 X 1.5 70 22 7 5.5 8.5
PRM101CS12 12 X 1.75 80 24 9 7 10.2
PRM101CS14 14 X 2 80 26 11 9 12
PRM101CS16 16 X 2 80 27 12 9 14
PRM101CS18 18 X 2.5 95 30 14 11 15.5
PRM101CS20 20 X 2.5 95 32 16 12 17.5
PRM101CS22 22 X 2.5 100 32 18 14.5 19.5
PRM101CS24 24 X 3 110 34 18 14.5 21
PRM101CS27 27 X 3 110 36 20 16 24
PRM101CS30 30 X 3.5 125 40 22 18 26.5

4@ LH = Filettatura sinistra / Left hand thread
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SERIE DI MASCHI PRM170C PNew)
SETS OF TAPS PRM170C

GEWINDEBOHRER - SATZ PRM170C

PP% (HSS-E) @|N 359 [ 6H ) “ W Primo Secondo Finitore
yp First  Second Bottoming

Tipo di foro / Hole type

;.1 0 I/‘ [ HmY

zd,
zd,
r—
o]
I
ER
S
N
|
N
NC

CODICE oD,

0

Diametro di Preforatura
CODE No. Tapping drill diameter

PRM170CS03 3 X 0.5 3.5 2.7 2.5
PRM170CS03,5 3.5 X 0.6 45 13 4 3 2.9
PRM170CS04 4 X 0.7 45 13 4.5 3.4 3.3
PRM170CS04,5 4.5 X 0.75 50 16 6 4.9 3.7
PRM170CS05 5 X 0.8 52 16 6 4.9 4.2
PRM170CS06 6 X 1 56 18 6 4.9 5
PRM170CS08 8 X 1.25 63 20 6 4.9 6.8
PRM170CS10 10 X 1.5 70 22 7 5.5 8.5
PRM170CS12 12 X 1.75 80 24 9 7 10.2
PRM170CS14 14 X 2 80 26 11 9 12
PRM170CS16 16 X 2 80 27 12 9 14
PRM170CS18 18 X 2.5 95 30 14 11 15.5
PRM170CS20 20 X 2.5 95 32 16 12 17.5

@ Il primo con guida / First with pilot guide
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MASCHI A MANO SET 3 PEZZI PRM180HP-CS
MACHINE TAPS PRM180HP-CS
MASCHINENGEWINDEBOHRER PRM180HP-CS

DIN 352

T s Jonsn) or )

Tt

Tipo di foro / Hole type

N\l

/; L

od

: T E MER:

@D
CODICE dq ] Diametro di P:eforatura
CODE No. m Tapping drill diameter
PRM180HP-CS03 M3 X 0.5 3.5 2.7 .
PRM180HP-CS04 M 4 X 0.7 45 12 4.5 3.4 3.3
PRM180HP-CS05 M 5 X 0.8 50 14 6 4.9 4.2
PRM180HP-CS06 M 6 X 1 56 16 6 4.9 5
PRM180HP-CS08 M 8 X 1.25 63 18 6 4.9 6.8
PRM180HP-CS10 M10 X 1.5 70 20 7 5.5 8.5
PRM180HP-CS12 M12 X 1.75 75 24 9 7 10.
PRM180HP-CS16 M16 X 2 80 27 12 9 14
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MASCHI A MACCHINA PRM200AB
MACHINE TAPS PRVI200AB
MASCHINENGEWINDEBOHRER PRM200AB

m [ N sseeJoman) (o)A et

Tipo di foro / Hole type

DIN 371

60°

I O I/‘ 7Y,

<

© S ([\') ]
o°

IS) Q 2D

@D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM200AB02 2 X 04 8 2.8 2.1 1.6
PRM200AB02,2 2.2 X 0.45 45 8 2.8 2.1 1.75
PRM200AB02,3 2.3 X 0.4 45 8 2.8 2.1 1.9
PRM200AB02,5 2.5 X 0.45 50 9 2.8 2.1 2.05
PRM200AB02,6 2.6 X 0.45 50 9 2.8 2.1 2.1
PRM200AB03 3 X 0.5 56 11 3.5 2.7 2.5
PRM200AB03,5 3.5 X 0.6 56 12 4 3 2.9
PRM200AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM200AB05 5 X 0.8 70 15 6 4.9 4.2
PRM200AB06 6 X 1 80 17 6 4.9 5
PRM200AB07 7 X 1 80 17 7 5.5 6
PRM200AB08 8 X 1.25 90 20 8 6.2 6.8
PRM200AB10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM200BB

MACHINE TAPS PRM200BB

MASCHINENGEWINDEBOHRER PRM200BB

DIN 376

Tipo
W (N

wsclomon] o IO | =

CODICE

CODE No.

60°

Tipo di foro / Hole type

RN

9 D,
Diametro di Preforatura
Tapping drill diameter

PRM200BB03 X 0.5 1.8 .
PRM200BB03,5 X 0.6 56 2.1 2.9
PRM200BB04 X 0.7 63 2.1 3.3
PRM200BB05 X 0.8 70 2.7 4.2
PRM200BB06 X 1 80 3.4 5
PRM200BB07 X 1 80 4.3 6
PRM200BB08 X 1.25 90 4.9 6.8
PRM200BB10 X 1.5 100 5.5 8.5
PRM200BB12 X 1.75 110 7 10.2
PRM200BB14 X 2 110 9 12
PRM200BB16 X 2 110 9 14
PRM200BB18 X 2.5 125 11 15.5
PRM200BB20 X 2.5 140 12 17.5
PRM200BB22 X 2.5 140 14.5 19.5
PRM200BB24 X 3 160 14.5 21
PRM200BB27 X 3 160 16 24
PRM200BB30 X 3.5 180 18 26.5
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MASCHI A MACCHINA FORI PASSANTI VAPORIZZATI PRMZ220HP-AB

MACHINE TAPS PRVZ20HP-AB
MASCHINENGEWINDEBOHRER PRIV220HP-AB

s Yo on Vol )

Tipo
e (N
|

o Tipo di foro / Hole type
1, 0 4
) Al
— ) ‘ o
- ‘
= 2 D;
0 d []

OD 0 g d dia
PRM220HP-AB03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRM220HP-AB04 M4 X 0.7 63 12 4.5 3.4 3.3
PRM220HP-AB05 M5 X 0.8 70 14 6 4.2
PRM220HP-AB06 M 6 X 1 80 16 6 4.9 5
PRM220HP-AB08 M 8 X 1.25 90 18 8 6.2 6.8
PRM220HP-AB10 M10 X 1.5 100 20 10 8 8.5
| gt i hcuun [0ols

@ Brllerr%ahéé M

MASCHI A MACCHINA FORI PASSANTI VAPORIZZATI PRM220HP-BB

MACHINE TAPS PRM220HP-BB
MASCHINENGEWINDEBOHRER PRIVIZ20HP-BB

Tipo
e (N
|

s Yo o V)

IN 376 I

o Tipo di foro / Hole type
I, O 4
A )
= () ‘
35 ;
N 2D
D d (]
. . U dpp (] O (la o [~
PRM220HP-BB12 M 12 X 1.75 110 24 9 7 10.2
PRM220HP-BB16 M 16 X 2 110 27 12 9 14
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MASCHI A MACCHINA PRM530AB
MACHINE TAPS PRVI530AB
MASCHINENGEWINDEBOHRER PRM530AB

w (GS s amen)| o0 ) ) ™ |

e anE -
s g~(l) w

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM530AB03 3 X 0.5 3.5 2.7 .
PRM530AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM530AB05 5 X 0.8 70 15 6 4.9 4.2
PRM530AB06 6 X 1 80 17 6 4.9 5
PRM530AB08 8 X 1.25 90 20 8 6.2 6.8
PRM530AB10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM530BB
MACHINE TAPS PRVI530BB

DIN 376

1
MASCHINENGEWINDEBOHRER PRM530BB g
Tive @ wss-e Jomare) o | @A) naaasd TN ) ::_t -

I O I/‘

Tipo di foro / Hole type

Y

oD
CODICE (%] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM530BB03 X 0.5 2.2 1.8 .
PRM530BB04 4 X 0.7 63 13 2.8 2.1 3.3
PRM530BB05 5 X 0.8 70 15 35 2.7 4.2
PRM530BB06 6 X 1 80 17 4.5 3.4 5
PRM530BB08 8 X 1.25 90 20 6 4.9 6.8
PRM530BB10 10 X 1.5 100 22 7 5.5 8.5
PRM530BB12 12 X 1.75 110 24 9 7 10.2
PRM530BB14 14 X 2 110 26 11 9 12
PRM530BB16 16 X 2 110 27 12 9 14
PRM530BB18 18 X 2.5 125 30 14 11 15.5
PRM530BB20 20 X 2.5 140 32 16 12 17.5
PRM530BB22 22 X 2.5 140 32 18 14.5 19.5
PRM530BB24 24 X 3 160 34 18 14.5 21
PRM530BB27 27 X 3 160 36 20 16 24
PRM530BB30 30 X 35 180 40 22 18 26.5
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MASCHI A MACCHINA FORI PASSANTI RIVESTITITiN PRIV550HP-AB
MACHINE TAPS PRIVI550HP-AB
MASCHINENGEWINDEBOHRER PRM550HP-AB

e @ G—lSS-E) @N 37D [ 6H ) @ M @

DDDDDD

h 60°
1, 0 4
v A
< . ) ‘
: : o]
.' () »

Tipo di foro / Hole type

RN

J d L]

OD O g d dia
PRM550HP-AB03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRM550HP-AB04 M4 X 0.7 63 12 4.5 34 3.3
PRM550HP-AB05 M 5 X 0.8 70 14 6 4.9 4.2
PRM550HP-AB06 M6 X 1 80 16 6 4.9 5
PRM550HP-AB08 M 8 X 1.25 90 18 8 6.2 6.8
PRM550HP-AB10 M10 X 1.5 100 20 10 8 8.5

@ PRlirce v

MASCHI A MACCHINA FORI PASSANTI RIVESTITI TiN PRIVI550HP-BB
MACHINE TAPS PRM550HP-BB
MASCHINENGEWINDEBOHRER PRM550HP-BB

.03 @ G—iSS-E) @N 3@ [ 6H ) @ @ @

T

rl‘ 60°
1, 0 4
) {
5 - ) ‘
: : oo,
OD 5

) O
PRM550HP-BB12 M12 X 1.75 110 24 9

Tipo di foro / Hole type

RN

10.2

PRM550HP-BB16 M16 X 2 110 27 12

14
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MASCHI A MACCHINA PRM250AC
MACHINE TAPS PRMVI250AC
MASCHINENGEWINDEBOHRER PRMI250AC

me (N s Jlowan [ o | @AD) et

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM250AC02 2 X 0.4 2.8 2.1 .

PRM250AC03 3 X 0.5 56 6 3.5 2.7 2.5
PRM250AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM250AC05 5 X 0.8 70 8 6 4.9 4.2
PRM250AC06 6 X 1 80 10 6 4.9 5

PRM250AC08 8 X 1.25 90 13 8 6.2 6.8
PRM250AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM250BC
MACHINE TAPS PRM250BC onas ||
MASCHINENGEWINDEBOHRER PRVI250BC

m (N s Jlomars oA et

Tipo di foro / Hole type

e

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM250BC12 X 1. 7
PRM250BC14 14 X 2 110 20 11 9 12
PRM250BC16 16 X 2 110 20 12 9 14
PRM250BC18 18 X 2.5 125 25 14 11 15.5
PRM250BC20 20 X 2.5 140 25 16 12 17.5
PRM250BC22 22 X 2.5 140 25 18 14.5 19.5
PRM250BC24 24 X 3 160 30 18 14.5 21
PRM250BC27 27 X 3 160 30 20 16 24
PRM250BC30 30 X 3.5 180 35 22 18 26.5
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MASCHI A MACCHINA PRM600AC
MACHINE TAPS PRMVI600AC
MASCHINENGEWINDEBOHRER PRMG600AC

/
w (N o] o &b |

Tipo di foro / Hole type

RN
i

N\l
NI
\!

1, O
5 - ) ~ g
: : o] 2

CODICE oD,

0

Diametro di Preforatura
CODE No. Tapping drill diameter

PRM600AC02 2 X 0.4 2.8 2.1 .
PRM600AC03 3 X 0.5 56 6 3.5 2.7 2.5
PRM600AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM600AC05 5 X 0.8 70 8 6 4.9 4.2
PRM600AC06 6 X 1 80 10 6 4.9 5
PRM600ACO07 7 X 1 80 10 7 5.5 6
PRM600AC08 8 X 1.25 90 13 8 6.2 6.8
PRMG600AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM600BC
MACHINE TAPS PRVIG00BC

MASCHINENGEWINDEBOHRER PRM600BC

Tipo
e (N

RIS 7 I™

DIN376

4

Tipo di foro / Hole type

NI
U

\\)IHI

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM600BC12 X 1. 7 .
PRM600BC14 14 X 2 110 20 11 9 12
PRM600BC16 16 X 2 110 20 12 9 14
PRM600BC18 18 X 2.5 125 25 14 11 15.5
PRM600BC20 20 X 2.5 140 25 16 12 17.5
PRMG600BC22 22 X 2.5 140 25 18 14.5 19.5
PRM600BC24 24 X 3 160 30 18 14.5 21
PRM600BC27 27 X 3 160 30 20 16 24
PRM600BC30 30 X 3.5 180 35 22 18 26.5
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MASCHI A MACCHINA FORI CIECHI VAPORIZZATI PRMG10HP-AC
MACHINE TAPS PRIVI610HP-AC
MASCHINENGEWINDEBOHRER PRIVI610HP-AC

T, @ @ss-E) @N 37D [ 6H ) @ @ @

DDDDDD

Tipo di foro / Hole type

/:;

. |1 600
1, 0 4
) Al
5 - ) ‘ —
: : oo, =
OD % .

7
0 d [] 0 d
OD O ping d dia

PRM610HP-ACO03 M 3 X 0.5 56 7 3.5 2.7 2.5
PRM610HP-ACO04 M 4 X 0.7 63 8 4.5 34 3.3
PRM610HP-ACO05 M5 X 0.8 70 9 6 4.9 4.2
PRM610HP-ACO06 M6 X 1 80 10 6 4.9 5
PRM610HP-ACO08 M 8 X 1.25 90 13 8 6.2 6.8
PRM610HP-AC10 M10 X 1.5 100 15 10 8 8.5

@ PRlirce v

MASCHI A MACCHINA FORI CIECH| VAPORIZZATI PRM610HP-BC
MACHINE TAPS PRMG10HP-BC
MASCHINENGEWINDEBOHRER PRIVI610HP-BC

T @ G—iSS-E) @N 3@ [ 6H ) @ @ @

Tipo di foro / Hole type

/:;

- h 60°
1, 0 4
) |
< ~ ) ‘ L
: : 2o 7
OD .

) O
PRM610HP-BC12 M12 X 1.75 110 18 9

10.2

PRM610HP-BC16 M16 X 2 110 20 12 9

14
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MASCHI A MACCHINA PRMO030AC
MACHINE TAPS PRMI030AC
MASCHINENGEWINDEBOHRER PRMO030AC

E
W N el o A )|

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRMO030AC03 3 X 0.5 3.5 2.7 .
PRMO030AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRMO030AC05 5 X 0.8 70 8 6 4.9 4.2
PRMO030AC06 6 X 1 80 10 6 4.9 5
PRMO030AC08 8 X 1.25 90 13 8 6.2 6.8
PRMO030AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM030BC
MACHINE TAPS PRMI030BC
MASCHINENGEWINDEBOHRER PRM030BC

N [edeel s e ] (4

Tipo di foro / Hole type

zd,
zd,
r—
o]
e
4
-
Nt
N\
NI
\

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRMO030BC12 X 1. 7
PRMO030BC14 14 X 2 110 20 11 9 12
PRMO030BC16 16 X 2 110 20 12 9 14
PRMO030BC18 18 X 2.5 125 25 14 11 15.5
PRM030BC20 20 X 2.5 140 25 16 12 17.5
PRMO030BC22 22 X 2.5 140 25 18 14.5 19.5
PRMO030BC24 24 X 3 160 30 18 14.5 21
PRMO030BC27 27 X 3 160 30 20 16 24
PRMO030BC30 30 X 3.5 180 35 22 18 26.5
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MASCHI A MACCHINA FORI CIECHI RIVESTITI TiN PRMOA0HP-AC
MACHINE TAPS PRVIOA0HP-AC
MASCHINENGEWINDEBOHRER PRMO40HP-AC

Tipo
W N
[

s o) on VA sl ™)

DIN 371

/.
¥

60°

/

<

2D

Tipo di foro / Hole type

/:;

57 7

OD [] 0 d

OD 0 ning d dia
PRMO40HP-AC03 | M 3 0,5 56 7 3,5 2,7 2,5 2.5
PRMO40HP-AC04 | M 4 0,7 63 8 45 3,4 33 3.3
PRMO40HP-AC05 | M5 0,8 70 9 6 4,9 4,2 4.2
PRMO40HP-AC06 | M 6 1 80 10 6 4,9 5 5
PRMO40HP-AC08 | M 8 1,25 920 13 8 6,2 6,8 6.8
PRMO40HP-AC10 | M10 15 100 15 10 8 8,5 8.5
[ PHi A
@ erforNanes M [ |

MASCHI A MACCHINA FORI CIECHI RIVESTITI TiN PRMO40HP-BC

MACHINE TAPS PRIVI0A0HP-BC

MASCHINENGEWINDEBOHRER PRMOA0HP-BC

Tipo
e (N
|

s Yomonl on VAl g

&

Tipo di foro / Hole type

60°
1, 0 4
v, ——
- ) ‘ j7 H
© ' ——
Q 2D, 77 27
0
OU D d . 0 O
. . U dpp (0 O (lad H [~
PRMO040HP-BC12 M12 1,75 110 18 9 7 10,2 10.2
PRMO040HP-BC16 M16 2 110 20 12 9 14 14




MASCHI A MACCHINA PRM440AB
MACHINE TAPS PRVI440AB

MASCHINENGEWINDEBOHRER PRM440AB

T s owon | on Vo

DIN371

i AL
g EN ) w

A7

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM440AB03 3 X 0.5 35 2.7 .
PRM440AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM440AB05 5 X 0.8 70 15 6 4.9 4.2
PRM440AB06 6 X 1 80 17 6 4.9 5
PRM440AB08 8 X 1.25 90 20 8 6.2 6.8
PRM440AB10 10 X 1.5 100 22 0 8 8.5
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MASCHI A MACCHINA PRM440BB
MACHINE TAPS PRM440BB

DIN376

MASCHINENGEWINDEBOHRER PRM440BB g!g
i wselonsn) o IO |

Tipo di foro / Hole type

A7

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM440BB12 X 1. 7
PRM440BB14 14 X 2 110 26 11 9 12
PRM440BB16 16 X 2 110 27 12 9 14
PRM440BB18 18 X 2.5 125 30 14 11 15.5
PRM440BB20 20 X 2.5 140 32 16 12 17.5
PRM440BB22 22 X 2.5 140 32 18 14.5 19.5
PRM440BB24 24 X 3 160 34 18 14.5 21
PRM440BB27 27 X 3 160 36 20 16 24
PRM440BB30 30 X 3.5 180 40 22 18 26.5




PRlhrce M

MASCHI A MACCHINA FORI CIECHI PRM470HP-AC
MACHINE TAPS PRMA470HP-AC
MASCHINENGEWINDEBOHRER PRM470HP-AC

e ssee Jonan) (o) @A  paaa

DIN 371

L

IZ

_T

60°

AA

Tipo di foro / Hole type

\\)IHI

|
E - ) | |
S - ZDs %% 7
D
OD 5 ] t
OD g d dia
PRM470HP-AC03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRM470HP-AC04 M4 X 0.7 63 12 4.5 3.4 3.3
PRM470HP-ACO05 M5 X 0.8 70 14 6 4.9 4.2
PRM470HP-AC06 M 6 X 1 80 16 6 4.9 5
PRM470HP-AC08 M 8 X 1.25 90 18 8 6.2 6.8
PRM470HP-AC10 M10 X 1.5 100 20 10 8 8.5
o T - |' |.r I.r‘ PHir%hcutm ools
51 U erformafice M [ |

MASCHI A MACCHINA FORI CIECHI PRM470HP-BC
MACHINE TAPS PRMI470HP-BC
MASCHINENGEWINDEBOHRER PRM470HP-BC

L wsseJomarsl o | @NAD | panaes

DIN 376

I,

]

60°

AA,

Tipo di foro / Hole type

\\)IHI

<
S N 2D, 7 7

D

o)» 5 o i
OD g drill d
PRM470HP-BC12 M12 X 1.75 110 24 7 7 10.2

PRM470HP-BC14 M14 X 2 110 25 11 9 12

PRM470HP-BC16 M16 X 2 110 27 12 9 14
PRM470HP-BC18 M18 X 2.5 125 32 14 11 15.5
PRM470HP-BC20 M20 X 2.5 140 32 16 12 175

PRM470HP-BC24 M24 X 3 160 36 18 14.5 21

PRM470HP-BC27 M27 X 3 160 36 20 16 24
PRM470HP-BC30 M30 X 3.5 180 40 22 18 26.5
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MASCHI A MACCHINA PRM800AB
MACHINE TAPS PRVIS00AB

MASCHINENGEWINDEBOHRER PRM800AB

Tipo

s Yowon ] on Vo)

DIN371

CODICE

Tipo di foro / Hole type

A7

2D,

Diametro di Preforatura

Tapping drill diameter

PRM800AB03 3 X 0.5 3.5 2.7 .
PRM800AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM800AB05 5 X 0.8 70 15 6 4.9 4.2
PRM800AB06 6 X 1 80 17 6 4.9 5
PRM800AB08 8 X 1.25 90 20 8 6.2 6.8
PRMI800AB10 10 X 1.5 100 22 10 8 8.5




£
1

< I
MASCHI A MACCHINA PRVIS00BB
MACHINE TAPS PRM800BB
MASCHINENGEWINDEBOHRER PRM800BB

i oo ol

Tipo di foro / Hole type

I O I/‘ M

fa e

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM800BB12 X 1. 7
PRM800BB14 14 X 2 110 26 11 9 12
PRM800BB16 16 X 2 110 27 12 9 14
PRM800BB18 18 X 2.5 125 30 14 11 15.5
PRM800BB20 20 X 2.5 140 32 16 12 17.5
PRM800BB22 22 X 2.5 140 32 18 14.5 19.5
PRM800BB24 24 X 3 160 34 18 14.5 21
PRM800BB27 27 X 3 160 36 20 16 24
PRMS800BB30 30 X 3.5 180 40 22 18 26.5

81




MASCHI A MACCHINA FORI CIECHI RIVESTIT TICN PRIVI480HP-AC
MACHINE TAPS PRMA80HP-AC

Brllerir%%‘ﬁ"?@

MASCHINENGEWINDEBOHRER PRIVI480HP-AC

DIN 371

s o) on VA s )

Tipo
[

[
©
IS

60°

Tipo di foro / Hole type

|

> i

OD o d ] o d

OD O ping d
PRM480HP-AC03 56 3.5 2.7
PRM480HP-AC04 63 4.5 34
PRM480HP-ACO05 70 6 4.9
PRM480HP-ACO06 80 6 4.9
PRM480HP-AC08 90 8 6.2
PRM480HP-AC10 100 10 8

MASCHI A MACCHINA FORI CIECHI RIVESTIT TICN PRIVI480HP-BC
MACHINE TAPS PRIVI430HP-BC

Brllerir%%‘ﬁ"?%

MASCHINENGEWINDEBOHRER PRIVI480HP-BC

s Jomr on Vi g )

Tipo
|

I,
5=
Q

AR

Tipo di foro / Hole type

f?

27 2
OD =
OD 0 g drill dia
PRM480HP-BC12 110 7 10.2
PRM480HP-BC16 110 9
PRM480HP-BC20 140 12




@ M L

MASCHI A MACCHINA PRM810AB <D
MACHINE TAPS PRMV810AB ona "
MASCHINENGEWINDEBOHRER PRM810AB

e pss-oul(oman | on ) (@A) el

Tipo di foro / Hole type

e JAE
g EN ) w

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM810AB03 3 X 0.5 3.5 2.7 .
PRM810AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM810AB05 5 X 0.8 70 15 6 4.9 4.2
PRM810AB06 6 X 1 80 17 6 4.9 5
PRM810AB08 8 X 1.25 90 20 8 6.2 6.8
PRMS810AB10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM810BB
MACHINE TAPS PRVIS10BB

MASCHINENGEWINDEBOHRER PRM&810BB

<>

DIN376

il
T oo lomen) o VA E

PRM810BB12

Tipo di foro / Hole type

RN

9 D,
Diametro di Preforatura
Tapping drill diameter




MASCHI A MACCHINA PRM450AC
MACHINE TAPS PRMI450AC

MASCHINENGEWINDEBOHRER PRM450AC

Tipo

s Yowon v Y | )

DIN371

/

5

CODICE

Tipo di foro / Hole type

§\IHI

\\IHI

2D,

Diametro di Preforatura
Tapping drill diameter

PRM450AC03 3 X 0.5 3.5 2.7 .
PRM450AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM450AC05 5 X 0.8 70 8 6 4.9 4.2
PRM450AC06 6 X 1 80 10 6 4.9 5
PRM450AC08 8 X 1.25 90 13 8 6.2 6.8
PRM450AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM450BC
MACHINE TAPS PRMI450BC

MASCHINENGEWINDEBOHRER PRM450BC

Tipo

s owon) on VA ) )

DIN376 [

/j

Tipo di foro / Hole type

§\IHI

\\IHI

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM450BC12 X 1. 7 .
PRM450BC14 14 X 2 110 20 11 9 12
PRM450BC16 16 X 2 110 20 12 9 14
PRM450BC18 18 X 2.5 125 25 14 11 15.5
PRM450BC20 20 X 2.5 140 25 16 12 17.5
PRM450BC22 22 X 2.5 140 25 18 14.5 19.5
PRM450BC24 24 X 3 160 30 18 14.5 21
PRM450BC27 27 X 3 160 30 20 16 24
PRM450BC30 30 X 3.5 180 35 22 18 26.5




@ M i

MASCHI A MACCHINA PRM460AC
MACHINE TAPS PRMI460AC oner
MASCHINENGEWINDEBOHRER PRM460AC 5

e s Yowon ] on VA )

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM460AC03 3 X 0.5 3.5 2.7 .
PRM460AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM460AC05 5 X 0.8 70 8 6 4.9 4.2
PRM460AC06 6 X 1 80 10 6 4.9 5
PRM460AC08 8 X 1.25 90 13 8 6.2 6.8
PRM460AC10 10 X 1.5 100 15 10 8 8.5

87



88

£—

MASCHI A MACCHINA PRM460BC
MACHINE TAPS PRM460BC

MASCHINENGEWINDEBOHRER PRM460BC

Tipo

s fonn)| or )

DIN376 h

CODICE

CODE No.

Tipo di foro / Hole type

§\IHI

\\IHI

2D,

Diametro di Preforatura
Tapping drill diameter

PRM460BC12 X 1. .
PRM460BC14 14 X 2 110 20 11 12
PRM460BC16 16 X 2 110 20 12 14
PRM460BC18 18 X 2.5 125 25 14 15.5
PRM460BC20 20 X 2.5 140 25 16 17.5
PRM460BC22 22 X 25 140 25 18 14.5 19.5
PRM460BC24 24 X 3 160 30 18 14.5 21
PRM460BC27 27 X 3 160 30 20 24
PRM460BC30 30 X 3.5 180 35 22 26.5




@ W

MASCHI A MACCHINA PRM820AC  New
MACHINE TAPS PRMVI820AC
MASCHINENGEWINDEBOHRER PRM820AC

e ssowlloman | on ) @A) bt

Tipo di foro / Hole type

Ny |

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM820AC03 3 X 0.5 3.5 2.7 .
PRM820AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM820AC05 5 X 0.8 70 8 6 4.9 4.2
PRM820AC06 6 X 1 80 10 6 4.9 5
PRM820AC08 8 X 1.25 90 13 8 6.2 6.8
PRM820AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM820BC
MACHINE TAPS PRVI820BC

M 1 |
o |

MASCHINENGEWINDEBOHRER PRMS20BC | ?

e nssewllomars o @A natitd

PRM820BC12

Tipo di foro / Hole type

9 D,q
Diametro di Preforatura
Tapping drill diameter




@ M L

MASCHI A MACCHINA PRMIOS80AB
MACHINE TAPS PRIVIOS80AB on =
MASCHINENGEWINDEBOHRER PRIMI080AB

22 s Yowon | v Vi

Tipo di foro / Hole type

e Y o
g g~(l‘) w

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRMO080AB03 3 X 0.5 3.5 2.7 .
PRMO080AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRMO080AB05 5 X 0.8 70 15 6 4.9 4.2
PRMO080AB06 6 X 1 80 17 6 4.9 5
PRMO080AB08 8 X 1.25 90 20 8 6.2 6.8
PRM080AB10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM080BB
MACHINE TAPS PRIVI030BB

MASCHINENGEWINDEBOHRER PRM080BB

2 s Yowsn) v Vi |

L
f
i

DINS76 !
E=sa

A

CODICE

CODE No.

Tipo di foro / Hole type

A

2D,

Diametro di Preforatura
Tapping drill diameter

PRM080BB12 X 1. .
PRM080BB14 14 X 2 110 26 11 12
PRM080BB16 16 X 2 110 27 12 14
PRM080BB18 18 X 2.5 125 30 14 15.5
PRMO080BB20 20 X 2.5 140 32 16 17.5
PRMO080BB22 22 X 2.5 140 32 18 14.5 19.5
PRM080BB24 24 X 3 160 34 18 14.5 21
PRM080BB27 27 X 3 160 36 20 24
PRMO080BB30 30 X 3.5 180 40 22 26.5




PRlhrce M

MASCHI A MACCHINA FORI PASSANTI VAPORIZZATI PRIVIOGOHP-AB
MACHINE TAPS PRVIOGOHP-AB
MASCHINENGEWINDEBOHRER PRIVI0G0HP-AB

DIN 371

. o B
Time s Jomsn) [ on ) @KU | o0
o Tipo di foro / Hole type
1, 0 /
/) T
e . ) ~
: : 2o
D
OD n Dia P
. . (] O ala
PRMO060HP-AB02 M 2 X 0.4 45 8 2.8 2.1 1.6
PRMO60HP-AB02.5| M 2.5 X 0.45 50 9 2.8 2.1 2.05
PRMO060HP-AB03 M3 X 0.5 56 10 3.5 2.7 2.5
PRMO060HP-AB04 M 4 X 0.7 63 12 4.5 34 3.3
PRMO060HP-AB05 M5 X 0.8 70 14 6 4.9 4.2
PRMO060HP-ABO06 M 6 X 1 80 16 6 4.9 5
PRMO060HP-AB08 M 8 X 1.25 90 18 8 6.2 6.8
PRMO060HP-AB10 M10 X 1.5 100 20 10 8 8.5
— i hcutln [ools
@ Brllerr%ahﬁé M
MACHINE TAPS PRIVI0G0HP-BB
- ™ B
e CHIEDER VIS
o Tipo di foro / Hole type
1, 0 /
4 T
E - ) ~
: g 2o
D
OU D d . Di1a P
. . (] O (la
PRMO060HP-BB12 M12 X 1.75 110 24 9 7 10.2
PRMO060HP-BB14 M14 X 2 110 25 11 9 12
PRMO060HP-BB16 M16 X 2 110 27 12 9 14
PRMO060HP-BB18 M18 X 2.5 125 32 14 1 15.5
PRMO060HP-BB20 M20 X 2.5 140 32 16 12 175
PRMO060HP-BB24 M24 X 3 160 36 18 14.5 21
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MASCHI A MACCHINA PRM030AB
MACHINE TAPS PRVI030AB oner
MASCHINENGEWINDEBOHRER PRM090AB

T s Yowon) o0 Y

Tipo di foro / Hole type

e Y o
g g~(l‘) w

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRMO090AB03 3 X 0.5 3.5 2.7 .
PRMO090AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRMO090AB05 5 X 0.8 70 15 6 4.9 4.2
PRMO090AB06 6 X 1 80 17 6 4.9 5
PRMO090AB08 8 X 1.25 90 20 8 6.2 6.8
PRMO090AB10 10 X 1.5 100 22 10 8 8.5




-
1

MASCHI A MACCHINA PRM030BB
MACHINE TAPS PRVI030BB

MASCHINENGEWINDEBOHRER PRM0390BB

DIN376

T s Yowsn) o0 Y

Tipo di foro / Hole type

A

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM090BB12 X 1. 7
PRM090BB14 14 X 2 110 26 11 9 12
PRM090BB16 16 X 2 110 27 12 9 14
PRM090BB18 18 X 2.5 125 30 14 11 15.5
PRM090BB20 20 X 2.5 140 32 16 12 17.5
PRM090BB22 22 X 2.5 140 32 18 14.5 19.5
PRM090BB24 24 X 3 160 34 18 14.5 21
PRM090BB27 27 X 3 160 36 20 16 24
PRM090BB30 30 X 3.5 180 40 22 18 26.5
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MASCHI AMAGCHINA FORI PASSANTI RIVESTITI HARDLUBE PRIMO70P-AB
MACHINE TAPS PRIOT0HP-AB
MASCHINENGEWINDEBOHRER PRVIO7O0HP-AB

DIN 371

S

o Y B
o s Jomon| or ) g e
o Tipo di foro / Hole type
1, O /
A 7N
- ) ~
ge) Ee) !
IS) Q 2D
OD - >
OD g d dia
PRMO070HP-AB02 M 2 X 0.4 45 8 2.8 2.1 1.6
PRMO70HP-AB02.5| M 2.5 X 0.45 50 9 2.8 2.1 2.05
PRMO070HP-AB03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRMO070HP-AB04 M 4 X 0.7 63 12 4.5 3.4 3.3
PRMO070HP-AB05 M5 X 0.8 70 14 6 4.9 4.2
PRMO070HP-AB06 M 6 X 1 80 16 6 4.9 5
PRMO070HP-AB0S8 M 8 X 1.25 90 18 8 6.2 6.8
PRMO070HP-AB10 M10 X 1.5 100 20 10 8 8.5

M

@ RHtsee

MASCHI A MACCHINA FORI PASSANTI RIVESTITI HARDLUBE PRVI70HP-BB
MACHINE TAPS PRMO70HP-8B
MASCHINENGEWINDEBOHRER PRMO70HP-BB

DIN 376

T s o) on YA smaleres
o Tipo di foro / Hole type
1, 0 /
/" rm
- ) N
© Ee) '
Q Q 2D,
D
OU D d . Di1a P
. . (0 O (la
PRMO070HP-BB12 M12 X 1.75 110 24 9 7 10.2
PRMO070HP-BB14 M14 X 2 110 25 11 9 12
PRMO070HP-BB16 M16 X 2 110 27 12 9 14
PRMO070HP-BB18 M18 X 2.5 125 32 14 1 15.5
PRMO070HP-BB20 M20 X 2.5 140 32 16 12 175
PRMO070HP-BB24 M24 X 3 160 36 18 14.5 21




MASCHI A MACCHINA PRM910AB \New
MACHINE TAPS PRM910AB onar
MASCHINENGEWINDEBOHRER PRM910AB

T wssomonan | on KD by v |

Tipo di foro / Hole type

e Y o
g g~(l‘) w

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM910AB03 3 X 0.5 3.5 2.7 .
PRM910AB04 4 X 0.7 63 13 4.5 3.4 3.3
PRM910AB05 5 X 0.8 70 15 6 4.9 4.2
PRM910AB06 6 X 1 80 17 6 4.9 5
PRM910AB08 8 X 1.25 90 20 8 6.2 6.8
PRM910AB10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM910BB
MACHINE TAPS PRM910BB

|

< |

MASCHINENGEWINDEBOHRER PRM910BB

Tie wss-pm) (omazs [ oH | @ M@ )!i

PRM910BB12

Tipo di foro / Hole type

A

9 D,q
Diametro di Preforatura
Tapping drill diameter




MASCHI A MACCHINA MULTI-TAPS PRVI4%0AB \New

MACHINE TAPS MULTI-TAPS PRM490AB
MASCHINENGEWINDEBOHRER MULTI-TAPS PRVI4%0AB

e s Joman [ on ) XD

=4

h 60°
1, 0 4
VA
< . ) ‘
: : o]
OD %

Tipo di foro / Hole type

A

g d L]

OD O g d dia
PRM490AB03 M3 56 11 3.5 2.7 2.5
PRM490AB04 M4 63 13 4.5 3.4 3.3
PRM490AB05 M5 70 15 6 4.9 4.2
PRM490AB06 M6 80 17 6 4.9 5
PRM490AB08 M8 90 20 8 6.2 6.8
PRM490AB10 M10 100 22 10 8 8.5

MASCHI A MACCHINA MULTI-TAPS PRVI4%0BB \New

MACHINE TAPS MULTI-TAPS PRM430BB
MASCHINENGEWINDEBOHRER MULTI-TAPS PRM430BB

e s owan o @NAD e

- . 60°
1, 0 4
) {
5 - ) ‘
: : oo,
OD

Tipo di foro / Hole type

AR

[]

) O apping d diamete
PRM490BB12 M12 110 24 9 7 10.2
PRM490BB14 M14 110 26 11 9 12
PRM490BB16 M16 110 27 12 9 14
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1 w M l @ Con imboc-
MASCHI A MACCHINA PRMG620AC i
MACHINE TAPS PRM620AC i

MASCHINENGEWINDEBOHRER PRIVI620AC g oo
T oo ol

holes.
Tipo di foro / Hole type

I, 0
= L]
S - ) ! ne
©
Q Q 2D, 7 7,
gD
CODICE (%] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM620AC03 3 X 0.5 35 2.7 .
PRM620AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM620AC05 5 X 0.8 70 8 6 4.9 4.2
PRM620AC06 6 X 1 80 10 6 4.9 5
PRM620AC08 8 X 1.25 90 13 8 6.2 6.8
PRM620AC10 10 X 1.5 100 15 10 8 8.5

100




£—

2l w M < Con imboc-
' co poste-
riore per
maschiatrici
MASCHI A MACCHINA PRIVI620BC rl
MACHINE TAPS PRMI620BC N

MASCHINENGEWINDEBOHRER PRM620BC o
" o) o e = )| 14

holes.
Tipo di foro / Hole type

I, 0
= L
5 ~ (D ; L. | f
©
N 2 oD, 7 77
gD
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM620BC12 X 1. 7
PRM620BC14 14 X 2 110 20 11 9 12
PRM620BC16 16 X 2 110 20 12 9 14
PRM620BC18 18 X 25 125 25 14 11 15.5
PRM620BC20 20 X 2.5 140 25 16 12 17.5
PRM620BC22 22 X 2.5 140 25 18 14.5 19.5
PRM620BC24 24 X 3 160 30 18 14.5 21
PRM620BC27 27 X 3 160 30 20 16 24
PRM620BC30 30 X 3.5 180 35 22 18 26.5
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M

MASCHI A MACCHINA FORI CIECHI VAPORIZZATI PRMG50HP-AC

MACHINE TAPS PRIVIG50HP-AC

MASCHINENGEWINDEBOHRER PRIVI650HP-AC

Tipo
Tyl:)e

s Yo on Vo sl = )

DIN 371

IZ

_T

60°

AA

Tipo di foro / Hole type

\IHI

|
3 E ) oo |
N ® 2D; 77 27
D

OD ] -

OD g d dia
PRM650HP-AC03 M 3 0.5 56 7 3.5 2.7 2.5 1.6
PRM650HP-AC04 M 4 0.7 63 8 4.5 3.4 3.3 2.05
PRM650HP-AC05 M 5 0.8 70 9 6 4.9 4.2 2.5
PRM650HP-AC06 M 6 1 80 10 6 4.9 5 3.3
PRM650HP-AC08 M 8 1.25 90 13 8 6.2 6.8 4.2
PRM650HP-AC10 M10 1.5 100 15 10 8 8.5 5
PRMO070HP-AB08 M 8 X 1.25 90 18 8 6.2 6.8
PRMO070HP-AB10 M10 X 1.5 100 20 10 8 8.5
@ Brller'r%%‘i“i% M

MASCHI A MACCHINA FORI CIECH| VAPORIZZATI PRMG50HP-BC

MACHINE TAPS PRMG50HP-BC

MASCHINENGEWINDEBOHRER PRIVI650HP-BC

Tipo
TyI:)e

s Yomon) on Vi gl = )

DIN 376

60°

Tipo di foro / Hole type

I, 0 4
v, ——
- ) ‘ i }7 L
= s M 7 7
»
OD 5 d ] t
. . (0 O (lad H [~
PRM650HP-BC12 M12 1.75 110 18 9 7 10.2 10.2
PRM650HP-BC14 M14 2 110 20 11 9 12 12
PRM650HP-BC16 M16 2 110 20 12 9 14 14
PRM650HP-BC18 M18 2.5 125 25 14 1 15.5 15.5
PRM650HP-BC20 M20 2.5 140 25 16 12 17.5 17.5
PRM650HP-BC24 M24 3 160 30 18 14.5 21 21




£—

N k@ M |
MASCHI A MACCHINA PRM630AC
MACHINE TAPS PRMG630AC i
MASCHINENGEWINDEBOHRER PRM630AC | ™ E s

thre-
o s omn | on A s ]

ads for
machine
tapping of

deep blind
holes.

Tipo di foro / Hole type

gD
CODICE (%] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM630AC03 3 X 0.5 35 2.7 .
PRM630AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM630AC05 5 X 0.8 70 8 6 4.9 4.2
PRM630AC06 6 X 1 80 10 6 4.9 5
PRM630AC08 8 X 1.25 90 13 8 6.2 6.8
PRM630AC10 10 X 1.5 100 15 10 8 8.5
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M I @ Con

MASCHI A MACCHINA PRM630BC
MACHINE TAPS PRVI630BC

imbocco
poste-
riore per
maschia-
trici in
fori ciechi
profondi

thre-
ads for

machine
tapping of

MASCHINENGEWINDEBOHRER PRM630BC | ™ 5 s
s sse)onen)| on ) s

deep blind
holes.

Tipo di foro / Hole type

\\Iﬂl

§'u|
NI
\{

@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM630BC12 X 1. 7
PRM630BC14 14 X 2 110 20 11 9 12
PRM630BC16 16 X 2 110 20 12 9 14
PRM630BC18 18 X 2.5 125 25 14 11 15.5
PRM630BC20 20 X 2.5 140 25 16 12 17.5
PRM630BC22 22 X 2.5 140 25 18 14.5 19.5
PRM630BC24 24 X 3 160 30 18 14.5 21
PRM630BC27 27 X 3 160 30 20 16 24
PRM630BC30 30 X 3.5 180 35 22 18 26.5




@ o

MASCHI A MACCHINA PRM920AC \New
MACHINE TAPS PRMI920AC oner =
MASCHINENGEWINDEBOHRER PRM920AC g

T wssomonan | on KD ke 0 |

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM920AC03 3 X 0.5 3.5 2.7 .
PRM920AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM920AC05 5 X 0.8 70 8 6 4.9 4.2
PRM920AC06 6 X 1 80 10 6 4.9 5
PRM920AC08 8 X 1.25 90 13 8 6.2 6.8
PRM920AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM920BC
MACHINE TAPS PRM920BC

[ NVew

INS76 gy

MASCHINENGEWINDEBOHRER PRM920BC ?
RI:I% @SS-P@ @lN 37{9 [ 6H ) @ @@ 5

PRM920BC12

Tipo di foro / Hole type

9 D,q
Diametro di Preforatura
Tapping drill diameter




MASCHI A MACCHINA FORI CIECHI MULTI-TAPS PRMG80AC
MACHINE TAPS MULTI-TAPS PRM6S0AC
MASCHINENGEWINDEBOHRER MULTI-TAPS PRIVIGS0AC

e ssee Joman) (o) @A e

Tipo di foro / Hole type

/:;

. |1 600
1, O 4
) Al
S . ) ‘ |
: : 2o 7
OD %

7
g D

0 d [] 0 d

OD O ping d dia
PRM680AC03 M3 56 6 3.5 2.7 2.5
PRM680AC04 M4 63 7 4.5 3.4 3.3
PRM680AC05 M5 70 8 6 4.9 4.2
PRM680AC06 M6 80 10 6 4.9 5

PRMG680AC08 M8 90 13 8 6.2 6.8
PRM680AC10 M10 100 15 10 8 8.5

MASCHI A MACCHINA FORI CIECHI MULTI-TAPS PRM680BC
MACHINE TAPS MULTI-TAPS PRVI680BC
MASCHINENGEWINDEBOHRER MULTI-TAPS PRM680BC

e sseJomarsl o | @NAD | panaes

Tipo di foro / Hole type

- h 60°
1, O 4
) |
S - ) ‘ |
: g 0] Z
OD

}? L

7

0

[] 0

. . U dpp (] O [ld o[-

PRM680BC12 M12 110 18 9 7 10.2
PRM680BC14 M14 110 20 11 9 12
PRM680BC16 M16 110 20 12 9 14
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M

MASCHI A MACCHINA FORI CIECHI RIVESTITI HARDLUBE PRM670HP-AC

MACHINE TAPS PRM670HP-AC
MASCHINENGEWINDEBOHRER PRIVI670HP-AC

Tipo
Tyl:)e

s Jomonl| o1 )l s

DIN 371 | |

j

/

o Tipo di foro / Hole type
1, 0 /
E < ) ~ e
N N 2D, 77 27
»
OD D d [] Dia P
OD g d dia
PRM670HP-ACO03 M 3 X 0.5 56 7 3.5 2.7 2.5
PRM670HP-AC04 M4 X 0.7 63 8 4.5 3.4 3.3
PRM670HP-ACO05 M 5 X 0.8 70 9 6 4.9 4.2
PRM670HP-ACO06 M 6 X 1 80 10 6 4.9 5
PRM670HP-ACO08 M 8 X 1.25 90 13 8 6.2 6.8
PRM670HP-AC10 M10 X 1.5 100 15 10 8 8.5

Brllerir%%‘ﬁ"?%

M

MASCHI A MACCHINA FORI CIECHI RIVESTITI HARDLUBE PRV670HP-BC

MACHINE TAPS PRM670HP-BC
MASCHINENGEWINDEBOHRER PRIMo670HP-BC

DIN 376

T
)

EREEIEN NP
Type HSS-E ) \DIN 376)| 6H Hardlube fa
o Tipo di foro / Hole type
I, 0 4
v, ——
< - ) < 7 U]
N s 2D 7 7
D
OD D d [] Dia o di P
. ' (0 O (la
PRM670HP-BC12 M12 X 1.75 110 18 9 7 10.2
PRM670HP-BC14 M14 X 2 110 20 11 9 12
PRM670HP-BC16 M16 X 2 110 20 12 9 14
PRM670HP-BC18 M18 X 2.5 125 25 14 1 15.5
PRM670HP-BC20 M20 X 2.5 140 25 16 12 175
PRM670HP-BC24 M24 X 3 160 30 18 14.5 21




@ Brllerir%%‘ﬁ"?@ v I

MASCHI A MACCHINA FORI CIECHI RIVESTIT TICN PRIVI6%HP-AC
MACHINE TAPS PRMGX0HP-AC —_—
MASCHINENGEWINDEBOHRER PRIVI630HP-AC

! |
e TiH e lomorl ot VAD) ] o l

Tipo di foro / Hole type

h 60°
1, 0 4
v, =
= - ) i /7 L
N N 2D, 77 27
. O D

OD o d ]

OD O apping d dia
PRM690HP-ACO03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRM690HP-AC04 M4 X 0.7 63 12 4.5 34 3.3
PRM690HP-ACO05 M 5 X 0.8 70 14 6 4.9 4.2
PRM690HP-ACO06 M6 X 1 80 16 6 4.9 5
PRM690HP-ACO08 M 8 X 1.25 90 18 8 6.2 6.8
PRM690HP-AC10 M10 X 1.5 100 20 10 8 8.5

@ PRlirce v i

MASCHI A MACCHINA FORI CIECHI RIVESTIT TICN PRIVI6%HP-BC
MACHINE TAPS PRV630HP-BC
MASCHINENGEWINDEBOHRER PRIVI6%0HP-BC W

R‘:,‘L TiH G—iSS-E) @N 3@ [ 6H ) @ @ @

Tipo di foro / Hole type

- h 60°
1, 0 4
v, ——
= - (- ‘ 7 1 0
v s M % 27
0 » O D

[]
. ' U dpp (] O (la ele
PRM690HP-BC12 M12 X 1.75 110 24 9 7 10.2
PRM690HP-BC16 M16 X 2 110 27 12 9 14
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MASCHI A RULLARE CON CANALINI DI LUBR. PRM700AC

COLD FORMING TAPS WITH OIL GROOVES PRM700AC
GEWINDEFORMER MIT SCHMIERNUTEN PRM700AC

w (N s Yowon ] oo V] )

DIN371

Tipo di foro / Hole type

gD
CODICE Diametro di P:eforatura
Tapping drill diameter
PRM700AC03 X 0.5 35 2.7 .
PRM700AC04 4 X 0.7 63 13 4.5 3.4 3.7
PRM700AC05 5 X 0.8 70 15 6 4.9 4.65
PRM700AC06 6 X 1 80 17 6 4.9 5.65
PRM700AC08 8 X 1.25 90 20 8 6.2 7.4
PRM700AC10 10 X 1.5 100 22 10 8 9.3




MASCHI A RULLARE CON CANALINI DI LUBR. PRM700BC
COLD FORMING TAPS WITH OIL GROOVES PRM700BC
GEWINDEFORMER MIT SCHMIERNUTEN PRM700BC

e, @ [HSS-E) @N 3@ [GHX) @ Mw

DIN376

Tipo di foro / Hole type

) - - ’( i
SRR

N

CODICE

2D,

X Diametro di Preforatura
CODE No. mm Tapping drill diameter
PRM700BC12 12 X 1.75 110 24 9 7 11.2
PRM700BC14 14 X 2 110 26 11 9 13
PRM700BC16 16 X 2 110 27 12 9 15
PRM700BC18 18 X 25 125 30 14 11 16.8
PRM700BC20 20 X 25 140 32 16 12 18.8
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MASCHI A RULLARE CON CANALINI DI LUBR. PRM750AC
COLD FORMING TAPS WITH OIL GROOVES PRM750AC
GEWINDEFORMER MIT SCHMIERNUTEN PRM750AC

T, @ [HSS-E) @N 37D [GHX) @ M@

DIN371

|

60°

Tipo di foro / Hole type

;.1 O I/‘ [

o]
R
S -
N
L
N
Ul

: g 2z
gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM750AC03 3 X 0.5 35 2.7 .
PRM750AC04 4 X 0.7 63 13 4.5 3.4 3.7
PRM750AC05 5 X 0.8 70 15 6 4.9 4.65
PRM750AC06 6 X 1 80 17 6 4.9 5.65
PRM750AC08 8 X 1.25 90 20 8 6.2 7.4
PRM750AC10 10 X 1.5 100 22 10 8 9.3




MASCHI A RULLARE CON CANALINI DI LUBR. PRM750BC
COLD FORMING TAPS WITH OIL GROOVES PRM750BC
GEWINDEFORMER MIT SCHMIERNUTEN PRM750BC

T, @ [HSS-E) @N 3@ [GHX) @ M@

DIN376

AT
MM

60°

Tipo di foro / Hole type

;.1 O I/‘ [

o]
R
S -
N
L
N
Ul

5 -
8 =

CODICE

CODE No.

9 D,q
Diametro di Preforatura
Tapping drill diameter

PRM750BC12 12 X 1.75 110 24 9 7 11.2
PRM750BC14 14 X 2 110 26 11 9 13
PRM750BC16 16 X 2 110 27 12 9 15
PRM750BC18 18 X 2.5 125 30 14 11 16.8
PRM750BC20 20 X 2.5 140 32 16 12 18.8
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MASCHI A RULLARE RIVESTITI TiN PRM730HP-AC
MACHINE TAPS PRM730HP-AC
MASCHINENGEWINDEBOHRER PRM730HP-AC

e (N s sYomer) o il = )|

Tipo di foro / Hole type

h 60°
1, 0 /
— 1 [
= - ) ‘ i
8 s E_DJ 227 22
. O D

OD o d ]

OD O apping d diamete
PRM730HP-AC03 M 3 X 0.5 56 10 3.5 2.7 2.75
PRM730HP-AC04 M4 X 0.7 63 12 4.5 34 3.65
PRM730HP-AC05 M 5 X 0.8 70 14 6 4.9 4.6
PRM730HP-ACO06 M6 X 1 80 16 6 4.9 5.55
PRM730HP-AC08 M 8 X 1.25 90 18 8 6.2 7.4
PRM730HP-AC10 M10 X 1.5 100 20 10 8 9.3

@ PRlirce v 1

MASCHI A RULLARE RIVESTITI TiN PRM730HP-BC
MACHINE TAPS PRM730HP-BC
MASCHINENGEWINDEBOHRER PRM730HP-BC

.03 @ G—iSS-E) @N 3@ [eHx) @ @ w

i

Tipo di foro / Hole type

h 60°
1, 0 /
— A TIE =
B - ) ny
S| S 2D, 77 27
. O D

PRM730HP-BC12 M12 X 1.75 110 24 9 7 11.1
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MASCHI A MACCHINA PRM300AB
MACHINE TAPS PRM300AB
MASCHINENGEWINDEBOHRER PRM300AB

ke nsse [ oman | on | @A) e

Tipo di foro / Hole type

60°

L O I/‘ T

oD
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM300AB02 2 X 04 8 2.8 2.1 1.6
PRM300AB02,2 2.2 X 0.45 45 8 2.8 2.1 1.75
PRM300AB02,3 2.3 X 04 45 8 2.8 2.1 1.9
PRM300AB02,5 2.5 X 0.45 50 9 2.8 2.1 2.05
PRM300AB02,6 2.6 X 0.45 50 9 2.8 2.1 2.1
PRM300AB03 3 X 0.5 56 11 3.5 2.7 2.5
PRM300AB04 4 X 0.7 63 13 4.5 34 3.3
PRM300AB05 5 X 0.8 70 15 6 4.9 4.2
PRM300AB06 6 X 1 80 17 6 4.9 5
PRM300AB08 8 X 1.25 90 20 8 6.2 6.8
PRM300AB10 10 X 1.5 10 22 10 8 8.5
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MASCHI A MACCHINA PRM300BB
MACHINE TAPS PRVI300BB

DIN376

MASCHINENGEWINDEBOHRER PRM300BB %
g

] EDTENEIDY V™

i AL
g EN ) w

Tipo di foro / Hole type

A

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM300BB12 X 1 7 .
PRM300BB14 14 X 2 110 26 11 9 12
PRM300BB16 16 X 2 110 27 12 9 14
PRM300BB18 18 X 2.5 125 30 14 11 15.5
PRM300BB20 20 X 2.5 140 32 16 12 17.5




£—

MASCHI A MACCHINA PRM360AC
MACHINE TAPS PRM360AC onon
MASCHINENGEWINDEBOHRER PRM360AC

o OOy ™ /

Tipo di foro / Hole type

zd,
&d,
—
o]
N
ER
5.
N
Nl
N
\ 1

CODICE oD,

(%] ] Diametro di Preforatura

CODE No. Tapping drill diameter
PRM360AC02 2 X 0.4 8 2.8 2.1 1.6
PRM360AC02,2 2.2 X 0.45 45 8 2.8 2.1 1.75
PRM360AC02,3 2.3 X 0.4 45 8 2.8 2.1 1.9
PRM360AC02,5 2.5 X 0.45 50 9 2.8 2.1 2.05
PRM360AC02,6 2.6 X 0.45 50 9 2.8 2.1 2.1
PRM360AC03 3 X 0.5 56 6 35 2.7 25
PRM360AC04 4 X 0.7 63 7 4.5 3.4 3.3
PRM360AC05 5 X 0.8 70 8 6 4.9 4.2
PRM360AC06 6 X 1 80 10 6 4.9 5
PRM360AC08 8 X 1.25 90 13 8 6.2 6.8
PRM360AC10 10 X 1.5 100 15 10 8 8.5
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MASCHI A MACCHINA PRM360BC |
MACHINE TAPS PRM360BC onis
MASCHINENGEWINDEBOHRER PRM360BC

e el o & w14

Tipo di foro / Hole type

1 O
S - ) ~ _
: : 2o z

N

N\l
NI
\L

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM360BC12 X 1 7 .
PRM360BC14 14 X 2 110 20 11 9 12
PRM360BC16 16 X 2 110 20 12 9 14
PRM360BC18 18 X 2.5 125 25 14 11 15.5
PRM360BC20 20 X 2.5 140 25 16 12 17.5
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MASCHI A MACCHINA PRM720AC
MACHINE TAPS PRM720AC
MASCHINENGEWINDEBOHRER PRM720AC

W (GG s Yoo ] oo Y )

Tipo di foro / Hole type

ey s,

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM720AC03 3 X 0.5 3.5 2.7 .
PRM720AC04 4 X 0.7 63 13 4.5 3.4 3.3
PRM720AC05 5 X 0.8 70 15 6 4.9 4.2
PRM720AC06 6 X 1 80 17 6 4.9 5
PRM720AC08 8 X 1.25 90 20 8 6.2 6.8
PRM720AC10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM720BC
MACHINE TAPS PRM720BC

MASCHINENGEWINDEBOHRER PRM720BC

Tipo
W (GG

(o Jomer) oo V) iyl v

DIN376

60°

I O I/‘

Tipo di foro / Hole type

\\)IHI

< < (D u ||
N o D, 7 7
@D
CODICE ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM720BC12 X 1. 7 .
PRM720BC14 14 X 2 110 26 11 9 12
PRM720BC16 16 X 2 110 27 12 9 14
PRM720BC18 18 X 2.5 125 30 14 11 15.5
PRM720BC20 20 X 2.5 140 32 16 12 17.5
PRM720BC22 22 X 2.5 140 32 18 14.5 19.5
PRM720BC24 24 X 3 160 34 18 14.5 21
PRM720BC27 27 X 3 160 36 20 16 24
PRM720BC30 30 X 3.5 180 40 22 18 26.5




@ Brllerir%%‘ﬁ"?@ v

MASCHI A MACCHINA FORI CIECHIPASSANTI NITRURATI PRMT10HP-AC
MAGHINE TAPS PRM710HP-AC
MASCHINENGEWINDEBOHRER PRVI710{P-AC

W GG rss Yoo v Vi ] )

DIN 371 I

Tipo di foro / Hole type

oo

. |'\ 600
1, 0 4
b \ —
5 - () ‘ Y I'n
: g | | 2 7
0 P )

OD o d ]

OD O g d dia
PRM710HP-ACO03 M 3 X 0.5 56 10 3.5 2.7 2.5
PRM710HP-AC04 M4 X 0.7 63 12 4.5 34 3.3
PRM710HP-AC05 M 5 X 0.8 70 14 6 4.9 4.2
PRM710HP-ACO06 M6 X 1 80 16 6 4.9 5
PRM710HP-AC08 M 8 X 1.25 90 18 8 6.2 6.8
PRM710HP-AC10 M10 X 1.5 100 20 10 8 8.5

@ PRlirce v

MASCHI A MACCHINA FORI CIECHIPASSANTI NITRURATI PRM710HP-BC
MACHINE TAPS PRIM710P-BC
MASCHINENGEWINDEBOHRER PRM710HP-BC

w GG s Yool v Vs )

IN 376 I

Tipo di foro / Hole type

oo

- . 60°
1, 0 4
v, =
S - ) ‘ L 0]
: : | | 2 .

OD ]

OD annina drill diamete
PRM710HP-BC12 M12 X 1.75 110 24 9 7 10.2
PRM710HP-BC14 M14 X 2 110 25 11 9 12
PRM710HP-BC16 M16 X 2 110 27 12 9 14
PRM710HP-BC18 M18 X 2.5 125 32 14 1" 15.5
PRM710HP-BC20 M20 X 2.5 140 32 16 12 17.5
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MASCHI A MACCHINA PRM740AC
MACHINE TAPS PRM740AC
MASCHINENGEWINDEBOHRER PRM740AC

T @ [HSS-E) @N 37D [BHX) @ M@

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM740AC03 3 X 0.5 3.5 2.7 .
PRM740AC04 4 X 0.7 63 13 4.5 3.4 3.3
PRM740AC05 5 X 0.8 70 15 6 4.9 4.2
PRM740AC06 6 X 1 80 17 6 4.9 5
PRM740AC08 8 X 1.25 90 20 8 6.2 6.8
PRM740AC10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA PRM740BC |
MACHINE TAPS PRM740BC onas | |
MASCHINENGEWINDEBOHRER PRM740BC {

T, @ [HSS-E) @N 3@ [BHX) @ M@

Tipo di foro / Hole type

Ry

60°

) | - 4 aiE

A
>
W
i
Il

B
N
Nl
W
NI
\

S -
8 s

CODICE oD,

Diametro di Preforatura

CODE No. Tapping drill diameter

PRM740BC12 X 1. .
PRM740BC14 14 X 2 110 26 11 12
PRM740BC16 16 X 2 110 27 12 9 14
PRM740BC18 18 X 2.5 125 30 14 11 15.5
PRM740BC20 20 X 2.5 140 32 16 12 17.5
PRM740BC22 22 X 25 140 32 18 14.5 19.5
PRM740BC24 24 X 3 160 34 18 14.5 21
PRM740BC27 27 X 3 160 36 20 16 24
PRM740BC30 30 X 3.5 180 40 22 18 26.5
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MASCHI A MACCHINA METALLO DURO PRM760AC
MACHINE TAPS HM PRM760AC
MASCHINENGEWINDEBOHRER VHM PRM760AC

W (GG o Yoo ] v Y

Tipo di foro / Hole type

CODICE oD,

Diametro di Preforatura

Tapping drill diameter

PRM760AC03 3 X 0.5 3.5 2.7 .
PRM760AC04 4 X 0.7 63 13 4.5 3.4 3.3
PRM760AC05 5 X 0.8 70 15 6 4.9 4.2
PRM760AC06 6 X 1 80 17 6 4.9 5
PRM760AC08 8 X 1.25 90 20 8 6.2 6.8
PRM760AC10 10 X 1.5 100 22 10 8 8.5
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MASCHI A MACCHINA METALLO DURO PRM760BC
MACHINE TAPS HM PRM760BC
MASCHINENGEWINDEBOHRER VHM PRM760BC

W (GG o Yoo v Y

DIN376 |

:

¥

S

Tipo di foro / Hole type

N

1, 0
S - ) ~ |
: : | |

N\l

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM760BC12 X 1 7 .
PRM760BC14 14 X 2 110 26 11 9 12
PRM760BC16 16 X 2 110 27 12 9 14
PRM760BC18 18 X 25 125 30 14 11 15.5
PRM760BC20 20 X 25 140 32 16 12 17.5
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@ Brllerir%%‘ﬁ"?@

MASCHI EXTRALUNGHI FORI PASSANTI PRM570HP-AB
MACHINE TAPS PRM570HP-AB
MASCHINENGEWINDEBOHRER PRM570HP-AB

DIN 371

i \50'Z B =
e [N EHIEE v I™ L
o Tipo di foro / Hole type
1, O 4 M
) Al
N ™ ) ‘
© Ee) '
IS) Q 2D
D
OD o . ?
OD g d dia
PRM570HP-AB03 M 3 X 0.5 100 10 3.5 2.7 2.5
PRM570HP-AB04 M 4 X 0.7 125 12 4.5 34 3.3
PRM570HP-AB05 M5 X 0.8 140 14 6 4.9 4.2
PRM570HP-AB06 M 6 X 1 160 16 6 4.9 5
PRM570HP-AB08 M 8 X 1.25 180 18 8 6.2 6.8
PRM570HP-AB10 M10 X 1.5 200 20 10 8 8.5

M

@ RHtsee

MASCHI EXTRALUNGHI FORI PASSANTI PRM570HP-BB
MACHINE TAPS PRVI5/0HP-BB
MASCHINENGEWINDEBOHRER PRM570HP-BB

DIN 376

A=

o o4 B
w N HI )7\ ™
o Tipo di foro / Hole type
1, 0 4
) (
e . ) ‘
: g 2o
D
o]» ] Dia di P
OD drill ¢
PRM570HP-BB06 M6 X 1 160 16 4.5 34 5
PRM570HP-BB08 M8 X 1.25 180 18 6 4.9 6.8
PRM570HP-BB10 M10 X 1.5 200 20 7 5.5 8.5
PRM570HP-BB12 M12 X 1.75 220 24 9 7 10.2




PRlirce M

MASCHI EXTRALUNGHI FORI CIECHI PRMI580HP-AB
MACHINE TAPS PRM580HP-AB
MASCHINENGEWINDEBOHRER PRM580HP-AB

me [ N ssee Jonan) (o) @A  paaa

DIN 371

|

_I

/
¥

IZ

_T

60°

AA

Tipo di foro / Hole type

oo

|
: g ’ oo,

D
OD O d [] Dia P

OD g d dia
PRM580HP-AB03 M 3 X 0.5 100 10 3.5 2.7 2.5
PRM580HP-AB04 M4 X 0.7 125 12 4.5 34 3.3
PRM580HP-AB05 M5 X 0.8 140 14 6 4.9 4.2
PRM580HP-AB06 M6 X 1 160 16 6 4.9 5
PRM580HP-AB08 M 8 X 1.25 180 18 8 6.2 6.8
PRM580HP-AB10 M10 X 1.5 200 20 10 8 8.5

Brllerir%%‘ﬁ"?%

M

MASCHI EXTRALUNGHI FORI CIECHI PRMI580HP-BB

MACHINE TAPS PRM580HP-BB
MASCHINENGEWINDEBOHRER PRM580HP-BB

me (N sseJomarsl o | @NAD | panaes

DIN 376

e N

I,

]

60°

AA,

Tipo di foro / Hole type

o

Y
: g ’ 2o

D

OD ] Dia di P
OD d d

PRM580HP-BB06 M6 X 1 160 16 4.5 3.4 5
PRM580HP-BB08 M8 X 1.25 180 18 6 4.9 6.8
PRM580HP-BB10 M10 X 1.5 200 20 7 5.5 8.5
PRM580HP-BB12 M12 X 1.75 220 24 9 7 10.2
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MASCHI EXTRALUNGHI FORI CIECHI/PASSANTI NITRURATI PRI520P-AB
MACHINE TAPS PRV530HP-AB
MASCHINENGEWINDEBOHRER PRIM530HP-AB

W GG rss Yoo v Vi sl )

DDDDDD

Tipo di foro / Hole type

. |'\ 600
1, 0 4
b \ —
1 ~ ) ‘ || 7
: : o | &
OD 0 5

J d L]

OD O g d dia
PRM590HP-AB03 M 3 X 0.5 100 10 3.5 2.7 2.5
PRM590HP-AB04 M4 X 0.7 125 12 4.5 34 3.3
PRM590HP-AB05 M 5 X 0.8 140 14 6 4.9 4.2
PRM590HP-AB06 M6 X 1 160 16 6 4.9 5
PRM590HP-AB08 M 8 X 1.25 180 18 8 6.2 6.8
PRM590HP-AB10 M10 X 1.5 200 20 10 8 8.5

@ PRlirce v

MASCHI EXTRALUNGHI FORI CIECHIPASSANTI NITRURATI PRI230tP-BB
MACHINE TAPS PRIM330HP-BB
MASCHINENGEWINDEBOHRER PRV530HP-BB

w GG s Yool o Vg

IN 376 I

Tipo di foro / Hole type

7|1 60°
1, 0 4
v, =
< - ) < 7
: g 0] 2
OD .

[]
. O (] O (la o (-
PRM590HP-BB10 M10 X 1.5 200 20 7 5.5 8.5
PRM590HP-BB12 M12 X 1.75 220 24 9 7 10.2
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SERIE DI MASCHI PASSO FINE PRM100F
SETS OF TAPS PRVI100F
GEWINDEBOHRER - SATZ PRM100F

s o o D | 3
W (N hss Jomawl o g

Tipo di foro / Hole type

;.1 O I/‘ I 7Y,

zd,
&d,
—
o]
N
ER
5.
N
Nl
N
\ 1

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM100FS0303 3 X 0.35 3.5 2.7 .
PRM100FS0405 4 X 0.5 48 9 4.5 34 3.5
PRM100FS0505 5 X 0.5 52 11 6 4.9 4.5
PRM100FS0605 6 X 0.5 56 12 6 4.9 5.5
PRM100FS0607 6 X 0.75 56 12 6 4.9 5.2
PRM100FS0707 7 X 0.75 56 14 6 4.9 6.2
PRM100FS0805 8 X 0.5 63 14 6 4.9 7.5
PRM100FS0807 8 X 0.75 63 14 6 4.9 7.2
PRM100FS0810 8 X 1 63 17 6 4.9 7
PRM100FS0910 9 X 1 63 17 7 5.5 8
PRM100FS1007 10 X 0.75 63 18 7 5.5 9.2
PRM100FS1010 10 X 1 63 18 7 5.5 9
PRM100FS1012 10 X 1.25 70 22 7 5.5 8.8
PRM100FS1210 12 X 1 70 18 9 7 11
PRM100FS1212 12 X 1.25 70 20 9 7 10.8
PRM100FS1215 12 X 1.5 70 20 9 7 10.5
PRM100FS1310 13 X 1 70 18 11 9 12
PRM100FS1410 14 X 1 70 18 11 9 13
PRM100FS1412 14 X 1.25 70 20 11 9 12.8
PRM100FS1415 14 X 1.5 70 20 11 9 12.5
PRM100FS1510 15 X 1 70 18 12 9 14
PRM100FS1515 15 X 1.5 70 20 12 9 13.5
PRM100FS1610 16 X 1 70 18 12 9 15
PRM100FS1615 16 P 1.5 70 20 12 9 14.5
PRM100FS1810 18 X 1 80 18 14 11 17
PRM100FS1815 18 X 1.5 80 22 14 11 16.5
PRM100FS2010 20 X 1 80 18 16 12 19
PRM100FS2015 20 X 1.5 80 22 16 12 18.5
PRM100FS2210 22 X 1 80 18 18 14.5 21
PRM100FS2215 22 X 1.5 80 22 18 14.5 20.5
PRM100FS2410 24 X 1 90 18 18 14.5 23
PRM100FS2415 24 X 1.5 90 22 18 14.5 22.5
PRM100FS2420 24 X 2 90 22 18 14.5 22
PRM100FS2515 25 X 1.5 90 22 18 14.5 23.5
PRM100FS2615 26 X 1.5 90 22 18 14.5 24.5
PRM100FS2715 27 X 1.5 90 22 20 16 25.5
PRM100FS2720 27 X 2 90 22 20 16 25
PRM100FS2815 28 X 1.5 90 22 20 16 26.5
PRM100FS2820 28 X 2 90 22 20 16 26
PRM100FS3015 30 X 1.5 90 22 22 18 28.5
PRM100FS3020 30 X 2 90 22 22 18 28
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MASCHI A MACCHINA PRM201FB
MACHINE TAPS PRVI201FB
MASCHINENGEWINDEBOHRER PRVI201FB

Tipo
W (N

nss-e Jomare) on @) maadd

DIN 374

P
=
—

60°

/

<

2D

Tipo di foro / Hole type

RN

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM201FB0405 X 0.5 2.8 2.1 3.5
PRM201FB0505 5 X 0.5 70 11 3.5 2.7 4.5
PRM201FB0607 6 X 0.75 80 13 4.5 34 5.2
PRM201FB0707 7 X 0.75 80 14 5.5 4.3 6.2
PRM201FB0810 8 X 1 90 17 6 4.9 7
PRM201FB1010 10 X 1 90 18 7 5.5 9
PRM201FB1012 10 X 1.25 100 22 7 5.5 8.8
PRM201FB1210 12 X 1 100 18 9 7 11
PRM201FB1212 12 X 1.25 100 22 9 7 10.8
PRM201FB1215 12 X 1.5 100 22 9 7 10.5
PRM201FB1410 14 X 1 100 18 11 9 13
PRM201FB1412 14 X 1.25 100 22 11 9 12.8
PRM201FB1415 14 X 1.5 100 22 11 9 12.5
PRM201FB1610 16 X 1 100 18 12 9 15
PRM201FB1615 16 X 1.5 100 22 12 9 14.5
PRM201FB1810 18 X 1 110 20 14 11 17
PRM201FB1815 18 X 1.5 110 25 14 11 16.5
PRM201FB2010 20 X 1 125 20 16 12 19
PRM201FB2015 20 X 1.5 125 25 16 12 18.5
PRM201FB2210 22 X 1 125 20 18 14.5 21
PRM201FB2215 22 X 1.5 125 25 18 14.5 20.5
PRM201FB2415 24 X 1.5 140 27 18 14.5 22.5
PRM201FB2420 24 X 2 140 27 18 14.5 22
PRM201FB2615 26 P 1.5 140 28 18 14.5 24.5
PRM201FB2715 27 X 1.5 140 28 20 16 25.5
PRM201FB2720 27 X 2 140 28 20 16 25
PRM201FB2815 28 X 1.5 140 28 20 16 26.5
PRM201FB3015 30 X 1.5 150 30 22 18 28.5
PRM201FB3020 30 X 2 150 30 22 18 28
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MASCHI A MACCHINA PRM531FB |
MACHINE TAPS PRM531FB

MASCHINENGEWINDEBOHRER PRM531FB 9

Trve @ [HSS-E) @N 3@ [ 6H ) @ W@ :_.:

Tipo di foro / Hole type

-'—2.‘ 0 I/‘ .

; : ) ~
: g oo,
oD
CODICE (7] O Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM531FB0405 X 0.5 2.8 2.1 .
PRM531FB0505 5 X 0.5 70 11 3.5 2.7 4.5
PRM531FB0607 6 X 0.75 80 13 4.5 34 5.2
PRM531FB0810 8 X 1 90 17 6 4.9 7
PRM531FB1010 10 X 1 90 18 7 5.5 9
PRM531FB1012 10 X 1.25 100 22 7 5.5 8.8
PRM531FB1210 12 X 1 100 18 9 7 11
PRM531FB1212 12 X 1.25 100 22 9 7 10.8
PRM531FB1215 12 X 1.5 100 22 9 7 10.5
PRM531FB1410 14 X 1 100 18 11 9 13
PRM531FB1412 14 X 1.25 100 22 11 9 12.8
PRM531FB1415 14 X 1.5 100 22 11 9 12.5
PRM531FB1610 16 X 1 100 18 12 9 15
PRM531FB1615 16 X 1.5 100 22 12 9 14.5
PRM531FB1810 18 X 1 110 20 14 11 17
PRM531FB1815 18 X 1.5 110 25 14 11 16.5
PRM531FB2010 20 X 1 125 20 16 12 19
PRM531FB2015 20 X 1.5 125 25 16 12 18.5
PRM531FB2210 22 X 1 125 20 18 14.5 21
PRM531FB2215 22 X 1.5 125 25 18 14.5 20.5
PRM531FB2415 24 X 1.5 140 27 18 14.5 22.5
PRM531FB2420 24 X 2 140 27 18 14.5 22
PRM531FB2615 26 X 1.5 140 28 18 14.5 24.5
PRM531FB2715 27 P 1.5 140 28 20 16 25.5
PRM531FB2720 27 X 2 140 28 20 16 25
PRM531FB2815 28 X 1.5 140 28 20 16 26.5
PRM531FB3015 30 X 1.5 150 30 22 18 28.5
PRM531FB3020 30 X 2 150 30 22 18 28
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MASCHI A MACCHINA PRM601FC
MACHINE TAPS PRVIGO1FC
MASCHINENGEWINDEBOHRER PRVIGO1FC

Tipo
Tyl::e

_N_

ERITEAETY 7 IP™

DIN 374

4

60°

/

Tipo di foro / Hole type

\\Iﬂl

N
i

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM601FC0405 X 0.5 2.8 2.1 .
PRM601FC0505 5 X 0.5 70 5 3.5 2.7 4.5
PRM601FC0607 6 X 0.75 80 8 4.5 34 5.2
PRM601FC0810 8 X 1 90 10 6 4.9 7
PRM601FC1010 10 X 1 90 10 7 5.5 9
PRMG601FC1012 10 X 1.25 100 16 7 5.5 8.8
PRM601FC1210 12 X 1 100 11 9 7 11
PRMG601FC1212 12 X 1.25 100 15 9 7 10.8
PRMG601FC1215 12 X 1.5 100 15 9 7 10.5
PRMG601FC1410 14 X 1 100 11 11 9 13
PRMG601FC1412 14 X 1.25 100 15 11 9 12.8
PRMG601FC1415 14 X 1.5 100 15 11 9 12.5
PRMG601FC1610 16 X 1 100 12 12 9 15
PRMG601FC1615 16 X 1.5 100 15 12 9 14.5
PRMG601FC1810 18 X 1 110 13 14 11 17
PRMG601FC1815 18 X 1.5 110 17 14 11 16.5
PRM601FC2010 20 X 1 125 14 16 12 19
PRM601FC2015 20 X 1.5 125 17 16 12 18.5
PRM601FC2210 22 X 1 125 14 18 14.5 21
PRM601FC2215 22 X 1.5 125 17 18 14.5 20.5
PRM601FC2415 24 X 1.5 140 20 18 14.5 22.5
PRM601FC2420 24 X 2 140 20 18 14.5 22
PRM601FC2615 26 X 1.5 140 20 18 14.5 24.5
PRM601FC2715 27 X 1.5 140 20 20 16 25.5
PRM601FC2720 27 X 2 140 20 20 16 25
PRM601FC2815 28 X 1.5 140 20 20 16 26.5
PRM601FC3015 30 X 1.5 150 22 22 18 28.5
PRM601FC3020 30 X 2 150 22 22 18 28
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MASCHI A MACCHINA PRM301FC
MACHINE TAPS PRM301FC
MASCHINENGEWINDEBOHRER PRM301FC

WU N) (oo o b e ) 14

Tipo di foro / Hole type

;.1 O I/‘ [

zd,
zd,
r—
o]
e
ER
L
N
L
\\\"ul
N
N

oD
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM301FC0405 X 0.5 2.8 2.1 .
PRM301FC0505 5 X 0.5 70 5 3.5 2.7 4.5
PRM301FC0607 6 X 0.75 80 8 4.5 34 5.2
PRM301FC0810 8 X 1 90 10 6 4.9 7
PRM301FC1010 10 X 1 90 10 7 5.5 9
PRM301FC1012 10 X 1.25 100 16 7 5.5 8.8
PRM301FC1210 12 X 1 100 11 9 7 11
PRM301FC1212 12 X 1.25 100 15 9 7 10.8
PRM301FC1215 12 X 1.5 100 15 9 7 10.5
PRM301FC1410 14 X 1 100 11 11 9 13
PRM301FC1412 14 X 1.25 100 15 11 9 12.8
PRM301FC1415 14 X 1.5 100 15 11 9 12.5
PRM301FC1610 16 X 1 100 12 12 9 15
PRM301FC1615 16 X 1.5 100 15 12 9 14.5
PRM301FC1810 18 X 1 110 13 14 11 17
PRM301FC1815 18 X 1.5 110 17 14 11 16.5
PRM301FC2010 20 X 1 125 14 16 12 19
PRM301FC2015 20 X 1.5 125 17 16 12 18.5
PRM301FC2210 22 X 1 125 14 18 14.5 21
PRM301FC2215 22 X 1.5 125 17 18 14.5 20.5
PRM301FC2415 24 X 1.5 140 20 18 14.5 22.5
PRM301FC2420 24 X 2 140 20 18 14.5 22
PRM301FC2615 26 X 1.5 140 20 18 14.5 24.5
PRM301FC2715 27 X 1.5 140 20 20 16 25.5
PRM301FC2720 27 X 2 140 20 20 16 25
PRM301FC2815 28 X 1.5 140 20 20 16 26.5
PRM301FC3015 30 X 1.5 150 22 22 18 28.5
PRM301FC3020 30 X 2 150 22 22 18 28
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MASCHI A MACCHINA PRMO081FB
MACHINE TAPS PRVIO81FB
MASCHINENGEWINDEBOHRER PRIVIO81FB

e o< om o o |
Tipo di foro / Hole type
B O 4
) Al
- S8 oy
: I oo,
IS) Q 2D

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter
PRMO081FB0405 X 0.5 2.8 2.1 3.5
PRMO081FB0505 5 X 0.5 70 11 3.5 2.7 4.5
PRM081FB0607 6 X 0.75 80 13 4.5 34 5.2
PRMO081FB0810 8 X 1 90 17 6 4.9 7
PRMO081FB1010 10 X 1 90 18 7 5.5 9
PRMO081FB1012 10 X 1.25 100 22 7 5.5 8.8
PRMO081FB1210 12 X 1 100 18 9 7 11
PRMO081FB1212 12 X 1.25 100 22 9 7 10.8
PRMO081FB1215 12 X 1.5 100 22 9 7 10.5
PRMO081FB1412 14 X 1.25 100 22 11 9 12.8
PRMO081FB1415 14 X 1.5 100 22 11 9 12.5
PRMO081FB1615 16 X 1.5 100 22 12 9 14.5
PRMO081FB1815 18 X 1.5 110 25 14 11 16.5
PRMO081FB2015 20 X 1.5 125 25 16 12 18.5
PRMO081FB2215 22 X 1.5 125 25 18 14.5 20.5
PRMO081FB2415 24 X 1.5 140 27 18 14.5 22.5
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MASCHI A MACCHINA PRM640FC
MACHINE TAPS PRM640FC s
MASCHINENGEWINDEBOHRER PRIVIG40FC '

e [HSS-E) @N 3@ [ 6H ) @ M@ é

Tipo di foro / Hole type

60°

;.1 O I/‘ i

\\IHI

< . ) N L
s s Lﬂ_D_J 227 77
gD
CODICE (%] L] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM640FC0405 X 0.5 2.8 2.1 3.5
PRM640FC0505 5 X 0.5 70 5 3.5 2.7 4.5
PRM640FC0607 6 X 0.75 80 8 4.5 3.4 5.2
PRM640FC0810 8 X 1 90 10 6 4.9 7
PRM640FC1010 10 X 1 90 10 7 5.5 9
PRM640FC1012 10 X 1.25 100 16 7 5.6 8.8
PRM640FC1210 12 X 1 100 11 9 7 11
PRM640FC1212 12 X 1.25 100 15 9 7 10.8
PRM640FC1215 12 X 1.5 100 15 9 7 10.5
PRM640FC1412 14 X 1.25 100 15 11 9 12.8
PRM640FC1415 14 X 1.5 100 15 11 9 12.5
PRM640FC1615 16 X 1.5 100 15 12 9 14.5
PRM640FC1815 18 X 1.5 110 17 14 11 16.5
PRM640FC2015 20 X 1.5 125 17 16 12 18.5
PRM640FC2215 22 X 1.5 125 17 18 14.5 20.5
PRM640FC2415 24 X 1.5 140 20 18 14.5 225
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MASCHI A MACCHINA PRM320FC
MACHINE TAPS PRVI320FC
MASCHINENGEWINDEBOHRER PRMI320FC

% (GG o< om o oo |l
Tipo di foro / Hole type
L 0 ’f
S 9 + e
E N (D) ‘ L
s g E_DJ 2

i

N\l
NI
N\

2D
CODICE (7] ] Diametro di P:eforatura
CODE No. Tapping drill diameter

PRM320FC0405 4 X 0.5 2.8 2.1 3.5
PRM320FC0505 5 X 0.5 70 11 3.5 2.7 4.5
PRM320FC0605 6 X 0.5 80 13 4.5 34 5.5
PRM320FC0607 6 X 0.75 80 13 4.5 3.4 5.2
PRM320FC0707 7 X 0.75 80 14 5.5 4.3 6.2
PRM320FC0807 8 X 0.75 80 14 6 4.9 7.2
PRM320FC0810 8 X 1 90 17 6 4.9 7
PRM320FC1007 10 X 0.75 90 18 7 5.5 9.2
PRM320FC1010 10 X 1 90 18 7 5.5 9
PRM320FC1012 10 X 1.25 100 22 7 5.5 8.8
PRM320FC1210 12 X 1 100 18 9 7 11
PRM320FC1212 12 X 1.25 100 22 9 7 10.8
PRM320FC1215 12 X 1.5 100 22 9 7 10.5
PRM320FC1412 14 X 1.25 100 22 11 9 12.8
PRM320FC1415 14 X 1.5 100 22 11 9 12.5
PRM320FC1615 16 X 1.5 100 22 12 9 14.5
PRM320FC1815 18 X 1.5 110 25 14 11 16.5
PRM320FC2015 20 X 1.5 125 25 16 12 18.5
PRM320FC2215 22 X 1.5 125 25 18 14.5 20.5
PRM320FC2415 24 X 1.5 140 27 18 14.5 22.5
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MASCHI A MACCHINA PRM900AB
MACHINE TAPS PRVI900AB
MASCHINENGEWINDEBOHRER PRM900AB

me (N CERICEDIED ™

Tipo di foro / Hole type

I O I/‘ T

CODICE oD,

(%] ] Diametro di Preforatura

CODE No. Tapping drill diameter
PRM900AB0440 35 2.7 .
PRM900AB0540 5 - 40 56 11 35 2.7 2.6
PRM900AB0632 6 - 32 56 12 4 3 2.85
PRM900AB0832 8 - 32 63 13 4.5 3.4 35
PRM900AB1024 10 - 24 70 15 6 4.9 3.9
PRM900AB1224 12 - 24 80 16 6 4.9 4.5
PRM900AB0140 1/4 - 20 80 17 7 5.5 5.2
PRM900AB0516 5/16 - 18 90 20 8 6.2 6.6
PRM900AB0380 3/8 - 16 100 22 9 7 8
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MASCHI A MACCHINA PRM900EB
MACHINE TAPS PRVI900OEB
MASCHINENGEWINDEBOHRER PRM900EB

w N o] =l |

Tipo di foro / Hole type

60°

I O T

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM900EB0716 6. .
PRM900EB0120 1/2 - 13 110 25 9 7 10.75
PRM900EB0916 9/16 - 12 110 26 11 9 12.25
PRM900EB0580 5/8 - 11 110 27 12 9 13.5
PRM900EB0340 3/4 - 10 125 30 14 11 16.5
PRM900EB0780 7/8 - 9 140 32 18 14.5 19.5
PRM900EB1000 1 - 8 160 36 20 16 22.25
PRM900EB1180 1*1/8 - 7 180 40 22 18 25
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MASCHI A MACCHINA PRM930AB
MACHINE TAPS PRM930AB
MASCHINENGEWINDEBOHRER PRMI930AB

me (N CEOIEHER v I™

Tipo di foro / Hole type

I O I/‘ T

CODICE oD,

(%] ] Diametro di Preforatura
CODE No. Tapping drill diameter
PRM930AB0448 35 2.7 24
PRM930AB0544 5 - 44 56 11 35 2.7 2.7
PRM930AB0640 6 - 40 56 12 4 3 3
PRM930AB0836 8 - 36 63 13 4.5 3.4 3.5
PRM930AB1032 10 - 32 70 13 6 4.9 4.1
PRM930AB1228 12 - 28 80 16 6 4.9 4.7
PRM930AB0140 1/4 - 28 80 17 7 5.5 5.5
PRM930AB0516 5/16 - 24 90 17 8 6.2 6.9
PRM930AB0380 3/8 - 24 100 18 9 7 8.5
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MASCHI A MACCHINA PRM930EB
MACHINE TAPS PRM930EB
MASCHINENGEWINDEBOHRER PRM930EB 5

m (N CDEEDIES/ 7™

Tipo di foro / Hole type

60°

I O T

gD
CODICE Diametro di P:eforatura

CODE No. Tapping drill diameter
PRM930EB0716 6. .
PRM930EB0120 1/2 - 20 100 22 9 7 11.5
PRM930EB0916 9/16 - 18 100 22 11 9 12.9
PRM930EB0580 5/8 - 18 100 22 12 9 14.5
PRM930EB0340 3/4 - 16 110 25 14 11 17.5
PRM930EB0780 7/8 - 14 125 26 18 14.5 20.5
PRM930EB1000 1 - 12 140 28 20 16 23.25
PRM930EB1180 1*1/8 - 12 150 30 22 18 26.5
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MASCHI A MACCHINA PRM940EB
MACHINE TAPS PRM940EB
MASCHINENGEWINDEBOHRER PRM9%40EB

e [N CEDICED Y v YE™

Tipo di foro / Hole type

i JA D 0
g EN ) w

CODICE oD,

0

Diametro di Preforatura
CODE No. Tapping drill diameter

PRM940EB0180 = 3.5 2.7 .

PRM940EB0532 5/32 - 32 63 13 4.5 3.4 3.1
PRM940EB0316 3/16 = 24 70 15 6 4.9 3.6
PRM940EB0732 7/32 - 24 80 16 6 4.9 4.4
PRM940EB0140 1/4 = 20 80 17 7 5.5 5.1
PRM940EB0516 5/16 - 18 90 20 8 6.2 6.5
PRM940EB0380 3/8 = 16 100 22 9 7 7.9
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MASCHI A MACCHINA PRM940EB
MACHINE TAPS PRM940EB
MASCHINENGEWINDEBOHRER PRM9%40EB é

me (N wsse) (onzes |- ) @)

Tipo di foro / Hole type

! 55Y

I O o

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM940EB0716 6. .
PRM940EB0120 1/2 - 12 110 25 9 7 10.5
PRM940EB0916 9/16 - 12 110 26 11 9 12
PRM940EB0580 5/8 - 11 110 27 12 9 13.5
PRM940EB0340 3/4 - 10 125 30 14 11 16.5
PRM940EB0780 7/8 - 9 140 32 18 14.5 19.25
PRM940EB1000 1 - 8 160 36 20 16 22
PRM940EB1180 1*1/8 - 7 180 40 22 18 24.75
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SERIE DI MASCHI PRMI100E
SETS OF TAPS PRM100E
GEWINDEBOHRER - SATZ PRM100E

o B aw| w
Type @ HSS 5157 First Bolgér?wri?lg

! 55Y

Tipo di foro / Hole type

gD
CODICE Diametro di P:eforatura
CODE No. Tapping drill diameter
PRM100ES0180 5 .
PRM100ES0140 1/4 - 19 70 20 11 9 11.8
PRM100ES0380 3/8 - 19 70 20 12 9 15.25
PRM100ES0120 1/2 - 14 80 22 16 12 19
PRM100ES0340 3/4 - 14 90 22 20 16 245
PRM100ES1000 1 - 11 100 25 25 20 30.75
PRM100ES1140 1*1/4 - 11 125 30 32 24 39.5
PRM100ES1120 1*1/2 - 11 140 30 36 29 45.20

143




144

MASCHI A MACCHINA PRM960EB
MACHINE TAPS PRVI9G0EB

MASCHINENGEWINDEBOHRER PRM960EB

e (N CHEE 7™

DIN 5156

—_

i AL
g EN ) w

CODICE

CODE No.
PRM960EB0180

Tipo di foro / Hole type

ARy

9 D,q
Diametro di Preforatura
Tapping drill diameter

PRM960EB0140 1/4 19 100 22

PRM960EB0380 3/8 = 19 100 22 12 9 15.25
PRM960EB0120 1/2 - 14 125 25 16 12 19
PRM960EB0340 3/4 = 14 140 28 20 16 24.5
PRM960EB1000 1 - 11 160 32 25 20 30.75




MASCHI A MACCHINA PRM970EC
MACHINE TAPS PRM970EC

MASCHINENGEWINDEBOHRER PRM970EC

e (N OGS 7

-
DIN 5156

4

i AL
g EN ) w

CODICE

CODE No.
PRM970EC0180

Tipo di foro / Hole type

§\IHI

i

9 D,
Diametro di Preforatura
Tapping drill diameter

PRM970EC0140 1/4 19 100 14

PRM970EC0380 3/8 = 19 100 15 12 9 15.25
PRM970EC0120 1/2 - 14 125 17 16 12 19
PRM970EC0340 3/4 = 14 140 20 20 16 24.5
PRM970EC1000 1 - 11 160 24 25 20 30.75
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MASCHI A MACCHINA PRM980EC
MACHINE TAPS PRVI980EC onsiss e
MASCHINENGEWINDEBOHRER PRM980EC '

o e ey e\~ I /

Tipo di foro / Hole type

IZ D ﬁ I( 7
- - ) ‘ e
= IS E_DJ % 7

L
I
i

Nl

CODICE oD,

Diametro di Preforatura

CODE No. Tapping drill diameter
PRM980EC0180
PRM980EC0140 1/4

5. .
19 100 14 11 9 11.8

PRM980EC0380 3/8 = 19 100 15 12 9 15.25
PRM980EC0120 1/2 - 14 125 17 16 12 19
PRM980EC0340 3/4 = 14 140 20 20 16 24.5
PRM980EC1000 1 - 11 160 24 25 20 30.75
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MASCHI A MACCHINA GAS FORI PASSANTI PRM385HP-EB
MACHINE TAPS PRIVI385HP-EB
MASCHINENGEWINDEBOHRER PRIVI385HP-EB

Ti DIN 604 B
Time s 5B D e

o Tipo di foro / Hole type

ad

e AU U
g L) w

[
OD a
PRM985HP-EB0180 1/8" 28 90 13 7 5.5 8.3
PRM985HP-EB0140 1/4" 19 100 20 11 9 11.1
PRM985HP-EB0380 3/8" 19 110 20 12 9 14.5
PRM985HP-EB0120 1/2" 14 125 26 16 12 18.1
PRM985HP-EB0340 3/4"” 14 140 26 20 16 23.5
PRIM985HP-EB1000 1" 11 150 32 25 20 29.75
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G

MASCHI A MACCHINA GAS FORI CIECHI PRM390HP-EC
MACHINE TAPS PRV90HP-EC

MASCHINENGEWINDEBOHRER PRM390HP-EC

Tipo

DIN \(AVA [ C
s s D e

DIN

IS0 228

IZ

_T

60°

AR,

Tipo di foro / Hole type

\\)IHI

s E E_D_J >
OD b ]
. . d O
PRM290HP-EC0180|  1/8" 28 90 19 7 5.5 8.8
PRM990HP-EC0140| /4" 19 100 22 1 9 11.8
PRM990HP-EC0380 __ 3/3" 19 100 22 12 9 15.25
PRM990HP-EC0120| __ 1/2” 14 125 25 16 12 19
PRM990HP-EC0340| __ 3/4” 14 140 28 20 16 24.5
PRM990HP-EC1000] 1" 11 160 30 25 20 30.75
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MASCHI A MACCHINA GAS NITRURATI FORI CIECH|PASSANTI PRMA25HP-EC
MACHINE TAPS PRVI295HP-EC
MASCHINENGEWINDEBOHRER PRIM25HP-EC

Tipo DIN W \E
Type @ CDIEPA VI I

o Tipo di foro / Hole type

N\
I
[

ad
\i|

1, 0 I/‘ }: M
< - ) ~ B
8 @D, 7 7

[
OD a
PRM995HP-EC0180 1/8" 28 90 16 7 5.5 8.8
PRM995HP-EC0140 1/4" 19 100 22 11 9 11.8
PRM995HP-EC0380 3/8" 19 100 22 12 9 15.25
PRM995HP-EC0120 1/2" 14 125 25 16 12 19
PRM995HP-EC0340 3/4" 14 140 28 20 16 24.5
PRM995HP-EC1000 1" 11 160 30 25 20 30.75
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NPT i

MASCHI A MACCHINA NPT PRM950HP-EC
MACHINE TAPS PRM950HP-EC
MASCHINENGEWINDEBOHRER PRM950HP-EC | ™

ANSI

Tipo
W (N

=

s | A o ) A

bl

RLLRTTRTES

VWYY

IZ

_T

60°

AR,

Tipo di foro / Hole type

\\)IHI

= s w Yt 7
OD b ]

OD a 0
PRM950HP-EC0180 1/8"" 27 90 13 7 5.5 8.4
PRM950HP-EC0140 1/4" 18 100 20 11 9 11.1
PRM950HP-EC0380 3/8" 18 110 20 12 9 12
PRM950HP-EC0120 1/2" 14 125 26 16 12 17.9
PRM950HP-EC0340 3/4" 14 140 26 20 16 23
PRM950HP-EC1000 1" 11.5 150 32 25 20 29
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MASCHI A MACCHINA NPTF PRM955HP-EC
MACHINE TAPS PRM955HP-EC
MASCHINENGEWINDEBOHRER PRM955HP-EC | ™

Tipo AINSI ) (A (€
Type @ s 1 A e

o Tipo di foro / Hole type

Y
1

N

I, O
5 . ) ~ _
: 20, Z

3 7 7
OD ]
OD 3
PRM955HP-EC0180]  1/8" 27 90 13 7 5.5 8.4
PRM955HP-EC0140|  1/4” 18 100 20 11 9 1.1
PRM955HP-EC0380]  3/8” 18 110 20 12 9 12
PRM955HP-EC0120 1/2" 14 125 26 16 12 17.9
PRM955HP-EC0340|  3/4” 14 140 26 20 16 23
PRM955HP-EC1000 1 115 150 32 25 20 29
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RC 1

MASCHI A MACCHINA GAS CONICO “RC” PRM65HP-EC

MACHINE TAPS PRMVI95HP-EC
MASCHINENGEWINDEBOHRER PRM%5HP-EC

BS21 -
1S07/1

Tipo
W (N

——
. |

BS21 <7 \E
I v ™

AR

IZ

_T

60°

AR,

Tipo di foro / Hole type

\\)IHI

= s w Yt 7
OD b ]

. . d O
PRM965HP-EC0180 1/8"" 28 90 13 7 5.5 8.3
PRM965HP-EC0140 1/4" 19 100 20 11 9 11.1
PRM965HP-EC0380 3/8" 19 110 20 12 9 14.5
PRM965HP-EC0120 1/2" 14 125 26 16 12 18.1
PRM965HP-EC0340 3/4" 14 140 26 20 16 23.5
PRM965HP-EC1000 1" 11 150 32 25 20 29.75




€ D FRESEHSS-COEASP
&5 HSS-CO AND ASP MILLS
@™ HSS-CO UND ASP FRASER

153




£—

ISTTAR M 215
u v

2 TAGLI corte
2 FLUTE sHORT LENGTH
2 SCHNEIDEN «urz

HSS |/ DIN FLUTE | =2 % P. 190
CICIENECLEIC )

Unit: mm
CODICE N. LA AR DIAMETRO GAMEO LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DLASMETER Skl |I::5AMETER LENGTH OF CUT OVERAL LENGTH
PR2-01,00 1.0 6 2.5 47
PR2-01,50 1.5 6 3 47
PR2-02,00 2.0 6 4 48
PR2-02,50 2.5 6 5 49
PR2-03,00 3.0 6 5 49
PR2-03,50 3.5 6 6 50
PR2-04,00 4.0 6 7 51
PR2-04,50 4.5 6 7 51
PR2-05,00 5.0 6 8 52
PR2-05,50 5.5 6 8 52
PR2-06,00 6.0 6 8 52
PR2-06,50 6.5 10 10 60
PR2-07,00 7.0 10 10 60
PR2-07,50 7.5 10 10 60
PR2-08,00 8.0 10 11 61
PR2-08,50 8.5 10 11 61
PR2-09,00 9.0 10 11 61
PR2-09,50 9.5 10 11 61
PR2-10,00 10.0 10 13 63
PR2-10,50 10.5 12 13 70
PR2-11,00 11.0 12 13 70
PR2-12,00 12.0 12 16 73
PR2-13,00 13.0 12 16 73
PR2-14,00 14.0 12 16 73
PR2-15,00 15.0 12 16 73
PR2-16,00 16.0 16 19 79
PR2-17,00 17.0 16 19 79
PR2-18,00 18.0 16 19 79
PR2-20,00 20.0 20 22 88
PR2-22,00 22.0 20 22 88
PR2-25,00 25.0 25 26 102
PR2-26,00 26.0 25 26 102
PR2-28,00 28.0 25 26 102
PR2:30,00 30.0 25 26 102
| e8 | he |
DN 7108 7181 Diametro Nominale in i e e
TOLERANCES ACCORDING TO DIN 7160 & 7161 [amuiiel LU L 1 o e e = oy
TOLERANZEN NACH DIN 7160 & 7161 Nominal-Diameter in mm e e YAy S - - R
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2 TAGLI rivestite Futura corTe

2 FLUTE Futura coating SHORT LENGTH
2 SCHNEIDEN Futura Beschichtung kurz

HSS |/ DIN FLUTE | =2 % P. 191
CICIENECHEIC )

Unit: mm
CODICE N. LA AR BIAMETROJGANEO LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DIeASMETER Skl II:IGAMETER LENGTH OF CUT OVERAL LENGTH
PR2-01,00XT 1.0 6 25 47
PR2-01,50XT 15 6 3 47
PR2-02,00XT 2.0 6 4 48
PR2-02,50XT 25 6 5 49
PR2-03,00XT 3.0 6 5 49
PR2-03,50XT 35 6 6 50
PR2-04,00XT 4.0 6 7 51
PR2-04,50XT 45 6 7 51
PR2-05,00XT 5.0 6 8 52
PR2-05,50XT 5.5 6 8 52
PR2-06,00XT 6.0 6 8 52
PR2-06,50XT 65 10 10 60
PR2-07,00XT 7.0 10 10 60
PR2-07,50XT 75 10 10 60
PR2-08,00XT 8.0 10 1 61
PR2-08,50XT 85 10 1 61
PR2-09,00XT 9.0 10 1 61
PR2-09,50XT 9.5 10 1 61
PR2-10,00XT 10.0 10 13 63
PR2-10,50XT 105 12 13 70
PR2-11,00XT 11.0 12 13 70
PR2-12,00XT 12.0 12 16 73
PR2-13,00XT 13.0 12 16 73
PR2-14,00XT 14.0 12 16 73
PR2-15,00XT 15.0 12 16 73
PR2-16,00XT 16.0 16 19 79
PR2-17,00XT 17.0 16 19 79
PR2-18,00XT 18.0 16 19 79
PR2-20,00XT 20.0 20 22 88
PR2-22,00XT 22.0 20 22 88
PR2-25,00XT 25.0 25 26 102
PR2-26,00XT 26.0 25 26 102
PR2-28,00XT 28.0 25 26 102
PR2-30,00XT 30.0 25 26 102
| e | he |
DIN7160& 7161 Diametro Nominale in mm B P TENEY M= ey
TOLERANCES ACCORDING TO DIN 7160 & 7161 [amtuie i L L e e L — e e 0 o
TOLERANZEN NACH DIN 7160 & 7161 Nominal-Diameter in mm o Ty T rry s b CRT
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2 TAGLI ASP corte

2 FLUTE SHORT LENGTH END MILL
2 SCHNEIDEN rrAsER, KURZ

©® 2 Tagli studiata per cave ® Two-Flute design for slotting. ‘ l
® Lavorazioni ad alta velocita (HSC) su materiali di difficile truciolabilita . -
Suitable for high-speed cutting of difficult - to - cut materials.

PREMIUM)( DIN FLUTE |[ — % P. 190

Unit: mm
CODICE N. LA O A LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL D::;METER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PRA2-01,00 1 6 2.5 47
PRA2-02,00 2 6 4 48
PRA2-03,00 3 6 5 49
PRA2-04,00 4 6 7 51
PRA2-05,00 5 6 8 52
PRA2-06,00 6 6 8 52
PRA2-07,00 7 10 10 60
PRA2-08,00 8 10 11 61
PRA2-09,00 9 10 11 61
PRA2-10,00 10 10 13 63
PRA2-12,00 12 12 16 73
PRA2-14,00 14 12 16 73
PRA2-16,00 16 16 19 79
PRA2-18,00 18 16 19 79
PRA2-20,00 20 20 22 88
PRA2-22,00 22 20 22 88
PRA2-25,00 25 25 26 102

TOLLERANZE SECONDO NORME . o - dala3 from1to3  vonibis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y S TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCE LI L RN

o|o|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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SITAR M IELE
&

2 TAGLI ASP rivestite Nano corte

2 FLUTE Nano coating SHORT LENGTH END MILL

2 SCHNEIDEN Nano Beschichtung

FRASER, KURZ

©® 2 Tagli studiata per cave ® Two-Flute design for slotting.

©® Lavorazioni ad alta velocita (HSC) su materiali di difficile truciolabilita.
Suitable for high-speed cutting of difficult - to - cut materials.

® /I nuovo rivestimento NANO é indicato per lavorazioni ad alta velocita (HSC).
New developed NANO Coating suitable for high speed cutting.

PREMIUM)( DIN FLUTE |[ — % P. 192

Unit: mm

CODICE N. DIAMETRO FRESA

NR. CODE

MILL DIAMETER
e8

DIAMETRO GAMBO
SHANK DIAMETER

LUNGHEZZA TAGLIENTE

LENGTH OF CUT

LUNGHEZZA TOTALE
OVERAL LENGTH

PRA2-01,00NC 1 6 2.5 47
PRA2-02,00NC 2 6 4 48
PRA2-03,00NC 3 6 5 49
PRA2-04,00NC 4 6 7 51
PRA2-05,00NC 5 6 8 52
PRA2-06,00NC 6 6 8 52
PRA2-07,00NC 7 10 10 60
PRA2-08,00NC 8 10 11 61
PRA2-09,00NC 9 10 11 61
PRA2-10,00NC 10 10 13 63
PRA2-12,00NC 12 12 16 73
PRA2-14,00NC 14 12 16 73
PRA2-16,00NC 16 16 19 79
PRA2-18,00NC 18 16 19 79
PRA2-20,00NC 20 20 22 88
PRA2-22,00NC 22 20 22 88
PRA2-25,00NC 25 25 26 102

TOLLERANZE SECONDO NORME

- . - dala3 from 1to 3 von 1 bis 3 -14 -28 -6

Diametro Nominale in mm
DIN 7160 & 7161 ametro Nominafe da3ab6 _ over3to6 _ iber3bis6 |-20 -38 —8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 -9

TOLERANCES ACCORDING TO DIN 7160 & 7161 [aitCE LI L RN

TOLERANZEN NACH DIN 7160 & 7161 ST TR 2 BT (7 G

da10a18

over 10 to 18

iber 10 bis 18

-32

-59

-1

da 18 a 30

over 18 to 30

Gber 18 bis 30

-40

-73

o|o|o|o|o

-13
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ISTAR M 515

&
2 TAGLI exTrA LUNGHE ’
2 FLUTE EXTRA LONG LENGTH
2 SCHNEIDEN exTrA LANG

HSS |/ DIN FLUTE |/ —2D % P. 190 l
S OICHFICN ) T

Unit: mm

CODICE N. A AU LSO EL Y LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DLASMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2L-02,50 2.5 6 8 56
PR2L-03,00 3.0 6 8 56
PR2L-04,00 4.0 6 11 63
PR2L-05,00 5.0 6 13 638
PR2L-06,00 6.0 6 13 68
PR2L-07,00 7.0 10 16 80
PR2L-08,00 8.0 10 19 88
PR2L-10,00 10.0 10 22 95
PR2L-12,00 12.0 12 26 110
PR2L-14,00 14.0 12 26 110
PR2L-16,00 16.0 16 32 123
PR2L-18,00 18.0 16 32 123
PR2L-20,00 20.0 20 38 141
PR2L-22,00 22.0 20 38 141
PR2L-25,00 25.0 25 45 166
PR2L-30,00 30.0 25 45 166

TOLLERANZE SECONDO NORME . o - dala3 from1to3  vonibis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  (iber 18 bis 30 | 40 -73 -13
da30ab0 over30to50 (iber30bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCi LI L IR IR

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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2 TAGLI rivestite Futura exTRA LUNGHE

2 FLUTE Futura coating EXTRA LONG LENGTH

2 SCHNEIDEN Futura Beschichtung
EXTRA LANG [

HSS |/ DIN FLUTE |/ —D % P. 191 l
S OICHFICN ) S

Unit: mm

CODICE N. A AU e O e LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DLASMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2L-02,50XT 2.5 6 8 56
PR2L-03,00XT 3.0 6 8 56
PR2L-04,00XT 4.0 6 11 63
PR2L-05,00XT 5.0 6 13 638
PR2L-06,00XT 6.0 6 13 68
PR2L-07,00XT 7.0 10 16 80
PR2L-08,00XT 8.0 10 19 88
PR2L-10,00XT 10.0 10 22 95
PR2L-12,00XT 12.0 12 26 110
PR2L-14,00XT 14.0 12 26 110
PR2L-16,00XT 16.0 16 32 123
PR2L-18,00XT 18.0 16 32 123
PR2L-20,00XT 20.0 20 38 141
PR2L-22,00XT 22.0 20 38 141
PR2L-25,00XT 25.0 25 45 166
PR2L-30,00XT 30.0 25 45 166

TOLLERANZE SECONDO NORME . . . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm g o R To T S BT _s

NennmaRbereich in mm da6a10 over 6 to 10 Gber 6 bis 10 |-25 -47 =
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18 over10to 18 (ber 10 bis 18 [~32 —59 -1

Nominal-Diameter in mm da18a30 over18to30 iiber18bis30 | -40 -73 -13
da30ab0 over30to50 (iber 30 bis50 | =50 -89 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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N\ /!
3 TAGLI corte @

3 FLUTE sHORT LENGTH
3 SCHNEIDEN «urz

HSS |/ DIN FLUTE || —2D % e | ,,
S0 GEa0) R

Unit: mm
CODICE N. D e O e LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DLASMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR3-01,00 1.0 6 3 47
PR3-01,50 1.5 6 7 51
PR3-02,00 2.0 6 7 51
PR3-02,50 2.5 6 8 52
PR3-03,00 3.0 6 8 52
PR3-04,00 4.0 6 11 55
PR3-05,00 5.0 6 13 57
PR3-06,00 6.0 6 13 57
PR3-08,00 8.0 10 19 69
PR3-10,00 10.0 10 22 72
PR3-12,00 12.0 12 26 83
PR3-14,00 14.0 12 26 83
PR3-16,00 16.0 16 32 92
PR3-18,00 18.0 16 32 92
PR3-20,00 20.0 20 38 104
PR3-22,00 22.0 20 38 104
PR3-25,00 25.0 25 45 121

TOLLERANZE SECONDO NORME . q . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 PramstioiNominalel P over3to 6 iiber3bis6 |-20 -38 -8
da6a10 over 6to 10 lber 6 bis 10 |-25 -47 -9
da10a18 over10to 18 (Uber 10 bis 18 | =32 -59 -1

Nominal-Diameter in mm da18a30 over18to30 iiber 18 bis30 | -40 -73 -13
da30ab50 over30to50 (iber 30 bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |titCE LI E RN

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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3 TAGLI rivestite Futura corTe

3 FLUTE Futura coating SHORT LENGTH
3 SCHNEIDEN Futura Beschichtung kurz

HSS |/ DIN FLUTE |[ —20 % e | ,,
SO GSA0I) R

Unit: mm
CODICE N. D e LSO EL Y LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DLASMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR3-01,00XT 1.0 6 3 47
PR3-01,50XT 1.5 6 7 51
PR3-02,00XT 2.0 6 7 51
PR3-02,50XT 2.5 6 8 52
PR3-03,00XT 3.0 6 8 52
PR3-04,00XT 4.0 6 11 55
PR3-05,00XT 5.0 6 13 57
PR3-06,00XT 6.0 6 13 57
PR3-08,00XT 8.0 10 19 69
PR3-10,00XT 10.0 10 22 72
PR3-12,00XT 12.0 12 26 83
PR3-14,00XT 14.0 12 26 83
PR3-16,00XT 16.0 16 32 92
PR3-18,00XT 18.0 16 32 92
PR3-20,00XT 20.0 20 38 104
PR3-22,00XT 22.0 20 38 104
PR3-25,00XT 25.0 25 45 121

TOLLERANZE SECONDO NORME n - - datla3 from1t03  von1lbis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over 10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13
da30a50 over30to50 iiber 30 bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCE LI L R IR

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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STARNIGL "
& /!

3 TAGLI ASP corte @

3 FLUTE sTuB LENGTH END MILL

3 SCHNEIDEN FrrASER, EXTRA KURZ

® Ottimo bilanciamento. Il design minimizza flessioni e vibrazioni.
Well balanced web design to minimize deflection and chattering.
® Le frese 3tagli hanno un vantaggio su frese a 2 e 4 tagli.
3 flute design possess the advantage of 2 flute and 4 flute end mill.

. o>
PREMIUM) [ DIN YW | FTE) =D W % Lt ;
PM 327 = 30Y 3 133";3 K
Unit: mm
CODICE N. DIAMETRO FRESA DIAMETRO GAMBO LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DLASMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PRA3-01,00 1 6 25 47
PRA3-02,00 2 6 4 48
PRA3-03,00 3 6 5 49
PRA3-04,00 4 6 7 51
PRA3-05,00 5 6 8 52
PRA3-06,00 6 6 8 52
PRA3-07,00 7 10 10 60
PRA3-08,00 8 10 11 61
PRA3-09,00 9 10 11 61
PRA3-10,00 10 10 13 63
PRA3-12,00 12 12 16 73
PRA3-14,00 14 12 16 73
PRA3-16,00 16 16 19 79
PRA3-18,00 18 16 19 79
PRA3-20,00 20 20 22 88
PRA3-22,00 22 20 22 88
PRA3-25,00 25 25 26 102

TOLLERANZE SECONDO NORME . o - dala3 from1to3  vonibis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e e T Y ™ -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  (iber 18 bis 30 | 40 -73 -13

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCE S LIC RN

o|o|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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SITAR M IELE
&
3 TAGLI ASP rivestite NANO corte

3 FLUTE NANO coating sTuB LENGTH END MILL

3 SCHNEIDEN NANO Berschichtung
FRASER, EXTRA KURZ

® Ottimo bilanciamento. Il design minimizza flessioni e vibrazioni. 4 L
Well balanced web design to minimize deflection and chattering.

©® Le frese 3tagli hanno un vantaggio su frese a 2 e 4 tagli.
3 flute design possess the advantage of 2 flute and 4 flute end mill. 77,
® /I nuovo rivestimento NANO é indicato per lavorazioni ad alta velocita (HSC). ,v‘\

New developed NANO Coating suitable for high speed cutting.

PREMIUM)( DIN FLUTE |/ -2 % P. 197-198

Unit: mm

DIAMETRO FRESA
MILL DIAMETER
e8

DIAMETRO GAMBO
SHANK DIAMETER

LUNGHEZZA TAGLIENTE
LENGTH OF CUT

CODICE N.

LUNGHEZZA TOTALE

NR. CODE OVERAL LENGTH

PRA3-01,00NC 1 6 25 47
PRA3-02,00NC 2 6 4 48
PRA3-03,00NC 3 6 5 49
PRA3-04,00NC 4 6 7 51
PRA3-05,00NC 5 6 8 52
PRA3-06,00NC 6 6 8 52
PRA3-07,00NC 7 10 10 60
PRA3-08,00NC 8 10 11 61
PRA3-09,00NC 9 10 11 61
PRA3-10,00NC 10 10 13 63
PRA3-12,00NC 12 12 16 73
PRA3-14,00NC 14 12 16 73
PRA3-16,00NC 16 16 19 79
PRA3-18,00NC 18 16 19 79
PRA3-20,00NC 20 20 22 88
PRA3-22,00NC 22 20 22 88
PRA3-25,00NC 25 25 26 102

TOLLERANZE SECONDO NORME
DIN 7160 & 7161

TOLERANCES ACCORDING TO DIN 7160 & 7161 |titCESLIL RN

TOLERANZEN NACH DIN 7160 & 7161

Diametro Nominale in mm

Nominal-Diameter in mm

dala3 from1to3 von 1 bis 3 -14 -28 -6
da3a6 over 3to 6 lber 3 bis 6 -20 -38 -8
da6a10 over 6 to 10 lber 6 bis 10 | -25 -47 =19

da10a18

over 10 to 18

iber 10 bis 18

-32

-59

-1

da 18 a 30

over 18 to 30

Gber 18 bis 30

-40

-73

o|o|o|o|o

-13
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4 TAGLI corte
4 FLUTE SHORT LENGTH
4 SCHNEIDEN xurz

=3

o s

HSS |/ DIN FLUTE | =2 % P. 199
IR HEIC )

Unit: mm
CODICE N. DIAMETRO FRESA DSI:ITI\IIEIIFI‘)(I)A(:IIAEMI':: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI
NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4-02,00 2.0 6 7 51 4
PR4-03,00 3.0 6 8 52 4
PR4-04,00 4.0 6 11 b5 4
PR4-05,00 5.0 6 13 57 4
PR4-06,00 6.0 6 13 57 4
PR4-07,00 7.0 10 16 66 4
PR4-08,00 8.0 10 19 69 4
PR4-09,00 9.0 10 19 69 4
PR4-10,00 10.0 10 22 72 4
PR4-11,00 11.0 12 22 79 4
PR4-12,00 12.0 12 26 83 4
PR4-13,00 13.0 12 26 83 4
PR4-14,00 14.0 12 26 83 4
PR4-15,00 15.0 12 26 83 4
PR4-16,00 16.0 16 32 92 4
PR4-18,00 18.0 16 32 92 4
PR4-20,00 20.0 16 38 98 4
PR4-22,00 22.0 20 38 104 4
PR4-25,00 25.0 25 45 121 4
PR4-26,00 26.0 25 45 121 6
PR4-28,00 28.0 25 45 121 6
PR4-30,00 30.0 25 45 121 6

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

+0.040 -6 h6

164




£—

4 TAGLI rivestite Futura corte

4 FLUTE Futura coating SHORT LENGTH
4 SCHNEIDEN Futura Beschichtung kurz

HSS |/ DIN FLUTE | =2 % P. 200
IR HEIC )

Unit: mm
CODICE N. DIAMETRO FRESA DSI:ITI\IIEIIFI;(I)A(:IIAEMI':: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI
NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4-02,00XT 2.0 6 7 51 4
PR4-03,00XT 3.0 6 8 52 4
PR4-04,00XT 4.0 6 11 b5 4
PR4-05,00XT 5.0 6 13 57 4
PR4-06,00XT 6.0 6 13 57 4
PR4-07,00XT 7.0 10 16 66 4
PR4-08,00XT 8.0 10 19 69 4
PR4-09,00XT 9.0 10 19 69 4
PR4-10,00XT 10.0 10 22 72 4
PR4-11,00XT 11.0 12 22 79 4
PR4-12,00XT 12.0 12 26 83 4
PR4-13,00XT 13.0 12 26 83 4
PR4-14,00XT 14.0 12 26 83 4
PR4-15,00XT 15.0 12 26 83 4
PR4-16,00XT 16.0 16 32 92 4
PR4-18,00XT 18.0 16 32 92 4
PR4-20,00XT 20.0 16 38 98 4
PR4-22,00XT 22.0 20 38 104 4
PR4-25,00XT 25.0 25 45 121 4
PR4-26,00XT 26.0 25 45 121 6
PR4-28,00XT 28.0 25 45 121 6
PR4-30,00XT 30.0 25 45 121 6

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

+0.040 -6 h6
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SITAR M IELE
&
4 TAGLI ASP corte

4 FLUTE SHORT LENGTH END MILL
4 SCHNEIDEN rrASER KURZ

® Raccomandata per fresature di tasche, fresature CAM, prestampisti e per cave.
Recommended for pocketing, tracer milling, cam milling, die sinking and slotting.

® Per lavorazioni ad alta velocita (HSC) su materiali di difficile truciolabilita.
Designed for high speed cutting of difficult - to - cut materials.

=3

o s

PREMIUM|( DIN FLUTE |[ — % P. 199

Unit: mm
CODICE N. DIAMETRO FRESA I:g:znﬁga[)?A?wﬁ?:: LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH
PRA4-01,00 1.0 6 3 49
PRA4-02,00 2.0 6 7 51
PRA4-03,00 3.0 6 8 52
PRA4-04,00 4.0 6 11 bb
PRA4-05,00 5.0 6 13 57
PRA4-06,00 6.0 6 13 57
PRA4-07,00 7.0 10 16 66
PRA4-08,00 8.0 10 19 69
PRA4-09,00 9.0 10 19 69
PRA4-10,00 10.0 10 22 72
PRA4-12,00 12.0 12 26 83
PRA4-14,00 14.0 12 26 83
PRA4-16,00 16.0 16 32 92
PRA4-18,00 18.0 16 32 92
PRA4-20,00 20.0 20 38 104
PRA4-22,00 22.0 20 38 104
PRA4-25,00 25.0 25 45 121

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

+0.03 0 h6
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4 TAGLI ASP rivestite NANO corte
4 FLUTE NANO coating SHORT LENGTH END MILL

4 SCHNEIDEN NANO Beschichtung
FRASER, KURZ s

Raccomandata per fresature di tasche, fresature CAM, prestampisti e per cave.
Recommended for pocketing, tracer milling, cam milling, die sinking and slotting.
Per lavorazioni ad alta velocita (HSC) su materiali di difficile truciolabilita.
Designed for high speed cutting of difficult - to - cut materials.

I nuovo rivestimento NANO ¢ indicato per lavorazioni ad alta velocita (HSC).

New developed NANO Coating suitable for high speed cutting.

PREMIUM)( DIN FLUTE |[ — % P. 201

Unit: mm
CODICE N. DIAMETRO FRESA LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PRA4-01,00NC 1.0 6 3 49
PRA4-02,00NC 2.0 6 7 51
PRA4-03,00NC 3.0 6 8 52
PRA4-04,00NC 4.0 6 11 bb
PRA4-05,00NC 5.0 6 13 57
PRA4-06,00NC 6.0 6 13 57
PRA4-07,00NC 7.0 10 16 66
PRA4-08,00NC 8.0 10 19 69
PRA4-09,00NC 9.0 10 19 69
PRA4-10,00NC 10.0 10 22 72
PRA4-12,00NC 12.0 12 26 83
PRA4-14,00NC 14.0 12 26 83
PRA4-16,00NC 16.0 16 32 92
PRA4-18,00NC 18.0 16 32 92
PRA4-20,00NC 20.0 20 38 104
PRA4-22,00NC 22.0 20 38 104
PRA4-25,00NC 25.0 25 45 121

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

+0.03 0 h6
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STAR M LZI5 Hl
&/ (1
4 TAGLI LuncHE ﬁ*

4 FLUTE LonG LENGTH |
4 SCHNEIDEN Lanc

HSS |/ DIN FLUTE | =2 % P. 199
IR HEIC )

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4L-02,00 2.0 6 10 b4 4
PR4L-02,50 2.5 6 12 b6 4
PR4L-03,00 3.0 6 12 56 4
PR4L-04,00 4.0 6 19 63 4
PR4L-05,00 5.0 6 24 68 4
PR4L-06,00 6.0 6 24 68 4
PR4L-08,00 8.0 10 38 88 4
PR4L-10,00 10.0 10 45 95 4
PR4L-12,00 12.0 12 53 110 4
PR4L-14,00 14.0 12 53 110 4
PR4L-16,00 16.0 16 63 123 4
PR4L-18,00 18.0 16 63 123 4
PR4L-20,00 20.0 20 75 141 4
PR4L-22,00 22.0 20 75 141 6
PR4L-25,00 25.0 25 90 166 6
PR4L-30,00 30.0 25 90 166 6

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.
@2.0~26.0 26.5~
+0.040 -0 +0.050 -0 he
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4 TAGLI rivestite Futura LuNGHE

4 FLUTE Futura coating LoNG LENGTH
4 SCHNEIDEN Futura Beschichtung Lanc

—

HSS |/ DIN FLUTE | =2 % P. 200
IR HEIC )

Unit: mm

CODICE N. DIAMETRO FRESA DSI:Il-\\,II\IIEIIFl‘)(I)A(::EMI':: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4L-02,00XT 2.0 6 10 b4 4
PR4L-02,50XT 2.5 6 12 b6 4
PR4L-03,00XT 3.0 6 12 56 4
PR4L-04,00XT 4.0 6 19 63 4
PR4L-05,00XT 5.0 6 24 68 4
PR4L-06,00XT 6.0 6 24 68 4
PR4L-08,00XT 8.0 10 38 88 4
PR4L-10,00XT 10.0 10 45 95 4
PR4L-12,00XT 12.0 12 53 110 4
PR4L-14,00XT 14.0 12 53 110 4
PR4L-16,00XT 16.0 16 63 123 4
PR4L-18,00XT 18.0 16 63 123 4
PR4L-20,00XT 20.0 20 75 141 4
PR4L-22,00XT 22.0 20 75 141 6
PR4L-25,00XT 25.0 25 90 166 6
PR4L-30,00XT 30.0 25 90 166 6

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.
@2.0~26.0 ?6.5~
+0.040 -0 +0.050 -0 he
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i i

3 TAGLI a gettare LuNGHE JA!
3 FLUTE throw away LonG LENGTH L *

3 SCHNEIDEN Einwegfraser anc

HSS FLUTE || —2D % e | ,,
IO OICHFICI ) &R

Unit: mm

CODICE N. D e e O e LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DLASMETER SHANK :::;AMETER LENGTH OF CUT OVERAL LENGTH
PR3G-01,00 1.0 6 2 34
PR3G-01,50 1.5 6 4 35
PR3G-02,00 2.0 6 7 38
PR3G-02,50 2.5 6 8 39
PR3G-03,00 3.0 6 8 39
PR3G-03,50 3.5 6 10 41
PR3G-04,00 4.0 6 11 42
PR3G-04,50 4.5 6 11 42
PR3G-05,00 5.0 6 13 44
PR3G-05,50 5.6 6 13 44
PR3G-06,00 6.0 6 13 44

TOLLERANZE SECONDO NORME . . . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm g o R To e T S BT _s

NennmaRbereich in mm da6a10 over 6 to 10 Uber 6 bis10 |-25 -47 -9
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18 over10to 18  (ber 10 bis18 | -32 —59 1

Nominal-Diameter in mm da18a30 over18to30 iiber18bis30 | -40 -73 -13
da30ab50 over30to50 (iber30bis50 |-50 -89 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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3 TAGLI rivestite Futura a gettare LUNGHE

3 FLUTE Futura coating throw away
LONG LENGTH

3 SCHNEIDEN Futura Beschichtung
Einwegfraser Lanc

HSS FLUTE |[ —2D % e | ,,
SISO OICHIFICI ) &R

Unit: mm

CODICE N. D e LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DLASMETER SHANK :::;AMETER LENGTH OF CUT OVERAL LENGTH
PR3G-01,00XT 1.0 6 2 34
PR3G-01,50XT 1.5 6 4 35
PR3G-02,00XT 2.0 6 7 38
PR3G-02,50XT 2.5 6 8 39
PR3G-03,00XT 3.0 6 8 39
PR3G-03,50XT 3.5 6 10 41
PR3G-04,00XT 4.0 6 11 42
PR3G-04,50XT 4.5 6 11 42
PR3G-05,00XT 5.0 6 13 44
PR3G-05,50XT 5.5 6 13 44
PR3G-06,00XT 6.0 6 13 44

TOLLERANZE SECONDO NORME . . . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm g o v T S BT _s

NennmaRbereich in mm da6ai10 over 6 to 10 Gber 6 bis 10 |-25 -47 -9
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18 over10to18 ber 10 bis 18 |-32 -59 -1

Nominal-Diameter in mm da18a30 over18to30 iiber18bis30 | -40 -73 -13
da30ab50 over30to50 (iber 30 bis50 |-50 -89 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161

171




£—

2 TAGLI semisferiche corte

2 FLUTE ball nose sHORT LENGTH
2 SCHNEIDEN Stimradius Kurz

HSS DIN FLUTE |/ —0 fzoe £ ,
SIEIEECHFICI ) 78,

Unit: mm
CODICE N. DIAMETRO FRESA LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2S-02,00 2.0 6 4 48
PR2S-02,50 2.5 6 5 49
PR2S-03,00 3.0 6 5 49
PR2S-03,50 35 6 6 50
PR2S-04,00 4.0 6 7 51
PR2S-05,00 5.0 6 8 52
PR2S-06,00 6.0 6 8 52
PR2S-07,00 7.0 10 10 60
PR2S-08,00 8.0 10 11 61
PR2S-09,00 9.0 10 11 61
PR2S-10,00 10.0 10 13 63
PR2S-11,00 11.0 12 13 70
PR2S-12,00 12.0 12 16 73
PR2S-13,00 13.0 12 16 73
PR2S-14,00 14.0 12 16 73
PR2S-15,00 15.0 12 16 73
PR2S-16,00 16.0 16 19 79
PR2S-18,00 18.0 16 19 79
PR2S-20,00 20.0 16 22 82
PR2S-22,00 22.0 20 22 98
PR2S-25,00 25.0 25 26 102

TOLLERANZE SECONDO NORME n - - datla3 from1t03  von1lbis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y o TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over 10to 18 liber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13
da30a50 over30to50 iiber 30 bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |aitCE LI E RN

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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2 TAGLI rivestite Futura semisferiche corte

2 FLUTE Futura coating ball nose
SHORT LENGTH

2 SCHNEIDEN Futura Beschichtung .
Stirmradius kurz !

—

HSS DIN FLUTE |/ —0 f20s £ ,
SEIEECHFICI ) 78,

Unit: mm
CODICE N. DIAMETRO FRESA LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE
NR. CODE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2S-02,00XT 2.0 6 4 48
PR2S-02,50XT 2.5 6 5 49
PR2S-03,00XT 3.0 6 5 49
PR2S-03,50XT 35 6 6 50
PR2S-04,00XT 4.0 6 7 51
PR2S-05,00XT 5.0 6 8 52
PR2S-06,00XT 6.0 6 8 52
PR2S-07,00XT 7.0 10 10 60
PR2S-08,00XT 8.0 10 11 61
PR2S-09,00XT 9.0 10 11 61
PR2S-10,00XT 10.0 10 13 63
PR2S-11,00XT 11.0 12 13 70
PR2S-12,00XT 12.0 12 16 73
PR2S-13,00XT 13.0 12 16 73
PR2S-14,00XT 14.0 12 16 73
PR2S-15,00XT 15.0 12 16 73
PR2S-16,00XT 16.0 16 19 79
PR2S-18,00XT 18.0 16 19 79
PR2S-20,00XT 20.0 16 22 82
PR2S-22,00XT 22.0 20 22 98
PR2S-25,00XT 25.0 25 26 102

TOLLERANZE SECONDO NORME n - - datla3 from1t03  von1lbis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mim e e T Y TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 = )
da10a18 over 10to 18 liber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13
da30a50 over30to50 iiber30bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |aitCE LI E RN

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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£—

SITAR M IELE
&
2 TAGLI ASP semisferiche corte

2 FLUTE ball nose end mill sHort LEnGTH
2 SCHNEIDEN Stimradius urz

® Elevate performance su tutti i materiali di acciaio al carbonio, acciaio inox all’alluminio.

Excellent performance on wide materials from carbon steels and stainless steels to aluminium.

© Studiata per copiature, cave e contorniture.
Designed for milling of radius bottom slots, fillets and special contours.

PREMIUM)( DIN FLUTE |[ — % P. 202

Unit: mm

CODICE N. DIAMETRO FRESA DIAMETRO GAMBO LUNGHEZZA TAGLIENTE

NR. CODE MILL DIAMETER SHANK DIAMETER

LENGTH OF CUT

LUNGHEZZA TOTALE
OVERAL LENGTH

PRA2S-01,00 1 6 2. 47
PRA2S-02,00 2 6 4 48
PRA2S-03,00 3 6 5 49
PRA2S-04,00 4 6 7 51
PRA2S-05,00 5 6 8 52
PRA2S-06,00 6 6 8 52
PRA2S-07,00 7 10 10 60
PRA2S-08,00 8 10 11 61
PRA2S-09,00 9 10 11 61
PRA2S-10,00 10 10 13 63
PRA2S-12,00 12 12 16 73
PRA2S-14,00 14 12 16 73
PRA2S-16,00 16 16 19 79
PRA2S-18,00 18 16 19 79
PRA2S-20,00 20 20 22 88
PRA2S-22,00 22 20 22 88
PRA2S-25,00 25 25 26 102

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

0 -0.03 h6




£—

SITAR M IELE
&
2 TAGLI ASP rivestite NANO semisferiche corte

2 FLUTE NANO coating ball nose end mill sHort LenGTH
2 SCHNEIDEN NANO Beschichtung Stimradius kurz

Elevate performance su tutti i materiali di acciaio al carbonio, acciaio inox all’alluminio.
Excellent performance on wide materials from carbon steels and stainless steels to aluminium.
Studiata per copiature, cave e contorniture.

Designed for milling of radius bottom slots, fillets and special contours. ‘

—

I nuovo rivestimento NANO é indicato per lavorazioni ad alta velocita (HSC).
New developed NANO Coating suitable for high speed cutting. *’ ‘bq -
|
PREMIUM( DIN | L \(FLUTE) =2 | 4 % P. 204
PM L 327 )\ <sor /N 2 )\ qg3mm X
Unit: mm

CODICE N. DIAMETRO FRESA DIAMETRO GAMBO LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

HANK DIAMETER
NR. CODE MILL DIAMETER S LENGTH OF CUT OVERAL LENGTH

PRA2S-01,00NC 1 6 25 47
PRA2S-02,00NC 2 6 4 48
PRA2S-03,00NC 3 6 5 49
PRA2S-04,00NC 4 6 7 51
PRA2S-05,00NC 5 6 8 52
PRA2S-06,00NC 6 6 8 52
PRA2S-07,00NC 7 10 10 60
PRA2S-08,00NC 8 10 11 61
PRA2S-09,00NC 9 10 11 61
PRA2S-10,00NC 10 10 13 63
PRA2S-12,00NC 12 12 16 73
PRA2S-14,00NC 14 12 16 73
PRA2S-16,00NC 16 16 19 79
PRA2S-18,00NC 18 16 19 79
PRA2S-20,00NC 20 20 22 88
PRA2S-22,00NC 22 20 22 88
PRA2S-25,00NC 25 25 26 102

Tolleranza / Tolerance / Toleranzen

DIAMETRO FRESA / MILL DIA. DIAMETRO GAMBO / SHANK DIA.

0 -0.03 h6
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A
2 TAGLI semisferiche LuncHe

2 FLUTE ball nose LonG LEnGTH
2 SCHNEIDEN Stirnradius LanG

-~ P. 202 (
GOOOIEHHIEI )

Unit: mm

CODICE N. DIAMETRO FRESA LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2SL-02,00 2.0 6 7 b4
PR2SL-03,00 3.0 6 8 56
PR2SL-04,00 4.0 6 11 63
PR2SL-05,00 5.0 6 13 638
PR2SL-06,00 6.0 6 13 68
PR2SL-07,00 7.0 10 16 80
PR2SL-08,00 8.0 10 19 88
PR2SL-09,00 9.0 10 19 88
PR2SL-10,00 10.0 10 22 95
PR2SL-12,00 12.0 12 26 110
PR2SL-14,00 14.0 12 26 110
PR2SL-16,00 16.0 16 32 123
PR2SL-18,00 18.0 16 32 123
PR2SL-20,00 20.0 20 38 141
PR2SL-25,00 25.0 25 45 166

TOLLERANZE SECONDO NORME . . . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm g o R To o S BT _s

NennmaRbereich in mm da6al10 over 6 to 10 lber 6 bis 10 | -25 -47 =19
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18  over10to 18 (ber 10 bis 18 | =32 59 =1

Nominal-Diameter in mm da18a30 over18to30 iiber 18 bis30 | -40 -73 -13
da30ab0 over30to50 (iber30bis50 | =50 -89 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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2 TAGLI rivestite Futura semisferiche Lunche
2 FLUTE Futura coating ball nose LonG LencTH |
2 SCHNEIDEN Futura Beschichtung Stirmradius Lanc

™~ P. 203 [
CICIENENCHEILI)

Unit: mm

CODICE N. DIAMETRO FRESA LSO EL LUNGHEZZA TAGLIENTE LUNGHEZZA TOTALE

NR. CODE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERAL LENGTH
PR2SL-02,00XT 2.0 6 7 b4
PR2SL-03,00XT 3.0 6 8 56
PR2SL-04,00XT 4.0 6 11 63
PR2SL-05,00XT 5.0 6 13 638
PR2SL-06,00XT 6.0 6 13 68
PR2SL-07,00XT 7.0 10 16 80
PR2SL-08,00XT 8.0 10 19 88
PR2SL-09,00XT 9.0 10 19 88
PR2SL-10,00XT 10.0 10 22 95
PR2SL-12,00XT 12.0 12 26 110
PR2SL-14,00XT 14.0 12 26 110
PR2SL-16,00XT 16.0 16 32 123
PR2SL-18,00XT 18.0 16 32 123
PR2SL-20,00XT 20.0 20 38 141
PR2SL-25,00XT 25.0 25 45 166

TOLLERANZE SECONDO NORME . . . dala3 from 1to 3 von 1 bis 3 -14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm g o To T S BT _s

NennmaRbereich in mm da6al10 over 6 to 10 lber 6 bis 10 | -25 -47 =19
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18 over10to18 iber 10 bis 18 |~32 -59 -1

Nominal-Diameter in mm da18a30 over18to30 iiber 18 bis30 | -40 -73 -13
da30ab0 over30to50 (iber30bis50 |-50 -89 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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i

4 TAGLI sgrossare corte ’)

4 FLUTE roughing SHORT LENGTH
4 SCHNEIDEN Schruppfraser kurz _—

l FINE HR

HSS [ DIN FLUTE ) =22\ & % R
SN EACIEIt ey

Finoa @20 Oltre @ 20
Up to @ 20 Over @ 20

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER o LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4SG-06,00 6.0 6 13 57 3
PR4SG-07,00 7.0 10 16 66 3
PR4SG-08,00 8.0 10 19 69 3
PR4SG-09,00 9.0 10 19 69 3
PR4SG-10,00 10.0 10 22 72 4
PR4SG-12,00 12.0 12 26 83 4
PR4SG-14,00 14.0 12 26 83 4
PR4SG-16,00 16.0 16 32 92 4
PR4SG-18,00 18.0 16 32 92 4
PR4SG-20,00 20.0 20 38 104 4
PR4SG-25,00 25.0 25 45 121 5
PR4SG-30,00 30.0 25 45 121 6

TOLLERANZE SECONDO NORME n - - datla3 from1t03  von1bis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y S TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over 10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13
da30ab0 over30to50 (iber 30 bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCE LI L RN

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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4 TAGLI rivestite Futura sgrossare corTe

4 FLUTE Futura coating roughing sHorT LENGTH

4 SCHNEIDEN Futura Beschichtung | -
Schruppfraser kurz e

HSS [ DIN FLUTE ) =22\ & % RJace
SIENEACIEIt ey

Finoa @20 Oltre @ 20
Up to @ 20 Over @ 20

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER o LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4SG-06,00XT 6.0 6 13 57 3
PR4SG-07,00XT 7.0 10 16 66 3
PR4SG-08,00XT 8.0 10 19 69 3
PR4SG-09,00XT 9.0 10 19 69 3
PR4SG-10,00XT 10.0 10 22 72 4
PR4SG-12,00XT 12.0 12 26 83 4
PR4SG-14,00XT 14.0 12 26 83 4
PR4SG-16,00XT 16.0 16 32 92 4
PR4SG-18,00XT 18.0 16 32 92 4
PR4SG-20,00XT 20.0 20 38 104 4
PR4SG-25,00XT 25.0 25 45 121 5
PR4SG-30,00XT 30.0 25 45 121 6

TOLLERANZE SECONDO NORME n - - datla3 from1t03  von1bis3 |-14 -28 -6
DIN 7160 & 7161 Diametro Nominale in mm e T Y TR -8
da6a10 over 6 to 10 lber 6 bis 10 |-25 -47 =19
da10a18 over 10to 18 iiber 10 bis 18 | =32 -59 -1
Nominal-Diameter in mm da 18 a 30 over 1810 30  liber 18 bis 30 | 40 -73 -13
da30a50 over30to50 iiber 30 bis50 |-50 -89 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 [aitCE LI L RN

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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SAl

STAR M LZI5
et i
4 TAGLI ASP sgrossare core N
4 FLUTE roughing end mill skorr .encr l
[t

4 SCHNEIDEN Schruppfraser kurz

© Studiata per sgrossare con alti avanzamenti.

Suitable for high-feed roughing milling. FINE HR
® Disegnata per lavorare acciai al carbonio, acciai legati, acciai inox.

Designed to machine carbon steels, alloyed steels, stainless steels
® In molti casi fornisce eccellenti superfici.

Providing excellent finished surfaces in many cases.

PREMIUM|[ DIN %7 FLUTE ?—"\I—D %’ %y % P. 205 ‘ |
PM 844 = 30 3-5 18358 o22~ Finoa@20  Oltre @20

Up to @ 20 Over @ 20

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER he LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PRA4SG-06,00 6.0 6 13 57 3
PRA4SG-07,00 7.0 10 16 66 3
PRA4SG-08,00 8.0 10 19 69 3
PRA4SG-09,00 9.0 10 19 69 3
PRA4SG-10,00 10.0 10 22 72 4
PRA4SG-12,00 12.0 12 26 83 4
PRA4SG-14,00 14.0 12 26 83 4
PRA4SG-16,00 16.0 16 32 92 4
PRA4SG-18,00 18.0 16 32 92 4
PRA4SG-20,00 20.0 20 38 104 4
PRA4SG-22,00 22.0 20 38 104 5
PRA4SG-25,00 25.0 25 45 121 5

TOLLERANZE SECONDO NORME - - . dala3 from1to3 von 1 bis 3 + -6
DIN 7160 & 7161 Diametro Nominale in'mm da3a6 over 3to 6 tber 3 bis 6 + 60 -8
£
+

da6a10 over 6 to 10 ber 6 bis 10 =19
da10a18 over 10to 18 (iber 10 bis 18 + 90 -1

Nominal-Diameter in mm da18a30 over18to 30 ber 18 bis 30 + 105 -13
da30ab0 over30to50 (iber 30 bis 50 + 125 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |G LI L RN

~
o
o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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Sil

STAR ML
&
4 TAGLI ASP rivestite NANO sgrossare corTe

4 FLUTE NANO coating roughing end mill sHorr LEnGTH

4 SCHNEIDEN NANO Beschichtung Schruppfraser |
KURZ |

FINE HR

© Studiata per sgrossare con alti avanzamenti. * Suitable for high-feed roughing milling.

©® Disegnata per lavorare acciai al carbonio, acciai legati, acciai inox.
Designed to machine carbon steels, alloyed steels, stainless steels

® In molti casi fornisce eccellenti superfici. ® Providing excellent finished surfaces in many cases.
® |/l nuovo rivestimento NANO ¢ indicato per lavorazioni ad alta velocita (HSC).
©® New developed NANO Coating suitable for high speed cutting.

Finoa @20 Oltre @ 20

PREMIUM'/ DIN FLUTE | =2 5’ % P. 207 Upto@20  Over @20
Al

Unit: mm

CODICE N. DIAMETRO FRESA DSI:Il-\\,II\IIEIIFl‘)(I)A(:IIAE“‘III':: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER he LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PRA4SG-06,00NC 6.0 6 13 57 3
PRA4SG-07,00NC 7.0 10 16 66 3
PRA4SG-08,00NC 8.0 10 19 69 3
PRA4SG-09,00NC 9.0 10 19 69 3
PRA4SG-10,00NC 10.0 10 22 72 4
PRA4SG-12,00NC 12.0 12 26 83 4
PRA4SG-14,00NC 14.0 12 26 83 4
PRA4SG-16,00NC 16.0 16 32 92 4
PRA4SG-18,00NC 18.0 16 32 92 4
PRA4SG-20,00NC 20.0 20 38 104 4
PRA4SG-22,00NC 22.0 20 38 104 5
PRA4SG-25,00NC 25.0 25 45 121 5

TOLLERANZE SECONDO NORME - - . dala3 from1to3 von 1 bis 3 + -6
DIN 7160 & 7161 Diametro Nominale in'mm da3a6 over 3to 6 ber 3 bis 6 + 60 -8
£
+

da6a10 over 6 to 10 ber 6 bis 10 =19
da10a18 over 10to 18 (iber 10 bis 18 + 90 -1

Nominal-Diameter in mm da18a30 over18to 30 ber 18 bis 30 + 105 -13
da30ab50 over30to50 (iber 30 bis 50 + 125 -16

TOLERANCES ACCORDING TO DIN 7160 & 7161 |aitCESLIC RN

~
o
o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161

181




£—

4 TAGLI sgrossare LUNGHE
4 FLUTE roughing LoNG LENGTH
4 SCHNEIDEN Schruppfraser Lanc

b

FINE HR

HSS [ DIN FLUTE ) =22\ & % RRS
SN ECIEIR YA

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER o LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4SGL-06,00 6.0 6 24 68 3
PR4SGL-08,00 8.0 10 38 88 3
PR4SGL-10,00 10.0 10 45 95 4
PR4SGL-12,00 12.0 12 53 110 4
PR4SGL-14,00 14.0 12 53 110 4
PR4SGL-16,00 16.0 16 63 123 4
PR4SGL-18,00 18.0 16 63 123 4
PR4SGL-20,00 20.0 20 75 141 4
PR4SGL-25,00 25.0 25 90 166 5
PR4SGL-30,00 30.0 25 90 166 6

TOLLERANZE SECONDO NORME . q . dala3 from 1to 3 von 1 bis 3 + 50 -6
DIN 7160 & 7161 Diametro Nominale inimm da3a6 over 3to 6 tber 3 bis 6 + 60 -8

NennmaRbereich in mm da6a10 over 6 to 10 Gber 6 bis 10 + 75 =9
TOLERANCES ACCORDING TO DIN 7160 & 7161 da10a18 over10to 18  (ber 10bis18 |  + 90 -1

Nominal-Diameter in mm da18a30 over18to 30 iiber 18 bis 30 + 105 -13
da30ab50 over30to50 (iber 30 bis 50 + 125 -16

o|o|lo|o|o|o

TOLERANZEN NACH DIN 7160 & 7161
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4 TAGLI rivestite Futura sgrossare LUNGHE
4 FLUTE Futura coating roughing LonG LENGTH

4 SCHNEIDEN Futura Beschichtung
Schruppfraser Lane

HSS [ DIN FLUTE) =22\ & % RS
SN ENCIEIR YA

b

FINE HR

Oltre @ 20
Over @ 20

Finoa @20
Up to @ 20

Unit: mm

CODICE N. DIAMETRO FRESA I;I:zn;;F;?A(:n:?:: UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE N. TAGLIENTI

NR. CODE MILL DIAMETER o LENGTH OF CUT OVERAL LENGTH NR. OF FLUTE
PR4SGL-06,00XT 6.0 6 24 68 3
PR4SGL-08,00XT 8.0 10 38 88 3
PR4SGL-10,00XT 10.0 10 45 95 4
PR4SGL-12,00XT 12.0 12 53 110 4
PR4SGL-14,00XT 14.0 12 53 110 4
PR4SGL-16,00XT 16.0 16 63 123 4
PR4SGL-18,00XT 18.0 16 63 123 4
PR4SGL-20,00XT 20.0 20 75 141 4
PR4SGL-25,00XT 25.0 25 90 166 5
PR4SGL-30,00XT 30.0 25 90 166 6

TOLLERANZE SECONDO NORME
DIN 7160 & 7161

TOLERANCES ACCORDING TO DIN 7160 & 7161 |itCE LI L R IR
Nominal-Diameter in mm

TOLERANZEN NACH DIN 7160 & 7161

Diametro Nominale in mm

da 18 a 30

over 18 to 30

Gber 18 bis 30

+ 105

dala3 from1to3 von 1 bis 3 + 50 0 -6
da3a6 over 3to 6 tber 3 bis 6 + 60 0 -8
da6a10 over 6 to 10 ber 6 bis 10 + 75 0 =19
da10a18 over 10to 18 iiber 10 bis 18 + 90 0 -1
0
0

-13

da 30 a 50

over 30 to 50

iber 30 bis 50

+ 125

-16
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4 TAGLI corTE

[ ’ morse

4 FLUTE SHORT LENGTH !
4 SCHNEIDEN kurz a

HSS |/ DIN FLUTE | &= % P. 199
SO CIHO)

Unit: mm

CODICE N. DIAMETRO FRESA UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE CONO MORSE N. N. TAGLIENTI

NR. CODE MILL DIAMETER LENGTH OF CUT OVERAL LENGTH MORSE TAPER NR. NR. OF FLUTE
PR4CM-16,00 16 32 117 2 4
PR4CM-20,00 20 38 123 2 4
PR4CM-25,00 25 45 147 3 6
PR4CM-30,00 30 45 147 3 6
PR4CM-32,00 32 53 178 4 6
PR4CM-35,00 35 53 178 4 6
PR4CM-40,00 40 63 188 4 6
PR4CM-45,00 45 63 188 4 8
PR4CM-50,00 50 75 233 5 8

Tolleranza / Tolerance / Toleranzen

DIAM. FRESA / MILL DIA. / SCHNEIDEN DIA.

+0.120
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4 TAGLI rivestite Futura corte

4 FLUTE Futura coating SHORT LENGTH
4 SCHNEIDEN Futura Beschichtung kurz

con
cono
morse

with
Morse
Taper
Shank

I\§
HSS [ DIN FLUTE | 2 % P. 200 YoV
SR ) X2

Unit: mm

CODICE N. DIAMETRO FRESA UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE CONO MORSE N. N. TAGLIENTI

NR. CODE MILL DIAMETER r LENGTH OF CUT ﬁ OVERAL LENGTH MORSE TAPER NR. NR. OF FLUTE
PR4CM-16,00XT 16 32 117 2 4
PR4CM-20,00XT 20 38 123 2 4
PR4CM-25,00XT 25 45 147 3 6
PR4CM-30,00XT 30 45 147 3 6
PR4CM-32,00XT 32 53 178 4 6
PR4CM-35,00XT 35 53 178 4 6
PR4CM-40,00XT 40 63 188 4 6
PR4CM-45,00XT 45 63 188 4 8
PR4CM-50,00XT 50 75 233 5 8

Tolleranza / Tolerance / Toleranzen

DIAM. FRESA / MILL DIA. / SCHNEIDEN DIA.

+0.120
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con
cono
morse

&
4 TAGLI sgrossare corTe
4 FLUTE roughing sHoRT LENGTH

4 SCHNEIDEN Schruppfraser kurz i ==

’ FINE (HR)

with
Morse
Taper
Shank

<A
HSS |/ DIN FLUTE |/ =2 % P. 205 S
X

Unit: mm

CODICE N. DIAMETRO FRESA UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE CONO MORSE N. N. TAGLIENTI

NR. CODE MILL DIAMETER r LENGTH OF CUT ﬁ OVERAL LENGTH MORSE TAPER NR. NR. OF FLUTE
PR4SCM-16,00 16 32 117 2 4
PR4SCM-20,00 20 38 123 2 4
PR4SCM-25,00 25 45 147 3 5
PR4SCM-30,00 30 45 147 3 6
PR4SCM-32,00 32 53 178 4 6
PR4SCM-35,00 35 53 178 4 6
PR4SCM-40,00 40 63 188 4 6
PR4SCM-45,00 45 63 188 4 6
PR4SCM-50,00 50 75 233 5 6

Tolleranza / Tolerance / Toleranzen

DIAM. FRESA / MILL DIA. / SCHNEIDEN DIA.

+0.120
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con
cono
morse

4 TAGL! rivestite Futura sgrossare corTe
4 FLUTE Futura coating roughing sHorT LENGTH

4 SCHNEIDEN Futura Beschichtung
Schruppfraser kurz

with
Morse
Taper
Shank

b

} FINE (HR)

<A
HSS |/ DIN FLUTE |/ =2 % P. 206 S
X

Unit: mm

CODICE N. DIAMETRO FRESA UNGHEZZA TAGLIENTE LUNGHEZZA TOTALE CONO MORSE N. N. TAGLIENTI

NR. CODE MILL DIAMETER r LENGTH OF CUT ﬁ OVERAL LENGTH MORSE TAPER NR. NR. OF FLUTE
PR4SCM-16,00XT 16 32 117 2 4
PR4SCM-20,00XT 20 38 123 2 4
PR4SCM-25,00XT 25 45 147 3 5
PR4SCM-30,00XT 30 45 147 3 6
PR4SCM-32,00XT 32 53 178 4 6
PR4SCM-35,00XT 35 53 178 4 6
PR4SCM-40,00XT 40 63 188 4 6
PR4SCM-45,00XT 45 63 188 4 6
PR4SCM-50,00XT 50 75 233 5 6

Tolleranza / Tolerance / Toleranzen

DIAM. FRESA / MILL DIA. / SCHNEIDEN DIA.

+0.120
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P PARAMETRI DI TAGLIO E DATI TECNICI
&2 SPEED & FEED DATA AND CHARACTERISTICS
- SCHNITTWERTE UND EIGENHEITEN

PUNTE ELICOIDALI IN HSS, HSS-CO, PREMIUM
HSS, HSS-CO, PREMIUM TWIST DRILLS
HSS, HSS-CO, PREMIUM SPIRALBOHRER
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S w € ® CONDIZIONI DI TAGLIO RACCOMANDATE
1= RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

| PUNTE ELICOIDALI HSS & COBALTO 8%, DIN 1897, DIN338, DIN340, DIN1869, DIN345, DIN341, DIN1870 |

[ HSS & COBALT 8% HSS DRILL, DIN 1897, DIN338, DIN340, DIN1869, DIN345, DIN341, DIN1870 ]

[ HSS & KOBALT 8% HSS SPIRALBOHRER, DIN 1897, DIN338, DIN340, DIN1869, DIN345, DIN341, DIN1870 j

Serie PRPECN, PRPCN, PRPCNT, PRPLNC, PRPEN, PRPCMN, PRPCMNT, PRPCEAN, PRPCETN, PRPCE2N
PRPECN, PRPCN, PRPCNT, PRPLNC, PRPEN, PRPCMN, PRPCMNT, PRPCEAN, PRPCETN, PRPCE2N Series

MATERIALE DIAMETRO / Diameter (mm)
DUREZZA |RESISTENZA

DA LAVORARE
Material
Werkstiick

ACCIAIO AL CARBONIO
Carbon Steels ~570 N/mm2 | 3380 (0.025| 2700 [0.050 | 1700 |0.063| 1050 [0.130| 750 |0.150 | 440 |0.230| 260 |0.280| 165 |0.330
Stihle

ACCIAIO AL CARBONIO
Carbon Steels ~HRC 23 ~830 N/mm2 | 2550 0.025| 2000 [0.050 | 1280 |0.063| 780 [0.130| 560 |0.150| 330 [0.230| 195 |0.280| 125 |0.330
Stahle

ACCIAIO AL CARBONIO
Carbon Steels HRc 23~28 [830~950 N/mm2 | 1900 |0.015| 1500 |0.025| 960 [0.038| 590 |0.076 | 425 |0.076 | 255 [0.130| 145 [0.180| 93 |0.200
Stahle

ACCIAIO LEGATO
Alloy Steels HRc 23~34 (830~1110 N/mm2 | 2380 | 0.020| 1880 |0.050| 1190 [0.063| 730 |0.130| 520 |0.180| 300 |0.230| 180 {0.180| 115 |0.200
Stahl - Legierungen
ACCIAIO LEGATO
Alloy Steels HRc 34~38 [1110~1260 N/mm2| 1400 {0.015( 1100 |0.020| 700 |0.025| 430 |0.038| 310 |0.050| 180 [0.050| 107 |0.076| 68 |0.076
Stahl - Legierungen
ACCIAIO INOX
Stainless Steels HRc 23 830 N/mm2 | 2550 |0.025| 2000 |0.050 | 1280 |0.063| 780 |0.130| 560 (0.150| 330 |0.230| 195 |0.280| 125 |0.330
Edelstéhle
LEGA DI TITANIO
Titanium Alloys 410 N/mm2 | 1400 |0.020| 1100 {0.025| 700 |0.038| 430 [0.076| 430 |0.076| 180 |0.130| 107 (0.180| 68 |0.200
Titan-Legierungen
ACCIAIO DA UTENSILI
Tool Steels 270 N/mm2 | 3180 |0.042| 2500 (0.050 | 1590 | 0.063| 970 |0.130| 700 [0.180| 440 |0.230| 240 (0.300| 150 |0.430
Werkzeugstihle
GHISA

Cast Iron HRc 21 800 N/mm2 | 2250 |0.025| 2000 (0.050 | 1280 | 0.063| 780 |0.130| 560 [0.150| 330 |0.230| 195 (0.280| 125 |0.330
Gusseisen

LEGA DI ALLUMINIO
Aluminium Alloys 6400 [0.038| 5000 |0.063 | 3200 | 0.076| 2000 |0.180| 1400 |0.200 | 820 |0.300| 490 |0.380| 310 |0.460
Aluminium-Legierungen
LEGA DI MAGNESIO
Magnesium Alloys 8600 [0.038| 6800 |0.063 | 4300 | 0.076| 2600 |0.180| 1900 |0.200 | 1100 |0.300| 660 |0.380| 415 |0.460
Magnesium-Legierungen
LEGA DI ZINCO

Zinc Alloys 6400 {0.038| 5000 |0.063 | 3200 | 0.076 | 2000 |0.180| 1400 |0.200 | 820 |0.300| 490 |0.380| 310 |0.460
Zink-Legierungen
PLASTICA
Plastic 3380 {0.025| 2700 |0.050 | 1700 | 0.063| 1050 |0.130| 750 |0.150| 440 |0.230| 260 |0.280| 165 |0.330
Plastik

Hardness | Strength

N = Giri / R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)

190




S w ¢ P CONDIZIONI DI TAGLIO RACCOMANDATE
€15 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN [

[ PUNTE ELICOIDALI CILINDRICHE COBALTO 5% E COBALTO 8%, DIN 338 )

COBALT 5% AND COBALT 8% HSS TWIST DRILLS FOR HEAVY DUTY, DIN338

[ KOBALT 5% UND KOBALT 8% HSS SPIRALBOHRER FUR HOHELEISTUNGEN, DIN338 )

Serie PRPCNC, PRPCNCT
PRPCNC, PRPCNCT Series

MATERIALE DIAMETRO / Diameter (mm)
DUREZZA |RESISTENZA

DA LAVORARE
Material
Werkstiick

ACCIAIO AL CARBONIO
garll:lo“ Steels ~570 N/mm2 | 4300 |0.025| 3280 |0.050 | 2030 |0.063| 1270 [0.130| 900 [0.150 | 530 |0.230| 310 |0.280| 195 |0.330
tiahle

ACCIAIO AL CARBONIO
garbon Steels ~HRC 23 ~830 N/mm2 | 3040 |0.025| 2430 |0.050 | 1530 |0.063| 950 [0.130| 680 |0.150| 400 |0.230| 230 |0.280| 150 |0.330
tahle

ACCIAIO AL CARBONIO
Carbon Steels HRc 23~28 830~950 N/mm2 | 2270 {0.015| 1820 |0.025 | 1150 | 0.038| 710 |0.076| 510 |0.076| 310 |{0.130| 170 |0.180| 110 |0.200
Stahle

ACCIAIO LEGATO
Alloy Steels HRc 23~34 | 830~1110 N/mm2 | 2840 | 0.020| 2280 |0.050 | 1420 | 0.063| 880 |0.130| 630 |0.180| 360 |0.230| 220 |0.180| 140 |0.200
Stahl - Legierungen
ACCIAIO LEGATO
Alloy Steels HRc 34~38 [1110~1260 N/mm2| 1670 | 0.015| 1340 |0.020 | 840 |0.025| 520 |0.038| 370 |0.050| 220 |0.050| 130 |0.176| 80 |0.076
Stahl - Legierungen
ACCIAIO INOX
Stainless Steels HRc 23 830 N/mm2 | 3040 |0.025| 2430 (0.050| 1530 | 0.063| 950 |0.130| 680 [0.150| 400 |0.150| 230 (0.280| 150 |0.330
Edelstihle
GHISA

Cast Iron HRc 21 800 N/mm2 | 2680 |0.025| 2430 (0.050| 1530 | 0.063| 950 |0.130| 680 [0.150| 400 |0.150| 230 (0.280| 150 |0.330
Gusseisen

Hardness | Strength

N = Giri / R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)
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S w € P CONDIZIONI DI TAGLIO RACCOMANDATE
1= RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

| PUNTE ELICOIDALI CILINDRICHE PER OTTONE, DIN 338 | | ( PUNTE ELICOIDALI CILINDRICHE PER ALLUMINIO, DIN 338 |
( HSS TWIST DRILLS FOR BRASS, DIN338 I HSS TWIST DRILLS FOR ALUMINIUM, DIN338 )

| HSS SPIRALBOHRER FUR MESSING, DIN338 | | [ HSS SPIRALBOHRER FUR ALUMINIUM, DIN338 |

Serie PRPCNH Serie PRPCNW
PRPCNH Series PRPCNW Series

MATERIALE DA LAVORARE MATERIALE DA LAVORARE

i S DIAWETRO nateral
i AL el Lt e Fbe
N 8750 Long chip alu.m.inium aI.on Sho[t chip alqminium a!loy
2 Lange Spane Aluminium-Legierungen | Kurze Spéne Aluminium-Legierungen
S 0.08 N 7950 5550
A N 4350 2 S 0.08 0.05
S 0.12 N 4000 2800
3 N 2900 ' S 0.12 0.08
S 0.16 N 2650 1850
. N 2200 6 S 0.16 0.10
S 0.20 N 2000 1400
10 N 1750 8 S 0.20 0.12
S 0.25 N 1600 1100
2 N 1450 10 S 0.25 0.16
S 0.28 N 1330 930
1 N 1250 1 S 0.32 0.20
S 0.32 N 1150 800
" S 0.36 0.25

N = Giri/ R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)
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S w « D CONDIZIONI DI TAGLIO RACCOMANDATE
1= RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

| PUNTE ELICOIDALI HSSCo5 PER FORI PROFONDI, TIPO GH100, DIN 338, DIN340, DIN1869, DIN341, DIN1870 |

( HSSCo5, GH100 TYPE WORM PATTERN DRILL, DIN338, DIN340, DIN1869, DIN341, DIN1870 )

( HSSCo5, GH100 TYP WORM PATTERN SPIRALBOHRER, DIN338, DIN340, DIN1869, DIN341, DIN1870 )

Serie PRPCG, PRPLGC, PRPEGC, PRPCE1G, PRPCE2G
PRPCG, PRPLGC, PRPEGC, PRPCE1G, PRPCE2G Series

ACCIAIO PER UTENSILI
MATERIALE DA LAVORARE | ACCIAI0 AL CARBONIO ACCIAIO TEMPRATO GHISA GRIGIA TENERA GHISA GRIGIA DURA

Material Carbon Steels  Alloy Steels Tool Steels ® Hardened Steels Soft Grey Cast Iron Hard Grey Cast Iron

i = = - Werkzeugstahle Weicher Grauguss Harter Grauguss
Werkstiick Stahle  Stihle-Legierungen gehartete Stihle 9 9

DUREZZA / Hardness HRc15 ~ HRc30 HRc20 ~ HRc40 _
RESISTENZA / Strength |  700~1000Nfmm2 |  800~1200N/mm2 | |

DIAMETRO / Diameter

2.0 2630 0.03 2100 0.025 4200 0.06 1680 0.05
25 2100 0.04 1680 0.03 3300 0.08 1310 0.06
3.0 1680 0.05 1310 0.04 2630 0.10 1050 0.08
4.0 1310 0.06 1050 0.05 2100 0.13 840 0.10
5.0 1050 0.06 840 0.05 1680 0.13 660 0.10
6.0 840 0.08 660 0.06 1310 0.16 530 0.13
8.0 660 0.10 530 0.08 1050 0.20 420 0.17
10.0 530 0.13 420 0.10 840 0.25 330 0.21
13.0 420 0.13 330 0.10 660 0.25 260 0.21
16.0 330 0.15 260 0.13 530 0.30 210 0.25
20.0 260 0.20 210 0.15 420 0.40 170 0.30
25.0 210 0.25 170 0.20 330 0.50 130 0.50
30.0 170 0.25 130 0.20 260 0.50 110 0.50

N = Giri / R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)
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« D CONDIZIONI DI TAGLIO RACCOMANDATE
1= RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( PUNTE ELICOIDALI CILINDRICHE SHP, RIVESTITE FUTURA )

PREMIUM COBALT HSS, SHP TWIST DRILLS, FUTURA COATED

[ PREMIUM COBALT HSS, SHP SPIRALBOHRER, FUTURA-BESCHICHTET

Serie PRPECH, PRPCH, PRPECH, PRPCH
PRPECH, PRPCH, PRPECH, PRPCH Series

- Per favore diminuire I'avanzamento nelle punte SHP Serie PRPCH
- Please decrease the feed rate in PRPCH Series SHP drills. ¢ Den Vorschub in der PRPCH Gruppe SHP Bohrer bitte verringern.

ACCIAIO PER UTENSILI

ACCIAIO LEGATO LEGA DI ALLUMINIO

ACCIAIO PER UTENSILI LEGA DI MAGNESIO

ACCIAIO AL CARBONIO

ACCIAIO LEGATO

MATERIALE (SKD11) GHISA L
DA LAVORARE (S45C-S50C) (SCM-SNC-SNCM) 5130 HB 30 <180 HB 30 Aluminium alloy
<900 N/mm?2 >1100 N/mm? M :
Material agnesium alloy
Werkstiick Carbon Steels Alloy Steels Tool Steels, alloy Steels Cast Iron tool steel
NKSEIC Stihle Stahl-Legierungen = ; s1o| Aluminium-Legierungen
S‘t'gﬁlr!(l.z:;i%ﬂlanlgzn Gusseisen Werkzeugstile Magnesium-Logierungen
DIAMETRO
Diameter
(mm)

2 4200 0.08 3600 0.08 1700 0.08 5800 0.1 10500 0.16
3 2900 0.13 2500 0.13 1000 0.13 4000 0.14 10500 0.25
4 2100 0.14 1900 0.14 850 0.14 3000 0.17 8000 0.30
5 1700 0.16 1500 0.16 650 0.16 2400 0.20 6500 0.36
6 1300 0.17 1300 0.17 550 0.17 2100 0.23 5200 0.42
8 1000 0.21 950 0.21 400 0.21 1500 0.26 4200 0.47
10 850 0.25 750 0.25 300 0.25 1100 0.32 3400 0.56
12 700 0.30 650 0.30 280 0.30 1000 0.38 2700 0.67
14 550 0.35 500 0.35 240 0.35 850 0.40 2400 0.72
16 520 0.38 470 0.38 210 0.38 750 0.42 2100 0.77
18 450 0.44 420 0.44 190 0.44 700 0.45 1900 0.80
20 400 0.45 350 0.45 170 0.45 600 0.51 1600 0.87
22 370 0.50 340 0.50 160 0.50 550 0.52 1500 0.95
24 350 0.52 300 0.52 150 0.52 500 0.58 1400 1.00
26 320 0.55 280 0.55 130 0.55 450 0.60 1300 1.05
28 300 0.60 260 0.60 120 0.60 420 0.63 1200 1.10
30 280 0.63 240 0.63 105 0.63 400 0.74 1100 1.15
32 260 0.68 230 0.68 105 0.68 380 0.74 950 1.20
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« D CONDIZIONI DI TAGLIO RACCOMANDATE

1= RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

PUNTE ELICOIDALI CILINDRICHE SHP-INOX, RIVESTITE FUTURA )

HSS-EX, SHP-SUS TWIST DRILLS, FUTURA COATED

HSS-EX, SHP-SUS SPIRALBOHRER, FUTURA-BESCHICHTET

Serie PRPECHS, PRPCHS
PRPECHS, PRPCHS Series

- Per favore diminuire I'avanzamento nelle punte SHP-Inox Serie PRPCHS
- Please decrease the feed rate in PRPCHS Series SHP-Inox drills. ¢ Den Vorschub in der PRPCHS Gruppe SHP-Inox Bohrer bitte verringern.

ALLUMINIO E PLASTICA, RAME, LEGA ACCIAIO DOLCE
MATERIALE ACCIAIO INOX ACCIAIO INOX LEGA DI ALLUMINIO DI RAME ACCéIéIgII::Ré\g(SJaJ)ENO
DA LAVORARE ISl iz Aluminium & Plastics, Cooper, Mild steels
Material Stainless Steels Stainless Steels Aluminium alloy Cooper alloys low carbon steels
WL 2L D 2L Aluminium undAlumi- Plastik, Kupfer, Stile,
nium-Legierungen Kupfer-Legierungen Weich Stile
DIAMETRO
Diameter
(mm)
2 2600 0.07 3100 0.07 11,000 0.09 5600 0.06 6300 0.08
3 1800 0.08 2100 0.08 7350 0.13 3750 0.08 4200 0.13
4 1300 0.10 1600 0.10 7050 0.18 2800 0.10 3200 0.14
5 1050 0.14 1250 0.15 5500 0.22 2250 0.13 2500 0.16
6 900 0.17 1050 0.18 4600 0.26 1850 0.15 2100 0.18
8 650 0.22 800 0.24 3500 0.34 1350 0.20 1550 0.22
10 550 0.26 630 0.30 2800 0.40 1100 0.25 1250 0.26
12 450 0.33 530 0.36 2300 0.50 950 0.30 1050 0.32
14 400 0.36 450 0.44 2050 0.55 800 0.33 900 0.36
16 350 0.40 390 0.48 1750 0.62 700 0.35 790 0.40
18 300 0.43 350 0.50 1600 0.70 620 0.40 700 0.45
20 260 0.46 320 0.53 1450 0.75 56 0.40 620 0.47

N = Giri / R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)
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S w € P CONDIZIONI DI TAGLIO RACCOMANDATE
&5 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

[ PUNTE ELICOIDALI CILINDRICHE 3xD EXTRACORTE E 5xD CORTE, RIVESTITE TIALN

HSS-PM, TWIST DRILLS, 3xD STUB AND 5xD JOBBER, TIALN COATING

[ HSS-PM, SPIRALBOHRER, 3xD EXTRA KURZ UND 5xD KURZ, TIALN-BESCHICHTET )

Serie PM-DRILL
PM-DRILL Series

PM-DRILL 3xD Extracorte ® HSS-PM 3xD STUB ¢ HSS-PM 3xD EXTRA KURZ
ACCIAI PER STAMPI TEMPRATI
(30-45 HRc)

ACCIALINOSSIDABIL! |- ACCIAI INOSSIDABILI

LEGHE DI ALLUMINIO AlS1420-440

MATERIALE ACCIAIO ACCIAI LEGATI GHISA LEGHE MATERIALI NON | Hardened Steels for Moulds ( )
DA LAVORARE AL CARBONIO PRE-TEMPRATI Cast| FERROS g e Stainless Steels

Material Carbon Steels Pre-Hardned Steels st Aluminium alloys (AISI304-316) (AIS1420-440)

. = Gusseisen . P .
Werkstiick Stahl Pre-gehértetem Stahl Aluminium Legierungen Aus geggrrtigéﬁrlr]laﬁlahl fiir Ederstihle
(30-45 HRe) (AIS1420-440)
Ederstahle
(AISI304-316)
DIAMETRO
Diameter
(mm)

2 5800 0.06 4700 0.05 6500 0.08 10500 0.17 2600 0.04 3100 0.08
3 4300 0.12 3500 0.09 4900 0.14 10500 0.27 1800 0.05 2100 0.09
4 3200 0.15 2600 0.13 3600 0.18 8000 0.33 1300 0.07 1600 0.11
5 2600 0.18 2100 0.16 2900 0.21 6500 0.39 1050 0.09 1250 0.17
6 2100 0.20 1700 0.18 2400 0.25 5200 0.46 900 0.10 1050 0.19
8 1600 0.24 1300 0.20 1800 0.29 4200 0.51 650 0.14 800 0.26
10 1300 0.27 1000 0.24 1500 0.32 3400 0.61 550 0.17 630 0.33
12 1100 0.29 850 0.26 1200 0.36 2700 0.73 450 0.20 530 0.39

PM-DRILL 5xD Corte ® HSS-PM 5xD JOBBER ¢ HSS-PM 5xD KURZ
ACCIAI PER STAMPI TEMPRATI
(30-45 HRc)

ACCALNOSSIOBIL | ACCIAI INOSSIDABILI
ACCIAI LEGATI LEGHE DI ALLUMINIO (AIS1420-440)
GHISA LEGHE MATERIALI NON Hardenfggsgfglﬁg)r;\nuulds
H C

. Stainless Steel
Cast Iron FERROSI Stainless Steels f/;lllsﬁfzs[]-uﬁ;; S

Aluminium alloys (AISI304-316)

MATERIALE ACCIAIO
DA LAVORARE AL CARBONIO PRE-TEMPRATI

Material Carbon Steels Pre-Hardned Steels

Werkstiick Stahl Pre-gehértetem Stahl usseisen Aluminium Legierungen Aus gelﬁgmﬁrﬂlaﬁlahl fiir Ederstihle

(30-45 HRc) (AIS1420-440)

Ederstahle
(AISI304-316)

DIAMETRO

Diameter
(mm)
2 5800 0.05 4700 0.04 6500 0.07 10500 0.14 2600 0.03 3100 0.07
3 4300 0.10 3500 0.08 4900 0.12 10500 0.23 1800 0.04 2100 0.08
4 3200 0.13 2600 0.11 3600 0.15 8000 0.28 1300 0.06 1600 0.09
5 2600 0.15 2100 0.14 2900 0.18 6500 0.33 1050 0.08 1250 0.14
6 2100 0.17 1700 0.15 2400 0.21 5200 0.39 900 0.09 1050 0.16
8 1600 0.20 1300 0.17 1800 0.25 4200 0.43 650 0.12 800 0.22
10 1300 0.23 1000 0.20 1500 0.27 3400 0.52 550 0.14 630 0.28
12 1100 0.25 850 0.22 1200 0.31 2700 0.62 450 0.17 530 0.33

N = Giri / R.P.M.
S = Avanzamento per giro (mm/rev.) / Feed per revolution (mm/rev.)
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P PARAMETRI DI TAGLIO E DATI TECNICI
L —J SPEED & FEED DATA AND CHARACTERISTICS
L SCHNITTWERTE UND EIGENHEITEN

MASCHI A MANO E A MACCHINA
IN HSS, HSS-E E ASP

HSS, HSS-E AND ASP TAPS

HSS, HSS-E UND ASP
GEWINDEBOHRER
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e w L B} SPIEGAZIONE DELLE ABBREVIAZIONI
L — 3 EXPLANATION OF ABBREVIATIONS

MATERIALI LAVORABILI
WORKING MATERIALS

ALTRI

OTHERS

Per impiego universale e per acciai.
@ For general purpose and steels.
Rm <1000 N/mm?

Acciai trattati

O High alloyed steels

Rm >1,000 N/mm?

o Acciaio Inox
Stainless steels

@ (©) Ghisa, Ghisa grigia
Grey Cast Iron

Per impieghi universali: acciaio inox,
acciai legati, acciai con R>=1200 N/mm2
Rame e leghe di alluminio a truciolo
lungo

For all applications: stainless steels, alloy
steels, tool steel with R>=1200 N/mm2
copper, aluminum alloy with long chip

£

Per acciai temprati >= HRC 50
- per leghe di titanio e nichel
TI H o For tempered steels >= HRC 50
for titanium and nickel alloys

Alluminio e leghe d’Alluminio
Aluminium & Aluminium Alloys

MATERIALI DEI MASCHI
TAP MATERIALS

HSS (M2)

HSS High Speed Steels (M2)

HSS-C0 5% (M35)

5% Co. High Speed Steels (M35)
Acciaio sinterizzato HSS

Powder Metallurgy - High Speed Steels
Metallo duro

e

Con filetti alternati

AZ With Interrupted Threads
Filettatura Sinistra

LH Left Hand Thread

TRATTAMENTI SUPERFICIALI E RIVESTIMENTI

SURFACE TREATMENT AND COATING

Nitrurato
Nitrided

:

TiN Rivestimento TiN
' Tin-Coating (Titanium Nitride)
Vaporizzato

vap Steam Tempered

TiCN Rivestimento TiCN
TiCN-Coating (Titanium Carbon Nitride)
Rivestimenti TIAIN

AN TiAIN-Coating (Titanium Aluminium Nitride)

Rivestimento TiAIN+WC/C
TiAIN+WC/C-Coating

Hardlube

IMBOCCO MASCHI SECONDO DIN 2197
CHAMFER LEAD ACC. TO DIN 2197

Forma A (5-6 Filetti di imbocco)
Form A (Chamfer Lead 5-6 Threads)

Forma B (Imhocco corretto, 4-5 filetti di imbocco)
Form B (with GUN-Nose and Chamfer Lead 4-5 Threads)

Forma C (2-3 filetti di imbocco)
Form C (Chamfer Lead 2-3 Threads)

Forma D (4-5 filetti di imbocco)
Form D (Chamfer Lead 4-5 Threads)

Forma E (1,5-2 filetti di imbocco)
Form E (Chamfer Lead 1.5-2 Threads)
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TRATTAMENTI SUPERFICIALI E RIVESTIMENTI

SURFACE TREATMENT AND COATING

Gli acciaio ad alta velocita che noi utilizziamo assicurano una
buona resistenza all'usura e una buona tenacita. Per questo
consegnamo normalemente | nostri maschi con superficie
lucida e non trattata. Nella lavorazione di certi materiali alcuni
trattamenti della superficie possono portare dei vantaggi.

VAPORIZZAZIONE

The High Speed Steels we use grant a good wear resi-
stance and toughness. Therefore we normally deliver our
taps with bright, untreated surface. In machining certain
materials, various surface treatments are of advantage.

STEAM TEMPERED

- vap

La vaporizzazione & un rivestimento Fe30,-ossido che ridu-
ce la frizione tra l'utensile e il pezzo da lavorare e previene
incollaggi a freddo.

NITRURAZIONE

The Steam Tempered is a Fe30,4-oxyd-coating which redu-
ces the friction between tool and workpiece and prevents
cold welding.

NITRIDING - NI

Consigliamo questa superficie per la lavorazione di mate-
riali che comportano forte usura/abrasioni, come per
esempio ghisa, leghe di alluminio con percentuali di silicio
maggiori del 10%.

| rivestimenti permettono buone lavorazioni e sono utlizza-
bili per diverse applicazioni.

Questi rivestimenti vengono prodotti all'interno della nostra
azienda.

RIVESTIMENTO TiN

We recommend this surface treatment for machining mate-
rials which effect a hard wear/abrasion, such as grey cast
iron, alu-alloys with high Si-percentage more than 10%.
These are surface finishes of good value and suitable for
many application. We do these surface treatments within
our own company.

Further surface finishes are the various coatings.

TiN-COATING

Il rivestimento TiN ha una durezza pari a circa 2,300 HV e
resiste fino a temperature di 600 °C. E eccellente per lavo-
razioni normali.

Colore: Oro Coeficiente di frizione su acciaio: 0.4

RIVESTIMENTO TiCN

The TiN-coating has a hardness of approx. 2,300 HV and
is temperature-resistant up to approx. 600 °C. This is an
excellent all-round coating for normal applications.
Colour: Golden Coefficient of friction against steel: 0.4

TiCN-COATING

I TICN sostistuisce il TiN quando le condizioni richiedono
una durezza e una tenacita diversa.

Vantaggioso nella lavorazione di acciai difficili o fori inter-
rotti.

I rivestimento al TiCN ha una durezza pari a circa 3,000
HV, pero resiste solo fino a temperature di 400 °C. Quindi il
TiCN richiede un eccellente raffreddamento per avere una
durata maggiore.

Colore: Grigio-Blu Coeficiente di frizione su acciaio: 0.4.

RIVESTIMENTO TIAIN

TiCN takes place of TiN when the conditions require coa-
ting to have a different hardness and toughness.

The TiCN brings advantage in machining very difficult ste-
els or cutting interrupted bores.

The TiCN-coating has a hardness of approx. 3,000 HV, but
is temperature-resistant up to approx. 400 °C only. That
means TiCN needs an excellent cooling for long service
life.

Colour: Blue-Grey Coefficient of friction against steel: 0.4

TIAIN-COATING

Rivestimento speciale per materiali abrasivi come: ghisa
pura, leghe di alluminio con silicio, plastiche con fibre rin-
forzati, ecc., oppure per lavorazioni con alte temperature,
per esempio con raffreddamento insufficiente, o con alte
velocita =600 m/min. Il TIAIN ha una durezza pari a circa
3,000 HV e resiste a temperature fino a 800° C.

Colore: Viola Coefficiente di frizone su acciaio: 0.4.

RIVESTIMENTO HARDLUBE

This is a special coating for machining abrasive materials
such as: grey cast iron, alu-alloys with silicon, fiber reinfor-
ced plastics, etc., or machining under high temperatures,
which means with insufficient cooling, or high speeds
=600m/min. The TiAIN has a hardness of approx. 3,000 HV
and is temperature resistant up to approx. 800 °C.

Colour: Violet-Grey Coefficient of friction against steel: 0.4

HARDLUBE-COATING

Hardlube unisce i vantaggi del rivestimento TiAIN, durezza
e resistenza termica, alle proprieta di scivolamento e lubri-
ficazione di un rivestimento WC/C (carburo di tunsteno) il
rivestimenot hardlube ha una durezza pari a circa 3,000 HV
e resiste a temperature fino a 800 °C.

Colore: Viola Coefficiente di frizione su acciaio: 0.2

Hardslik combines in a novel way the advantages of an
extremely of an extremely hard, thermally stable TiAIN-
coating with the sliding and lubricating properties of
an outer WC/C(Tungsten carbide/carbon)-coating. The
Hardslik coating has a hardness of approx. 3,000 HV and is
temperature-resistant up to approx. 800 °C.

Colour: Violet-Grey Coefficient of friction against steel: 0.2




Ll NUOVE TOLLERANZE SECONDO NORME DIN EN 22857
L~ NEW TOLERANCE NOTATIONS TO DIN EN 22857

PER MASCHI CON FILETTO METRICO ISO

FOR TAPS WITH METRIC ISO THREADS

La parte 1 Standard DIN 802 é stata ritirata e sostituita dal
DIN EN 22857.

La tabella seguente illustra la corrispondenza tra il nuovo
standard DIN EN 22857 e il DIN 802. Un importante cambia-
mento é la nuova classificazione dalle classi di tolleranza
dei maschi alle classi di applicazione dei maschi.

CLASSI DI APPLICAZIONE DEI MASCHI

CLASSI DI TOLLERANZA DEI MASCHI

The standard DIN 802 part 1 has been withdrawn and
replaced by DIN EN 22857.

The following chart gives a comparison between the new
standard DIN EN 22857 and the withdrawn standard DIN
802 part 1. An important change is the re-classification
from tap tolerance classes to tap application classes.

TOLLERANZA DELLA MADREVITE

DIN EN 22857
SECONDO DIN 802 PART 1 DA MASCHIARE
APPLICATION CLASSES FOR TAPS TO
DIN EN 22857 TOLERANCE CLASSE TO WITHDRAWN |  ALLOTMENT OF THE TOLERANCE ZONES
STANDARD DIN 802 PART 1 OF THE NUT THREAD TO BE CUT
NOME / NAME CODICE / CODE
Class 1 ISO 1 4H 4H 5H - - -
Class 2 1ISO 2 6H 4G 5G 6H - -
Class 3 ISO 3 6G - - 6G 7H 8H
- - 7G - - - 7G 8G

Ci potra essere un periodo di transizione con entrambi i
DIN.

I codici per le classi di tolleranza 7G / 8G e le zone di tolle-
ranza <X> non sono state ancora standardizzate secondo
DIN EN 22857. Rimangono validi i valori DIN 802 parte 1.

M 3 TAVOLA DELLE VELOCITA' DI TAGLIO
L~ 3 CUTTING SPEED TABLE

A suitable transition period is to be expected:

Codes for tolerance classes 7G / 8G and <X> tolerance
zones have not yet been standardised within DIN EN 22857
and the values from DIN 802 part 1 will continue to be valid.

CONVERSIONE TRA VELOCITA DI TAGLIO
m/min in giri al minuto

CUTTING SPEEDS
m/min into Revolutions per minute

VELOCITA DI TAGLIO m/min. / CUTTING SPEED m/min.

Diametro
Utensile
Tool )
Diameter |Utensile / Tool r.p.m.
1 318 637 955 | 1274 | 1592 | 1910 | 2548 | 3185 | 3822 | 4777 | 6396 | 7962 | 9554 | 12739 | 15924 | 19108
2 159 318 478 637 796 955 1274 | 1592 | 1911 2383 | 3185 | 3981 4777 | 6369 | 7962 | 9554
3 106 212 318 425 531 637 849 1062 | 1274 | 1592 | 2123 | 2654 | 3185 | 4246 | 5308 | 6369
4 80 159 239 318 398 478 637 796 955 1194 | 1592 | 1990 | 2389 | 3185 | 3981 4177
5 64 127 191 255 318 382 510 637 764 955 | 1274 | 1592 | 1911 2548 | 3185 | 3822
6 53 106 159 212 265 318 425 531 637 796 | 1062 | 1327 1592 | 2123 | 2653 | 3185
8 40 80 119 159 199 239 318 398 478 597 796 955 | 1194 | 1592 | 1990 | 2388
10 31 64 96 127 159 191 255 318 382 478 637 796 955 | 1274 | 1592 1911
12 26 53 80 106 133 159 212 265 318 398 531 663 79 | 1062 | 1327 1592
14 23 45 68 91 114 136 182 227 273 341 455 569 682 910 1137 1365
16 20 40 60 80 100 119 159 199 239 299 398 498 597 796 995 1194
18 18 35 53 n 88 106 142 177 212 265 354 442 531 708 885 1062
20 16 32 48 64 80 96 127 159 191 239 318 398 478 637 796 955
25 13 25 38 51 64 76 102 127 153 191 255 318 382 510 637 764
30 1 21 32 42 53 64 85 106 127 159 212 265 318 425 531 637
35 9 18 27 36 45 55 73 91 109 136 182 227 273 364 455 546
40 8 16 24 32 40 43 64 80 96 119 159 199 239 118 398 478




L ESEMPI DI APPLICAZIONE Al GRUPPI DI MATERIAL
3 EXAMPLES FOR APPLICATION MATERIAL GROUPS

202

In Acciaio dolci magnetici

Acciaio da costruzione,
acciaio da cementazione

Acciaio al carbonio trafilato

Magnetic Soft Steels s Plain Carbon Steels
Structure/Case Carburizing Steels

<400 N/mm? | <700 Njmm? <850 N/mm?

1.1013 RFe 100 1.0037 St 37-2 1.0501 C 35

1.1014 RFe 80 1.0050 St 50-2 1.0503 C45

1.1015 RFe 60 1.0060 St 60-2 1.05635 C 55

1.0718 9 s MnPb 28 1.0070 St 70-2 1.0601 C 60
1.0401 C15 1.1181 Ck 35
1.1141 Ck 15 1.1181 Ck 45

Acciaio legato

Alloy Steels
<850 N/mm2

Iﬂ Acciai legati/Temprati & Bonificati

Alloy, Hardened & Tempered Steels
<1,200 N/mm?

Acciai legati/Temprati & Bonificati
Alloy, Hardened & Tempered Steels
<1,200 N/mm?

1.2080 X21Cr12 1.25681 X30WCrV9 3 Questo gruppo & molto simile
1.2363 K100CrMoV5-1 1.2622 X60WCrMoV9 al gruppo 15 ma ha una resi-
1.3243 S 6-5-2-5 1.2550 60WCrV7 stenza alla trazione maggiore.
1.3343 S 6-5-2 1.6580 30CrNiMo8 To this group belong most
1.7218 25CrMo4 1.7361 32CrMo12 :

17220 34CrMo4 18515 31CrMo12 gif G MEDTER oF @i 13
: rivio : rivio but present a higher tensile

strenght.

Inox trafilato Austenitico Ferritico, Ferritico+Austenitico, Martenstico
Free machining stainless Steels Austenitic stainless Steels Matensitic/Ferritic Fer.-Aus. Stainless Steels
<850 N/mm2 <850 N/mm2 <1,000 N/mm?
1.4005 X12CrS13 1.4301 X5CrNi18 10 1.4112 X90CrMoV18
1.4006 X10Cr13 1.4406 X2CrNiMoN17 12 2 1.4125 X105CrMo17
1.4016  X6Cr17 1.4435 X2CrNiMo18 14 3 1.4002 X6CrAl13
1.4104 X12CrMoS17 1.4541 X6CrNiTi18 10 1.4512 X6CrTi12
1.4305 X10CrNiS189 1.4571 X6CrNiMo17 12 2 1.4582 X4CrNiMoNb25 7
1.4828 X15CrNiSi20 12 1.4821 X20CrNiSi25 4

m Ghisa grigia

Grey graphite cast Irons

m Ghisa grigia

Grey graphite cast Irons

Grafite nodulare, ghisa maleabile
Nodular graphite, Malleable cast Irons

<500 N/mm?2 <1,000 N/mm2 <700 N/mm?2
0.6015 GG-15 0.6020 GG-20 0.7040 GGG-40
0.6020 GG-20 0.6025 GG-25 0.7043 GGG-40.3
0.6025 GG-25 0.6030 GG-30 0.7050 GGG-50
0.6030 GG-30 0.6035 GG-35 0.7060 GGG-60
0.6035 GG-35 0.6040 GG-40 0.8040 GTW-40
0.6040 GG-40 0.8065 GTW-65

m Grafite nodulare, ghisa malleabile
Nodular graphite, Malleable, Cast irons

m Titanio puro

Titanium unalloys

Leghe di titanio
Titanium alloys

<1,000 N/mm2 <700 N/mm? <900 N/mm?2
0.7040 GGG-40 3.7024 Ti99.5 TiA14Mn4
0.7043 GGG-40.3 3.7034 Ti99.7 3.7114 TiA15Sn2
0.7050 GGG-50 3.7035 Ti2 3.7124 TiCu2
0.7060 GGG-60 3.7055 Ti99.4 3.7164 TiA16V4
0.7070 GGG-70 3.7064 Ti99.2 3.7174 TiA16V6Sn2
0.7080 GGG-80 3.7065 Ti4
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Leghe di titanio Nickel puro

Titanium alloys Nickel unalloys

<1,300 N/mm? <500 N/mm2 —I
3.7124 TiCu2 2.1504 NiAIBz

3.7144 TiA16Sn2Zr4Mo2 2.4042 Ni99CSi

3.7154 TiAl6Zr5 24060 Ni99.6

3.7164 TiA16V4 24062 Ni99.4Fe

3.7174 TiA16V6Sn2

3.7184 TiAl4dMo4Sn2

[m Leghe di nickel

Heat resisting Nickel alloys

lm Rame puro

Copper unalloys

m Leghe di nickel

Heat resisting Nickel alloys

<900 N/mm2

2.4360
2.4374
2.4665
2.4812
2.4816
1.4873

—

Monel 400
Monel 500
Hastelloy X
Hastelloy C
Inconel 600
Incoloy 800

Ottone truciolo corto, bronzo, rame
Short chip Brass, Bronze cooper alloys

<1,400 N/mm? I <350 N/mm? I <700 N/mm? I
2.4631 Nimonic80A 2.0060 E-Cub7 2.0360 CuZn40 (Ms60)
2.4632 Nimonic90 2.0070 SE-Cu 2.0380 CuZn39Pb2 (Ms58)
2.4634 Nimonic105 2.0090 SF-Cu 2.0410 CuZn44Pb2
2.4662 Nimonic901 2.1356 CuMn3 2.0580 CuZn40Mn1Pb
2.4668 Inconel718 2.1522 CuSi2Mn 2.1086 G-CuSn10Zn
2.4669 Inconel X-750 2.1096 G-CuSn5ZnPb

Ottone trucilo lungo, bronzo, rame Cu-Al-Fe [m Allumino, Magnesio non legato

Long chip Brass, Bronze cooper alloys Cu-Al-Fe alloys Aluminium-Magnesium unalloys

<700 N/mm? I <1,500 N/mm? I <350 N/mm?

2.0250 CuZn20 Ampco 18 3.0250 AI99.5H
2.0321 Cuzn37 Ampco 20 3.0280 AI99.8H
2.1020 CuSn6 Ampco 25 3.0305 AI99.9
2.1080 CuSn6Zn6 3.3308 AI99.9Mg0.5
2.1245 CuBel.7
2.1293 CuCrZr

Leghe di alluminio

Aluminium alloys,
Si < 0.5% <600 N/mm?

3.0515
3.0525
3.1325
3.3315
3.3241
3.3292

AlMn1
AIMn1Mg0.5
AlCuMg1
AlMg1
G-AlMg3Si
GD-AlMg9

m Termoplastici

Thermoplastic

E—

Delrin(POM)
Teflon
Nylon

Leghe di alluminio
Aluminium alloys,
Si < 10% <600 N/mm2

Leghe di alluminio

Aluminium alloys,
Si > 10% <600 N/mm?

3.2134 G-AlISi5Cu1Mg 3.2381 G-AISi10Mg
3.2152 GD-AISi6Cu4 3.2383 G-AISi10Mg(Cu)
3.2162 GD-AISi8Cu3 3.2581 G-AISi12
3.2373 G-AlSi9Mg 3.2583 G-AlISi12(Cu)
3.5662 G-MgA16
3.5812 G-MgA18Zn1

’-m Plastica termoindurente

Termosseting plastics

—_—

Bachelite

Bakelit
Novopan

m Plastica rinforzata fibra

Reinforced plastics materials

Fibra di vetro rinforzata
duroplastici e termoplastici

Glass fiber reinforced
Thermo and Duroplastics
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ﬁw L8 N GRUPPI DI MATERIALI
L — 3 MATERIAL GROUPS

GERMANY FRANCE GREAT BRITAIN % OTHER m
WA, DIN AFNOR B.S. ASSIFICATION

ACCIAIO / STEEL

Acciai dolci magnetici - Durezza < 120 HB 30 - Resistenza alla trazione < 400 N/mm?
Magnetic soft steels - Hardness < 120 HB 30 - Tensile strength < 400 N/mm?

1.1013 RFe 100 0S0A12 EN2
1.1014 RFe80

1.1015 RFe 60 230Mo7 EN1
1.0718 9 S MnPb 28

Acciaio da costruzione - Durezza < 200 HB 30 - Resistenza alla trazione < 700 N/mm?
2 Structural steels - Hardness < 200 HB 30 - Tensile strength < 700 N/mm?

2.1 - Acciai da costruzione / Structural steels

1.0034 RSt 34-2 A34-E EN 1449 34/20 HR
1.0035 St 33 A33 Fe 310-0
1.0036 St 37-2 060A35 EN3A,4,56,7.8
1.0037 RSt 37-2
1.0044 St 44-2
1.0050 St 50-2 4360-50B
1.0060 St 60-2
1.0070 St 70-2
1.0166 St37-3
1.0144 St44-3
2.2 - Acciai da cementazione / Case carburizing steels
1.0301 C10 AF34C10 040 A 10 M 1010
1.0401 C15 AF37C12 080 A 15 M 1015
1.1121 Ck 10 XC 10 040A 10 1010
1.1141 Ck 15 XC 12 040 A 15 1015
1.5732 14 Ni Cr 10 14NC 11 3415
1.7015 15Cr3 12C3 523 M 15 5015
1.7131 16 Mn Cr 5 16MC 521 M 17 5115
1.7147 20 Mn Cr5 20MC5 5120
2.3 - Acciai trafilati / Free machining steels
1.0710 15510
1.0715 9S Mn 28 S 250 230 M 07 1213
1.0718 9S MnPb 28 S 250 Pb 12113
1.0721 10S 20 10F1 210M 15 1108 1109
1.0722 10SPb 20 10PbF2 11L08
1.0723 %820 .. 210A 15
1.0726 35520 35 MF 6 212 M 36 1140
1.0727 45520 45 MF 4 1146
1.0736 9S Mn 36 S 300 1215
1.0737 9S Mn Ph 36 S 300 Pb 12L14
2.4 - Fusioni di acciai da costruzioni / Cast structural steels
1.0416 GS - 38
1.0446 GS - 45
1.0552 GS - 52
1.0553 GS - 60 E36-3
1.0554 GS-70

Acciai al carbonio - temperato
Plain carbon steels - tempered

3.1 - Acciai, temperati - Dur. < 250 HB 30 - Res. <850 N/mm? / Steels, tempered - Hardness < 250 HB 30 - Tensile strengt <850 N/mm?

C22
C35
C45
C55

C 60

40 Mn 4
Ck 22
Ck 35
Ck 45

1C22
1C35
1C45
1C55
1C60
3BM5
2022
2C35
2C45
2C55
2C60

070 M 20
080 A 32
060 A 47
070 M 55
060 A 62
150 M 36
055 M 15
080 A 35
080 M 46
060 A 57
060 A 62

m
o
>

M 1023
1035

1045

1055

1060

1035 1041
1020 1023
1035 1038
1045

1055

1060 1064




ST w L8 N GRUPPI DI MATERIALI
L — 3 MATERIAL GROUPS

GERMANY FRANCE GREAT BRITAIN & OTHER m
WA, DIN AFNOR B.S. ASSIFICATION

ACCIAIO / STEEL

n Acciai legati - Durezza < 250 HB 30, < 25 HRC - Resistenza alla trazione < 850 N/mm?
Alloy steels - Hardness < 250 HB 30, < 25 HRC - Tensile strength < 850 N/mm?

4.1 - Acciai per utensili a freddo / Cold work tool steels

1.2056 90Cr3
1.2067 100 Cr 6 Y100 C 6 BL3 L1L3
1.2080 X210Cr 12 Z2200C 12 BD 3 D3
1.2083 X42CR 13 Z40C14 420
1.2363 X100 CrMoV51 Z100CDV 5 BA 2 A2
1.2379 X155 CrVMo 121 Z 160 CDV 12 BD 2 D2
1.2510 100 MnCrW 4 90MWCV 5 BO 1 01
1.2550 60 WCrV 7 55WC 20 BS 1 S1
1.2823 70Si7
1.2826 60 Mn Si Cr 4
1.2842 90 MnCrV 8 90 MV 8 BO 2 02

4.2 - Acciai super rapidi / High speed steels
1.3202 SC12-4-4-5 Z 130 WKCV 12-05-04-04 BT 15 T15
1.3207 S 10-4-3-10 Z 130 WKCDV 10-10-04-04-03 BT 42 T42
1.3243 S 6-5-2-5 7 85 \WDKCV 06-05-05-04-02 BM 35 M 35
1.3247 S 2-10-1-8 2110 DKCWV 09-08-04-02-01 BM42 M 42
1.3343 S 6-5-2 Z85\WDCV 06-05-04-02 BM 2 M2
1.3344 S 6-5-3 7120 WDCV 06-05-04-03 M 3/2
1.3348 S2-9-2 2100 DCWV 09-04-02-02 M7
ASP 23 (S 6-5-3)
ASP 30
ASP 60

4.3 - Ghise legate / Alloy cast irons
1.5919 GS-15Cr Ni 6 16 NC 6 3115
1.7218 GS-25Cr Mo 4 25CD4 70 8A 25 4130
1.7220 GS-34Cr Mo 4 35CD4 708A 37 4135 4137
1.7379 GS-18 Cr Mo 9 10

4.4 - Acciai temprati / Tempered steels
1.0503 C45 1C45 060 A 47 1045
1.7220 34CrMo 4 34 Cr Mo 4 708 A 37 4135, 4137
1.7225 42 Cr Mo 4 42CD 4 708 A 42 EN 16, 17,19 4140, 4142
1.7228 50 Cr Mo 4 50 Cr Mo 4 708 A 47 4150

4.5 - Acciai nitrurati / Nitridring steels
1.7779 20 Cr Mo V 135
1.8504 34CrAl6
1.8506 34CrAlISSH
1.8507 34 Cr Al Mo 5 30 CAD 6.12 A 355 CLD
1.8509 41CrAlMo 7 40 CAD 6.12 905 M 39 A 355 CLA
1.8515 31Cr Mo 12 30CD 12 722 M 24
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L — 3 MATERIAL GROUPS

GERMANY FRANCE GREAT BRITAIN q i
W.Nr. DIN AFNOR B.S. ; CATIC
ACCIAIO / STEEL

Acciai legati / Acciai temperati - Durezza 250-350 HB 30, < 25-38 HRC - Resistenza alla trazione 850-1,200 N/mm?
Alloy steels / Tempered steels - Hardness 250-350 HB 30, < 25-38 HRC - Tensile strength 850-1,200 N/mm?

5.1 - Acciai legati per utensili / Alloy steels for tool steels

1.2311 40 Cr Mn Mo 7
1.2312 40 Cr Mn Mo S 86
1.2436 X210 CrW 12 Z200CW 12
1.2711 54 Ni Cr Mo V 6
1.2713 55 Ni Cr Mo V 6 55 NCDV 7 826 M 40 S95,S97,S98 L6
1.2714 56 Ni Cr Mo V 7
1.2743 60NiCrMoV 124
1.2766 35 Ni Cr Mo 16

5.2 - Acciai legati per lavorazioni a caldo / Alloy steels for hot work
1.22343 X38 Cr Mo V5.1 Z 38 CDV 5 BH 11 H11
1.2344 X70CrMO V5.1 Z40CDV 5 BH 13 H13
1.2365 X32CrMO V53 32DCV 28 BH 10 H 10
1.2367 X40Cr Mo V5.3 Z38CDV5.3
1.2581 X30WCrvV93 Z30WCV 9.3 BH 21 H21
1.2622 X60W CrMoV9
1.2678 X 45 CoCrWV 555
1.2550 60 WCrV7 55 WC 20 BS1 S1
1.2567 X30WCrV53 Z32WCV 5

5.3 - Acciai temperati - La durezza cambia secondo il tipo e le dimensioni
Hardened tempered steels - Hardnes may be different according to pressentation and dimensions of material

1.5864 35Ni Cr 18
1.6580 30Cr NiMo 8 30CrNiMo 8
1.7361 32Cr Mo 12 30CD 12 722 M1 24
1.7707 30CrMo V9
1.8161 58CrV4

5.4 - Acciai nitrurati - Nitriding steels
1.8515 31 Cr Mo 12 30CD 12 722 M 24
1.8519 31CrMo V9 830 M 31
1.8523 39CrMo V139 897 M 39
1.8550 34CrAINi7 826 M 40

Acciai legati / Acciai temprati - Durezza > 38 HRC - Resistenza alla trazione > 1,200 N/mm?
Alloy steels / Tempered steels - Hardness > 38 HRC - Tensile strength > 1,200 N/mm?

Questo gruppo & molto simile al gruppo 5, ma ha una resistenza alla trazione maggiore.
To this group belong most of the materials of group 5, but pressent a higher tensile strenght.
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ACCIAI INOX / STEEL STEELS

Acciai inox trafilati - Durezza < 250 HB 30 - Resistenza alla trazione < 850 N/mm?

Free machining stainless steels - Hardness < 250 HB 30 - Tensile strength < 850 N/mm?

1.4104 X12Cr Mo S 17 Z13CF17 416 S 37 RN 56 430 F
1.4305 X10CrNi S 1809 Z 8 CNF 19-09 303S 21 EN 60 303
n Acciai inox austenici - Durezza < 250 HB 30 - Resistenza alla trazione < 850 N/mm?
Austenitic stainless steels - Hardness < 250 HB 30 - Tensile strength < 850 N/mm?
1.4300 X12CrNi 188 320S 12
1.4301 X5CrNi1810 Z6CN 18-09 304S 15 EN 80, EN 58 + C 304
1.4311 X2CrNiN 18 10 Z3CN 18-07 Az 304 S 61 304 LN
1.4406 X2CrNiMoN 17122  Z3CND 17 11 02 316 S 61 316 LN
1.4433 X2 CrNiMo 18 18 318 S
1.4435 X2CrNiMo 1814 3 Z3CND 17-12-03 316 S 11 316 L
1.4539 X 1CrNiMoCu25205 Z 1 NCDU 25-20 321S17 UNS N08904
1.4541 X6 CrNiTi 18 10 Z6CNT 1810 321S18 EN 58 J, 316 321
1.4571 X6 CrNiMoTi 17122  Z6CNDT 1712 320S 18 316 Ti
1.4573 X 10 CrNiMaTi 18 12 320S 33
1.4828 X 15 CrNiSi 20 12 Z15CNS 20-12 309S 24 309
8.1 - Fusioni di acciai inox austenici - Cast austenitic stainless steels
1.4308 G-X6CrNi 189 Z6CN 18,10 M 304 C 15(LT196) CF-8
1.4313 G-X5CrNi 134 Z8CD 17-01 425C 12 CA 6-NM
1.4408 G-X 6 CrNiMo 18 10 316 C 16(LT1986) CF-8M
1.4581 G-X5CrNiMoNb 1810 Z 4 CNDNb 18, 12M 318C 17
Acciai inox martesitici - Durezza < 320 HB 30 - Resistenza alla trazione < 1,100 N/mm?
Martensitic stainless steels - Hardness < 320 HB 30 - Tensile strength < 1,100 N/mm?
1.4021 X20Cr13 Z220C13 420 S 37 420
1.4034 X46 Cr13 Z44C14 (420 S 45)
1.4057 X 20 CrNi17 2 Z 15 CN 16-02 431529 431
1.4112 X'90 CrMoV 18
1.4116 X 45 CrMoV 15 EN 58, b.e.jt
1.4125 X105 CrMo 17 Z100CD 17 Duplex alloys 440 C
1.4718 X45CrSi93 Z45CS9 401 S 45 HNV 3
1.4747 X 80 CrNiSi 20 Z 80 CSN 20-02 443 S 65 HNV 6
1.4086 G-X120Cr 29
1.4106 G-X 10 CrMo 13
1.4138 G-X 120 CrMo 29 2
n Acciai inox ferritici - Durezza < 320 HB 30 - Resistenza alla trazione < 1,100 N/mm?
Ferritic stainless steels - Hardness < 320 HB 30 - Tensile strength < 1,100 N/mm?
1.4002 X6CrAlI13 Z8CA12 405 S 17 405
1.4006 X10Cr13 Z10C13 410C 21 410
1.4016 X6Cr17 Z8C17 430 S 17 430
1.4510 X6CrTi17 Z8CT17 430 Ti
1.4512 X6CrTil12 Z6CT12 409S 19 409
n Acciai inox ferritici-austenitici - Durezza < 320 HB 30 - Resistenza alla trazione < 1,100 N/mm?
Ferritic-Austenitic stainless steels - Hardness < 320 HB 30 - Tensile strength < 1,100 N/mm?
1.4460 X 8 CrNiMo 27 5 75 CND 27-05 Az 329

1.4582 X 4 CrNiMoNb 257
1.4821 X20 CrNiSi 254
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GHISA / CAST IRONS

10

Ghisa grigia - Durezza < 150 HB 30 - Resistenza alla trazione < 500 N/mm?
Grey graphite cast irons - Hardness < 150 HB 30 - Tensile strength < 500 N/mm?

0.6010
0.6015
0.6020
0.6025
0.6030
0.6035
0.6040

GG-10
GG-15
GG-20
GG-25
GG-30
GG-35
GG-40

Ft10D
Ft20D
Ft25D
Ft30D
Ft30D
Ft35D
Ft40D

Grade 150
Grade 220
Grade 260
Grade 300
Grade 350
Grade 400

A48-20 B
Ghisa grigia tenera/Grey cast iron soft A48-25B
A48-30B
A 48-40 B
A48-45B
A48-50 B
A 48-60 B

10.1 - Ghisa meehanite - Durezza < 150 HB 30 - Resistenza alla trazione < 500 N/mm?

Meehanite - Hardness < 150 HB 30 - Tensile strength < 500 N/mm?

GF-150
GD-260

Ghisa grigia - Durezza 150 - 300 HB 30 - Resistenza alla trazione 500 - 1,100 N/mm?
Grey graphite cast irons - Hardness 150 - 300 HB 30 - Tensile strength 500 - 1,700 N/mm?

0.6020
0.6025
0.6030
0.6035
0.6040

GG-20
GG-25
GG-30
GG-35
GG-40

Ft25D
Ft30D
Ft30D
Ft35D
Ft40D

Grade 220
Grade 260
Grade 300
Grade 350
Grade 400

(Ghisa grigia dura/Grey castiron hard A48-30B
A 48-40 B
A48-45B
A 48-50 B
A 438-60 B

11.1 - Ghisa meehanite - Durezza 150-300 HB 30 - Resistenza alla trazione 500-1,000 N/mm?
Meehanite - Hardness 150-300 HB 30 - Tensile strength 500-1,000 N/mm?

GF-150
GD-260

Grafite modulare - Ghisa malleabile - Durezza < 200 HB 30 - Resistenza alla trazione < 700 N/mm?
Nodular graphite, malleable cast irons - Hardness < 200 HB 30 - Tensile strength < 700 N/mm?

0.7033
0.7040
0.7043
0.7050
0.7060
0.8035
0.8040
0.8045
0.8065
0.8145
0.8155
0.8165

GGG-35.3
GGG-40
GGG-403

FGS 400-12
FGS 370-17

FGS 500-7
FGS 600-3

420/12
370/17
500/7
600/3
700/2,300/72

60-40-18

65-45-12
(hisa grigia meehanie-S.G.Iron, Meghanite 80-55-06
Cuore Bianco&Nero - Black&White Heart

12.1 - Ghisa meehanite - Durezza < 200 HB 30 - Resistenza alla trazione < 700 N/mm?

Meehanite - Hardness < 200 HB 30 - Tensile strength< 700 N/mm?

SF-400
SPF-600

Grafite Nodulare, Ghisa malleabile temprata - Durezza 200-300 HB 30 - Resistenza alla trazione 700-1,000 N/mm?
Nodular graphte, tempered malleable cast irons - Hardness 150 - 300 HB 30 - Tensile strength 500 - 1,100 N/mm?

FGS 700-2
FGS 800-2
E i materiali del gruppo 33 temprati - And materials from group 33 tempered

13.1 - Ghisa meehanite - Durezza 200-300 HB 30 - Resistenza alla trazione 700-1,000 N/mm?
Meehanite - Hardness 200-300 HB 30 - Tensile strength 700-1,000 N/mm?

0.7070
0.7080

GGG-70
GGG-80

SH 800
SH 1000

700/2
800/2

420/12, P 440/7

(hisa grigia meehanie-S.G.Iron, Meghanite 100-70-03
Cuore Bianco&Nero - Black8\White Heart 120-90-02
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TITANIO / TITANIUM

Titanio puro - Durezza < 200 HB 30 - Resistenza alla trazione < 700 N/mm?
Titanium, unalloys - Hardness < 200 HB 30 - Tensile strength <700 N/mm?

37024.1LN  Ti995
370341LN  Ti99.7

e

3.7035 Ti2

3.7055 Ti99.4 TA1-9 Ti99.0
3.7064. 1LN  Ti99.2

3.7065 Ti4

3.7255 Ti3 Pd

Titanio legato - Durezza < 270 HB 30 - Resistenza alla trazione < 900 N/mm?
Titanium, alloys - Hardness < 270 HB 30 - Tensile strength < 900 N/mm?

TiAl4Mn 4
37144IN  TiAl5Sn2
37124IN  TiCu2 TA10-14, TA 17 Ti-2AL
37164LN  TiAl6V4 TA18

37174LN  TiAI6V6Sn2

Titanio legato - Durezza 270-300 HB 30 - Resistenza alla trazione 900-1,300 N/mm?
Titanium, alloys - Hardness 270-300 HB 30 - Tensile strength 900-1,300 N/mm?

37124IN  TiCu2

37144LN  TiAl6 Sn 2 Zr4 Mo2 Ti AL

37154IN  TiAl6Zr5 TA10-13, TA 28 3.7174LN, 3.7148LN
37164LN  TiAl6V4

37174IN  TiAl6V Sn2

37184LN  TiAl4Mo4Sn2

NICHEL / NICKEL

Nichel puro - Durezza < 150 HB 30 - Resistenza alla trazione < 500 N/mm?

17 Nickel, unalloys - Hardness < 150 HB 30 - Tensile strength < 500 N/mm’
21504 LN Ni Ai Bz
24042 Ni 99 CSi NA 11, NA 12 Nickel 200
2.4060 Ni 99.6 Nickel 270
2.4062 Ni 99.4 Fe
18 Leghe di nichel resistenti al calore - Durezza < 270 HB 30 - Resistenza alla trazione < 900 N/mm?
Heat resisting nickel alloys - Hardness < 270 HB 30 - Tensile strength < 900 N/mm?
24360 LN Manel 400
24374 LN Manel 500
24617 Hastelloy B 2 Nimonic 75
2.4665 Hastelloy X HR 203
24812 Hastelloy C 3027-78 Hastelloy C
24816 Inconel 600 Leghe di Haynes 263
1.4878 Incoloy 800
24983 Udimet 500
19 Leghe di nichel resistenti al calore - Durezza 270-410 HB 30 - Resistenza alla trazione 900-1,400 N/mm?
Heat resisting nickel alloys - Hardness 270-410 HB 30 - Tensile strength 900-1,400 N/mm?
24631 Nimonic 80 A Nimonic 80
24632 Nimonic 90
24634 Nimonic 105
2.4662 Nimonic 901 HR 8
2.4668 Inconel 718 HR 401, 601 Rene 41
2.4669 Inconel X-750

24670 LN Nimocast 713
24674 LN Nimocast PF 24
2.4856 Inconel 625
26554 LN Waspaloy
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L —3 MATERIAL GROUPS

GERMANY GREAT BRITAIN
W.Nr. B.S.

RAME - COPPER

20

20060 E-Cub7
20070 SE-Cu Commerially Pure - Puro
20090 SF-Cu c101
21356 CuMn3

21522  CuSi2Mn

21

21.1 - Ottone - Brass
2.0360 Cu Zn 40(Ms 60)

20380 CuZn39Pb2(MS 58) CZ120, CZ109
20410 CuZné44Pb2 PB104
2.0561 CuZn40Al1 2.1030, 2.1080

2.0580 CuZn 40 Mn 1 Pb
2077 Cu Ni7Zn 39 Mn 5 Pb3
21.2 - Bronzo - Bronzes

2.1086 G-CuSn10Zn
21093  G-Cu Sn6Zn Ni
2.1096 G-CuSn5ZnPb

22

22.1 - Ottone - Brass

2.0250 CuZn20
2.0265 CuZn30
2.0321 CuZn 37 CZ108, CZ106
2.0335 Cu Zn 36 (Ms 63)
22.2 - Bronzo - Bronzes

2.1020 CuSn6
2.1030 CuSn8
21080 CuSn6Zn6
22.3 - Leghe di rame temperato da forgiatura - Copper alloys tempered by forging
2.1245 CuBe 1.7

2.1247 CuBe2
21293 Cu CrZr

N
w

23.1 - Ampco
------ Ampco 18 Ampco 18
______ Ampco 20 AB 1 Tipo - type
------ Ampco 25 Ampco 26
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ALLUMINIO-MAGNESIO / ALUMINIUM-MAGNESIUM

e

Leghe di alluminio - Magnesio - Durezza < 100 HB 30 - Resistenza alla trazione < 350 N/mm?
Aluminium- Magnesium, unalloys - Hardness < 100 HB 30 - Tensile strength < 350 N/mm?

3.0250 Al995H
3.0280 Al99.8H
3.0305 Al99.9
3.3308 Al99.9 Mg 0.5
Leghe di alluminio, Si <0,5% - Durezza < 180 HB 30 - Resistenza alla trazione < 600 N/mm?
ﬂ Aluminium alloys, Si <0,5% - Hardness < 180 HB 30 - Tensile strength < 600 N/mm?

25.1 - Leghe di alluminio forgiato - Forging aluminium alloys

3.0515 AlMn 1

3.0516 S-AlMn

3.0525 AlMn 1 Mg 05
3.0615 Al Mg Si Pb
3.1325 Al CuMg 1
3.1355 Al Cu Mg 2
33315 AlMg 1

3.3535 AlMg 3

34365 Al'Zn Mg Cu 1.5

25.2 - Fusione di leghe di alluminio - Cast aluminium alloys

3.1841 G-AICu4dTi
3.3241 G-AlMg3Si
3.3292 GD - AlMg 9
Leghe di alluminio, 0,5-10% Si - Durezza < 180 HB 30 - Resistenza alla trazione < 600 N/mm?
ﬂ Aluminium alloys, 0,5-10% Si - Hardness < 180 HB 30 - Tensile strength < 600 N/mm?

26.1 - Fusioni di leghe di alluminio - Cast aluminium alloys

3.2134 G-AlISi5Cul1Mg
3.2152 GD-AISi6Cu4
3.2162 GD-AISi8Cu3
3.2373 G- AlSi9Mg
Leghe di alluminio, Si>10% - Durezza < 180 HB 30 - Resistenza alla trazione < 600 N/mm?
Aluminium alloys, Si>10% - Hardness < 180 HB 30 - Tensile strength < 600 N/mm?

27.1 - Fusioni di leghe di alluminio - Cast aluminium alloys

3.2381 G- Al Si 10 Mg
3.2383 G - Al Si 10 Mg (Cu)
3.2581 G-AlSi12

3.2583 G - Al Si 12 (Cu)
3.2982 GD - Al Si 12 (Cu)

27.2 - Fusioni di leghe di alluminio-magnesio - Cast aluminium-magnesium alloys

35106  G-MgAg3SE2Zr1
35662  G-MgAl6

35812  G-MgAI8Zn1
35912 G-MgAI9Zn1
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SOMMARIO - PROGRAM SUMMARY

TIPO
TvPE "N/ N (N (N | HR
TIPO DI FORO Cieco e Passante | Cieco e Passante | Cieco e Passante | Cieco e Passante | Cieco e Passante
HOLE TYPE Blind & Through | Blind & Through | Blind & Through | Blind & Through | Blind & Through
HSS HSS-E
HSS Serie di 3 pezzi HSS HSS Serie di 3 pezzi
DESCRIZIONE Serie di3pezzi | Tagli diritti Serie di 2 pezzi Serie di 2 pezzi Tagli diritti
DESCRIPTION Tagli diriti | Filettatura sinistra | Tagji diit Tagli diritti S CE TR
Set of 3 pieces Set of 3 pieces Set of 2 pieces Set of 2 pieces Set of 3 pieces
Straight flutes Straight flutes Straight flutes Straight flutes Straight flutes
Left hand thread No. 1 Pilot guide
nam | Apn | A AN | AN
FIGURA DEL MASCHIO !
FIGURE OF TOOLS |] @ ! l!l (l' ﬂ ] [[ _!! l
ATEGORIA N. * CAT. - NO. PRM100C PRM101C PRM100F PRM100E PRM170C
FILETTO ¢ THREADS M M-LH MF G M
MENSIONE ¢ DIMENSIONS DIN 352 DIN 352 DIN 2181 DIN 5157 DIN 352
LLERANZA « TOLERANCE IS0 2/6H IS0 2/6H 1SO 2/6H - 1SO 2/6H
FORMA ¢ CHAMFER 1/ 10 /10 1/ 10/ 10 1/ 10 I /10 1/ 10/ 10
TTAMENTO ¢ SURFACE
PAGINA ¢ PAGE 49 50 100 114 51
TIPO
TvPE "N (N (N (N [N
TIPO DI FORO Passante Passante Passante Passante Cieco
HOLE TYPE Through Through Through Through Blind
HSS-E HSS-E HSS-E HSS-E HSS-E
DESCRIZIONE Imbocco Imbocco Imbocco Imbocco Elicoidale
DESCRIPTION Corretto Corretto Corretto Corretto 20°R
Gun Gun Gun Gun Spiral Fluted
Pointed Pointed Pointed Pointed R20
n L] " 1 L IT
| |
FIGURA DEL MASCHIO | |
FIGURE OF TOOLS ' E l H {é
ATEGORIA N. « CAT. - NO. PRM200AB PRM200BB PRM530AB PRM530BB PRM250AC/BC
FILETTO ¢ THREADS M M M M M
MENSIONE ¢ DIMENSIONS DIN 371 DIN 376 DIN 371 DIN 376 DIN 371/376
LLERANZA ¢ TOLERANCE ISO 2/6H ISO 2/6H 1SO 2/6H ISO 2/6H 1SO 2/6H
FORMA ¢ CHAMFER B B B B C
TTAMENTO ¢ SURFACE TiN TiN
PAGINA  PAGE 52 53 54 55 56-57
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SOMMARIO - PROGRAM SUMMARY

TIPO
‘N N/ N N N
TIPO DI FORO Cieco Cieco Passante Passante Cieco
HOLE TYPE Blind Blind Through Through Blind
HSS-E HSS-E HSS-E HSS-E HSS-E
DESCRIZIONE Elicoidale Elicoidale Imbocco Imbocco Elicoidale
DESCRIPTION 40°R 40°R Corretto Corretto 40°R
Spiral Fluted Spiral Fluted Gun Gun Spiral Fluted
R40 R40 Pointed Pointed R40
L | Q " N L] " T
| !’

FIGURA DEL MASCHIO | ! |
FIGURE OF TOOLS y ? ! P E ‘l F
ATEGORIA N. * CAT. - NO. PRMG600AC/BC PRMO030AC/BC PRM201FB PRM531FB PRM601FC

FILETTO ¢ THREADS M M MF MF MF
MENSIONE ¢ DIMENSIONS DIN 371/376 DIN 371/376 DIN 374 DIN 374 DIN 374
LLERANZA ¢ TOLERANCE IS0 2/6H IS0 2/6H IS0 2/6H IS0 2/6H 1S0O 2/6H
FORMA ¢ CHAMFER C C B B C
TTAMENTO ¢ SURFACE TiN TiN
PAGINA ¢ PAGE 58-59 60-61 101 102 103
TIPO
‘N N (N N N
TIPO DI FORO Cieco Passante Passante Passante Passante
HOLE TYPE Blind Through Through Through Through
HSS-E HSS-E HSS-E HSS-E HSS-E
DESCRIZIONE Elicoidale Imbocco Imbocco Imbocco Imbocco
DESCRIPTION 40°R Corretto Corretto Corretto Corretto
Spiral Fluted Gun Gun Gun Gun
R40 Pointed Pointed Pointed Pointed
L | [ | n L ] i | | n [ |
FIGURA DEL MASCHIO . _

FIGURE OF TOOLS P ' E ' E ' E E
ATEGORIA N. ¢ CAT. - NO. PRM301FC PRM900AB/EB PRM930AB/EB PRM940EB PRM960EB
FILETTO ¢ THREADS MF UNC UNF W(BSW) G(BSP)
MENSIONE ¢ DIMENSIONS DIN 374 DIN 371/376 DIN 371/374 DIN 2182/2183 DIN 5156

LLERANZA ¢ TOLERANCE 1SO 2/6H 2B 2B o -

FORMA ¢ CHAMFER C B B B B
TTAMENTO ¢ SURFACE TiN

PAGINA  PAGE 104 108-109 110-111 112-113 115
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SOMMARIO - PROGRAM SUMMARY

i ‘"N N (N  (HR 'HR' (HR)

TIPO DI FORO Cieco Cieco e Passante|Cieco e Passante|  Passante Passante Passante
HOLE TYPE Blind Blind & Through | Blind & Through Through Through Through

HSS-E HSS-E
HSS-E Maschi a rullare | Maschi a rullare HSS-E HSS-E HSS-PM

DESCRIZIONE Elizgj%ale d_tion u_:f_anal_ini _(ion %_emal_ini I(r:nbocco Iénbocco Ig1bocco
DESCRIPTION . i lubri |caz!0ne di lubri lcaz!one orretto orretto orretto
Spiral Fluted Cold Forming Cold Forming Gun Gun Gun
R40 Taps with Qil Taps with Qil Pointed Pointed Pointed
Grooves Grooves
" (I D D DN D BEEN D DA
FIGURA DEL MASCHIO ' ul il i i
FIGURE OF TOOLS | T a1 il
n .
/ m
4 ¥ - B

L=cle SRV CN N\ [o8 PRM970EC  PRM700AC/BC PRM750AC/BC PRMA440AB/BB PRMS300AB/BB PRM810AB/BB

o EADS G(BSP) M M M M M
. ENSIONS DIN 5156 DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376
LLERANZA  TOLERANCE = 1SO 2X/6HX IS0 2X/6HX 1SO 2/6H 1SO 2/6H 1SO 2/6H
FORMA ¢ CHAMFER C C C B B B
TTAMENTO ¢ SURFACE NI TiN TiAIN
PAGINA ¢ PAGE 116 86-87 88-89 62-63 64-65 66-67
TIPO
'HR) 'HR' (HR/ (VA (VA (VA
TIPO DI FORO Cieco Cieco Cieco Passante Passante Passante
HOLE TYPE Blind Blind Blind Through Through Through

HSS-E HSS-E HSS-PM HSS-E HSS-E HSS-PM

DESCRIZIONE Eliigi%ale Eliig‘i)(:qale Eliiglté‘ale I[r:nbocco I(r:nbocco Ig1bocc0
I PTION . _ _ orretto orretto orretto
Spiral Fluted Spiral Fluted Spiral Fluted Gun Gun Gun
R40 R40 R40 Pointed Pointed Pointed
m & & N N

FIGURA DEL MASCHIO

FIGURE OF TOOLS E ’ 5 Z

TEGORIA N.  CAT. - NO.

Tlirlllllﬂ;

?Hi“i

b PRIVIZ60AL/B PRIVIB20A(/B RM0S0AB/BB PRIVIOSOAB/BB PRIVI910AB/BB

e, |
H

aAs()A

FILETTO « THREADS M M M M M M

ENSIONE  DIMENSIONS| DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376
LLERANZA « TOLERANCE 1SO 2/6H IS0 2/6H IS0 2/6H 1SO 2X/6HX ISO 2X/6HX ISO 2X/6HX

FORMA ¢ CHAMFER C G C B B B

TTAMENTO ¢ SURFACE vap TiAIN vap Hardlube vap
PAGINA  PAGE 68-69 70-71 72-73 74-75 76-77 78-79
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SOMMARIO - PROGRAM SUMMARY

TIPO
VA (VA (VA] (VA (VA (VA
TIPO DI FORO Cieco Cieco Passante Cieco Cieco Cieco
HOLE TYPE Blind Blind Through Blind Blind Blind
HSS-E HSS-E
Elicoidale Elicoidale | HSS-PM HSS-E HSS-E HSS-E
DESCRIZIONE 0 _40°R _40°R Elico{i)r:?ale Ig1bocco EIicoicliqale EIicoj%aIe
DESCRIPTION opplo Imbocco DOp?IO Imbocco . 40 orretto . 40 . 40
Spiral Fluted Spiral Fluted Spiral Fluted Gun Spiral Fluted Spiral Fluted
R40, Recessed | R40, Recessed R40 Pointed R40 R40
Threads Threads
L N B BRI !T L =
FIGURA DEL MASCHIO ol
FIGURE OF TOOLS 5 ? ! 5 g ? - y y
i
4 i 0 0 & &
TEGORIA N. ¢ CAT. - NO. {::\/[v0): PRIVI630A PRM920AC/B PRMVIOS PRM640 PRM980
FILETTO e THREADS M M M MF MF G(BSP)
ENSIONE ¢ DIMENSIONS| DIN 371/376 DIN 371/376 DIN 371/376 DIN 374 DIN 374 DIN 5156
LLERANZA  TOLERANCE ISO 2/6H 1SO 2/6H 1SO 2/6H 1SO 2/6H IS0 2/6H -
FORMA ¢ CHAMFER C C C B C C
TTAMENTO e SURFACE vap hardlube vap vap vap vap
PAGINA  PAGE 80-81 82-83 84-85 105 106 117
TIPO
e Al Al GG GG | GG |GG
TIPO DI FORO Passante Cieco Cieco e Passante|Cieco e Passante|Cieco e Passante|Cieco e Passante
HOLE TYPE Through Blind Blind & Through | Blind & Through | Blind & Through | Blind & Through
HSS-E HSS-E HSS-E HSS-E HM HSS-E
DESCRIZIONE Ig1bocco Elicg‘i)(:}ale 3?9". 'ID'ggli. I':I]':a:qli. gggli_
DESCRIPTION orretto _ 4 |r?tt| |r!tt| |r!tt| |r!tt|
Gun Spiral Fluted Straight Straight Straight Straight
Pointed R40 Fluted Fluted Fluted Fluted
n M L IT m M L | nm n
FIGURA DEL MASCHIO il - | |
FIGURE OF TOOLS a1 i i !
ERRBEREIREIE
TEGORIA N. ¢ CAT. - NO. 00AB/BB 60AC/BC PR DAC/BC PRM740AC/B BOAC/B |
FILETTO ¢ THREADS M-aAz M M M M MF
ENSIONE  DIMENSIONS| DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376 DIN 371/376 DIN 374
LLERANZA ¢ TOLERANCE IS0 2/6H IS0 2/6H 1SO 2X/6HX 1SO 2X/6HX IS0 2X/6HX IS0 2X/6HX
FORMA ¢ CHAMFER B C C C C C
TTAMENTO ¢ SURFACE NI TICN NI
PAGINA  PAGE 90-91 92-93 94-95 96-97 98-99 107




el & L 8 N MASCHI A MACCHINA
CONDIZIONI DI TAGLIO e CUTTING CONDITION GRUPPI DI MATERIALI « MATER

DIN 371/376 M
|' DIN 374 MF
USO / USE DIN 371/376 UNC
DIN 371/374 UNF
® = RACCOMANDATO / RECOMMENDED DIN 2182/2183 W(BSW)
DIN 357/5156 G(BSP)
v = ARATT S L TRATTAMENTO SUPERFICIALE / RIVESTIMENTO * SURF/
ANGOLO DELL'ELICA « SPIRAL FLUTE
IMBOCCO SECONDO DIN 2197 « CHAMFER LEA
! 1 2
T ?“F TIPO DI FORO
ny HOLE TYPE
REFRIGERANTE « HARDNESS DUREZZA |RESISTENZA TRUCIOLO
A =0LIO DA TAGLIO « CUTTING OIL HARDNESS | TENSILE CHIP
T = EMULSIONE DI OLIO * OIL EMULSION STRENGTH
X=0LIO DA TAGLIO / EMULSIONE DI OLIO * CUTTING OIL/ OIL EMULSION
S=SECCO  DRY
Z=SECCO /EMULSIONE DI OLIO « DRY/ OIL EMULSION
GRUPPI DI MATERIALI LISTA DEI MATERIALI Rm
MATERIAL GROUPS LIST OF MATERIALS HB m/mm?
ACCIAI Acciai dolci magnetici ® Magnetic soft steels <120 < 400 Extra Lungo e Extra Long
STEELS n Acciaio da costruz, acciaio da cementaz. » Structure steels, case carburizing steels <200 <700 |Medio/Lungo ® Medium/Long
n Acciaio al carbonio trafilato ¢ Plain carbon steels < 250 < 850 Lungo * Long
4 Acciaio legato  Alloy stee < 250 < 850 Lungo * Long
Acciai legati, temprati e Bonificati * Alloy steels/Hardened & Tempered stee < 350 < 1,200 Lungo * Long
6 Acciai legati, temprati e Bonificati ® Alloy steels/Hardened & Tempered stee > 350 > 1,200 Lungo ¢ Long
ACCIAI INOX Acciaio inox trafilato * Free maching <250 <850 [Medio ® Medium
STAINLESS STEELS o Austenitico  Auste <250 <850 |LungoeLong
g Ferritico, Ferritico+Austenitico, Martensitico » Fe g Auste arte <300 < 1,000 Lungo * Long
GHISA m Ghisa grigia ® Grey cast irons <150 <500 |Extra Corto * Extra short
CAST IRON B0 Ghisa grigia « Grey castirons < 300 <1,000 |Extra Corto Extra short
m Grafite nodulare, ghisa malleabile ® Nodular graphite, Malleable castirons <200 <700 Corto  Short
m Grafite nodulare, ghisa malleabile ® Nodular graphite, Malleable castirons < 300 < 1,000 Corto  Short
TITANIO 4 Titanio puro ® Tita alloyed <200 <700 Extra Lungo * Extra Long
TITANIUM eghe di Titanio * Tita alloyed <270 <900 |Medio-Corto » Medium-Short
6 Leghe di Titanio 3 alloyed < 350 < 1,250 Medio-Corto ® Medium-Short
NICHEL m Nichel puro ¢ Nickel, unalloyed <150 <500 |Extra Lungo e Extra Long
NICKEL BT Leghe di Nichel  Nickel, alloyed <210 <900 |LungoeLong
m Leghe di Nichel * Nickel, alloyed < 350 < 1,250 Lungo * Long
RAME, OTTONE, BRONZO m Rame puro * Copper, unalloyed <100 <350 |Extra Lungo * Extra Long
COPPER, BRASS, BRONZE P 0ittone truciolo corto, bronzo, rame  Short chipping Brass, Bronze, Copper <200 <700 |Medio-Corto » Medium-Short
m Ottone truciolo lungo, bronzo, rame * Long chipping Brass, Bronze, Copper <200 <700 Lungo * Long
m Cu-Al-Fe » AMPCO (Cu-Al-Fe alloys) <470 <1500 |Corto* Short
ALLUMINIO 4 A 0, Magnesio non legato ® A agne alloyed <100 < 350 Extra Lungo * Extra Long
ALUMINIUM eghe di A 0o/ alloyed Si < 0.5% < 150 <500 |Medio ® Medium
6 Leghe di A 0eA alloyed 0% <120 < 400 Medio-Corto ® Medium-Short
eghe di A oeA alloyed 0% <120 < 400 Corto ® Short
MATERIALI SINTETICI m Termoplastici * Thermoplastics Extra Lungo * Extra Long
SINTETIC MATERIALS m Plastica termoindurente ® Thermoseting Plastics Corto * Short
m Plastica rinforzata fibra ® Reinforced plastic materials Extra-Corto  Extra short
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L —3 MACHINE TAPS

AL GROUPS N N N N N HR HR HR HR HR
Cat.-No. PRM200 | PRMS530 | PRM250 | PRM600 | PRMO30 [PRvea__ | PRMS00 | PRMS20 | PRM450 | PRM460
Cat.-No. PRM201 | PRM 531 PRM601 | PRM301
Cat.-No. PRM900
Cat.-No. PRM930
Cat.-No. PRM940
Cat.-No. PRM960 PRM970

\CE TREATMENT / COATING TiN in [ oy B o TIAIN

ANGLE R20 R40 R40 R40 R40 R40

D ACC. DIN 2197 B B C C C B B C C C

4-5 4-5 4-5 1-2-3 1-2-3 4-5 4-5 1-2-3 1-2-3 1-2-3
VELOCITA » '. |l l. I. l. |. “ '. '. l.
DI =
TAGLIO 3
: — B =5 b= =2
CUTTING SPEED £
5
=2 |
Ve = F 5
m/min e _ ; 7
j | _4 £

£ 25-20 | T
a o152 | T ° ° [ ° °
S =] 1218 | T ° [ [ [ °
B 8015 | X ° ° ° ° °
o 2| 610 X O O O O O
2 S| 35 A L L J L J L L
o [&]

2 S| 710 | A

(=] (<}

e 2| 58 A

5 2| 46 A ) o o o} o}

S >

T o 1005 ] X

s £| 58 | T

= S| 1015 | X ° ° ° ° °

= 2| 58 | X ° ° ° ° °

< 41015 | T o o) o) o} o)

S

oo 2| A

= = | 46 A

a o8| 812 | A O o) o) o) 0

oc L

< m| 1015 A

T >

= Z=| 24 A

= oc

S T8 | T O o) o o 0

T Tl m3s | T © © © © ©

= Z| 1520 | T ° ° ° ° °

= | 35 | A ° o o o o

E =105 | T o o o o o

z 2| 253 | T ) @) ) o o

Z Z| 15| T o) o) e} o) o

s =] 1015 | T [ [ o ° )

(&}

= =23 | T o o o o o

@ =l g1 | z o) o) o) o) o)
= 5-7 Z o) @) @) @) O

continua =
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el & L 8 N MASCHI A MACCHINA
CONDIZIONI DI TAGLIO e CUTTING CONDITION GRUPPI DI MATERIALI « MATER

DIN 371/376 M
|' DIN 374 MF
USO / USE DIN 371/376 UNC
DIN 371/374 UNF
® = RACCOMANDATO / RECOMMENDED DIN 2182/2183 W(BSW)
DIN 357/5156 G(BSP)
- O = ARTTe SL T ELE TRATTAMENTO SUPERFICIALE / RIVESTIMENTO * SURF/
ANGOLO DELL'ELICA « SPIRAL FLUTE
IMBOCCO SECONDO DIN 2197 « CHAMFER LEA
! 1 2
T ?“F TIPO DI FORO
7 HOLE TYPE
REFRIGERANTE « HARDNESS DUREZZA |RESISTENZA TRUCIOLO
A =0LIO DA TAGLIO « CUTTING OIL HARDNESS | TENSILE CHIP
T = EMULSIONE DI OLIO * OIL EMULSION STRENGTH
X=0LIO DA TAGLIO / EMULSIONE DI OLIO * CUTTING OIL/ OIL EMULSION
S=SECCO  DRY
Z=SECCO /EMULSIONE DI OLIO « DRY/ OIL EMULSION
GRUPPI DI MATERIALI LISTA DEI MATERIALI Rm
MATERIAL GROUPS LIST OF MATERIALS HB m/mm?2
ACCIAI Acciai dolci magnetici ® Magnetic soft steels <120 < 400 Extra Lungo * Extra Long
STEELS n Acciaio da costruz, acciaio da cementaz. » Structure steels, case carburizing steels <200 <700 |Medio/Lungo ® Medium/Long
n Acciaio al carbonio trafilato ® Plain carbon steels < 250 < 850 Lungo * Long
4 Acciaio legato  Alloy stee <250 < 850 Lungo * Long
Acciai legati, temprati e Bonificati * Alloy steels/Hardened & Tempered stee < 350 < 1,200 Lungo * Long
6 Acciai legati, temprati e Bonificati ¢ Alloy steels/Hardened & Tempered stee > 350 > 1,200 Lungo ¢ Long
ACCIAI INOX Acciaio inox trafilato » Free maching <250 <850 [Medio ® Medium
STAINLESS STEELS o Austenitico ® Auste <250 <850 |LungoeLong
g Ferritico, Ferritico+Austenitico, Martensitico » Fe g Auste arte <300 < 1,000 Lungo * Long
GHISA m Ghisa grigia ® Grey cast irons <150 <500 |Extra Corto * Extra short
CAST IRON B0 Ghisa grigia « Grey castirons <300 <1,000 |Extra Corto Extra short
m Grafite nodulare, ghisa malleabile ® Nodular graphite, Malleable castirons <200 <700 Corto  Short
m Grafite nodulare, ghisa malleabile ® Nodular graphite, Malleable castirons <300 < 1,000 Corto  Short
TITANIO 4 Titanio puro * Tita alloyed <200 <700 Extra Lungo * Extra Long
TITANIUM eghe di Titanio * Tita alloyed <270 <900 |Medio-Corto * Medium-Short
6 Leghe di Titanio 3 alloyed < 350 < 1,250 Medio-Corto ® Medium-Short
NICHEL m Nichel puro ¢ Nickel, unalloyed <150 <500 |Extra Lungo e Extra Long
NICKEL BT Leghe di Nichel  Nickel, alloyed <210 <900 |LungoeLong
m Leghe di Nichel * Nickel, alloyed < 350 < 1,250 Lungo * Long
RAME, OTTONE, BRONZO m Rame puro * Copper, unalloyed <100 <350 |Extra Lungo * Extra Long
COPPER, BRASS, BRONZE P 0ittone truciolo corto, bronzo, rame  Short chipping Brass, Bronze, Copper <200 <700 |Medio-Corto  Medium-Short
m Ottone truciolo lungo, bronzo, rame * Long chipping Brass, Bronze, Copper <200 <700 Lungo ¢ Long
m Cu-Al-Fe » AMPCO (Cu-Al-Fe alloys) <470 <1500 |Corto* Short
ALLUMINIO 4 A 0, Magnesio non legato e A agne alloyed <100 < 350 Extra Lungo * Extra Long
ALUMINIUM eghe di A 0o A alloyed Si < 0.5% < 150 <500 |Medio ® Medium
6 Leghe di A 0eA alloyed 0% <120 < 400 Medio-Corto ® Medium-Short
eghe di A oeA alloyed 0% <120 < 400 Corto ® Short
MATERIALI SINTETICI m Termoplastici * Thermoplastics Extra Lungo * Extra Long
SINTETIC MATERIALS m Plastica termoindurente * Thermoseting Plastics Corto * Short
m Plastica rinforzata fibra ® Reinforced plastic materials Extra-Corto  Extra short
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L —3 MACHINE TAPS

AL GROUPS VA VA VA VA Al Al GG GG GG
Cat.-No. PRM030 PRMO090 |PRMs20 PRM630 | PRM300 | PRM360 | PRM720 | PRM740 | PRM760
Cat.-No. PRMO081 PRMG40 PRM320
Cat.-No.

Cat.-No.
Cat.-No.
Cat.-No. PRM980

\CE TREATMENT / COATING vap Hardlube vap Hardlube | v e [

ANGLE R40 R40 R45/40

D ACC. DIN 2197 B B C C B C C C C

1-2-3- 1-2-3- 1-2-3-
4-5 4-5 1-2-3 1-2-3 4-5 1-2-3 e e s
N |
VELOCITA y “ . |. |. “ a “ ’ .
DI =
TAGLIO S
: 1 - [E= £ =] =
CUTTING SPEED = \ \
©
5 1
2
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m/min e ]
A ! i §
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L 8B MASCHI A MACCHINA

CONDIZIONI DI TAGLIO  CUTTING CONDITIONS

l' USO / USE
® = RACCOMANDATO / RECOMMENDED

O = ADATTO / SUITABLE

GRUPPI DI MATERIALI ¢ MATERIAL

DIN 371/376 M

DIN 371/376 M (serie lunga)

DIN 228 G(BSP)

TRATTAMENTO SUPERFICIALE / RIVESTIMENTO
SURFACE TREATMENT / COATING

ANGOLO DELL'ELICA » SPIRAL FLUTE ANGLE

IMBOCCO SECONDO DIN 2197
CHAMFER LEAD ACC. DIN 2197

!

é|§ TIPO DI FORO
=7
/// HOLE TYPE
REFRIGERANTE « HARDNESS DUREZZA |RESISTENZA TRUCIOLO
A =0LIO DA TAGLIO » CUTTING OIL HARDNESS | TENSILE CHIP
T =EMULSIONE DI OLIO » OIL EMULSION STRENGTH
X=0LIO DA TAGLIO / EMULSIONE DI OLIO  CUTTING OIL/ OIL EMULSION
S=SECCO  DRY
Z=SECCO / EMULSIONE DI OLIO » DRY/ OIL EMULSION
GRUPPI DI MATERIALI LISTA DEI MATERIALI Rm
MATERIAL GROUPS LIST OF MATERIALS HB m/mm?
ACCIAI { W Acciai dolci magnetici » Magnetic soft steels <120 <400  |ExtraLungo *Extra Long
STEELS n Acciaio da costruz, acciaio da cementaz. » Structure steels, case carburizing steels <200 <700  |Medio/Lungo * Medium/Long
nAcciaio al carbonio trafilato * Plain carbon steels < 250 < 850 Lungo ¢ Long
4 Acciaio legato * Allo <250 < 850 Lungo ¢ Long
Acciai legati, temprati e Bonificati » Alloy steels/Hardened & Tempered stee <350 < 1,200 Lungo * Long
6 Acciai legati, temprati e Bonificati « Alloy steels/Hardened & Tempered stee > 350 > 1,200 Lungo * Long
ACCIAI INOX Acciaio inox trafilato ® Free maching <250 <850  |Medio®Medium
STAINLESS STEELS B Austenitico s A <250 <850  |Lungo*Long
: 0 o+A 0 0 A <300 < 1,000 Lungo * Long
GHISA 1] Ghisa grigia * Grey castirons <150 <500 |Extra CortoExtra short
CAST IRON m Ghisa grigia * Grey castirons <300 < 1,000 |Extra Corto ®Exira short
m Grafite nodulare, ghisa malleabile » Nodular graphite, Malleable cast irons <200 <700 Corto * Short
Grafite nodulare, ghisa malleabile  Nodular graphite, Malleable castirons <300 < 1,000 Corto ® Short
TITANIO 4 Titanio puro « Tita alloyed <200 <700 |ExtraLungo e Extra Long
TITANIUM eqghe di Titanio * Titanium, alloyed <210 <900 |Medio-Corto ® Medium-Short
b Leghe di Titanio alloyed < 350 < 1,250  |Medio-Corto * Medium-Short
NICHEL Nichel puro * Nickel, unalloyed <150 <500 Extra Lungo * Extra Long
NICKEL m Leghe di Nichel » Nickel, alloyed <270 <900 |LungoLong
E Leghe di Nichel  Nickel, alloyed < 350 < 1,250 Lungo * Long
RAME, OTTONE, BRONZO Rame puro * Copper, unalloyed <100 < 350 Extra Lungo * Extra Long
COPPER, BRASS, m Ottone truciolo corto, bronzo, rame ¢ Short chipping Brass, Bronze, Copper < 200 <700  |Medio-Corto » Medium-Short
BRONZE m Ottone truciolo lungo, bronzo, rame  Long chipping Brass, Bronze, Copper <200 <700 Lungo * Long
Cu-Al-Fe « AMPCO (Cu-Al-Fe alloys) <470 < 1,500 Corto * Short
ALLUMINIO 4 A 0, Magnesio non legato ® A agne alloyed <100 < 350 Extra Lungo ¢ Extra Long
ALUMINUM eghe di Alluminio » A alloyed Si < 0.5% < 150 <500  |Medio*Medium
B Leghe di A 0°A oyed Si < 10% <120 < 400 Medio-Corto ® Medium-Short
eghe di A 0*A alloyed 0% <120 <400 Corto * Short
MATERIALI SINTETICI :J Termoplastici * Thermoplastics Extra Lungo * Extra Long
SINTETIC MATERIALS E Plastica termoindurente * Thermoseting Plastics Corto* Short
m Plastica rinforzata fibra * Reinforced plastic materials Extra-Corto * Extra short




L — 3 MACHINE TAPS
m N N N N N VA | VA |VAX | VAX|VAX| HR | HR | TIH | GG

Cat.-No. PRM220HP | PRM550HP | PRMIG10HP | PRMOA0HP | PRM730HP | PRMOGOHP | PRMO70HP | PRMG50HP | PRMG670HP | PRM790HP | PRM470HP | PRM480OHP | PRMGI0HP | PRM710HP
Cat.-No. PRM570HP PRM580HP PRM590HP
Cat.-No. PRM9B5HP PRM9IOHP PRM9I5HP
VAP | TiIN | VAP | TiN | TiN | VAP |HARDLUBE| VAP |HARDLUBE| TiN TiCN | TiCN | Ni
38R | 38R 38R | 38R 15R | 15R | 15R
B B B B B B B B B B B B B C
1-2-3 1-2-3 1-2-3
5 | 45 | 123 | 123 | 0| 45 | 45 | 128|123 | 0| 123 | 123 | 128 |
E . L E B R R B
=
<
o
o
(db)
P U |
[y — — —
s T
g | F
2 ‘. i n
) / v v v v
X | 1015 | 20/30 | 1015 | 20/30 | 20/30 20/30
X | 1015 | 20/30 | 10/15 | 20/30 | 20/50 10/20 | 20/30 | 20/50
X | 1015 | 20/30 | 10/15 | 20/30 | 20/30 6/12 | 15/32 | 20/30
X 15/30 510 | 10/20 | 15/30 | 10/15 | 15/35
X 510 | 10/20
A 2/10
X 178 | 615 | 2110 | 615 | 612
X 38 | 615 | 2/10 | 615 | 8/12
£ X 38 | 615 | 210 | 615 | 8/12
g X 15/30 10/20
= T 8/15
o X 6/12 | 15/30 15/25
& X 8/15 8/12
[ds]
2 T
E A 4/8
)
= A 2/4
= /S 10/20 10/25
< A 4/8
= A 2/4
= 1/S 15/25 15/30 | 10/30
S |Ts 15/35
= /S 15/35 15/35 | 15/35
X 15/25
/S 25/50 25/35
/S 15/40 15/40 25/50 | 15/40 20/30
/S 15/40 15/40 25/50 | 15/40 | 5/15
/S 8/12
T
Z
Z
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P PARAMETRI DI TAGLIO E DATI TECNICI
&2 SPEED & FEED DATA AND CHARACTERISTICS
- SCHNITTWERTE UND EIGENHEITEN :

FRESE HSS-CO E ASP
HSS-CO AND ASP MILLS

HSS-CO UND ASP FRASER
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 2 TAGLI PER CAVE, HSS-Co8, PR2xxx, PR2Lxxx )
( 2 FLUTE FINISH SLOTTING, HSS-Co8 END MILLS, PR2xxx, PR2Lxxx )

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Leghe di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed

2 5600 40 4500 30 4000 30 2200 15 12000 160
3 3500 55 3200 45 2500 40 1600 20 11000 250

4 2800 70 2200 55 1800 45 1100 30 8000 290

5 2200 90 1800 70 1600 60 900 35 6300 310

6 1800 90 1600 80 1200 60 800 40 5600 310
8 1400 100 1100 90 900 70 560 45 4000 390
10 1100 100 900 90 800 80 450 45 3100 400
12 900 110 800 100 630 80 400 50 2500 380
14 800 110 700 90 560 80 350 50 2200 350
16 700 110 560 90 450 70 280 45 2000 350
18 630 100 500 90 400 70 250 45 1800 350
20 560 100 450 90 400 70 220 45 1600 320
22 500 100 450 90 350 70 220 45 1400 300
25 450 90 400 80 310 60 180 35 1200 280
28 400 80 350 70 280 55 160 30 1100 270
30 350 70 310 60 250 50 160 30 1100 270
32 350 70 280 55 220 45 140 30 1000 240
36 310 60 250 50 200 40 120 25 900 220
40 280 60 220 50 180 40 110 25 800 200

D

FLO'S xD RPM = Giri per min. / Revolution per min.
/ T L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 2 TAGLI PER CAVE, HSS-Co8, RIVESTITE FUTURA PR2xxxXT, PR2LxxxXT )
[ 2 FLUTE FINISH SLOTTING, HSS-Co8 END MILLS, FUTURA COATING PR2xxxXT, PR2LxxxXT ]

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Leghe di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

Diametro - Diameter Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Feed
2 7300 50 6000 40 5000 40 2900 20 16000 210
3 4500 70 4200 60 3300 50 2100 25 14000 330
4 3600 90 2900 70 2300 60 1400 40 10000 380
5 2900 115 2300 90 2100 80 1200 45 8200 400
6 2300 115 2000 105 1600 80 1000 50 7300 400
8 1800 130 1400 115 1200 90 730 60 5000 510
10 1400 130 1200 115 1000 105 600 60 4000 520
12 1200 145 1000 130 800 105 500 65 3300 500
14 1000 145 900 115 700 105 450 65 2800 450
16 900 145 700 115 600 90 360 60 2600 450
18 800 130 650 115 500 90 320 60 2300 450
20 730 130 600 115 500 90 300 60 2100 420
22 650 130 600 115 450 90 280 60 1800 390
25 600 120 500 105 400 80 230 48 1600 320
28 500 105 450 90 350 70 210 40 1400 350
30 450 90 400 80 320 65 210 40 1400 350
32 450 90 360 70 280 60 180 40 1300 310
36 400 80 320 65 260 50 160 30 1200 280
40 360 80 280 65 230 50 140 30 1000 260
D
FLO'S xD RPM = Giri per min. / Revolution per min.
/ i L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 2 TAGLI, ASP PER CAVE, RIVESTITE NANO PRA2xxxNC )
[ 2 FLUTE, SHORT, SLOTTING, NANO COATING PRA2xxxNC ]

Acciaio al Carbonio Acciai da costruzione Acciaio al Carbonio Acciaio pretemprati Acciaio legati
Materiale Acciai legati Acciai al carbonio Acciai legati Acciai legati Acciai da utensili
da lavorare Acciai da utensili Ghisa Acciai da utensili Acciai da utensili | Acciai inox austenitici
Alloy Steels

Carbon Steels Structural Steels Carbon Steels Prehardened Steels Tool Steels

Material Alloy Steels Carhon Steels Alloy Steels Alloy Steels Austenitic Stainless

Tool Steels Cast Irons Tool Steels Tool Steels Steels

Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1100 N/mm’ 1100 ~ 1300 N/mm’

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed Feed

2 6700 100 5600 80 4700 85 3000 55 1900 35
3 4700 140 3900 120 3200 100 2200 70 1700 55
4 4100 200 3400 155 3000 140 1900 80 1500 65
5 3700 220 3100 175 2500 160 1600 90 1300 65
6 3300 230 2750 185 2200 165 1400 95 1100 75
8 2500 240 2100 210 1700 175 1100 100 850 75
10 2000 260 1700 230 1400 200 850 110 670 90
12 1700 240 1400 210 1100 180 700 100 550 75
14 1500 230 1200 200 950 170 600 95 480 70
16 1300 230 1100 185 850 155 530 90 420 70
18 1100 210 900 170 750 140 480 85 380 65
20 900 190 750 145 670 130 420 80 340 60
22 800 160 680 130 570 110 380 70 300 50
25 720 135 600 120 470 100 340 65 240 45

| 05xD N _ . .

RPM = Giri per min. / Revolution per min.
WQ FEED/AVANZAMENTO = mm/min.
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« P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

FRESE 3 TAGLI PER SPALLAMENTO, HSS-Co8 PR3xxx, PR3Gxxx ]

3 FLUTE FINISH SIDE CUTTING, HSS-Co8 END MILLS, PR3xxx, PR3Gxxx ]

Materiale
da lavorare

Material

Durezza - Hardness

Resistenza - Strength

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed
2 5600 60 4500 40 4000 35 2200 15 12000 180
3 3500 80 3200 60 2500 45 1600 20 11000 280
4 2800 105 2200 75 1800 50 1100 30 8000 330
5 2200 135 1800 95 1600 65 900 35 6300 350
6 1800 135 1600 110 1200 65 800 45 5600 350
8 1400 150 1100 120 900 80 560 50 4000 440
10 1100 150 900 120 800 90 450 50 3100 450
12 900 165 800 135 630 90 400 55 2500 430
14 800 165 700 120 560 90 350 55 2200 400
16 700 165 560 120 450 80 280 50 2000 400
18 630 150 500 120 400 80 250 50 1800 400
20 560 150 450 120 400 80 220 50 1600 360
22 500 150 450 120 350 80 220 50 1400 340
25 450 135 400 110 310 65 180 35 1200 420
28 400 120 350 95 280 60 160 30 1100 300
30 350 105 310 80 250 55 160 30 1100 300
01xD RPM = Giri per min. / Revolution per min.
i1 5xD L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

FRESE 3 TAGLI PER CAVE, HSS-Co8 PR3xxx, PR3Gxxx )

3 FLUTE FINISH SLOTTING, HSS-Co8 END MILLS, PR3xxx, PR3Gxxx ]

Materiale

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Acciai legati Acciai legati Acciai legati Acciai legati Alluminio

da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

\EYCIE]]

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm” 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter Feed
2 5600 60 4500 45 4000 45 2200 20 12000 240
3 3500 80 3200 65 2500 60 1600 30 11000 380
4 2800 105 2200 80 1800 65 1100 45 8000 440
5 2200 135 1800 105 1600 90 900 50 6300 470
6 1800 135 1600 120 1200 90 800 60 5600 470
8 1400 150 1100 135 900 105 560 65 4000 580
10 1100 150 900 135 800 120 450 65 3100 600
12 900 165 800 150 630 120 400 75 2500 570
14 800 165 700 135 560 120 350 75 2200 530
16 700 165 560 135 450 105 280 65 2000 530
18 630 150 500 135 400 105 250 65 1800 530
20 560 150 450 135 400 105 220 65 1600 480
22 500 150 450 135 350 105 220 65 1400 450
25 450 135 400 120 310 90 180 50 1200 420
28 400 120 350 105 280 80 160 45 1100 400
30 350 105 310 90 250 75 160 45 1100 400
D
FLO'S xD RPM = Giri per min. / Revolution per min.
/ T L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.

The FEED, in long & extra long types, should be reduced by around 50%




S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 3 TAGLI PER SPALLAMENTO, HSS-Co8, RIVESTITE FUTURA PR3xxxXT, PR3GxxxXT )
[ 3 FLUTE FINISH SIDE CUTTING, HSS-Co8 END MILLS, FUTURA COATING PR3xxxXT, PR3GxxxXT ]

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed
2 7300 80 6000 50 5000 45 2900 20 16000 230
3 4500 105 4200 80 3300 60 2100 25 14000 360
4 3600 135 2900 95 2300 65 1400 40 10000 430
5 2900 175 2300 125 2100 85 1200 45 8200 450
6 2300 175 2000 145 1600 85 1000 60 7300 450
8 1800 195 1400 155 1200 105 730 65 5000 570
10 1400 195 1200 155 1000 115 600 65 4000 590
12 1200 215 1000 175 800 115 500 70 3300 560
14 1000 215 900 155 700 115 450 70 2800 520
16 900 215 700 155 600 105 360 65 2600 520
18 800 195 650 155 500 105 320 65 2300 520
20 730 195 600 155 500 105 300 65 2100 470
22 650 195 600 155 450 105 280 65 1800 440
25 600 175 500 145 400 85 230 45 1600 420
28 500 155 450 125 350 80 210 40 1400 390
30 450 135 400 105 320 70 210 40 1400 390
i?;i g RPM = Giri per min. / Revolution per min.
' L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 3 TAGLI PER CAVE, HSS-Co8, RIVESTITE FUTURA PR3xxxXT, PR3GxxxXT )
[ 3 FLUTE FINISH SLOTTING, HSS-Co8 END MILLS, FUTURA COATING PR3xxxXT, PR3GxxxXT ]

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Leghe di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter Feed
2 7300 80 6000 60 5000 60 2900 25 16000 310
3 4500 105 4200 85 3300 80 2100 40 14000 500
4 3600 135 2900 105 2300 85 1400 60 10000 570
5 2900 175 2300 135 2100 115 1200 65 8200 610
6 2300 175 2000 155 1600 115 1000 80 7300 610
8 1800 195 1400 175 1200 135 730 85 5000 750
10 1400 195 1200 175 1000 155 600 85 4000 780
12 1200 215 1000 195 800 155 500 95 3300 740
14 1000 215 900 175 700 155 450 95 2800 690
16 900 215 700 175 600 135 360 85 2600 690
18 800 195 650 175 500 135 320 85 2300 690
20 730 195 600 175 500 135 300 85 2100 620
22 650 195 600 175 450 135 280 85 1800 580
25 600 175 500 155 400 115 230 65 1600 550
28 500 155 450 135 350 105 210 60 1400 520
30 450 135 400 115 320 95 210 60 1400 520
D
ﬁLO'S xD RPM = Giri per min. / Revolution per min.
/ i L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€15 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 3 TAGLI, ASP PER SPALLAMENTO, RIVESTITE NANO, PRA3xxxNC )
[ 3 FLUTE, STUB, SIDE CUTTING, NANO COATING, PRA3xxxNC )

Acciaio al Carbonio Acciai da costruzione Acciaio al Carbonio Acciaio pretemprati Acciaio legati
[\ EYCIAE ) Acciai legati Acciai al carbonio Acciai legati Acciai legati Acciai da utensili
da lavorare Acciai da utensili Ghisa Acciai da utensili Acciai da utensili | Acciai inox austenitici
Alloy Steels

Carbon Steels Structural Steels Carbon Steels Prehardened Steels Tool Steels

Material Alloy Steels Carhon Steels Alloy Steels Alloy Steels Austenitic Stainless

Tool Steels Cast Irons Tool Steels Tool Steels Steels

Resistenza - Strength ~ 500 N/mm’ 500 ~ 800 N/mm? 800 ~ 1000 N/mm? 1000 ~ 1100 N/mm? 1100 ~ 1300 N/mm’

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed
2 7800 85 6500 70 5200 55 3600 45 2300 35
3 5500 125 4600 105 3600 65 2600 55 2100 55
4 5000 160 4200 135 3300 95 2200 65 1800 65
5 4500 180 3800 155 2800 110 1900 75 1600 65
6 4000 260 3400 220 2500 165 1700 110 1400 90
8 3000 290 2500 240 1900 175 1250 120 1000 100
10 2400 300 2000 250 1500 185 1000 130 850 110
12 2000 310 1700 260 1300 200 850 130 700 110
14 1700 300 1400 250 1100 185 750 125 600 105
16 1500 290 1250 240 950 175 625 120 520 100
18 1300 270 1100 230 850 170 550 115 480 95
20 1200 260 1000 220 750 165 500 110 420 95
22 1100 270 900 230 700 170 450 115 380 95
25 950 290 800 240 600 185 400 120 340 105
?'; X B RPM = Giri per min. / Revolution per min.
TL X FEED/AVANZAMENTO = mm/min.
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S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS

@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 3 TAGLI, ASP PER CAVE, RIVESTITE NANO PRA3xxxNC )
[ 3 FLUTE, SHORT, SLOTTING, NANO COATING PRA3xxxNC ]

Acciaio al Carbonio Acciai da costruzione Acciaio al Carbonio Acciaio pretemprati Acciaio legati
Materiale Acciai legati Acciai al carbonio Acciai legati Acciai legati Acciai da utensili
da lavorare Acciai da utensili Ghisa Acciai da utensili Acciai da utensili | Acciai inox austenitici

Carbon Steels Structural Steels Carbon Steels Prehardened Steels l:\rﬂg}'s?::ﬂ:

Material Alloy Steels Carhon Steels Alloy Steels Alloy Steels Austenitic Stainless

Tool Steels Cast Irons Tool Steels Tool Steels Steels

Resistenza - Strength ~ 500 N/mm’ 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1100 N/mm? 1100 ~ 1300 N/mm’

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter

2 6200 60 5200 50 4600 40 2900 30 1800 25
3 4400 90 3700 75 3200 45 2100 40 1700 40
4 4100 120 3400 100 2900 70 1800 45 1450 50
5 3600 140 3000 115 2500 80 1600 55 1250 50
6 3200 200 2700 165 2200 120 1400 80 1050 65
8 2500 210 2100 180 1700 130 1100 90 850 75
10 2000 220 1700 185 1350 140 850 100 650 80
12 1700 240 1400 200 1150 150 700 100 550 80
14 1500 220 1300 190 950 140 630 95 430 75
16 1300 210 850 180 850 130 530 90 420 75
18 1100 210 850 170 750 130 480 85 380 70
20 900 200 750 165 670 120 420 80 340 70
22 800 200 700 170 570 130 380 85 300 75
25 720 210 600 180 470 140 340 90 240 75

| 05xD N _ . .

RPM = Giri per min. / Revolution per min.
WQ FEED/AVANZAMENTO = mm/min.




« P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 4 TAGLI PER SPALLAMENTO, HSS-Co8, PR4xxx, PR4Lxxx, PRACMxxx )

{ 4 FLUTE, FINISH SIDE CUTTING, HSS-Co8 END MILLS, PR4xxx, PR4Lxxx, PRACMxxx )

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Leghe di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

Diametro - Diameter

Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.

Feed Feed
80 4500 55 4000 45 2200 20 12000 240
110 3200 80 2500 60 1600 30 11000 380
140 2200 100 1800 65 1100 45 8000 440
180 1800 125 1600 90 900 50 6300 470
180 1600 145 1200 90 800 60 5600 470
200 1100 160 900 105 560 65 4000 580
200 900 160 800 120 450 65 3100 600
200 800 180 630 120 400 75 2500 570
200 700 160 560 120 350 75 2200 530
220 560 160 450 105 280 65 2000 530
200 500 160 400 105 250 65 1800 530
200 450 160 400 105 220 65 1600 480
200 450 160 350 105 220 65 1400 450
180 400 145 310 90 180 50 1200 420
160 350 125 280 80 160 45 1100 400
140 310 110 250 75 160 45 1100 400
140 280 100 220 65 140 45 1000 360
120 250 90 200 60 120 35 900 330
120 220 90 180 60 110 35 800 300

2 5600
3 3500
4 2800
5 2200
6 1800
8 1400
10 1100
12 900
14 800
16 700
18 630
20 560
22 500
25 450
28 400
30 350
32 350
36 310
40 280
0.1xD
i1 5xD

RPM = Giri per min. / Revolution per min.

L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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« P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS

@ EMPFOHLENE SCHNEIDKONDITIONEN

[ FRESE 4 TAGLI PER SPALLAMENTO, HSS-Co8, RIVESTITE FUTURA PR4xxxXT, PRALxxxXT, PRACMxxxXT ]

[ 4 FLUTE, FINISH SIDE CUTTING, HSS-Co8 END MILLS, FUTURA COATING PR4xxxXT, PRALxxxXT, 4CMxxxXT )

Materiale
da lavorare

Material

Durezza - Hardness

Resistenza - Strength

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Leghe di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed Feed
2 7300 105 600 70 5000 60 2900 25 16000 310
3 4500 145 4200 105 3300 80 2100 40 14000 500
4 3600 180 2900 130 2300 85 1400 60 10000 570
5 2900 235 2300 160 2100 115 1200 65 8200 610
6 2300 235 2000 190 1600 115 1000 80 7300 610
8 1800 260 1400 210 1200 135 730 85 5000 750
10 1400 260 1200 210 1000 155 600 85 4000 780
12 1200 285 1000 235 800 155 500 95 3300 740
14 1000 285 900 210 700 155 450 95 2800 690
16 900 285 700 210 600 135 360 85 2600 690
18 800 260 650 210 500 135 320 85 2300 690
20 730 260 600 210 500 135 300 85 2100 620
22 650 260 600 210 450 135 280 85 1800 580
25 600 235 500 190 400 115 230 65 1600 550
28 500 210 450 160 350 105 210 60 1400 520
30 450 180 400 145 320 95 210 60 1400 520
32 450 180 360 130 280 85 180 60 1300 470
36 400 155 320 120 260 80 160 45 1200 430
40 360 155 280 120 230 80 140 45 1000 390
i?;);g RPM = Giri per min. / Revolution per min.
L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTQ = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%




S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS

@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 4 TAGLI, ASP PER SPALLAMENTO, RIVESTITE NANO PRA4xxxNC )
[ 4 FLUTE, SHORT, SIDE CUTTING, NANO COATING PRA4xxxNC ]

Acciaio al Carbonio Acciai da costruzione Acciaio al Carbonio Acciaio pretemprati Acciaio legati
Materiale Acciai legati Acciai al carbonio Acciai legati Acciai legati Acciai da utensili
da lavorare Acciai da utensili Ghisa Acciai da utensili Acciai da utensili | Acciai inox austenitici

Carbon Steels Structural Steels Carbon Steels Prehardened Steels l:\rﬂgrsit::ll:

Material Alloy Steels Carhon Steels Alloy Steels Alloy Steels Austenitic Stainless

Tool Steels Cast Irons Tool Steels Tool Steels Steels

Resistenza - Strength ~ 500 N/mm’ 500 ~ 800 N/mm* 800 ~ 1000 N/mm? 1000 ~ 1100 N/mm? 1100 ~ 1300 N/mm’

Diametro - Diameter Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.

Feed Feed Feed Feed Feed
2 8800 250 8000 210 5800 150 3900 110 3200 75
3 6300 360 5700 300 4200 220 2800 155 2300 110
4 5000 420 4500 350 3400 260 2200 175 1900 130
5 4200 440 3800 370 2800 275 1900 190 1600 140
6 3700 470 3400 390 2500 285 1700 200 1400 155
8 3000 500 2500 420 1900 320 1300 210 1100 160
10 2200 550 2000 460 1500 330 1000 230 850 175
12 1900 500 1700 420 1300 320 850 210 690 160
14 1700 430 1500 400 1100 300 750 200 600 150
16 1550 440 1300 370 950 290 650 190 520 145
18 1400 400 1200 350 850 270 600 170 480 130
20 1200 380 1000 320 750 240 500 155 420 120
22 1000 360 900 280 650 200 450 140 380 115
25 950 320 800 265 600 200 400 130 340 110

?'; X B RPM = Giri per min. / Revolution per min.

TL X FEED/AVANZAMENTO = mm/min.

235



236

S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 2 TAGLI SEMISFERICHE, HSS-Co8, PR2Sxxx, PR2SLxxx )
( 2 FLUTE, BALL NOSE, HSS-Co8 END MILLS, PR2Sxxx, PR2SLxxx )

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm” 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed

R 15 x 30 4500 95 3400 70 2000 30 1400 20 11000 230
R 20 x 40 3200 115 2400 80 1400 35 1000 25 8000 260
R 30 x 6.0 2200 135 1700 90 1000 45 700 25 5600 280
R 40 x 80 1600 160 1200 105 700 50 500 30 4000 350
R 50 x 100 1300 180 1000 120 560 60 400 35 3200 360
R 60 x 120 1000 170 800 105 450 55 320 35 2500 340
R 80 x 16.0 800 150 600 100 350 55 250 35 2000 300
R 100 x 20.0 600 140 500 85 300 50 200 35 1600 280
R 125 x_ 250 500 130 400 70 220 40 160 30 1300 250

0.3xD
i RPM = Giri per min. / Revolution per min.
0.7xD L'avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.

The FEED, in long & extra long types, should be reduced by around 50%

( FRESE 2 TAGLI SEMISFERICHE, HSS-Co8, RIVESTITE FUTURA, PR2SxxxXT, PR2SLxxxXT )
( 2 FLUTE, BALL NOSE, HSS-Co8 END MILLS, FUTURA COATING, PR2SxxxXT, PR2SLxxxXT )

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys

Tool Steels Tool Steels Tool Steels Tool Steels

Durezza - Hardness _m HRc20 ~ HRc30 HRc30 ~ HRc40
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm? 800 ~ 1000 N/mm’” 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed Feed

R 15 x 30 6000 125 4400 90 2600 40 1800 25 14000 300
R 20 x 4.0 4000 150 3100 105 1800 45 1300 30 10000 340
R 30 x 6.0 3000 175 2200 115 1300 60 900 30 7300 360
R 40 x 80 2000 210 1600 135 900 65 650 40 5000 450
R 50 x 10.0 1700 235 1300 155 730 80 500 45 4000 470
R 60 x 120 1300 220 1000 135 600 70 400 45 3300 440
R 80 x 16.0 1000 200 800 130 450 70 300 45 2600 390
R 100 x 20.0 800 180 650 110 400 65 250 45 2000 360
R 125 x 250 650 170 500 20 300 50 200 40 1700 330

0.3xD
7 RPM = Giri per min. / Revolution per min.
0.7xD FEED/AVANZAMENTO = mm/min.




S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

\__/

( FRESE 2 TAGLI SEMISFERICHE PER COPIATURA, RIVESTITE NANO, PRA2SxxxNC
[ 2 FLUTE, BALL NOSE, PROFILING, NANO COATING, PRA2SxxxNC ]

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio pretemprati
Materiale Acciai legati Acciai legati Acciai legati Acciai legati
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili

Carbon Steels Carbon Steels Carbon Steels Prehardened Steels
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels

Tool Steels Tool Steels Tool Steels Tool Steels

Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm? 800 ~ 1000 N/mm?> 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed Feed
R 15 x 30 7000 300 5500 200 3700 110 1900 50
R 20 x 40 5700 370 4400 250 2900 140 1500 65
R 30 x 60 4200 420 3300 280 2200 155 1150 75
R 40 x 80 3200 460 2500 310 1700 175 850 75
R 50 x 100 2600 520 2000 350 1350 200 650 90
R 60 x 120 2200 460 1700 310 1150 175 550 75
R 80 x 16.0 1600 420 1250 280 850 155 420 70
R 100 x 200 1300 360 1000 240 650 130 340 60
R 125 x 250 900 270 700 180 450 100 240 45
02xD RPM = Giri per min. / Revolution per min.
0.5xD FEED/AVANZAMENTO = mm/min.
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« P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS

@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 4 TAGLI SGROSSARE PER SPALLAMENTO, HSS-Co8, PR4SGxxx, PRASGLxxx, PR4SCMxxx )
[ 4 FLUTE, SIDE CUTTING, ROUGHING, HSS-Co8 END MILLS, PR4SGxxx, PRASGLxxx, PR4SCMxxx )

Acciaio al Carbonio
Acciai legati
Acciai da utensili

Acciaio al Carbonio
Acciai legati
Acciai da utensili

Acciaio al Carbonio
Acciai legati
Acciai da utensili

Acciaio al Carbonio
Acciai legati
Acciai da utensili

Materiale

Alluminio
da lavorare

Lega di Alluminio

Aluminium
Aluminium Alloys

Carbon Steels
Alloy Steels

Carbon Steels Carbon Steels
Alloy Steels Alloy Steels Alloy Steels

Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

Carbon Steels
Material

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed
6 1800 80 1600 60 1200 55 800 30 4500 200
8 1400 105 1100 75 900 65 560 35 3100 230
10 1100 150 900 120 800 110 450 60 2500 350
12 900 180 800 140 630 110 400 70 2000 400
14 800 180 700 140 560 110 350 70 1800 420
16 700 180 560 140 450 110 280 70 1600 450
18 630 180 500 140 400 110 250 70 1400 470
20 560 180 450 140 400 110 220 70 1200 500
22 500 220 450 170 350 140 220 85 1100 470
25 450 220 400 170 310 140 180 85 1000 450
28 400 210 350 160 280 130 160 85 900 510
30 350 210 310 160 250 130 160 85 900 530
32 350 210 280 160 220 130 140 85 800 500
36 310 210 250 160 200 130 120 85 700 470
40 280 200 220 150 180 120 110 80 630 450
50 220 200 180 170 160 140 90 80 500 370
i?;i g RPM = Giri per min. / Revolution per min.
L’avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%
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« P CONDIZIONI DI TAGLIO RACCOMANDATE

€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

| FRESE 4 TAGLI SGROSSARE PER SPALL., HSS-Co8, RIV. FUTURA, PR4SGxxxXT, PRASGLxxxXT, PR4SCMxxxXT)

@ FLUTE SIDE CUTTING, ROUGHING, HSS-Co8 END MILLS, FUTURA COATING, PR4SGxxxXT, PRASGLxxxXT, PR4SCMxxxXﬂ

Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio Acciaio al Carbonio
Materiale Acciai legati Acciai legati Acciai legati Acciai legati Alluminio
da lavorare Acciai da utensili Acciai da utensili Acciai da utensili Acciai da utensili Lega di Alluminio

Carbon Steels Carbon Steels Carbon Steels Carbon Steels Aluminium
Material Alloy Steels Alloy Steels Alloy Steels Alloy Steels Aluminium Alloys
Tool Steels Tool Steels Tool Steels Tool Steels

Durezza-Hardness | | ~HRc20 |  HRc20~HRc30 HRc30 ~ HRcd0
Resistenza - Strength ~ 500 N/mm? 500 ~ 800 N/mm’ 800 ~ 1000 N/mm? 1000 ~ 1300 N/mm?

. . Avanzam. Avanzam. Avanzam. Avanzam. Avanzam.
Diametro - Diameter
Feed Feed
6 2300 105 2000 80 1600 70 1000 40 6000 260
8 1800 135 1400 95 1200 85 700 45 4000 300
10 1400 195 1200 155 1000 145 600 80 3200 450
12 1200 235 1000 180 800 145 500 90 2600 520
14 1000 235 900 180 700 145 450 90 2300 550
16 900 235 700 180 600 145 350 90 2100 580
18 800 235 650 180 500 145 320 90 1800 610
20 700 235 600 180 500 145 300 90 1600 650
22 650 285 600 220 450 180 300 110 1400 610
25 600 285 500 220 400 180 230 110 1300 580
28 500 275 450 210 350 170 210 110 1200 660
30 450 275 400 210 320 170 210 110 1200 690
32 450 275 350 210 300 170 180 110 1000 650
36 400 275 320 210 250 170 150 110 900 610
40 350 260 300 195 230 155 140 105 800 280
50 300 260 230 220 200 180 120 105 650 480
i?;i g RPM = Giri per min. / Revolution per min.
' L'avanzamento nella serie lunga va ridotto del 50%. FEED/AVANZAMENTO = mm/min.
The FEED, in long & extra long types, should be reduced by around 50%

239




S w « P CONDIZIONI DI TAGLIO RACCOMANDATE
€12 RECOMMENDED CUTTING CONDITIONS
@ EMPFOHLENE SCHNEIDKONDITIONEN

( FRESE 4 TAGLI, ASP SGROSSARE, PER SPALLAMENTO, RIVESTITE NANO, PRA4SGxxxNC )
( 4 FLUTE, ROUGHING, SIDE CUTTING, NANO COATING, PRA4SGxxxNC )

Acciai da costruzione Acciaio al Carhonio Acciaio pretemprati Acciaio legati
Materiale Acciai al carbonio Acciai legati Acciai legati Acciai da utensili
da lavorare Ghisa Acciai da utensili Acciai da utensili Acciai inox austenitici

Structural Steels Carbon Steels Prehardened Steels l_-\rﬂg}/sstt:;allss

Material Carbon Steels Alloy Steels Alloy Steels Austenitic Stainless

Cast Irons Tool Steels Tool Steels Steels

Resistenza - Strength ~ 800 N/mm’ 800 ~ 1000 N/mm’ 1000 ~ 1100 N/mm’ 1100 ~ 1300 N/mm’

Diametro - Diamet Avanzam. Avanzam. Avanzam. Avanzam.
1AMELo = Blameter Feed Feed Feed Feed
6 2700 200 2100 155 1500 100 1250 90
8 2300 250 1800 200 1300 140 1000 110
10 1800 360 1400 275 1000 170 850 140
12 1500 360 1150 290 850 200 700 155
14 1300 360 1000 290 720 200 600 155
16 1150 360 900 290 625 200 520 155
18 1000 360 850 290 580 200 470 155
20 920 370 720 290 500 200 420 155
22 850 370 620 290 450 200 380 155
25 750 360 570 275 400 190 340 155
0i55x DD RPM = Giri per min. / Revolution per min.
=X FEED/AVANZAMENTO = mm/min.
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