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© END MILLS WITH CVD CUTTING EDGES © SOLID CARBIDE END MILLS

\ SUPERHARD CUTTING MATERIALS
CVvD

Ball nose end mills | CVD | 2 flutes

2 flutes, plain shank, right hand

center cutting end mill

* ball nose

* with clearance between shank and flute upto 5 x d
* high precise: r = +/- 0.005 mm ; d1 = h7

Ball nose end
mills

Effective working
length at X° of draft

TS

d2 B2NC-020-100-100-01 | 2 |25 10 | 1.9 | 50 | 1 4 2 (10.50(10.62{10.72(10.79(10.91| 0 0 CvD
B2NC-020-100-100-02 | 2 |25 10 | 19| 75 | 1 6 2 110.50(10.62|10.72|10.79(10.91| 0 0 cvD
Iy B2NC-030-150-100-01 | 3 | 25| 10 | 2.8 | 75 [ 15| 6 2 (10.57(10.67({10.75(10.82(10.92| 0 0 CvD
B2NC-040-200-200-01 | 4 | 25| 20 | 3.8 | 75| 2 6 2 [10.57110.67|10.75|10.82|10.92 0 0 CvD
ds 5 B2NC-060-300-200-01 | 6 6 | 20 | 5.6 ({100 3 6 2 - - - - - 0 0 CvD
(!)2 B2NC-080-400-200-01 | 8 6 |20 |7.6(100| 4 8 2 - - - - - 0 0 cvD
di|
B2NC-100-500-300-01 | 10 | 8 | 30 | 9.6 |100| 5 | 10 | 2 - - - - - 0 0 CvD
| B2NC-120-600-350-01 | 12 | 9 | 35 |11.6]107| 6 | 12 | 2 - - - - - 0 0 cvD
3
\y |2
0
ds ,

* further diameters on request

Cutting speed (V_in m/min) | Feed pertooth (f) | d.o.c. (ap) | wo.c. (a)

. v a xd, | axd Feed per tooth f (mm) . Direction
Material Qe P e’ z Cooling
(m/min) | (mm) | (mm) 03 | 04 | 06 | 08 | 010 | 012 7
AlSi <12% Si 1800 0.2 0.1 0.01 0.02 0.02 0.04 0.06 0.08 0.1
AlSi >12% Si 800 0.15 0.1 0.01 0.01 0.02 0.03 0.05 0.06 0.08 Emulsion / MQL climb milling

Glass ceramic| 250 0.1 0.15 0.025 | 0.035 - - - - -

PMMA Acryl 1100 0.15 0.15 0.01 0.015 | 0.02 0.03 0.05 0.07 0.09 climb milling

PF66 - GF30 700 0.15 0.1 0.008 | 0.01 0.015 | 0.025 | 0.04 0.06 0.08

PEEK - GF30 | 700 0.15 01 | 0007 | 0.008 | 0.01 | 002 | 003 | 005 | 0.07 Emulsion .
recommended conventional
POM-GF30 | 800 | 015 | 0415 | 0.008 | 0.01 | 0.015 | 0.025 | 0.04 | 006 | 0.08 milling
PTFE - GF30 | 700 0.15 0.1 0.01 | 0.015 | 002 | 003 | 005 | 007 | 0.09
CFK 250 0.15 0.1 | 0.008 | 001 | 0.015| 0.025 | 004 | 006 | 0.08
climb milling /
GFK 500 0.15 0.1 001 | 0.015 | 002 | 003 | 005 | 007 | 009 . conventional
optionally ill
; air/ MQL miling
AFK Aramid | 300 0.15 0.1 0.01 | 0015 | 002 | 003 | 005 | 007 | 0.09
Zirkon 150 015 | 0415 | 001 | 002 | 002 | 004 | 006 | 0.08 | 0.10 climb milling




CBN

Corner radius end mills | CVD | 2 flutes

SUPERHARD CUTTING MATERIALS

2 flutes, plain shank, right hand

¢ center cutting end mill
 with clearance between shank and flute up to 5 x d
* high precise: r = +/- 0.005 mm ; d1 = h7

corner radius
end mill

Effective working
length at X° of draft

TS

d C2NC-020-020-100-01 | 2 | 25|10 | 19|50 |02 | 4 | 2 |10.66]|11.02(11.41(11.83|12.78| 0 | O CvD
: C2NC-030-020-100-01 | 3 | 25|10 |28 | 75|02 | 6 | 2 |10.85/11.22{11.62(12.05{13.01| 0 | O CcvD
F C2NC-030-050-100-01 | 3 | 25| 10 |28 |75 |05 6 | 2 |10.84]|11.22(11.62(12.01{12.94| 0 | O CcvD
C2NC-040-020-200-01 | 4 | 25|20 |38 | 75|02 | 6 | 2 |21.19]|21.92{22.70(23.50| - 0|0 CcvD

Iy C2NC-040-050-200-01 | 4 | 25| 20 | 3.8 75|05 6 | 2 |21.18]|21.90(22.67(23.50| - 0|0 CcvD
C2NC-060-020-20001 | 6 | 6 | 20 {56 100 0.2 | 6 | 2 - - - - - 010 cvD
C2NC-060-050-200-01 [ 6 | 6 | 20 | 5.6 (100 05| 6 | 2 = - = - = 0[O0 CcvD

ds Iy C2NC-060-100-20001 | 6 | 6 | 20 [ 5.6 [100| 1 6 | 2 - - - - - 0] 0 cvD
C2NC-080-020-200-01 | 8 | 6 | 20 | 7.6 (100 0.2 | 8 | 2 = - = - = 0|0 CcvD

(I)Z C2NC-080-050-200-01 | 8 | 6 | 20 | 7.6 (10005 | 8 | 2 - - - - - 0|0 CcvD

El 4 C2NC-080-100-200-01 | 8 | 6 | 20 | 7.6 [ 100 | 1 8 | 2 = = = = = 0[O0 CcvD
C2NC-100-020-300-01 | 10 | 8 | 30 | 9.6 (100| 0.2 | 10 | 2 - - - - - 0|0 CcvD

i C2NC-100-050-300-01 | 10 | 8 | 30 | 9.6 [100| 0.5 | 10 | 2 = = = = = 0|0 CcvD

ds l C2NC-100-100-300-01 | 10 | 8 | 30 | 9.6 [100| 1 |10 | 2 - - - - - 0|0 CcvD
I, C2NC-120-020-350-01 | 12 | 9 | 35 |11.6(107| 0.2 | 12 | 2 = = = = = 0|0 CcvD

,0 C2NC-120-050-350-01 | 12 | 9 | 35 |11.6[107 |05 | 12 | 2 - - - - - 0|0 CcvD

d C2NC-120-100-350-01 | 12 | 9 | 35 |11.6(107 | 1 |12 | 2 = = = = = 0|0 CvD

* further diameters on request

Cutting speed (V_in m/min) | Feed per tooth (f) | d.o.c. (ap) | w.o.c. (a)

Material v, axd, | axd, Feed per tooth f, (mm) Cooling Direction
(m/min) | (mm) | (mm) 03 | 04 | 06 | 08 | @10 | 012 of feed
AISi <12% Si | 1800 0.6 03 | 001 | 002 | 002 | 004 | 006 | 008 | 0.1
AlSi >12% Si | 800 05 025 | 001 | 001 | 002 | 003 | 005 | 006 | 0.08 Emulsion / MQL climb milling
Glass ceramic| 250 0.2 0.3 0.025 | 0.035 - - - -
PMMA Acryl | 1100 0.5 05 | 001 | 0015 | 002 | 003 | 005 | 007 | 0.09 climb milling
PF66 - GF30 | 700 05 03 | 0008 | 001 | 0015 | 0025 | 004 | 006 | 0.08
PEEK - GF30 | 700 05 025 | 0.007 | 0.008 | 0.01 | 002 | 003 | 005 | 0.07 Emulsion .
recommended conventional
POM - GF30 | 800 0.5 05 | 0008 | 001 | 0015|0025 | 004 | 006 | 0.08 milling
PTFE - GF30 | 700 0.5 03 | 001 | 0015 | 002 | 003 | 005 | 007 | 0.09
CFK 250 0.4 025 | 0.008 | 0.01 | 0.015 | 0.025 | 0.04 | 006 | 0.8
climb milling /
GFK 500 0.5 03 | 001 | 0015 | 0.02 | 003 | 005 | 007 | 0.09 . conventional
optionally ill
; air/ MQL miling
AFK Aramid | 300 0.45 03 | 001 | 0015 | 002 | 003 | 005 | 007 | 0.09
Zirkon 150 05 04 | 001 | 002 | 002 | 004 | 006 | 008 | 0.10 climb milling
- ey kolm

PREMIUMTOOLS. WE KNOW HOW.
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