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FRACTIONAL-26

Aluminium Stub 3Z Coarse Roughing End Mill
Fresa Desbaste Grueso 3Z Extra Corta Aluminio
Fraise ébauche 37 extra-courte aluminium

Cobalt CNC
8% | [MALSINE | quaiified

ASME
Std.
NR

!

30°

O

Tol.

+0,00394"
-0,00197"

Material

Vc (f

o
>
Ej% E Group
o

Sub.

8% Co

P

S

K=0,7
ae
1xD

P.1

98-131

131-183

t/min.)
05/32

Feed-Avances-Pas fz/rev. (inch/z)

21/4

05/16

03/8

21/2

05/8

03/4

21

011/4

211/2

02

021/2

0,0008

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

65-98

82-131

0,0008

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

49-65

65-82

0,0006

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

49-65

65-82

0,0010

0,0017

0,0024

0,0026

0,0031

0,0043

0,0051

0,0051

0,0051

0,0051

0,0051

0,0051

N.1

164-295

229-410

0,0008

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

N.2

164-295

229-410

0,0008

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

N.3

525-656

722-918

0,0010

0,0017

0,0024

0,0026

0,0031

0,0039

0,0051

0,0051

0,0051

0,0051

0,0051

0,0051

N.4

525-656

722-918

0,0010

0,0017

0,0024

0,0026

0,0031

0,0039

0,0051

0,0051

0,0051

0,0051

0,0051

0,0051

N.5

164-262

229-361

0,0008

0,0012

0,0014

0,0020

0,0024

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

0,0039

r.p.m.

nXe

_ Vex1.000

Vf (inch/min.) =r.p.m.x Z x fz x K

D

1/4

3/8

1/2

5/8

3/4

7/8
1

@ izartool.com

d

3/8

3/8

1/2

5/8

3/4

3/4
1

LOC

K = Correction coefficient
Coeficiente correccién
Coéficient correction

OAL

Corte Longitud total

1/4

3/8

1/2

5/8

3/4

7/8
1

2

116

2 5/32

2
2
2
3
3

1/2
3/4
7/8
1/8
1/2

o &

W wwwwww

N° Art.
Cobalt

21292
21294
21296
21297
21299
25495
21301

N° Art.

23703
23704
23706
23707
23708
25496
23709

>

!
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FRACTIONAL-26

Long Chip Aluminium 3Z Coarse Roughing End Mill
Fresa Desbaste Grueso 3Z Aluminio Viruta Larga
Fraise ébauche 3Z aluminium coupeau long

———— RS I TS\W
\ i}
W LOC
‘ 0AL
ASME 37° Tol
Cobalt CNC o
8% | [TALSINL | g aiifiea| | Std- % €D | | +0,00394
WR -0,00197"
< Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
e | Group| Sub. | [ 8% Co 0532 01/4 [0516| 03/8 | 0112 | 05/8 | 03/4 | 01 |0@118[0112] 02 0212
° P | P.1 || 98-131 | 131-183 | |0,0008|0,0012|0,0014/0,0020(0,00240,0039/0,0039|0,0039|0,0039|0,0039|0,0039/0,0039
ae K=07 65-98 | 82-131 ||0,0008|0,0012|0,00140,0020/0,0024(0,0039(0,0039/0,0039|0,0039|0,0039|0,0039/0,0039
EIT S 49-65 | 65-82 ||0,0006|0,0012|0,0014/0,0020/0,0024(0,0039(0,0039/0,0039|0,0039|0,0039]0,0039/0,0039
S 49-65 | 65-82 ||0,0010|0,0017/0,0024|0,0026|0,0031|0,0043|0,0051|0,0051|0,0051|0,0051|0,0051|0,0051
N.1 ||164-295 | 229-410 | |0,0008(0,0012|0,0014 |0,0020|0,0024|0,0039(0,0039|0,0039|0,0039|0,0039|0,0039|0,0039
N | N.2 | |164-295|229-410 | 0,0008/0,0012|0,0014|0,0020|0,0024(0,0039(0,0039/0,0039|0,0039|0,0039|0,0039|0,0039
N.3 | |525-656|722-918(0,0010(0,0017|0,0024|0,0026/0,0031/0,0039/0,0051|0,0051|0,0051|0,0051|0,0051|0,0051
r.p.m. = Ve x1.000 K = Correction coefficient
X0

!

Vf (inch/min.) =r.p.m.x Z x fz x K

D d
3/16 3/8
1/4 3/8
9/32 | 3/8
5/16 3/8
1/32 3/8
3/8 3/8
7,16 3/8
15/32  1/2
1/2 1/2
5/8 5/8
1/16 @ 5/8
3/4 5/8
3/4 3/4
7/8 3/4

1 1
114 3/4
11/4 (11/4
13/8 3/4

2 3/4

LOC

1/2
5/8
3/4
3/4
3/4
3/4
1
1/4
1/4
5/8
5/8
5/8
5/8
7/8

N W I G Y

NNNDNDDN

Coeficiente correccién

OAL V'E;Z

Corte Longitud total

2 3/8
2 716
2 1/2
21/2
212
2 1/2
2 1116
1/4
1/4
3/4
3/4
3/4
7/8
/8
1/2
1/4
1/2
1/4
1/2

2B RARBAEDPMDMDWWWWWW

W W WwWwwwwwowwwwowwowowwwow

Coéficient correction

N° Art.
Cobalt
23824
23825
24454
23826
24456
55406
23827
24458
55415
55418
24460
24462
55427
55430
55439
55442
55445
24464
24466

N° Art.
€3 TIALSIN €/$

23828
23829
24455
23830
24457
23718
23831
24459
23719
23721
24461
24463
23722
23724
23726
23727
23728
24465
24467

izartool.com @




Long Chip Aluminium 3Z Coarse Roughing End Mill
Ref 7 3 7 2 Fresa Desbaste Grueso 3Z Aluminio Viruta Larga

FRACTIONAL-26

Fraise ébauche 3Z aluminium coupeau long

Loc

OAL

ASME 37° Tol
Cobalt CNC .
8% | |'ALSINL | qualifiea| | Std- % O | | +0,00394

WR -0,00197"

> Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)

& Group| Sub. || 8% Co 05/32] 01/4 [0516| 63/8 | 81/2 | 65/8 | 03/4 | 81 [811/4[011/2] 02 (9212

e P | P.1 || 98-131 | 131-183 | |0,0008/0,0012|0,0014 0,0020/0,0024|0,0039/0,0039|0,0039|0,0039/0,0039/0,0039|0,0039

% g2 - 65-98 | 82-131 ||0,0008/0,0012/0,0014|0,0020|0,0024|0,0039/0,0039/0,0039/0,0039/0,0039/0,0039/0,0039
Se; 49-65 | 65-82 ||0,0006]0,00120,0014|0,0020/0,0024/0,0039/0,0039/0,0039/0,0039/0,0039/0,0039/0,0039
2E Ofw keos S 49-65 | 65-82 ||0,0010/0,0017|0,0024(0,0026|0,0031/0,0043| 0,0051/0,0051|0,0051/0,0051/0,0051| 0,0051
<% 050xD K=0.35 N.1 | [164-295 | 229-410] 0,00080,0012]0,0014|0,0020|0,0024|0,0039|0,0039|0,0039|0,0039|0,0039|0,0039|0,0039

N | N.2 | [164-295 | 229-410 | |0,0008|0,0012]0,0014]0,0020/0,00240,0039/0,0039|0,0039|0,0039|0,0039|0,0039/0,0039

N.3 | |525-656|722-918 | [0,0010(0,0017|0,0024|0,0026]0,0031/0,0039/0,0051]0,0051| 0,0051| 0,00510,0051|0,0051

rp.m. = w K = Correction coefficient
TXo Coeficiente correccién
Vf (inch/min.) =r.p.m.x Z x fzx K Coéficient correction

Loc OAL 0!@2 N° Art. N° Art.
£ d  Corte Longitud total cobalt </ EENY /¢

1/4 3/8 | 13/8 31/8 3 23841 23844
5/16 3/8 | 13/8 31/8 3 23842 23845
3/8 3/8 | 15/8 3 3/16 3 23843 23847
1/2 1/2 2 4 3 55478 23733
1/2 1/2 3 5 3 24468 24469
5/8 5/8 2 1/2 4 5/8 3 55484 23734
5/8 5/8 ' 31/8 51/4 3 24470 24471
3/4 3/4 2 4 1/4 3 52326 23736
3/4 3/4 3 5 1/4 3 55490 23737

1 1 3 5 1/2 3 55499 23739

1 1 4 6 1/2 3 55502 23742
114 11/4 3 51/2 3 55505 23743
114 11/4 4 6 1/2 3 55508 23745
112 11/4 4 6 1/2 3 24472 24473
2 11/4 4 6 1/2 3 55520 23748

@ izartool.com 3




Extended Neck 3Z Cobalt 8% Coarse Roughing End Mill
Ref 7 3 7 7 Fresa Desbaste Grueso Cobalto 8% 3Z Cuello Largo

Fraise ébauche cobalt 8 % 3Z long cou
FRACTIONAL-26

— S

f/mnﬂ! — < <
A —

LBS
OAL

=]

IZAR 37° Tol
Cobalt CNC o
8% | |qualified| | Sto- % D | | +0,00394

WR -0,00197”
2 Material V¢ (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
> Group| Sub. || 8% Co 03/4 01 211/4
i = P | Pa 98-131 0,0039 0,0039 0,0039
% g2 - 65-98 0,0039 0,0039 0,0039
S5 49-65 0,0039 0,0039 0,0039
sg 2 S 49-65 00051 | 00051 | 0,051
£s 0,25xD K=0,5 L L L
ST 050xD K=0.35 N1 || 164-295 0,0039 0,0039 0,0039
N | N2 || 164-295 0,0039 0,0039 0,0039
N.3 || 525-656 0,0051 0,0051 0,0051
rp.m.= —VcTz();l.;JOO K = Correction coefficient
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz x K Coéficient correction
LOC OAL N° Art.
2 cl Corte LES Longitud total @Z Cobalt €/$
3/4 3/4 11/2 3 5 1/4 3 83062
3/4 3/4 11/2 4 6 1/4 3 83063
3/4 3/4 2 1/2 6 8 3 23083
1 1 11/2 8 51/2 3 83064
1 1 2 4 6 1/2 3 83065
1 1 2 6 8 1/2 3 83066
1 1 2 3/4 7 9 1/2 3 81889
1 1 3 8 101/2 3 81904
114 11/4 2 4 6 1/2 3 83067
11/4 1 1/4 2 6 8 1/2 3 83068
114 11/4 2 3/4 7 9 1/2 3 81890
114 1 1/4 3 8 101/2 3 81891
114 11/4 31/2 10 12 1/2 3 81892

Corner radius option, other lengths and coatings upon demand
Radios, otras longitudes y recubrimientos bajo demanda
Rayons, autres longueurs et revétements sur demande

1? izartool.com @
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Indexable Inserts
Programa Plaquitas Intercambiables
Programme de plaquettes

See our IND-26 catalogue
Consulte nuestro catdlogo IND-26
Consultez notre catalogue IND-26
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Unequal Spiral Angle PMX Finishing End Mill
Fresa Acabado PMX Hélice Variable
Fraise finition PMX hélice variable

{3 AR dﬂ 77777777 - Dl
LOC
0AL
ASME Tol.
Pux | | o qucawficed s, | Gkl | | a2 [O] +o00150" %ﬁ 0,20x45°
N ozB -0,00000” °
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
o8 | Group| Sub. 05/32| 014 |05/16 | 03/8 | 01/2 | 05/8 | 03/4 | 01 [0114]0112] 02 9212
P.2 || 98-138 | 147-246 ||0,0006|0,0012|0,0014|0,0023|0,0027|0,0045|0,0045/0,0045|0,0045|0,0045|0,0045|0,0045
» P | P.3 || 39-59 | 65-115 ||0,0005|0,0010|0,0012|0,0020|0,0020|0,0030/0,00300,0030|0,0030|0,0030|0,0030/0,0030
03xD K=06 P.5 || 59-79 | 98-147 ||0,0005|0,0010/0,0012|0,0020/0,0020|0,0030(0,0030/0,0030|0,0030/0,0030|0,0030(0,0030
005-010xD K=1 M 17-39 | 26-56 |[0,0005|0,0010|0,0012|0,0020|0,0020|0,0030/0,00300,0030|0,0030|0,0030|0,0030/0,0030
79-118 | 115-213 ||0,0008|0,0012|0,0014|0,0023|0,0027|0,0045|0,0045|0,0045|0,0045|0,0045|0,0045/0,0045
79-118 | 115-213 | |0,0006|0,0012|0,0014|0,0023|0,0027|0,0045|0,0045|0,0045|0,0045|0,0045|0,0045/0,0045
S 59-79 | 98-147 ||0,0010|0,0017/0,0024|0,0030|0,0036|0,0050|0,0059|0,0059|0,0059|0,0059(0,0059|0,0059
N.1 ||197-328| 295-623 ||0,0008|0,0012|0,0014|0,0023|0,0027|0,0045|0,0045|0,0045|0,0045|0,0045|0,0045(0,0045
N | N.2 ||623-787| 951-1378 ||0,0010|0,0017|0,0024|0,0030|0,0036|0,0050|0,0059|0,0059|0,0059|0,0059/0,0059|0,0059
N.3 || 197-315| 295-557 ||0,0008|0,0012|0,0014 |0,0023|0,00270,0045|0,0045|0,0045|0,0045|0,0045(0,0045|0,0045
r.p.m. = w K = Correction coefficier}t
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fzx K Coeficient correction
Loc OAL N° Art.
e d Corte  Longitud total @Z m €/$ TIALN-TOP €/$
14 @ 3/8 5/8 2 7/16 4 39893 39901
5/16  3/8 3/4 2 1/2 4 39894 39902
3/8 | 3/8 3/4 2 1/2 4 39895 39903
7/16 | 3/8 1 2 11/16 4 39896 39904
1/2 12 | 11/4 3 1/4 4 39897 39905
5/8 5/8 15/8 3 3/4 5 39898 39906
3/4  3/4  15/8 37/8 5 39899 39907
1 1 2 4 1/2 6 39900 39908

A
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NZ PMX Finishing End Mill
Ref 7 6 O O Fresa Acabado PMX NZ

Fraise finition PMX NZ

T
|
|
|
o]

ASME 30° Tol.
PMX T[I'_A‘cl)‘y_ qugwfci:ed Std. 47 @ +0,00150"
N -0,00000”
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)

alg [ Group| Sub. 05/32| 014 [0516| 038 | 012 | 05/8 | 03/4| 01 [0114[0112] 02 9212
" P.2 || 98-138 | 147-246 | [0,00060,0012|0,001410,0023)0,0027|0,0045(0,0045/0,0045)0,0045/0,0045/0,0045/0,0045
” P | P.3 || 39-59 | 65-115 ||0,0005/0,00100,0012/0,0020/0,0020]0,0030/0,00300,0030/0,0030/0,00300,0030/0,0030
0310 K-06 P.5 || 59-79 | 98-147 | |0,00050,0010/0,00120,0020/0,0020/0,0030/0,0030/0,0030/0,0030/0,0030,0,0030/0,0030
005-0,10xD K=1 | M 17-39 | 26-56 | |0,0005/0,0010]0,0012]0,0020|0,0020|0,0030/0,0030/0,0030/0,0030/0,0030/0,0030,0,0030

79-118 | 115-213 |(0,0008|0,0012|0,0014]0,0023]0,0027|0,0045|0,0045/0,0045]0,0045|0,0045(0,0045/0,0045
79-118 | 115-213 |(0,0006|0,0012|0,0014]0,0023]0,0027|0,0045/0,0045/0,0045]0,0045/0,0045(0,0045/0,0045

) 59-79 | 98-147 |[0,0010]0,0017]0,0024]0,0030]0,0036]0,0050/0,0059|0,0059]0,00590,0059]0,0059/0,0059

N.1 | |197-328| 295-623 |(0,0008/0,0012|0,0014|0,0023|0,0027|0,0045|0,0045/0,0045|0,0045|0,0045/0,0045/0,0045

N | N.4 ||623-787| 951-1378 ||0,0010|0,0017|0,0024|0,0030(0,0036|0,0050/0,0059|0,0059|0,0059|0,0059|0,0059/0,0059

N.5 | [197-315] 295-557 |[0,0008|0,0012|0,0014]0,0023]0,0027/0,0045|0,0045]0,0045]0,0045/0,0045|0,0045/0,0045

r.p.m. = Ve x1.000 K = Correction coefficient
TX0 - 9
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coéficient correction

LOC OAL (iz N° Art.
D < Corte  Longitud total m €/$ TIALN-TOP €/$

1/8 3/8 3/8 2 5/16 4 24294 14452
5/32 3/8 3/8 2 3/8 4 24295 14454
3/16 3/8 1/2 2 3/8 4 24296 14446
7/32 3/8 5/8 2 716 4 24297 24291
1/4 3/8 5/8 2 7/16 4 24298 22325
9/32  3/8 3/4 2 1/2 4 24299 24292
5/16 3/8 3/4 2 1/2 4 24300 22326
3/8 3/8 3/4 2 1/2 4 24301 22327
7,16 3/8 1 2 116 4 24302 24293
1/2 1/2 11/4 3 1/4 4 24303 22329
5/8 5/8 15/8 3 3/4 4 24304 22330
3/4 3/4 15/8 37/8 4 24305 22331
1 1 2 41/2 4 24306 14448
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FRACTIONAL-26

Aluminium 3Z PMX Finishing End Mill
Fresa Acabado PMX 3Z Aluminio
Fraise finition PMX 3Z aluminium

s

OAL

!

Vf (inch/min.) =r.p.m.xZ x fz xK

D d

1/8 3/8
5/32 3/8
3/16  3/8
7/32 3/8
1/4 3/8
9/32 3/8
5/16 = 3/8
3/8 3/8
716 | 3/8
1/2 1/2
5/8 5/8
3/4 3/4
1 1

LOC OAL
Corte  Longitud total
3/8 2 5/16
1/2 2 3/8
1/2 2 3/8
5/8 2 7/16
5/8 2 716
3/4 2 1/2
3/4 2 1/2
3/4 2 1/2
1 2 1116
11/4 3 1/4
15/8 3 3/4
15/8 37/8
2 4 1/2

Coeficiente correccion
Coéficient correction

N° Art.

W WWwWwwwwwwwwwow

75874
75875
75877
75878
75879
75880
75882
75884
75886
75887
75888
75889
75890

75891
75892
75893
75894
75896
75902
75918
75923
75926
75927
75930
75931
75933

izartool.com

ASME 45° Tol.
pmx | | TALN- cHC std. % 3z O | | +0,00150"
TOP qualified W 45 ﬂ: —O,bOOOO"
2 ﬁ‘ Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
u'_-:i ’ Group| Sub. )G \R R ell | ©5/32 | ©15/64 | ©@5/16 |@25/64 | ©15/32 | ©5/8 |©25/32| ©1 |@17/64
° M 52-72 66-115 0,0005 | 0,0010 |0,0012 | 0,0020 | 0,0020 |0,0030/| 0,0030 |0,0030| 0,0030
ae K=0,7 S 59-98 98-148 0,0010 | 0,0017 |0,0024|0,0030 | 0,0036 |0,0050| 0,0059 |0,0059| 0,0059
1xD N.1 ||230-361| 361-689 0,0010 | 0,0017 |0,0024|0,0030 | 0,0036 |0,0050| 0,0050 |0,0059| 0,0059
N.2 | |230-361| 361-689 0,0008 | 0,0012 |0,0014 | 0,0023 | 0,0027 |0,0045]| 0,0045 |0,0045| 0,0045
N | N.3 | 623-787| 951-1378 || 0,0010 | 0,0017 |0,0024|0,0030 | 0,0036 |0,0050| 0,0059 |0,0059| 0,0059
N.4 | 623-787| 951-1378 0,0010 | 0,0017 |0,0024|0,0030 | 0,0036 |0,0050| 0,0059 |0,0059| 0,0059
N.5 | |197-315| 295-558 0,0008 | 0,0012 |0,0014|0,0023 | 0,0027 |0,0045| 0,0045 |0,0045| 0,0045
r.p.m.= %;)00 K = Correction coefficient

53




2Z PMX Finishing End Mill
Ref 7 6 2 O Fresa Acabado PMX 27

Fraise finition PMX 27

o
—
1
'

'

T
1
!

o
-

ASME 30° Tol
TIALN- CNC Ol. | | Keyway
PMX tor | | qualifiea | Std- 27 O | | +0,00000 Tol.

N -0,00150"

2 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
| Group| Sub. 1) G\ feldl | @5/32 | @15/64| @5/16 |©25/64|015/32| @5/8 ©25/32| ©1 |@17/64

0,5-1xD
5

P.1 || 115-180 | 180-262 ||0,0008 | 0,0012 | 0,0014 | 0,0023 | 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045

2 P | P.2 || 98-148 | 148-246 ||0,0006 | 0,0012 | 0,0014 | 0,0023 | 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045

1D K=06 P.3 39-66 66-115 0,0005 | 0,0010 | 0,0012 | 0,0020 | 0,0020 | 0,0030 | 0,0030 | 0,0030 | 0,0030

79-115 | 115-213 ||0,0008 | 0,0012 | 0,0014 | 0,0023 | 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045
79-115 | 115-213 ||0,0008 | 0,0012 | 0,0014 | 0,0023 | 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045

S 59-98 98-148 0,0010 | 0,0017 | 0,0024 | 0,0030 | 0,0036 | 0,0050 | 0,0059 | 0,0059 | 0,0059

N.1 | |230-361| 361-689 ||0,0010| 0,0017 | 0,0024 | 0,0030|0,0036 | 0,0050 | 0,0050 | 0,0059 | 0,0059

N.2 | |230-361| 361-689 || 0,0008 | 0,0012 | 0,0014 | 0,0023| 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045

N | N.3 |[623-951| 951-1378 || 0,0010 | 0,0017 | 0,0024 | 0,0030 | 0,0036 | 0,0050 | 0,0059 | 0,0059 | 0,0059

N.4 | |623-951| 951-1378 || 0,0010 | 0,0017 | 0,0024 | 0,0030 | 0,0036 | 0,0050 | 0,0059 | 0,0059 | 0,0059

N.5 | [197-295| 295-558 || 0,0008 | 0,0012 | 0,0014 | 0,0023 | 0,0027 | 0,0045 | 0,0045 | 0,0045 | 0,0045

rp.m.= %;JOO K = Correction coefficient
T Coeficiente correccién
Vf (inch/min.) =r.p.m.x Z x fz x K Coéficient correction

Loc OAL O@Z Ne Art.
E d  Corte Longitud total m €S PTENY €/5

1/8 3/8 3/8 2 5/16 2 75845 75859
5/32 3/8 7/16 2 5/16 2 75846 75860
3/16  3/8 7/16 2 5/16 2 75847 75861
7/32 3/8 1/2 2 5/16 2 75848 75862
1/4 3/8 1/2 2 5116 2 75849 75864
9/32 3/8 9/16 2 5/16 2 75850 75865
5/16 = 3/8 9/16 2 5/16 2 75851 75866
3/8 3/8 9/16 2 5/16 2 75852 75867
7/16 = 3/8 13/16 2 1/2 2 75853 75868
1/2 1/2 1 3 2 75854 75869
5/8 5/8 | 1 5/16 3 716 2 75855 75870
3/4 3/4 | 15/16 3 9/16 2 75856 75871
1 1 15/8 4 1/8 2 75858 75873
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NZ Cobalt 8% Finishing End Mill
Ref 7 4 1 1 Fresa Acabado Cobalto 8% Nz

Fraise finition cobalt 8 % NZ
FRACTIONAL-26

—aS =

ASME 30° Tol.
Cobalt | friasn| | quaifieal | Sto- 467 0 | | +0,00150"
N -0,00000"
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
31%7 Group| Sub. || 8 % Co ©5/32| 61/4 |©5/16| ©3/8 | ©1/2 | B5/8 | B3/4 | @1 01140112 02 |021/2
- P | P.1 || 98-131(131-183] |0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039|0,0039|0,0039|0,0039|0,0039|0,0039
I 65-98 | 82-131 | |0,0008/0,0012|0,0014/0,0020|0,0024|0,0039|0,0039|0,0039|0,0039|0,0039(0,0039(0,0039
OHD K=06 49-65 | 65-82 ||0,0006|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039|0,0039(0,0039(0,0039|0,0039|0,0039
N N.1 | 164-295/229-410| |0,0008|0,0012|0,0014|0,0020(0,0024(0,0039/0,0039|0,0039|0,0039|0,0039|0,0039/|0,0039
N.2 | |164-295/229-410||0,0008|0,0012|0,0014|0,0020/0,0024|0,0039/0,0039|0,0039|0,0039|0,0039|0,0039|0,0039
rp.m. = Ve x1.000 K = Correction coefficient
Txo Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
Loc , OAL N° Art. N° Ar Loc , OAL Ne Art. N° Ar
P ¢ Corte HOPIN zgom s PN s P ¢ corte MOpIM g s PHEN es
18 | 3/8 3/8 2 5/16 4 56426 28149 1 12 17/8 418 4 10914 10915
5/32 3/8 1/2 2 3/8 4 21879 28150 1 5/8 17/8 4 4 53565 28168
3/16  3/8 | 1/2 2 3/8 4 56429 28089 1 3/4 17/8 41/8 4 56489 25616
7/32 3/8 5/8 2716 4 56432 28151 1 1 2 4 1/2 4 56492 28169
174  3/8  5/8 2 7/16 4 56435 26671 1116 3/4 11/2 37/8 6 | 10918 10920
9/32 3/8 3/4 2 1/2 4 56438 28152 11/8 3/4 112 37/8 6 56495 28170
5/16 3/8 3/4 2 1/2 4 56441 25614 11/8 1 2 4 1/2 6 56498 28171
1/32 3/8 3/4 2 1/2 4 56444 28153 13/16 3/4 2 4 1/4 6 | 21930 28172
3/8  3/8 3/4 2 1/2 4 | 56447 28154 11/4 3/4 112 37/8 6 | 56501 28173
13/32 3/8 1 2 11/16 = 4 | 56450 28155 114 1 2 4 1/2 6 77529 28174
7/16 | 3/8 1 2 11/16 4 | 56453 28156 11/4 1 1/4 2 4 1/2 6 | 56504 28175
12  3/8 1 2 11/16 = 4 | 56456 25615 15/16 3/4 2 4 3/8 6 | 10921 10923
12 12 114 314 4 56459 28088 13/8 3/4 2 4 3/8 6 10924 10927
9/16 1/2 1 3/8 3 3/8 4 56462 26672 13/8 1 2 4 1/2 6 70769 28176
5/8 1/2 13/8 3 3/8 4 56465 28158 11/2 3/4 2 4 3/8 6 21933 28177
5/8 5/8 15/8 3 3/4 4 56468 28159 112 1 2 4 1/2 6 10928 10929
11/16 5/8 15/8 3 3/4 4 | 56471 28161 11/2 1 1/4 2 4 1/2 6 17117 28178
3/4 1/2 158 35/8 4 56474 28162 15/8 11/4 2 4 1/2 6 70775 28179
3/4 5/8 15/8 3 3/4 4 10912 10913 13/4 3/4 2 4 3/8 6 10930 10931
3/4 3/4 15/8 37/8 4 56477 28163 13/411/4 2 4 1/2 6 70781 28180
13/16 3/4 |1 7/8 4 1/8 4 56480 28164 17/8 3/4 2 4 1/2 6 10932 28181
7/8 3/4 17/8 41/8 4 56483 28165 17/8 114 2 4 3/8 6 10933 28182
7/8 7/8 17/8 4 1/8 4 56486 28166 2 3/4 2 4 1/26 6 | 53571 28183
15/16 3/4 17/8 4 1/8 4 53562 28167 2 11/4 2 4 1/2 6 70784 28184
. VB
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Long Cobalt 8% Finishing End Mill
Ref 7 4 1 3 Fresa Acabado Cobalto 8% Larga
: Fraise finition cobalt 8 % longue

FRACTIONAL-26
sy
‘ L0C
0AL
ASME 30° Tol
Cobalt CNC .
8% | ['ALSINL | qualified| | St 4-87 [ O +o00150
N -0,00000”
2 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
E_ Group| Sub. || 8 % Co ©5/32| 61/4 |©5/16| ©3/8 | ©1/2 | ©5/8 | 63/4 | 01 (61140112 02 (621/2
S E P | P.1 || 98-131131-183||0,0008|0,0012 0,0014 |0,0020|0,00240,0039|0,0039/0,0039(0,0039|0,0039/0,0039|0,0039
S 82 65-98 | 82-131 | |0,0008/0,0012|0,0014|0,0020|0,0024|0,0039|0,0039|0,0039/|0,0039/0,0039(0,0039/0,0039
< .
;g | ae| 49-65 | 65-82 ||0,0006|0,0012{0,0014{0,0020(0,00240,0039/0,0039/0,0039/0,0039/0,0039(0,0039/0,0039
;E;.’ 03xD K=03 N N.1 | [164-295/229-410/|0,0008|0,0012|0,0014|0,0020(0,0024|0,0039|0,0039|0,0039(0,0039|0,0039|0,0039/0,0039
N.2 ||164-295/229-410||0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039(0,0039(0,0039|0,0039(0,0039(0,0039
r.p.m. = Ve x1.000 K = Correction coefficient
X0 - "~
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coéficient correction

Loc OAL Ne Art. Ne Art.
z
Z d  Corte Longitud total cobalt  </* EYMIY ©/°

1/4 3/8 | 11/4 3 116 4 56618 28187
5/16 3/8 | 13/8 31/8 4 56621 28188
3/8 3/8 | 11/2 3 1/4 4 56624 28189
7/16 172 |1 3/4 3 3/4 4 77531 28190
1/2 1/2 2 4 4 56627 28191
5/8 5/8 2 1/2 4 5/8 4 56630 28192
3/4 3/4 3 51/4 4 56633 28193
7/8 7/8  31/2 5 3/4 4 56636 28194

1 1 4 6 1/2 4 56639 28195
1116 3/4 2 4 1/4 6 10936 28196
11/8 1 4 6 1/2 6 10937 28197
114 11/4 4 6 1/2 6 56642 28199
112 114 4 6 1/2 6 77595 28200
13/4 11/4 4 6 1/2 6 77596 28201

2 11/4 4 6 1/2 8 56645 28203
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Long Cobalt 8% Finishing End Mill
Ref 7 4 1 5 Fresa Acabado Cobalto 8% Larga

Fraise finition cobalt 8 % longue
FRACTIONAL-26

e S ——— T

! Loc
0AL

ASME 30° Tol
Cobalt CNC -
8% TIALSINY | qualified| | Std- 4-6 7 D | | +0,00150
N -0,00000"
2 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
Eu_ Group| Sub. || 8 % Co @5/32| 01/4 |©5/16| ©3/8 | ©01/2 | B5/8 | @3/4 | @1 (61140112 02 |021/2
o =] P P.1 98-131 |131-183| |0,0008/0,0012|0,0014|0,0020|0,0024/0,0039|0,0039/0,0039(0,0039|0,0039|0,0039/0,0039
5 §§ 65-98 | 82-131 ||0,0008/0,001210,00140,0020|0,0024|0,0039/0,0039|0,0039|0,0039(0,0039|0,0039|0,0039
< .
:‘Q, 3&] 49-65 | 65-82 ||0,0006|0,0012|0,0014|0,0020/0,0024|0,0039/0,0039/0,0039|0,0039/0,0039|0,0039|0,0039
:E? 03xD K=03 N N.1 | |164-295|229-410| |0,0008/0,0012|0,0014|0,0020/0,0024/0,0039|0,0039/0,0039(0,0039|0,0039/0,0039/0,0039
N.2 | |164-295|229-410/ |0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039/0,0039|0,0039/0,0039/0,0039|0,0039
rp.m. = Ve x1.000 K = Correction coefficient
Txo Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz x K Coéficient correction

Loc OAL N° Art. N° Art.
z
2 9 Corte  Longitud total Cobait </ R €/¢

1/4 3/8 |1 3/4 3 9/16 4 56720 28206
3/8 3/8 | 21/2 4 1/4 4 56726 28208
1/2 1/2 3 5 4 56729 28209
5/8 5/8 4 6 1/8 4 56732 28210
3/4 3/4 4 6 1/4 4 56735 2821
7/8 7/8 5 7 1/4 4 56738 28212

1 1 6 8 1/2 4 56741 28213
114 11/4 6 8 1/2 6 56744 28214
112 11/4 8 101/2 6 77597 28215
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FRACTIONAL-26

Extended Neck Cobalt 8% Finishing End Mill
Fresa Acabado Cobalto 8% Cuello Largo
Fraise finition cobalt 8 % long cou

_
L A2

LBS

OAL

IZAR 30° Tol.
C%E)/flt qu%rl\ilf(i:ed Std. 567 @ +0,00150"
N —0,00000”
i~ Material Vc (ft/min.) [| Feed-Avances-Pas fz/rev. (inch/z)
g Group| Sub. || 8%Co 0 3/4 21 211/4
S E P P.1 98-131 0,0039 0,0039 0,0039
& g{g 65-98 0,0039 0,0039 0,0039
f‘é’, ;a_gj 49-65 0,0039 0,0039 0,0039
;Eﬁ 03xD K=03 N N.1 164-295 0,0039 0,0039 0,0039
N.2 164-295 0,0039 0,0039 0,0039
rp.m. = %:00 K= Corrt'egtion coefficigr)t
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fzx K Coeficient correction
LOC OAL N° Art.
e cl Corte e Longitud total @Z Cobalt €/$
3/4 3/4 11/2 3 5 1/4 5 83069
3/4 3/4 11/2 4 6 1/4 5 83070
3/4 3/4 2 1/2 6 8 5 23084
1 1 2 4 6 1/2 6 83071
1 1 2 6 8 1/2 6 83072
1 1 2 8 101/2 6 83073
1 1 3 8 10 1/2 5 81893
1 1 3 1/2 10 12 1/2 5 81894
11/4 11/4 2 4 6 1/2 6 83074
114 1 1/4 2 5 7 1/2 6 83075
11/4 11/4 2 6 8 1/2 6 83076
11/4 1 1/4 8 8 10 1/2 6 81895
114 [11/4 3 1/2 10 12 1/2 6 81896
Corner radius option, other lengths and coatings upon demand
Radios, otras longitudes y recubrimientos bajo demanda
Rayons, autres longueurs et revétements sur demande
VB

A
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Radial Cobalt 8% Finishing End Mill
Ref 7 4 2 O Fresa Acabado Cobalto 8% Radial

Fraise finition cobalt 8 % hemisphérique
FRACTIONAL-26

S E— )

Loc

£ |

O0AL

ASME 30° Tol
| CNC [[ |
o | AN quzifieg| | St 462z O || +ootser

-0,00000”

o Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
8ig Group| Sub. || 8 % Co @5/32| 014 |05/16| 83/8 | 01/2 | 05/8 | @34 | @1 |01148112| 02 |B21)2
§ ! || P | P.1 | 98-131[131-183] |0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039]0,0039(0,0039]0,0039/0,00390,0039
c | ae 65-98 | 82-131 | |0,00080,0012|0,0014/0,0020|0,0024|0,0039]0,0039/0,0039|0,0039|0,0039(0,0039/0,0039
002-005xD K=1 49-65 | 65-82 | [0,0006(0,0012]0,0014|0,0020]0,0024|0,0039]0,0039|0,0039/0,0039/0,0039|0,0039|0,0039
N N1 | [164-295/229-410 0,000 0,0012/0,0014/0,0020/0,0024/0,0039]0,0039/0,0039]0,003910,0039/0,0039 0,003
N.2 | [164-295/229-410| |0,0008 |0,0012|0,0014|0,0020(0,0024|0,0039|0,0039|0,0039]0,0039]0,0039)0,0039|0,0039
r.p.m.= —Vc;:.;)oo K = Correction coefficient
Coeficiente correccién
Vf (inch/min.) =r.p.m.x Z x fz x K Coéficient correction
LoC OAL N° Art. N° Ar
£ g Corte Longitud total @Z Cobalt €3 €/s
18 | 3/8 3/8 2 5/16 4 26109 26161
3/16  3/8 12 2 3/8 4 261 26162
14  3/8 5/8 2 716 4 26112 26163
14  3/8  3/4 2 9/16 4 2624 26395
174 | 38 1 2 13/16 4 26242 26396
174  3/8 11/4 3116 4 26243 26397
14  3/8 13/4 39016 4 | 26244 26491
5116  3/8 3/4 2 12 4 2614 26164
5/16  3/8 1 2 3/4 4 | 26245 26400
3/8  3/8 3/4 2 12 4 26115 26165
3/8 38 1 2 3/4 4 26246 26401
3/8  3/8 112 3 1/4 4 26247 26403
3/8  3/8 212 4 1/4 4 26248 26404
7M6 12 11/4 3 1/4 4 2617 26166
172 12 114 3 1/4 4 26118 26167
W2 12 2 4 4 26249 26406
2 12 3 5 4 26250 26407
5/8 5/8 15/8 3 3/4 4 26120 26168
5/8 | 5/8 212 4 5/8 4 26251 26410
5/8 5/8 4 6 1/8 4 26252 26412
3/4  3/4 15/8 3 7/8 4 26121 26169
3/4 3/4 3 5 1/4 4 26253 26413
3/4  3/4 4 6 1/4 4 26254 26416
7/18  7/8 17/8 4 1/8 4 26123 26170
1 1 2 412 4 26124 26171
1 1 2 5 1/2 4 26255 26418
1 1 4 6 4 26256 26419
114 114 2 412 6 26126 26172
114 114 2 4 12 4 26257 26422
112 114 2 412 6 26127 26173
112 114 2 4 1/2 4 | 26259 26424
. -
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Stainless-Aluminium 3Z Finishing End Mill
Ref 7 5 3 O Fresa Acabado 3Z Inox-Aluminio

Fraise finition 3Z Inoxydable-Aluminium
FRACTIONAL-26

———

ASME 450 Tol
CNC
C%l;,alt qualified| | Std- % 3z (D | | +0,00150"

-0,00000"

< Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
gE Group| Sub. 8% Co 05/32| @1/4 |[©05/16 | ©3/8 | @1/2 | @5/8 | @3/4 | O1 [©011/4/011/2] 02 (0212

p Pl || 98131 1]0,0008/00012]0,0014]0,0020]0,0024]0,0039/0,0039/0,0039/0,0039/0,0039/0,0039] 0,0039
e | K=07 P.5 || 49-65 |]0,0005/0,0010/0,0012/0,0018/0,0018/0,0026|0,0026|0,0026|0,0026|0,0026]0,0026 0,0026
1xD M 49-65 | |0,0005/0,0010/0,0012[0,0018/0,0018|0,0026]0,0026]0,0026]0,0026]0,0026]0,0026] 0,0026

N.3 || 525-656 ||0,0010/0,0017|0,0024]0,0026]0,0031/0,0039]0,0051|0,0051|0,0051/0,0051/0,0051| 0,0051
N | N.4 || 525-656 | 0,0010/0,0017|0,0024|0,0026|0,0031/0,0039|0,0051|0,0051|0,0051|0,0051|0,0051| 0,0051
N.5 || 164-262 |[0,0008]0,0012]0,0014]0,0020(0,0024]0,0039]0,0039]0,0039]0,0039]0,0039]0,0039] 0,0039

rp.m.= —VCT:():';)OO K = Correction coefficient

Coeficiente correccion

Vf (inch/min.) =r.p.m.x Z x fz x K Coeficient correction
LOC OAL N° Art.

e g Corte Longitud total @ Cobalt €/$

1/4 3/8 5/8 2 716 3 19339
5/16 3/8 3/4 2 1/2 3 19340
3/8 3/8 3/4 2 1/2 3 19342
1/2 172 | 11/4 3 1/4 3 19343
5/8 5/8 | 15/8 3 3/4 3 19344
3/4 3/4 15/8 37/8 3 10874
7/8 3/4 17/8 4 1/8 3 24511
1 1 2 4 1/2 3 24512
11/4 3/4 2 4 1/4 3 24513
11/4 1 1/4 3 5 1/2 3 19354

Ny Ow
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Long Stainless-Aluminium 3Z Finishing End Mill
Ref 7 5 3 2 Fresa Acabado 3Z Inox-Aluminio Larga

Fraise finition 3Z Inoxydable-Aluminium longue
FRACTIONAL-26

BT e — :

LOC

0AL

ASME 45° Tol.
CNC
C%E/flt qualified| | Std: % 32 [O] o000’

-0,00000”

~ 7 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
Group| Sub. 8% Co 05/32| @1/4 0516 | ©03/8 | @1/2 | @5/8 | @3/4 | 01 0114|0112 02 (0212

P P.1 98-131 |]0,0008/0,0012|0,0014]0,0020/0,0024/0,0039/0,0039/0,0039|0,0039|0,0039/0,0039| 0,0039

P.5 49-65 0,0005(0,0010|0,0012|0,00180,0018 0,0026|0,0026|0,0026|0,00260,0026|0,0026| 0,0026

ae K=10,35
1xD

ap*=1-2xD
*FRS. Largar—"
* Long S. End Mill

M 49-65 | |0,0005/0,0010/0,0012/0,0018/0,00180,0026]0,0026/0,0026]0,0026]0,0026]0,0026] 0,0026

N.3 || 525-656 ||0,0010/0,0017|0,0024]0,0026]0,0031/0,0039]0,0051]0,0051|0,0051/0,0051/0,0051| 0,0051

N | N.4 || 525-656 ||0,0010{0,0017|0,0024/0,0026|0,0031|0,0039|0,0051|0,0051|0,0051|0,0051|0,0051| 0,0051

N.5 || 164-262 |[0,0008]0,0012]0,0014]0,0020/0,0024[0,0039]0,0039]0,0039]0,0039]0,0039]0,0039] 0,0039

r.p.m.= —vc:);l':oo K = Correction coefficient
Coeficiente correccién
Vf (inch/min.) =r.p.m.x Z x fzx K Coeficient correction
LOC OAL N° Art.
2 Cl Corte Longitud total @ z Cobalt €/$
1/2 1/2 2 4 3 24514
5/8 5/8 2 1/2 4 5/8 8 24515
3/4 3/4 3 514 3 24516
1 1 4 6 1/2 8 24517
11/4 11/4 4 6 1/2 3 24518
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FRACTIONAL-26

Extended Neck 3Z Cobalt 8% Finishing End Mill

Fresa Acabado Cobalto 8% 3Z Cuello Largo
Fraise finition cobalt 8 % 3Z long cou

/x\ -
o e ——— ¥
\\@ ‘ ‘ LOC
‘ LBS
0AL
IZAR 45° Tol.
Cobalt | | alfieal | St % 3z O | | +0,00150"
W -0,00000"
< Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
?E Group| Sub. || 8% Co 03/4 81 211/
288 p P 98-131 0,0039 0,0039 0,0039
S P.5 49-65 0,0026 0,0026 0,0026
©w2 ae K=0,35
£s XD M 49-65 0,0026 0,0026 0,0026
o N.3 || 525-656 0,0051 0,0051 0,0051
N | N4 525-656 0,0051 0,0051 0,0051
N.5 164-262 0,0039 0,0039 0,0039
rp.m. = w K = Correction coefficient
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz x K Coeficient correction
LOC OAL N° Art.
D - Corte =S Longitud total C@ z Cobalt €S
3/4 3/4 11/2 3 5 1/4 3 83054
3/4 3/4 11/2 4 6 1/4 3 83055
3/4 3/4 | 21/2 6 8 3 23081
1 1 11/2 3 51/2 3 83057
1 1 2 4 6 1/2 3 83058
1 1 2 6 8 1/2 3 83059
1 1 2 3/4 7 9 1/2 3 81885
1 1 3 8 101/2 3 81903
114 11/4 2 4 6 1/2 3 83060
11/4 11/4 2 6 8 1/2 3 83061
11/4 11/4 2 3/4 7 9 1/2 3 81886
114 11/4 3 8 101/2 3 81887
114 114 31/2 10 12 1/2 3 81888

Corner radius option, other lengths and coatings upon demand
Radios, otras longitudes y recubrimientos bajo demanda
Rayons, autres longueurs et revétements sur demande
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2Z Cobalt 8% Finishing End Mill
Ref 7 2 O 5 Fresa Acabado Cobalto 8% 27

Fraise finition cobalt 8 % 27
FRACTIONAL-26

_— i =

ASME 30° Tol.
N -0,00150"
Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
Group| Sub. || 8 % Co ©5/32| 01/4 | ©5/16| 03/8 | 01/2 | @5/8 | @3/4 | 01 (6114|0112 02 |62 1/2
P P.1 98-131 |131-183|0,0008/0,0012|0,0014|0,0020|0,0024|0,0039|0,0039|0,0039|0,0039|0,0039/0,0039|0,0039
65-98 | 82-131 ||0,0008/0,0012|0,0014|0,0020{0,0024|0,0039(0,0039/0,0039|0,0039|0,0039|0,0039|0,0039
S 49-65 | 65-82 ||0,0006|0,0012|0,0014{0,0020|0,0024(0,0039/0,0039/0,0039|0,0039|0,0039|0,0039|0,0039
;Eié ’ N.1 | | 164-295|229-410| |0,0008/0,0012|0,0014|0,0020{0,0024/0,0039|0,0039|0,0039|0,0039(0,0039|0,0039|0,0039
o N.2 | |164-295 [229-410(|0,0008|0,0012|0,00140,0020{0,0024|0,0039(0,0039|0,0039|0,0039|0,0039|0,0039|0,0039
a N | N.3 | |525-656722-918||0,0010|0,0017|0,0024|0,0026|0,0031/0,0039|0,0051|0,0051{0,0051|0,0051|0,0051|0,0051
1xD K=06 N.4 | |525-656|722-918|/0,0010|0,0017|0,0024|0,0026|0,0031(0,0039|0,0051|0,0051|0,0051|0,0051
N.5 | |164-262 (229-361||0,0008|0,0012|0,0014|0,0020(0,0024/0,0039|0,0039|0,0039|0,0039|0,0039
rp.m.= %:00 K = Correction coefficient
Coeficiente correccién
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
OAL o OAL o N° Art.
D d (I:'g,?e Longitud @Z goll;\;ltt. €/$ €/$ D d Cl-(?r?e Longitud (iz go:;Itt. €/$ TIAL- L]
total total SIN
18 | 3/8 3/8 | 2 5/16 2 | 16648 28217 1 3/4 112 3 3/4 2 11127 28251
5/32 3/8 7/16 @2 5/16 2 | 16649 28218 1 1 158 41/8 2 16673 28253
3/16  3/8 7/16 | 2 5/16 2 | 16650 28219 1116 3/4 15/8 37/8 2 16681 28254
7/132 3/8 1/2 @ 2 516 2 16651 28220 11/8 3/4 15/8 37/8 2 13872 28255
174 3/8 1/2 | 2 5/16 2 16652 28221 11/8 7/8 15/8 37/8 2 13873 28242
9/32 3/8 9/16 @2 5/16 2 16654 28222 118 1 15/8 41/8 2 16674 28256
5/16  3/8 9/16 | 2 5/16 2 | 16655 28223 13/16 3/4 15/8 37/8 2 | 16682 28257
1/32 3/8 9/16 @ 2 5/16 2 16657 28224 11/4 3/4 15/8 37/8 2 13874 28258
3/8  3/8 9/16 | 2 5/16 2 | 16658 28225 1174 1 15/8 41/8 2 13875 28259
13/32 3/8 13/16 2 1/2 2 16659 28226 11/4 114 15/8 41/8 2 16675 28261
716 | 3/8 13/16 2 1/2 2 | 16660 28227 15/16 3/4 15/8 37/8 2 | 16685 28262
12 1/2 1 3 2 | 16664 28230 13/8 3/4 15/8 37/8 2 13876 28263
9/16 1/2 11/8 3 1/8 2 16665 28232 13/8 1 15/8 41/8 2 | 16686 28264
5/8 1/2 11/8 31/8 2 11569 28233 13/8 11/4 15/8 41/8 2 13877 28265
5/8 5/8 |15/16 3 7/16 2 | 16666 28235 1716 3/4 15/8 4 1/8 2 13878 28266
1/16 1/2 1 5/16 3 5/16 2 11775 28236 11/2 3/4 15/8 37/8 2 13879 28268
1/16 5/8 1 5/16 3 7/16 2 16667 28237 112 1 15/8 41/8 2 13880 28269
3/4 1/2 15/16 3 5/16 2 11799 28239 11/2 11/4 15/8 41/8 2 16676 28270
3/4 5/8 15/16 3 7/16 2 11802 28240 15/8 3/4 15/8 41/8 2 13881 28271
3/4 3/4 15/16 3 9/16 2 | 16669 28241 15/8 11/4 15/8 41/8 2 16687 28272
13/16 3/4 11/2 3 3/4 2 16670 28244 13/4 3/4 15/8 41/8 2 13882 28273
7/8 5/8 11/2 35/8 2 13870 28246 13/4 114 15/8 41/8 2 16678 28274
7/8 | 3/4 112 3 3/4 2 16672 28247 17/8 3/4 15/8 41/8 2 13883 28275
7/8 7/8 11/2 3 3/4 2 11125 28248 17/8 11/415/8 41/8 2 | 16688 28276
15/16  3/4 11/2 3 3/4 2 16680 28249 2 3/4 15/8 41/8 2 13884 28277
1 5/8 1112 35/8 2 13871 28250 2 11415/8 41/8 2 16679 28278
5 aroncom @
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Long 2Z Cobalt 8% Finishing End Mill
Fresa Acabado Cobalto 8% 27 Larga
Fraise finition cobalt 8 % 2Z longue

FRACTIONAL-26
< J
| | N I D
= . il S
‘ Loc
0AL
ASME 30° Tol
Cobalt CNC © | | Keyway
g% | [MALSIN| | o iifiea) | Std. 27 [ O] | +000000 4
N -0,00150"
2 ~ 7 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
X E Group| Sub. || 8% Co 05/32| 01/4 |©5/16| ©3/8 | 01/2 | @5/8 | @3/4 | @1 061140112 02 |(021/2
I
288 P | Pa 98-131 | 131-183 ||0,0008|0,0012|0,0014|0,0020/0,0024|0,0039|0,0039|0,0039|0,0039|0,0039|0,0039/0,0039
fg a6 65-98 | 82-131 |(0,0008/0,0012|0,0014|0,0020{0,00240,0039|0,0039/0,0039/0,0039/0,0039/0,0039/0,0039
£5 %D K=03 49-65 | 65-82 |(0,0006/0,0012|0,0014|0,0020(0,00240,0039/0,0039/0,0039/0,0039/0,0039/0,0039/0,0039
N.1 | | 164-295|229-410 | |0,0008|0,0012|0,0014|0,0020|0,0024(0,0039(0,0039(0,0039|0,0039|0,0039(0,0039(0,0039
N.2 | | 164-295 | 229-410 | |0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039(0,0039|0,0039|0,0039(0,0039(0,0039
N | N.3 ||525-656|722-918 | [0,0010|0,0017|0,0024/0,0026|0,0031|0,0039|0,0051|0,0051|0,0051{0,0051|0,0051|0,0051
N.4 ||525-656|722-918||0,0010|0,0017|0,0024|0,0026|0,0031|0,0039/0,0051|0,0051/0,0051|0,0051|0,0051| 0,0051
N.5 || 164-262 | 229-361||0,0008|0,0012|0,0014|0,0020|0,0024|0,0039|0,0039(0,0039|0,0039|0,0039(0,0039(0,0039
rp.m. = W K = Correction coefficient

Vf (inch/min.) =r.p.m.x Z x fz x K

D

14
5/16
3/8
3/8
1/2
1/2
12
12
12
5/8
5/8
5/8
5/8
3/4
3/4
3/a
7/8

11/4
13/8
11/2
15/8
13/4
17/8

d

3/8
3/8
3/8
3/8
3/8
1/2
1/2
1/2
1/2
5/8
5/8
5/8
5/8
3/4
3/4
3/4
7/8

11/4

11/4
11/4
11/4
11/4
1

/4

LoC
Z
Corte Longitud total @

—_

1
1/2
1
1/2
1
1/8
1/2
2
3
5/8
2

2 1/2

3

2 1/4

3

3 1/2
2 1/2
2 1/2

w

WWwWwWwwwwwhs

OAL

3
3
2
3

oo bhpw

g0l orol oot oo g
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116
1/4
3/4
1/4
3

1/8
1/2
4

5

3/4
1/8
5/8
1/8
1/2
174
3/4
3/4
S

1/2
1/2
1/2
1/2
1/2
1/2
1/2
1/2
1/2

Coeficiente correccién
Coéficient correction

NNNNNNONNNNNNDNNONNNNNNNNNDNNNNDNNNNNNNMNDNNDNDNDNDDN

N° Art.
Cobalt

77618
17113
53439
77525
13885
1714
77640
77550
77551
17116
52667
80848
53442
53445
77526
17133
53448
53451
53454
78604
77527
13886
77641
13887
79870
13888
80851

N° Art.
Al Tiasin BRG

28279
28281
28282
28283
28284
28285
28286
28287
28288
28289
28290
28291
28292
28293
28294
28295
28296
28297
28298
28299
28300
28301
28302
28303
28304
28305
28306

>

!



Radial 2Z Cobalt 8% Finishing End Mill
Ref 7 2 2 O Fresa Acabado Cobalto 8% 2Z Radial
: Fraise finition Cobalt 8 % 2Z hemisphérique

| 1
‘ LOC \R
‘ 0AL
ASME 30° Tol.
Covalt [riaLsiN qu(;'l\ilﬁced Std. 27 } [T | +0,00000"
N -0,00150”
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
g = Group| Sub. || 8% Co @5/32| 01/4 (@516 | ©3/8 | 01/2 | @5/8 | @3/4 | 01 01140112 02 [@21/2
2—:7 | P P.1 98-131 | 131-183 ||0,0008|0,0012|0,0014|0,0020{0,0024|0,0039|0,0039/0,0039|0,0039|0,0039(0,0039| 0,0039
= La_eJ 65-98 | 82-131 ||0,0008/0,0012(0,0014|0,0020|0,00240,0039|0,0039|0,0039(0,0039|0,0039(0,0039| 0,0039
0,02-0,06xD K=1 49-65 | 65-82 |[0,0006/0,0012(0,0014|0,0020|0,00240,0039|0,0039|0,0039(0,0039|0,0039(0,0039| 0,0039
N.1 || 164-295 | 229-410||0,0008/0,0012{0,0014|0,0020|0,0024|0,0039|0,0039|0,0039|0,0039|0,0039(0,0039| 0,0039
N.2 || 164-295 |229-410(0,0008/0,0012(0,0014|0,0020|0,00240,0039|0,0039|0,0039|0,0039/0,0039(0,0039| 0,0039
N | N.3 | |525-656|722-918 | |0,0010|0,0017|0,0024(0,0026|0,0031|0,0039|0,0051|0,0051|0,0051|0,0051|0,0051| 0,0051
N.4 | |525-656|722-918|(0,0010/0,0017|0,0024/0,0026|0,0031|0,0039|0,0051|0,0051|0,0051|0,0051|0,0051| 0,0051
N.5 || 164-262 |229-361|(0,0008/0,0012(0,0014|0,0020|0,00240,0039|0,0039|0,0039|0,0039/0,0039(0,0039| 0,0039
rp.m. = W K = Correction coefficient
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
OAL o OAL ° N° Art.
D d OC Longitud i@ Z T AT e/s €/$ D d OC Longiud i@ Z BN g5 R e
total total SIN
18 3/8 3/8 | 25/16 2 | 26070 26129 3/4  1/2 158 35/8 2 | 26090 26148
5/32 3/8 7/16 @2 5/16 2 | 26072 26130 3/4 3/4 158 37/8 2 26091 26149
3/16  3/8 | 1/2 2 3/8 2 | 26073 26132 13/16  3/4 2 4 1/4 2 | 26093 26150
7/32 3/8  1/2 2 3/8 2 | 26074 26135 7/8 @ 3/4 2 4 1/4 2 | 26094 26151
1/4 3/8 | 5/8 | 2 7/16 2 | 26075 26137 7/8 | 7/8 2 4 1/2 2 | 26095 26152
9/32 3/8 5/8 2 1/2 2 | 26076 26138 15/16 3/4 2 1/4 4 1/4 2 | 26096 26153
5/16 @ 3/8 @ 3/4 2 1/2 2 | 26078 26139 1 3/4 '21/4 4 9/16 2 | 26097 26154
1/32 3/8 3/4 2 1/2 2 | 26079 26141 1 1 214 4 3/4 2 | 26099 26155
3/8 3/8 | 3/4 2 1/2 2 26081 26142 118 1 21/4 4 3/4 2 26101 26156
7116 | 1/2 1 3 2 | 26082 26143 11/4 11/4 2 1/2 5 2 26102 26157
12 | 1/2 1 3 2 | 26083 26144 13/8 114 21/2 5 2 26103 26158
9/16 | 1/2 1 3 2 | 26085 26145 11/2 11/4 2 1/2 5 2 26105 26159
5/8 1/2 118 31/8 2 | 26087 26146 2 114 212 5 2 26106 26160
5/8 5/8 13/8 3 3/8 2 | 26088 26147
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NZ HSS Finishing End Mill
Ref 7 4 1 O Fresa Acabado HSS NZ
: Fraise finition HSS NZ
FRACTIONAL-26

—p s

ASME 30° Tol.
HSS quca'l\i'f?ed Std. 4-67 ()} +0,00150”
N -0,00000”
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
;1%— Group| Sub. HSS 05/32| 01/4 (@516 | ©3/8 | @1/2 | B@5/8 | 63/4 | @1 01140112 02 |021/2
- P P.1 65-80 0,0008|0,001210,0014/0,0020/0,0024|0,0039/0,0039/0,0039(0,0049(0,0049|0,0049|0,0049
.2¢) r.p.m. = Ve x1.000 K = Correction coefficient
03xD K=0,6 TXxe Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
OAL o OAL °
D d Clt-c?r(t:e Longitud (i r4 NHQS' €/$ D d CLg)r?e Longitud C@ z NH;\;t. €/$
total total
1/8 3/8 3/8 2 516 4 55991 1 1/2 17/8 4 1/8 4 42682
5/32 3/8 1/2 2 3/8 4 42680 1 3/4 17/8 4 1/8 4 56120
3/16 3/8 1/2 2 3/8 4 56003 1 1 2 4 .1/2 4 56126
7/32 3/8 5/8 2 716 4 42681 11/16 3/4 11/2 37/8 6 42683
1/4 3/8 5/8 2 7/16 4 56015 11/8 3/4 11/2 37/8 6 56132
9/32 3/8 3/4 2 1/2 4 42208 11/8 1 2 4 1/2 6 42219
5/16 3/8 3/4 2 1/2 4 56027 1 3/16 3/4 2 4 1/4 6 42222
11/32 3/8 3/4 2 1/2 4 42694 11/4 3/4 11/2 37/8 6 56141
3/8 3/8 3/4 2 1/2 4 56039 11/4 1 2 4 1/2 6 56144
13/32 3/8 1 2 11/16 4 42695 114 11/4 2 4 1/2 6 56147
7116 3/8 1 2 1116 4 42210 15/16 3/4 2 4 3/8 6 42228
1/2 3/8 1 2 11/16 4 56063 13/8 3/4 2 4 3/8 6 56153
1/2 1/2 11/4 3 1/4 4 56066 13/8 1 2 4 1/2 6 42230
9/16 1/2 13/8 3 3/8 4 56069 11/2 3/4 2 4 3/8 6 56162
5/8 1/2 13/8 3 3/8 4 56072 11/2 1 2 4 1/2 6 42685
5/8 5/8 15/8 3 3/4 4 56075 11/2 | 11/4 2 4 .1/2 6 56168
11/16 5/8 15/8 3 3/4 4 56081 15/8 3/4 2 4 3/8 6 56171
3/4 1/2 158 35/8 4 56084 15/8 11/4 2 4 1/2 6 56174
3/4 5/8 15/8 3 3/4 4 56087 13/4 3/4 2 4 3/8 6 56177
3/4 3/4 15/8 37/8 4 56090 13/4 11/4 2 4 1/2 6 56180
13/16 3/4 17/8 4 1/8 4 56096 17/8 3/4 2 4 1/2 6 42697
7/8 3/4 17/8 4 1/8 4 56105 17/8 11/4 2 4 3/8 6 42698
7/8 7/8 17/8 4 1/8 4 56108 2 3/4 2 4 1/26 6 56189
15/16 3/4 17/8 4 1/8 4 56111 2 11/4 2 4 1/2 6 56192
1 5/8 17/8 4 4 42216
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NZ HSS Finishing End Mill
Ref 7 4 O O Fresa Acabado HSS NZ

Fraise finition HSS NZ

== - ==

cNe | | ASME 30° Tol.
HSS qualified Std. 4-87 ()} +0,00150"
N -0,00000”
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
n:i%i Group| Sub. HSS ©5/32| 01/4 |©5/16 | ©03/8 | @1/2 | ©@5/8 | @3/4 | 01 |©11/4|011/2| 02 G212
- P P.1 65-80 0,0008|0,001210,00140,0020/0,0024|0,0039/0,0039/0,0039(0,0049(0,0049|0,0049|0,0049
28 rp.m.= Ve x1.000 K = Correction coefficient
03xD K=0,6 TXo Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
OAL o OAL °
D d (I:-c?r(t:e Longitud (i z NHQS' €/$ D d Cli-gr(t:e Longitud @ z NHg\;t' €/$
total total
1/8 3/8 3/8 2 5/16 4 55625 15/16 3/4 17/8 4 4 55703
3/16 3/8 1/2 2 3/8 4 55631 1 1/2 17/8 4 1/8 4 22611
7/32 3/8 5/8 2 716 4 90003 1 5/8 17/8 4 1/2 4 55712
1/4 3/8 5/8 2 1/2 4 55634 1 3/4 17/8 4 1/4 4 55715
9/32 3/8 3/4 2 1/2 4 90004 1 1 2 4 1/8 4 55721
5/16 3/8 3/4 2 1/2 4 55637 11/16 3/4 2 4 1/2 6 22792
11/32 3/8 3/4 2 1/2 4 90005 11/8 3/4 2 4 1/4 6 55727
3/8 3/8 3/4 2 1/2 4 55643 11/8 1 2 4 1/2 6 55730
13/32 3/8 1 2 11/16 4 90006 11/4 3/4 2 4 1/4 6 55736
7/16 3/8 1 2 11/16 4 15053 11/4 1 2 4 1/2 6 55742
1/2 1/2 114 3 1/4 4 55652 114 | 11/4 2 4 1/2 4 55745
9/16 1/2 13/8 3 3/8 4 15060 1 5/16 3/4 2 4 1/2 6 22794
19/32 1/2 13/8 3 3/8 4 15059 13/8 3/4 2 4 1/4 6 55751
5/8 1/2 13/8 3 3/8 4 55658 13/8 1 2 4 1/2 6 55754
5/8 5/8 158 3 3/4 4 55661 11/2 3/4 2 4 1/4 6 55757
11/16 1/2 15/8 35/8 4 15246 11/2 1 2 4 1/2 6 16690
11/16 5/8 15/8 3 3/4 4 15061 112 1 1/4 2 4 1/2 6 55763
3/4 1/2 15/8 35/8 4 15240 15/8 3/4 2 4 1/2 6 55766
3/4 5/8 15/8 3 3/4 4 22788 15/8 11/4 2 4 1/2 6 22795
3/4 3/4 15/8 3 3/4 4 55676 13/4 3/4 2 4 1/2 4 55772
13/16 5/8 17/8 4 6 22789 13/4 11/4 2 4 1/2 6 55775
13/16 3/4 17/8 4 1/8 4 15062 17/8 11/4 2 4 1/2 6 23117
7/8 5/8 17/8 4 1/8 6 22791 17/8 11/4 2 4 1/2 8 55778
7/8 3/4 17/8 4 1/8 4 55694 2 3/4 2 4 1/2 6 55781
7/8 7/8 17/8 37/8 4 55697 2 11/4 2 4 1/2 6 22796
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FRACTIONAL-26

Long HSS Finishing End Mill
Fresa Acabado HSS Larga
Fraise finition HSS longue

T Loc
0AL
ASME 30° Tol.
HSS un;II\ilﬁCed Std. 4-87 O +0,00150”
N —-0,00000”
a Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
Sii Group| Sub. HSS 05/32| 01/4 | @516 | ©3/8 | ©1/2 | @5/8 | ©3/4 | 01 01140112 02 |021/2
i P P.1 65-80 0,0008/0,0012|0,0014|0,0020|0,0024/0,0039/0,0039/0,0039|0,0049/0,0049|0,0049|0,0049
j‘i rp.m.= —Vc x 1.000 K = Correction coefficient
03xD K=06 Txo Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coeficient correction
LOC OAL N° Art.
2 cl Corte Longitud total C{ z HSS €/$
1/4 3/8 11/4 3 1/16 4 42699
5/16 3/8 1 3/8 3 1/8 4 42700
3/8 3/8 11/2 3 1/4 4 56513
7/16 1/2 1 3/4 3 3/4 4 42701
1/2 1/2 2 4 4 56519
5/8 5/8 2 1/2 4 5/8 4 56522
3/4 3/4 3 5 1/4 4 42710
7/8 7/8 3 1/2 5 3/4 4 56531
1 1 4 6 1/2 4 56540
. l‘
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Long HSS Finishing End Mill
Ref 7 4 O 2 Fresa Acabado HSS Larga

Fraise finition HSS longue

FRACTIONAL-26
— T e — N
- L
—L Loc
0AL
ASME 30° Tol
CNC :
HSS qualified Std. 4-87 ()} +0,00150”
N -0,00000"
2 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
E Group| Sub. HSS 05/32| 01/4 (@516 | ©3/8 | @1/2 | @5/8 | @3/4 | ©1 |011/4|011/2| 02 (0212
M E P P.1 65-80 0,0008/0,0012|0,0014|0,0020|0,0024/0,0039/0,0039/0,0039|0,0049/0,0049|0,0049|0,0049
% =]
£l Vc x 1.000 ) .
S rpm= —— K = Correction coefficient
;E’ ;aﬂ X0 Coeficiente correccion
£3 03xD K=03 Vf (inch/min.) =r.p.m.x Z x fz x K Coéficient correction
LOC OAL N° Art.
V4
2 g Corte Longitud total @ HSS €/$
11/8 1 4 6 1/2 6 55850
11/4 11/4 4 6 1/2 6 55853
11/4 1 4 6 1/2 6 53556
13/8 1 4 6 1/2 6 55856
11/2 11/4 4 6 1/2 6 55859
13/4 11/4 4 6 1/2 6 55862
2 11/4 4 6 1/2 8 55865
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FRACTIONAL-26

Extra Long HSS Finishing End Mill
Fresa Acabado HSS Extra Larga
Fraise finition HSS extra-longue

D

1/4
3/8
1/2
5/8
3/4
7/8
1
11/4
11/2

d LOC OAL
Corte Longitud total

3/8 1 3/4 3 9/16
3/8 2 1/2 4 1/4
1/2 3 5
5/8 4 6 1/8
3/4 4 6 1/4
7/8 5 7 1/4

1 6 8 1/2
11/4 6 8 1/2
114 8 101/2

@ izartool.com

22332
22371
56663
56666

56672
56675
56678

4
4
4
4
4 56669
4
4
6
6

70811

< 5 o

‘ Loc
0AL
ASME 30° Tol
CNC .
HSS | | qualifiea| | St 4-62 [ O] +o00150
N -0,00000"
2 Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
3 Group| Sub. HSS @5/32| 01/4 |©5/16| ©03/8 | ©1/2 | @5/8 | @3/4| @1 ©11/4011/2 02 (021/2
[aV]
NE P | P1 65-80 | /0,0008/0,0012|0,0014/0,0020|0,0024/0,0039/0,0039|0,0039/0,0049/0,0049|0,0049/0,0049
% =]
£a Vc x 1.000 . .
S rp.m = ———— K = Correction coefficient
c_/lscg’ ;aﬂ rxe Coeficiente correccién
;E; 03xD K=03 Vf (inch/min.) =r.p.m.x Z x fz xK Cogficient correction



27 HSS Finishing End Mill
Ref 7 2 O O Fresa Acabado HSS 27

Fraise finition HSS 27
FRACTIONAL-26

ASME 30° Tol
CNC L Keyway
HSS qualified Std. 27 (I:D +0,00000 Tol.

N -0,00150”
2 \2' Material Vc (ft/min.) Feed-Avances-Pas fz/rev. (inch/z)
;Ei ’ Group| Sub. HSS ©5/32| 01/4 |©@5/16 | ©03/8 | 01/2 | @5/8 | ©03/4| 01 [011/4|011/2) @2 |©21/2
° P P.1 65-80 0,0008/0,0012{0,0014/0,0020/0,0024(0,0039/0,0039/0,0039|0,0049/0,0049|0,0049|0,0049
ae
1xD K=0,6 rp.m.= —Vcrz();l.;.)OO K = Correction coefficient
Coeficiente correccion
Vf (inch/min.) =r.p.m.x Z x fz xK Coéficient correction
OAL o OAL °
D d Clt-c?r(t:e Longitud (i r4 NHQS' €/$ D d (Il-c())r?e Longitud C{ z NHg\;t. €/$
total total
1/8 3/8 3/8 2 5/16 2 51923 1 3/4 11/2 3 3/4 2 52040
5/32 3/8 7116 2 5/16 2 14532 1 1 1 5/8 4 1/8 2 52046
3/16 3/8 7116 2 5/16 2 51935 11/16 3/4 15/8 37/8 2 52049
7/32 3/8 1/2 2 5/16 2 90001 11/8 3/4 158 37/8 2 52052
1/4 3/8 1/2 2 5/16 2 51944 11/8 1 1 5/8 4 1/8 2 42013
9/32 3/8 9/16 2 5/16 2 90002 1 3/16 3/4 158 37/8 2 52061
5/16 3/8 9/16 2 5/16 2 51950 11/4 3/4 1 5/8 37/8 2 52064
11/32 3/8 9/16 2 1/2 2 41971 11/4 1 15/8 4 1/8 2 52070
3/8 3/8 9/16 2 1/2 2 51956 114  11/4 15/8 4 1/8 2 52073
13/32 3/8 13/16 3 2 41976 15/16 3/4 15/8 | 37/8 2 42015
7/16 3/8 13/16 31/8 2 41979 13/8 3/4 1 5/8 37/8 2 52079
1/2 1/2 1 3 1/8 2 51971 13/8 1 15/8 4 1/8 2 52082
9/16 1/2 11/8 | 3 7/16 2 41986 13/8 114 15/8 4 1/8 2 42016
5/8 1/2 11/8 | 3 5/16 2 41988 17/16 3/4 15/8 4 1/8 2 42017
5/8 5/8 1516 3 7/16 2 51983 11/2 3/4 1 5/8 37/8 2 52088
11/16 1/2 15/16 3 5/16 2 41991 11/2 1 15/8 4 1/8 2 52091
11/16 5/8 |15/16 3 7/16 2 41992 11/2 11/4 | 15/8 4 1/8 2 42018
3/4 1/2 1516 3 5/16 2 41996 15/8 3/4 15/8 4 1/8 2 52097
3/4 5/8 1516 3 7/16 2 51995 15/8 114 15/8 4 1/8 2 52100
3/4 3/4 1516 3 9/16 2 51998 13/4 3/4 1 5/8 4 1/8 2 52103
13/16 3/4 11/2 3 3/4 2 52007 13/4 114 15/8 4 1/8 2 52106
7/8 5/8 11/2 3 5/8 2 42001 17/8 3/4 15/8 4 1/8 2 52109
7/8 3/4 11/2 3 3/4 2 52016 17/8 114 15/8 4 1/8 2 52112
7/8 7/8 11/2 3 3/4 2 52019 2 3/4 15/8 4 1/8 2 42019
15/16 3/4 11/2 3 3/4 2 42005 2 11/4 | 15/8 4 1/8 2 42020
1 5/8 11/2 3 5/8 2 52037
\’? izartool.com @
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Metal Rotozip® / Rotocut® Cutout Bit
Ref 9 O 01 Broca-Fresa Rotozip® / Rotocut® Metal
el. Foret-Fraise Rotozip® / Rotocut® métal
FRACTIONAL-26
2 — S g ———- =<l

Carbide N ;
MD Max
Carbure 3/64 (1|%m)

. OAL LOC N° Art.
V4
Thin metal sheets D Longitud total Corte @ @ Carb./MD IS

Chapas finas de metal

5/32 2 7/16 2 2 67805

Toles fines
Ceramic Rotozip® / Rotocut® Cutout Bit
Ref 7 O O 9 Broca-Fresa Rotozip® / Rotocut® Ceramicas
: Foret-Fraise Rotozip® / Rotocut® ceramique
FRACTIONAL-26
- Ssssessetes DU
1 P = )
- "H ::E,ALIEE' °
h—s‘r- o ‘ L0C
X %ﬁfi 3 0AL
Carbide ‘
MD
Carburel |ceramic
D OAL LOC @ N° Art. €/$
Concrete Panels, Ceramic Tiles, Marble, Mortar, Plaster, Stucco Longitud total Corte Carb./MD
Argamasa, Azulejos Ceramica, Estuco, Marmol, Placas Cemento, Yeso 1/8 1 49/64 53/64 1 18933
Mortier, Carreaux faience céramique, Stuc, Marbre, Plagues de ciment, /4 2 13/16 1 18939
Platre
Drywall Rotozip® / Rotocut® Cutout Bit

Ref 7 O O 2 Broca-Fresa Rotozip® / Rotocut® Escayola

Foret-Fraise Rotozip® / Rotocut® platre

FRACTIONAL-26

o . _,ﬁ'—“‘-_‘\‘"“ ':‘h_"-“b‘ -.' d“ 77777
Drywall
HSS Pladur Escayola
Platre
OAL LOC N° Art.
Drywall, Prefabricated Walls = Longitud total Corte C{Z @ HSS €/$
Escayola, Muros Prefabricados 1/8 2 9/32 1 3/8 3 2 18927

Platre, Murs préfabriqués

ﬁgﬁ;g

4
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Autocenter Rotozip® / Rotocut® Cutout Bit
Ref 7 O O 3 Broca-Fresa Rotozip® / Rotocut® Auto-Guia

Foret-Fraise Rotozip® / Rotocut® autocentré
FRACTIONAL-26

Smam o — ",

|

LoC

OAL

Auto-

HSS center

Drywall, Foam, Prefabricated Walls
Escayola, Espuma, Muros Prefabricados
Platre, Mousse, Murs préfabriqués

OAL LOC N° Art.
Z
g Longitud total Corte @ @ HSS €/$
1/8 2 3/8 123/64 1 2 19002
5/32 2 15/16 1 9/16 1 2 67795
1/4 3 1/4 1 3/4 1 1 18930
Wood Rotozip® / Rotocut® Cutout Bit
Ref 7 O O 1 Broca-Fresa Rotozip® / Rotocut® Madera
. Foret-Fraise Rotozip® / Rotocut® bois
FRACTIONAL-26
e _ |
— —_— e —— —— ——— — #F ’’’’’’’’’’’ —
0AL
HSS
Aluminium, Chipboard, FibreGlass, Foam, Laminated, Plastics, Plexiglas, Vinyl
Aglomerado, Aluminio, Espuma, Fibra Vidrio, Laminados, Plastico, Plexiglas, Vinilo
Agglomérat, Aluminium, Mousse, Fibre de verre, Laminés, Plastiques, Plexiglas, Vinyle
OAL LOC N° Art.
Z
g Longitud total Corte @ @ HSS €/$

1/8 2 3/4 1.29/64) 1 2 18999

>
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Special Drill Bits
Brocas Especiales
Forets spéciaux

IZAR CUTTING TOOLS S.A.L.

Parque Empresarial Boroa 2B2 gﬁ:rtft)éner E:::fma

48340 AMOREBIETA (Bizkaia) - Spain Client Date

Tel. +34 94 630 02 43 Add T

E-mail ibeobide@izartool.com Direcr:iisc’?n C(i)uvgigd

izartool.com Adresse Ville
Contact Phone
Contacto Teléfono
Contact Téléphone
E-mail
E-mail
E-mail

TOOL DENOMINATION

DENOMINACION HERRAMIENTA

DENOMINATION DE L'OUTIL

Requested Quantity Similar to IZAR Ref.

Cantidad Requerida Similar a Ref. IZAR

Quantité demandée Similaire a ref. IZAR

SHANK TYPE FORMA DEL MANGO  TYPE DE QUEUE

DIN-1809 DIN-228 ‘ T

= &— ag_1 1T

D Flat D Tang D Morse Taper D Reduced D Another one

Liso Lengueta Cono Morse Rebajado Otro
Plat Clavette Coéne morse Baissé Autres

SPLIT POINT AGUZADO  AFFUTAGE

59 o @ Q@ Q’

D Without Split Point “A” Type “C” Type “U” Type D Another one
Sin Aguzar Tlpo “A” Tlpo “c” Tlpo “u” Otro
Sans affuter Type “A” Type “C” Type “U” Autres

APPLICATION  APLICACION  APPLICATION

Material to Work Hardness / Tensile Strength

Material a Trabajar Dureza / Resistencia a la Traccién

Matériel a travailler Dureté / Resistance a la traction

TOOL MATERIAL HM Carbide Tipped HSSE 5% Co HSS Another one

MATERIAL PIEZA D MD Integral D MD Plaquita D D D Otro

MATERIEL DE L’'OUTIL Carbure Pointe carbure Autres

FINISH Bright Finish Blue Finish Gold Finish Another one

ACABADO D Blanca D Negra D Ambar D Otro

FINITION Blanche Noir Ambre Autres

COATING TIALSIN CROMAX TIN Another one

RECUBRIMIENTO D D D D Otro

REVETEMENT Autres
. VA
izartool.com DX
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Special End Mills
Fresas Especiales
Fraises spéciales

IZAR CUTTING TOOLS S.A.L. Customer Date
Parque Empresarial Boroa 2B2 Cl!ente Fecha
48340 AMOREBIETA (Bizkaia) - Spain Client Date
Tel. +34 94 630 02 43 Address Town
i f f Direccién Ciudad
E-mail ibeobide@izartool.com
. N \de@iz Adresse Ville
izartool.com
Contact Phone
Contacto Teléfono
Contact Téléphone
E-mail
E-mail
E-mail

TOOL DENOMINATION
DENOMINACION HERRAMIENTA
DENOMINATION DE L'OUTIL

Requested Quantity Similar to IZAR Ref. Tooth N° D
Cantidad Requerida Similar a Ref. IZAR N° Dientes I

Quantité demandée Similaire a ref. IZAR N° de dents

Center-Cutting
Corte al Centro
Coupe au centre

Non Center-Cutting
Sin Corte al Centro
Sans coupe au centre

SHANK TYPE FORMA DEL MANGO  TYPE DE QUEUE

F {—F f—=F

|| DIN1835 E (PMX-HSSE-HSS) || DIN1835 B (PMX-HSSE-HSS) || DIN1835 A (PMX-HSSE-HSS) [ ] Another one
Otro
| | DIN 6535 HE (MD-HM-Carbure) | | DIN 6535 HB ((HM-MD-Carbure) | | DIN 6535 HA (HM-MD-Carbure) Autres

PROFILE GEOMETRY  GEOMETRIA DEL PERFIL  GEOMETRIE DU PROFIL

. [V V'V AMAdadds AR
D Finishing N D Coarse Roughing NR D Fine Pitch Roughing NR-F D Roughing & Finishing NF D Another one
Acabado N Desbaste Grueso NR Desbaste Fino NR-F Desbaste Medio NF Otro
Finition N Ebauche NR Ebauche Pas Fin NR-F Semi-Ebauche NF Autres
FRONT GEOMETRY  GEOMETRIA FRONTAL  GEOMETRIE FRONTALE
D Straight Chamfer Radius Radial Another one
Recta Chaflén Radio Radial Otro
Droite Chamfrein Rayou Fémisphérique Autres
APPLICATION  APLICACION  APPLICATION
Material to Work Hardness / Tensile Strength
Material a Trabajar Dureza / Resistencia a la Traccion
Matériel a travailler Dureté / Resistance a la traction
TOOL MATERIAL HM PMX HSSE 8% Co HSS Another one
MATERIAL PIEZA D MD D D D D Otro
MATERIEL DE L'OUTIL Carbure Autres
COATING Bright TIALSIN TIALN-TOP CROMAX Another one
RECUBRIMIENTO D Blanca D D D D Otro
REVETEMENT Blanche Autres

Ao .
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Drill Bit Cutting Conditions - Condiciones Corte Brocas - Conditions coupe forets

21700 s
RO

Material Vc)ft7min.) \}E@d—AvancesfPas f/rev. (inch/rev)
Group| Sub. 5% Co ©5/64| 01/8 | ©5/32 |013/64 (¢1/4) ©21/64 |0 25/64/ ©15/32| ©5/8 |@51/64| @1 |@13/16/@1 37/64
P.3 26 - 49 |/0,0008|0,0014|0,0018|0,0020|0 410,0028|0,0035|0,0039/0,0047|0,0063|0,0071|0,0075| 0,0098
1\ P
\»(P.S) @- C@ 0,0012|0,0016 |0,0020|0,0024 6,002} 0,0035|0,0039/0,0047|0,0059|0,0067{0,0083|0,0098| 0,0118
S 33-49 |/0,0008|0,0012|0,0016 |0,0020 OMQ,\OO% 0,0031|0,0039(0,0047{0,0055|0,0063|0,0079| 0,0094

_ Ve x1.000 \
rp.m.= Thaxe

Vf (inch/min) = r.p.m. x f
Initial Recommendation Example Ejemplo Recomendaciones Iniciales Conditions initiales conseillées
- Ve Cutting Speed (feet/min) - Ve Velocidad de corte (pie/min) -Vc: Vitesse de coupe (pieds/min)
-Doeo: Diameter of the drills -De: Didmetro de broca -Do: Diamétre foret
- f/frev.:  Feed per revolution - f/rev.:  Avance por revolucion - f/rev.:  Avance par tour
-r.p.m.:  Revolution per minute -r.p.m.:  Revoluciones por minuto -r.p.m.: Tours par minute
- Vf: Feed (mm/min) - Vf: Avance (mm/min) - Vf: Avance (mm/min)
- 3,1416 - 3,1416 - 3,1416
@ Choose working material. Determinar el material a trabajar. Déterminer le matériel a usiner.
For example, Stainless Steel of the Por ejemplo, Acero Inoxidable del Par exemple acier INOX du groupe
group P.5 (see page 5) tipo P.5. (ver pag. 5) P.5 (voir page 5)
@ Please choose a value in the middle Determinar un valor intermedio de Déterminer une valeur en moyenne
for Vc. Vce. de Vc.
For example, 26-39 (30) Por ejemplo, 26-39 (30) Par exemple, 26-39 (30)

@ Choose f according to diameter. Determinar f segun diametro. Déterminer f selon diametre.

For @ 1/4 (6,35 mm) =p f=0,0028 Para @ 1/4 (6,35 mm) =$ f=0,0028 Pour @ 1/4 (6,35 mm) =% f=0,0028

r.p.m. = LET LY r.p.m. = Gl B 1504 Vf=r.p.m.xf =1504 x 0,0028 = 4,21 inch/min.
e 3,14 x 6,35
Note: In the tables there are two com- Nota: En las tablas hay dos valores Note : Dans les tableaux il y a deux
mon values for all operations: n comunes para todas las operacio- valeurs comunes pour toutes les
(3,14) & 1000. nes: r (3,14) y 1000. opérations: & (3,14) y 1000

f (filo/blade/lame)

-
Vf (inch/min) '
> L

- \[ C (feet/min)

@ izartool.com \lT
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End Mill Cutting Conditions - Condiciones Corte Fresas - Conditions coupe fraises

o /044

OR

Material .@ \/Eqad—Avances—Pas fz/rev. (inch/z)
Group| Sub. | I RIIRL |25/32] 01/4 [05/16](03/8) 0112 [ 05/8 [03/4] 01 |01 1481112 02 0212
_ P.2 || 98-138 | 147-246 | [0,0006/0,0012|0,0014/0,0073]0,0027]0,0045(0,0045/0,0045/0,00450,0045/0,0045/0,0045
=fa P | P.3 || 39-59 | 65-115 |[0,0005/0,0010]0,0012/0,0020/0,0020/0,0030/0,0030/0,0030/0,0030/0,0030/0,0030/0,0030
A (P.5) | |(59-797) 98-147 ||0,0005/0,0010/0,0012/9,00200,0020/0,0030/0,0030/0,0030/0,0030/0,0030/0,0030/0,0030
S | % 5979 | 98-147 | 0,0010]0,0017]0,0024/040030/0,0036/0,0050/0,00590,0059/0,0059]0,0059]0,0059/0,0059
ae
025D K [ emeBEO omamonon
0,50xD K Coéficient correction

Initial Recommendation Example

in)

- Vc: Cutting Speed (feet/m

-Dea: Diameter of the End Mill

-7 Number of teeth

- f/rev Feed per tooth and Rev

-K: Correction Coefficient

- ae: Axis cut depth

- ap: Radial Cutting Depth
Revolution per minute

3,1416
Choose working material.

group P.5 (see page 5)

for Vc.
For example, 59-79 (70)

Feed per minute (inch/min)

Please choose a value in the middle

Choose fz according to diameter.
For @ 3/8 (9,52 mm) =) f=0,0020

Choose K value depending on the

ae. ae.
For example, for ae: 0,5xD Por ejemplo, para ae: 0,5xD
=) K=0.40 =) K=0,40
0 x 1.
r.p.m. = w rp.m. = w =2341,7
X0 3,14 x 9,52
Note: In the tables there are two com- Nota: En las tablas hay 2 valores comu-
mon values for all operations: =« nes para todas las operaciones: ©
(3,14) & 1000 (3,14) y 1000.
[=] o o —
e [ egﬁ 2‘,4: e[ R L
B |
2 Lﬂ,‘ a ae
ae=0,25xD K=0,80 ae=1xD K=10,40 ae=0,25xD K=1 ae=0,30xD K=0,6
ae=0,50xD K=0,40 ae=0,50xD K=07 ae = Light Peripheral
ae = Heavy Peripheral ae = Heavy Peripheral ae = Heavy Peripheral ae =0,05-0,10xD K=1

Material - Alloy Steel

Y

Ejemplo Recomendaciones Iniciales

- Ve Velocidad de corte (pie/min)
-Dea: Didmetro de fresa

-7 Numero de dientes

- f/rev..  Avance por diente y revolucion
- K Factor de correccion

- ae: Profundidad de corte axial

- ap: Profundidad de corte radial
-r.p.m.:  Revoluciones por minuto

- Vf: Avance (inch/min)

- 3,1416

For example, Stainless Steel of the

F. N. Material - Carbon Steel

Determinar el material a trabajar.
Por ejemplo, Acero Inoxidable del
tipo P.5. (ver pag. 5)

Determinar un valor intermedio de
Vc.
Por ejemplo, 59-79 (70)

Determinar fz segln didmetro.
Para @ 3/8 (9,52 mm) =$ f=0,0020

Determinar factor K en funcion de

Vf (inch/min.) =r.p.m.x Z x fz x K

Conditions initiales conseillées

-Vc: Vitesse de coupe (pieds/min)
-Do: Diametre fraise

-z Nombre de dents

- f/rev.:  Avance par dent et tour

-K: Coefficient de Correction
-ae: Profondeur coupe axiale
-ap: Profondeur coupe radiale
-r.p.m.: Tours par minute

- Vf: Avance par minute (inch/min)

B @ ® :
a

Note

3,1416

Déterminer le matériel a usiner.
Par exemple acier INOX du groupe
P.5 (voir page 5)

Déterminer une valeur en moyenne
de Vc.
Par exemple, 59-79 (70)

Déterminer fz selon diametre.
Pour @ 3/8 (9,52 mm) =$ f=0,0020

Déterminer le facteur K en fonction
de ae.

Par exemple, pour ae : 0,5xD

=» K = 0,40

Vf=rp.m.xZxfzxK=2341,7 x 4 x 0,0020 x 0,40 = 7,49 inch/min.

: Dans les tableaux il y a deux
valeurs comunes pour toutes les
opérations: & (3,14) y 1000

Important: Work conditions for a longer life of the
End Mill:

- For long length, reduce feed to 50%
- When the end mill is drilling, reduce feed to 50%

Importante: Condiciones de trabajo para prolongar la

vida de la herramienta:

ae = Finish Operation

- Para series largas, reducir el avance un 50%
- Cuando la fresa taladra, reducir el avance un 50%

Important : Conditions de travail pour augmenter la
vie de |"outil :

- Pour séries longues, réduire | ‘avance un 50 %
- Quand la fraise perce, réduire |"avance un 50 %

izartool.com @



Inch Based Thread Standards
Estandares de Roscado en Pulgadas - Normes de filetage en pouces

—602

4

UNC (unified National Coarse):

U.S standard for coarse thread

Estandar americano para rosca gruesa

Norme américaine pour le filetage
grossier

—602,

4

UNF (unified National Fine):

U.S. standard for fine thread

Estandar americano para rosca fina

Norme américaine pour le filetage fin

U.S. standard for fixed pitch (See ref.
3209)

Estandar americano para rosca de
paso fijo. (el paso no varia con la
medida. Ver ref. 3209)

o o ge . .
~60%, UNEF (Unified National Extra Fine):
M U.S. standard for extra fine thread Estandar americano para rosca extra Norme américaine pour le filetage
] fina extra fin
60° UN (unified National Fixed Pitch):

Norme ameéricaine pour le filetage a
pas fixe. (le pas ne varie pas en
fonction de la taille. Voir réf. 3209)

NPT (National Pipe Thread Tapered):

U.S. standard thread for sealing pipes
and fittings

Estdndar americano para tubos vy
acoples

Norme américaine pour les tuyaux et
les raccords

BSW (British Standard Whitworth):

British standard for coarse thread

Estandar britanico para rosca gruesa

Norme britannique pour le filetage
grossier

BSP (British Standard Pipe):

Whitworth standard thread for sealing
pipes and fittings which has been
adopted as standard in plumbing
nearly worlwide. In the catalogue all
the BSP machine taps are parallel
threaded (BSPP) and taper threaded
(BSPT) are available upon demand.
However Hand taps in BSPT are
available as ref. 3109

Estandar britdnico Whitworth para
tubos y acoples. En el catalogo, los
machos de maquina sdélo los tenemos
de rosca paralela (BSPP), los de rosca
cdnica serian bajo demanda (BSPT).
En machos de mano si tenemos BSPT
(ref. 3019)

Norme britannique Whitworth pour
les tuyaux et les raccords. Dans le
catalogue, les tarauds de machine
sont uniquement disponibles en
filetage parallele (BSPP), ceux a
filetage conique sont disponibles sur
demande (BSPT). Pour les tarauds a
main, le BSPT (réf. 3019) est disponible

i

=116

BSPT (British Standard Pipe Tapered):

British standard for coarse thread.
Tapered

Estandar britdnico Whitworth conica

Norme britannique Whitworth conique

Tip: NPT and BSPT tapered threads are

Consejo: Las roscas con forma conica NPT

Conseil :

Les filetages coniques NPT et

used because unlike straight threads,
a taper thread will compress and seal
the fitting when torque is applied, and
therefore they are used for fluid or air-
tight seals

y BSPT se usan porque a diferencia de las
roscas rectas, estas comprimen y sellan el
acople cuando se le aplica la torsién. A ello
se debe su uso extendido en sellados de
liquidos o gases

BSPT sont utilisés car, contrairement aux
filetages droits, ils compriment et rendent
le raccord étanche lorsque la torsion est
appliquée. Cest la raison pour laquelle ils
sont largement utilisés pour étanchéité de
liquides ou de gaz

@ izartool.com
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Technical Information For Threading
Informacion Técnica sobre Roscado - Informations techniques sur le filetage

Condiciones Corte - Cutting Conditions - Conditions de coupe

Cutting speeds should be DECREASED
when:
- Deep threads
- Thread pitch is course (UNC, BSW...)
- Few chamfer threads (for example
E-type bottom lead taps)

- Poor coolant or not coolant at all is
used

Cutting speeds can be INCREASED
when:

- Shallow Thread Depth

- Fine Pitch is used (UNF, UNEF...)

- Good coolant flow

- Spiral taps are used

REDUCIR condiciones de corte en caso
de:
- Roscas profundas
- Pasos de rosca gruesos (UNC, BSW,
...
- Cuando la entrada del macho tiene
pocos hilos (2 hilos o menos...)
- Refrigeracién pobre o
refrigeracion

sin

Se pueden AUMENTAR las condiciones
de corte cuando:
- Roscados menos profundos
- Machos de paso fino
- Buena refrigeracion
- Machos espirales para agujeros
ciegos

REDUIRE les conditions de coupe en
cas de:
- Filetages profonds
- Pas de filetage grossier (UNC, BSW,
)
- Quand l'entrée du taraud a peu de fils
(2 fils ou moins...)
- Refroidissement
inexistant

insuffisant  ou

Les conditions de coupe peuvent étre
AUGMENTEES lorsque :

- Filetages moins profonds

- Tarauds a pas fin

- Bon refroidissement

General information about Thread Pitch - El Paso del Roscado segun el uso
Pas de filetage selon l'application

Coarse pitch:

UNF

AAAAA,  adakAaan

Fine Pitch:

- Tarauds en spirale pour trous

borgnes

UNEF +
Fine
Fino
Fin

- Easier assembly. Better start as cross threading is reduced

- Nicks and burrs from handling affect the assembly less than
with fine threads

- Thread stripping is reduced in soft materials

Paso grueso:

- Ensamblados mas féciles reduciendo descentrados
- Las marcas, muescas y rebabas afectan menos el ensamblado

- En materiales blandos se reduce el riesgo de desgaste en la
rosca

Pas grossier :
- Assemblages plus faciles gréce a la réduction des décentrements
-Les marques, entailles et bavures ont moins deffet sur
'assemblage
- Le risque dusure des filetages est réduit dans les matériaux
souples

- Easier to tap in hard materials

- Stronger assembly than coarse threads
- They can be adjusted more precisley

- Suitable for very thin walls

Paso fino:

- Roscado mas féacil en materiales duros

- Montajes mas resistentes que con roscas gruesas

- Ajustes mas precisos

- Apropiados para casos donde las paredes son muy delgadas

Pas fin :
- Filetage plus facile dans les matériaux durs
- Assemblages plus solides qu'avec des filetages grossiers
- Réglages plus précis
- Convient aux cas ou les murs sont tres fins

M/MF: Metric sizes available in our IND-26 catalogue
M/MF: Medidas métricas disponibles en nuestro catalogo '

IND-26. !E ;
M/MF : Tailles métriques disponibles dans notre catalogue -5§ {5 ,
IND-26 : ﬁ]l I
X izartool.com &




Technical Information For Threading
Informacion Técnica sobre Roscado
Informations techniques sur filetage

Chamfer Type of the Threading Taps - Tipo de Entrada en Machos
Type d’entrée dans tarauds

@
@

- Chanfrein d'entrée
long, généralement
pour les trous
traversants et peu
profonds

- Sur demande

- Chaflan de entrada
largo, normalmente
para agujeros
pasantes y poco
profundos

- Bajo demanda

- Long chamfer, usually
for shallow through-
holes

- Upon demand

A Form - Forma
6 - 8 threads-hilos-filets

[T

B Form - Forma

- Medium-length - Entrada de longitud - Entrée de longueur

chamfer media moyenne
3,5 - 5 threads-hilos-filets - Suitable for - Adecuado para - Apte pour les trous
through-holes agujeros pasantes traversants

A~

C Form - Forma

2 - 3 threads-hilos-filets

E Form - Forma
1,5 - 2 threads-hilos-filets

- El mas estandar en
los machos rectos con
entrada GUN

- Le plus standard des
tarauds droits avec
entrée GUN

- Typical for spiral
point (GUN) straight
taps

- Entrée courte

- Trous traversants et
borgnes

- Standard des tarauds
hélicoidaux pour trous
borgnes

- Short-length chamfer - Entrada corta

- Through holes and
blind holes

- Typical for spiral flute
taps of blind holes

- Agujeros pasantes y
ciegos

- Estandar en machos
helicoidales para
agujeros ciegos

-—

- Extra short chamfer - Entrée trés courte

- Blind holes with little
run-out length

- Upon demand

- Entrada muy corta

- Agujeros ciegos con
poco espacio en el
fondo

- Trous borgnes avec
peu d'espace dans le
fond

- Bajo demanda - Sur demande

I
J

-

Note:

The pressure is lower on the long-chamfers
and generally the long-chamfer taps have
a higher tool-life. Normally, the longer the
chamfer, the thinner the chips. So we will get
thick chips when we use short-chamfer taps

Nota:

Cuanto mas larga sea la entrada, la presion
en esta es menor, y en general los machos
tendran mayor vida de uso. Asimismo en los
machos de entrada larga las virutas son mas
finas, y en las de entrada corta obtendremos
virutas mas gruesas

Remarque :

Plus I'entrée est longue, plus la pression dans
celle-ci est faible et, en général, les tarauds
auront une plus longue durée de vie. De
méme, dans les tarauds a entrée longue, les
copeaux sont plus fins, alors que dans les
tarauds a entrée courte, nous obtiendrons
des copeaux plus épais

@ izartool.com
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Technical Information For Threading
Informacion Técnica sobre Roscado
Informations techniques sur filetage

Types of Threading Taps - Tipos de Macho - Types de tarauds

- Straight flute tap
- Macho recto
- Taraud droit

- Spiral point (GUN) Straight tap
- Macho recto con entrada GUN
- Taraud droit avec entrée GUN

- Spiral tap
- Macho helicoidal
- Taraud hélicoidal

- Forming tap
- Macho de laminacién
- Taraud a refouler

Shank Types - Tipos de Mango - Types de queue
DIN 376/374:

s

[

Machine taps with reduced shank
Machos de maquina con mango reducido
Tarauds de machine a queue réduite

DIN 371:

Machine taps with reinforced shank
Machos de maquina con mango reforzado
Tarauds de machines a queue renforcée

Manufacturing of the fronts of the taps - Elaboracién de los Frontales de los Machos
Elaboration des faces des tarauds

Dimensiones
Dimensions
Dimensions

Norma
Norm
Norme

Imagen
Image
Image

ISO-529

DIN-352

DIN-357

M1 - M6

DIN-371

DIN-374

DIN-376

DIN-2181

M3 - M10

DIN-2174

\III NERERRNNNE '

Illlllllll"==:==== -

M7-M10

DIN-371

DIN-374

M7-M12

DIN-376

1ISO-529

DIN-351

DIN-352

DIN-2181

= M12

DIN-2174

DIN-374

z M14

DIN-376

'==||=|"""'=|:i'?fi -
e A AARAARIARD
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Conversion table
Tabla conversidn
Table conversion

Inches
Pulgadas' mm
Pouces

0,35

1/64 0,40
0,40

0,45

0,50

0,55

1

0,60

0,65

1

0,70

0,75

132 079
0,80

0,85

0,90

1

0,95

1,00

1,05

110
115

3/64 119
1,20
1,25

1

1,30
1,35

1,40
1,45
1,50
1,55
116 | 1,59
1,60

1,65
1,70

1,75

1

1,80
1,85

Ne° / Letter
Ne° / Letra
Ne° / Lettre

80

79

78
77

76
75

74

73
72

71

70
69

68
67
66
65

64
63

62
61

60
59

58
57

56

55

54

53

52

51

50

@ izartool.com

Decimal
Equivalence
Equivalencia

.0135
.0138
.0145
.0156
.0158
.0160
.0177
.0180
.0197
.0200
.0210
.0217
.0225
.0236
.0240
.0250
.0256
.0260
.0276
.0280
.0292
.0295
.0310
.0312
.0315
.0320
.0330
.0335
.0350
.0354
.0360
.0370
.0374
.0380
.0390
.0394
.0400
.0410
.0413
.0420
.0430
.0433
.0453
.0465
.0469
.0472
.0492
.0512
.0520
.0531
.0550
.0551
.0571
.0591
.0595
.0610
.0625
.0630
.0635
.0650
.0669
.0670
.0689
.0700
.0709
.0728

Inches
Pulgadas
Pouces

5/64

3/32

7/64

1/8

9/64

5/32

mm

1,90

1,95
1,98

2,00
2,05

2,10
215

2,20
2,25

2,30
2,35

1

2,38
2,40
2,45

1

2,50

2,60
2,70

1

2,75
2,78

2,80

1

2,90
3,00
3,10
3,18
3,20
3,25

3,30
3,40

3,50

3,57
3,60

3,70
3,75
3,80
3,90
3,97

1

4,00

Ne° / Letter
N° / Letra
Ne° / Lettre

49

48

47

46

44

43

42

41
40

39
38

37

36

35

34
33

32

31

30

29

28

27
26
25
24
23
22

21

Decimal
Equivalence
Equivalencia

.0730
.0748
.0760
.0768
.0781
.0785
.0787
.0807
.0810
.0820
.0827
.0846
.0860
.0866
.0886
.0890
.0906
.0925
.0935
.0938
.0945
.0960
.0965
.0980
.0984
.0995
1015
1024
1040
1063
1065
1083
1094
1100
1102
1110
1130
142
1160
1181
1200
1220
1250
1260
1280
1285
1299
1339
1360
1378
1405
1406
1417
1440
1457
1470
1476
1495
1496
1520
1535
1540
1562
1570
1575
1590

Inches
Pulgadas
Pouces

11/64

3/16

13/64

7/32

15/64

1/4

17/64

mm

470
4,20

4,25
4,30

4,37
4,40

4,50

1

4,60

4,70
475

4,76
4,80

4,90

5,00
510

516

5,20

5,25
5,30

5,40
5,50
5,56
5,60

5,70
5,75

5,80
5,90

5,95
6,00

6,10
6,20

6,25
6,30
6,35
6,40
6,50

6,60
6,70

6,75
6,75

Ne° / Letter
Ne° / Letra
Ne° / Lettre

20

19

18
17
16
15

14
13

12
11

Decimal
Equivalence
Equivalencia

1610
1614
1654
1660
1673
1693
1695
1719
1730
1732
1770
1772
1800
1811
1820
1850
1850
1870
1875
1890
1910
1929
1935
1960
1969
1990
.2008
.2010
.2031
.2040
.2047
.2055
.2067
.2087
.2090
.2126
.2130
.2165
.2188
.2205
.2210
.2244
.2264
.2280
.2283
.2323
.2340
.2344
.2362
.2380
.2402
.2420
2441
.2460
.2461
.2480
.2500
.2520
.2559
.2570
.2598
.2610
.2638
.2656
.2657
.2660
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Conversion table
Tabla conversidn
Table conversion

Inches
Pulgadas' mm
Pouces

6,80
6,90

7,00

710
9/32 714
7,20
7,25
7,30

7,40

7,50
19/64 754
7,60

7,70
775
7,80
7,90
5116 | 794
8,00

8,10
8,20

8,25
8,30
21/64 8,33
8,40

8,50
8,60

8,70
1/32 873
8,75
8,80

8,90
9,00

9,10
23/64 913
9,20

9,25
9,30

9,40
9,50
3/8 953

9,60
9,70
9,75
9,80

9,90
25/64 | 9,92
10,00

13/32 10,32

Y

Ne° / Letter Decimal
N° /Letra Equivalence
N° / Lettre Equivalencia

.2677
.2717
I .2720
.2756
J .2770
.2795
K .2810
.2812
.2835
.2854
.2874
L .2900
.2913
M .2950
.2953
.2969
.2992
N .3020
.3031
.3051
.3071
.3110
.3125
.3150
) .3160
.3189
.3228
P .3230
.3248
.3268
.3281
.3307
Q .3320
.3346
.3386
R .3390
3425
.3438
.3445
.3465
S .3480
.3504
.3543
T .3580
.3583
.3594
.3622
.3642
.3661
u .3680
.3701
.3740
.3750
\ .3770
.3780
.3819
.3839
.3858
W .3860
.3898
.3906
.3937
X .3970
Y .4040
4062
z 4130

Inches
Pulgadas
Pouces

27/64
7,16

29/64
15/32

31/64
1/2

33/64
17/32

35/64
9/16
37/64

19/32
39/64

5/8
41/64
21/32

43/64
11/16

45/64
23/32
47/64

3/4
49/64

25/32
51/64
13/16

53/64
27/32

55/64
7/8
57/64

29/32
59/64

15/16
61/64

31/32

mm

10,50
10,72
11,00
1111
11,50
11,51
11,91
12,00
12,30
12,50
12,70
13,00
13,10
13,49
13,50
13,89
14,00
14,29
14,50
14,68
15,00
15,08
15,48
15,50
15,88
16,00
16,27
16,50
16,67
17,00
17,07
17,46
17,50
17,86
18,00
18,25
18,50
18,65
19,00
19,05
19,45
19,50
19,84
20,00
20,24
20,50
20,64
21,00
21,03
21,43
21,50
21,83
22,00
22,23
22,50
22,62
23,00
23,02
23,42
23,50
23,81
24,00
24,21
24,50
24,61
25,00

Decimal
Equivalence
Equivalencia

4134
4219
4331
4375
4528
4531
.4688
4724
4844
4921
.5000
5118
.5156
5312
5315
.5469
5512
.5625
.5709
.5781
.5906
.5938
.6094
.6102
.6250
.6299
.6406
.6496
.6562
.6693
.6719
.6875
.6890
.7031
.7087
.7188
.7283
7344
.7480
.7500
.7656
7677
7812
.7874
.7969
.8071
.8125
.8268
.8281
.8438
.8465
.8594
.8661
.8750
.8858
.8906
.9055
.9062
.9219
.9252
.9375
.9449
.9531
.9646
.9688
.9843

Inches
Pulgadas
Pouces

63/64
1
11/64
11/32
1 3/64
11/16
15/64
13/32
17/64
11/8
19/64
15/32
1 11/64
1.3/16
113/64
17/32
115/64
11/4
117/64
19/32
119/64
15/16
1 21/64
1 11/32
123/64
13/8
125/64
113/32
127/64
17/16
129/64
115/32
1 31/64
11/2
1 33/64
117/32
1 35/64
19/16
137/64
119/32
1 39/64
15/8
1 41/64
1 21/32
143/64
111/16
1 45/64
1 23/32
147/64
13/4
149/64
1 25/32
1 51/64
113/16
153/64
1 27/32
1 55/64
17/8
1 57/64
129/32
1 59/64
115/16
1 61/64
1 31/32
163/64
2

Decimal

mm Equivalence

Equivalencia
25,00 .9844
25,40 1.0000
25,80 1.0156
26,19 1.0313
26,59 1.0469
26,99 1.0625
27,38 1.0781
27,78 1.0938
28,18 11094
28,58 11250
28,97 11406
29,37 11563
29,77 11719
30,16 11875
30,56 1.2031
30,96 1.2188
31,35 1.2344
31,75 1.2500
32,15 1.2656
32,54 1.2813
32,94 1.2969
33,34 1.3125
33,73 1.3281
34,13 1.3438
34,53 1.3594
34,93 1.3750
35,32 1.3906
35,72 1.4063
36,12 1.4219
36,51 1.4375
36,91 1.4531
37,31 1.4688
37,70 1.4844
38,10 1.5000
38,50 1.5156
38,89 1.5313
39,29 1.5469
39,69 1.5625
40,08 1.5781
40,48 1.5938
40,88 1.6094
41,28 1.6250
41,67 1.6406
42,07 1.6563
42,47 1.6719
42,86 1.6785
43,26 1.7031
43,66 1.7188
44,05 1.7344
44,45 1.7500
44,85 1.7656
45,24 1.7813
45,64 1.7969
46,04 1.8125
46,43 1.8281
46,83 1.8438
47,23 1.8594
47,63 1.8750
48,02 1.8906
48,42 1.9063
48,82 1.9219
49,21 1.9375
49,61 1.9531
50,01 1.9688
50,40 1.9844
50,80 2.0000
izartool.com



Cutting Tool Materials
Material de la Herramienta
Matériaux des outils de coupe

CARBIDE / METAL DURO / CARBURE

International Identif.
Identif. Internacional
Identif. internationale

Quemical Comp.
Comp. Quimica
Comp. chimique

International Identif.
Identif. Internacional
Identif. internationale

Quemical Comp.
Comp. Quimica
Comp. chimique

Micrograno+

Comp.

Carbide/MD | | Mat: Micro-grain
Carbure c WC 89,3, Co 10%, 0,7
: omp. o
Micrograno (Nb-Ti-Ta) : :
Grain/Grano/Grain ?i/::;y Fine / Muy Fino / Tres
Hardness/Dureza/Dureté 1700 HV
Breaking Resist.
Resist. Rotura 3.800 N/mm2
Résistance ruptures
Carbide/MD | | Mat: Micro-grain+
Carbure WC 89,3, Co 6%, 0,7

(Nb-Ti-Ta)

Grain/Grano/Grain

Very Fine / Muy Fino / Trés
fine

Résistance ruptures

Hardness/Dureza/Dureté 1820 HV
Breaking Resist.
Resist. Rotura 3.600 N/mm2

Carbide/MD
Carbure
Grano UF

Mat: Ultra-fine grain

Comp.

WC 85,6, Ti/Ta (Ni)C 0,9,
Co 12%

Grain/Grano/Grain

Ultrafine / Ultrafino / Ultrafin

Hardness/Dureza/Dureté 1750 HV
Breaking Resist.
Resist. Rotura 4.200 N/mm?

Résistance ruptures

TCT

Mat: Welded Carbide
Micro-grain Carbide tip /
Punta MD micrograno /
c Foret pointe carbure trés fine
omp.

HSS body /
Cuerpo HSS / Corps HSS

PMX

AISI: ASP*

This is a brandname belonging to Erasteel

C:1,60%/Cr: 4,80% | W:10,50%
V:5,00% / Mo: 2,00% / Co: 8,00%

*(or equivalents) *(6 equivalentes) *(OU similaires)

Cobalt

International Identif.
Identif. Internacional
Identif. internationale

Quemical Comp.
Comp. Quimica
Comp. chimique

AISI: M-42*

C:1,10%

0,
8% DIN: 1.3247

Cr: 3,90%

AFNOR:
Z110DKCWY

W:1,40%

EN: HS 2-9-1-8

V:1,20%

UNE: F-5617

Mo: 9,20%

Co: 8,00%

International Identif.
Identif. Internacional
Identif. internationale

Quemical Comp.

Comp. Quimica
Comp. chimique

Cobalt AISI: M-35* C:0,92%
5% . . 9
DIN: 1.3243 Cr:4,10%
AFNOR: Z85WDKCV | W: 6,40%
EN: HS 6-5-2-5 V:1,90%
UNE: F-5613 Mo: 5,00%
Co: 4,80%

*(or equivalents) *(6 equivalentes) *(OU similaires)

International Identif.
Identif. Internacional
Identif. internationale

Quemical Comp.
Comp. Quimica
Comp. chimique

*(or equivalents) *(6 equivalentes) *(OU similaires)

AIS|: M-2* C:0,90%
HSS DIN: 1.3343* Cr: 4,10%
AFNOR: Z85WDCV* | W: 6,40%
EN: HS 6-5-2* V:1,80%
UNE: F-5603* Mo: 5,00%

HSS-XT

Special alloy
Aleacion especial
Alliage spécial

*(or equivalents) *(6 equivalentes) *(OU similaires)
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Coatings
Recubrimientos
Revétements

TiAICrN base
BORDEAUX Base TiAICrN
Base TiAICIN

Hardness / Dureza / Dureté HV(0,05) | 2.850

Oxidation / Oxidacién / Oxidation 800°C

Rubbing Coefficient
Coeficiente Friccién / Coéficient Friction

0,25

Colour / Color / Couleur:
Copper Pink / Rosado cobrizo / Rose cuivré

Nanocrystalline Diamond
DIAMAX Diamante Nanocristalino

Diamant nanocristallin

Hardness / Dureza / Dureté HV(0,05) | 10.000

Oxidation / Oxidacién / Oxidation 800-850°C

Rubbing Coefficient
Coeficiente Friccién / Coéficient Friction

Colour / Color / Couleur:
Black / Negro / Noir

Titanium Silicon Nitride
SUA Nitruro de Titanio Silicio
Nitrure de Silicium-Titanium

CROMAX

IRIS

AICrN Base

Base AICrN

Base AICIN

Hardness / Dureza / Dureté HV(0,05) | 3.200
Oxidation / Oxidacién / Oxidation 1.100°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 0.35

Colour / Color / Couleur:
Shinning Grey / Gris Brillante / Gris Clair

Carbon ta-C Base
Base Carbono ta-C
Base Carbone ta-C

Hardness / Dureza / Dureté HV(0,05) | > 6.500

Oxidation / Oxidacién / Oxidation >500°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 0,30-1,50

Colour / Color / Couleur:
Rainbow / Arco Iris / Arc-en-ciel

TIALCN

Hardness / Dureza / Dureté HV(0,05) | 3500+-300

Titanium Aluminium Carbonitride
Carbonitruro de Titanio-Aluminio
Carbo Nitrure d “Aluminium-Titanium

Oxidation / Oxidacién / Oxidation 1000-1100°C

Rubbing Coefficient

Coeficiente Friccion / Coéficient Friction 0,45

Colour / Color / Couleur:
Copper / Cobre / Cuivre

Titanium-Aluminium Carbo-Nitride
Carbo-Nitruro de Aluminio-Titanio
Carbo-Nitrure d“Aluminium-Titanium

TIALN-
TOP

Hardness / Dureza / Dureté HV(0,05) | 3.300

Oxidation / Oxidacion / Oxidation 900°C

Rubbing Coefficient

Coeficiente Friccion / Coéficient Friction 0,30-0,35

Colour / Color / Couleur:
Violet-Grey / Violeta-Gris / Violet-Gris

Titanium-Aluminium-Silicon Nitride
TIALSIN Nitruro de Titanio-Aluminio-Silicio

Nitrure de Titanium-Aluminium-Silicium

Hardness / Dureza / Dureté HV(0,05) | 3.500+500

Oxidation / Oxidacién / Oxidation 900°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 0.45

Appropiate for Dry Use
Adecuado para Uso en Seco
Parfait usinage sans refroidir

Colour / Color / Couleur:
Anthracite / Antracita / Anthracite

TIN

ZIRKONIO

Hardness / Dureza / Dureté HV(0,05) | 3.200

Oxidation / Oxidacién / Oxidation 900°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 04

Colour / Color / Couleur:
Pink gold / Oro rosa / Or rose

Titanium Aluminium Carbonitride
Carbonitruro de Titanio-Aluminio
Carbo Nitrure d “Aluminium-Titanium

Hardness / Dureza / Dureté HV(0,05) | 3.200

Oxidation / Oxidacién / Oxidation 900°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 04

Colour / Color / Couleur:
Pink gold / Oro rosa / Or rose

Zirkonium Nitride
Nitruro de Zirconio
Nitrure de Zirkonium

Hardness / Dureza / Dureté HV(0,05) | 2.300+200

Oxidation / Oxidacién / Oxidation 660-1.100°C

Rubbing Coefficient

Coeficiente Friccién / Coéficient Friction 0.50

Colour / Color / Couleur:
Pale Yellow / Amarillo palido / Jaune pale

izartool.com @




Symbol Index
Indice Simbolos
Index de symboles

Drilling - Taladrado - Percage

Carbide Tipped
Punta Metal Duro
Pointe carbure

N

Point Angle
Angulo Punta
Angle de pointe

7| 3-Flat Shank
Mango 3 Planos

=
o
v/

Attachement 3 plans

Split Point DIN
1412 “C” type
Afilado en Cruz
Tipo DIN 1412 “C”
Affltage en croix
type DIN 1412 “C”

Helix Angle
Angulo de Hélice
Angle d’hélice

Countersink
Avellanado
Fraisage

Threading - Roscado - Taraudage

Tap Point Type
Tipo Entrada Macho

C 2-3h

e

GUN Chamfer
Entrada GUN

| Type d'entrée de taraud GUN | Entrée GUN
Milling - Fresado - Fraisage
1Z= 1 Flute 27Z= 2 Flutes
C@ 1Z= 1 Diente 2Z= 2 Dientes
1Z= 1 Dent 27= 2 Dents
6-8 Z= 6 Flutes. Uneven
Super-Finishing _ | displacement 2Z
6-8 Z= 6 Dientes. "o=p | Desplazamiento
Super-Acabado desigual 2Z
6-8 Z= 6 Dents. Déplacement
Super-finition irrégulier 2Z

Radial End Mill
Fresa Radial
Fraise hémisphérique

Mirror Polished
Pulido Espejo
Polyglass

Fine Pitch Roughing
Desbaste Fino
Ebauche pas fin

&
=
¥

&
—

dIﬂ 7% __________ @E OAL: Overall length

Largo total
Longueur totale

LBS

Trochoidal milling
Fresado trocoidal
Fraisage trochoidal

Weldon Shank
Mango Weldon
Queue Weldon

Coarse Roughing
Desbaste Grueso
Ebauche

LOC

OAL

@ izartool.com
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2=1/2

ww
(03]
o

Q
H
H

Vv

T
ras

Split Point DIN 1412
“A” type

Afilado Tipo DIN
1412 “A”

Affutage pointe type
DIN 1412 “A”

Reduced Shank
Mango Rebajado
Queue réduite

Helix Angle
Angulo de Hélice
Angle d’hélice

3Z= 3 Flutes
3Z= 3 Dientes

3Z= 3 Dents

Uneven
displacement 3Z
Desplazamiento

azp

desigual 3Z

Déplacement
irrégulier 3Z

Radius End Mill
Fresa Torica
Fraise torique

Plain Shank
Mango Liso
Queue plaine

O

Roughing & Finishing
Desbaste Medio
Semi-finition

LOC: Length of cut
Largo de corte
Longueur utile

Universal Relieved Cone Point
Punta Cédnica con Afilado Universal
Pointe conique universelle

Power Tool Special
Especial Taladro Bateria
Spécial perceuse a main

External Cooling Slots
Ranuras Exteriores Refrigeracion
Rainures extérieurs refroidissement

4-5 Z= 4-5 Flutes. Center Cutting
4-5 Z= 4-5 Dientes. Corte al Centro
4-5 7= 4-5 Dents. Coupe au centre

Uneven
displacement 4Z

Desplazamiento
desigual 47

Déplacement
irrégulier 42

Straight End Mill with 45° Chamfer
Fresa Recta con Chaflan 45°
Fraise droite avec chanfrein 45°

Keyway
Chavetero Longitudinal
Rainure longitudinale

LBS: Length below shank
Largo de corte mas cuello
Longuer du cou+utile

>



General Sale Conditions

1. PAYMENT TERMS
Payment transfer within 30 days of invoice date. NET.

2. FIXED DUE DATE
In the case of fixed payment dates that exceed the stipulated
deadlines we will use the fixed date, but immediately before, when
appropriate, with the maximum period in any event being 60 days from
the invoice or shipment date.

3. SAFETY
The goods will travel at the sole risk and expense of the buyer, who
also is in charge of premium insurance, in cases where the customer
wishes to insure them.

4. COMPLAINTS
Complaints made within 8 days of receipt of the material will
be addressed, but no returns will be accepted without the prior
knowledge of the Factory.

5. RETURNS

Returns will only be accepted if due to manufacturing defects or
errors attributable to IZAR CUTTING TOOLS S.A.L. No returns will
be accepted without prior authorisation from the Factory or our
delegate or representative. Returns must be via prepaid freight and
accompanied by the original invoice. We do not accept returns on
promotional products or gift saw blade cases. All returns will incur a
debit note of 20% of the product’s value for handling purposes and
Quality Control inspections.

6. CONDITIONS
Acceptance of the goods without immediate rejection by the
buyer implies approval of these general conditions of sale, and any
modifications to them shall only be valid if IZAR CUTTING TOOLS
S.A.L. agrees in writing.

7. V.AT.
The prices are subject to Value Added Tax (VAT), while the
corresponding surcharge is the customer’s responsibility.

Condiciones Generales Venta

1. CONDICIONES DE PAGO
Giro a 30 dias f.f. NETO.

2. VENCIMIENTOS FIJOS
En caso de fechas fijas de pago que rebasen los plazos estipulados
giraremos a la fecha fijada pero inmediata anterior, seguin corresponda,
siendo el plazo maximo en todo caso de 60 dias, fecha factura o envio.

3. SEGURO
Las mercancias viajardn por exclusiva cuenta y riesgo del comprador,
siendo siempre a cargo del mismo la prima del seguro que se realice,
en los casos que el cliente desee asegurarla.

4. RECLAMACIONES
Se atenderan aquellas reclamaciones que se planteen dentro de los
8 dias siguientes a la recepcion del material no aceptando ninguna
devolucidn sin el previo conocimiento de Fabrica.

5. DEVOLUCIONES

Solo se aceptardn las devoluciones por defecto de fabricaciéon o
error atribuible a IZAR CUTTING TOOLS S.A.L. No se aceptaran
devoluciones sin previa autorizaciéon de Fabrica o de nuestro delegado
o representante. Las devoluciones seran a portes pagados e irdn
acompafadas de la factura original. No se admitiran devoluciones
procedentes de promociones ni en estuches defectuosos. Toda
devolucién originard una nota de cargo por el 20 % de su valor en
concepto de manipulacién e inspeccién de control de calidad.

6. CONDICIONALIDAD
La aceptacién de las mercancias sin el rechazo inmediato por parte del
comprador supone la aprobacién de estas condiciones generales de
venta y su modificacién sélamente tendra validez si consta por escrito
la conformidad de IZAR CUTTING TOOLS S.A.L.

7. LV.A.

Los precios estan sujetos al Impuesto sobre el Valor Afiadido, siendo
a cargo del cliente el recargo correspondiente.

Y

10.

1.

12.

13.

10.

1.

12.

13.

WARRANTIES

All tools are guaranteed against any manufacturing and material
defect, and IZAR cannot be held responsible for any improper use
of the tools. In all cases, IZAR’s liability is limited to the value of the
supplied tool.

We reserve the right to modify the dimensions, quality of steel and the
general technical characteristics of the tools without prior notice. No
tool can be replaced without a prior report from our Quality Control
Department.

SHIPPING

Shipments with carriage paid will be provided for all orders with a net
invoice value exceeding €/$ 180 net per shipment in the mainland
and the Balearic Islands; €/$ 300 in the Canary Islands, Ceuta, Melilla,
and Andorra. In any case, IZAR reserves the right to use the most
economical shipping method. In cities where IZAR has established
distribution depots, this clause will apply to re-shipping to other towns
in the province.

MINIMUM ORDER AMOUNT
The minimum order amount is €/$ 60 net.

TITLE RESERVATION

Our sales are always considered to be subject to reserved property
rights according to Article 1506 of the Spanish Civil Code until all due
payments have been made in full.

COMPETENT JURISDICTION

To resolve any discrepancy regarding the interpretation of these
conditions, or any litigation due to a breach by either party, both
parties shall submit to the jurisdiction of the Courts and Tribunals of
Bilbao, waiving any other jurisdiction to which they may otherwise be
entitled.

EURO / DOLLAR ROUNDING SYSTEM (2 DECIMALS)
The company applies the legal regulations in force regarding this
matter in its IT systems.

GARANTIAS

Todas las herramientas estan garantizadas contra cualquier defecto de
fabricacién y materiales, sin responsabilizarse Fabrica de la utilizacién
inadecuada de las mismas. En todo caso, nuestra responsabilidad
estara limitada al valor de la herramienta suministrada.

Nos reservamos el derecho de modificar, sin previo aviso, las
dimensiones, calidades del acero y en general todas las caracteristicas
técnicas de las herramientas. No sera sustituida ninguna herramienta
sin el informe previo de nuestro Departamento de Control de Calidad.

PORTES

Se suministrardn con franquicia de portes todos aquellos envios
cuyo valor neto de factura supere los 180 €/$ netos por cada envio
en territorio peninsular e Islas Baleares; 300 €/$ en Canarias, Ceuta,
Melilla, Andorra y Portugal. En cualquier caso Fabrica se reserva el
derecho de utilizar el medio de envio mas econdmico.

En las capitales donde Fabrica tenga establecidos depdsitos de
distribucion, esta cldusula se aplicard para las reexpediciones a otras
poblaciones de la provincia.

IMPORTE MINiMO POR PEDIDO
Queda establecido como pedido minimo la cantidad de 60 €/$ netos.
Los pedidos inferiores se cobraran al contado o por reembolso.

RESERVA DE DOMINIO

Nuestras ventas se consideran siempre bajo la condicidon de Reserva
de dominio segun el articulo 1.506 C.C. hasta que se haya hecho
efectivo integramente el pago de todo lo adeudado.

JURISDICCION COMPETENTE

Para cualquier discrepancia acerca de la interpretacion de estas
condiciones o litigio por razén de incumplimiento por cualquiera de
las partes se someten ambas al fuero de los Juzgados y Tribunales de
Bilbao, con renuncia al que pudiera corresponderles.

SISTEMA DE REDONDEO DEL EURO / DOLAR (2 DECIMALES)
La empresa aplica en sus sistemas informaticos la normativa legal

vigente en esta materia.
izartool.com @



Conditions Générales de Vente

CONDITIONS DE PAIEMENT
Les paiements s’effectuent a 30 jours.

ECHEANCES

Quelle que soit la date fixée pour le paiement des factures, celui ci
doit étre effectué au maximum 60 jours aprés I'envoi ou la date de
facture.

ASSURANCE
Le risque lié a I'envoi des marchandises est assumé exclusivement
par I'acheteur, toute latitude Iui étant laissée s'il désire les assurer.

RECLAMATIONS

Seront prises en compte les réclamations portées ala connaissance de
IZAR dans un délai de 8 jours suivant la réception des marchandises.
Aucun retour ne sera accepté si cette condition préliminaire n'est pas
satisfaite.

RETOURS

Seront acceptés les retours de marchandises pour défaut de
fabrication ou erreur imputable a IZAR. Ne sera accepté aucun retour
de marchandises sans accord préalable de notre part ou de notre
représentant.

Les retours s'effectueront port payé et seront accompagnés de la
facture originale. En aucun cas ne seront acceptés les retours de
marchandises liées a des promotions ou en emballages défectueux.
Les avoirs seront minorés de 20% de la valeur de la marchandise
pour manipulation et inspection du contréle de qualité.

CONDITIONNALITE

L'acceptation des marchandises de la part de l'acheteur implique
'acceptation de ces conditions générales de vente et leur
modification ne sera valable qu'aprés approbation écrite de la part
de IZAR.

10.

mn.

12.

13.

T.V.A.
Les prix ne sont pas assujettis a la Taxe sur la Valeur Ajoutée.

GARANTIES

Tous les outils sont garantis contre les défauts de fabrication, IZAR
ne pouvant en aucun cas étre rendu responsable en cas d'utilisation
inadéquate de ceux-ci. En tout état de cause, notre responsabilité se
limitera a la valeur de l'outil fourni.

Nous nous réservons le droit de modifier, sans information
préalable, les dimensions, qualités d'acier et en général toutes les
caractéristiques techniques des outils. Aucun outil ne sera remplacé
sans l'avis préalable de notre département de contrble de qualité.

PORTS

Seront expédiées en franco de port en France Métropolitaine toutes
les commandes dont le montant net dépasse ou est égal a 300
€/$. IZAR se réserve le droit d'utiliser le moyen de transport le plus
économique.

MONTANT MINIMUM DES COMMANDES
Le montant minimum des commandes est de 60 €/$ nets.

RESERVE DE PROPRIETE
IZAR conserve tous les droits de propriété sur ses ventes jusqu'au
paiement intégral des sommes dues.

JURIDICTION COMPETENTE

Tout litige relatif a linterprétation de ces conditions ou au
manquement de l'une des parties a ses obligations est de la
compétence du Tribunal de Commerce de Bilbao.

ARRONDI DE L'EURO / DOLLAR (2 DECIMALES)
L'entreprise utilise pour son systeme informatique la norme Iégale en
vigueur sur ce sujet.

Continuous improvement in quality control

izartool.com




>

!

Search by reference (Ref. - Page)
Busqueda por referencia (Ref. - Pagina)
Recherche par référence (Ref. - Page)

Ref. Pag. Ref. Pag. Ref. Pag. Ref. Pag. Ref. Pag.
0910 | 26 3102 | e 4075 | 5051 | | 7400 | 169 7600 | 152
0911 | 28 3103 | 64 7401 | 110 7620 | 154
1070 38 3104 59 7001 175 7402 171 7630 153
3106 93 7002 174 7403 108 7640 138
1370 | 48 3107 | 80 7003 | 175 7406 | 104 7644 | 126
1380 | 49 M2 | 82 7009 | 174 7810 | 168 7666 | 151
314 | 60 7070 | 50 781 | 156 7689 | 121
1493 | 54 36 | 94 7071 | 51 7812 | 170 7600 | 139
1495 = 54 3123 | 72 7813 | 157 7696 @ 127
1496 55 3124 69 7200 173 7414 172
3126 | o1 7203 | 166 7415 | 158 7784 | T4
1700 | 34 3127 | 68 7205 | 165 7817 | 159
1702 | 42 3134 | 62 7220 | 167 7420 | 160 9001 |
1710 | 46 3136 | 92 7283 | 124 7421 | 16
1715 | 41 3141 | 75 7200 | 123 7422 | 13 9370 | 25
1717 | 44 3144 | 58 7825 | 17
1720 | 37 3152 | 86 7300 | 140 7426 | 119
1721 35 3154 65 7302 142 7427 120
1727 | @3 3156 | 95 7304 | 128 7437 | 15
1720 | 33 7306 | 130
1752 | 45 3202 | 85 7307 | 133 7521 | 135
1780 | 20 3204 70 7320 | 136 7530 | 161
1781 | 18 3209 | 79 7324 | 146 7532 | 162
1785 | 24 3212 | 83 7330 | 129 7537 | 164
3214 61 7332 132
3012 | 89 3224 | 71 7340 | 141
3016 | 97 3234 | 63 7342 | 144
3017 | 8 3244 | 73 7370 | 147
3019 | 98 3252 | &7 7372 | 148
3024 | 76 3254 | 66 7377 | 149
3025 | 77 7300 | 145
3026 96 3502 101 7391 134
3032 | 88 3504 | 99
3034 | 67 3505 | 100
3506 | 102
3507 | 100
3519 | 102
3534 | 99

izartool.com @




IZAR CUTTING TOOLS, S.A.L.

C.I.LF.: A-48932826

Parque Empresarial Boroa 2B2
48340 AMOREBIETA (Bizkaia)

Spain
izartool.com

8742

i ot LEE R

e e
[m] Ec e 4448190
izartool.com
fODOInd

8759”

Ref. 0911

0

el

EXPORT SALES

ORDERS & CUSTOMER
ASSISTANCE

COMERCIAL NACIONAL

_ PEDIDOS Y
ATENCION A CLIENTES

SERVICIO TECNICO

VENTES FRANCE

VENDITA ITALIA

All our publications

are printed on
ecological paper

from environmentally
and socially responsible
sources.

Ref. 0910

Todas nuestras
publicaciones se
imprimen en papel

ecoldgico procedente de

fuentes responsables
con el medioambiente
y la sociedad.

export@izartool.com

+34 94 63002 46

comercial@izartool.com

94 63002 41

94 63002 43

france@izartool.com
+34 94 63002 45

italia@izartool.com
+34 94 63002 45

Toutes nos publications
sont imprimées sur du
papier ecologique issu de
sources écologiquement
et socialement
responsables.



	Tabla Materiales   Material Table   Tableau de matériaux
	Tablas Uso   Use Tables  Tableaux usage
	Carbide Drilling Use Table   Tabla Uso Taladrado    Tableau usage Perçage 
	Threading Use Table   Tabla Uso Roscado   Tableau usage Taraudage
	Carbide Milling Use Table   Tabla Uso Fresado Metal Duro Tableau usage Fraisage carbure
	Milling Use Table   Tabla Uso Fresado   Tableau usage Fraisage 

	Carbide Drilling - Taladrado Metal Duro - Perçage Carbure
	Solid Carbide Drill Bits   Brocas Metal Duro Integral   Forets carbure
	Center Drills   Brocas Centrar   Forets à centrer

	Drilling. HSS and Cobalt - Taladrado. HSS y Cobalto - Perçage. HSS et Cobalt
	Straight Shank Drill Bits   Brocas Mango Cilíndrico   Forets queue cylindrique
	Morse Taper Shank Drill Bits   Brocas Mango Cónico   Forets queue cône morse
	Center Drills   Brocas Centrar   Forets à centrer
	Annular Cutter Core Drills for Magnetic Drilling Machines   Fresas Huecas Máquinas Electromagnéticas   Fraises à carotter pour unités de perçage électromagnétiques
	Drill Bit Sets   Juegos Brocas   Jeux forets

	Threading - Roscado - Taraudage
	UNC Taps   Machos UNC   Tarauds UNC
	UNF Taps   Machos UNF   Tarauds UNF
	UNEF - UN - NPT Taps   Machos UNEF - UN - NPT   Tarauds UNEF - UN - NPT
	BSW (Whitworth) - BSP (Gas) - BSPT Taps   Machos BSW (Whitworth) - BSP (GAS) - BSPT   Tarauds BSW (Whitworth) - BSP (Gaz) - BSPT
	Dies   Cojinetes   Filières

	Carbide Milling - Fresado Metal Duro - Fraisage Carbure
	Roughing End Mills   Fresas Desbaste   Fraises ébauche
	Finishing End Mills   Fresas Acabado   Fraises finition
	Fiber Composites End Mills   Fresas Fibras / Composites   Fraises Fibres / Composites

	Milling. PMX and Cobalt - Fresado. PMX y Cobalto - Fraisage. PMX et Cobalt
	Fine Pitch Roughing End Mills   Fresas Desbaste Fino   Fraises ébauche pas fin
	Coarse Roughing End Mills   Fresas Desbaste Grueso   Fraises ébauche
	Finishing End Mills   Fresas de Acabado   Fraises finition
	Special End Mills   Fresas Especiales   Fraises spéciales

	Special Drill Bits   Brocas Especiales   Forets spéciaux
	Special End Mills   Fresas Especiales   Fraises spéciales
	Drill Bit Cutting Conditions   Condiciones Corte Brocas   Conditions coupe forets
	End Mill Cutting Conditions   Condiciones Corte Fresas   Conditions coupe fraises
	Inch Based Thread Standards   Estándares de Roscado en Pulgadas   Normes de filetage en pouces
	Technical Information For Threading   Información Técnica sobre Roscado   Informations techniques sur le filetage
	Conversion table   Tabla conversión   Table conversion
	Cutting Tool Materials   Material de la Herramienta   Matériaux des outils de coupe
	Coatings   Recubrimientos   Revêtements
	Symbol Index   Índice Simbolos   Index de symboles
	General Sale Conditions Conditions   Condiciones Generales de Venta
	Générales de Vente
	Search by reference (Ref. - Page)   Búsqueda por referencia (Ref. - Página)   Recherche par référence (Ref. - Page)



