253MA (853MA metric) /z=3 Technical information:
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Balinit® X.CEED Coated

Balinit® X.CEED-Beschichtet
Recubrimiento de Balinit® X.CEED
Revétement Balinit® X.CEED
Rivestimento in Balinit® X.CEED
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‘ ' Solid submicron grain carbide end mill - center cutting
‘ High performance machining
‘ Rigid work holding, machine stability and part integrity are critical!
Dry or semi-dry machining +
‘ ‘\ Up to 40% faster than uncoated EDP# Dgrﬁ eter Sﬁl;ﬁk OvleIraII Flluzte
;Iots stalnlejs;tfeel attar: a><|altde|pth of 25% of diameter Decimal Metric Diameter | Length Length
ecommended for stainless stee
Sharp comers (Can be modified with a corner radius) NEW [l0s s £:00 2.0 28 8
Uncoated - page 89 NEW 10357 1181 3,00 3,0 50 12
TICN Coated - page 91 NEW 86137 | .1250 1/8" 3,17 1/8" 1-1/2" 1/4"
Hochleistungs- Vollhartmetallfraser aus Feinkornhartmetall - Zentrumsschnitt NEw 86147 1250 1/8" 317 178" 2 /2
Hochleistungsbearbeitung NEw 10387 1575 4,00 6,0 50 8
Gute Werkstiickspannung, Machschinenstabilitét und Teileintegration sind entscheidend ! NEW 10397 1575 4,00 6,0 50 12
Trocken oder Halbtrockene Bearbeitung 86157 1875 3/16" 4,76 3/16" 2" 5/16"
Bis zu 40% schneller als unbeschichtete Werkzeuge 86167 1875 3/16" 4,76 3/16" " 9/16"
Nutfrasen von Rostfreiem Stahl mit einer Axialzustellung von 25% des Durchmessers 86187 1875 3/16" 4,76 3/16" 3 qn
Empfohlen fiir Rostfreiem Stahl
10407 .1969 5,00 5,0 50 8
Scharfe Schneidecken (Kann mit einem Eckenradius modifiziert werden) 7 o =0 =T D o
Unbeschichtet - Seite 89 : v '
TICN-Beschichtet - Seite 91 10017 | 2362 6,00 6,0 50 12
@ Fresa de submicrograno sélido carburo de alto rendimiento - corte centrado 10027 2362 6,00 6,0 65 19
Mecanizado de alto rendimiento 10037 -2362 6,00 6,0 75 32
La sujeccion firme del itil, la estabilidad de la maquina y la integridad de las piezas son cruciales 86207 | .2500 1/ 6,35 1/ 2 1/2
Mecanizado seco o semiseco 86227 .2500 1/4" 6,35 1/4" 2-1/2" 3/4"
Hasta un 40% més rapido que sin recubrimiento 86247 .2500 1/4" 6,35 1/4" 3" 1-1/4"
Ranurado de acero inoxidable a una profundidad axial del 25% del didmetro 86267 3125 5/16" 7,94 5/16" " 7/16"
Recomendado para acero inoxidable 86277 3125 5/16" 7,94 5/16" 2:1/2" 13/16"
gis:L::;Zizfrﬂ\z?::tso(ﬁ;:;iesr:od|ﬁcar con un éngulo redondeado) 86287 3125 5/16" 794 5/16" & 1-1/4"
Recubrimiento de TiCN - Pégina 91 10427 3150 8,00 8,0 50 n
10047 3150 8,00 8,0 65 20
Fraises carbure submicrograin - coupe au centre 16057 3750 3.00 3.0 75 32
Pour haute performance l'usinage : . z " N »
Le serrage et la stabilite de la piece, la rigidite de la machine et 'atatchment de I'outil sont tres importantes 86307 3750 3/8 9,52 3/8 2 172
Usinage a sec ou avec l'air 86327 .3750 3/8" 9,52 3/8" 2-1/2" 1"
40% plus rapide que le non revetu 86347 .3750 3/8" 9,52 3/8" 3-1/2" 1-1/2"
Rainurage de I'acier iqoxy}iable avec profondeur de coupe axiale equivalente a 25% du diametre 10067 3937 10,00 10,0 50 12
Recc:mmar]dee pour aciers moT(fydabIes . 10077 3937 10,00 10,0 75 25
éggserseszltr:nu; (nPteu; :tr: g]godl ier avec un rayon de coin) 10087 3937 10,00 10,0 88 38
Revétement TICN - Pa%e 91 86367 4375 7/16" 11,11 7/16" 2-1/2" 9/16"
86377 4375 7/16" 11,11 7/16" 2-3/4" 1"
Super sub-micrograno metallo duro - taglio al centro " " " "
Alte prestazioni per lavorazioni di inox 86387 4375 7/16 1,11 7116 4 2
Serraggio rigido, macchina stabile e ottimo bloccaggio del pezzo sono necessari! 10097 A724 12,00 12,0 65 16
Lavorazione a secco 0 a umido 10107 4724 12,00 12,0 75 25
40% pil1 veloce rispetto non rivestito 10117 4724 12,00 12,0 100 50
Lavorazione dal pieno su inox con profondita di taglio consigliata pari al 25% del diametro 86407 .5000 172" 12,70 172" 2-1/2" 5/8"
Rac;oman@ata per lavorazioni su inox A 86427 5000 1/2" 12,70 1/2" 3" 1
'I,:‘aogr:iri\\jss\t/;:: (I;:Zi:zs;;e modificata con un raggio) 86447 5000 172" 12,70 172" 4" o
Rivestimento in TiCN - Pagina 91 105157 ZB12 %00 L0 53 1S
e T - 10447 | 5512 14,00 14,0 75 25
Ot Eiﬁﬁfggﬂgf$ﬁﬁ’ﬁllﬁi%ﬁjj LA 10457 | 5512 1400 | 140 | 100 50
T GERE} " " " "
IR TR ARUE D R P T B BB g6d67 | 5625 9NE' 1429 | 916 3 7/8
FRBEFAHINT 86477 | .5625 9/16" 14,29 9/16" 312" | 1-1/4"
BRIV 2 T L L T 48 o o 20 75400% 86487 5625 9/16" 14,29 9/16" 6" 2-1/2"
LA25% FLAE (A I YA FE L ) SRS 86507 6250 5/8" 15,87 5/8" 3" 7/8"
HetE ML 86527 | .6250 5/8" 15,87 5/8" 3-1/2" | 1-1/4"
R (U ) 86547 | 6250 5/8" 1587 5/8" 6" 2-1/2"

I - 8971
TICN ¥z - 9170
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253MA (853MA metric) / z = 3 (continued)
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a. EDP# Diameter Shank Overall Flute

T w Decimal Metric Diameter Length Length

(C] 10127 6299 16,00 16,0 75 20

— 10137 6299 16,00 16,0 88 32

= 10147 6299 16,00 16,0 150 65
10167 .7087 18,00 18,0 100 38
10177 .7087 18,00 18,0 150 75
86607 .7500 3/4" 19,05 3/4" 3-1/2" 1"
86627 .7500 3/4" 19,05 3/4" 4" 1-1/2"
86647 .7500 3/4" 19,05 3/4" 6" 3"
10467 7874 20,00 20,0 75 22
10187 7874 20,00 20,0 100 38
10197 7874 20,00 20,0 150 75
10217 9843 25,00 25,0 100 28
10487 9843 25,00 25,0 100 50
10497 9843 25,00 25,0 150 82
86697 1.000 1" 25,40 1" 4" 1-1/8"
86727 1.000 1" 25,40 1" 4" 2"
86747 1.000 1" 25,40 1" 6" 3-1/4"
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