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%VP�.JMM�JTU�FJO�'S¤TLPO[FQU�NJU�EFN�FT�HFMVOHFO�JTU���HFPNFUSJTDI�
WFSTDIJFEFOF�8FOEFTDIOFJEQMBUUFO�JO�FJOFN�1MBUUFOTJU[�[V�TQBOOFO�
Duo-Mill is a milling concept where we successfully can locate 
��HFPNFUSJDBMMZ�EJGGFSFOU�JOEFYBCMF�JOTFSUT�JOUP�UIF�TBNF�JOTFSU�QPDLFU�
%VP�.JMM�¨�VO�JOOPWBUJWP�DPODFUUP�EJ�GSFTBUVSB�DIF�QFSNFUUF�EJ�BMMPHHJBSF�
due inserti geometricamente diversi in un unica sede.

%JFT�FSN¶HMJDIU�WFSTDIJFEFOF�'S¤TCFBSCFJUVOHFO�NJU�OVS�FJOFN�
5S¤HFSXFSL[FVH�EVSDI�[XFJ�VOUFSTDIJFEMJDIF�"OTUFMMXJOLFM�
#Z�DIBOHJOH�UIF�JOTFSU�XF�PGGFS�EJGGFSFOU�NJMMJOH�PQFSBUJPOT�XJUI
just one cutter body.
-B�TPMB�TPTUJUV[JPOF�EFMMɈJOTFSUP�QFSNFUUF�EJ�PUUFOFSF�EVF�PQFSB[JPOJ�
di fresatura differenti utilizzando il medesimo corpo fresa.

&DLGS¤TFO�VOE�)'$�'S¤TFO�NJU�OVS�FJOFN�8FSL[FVH
Square shoulder and high feed (HFC) milling with just one tool
Spallamento retto e fresatura ad alto avanzamento con 
un solo corpo fresa

4ZTUFNWPSTUFMMVOH
Introduction
Caratteristiche del sistema

��(SVOEIBMUFS�G¼S���WFSTDIJFEFOF�#FBSCFJUVOHT�
N¶HMJDILFJUFO�EVSDI�FJOGBDIFO�"VTUBVTDI�EFS�
8FOEFTDIOFJEQMBUUF�
1 holder for 2 different applications by a simple 
change of indexable insert.

��DPSQP�VUFOTJMF�QFS���BQQMJDB[JPOJ��CBTUB�
DBNCJBSF�MɈJOTFSUP�
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'BLUFO
ɏ� Eckfräsen und HFC-Fräsen mit nur einem Trägerwerkzeug.
f  .BYJNBMF�&JOTQBSVOH�WPO�8FSL[FVHUS¤HFSLPTUFO�

ɏ� 2 verschiedene Wendeschneidplattengrößen auf gleichem Trägerwerkzeug montierbar.
f  )PIF�'MFYJCJMJU¤U�G¼S�WJFMF�#FBSCFJUVOHT�BVGHBCFO�

ɏ� Schaftfräser und Einschraubfräser von 25 mm – 42 mm Durchmesser und 
Aufsteckfräser von 40 mm – 160 mm Durchmesser.
f  %VSDIH¤OHJHFT�8FSL[FVHQSPHSBNN�G¼S�WJFMF�#FBSCFJUVOHTBVGHBCFO�

ɏ� Präzisionsgefertigte und geschliffene Wendeschneidplatten mit speziellen Geometrien.
f  ,PTUFOH¼OTUJHF�VOE�PQUJNBMF�-¶TVOH�G¼S�TJDIFSF�'S¤TCFBSCFJUVOH�

ɏ� 4 effektive Schneidkanten mit 90° beim Eck- und HFC-Fräsen.
f  )¶DITUF�&GGFLUJWJU¤U�

Features
ɏ� Square shoulder and HFC-milling with just one tool.
f  .BYJNVN�TBWJOHT�PO�UPPM�DPTUT�

ɏ� 2 different indexable inserts for the same tool.
f  'MFYJCJMJUZ�GPS�NPSF�BQQMJDBUJPOT�

ɏ� Weldon shank and screw shank tools from diameter 25 mm – 42 mm 
and shell mill cutters from 40 mm – 160 mm diameter.
f  $PNQMFUF�SBOHF�GPS�NPSF�BQQMJDBUJPOT�

ɏ� Precision fi nished and ground indexable inserts with dedicated geometries.
f  $PTU�FG �̇DJFOU�BOE�PQUJNVN�TPMVUJPOT�GPS�TFDVSF�NJMMJOH�PQFSBUJPOT�

ɏ� 4 effective cutting edges.
f  .BYJNVN�FG �̇DJFODZ�

Caratteristiche
ɏ� Spallamento retto ed alto avanzamento con un solo utensile.
f  .BTTJNB�SJEV[JPOF�EFJ�DPTUJ�

ɏ� 2 diversi inserti per lo stesso corpo fresa.
f  'MFTTJCJMJU �QFS�QJ¹�BQQMJDB[JPOJ��

ɏ� Gamma corpi fresa con attacchi Weldon e con attacco fi lettato da 25 mm – 42 mm 
e dimensioni manicotti da 40 mm – 160 mm di diametro.
f  (BNNB�DPNQMFUB�QFS�QJ¹�BQQMJDB[JPOJ

ɏ� Inserti precisi, rettifi cati e lappati con geometrie specifi che.
f  4PMV[JPOJ�PUUJNBMJ�QFS�PQFSB[JPOJ�EJ�GSFTBUSVB�

ɏ� Inserti a 4 taglienti effettivi. Fresatura a Spallamento Retto e HFC-Fresatura 
ad alto avanzamento
f  .BTTJNB�FG �̇DJFO[B�

"3/0® Duo-Mill



2

48 "3/0®-Werkzeuge | Fräsen | Milling | Fresatura

#F[FJDIOVOHTTZTUFN� "3/0® Duo-Mill
Designation system
Sistema di numerazione

FDA
F =  Fräser

Face Mill
Fresatura

D =  Duo-Mill
A ���"VGOBINF

Shell mill
Fresa a 
manicotto

190
1 =  Generation

Generation
Versione

������"OTUFMMXJOLFM
Approach angle
Angolo di taglio

063
%VSDINFTTFS�	NN

Diameter (mm)
%JBNFUSP�	NN


R06
3����3JDIUVOH

Direction
Destro

������;¤IOF[BIM
/P��PG�UFFUI
/S��UBHMJFOUJ

10
(S¶�F�EFS�8FOEF�
TDIOFJEQMBUUF
Size of insert
Dimensione inserto

1."
4QBOMFJUTUVGF
$IJQCSFBLFS
Tipo di Rompit-
ruciolo

4%)5
*40�#F[FJDI�
OVOH
ISO code
Codifi ca ISO

"1
"3/0®-
&JOTBU[HFCJFU
"3/0®-
application 
area
"3/0®-
Campo di 
applicazione

2130
4DIOFJEFO�
TUPGGDPEF�*40�
(SVQQJFSVOH
ISO-Cutting 
material code
Tipo Metallo 
Duro Classe 
ISO

10
%VSDINFTTFS�
[mm]
Edge length 
[mm]
-VOHIF[[B�MBUP�
[mm]

&/
4DIOFJELBOUFO�
BVTG¼ISVOH
Edge 
preparation
Tipologia di 
tagliente

04
1MBUUFOTU¤SLF
Insert 
UIJDLOFTT
Spessore 
inserto

02
&DLFOSBEJVT
Corner radius
Raggio di 
punta

5S¤HFSXFSL[FVHF�/ Holders / Corpi fresa

8FOEFTDIOFJEQMBUUFO�/ Indexable Inserts / Inserti
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8FSL[FVHBVTXBIM� "3/0® Duo-Mill
Tool selection
Scelta del corpo fresa

&DLGS¤TFO�/ Square shoulder / Fresatura a Spallamento Retto
"VGTUFDLGS¤TFS�/ Shell mill cutters / Fresa a manicotto  Seite / Page / Pagina 50 – 51
4DIBGUGS¤TFS���$ZMJOESJDBM�TIBOL / Codolo cilindrico  Seite / Page / Pagina 52
&JOTDISBVCGS¤TFS���4DSFX�TIBOL�DVUUFST / Fresa con attacco fi lettato  Seite / Page / Pagina 52

HFC-Fräsen / HFC-milling / HFC-Fresatura ad alto avanzamento
"VGTUFDLGS¤TFS�/ Shell mill cutters / Fresa a manicotto  Seite / Page / Pagina 53 – 54
4DIBGUGS¤TFS���$ZMJOESJDBM�TIBOL / Codolo cilindrico  Seite / Page / Pagina 55
&JOTDISBVCGS¤TFS���4DSFX�TIBOL�DVUUFST / Fresa con attacco fi lettato  Seite / Page / Pagina 55

&DLGS¤TFO
Square shoulder / Fresatura a Spallamento Retto
8FOEFTDIFJEQMBUUFO�/ Indexable inserts / Inserti

Seite / Page / Pagina 60 – 61

HFC-Fräsen 
HFC-milling / HFC-Fresatura ad alto avanzamento
8FOEFTDIFJEQMBUUFO�/ Indexable inserts / Inserti

Seite / Page / Pagina 62 – 63
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA h E a [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%"���������3������� 40 16 40 35 � 4 4%�����ɐ
'%"���������3������� 40 16 40 35 � 6 4%�����ɐ
'%"���������3����� 50 22 40 43 � 5 4%�����ɐ
'%"���������3����� 50 22 40 43 � 6 4%�����ɐ
'%"���������3����� 50 22 40 48 � 7 4%�����ɐ
'%"���������3����� 52 22 40 43 � 4 4%�����ɐ
'%"���������3����� 52 22 40 43 � 6 4%�����ɐ
'%"���������3����� 63 22 40 48 � 6 4%�����ɐ
'%"���������3����� 63 22 40 48 � 8 4%�����ɐ
'%"���������3����� 66 22 40 48 � 4 4%�����ɐ
'%"���������3����� 66 22 40 40 � 6 4%�����ɐ
'%"���������3����� 80 27 50 60 � 8 4%�����ɐ
'%"���������3����� 100 32 50 78 � 10 4%�����ɐ
'%"���������3����� 125 40 60 �� � 12 4%�����ɐ
'%"���������3������� 160 40 60 104 � 14 4%�����ɐ

&DLGS¤TFS / Square shoulder cutter / Frese per spallamenti – Duo-Mill -10
90°

a

d1

d

h

dA

Seite 
Page
Pagina�

mit IK
with ic
con ic

64 – 85

��NJU�1PXFSTDISBVCF�"4������	TJFIF�4FJUF���

* with powerscrew AS 0047 (see page 65)
��DPO�WJUF�QFS�NBOJDPUUP�"4������	WFEJ�QBH����


)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

���PIOF�*OOFOL¼IMVOH
** without internal coolant
���TFO[B�BEEV[JPOF�JOUFSOB
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA h E a [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%"���������3����� �� 22 40 48 ��� � 4%�����ɐ
'%"���������3����� �� 22 40 48 ��� � 4%�����ɐ
'%"���������3����� �� 22 40 48 ��� 4 4%�����ɐ
'%"���������3����� �� 22 40 48 ��� 6 4%�����ɐ
'%"���������3����� 66 22 40 48 ��� 4 4%�����ɐ
'%"���������3����� 80 �� �� �� ��� � 4%�����ɐ
'%"���������3����� �� �� �� 60 ��� � 4%�����ɐ
'%"���������3����� ��� �� �� 86 ��� � 4%�����ɐ
'%"���������3����� ��� 40 60 ��� ��� �� 4%�����ɐ
'%"���������3������ ��� 40 60 ��� ��� �� 4%�����ɐ

&DLGS¤TFS / Square shoulder cutter / Frese per spallamenti – Duo-Mill -15

90°
a

d1

d

h

dA

Seite 
Page
Pagina�

mit IK
with ic
con ic

64 – 85

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

��PIOF�*OOFOL¼IMVOH
* without internal coolant
��TFO[B�BEEV[JPOF�JOUFSOB
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA l l1 a [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%$���������3����� �� �� ��� 48 � 2 4%�����ɐ
'%$���������3����� �� �� ��� 48 � � 4%�����ɐ
'%$���������3����� �� �� ��� 62 � � 4%�����ɐ
'%$���������3����� �� �� ��� 62 � 4 4%�����ɐ

#F[FJDIOVOH�
Designation 
Articolo

E1 EA l l1 a [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%(���������3����� �� .�� �� �� � 2 4%�����ɐ
'%(���������3����� �� .�� �� �� � � 4%�����ɐ
'%(���������3����� �� .�� �� �� � � 4%�����ɐ
'%(���������3����� �� .�� �� �� � 4 4%�����ɐ
'%(���������3����� �� .�� �� �� � 4 4%�����ɐ
'%(���������3����� 40 .�� �� �� � 4 4%�����ɐ
'%(���������3����� 42 .�� �� �� � 4 4%�����ɐ

&DLGS¤TFS / Square shoulder cutter / Frese per spallamenti – Duo-Mill -10

&DLGS¤TFS / Square shoulder cutter / Frese per spallamenti – Duo-Mill -10

90°

a

d Ad 1

l1
l

90°

d 1 d A

a

l1

l

Seite 
Page
Pagina

Seite 
Page
Pagina

�
mit IK
with ic
con ic

�
mit IK
with ic
con ic

64 – 85

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�BC�EFS�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

64 – 85
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA h E aQ�NBY [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%"���������3������� 40 �� 40 �� �� 4 4%�����ɐ
'%"���������3������� 40 �� 40 �� �� 6 4%�����ɐ
'%"���������3����� �� 22 40 �� �� � 4%�����ɐ
'%"���������3����� �� 22 40 �� �� 6 4%�����ɐ
'%"���������3����� �� 22 40 48 �� � 4%�����ɐ
'%"���������3����� �� 22 40 �� �� 4 4%�����ɐ
'%"���������3����� �� 22 40 �� �� 6 4%�����ɐ
'%"���������3����� �� 22 40 48 �� 6 4%�����ɐ
'%"���������3����� �� 22 40 48 �� 8 4%�����ɐ
'%"���������3����� 66 22 40 48 �� 4 4%�����ɐ
'%"���������3����� 66 22 40 40 �� 6 4%�����ɐ
'%"���������3����� 80 �� �� 60 �� 8 4%�����ɐ
'%"���������3����� ��� �� �� �� �� �� 4%�����ɐ
'%"���������3����� ��� 40 60 �� �� �� 4%�����ɐ
'%"���������3������� ��� 40 60 ��� �� �� 4%�����ɐ

HFC-Fräser / HFC-milling cutter / HFC-Fresatura – Duo-Mill -10

a p m
ax

d1

h

d

dA

Seite 
Page
Pagina�

mit IK
with ic
con ic

��NJU�1PXFSTDISBVCF�"4������	TJFIF�4FJUF���

* with powerscrew AS 0047 (see page 65)
��DPO�WJUF�QFS�NBOJDPUUP�"4������	WFEJ�QBH����


���PIOF�*OOFOL¼IMVOH
** without internal coolant
���TFO[B�BEEV[JPOF�JOUFSOB

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

64 – 85
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA h E aQ�NBY [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%"���������3����� �� 22 40 48 �� � 4%�����ɐ
'%"���������3����� �� 22 40 48 �� � 4%�����ɐ
'%"���������3����� �� 22 40 48 �� 4 4%�����ɐ
'%"���������3����� �� 22 40 48 �� 6 4%�����ɐ
'%"���������3����� 66 22 40 48 �� 4 4%�����ɐ
'%"���������3����� 80 �� �� �� �� � 4%�����ɐ
'%"���������3����� �� �� �� 60 �� � 4%�����ɐ
'%"���������3����� ��� �� �� 86 �� � 4%�����ɐ
'%"���������3����� ��� 40 60 ��� �� �� 4%�����ɐ
'%"���������3������� ��� 40 60 ��� �� �� 4%�����ɐ

HFC-Fräser / HFC-milling cutter / HFC-Fresatura – Duo-Mill -15

90°

d1

d

h

dA

a p 
ma

x

Seite 
Page
Pagina�

mit IK
with ic
con ic

��PIOF�*OOFOL¼IMVOH
* without internal coolant
��TFO[B�BEEV[JPOF�JOUFSOB

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

64 – 85
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5S¤HFSXFSL[FVHF�� "3/0® Duo-Mill
Holders
Corpi fresa

#F[FJDIOVOH�
Designation 
Articolo

E1 EA l l1 aQ�NBY [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%$���������3����� �� �� ��� �� �� 2 4%�����ɐ
'%$���������3����� �� �� ��� �� �� � 4%�����ɐ
'%$���������3����� �� �� ��� �� �� � 4%�����ɐ
'%$���������3����� �� �� ��� �� �� 4 4%�����ɐ

#F[FJDIOVOH�
Designation 
Articolo

E1 EA l l1 aQ�NBY [
8FOEFTDIOFJEQMBUUF

Indexable insert
Inserto

'%(���������3����� �� .�� �� �� �� 2 4%�����ɐ
'%(���������3����� �� .�� �� �� �� � 4%�����ɐ
'%(���������3����� �� .�� �� �� �� � 4%�����ɐ
'%(���������3����� �� .�� �� �� �� 4 4%�����ɐ
'%(���������3����� �� .�� �� �� �� 4 4%�����ɐ
'%(���������3����� 40 .�� �� �� �� 4 4%�����ɐ
'%(���������3����� 42 .�� �� �� �� 4 4%�����ɐ

HFC-Fräser / HFC-milling cutter / HFC-Fresatura – Duo-Mill -10

HFC-Fräser / HFC-milling cutter / HFC-Fresatura – Duo-Mill -10

d 1

l1

l

ap max

d A

ap max

d 1

l1

l

d A
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Page
Pagina

Seite 
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Pagina

�
mit IK
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�
mit IK
with ic
con ic

64 – 85

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����

)JOXFJT��1BTTFOEF�8FOEFTDIOFJEQMBUUFO� �̇OEFO�4JF�BC�4FJUF����4QBOONJUUFM�BVG�4FJUF����
3FNBSL��*OEFBYCMF�JOTFSUT�ZPV� �̇OE�GSPN�QBHF����GBDF�NJMM�BEBQUPST�PO�QBHF����
/PUB��*OTFSUJ�B� �̇TTBHHJP�NFDDBOJDP�EB�QBH�����NBOESJOJ�EJ�GSFTBUVSB�B�QBH�����
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(FPNFUSJFCFTDISFJCVOH�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill
Geometry description – Square shoulder 
Descrizione delle Geometrie – Fresatura a Spallamento Retto 

��1."
'¼S�EJF�;FSTQBOVOH�WPO�"MVNJOJVN� 
VOE�/&�.FUBMMFO�

- PMA
For machining aluminium, aluminium alloys 
and non-ferrous materials. 

- PMA
Per la lavorazione di alluminio e materiali  
non ferrosi.

4DIMJDIU��CJT�4DISVQQ[FSTQBOVOH
Finshing to roughing
Finitura e sgrossatura

FJOTFJUJH
single sided
singolo lato

��1.(
(FPNFUSJF�G¼S�EJF�;FSTQBOVOH�WPO� 
(VTTXFSLTUPGGFO�

- PMG
Geometry for machining cast materials.

- PMG
Geometria per la lavorazione di ghisa.

MJUUMFSF�CJT�HSPCF�;FSTQBOVOH
Medium to rough cutting
Sgrossatura da media a pesante

FJOTFJUJH
single sided
singolo lato

��1.3
;VS�#FBSCFJUVOH�SPTUGSFJFS�4U¤IMF�

- PMR
For machining stainless steels.

- PMR
Per la lavorazione di acciaio inox.

��1.4
(FPNFUSJF�G¼S�EJF�4UBIMCFBSCFJUVOH�

- PMS
Geometry for machining steel.

- PMS
Geometria per la lavorazione di acciai.

MJUUMFSF�CJT�HSPCF�;FSTQBOVOH
Medium to rough cutting
Sgrossatura da media a pesante

FJOTFJUJH
single sided
singolo lato

MJUUMFSF�CJT�HSPCF�;FSTQBOVOH
Medium to rough cutting
Sgrossatura da media a pesante

FJOTFJUJH
single sided
singolo lato
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(FPNFUSJFCFTDISFJCVOH�Ʉ�)'$�'S¤TFO�� "3/0® Duo-Mill
Geometry description – HFC-milling 
Descrizione delle Geometrie – HFC-Fresatura ad alto avanzamento 

��143
;VS�#FBSCFJUVOH�SPTUGSFJFS�4U¤IMF�

- PSR
For machining stainless steels.

- PSR
Per la lavorazione di acciaio inox.

MJUUMFSF�CJT�HSPCF�;FSTQBOVOH
Medium to rough cutting
Sgrossatura da media a pesante

FJOTFJUJH
single sided
singolo lato

��144
(FPNFUSJF�G¼S�EJF�4UBIMCFBSCFJUVOH�

- PSS
Geometry for machining steel.

- PSS
Geometria per la lavorazione di acciai.

4DIMJDIU��VOE�NJUUMFSF�;FSTQBOVOH
Finishing and medium machining
Finitura e medie asportazioni

FJOTFJUJH
single sided
singolo lato
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4PSUFOCFTDISFJCVOH�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill
Grade description – Square shoulder 
Descrizione delle Qualità – Fresatura a Spallamento Retto

)BSUNFUBMM�CFTDIJDIUFU / Carbide grade coated / Metallo duro rivestito

)BSUNFUBMM�VOCFTDIJDIUFU / Carbide grade uncoated / Metallo duro non rivestito

6OCFTDIJDIUFUF�)BSUNFUBMMTPSUF� 
4PSUF�[VS�#FBSCFJUVOH�WPO�"MVNJOJVN�VOE�
/&�.FUBMMFO��;VS�3FEV[JFSVOH�EFS�"VG-
CBVTDIOFJEFOCJMEVOH�JTU�EJF�4QBOGM¤DIF� 
IPDIHMBO[QPMJFSU�

Uncoated carbide inserts. 
For milling aluminium and non-ferrous materi-
als. Insert is polished to reduce build up edge.

Metallo duro non rivestito. 
Qualità di metallo duro specifica per la lavora-
zione di materiali non ferrosi. Ridotte forze di 
taglio grazie ad un tagliente affilato e ad una 
TVQFSGJDJF�EFMMɈJOTFSUP�MBQQBUB�

"/����

",����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS�
5J"M/�#FTDIJDIUVOH� 
%FS�)BVQUBOXFOEVOHTCFSFJDI�EJFTFS�4PSUF� 
JTU�EJF�'S¤TCFBSCFJUVOH�WPO�(VTTXFSLTUPGGFO�
	((�VOE�(((
�

17%�DPBUFE�	5J"M/
�DBSCJEF�JOTFSU� 
The main application area for this grade  
is cast iron (GG and GGG).

*OTFSUP�DPO�SJWFTUJNFOUP�17%�	5J"M/
� 
Qualità specifica per la fresatura di Ghise  
HSJHJF�F�4GFSPJEBMJ�	((�F�(((
�

AM5740
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS�
"M5J/�.FISMBHFOCFTDIJDIUVOH��)BVQUBOXFO-
EVOH�SPTUGSFJFS�4UBIM��"MMSPVOETPSUF�G¼S�EJF�
NPEFSOF�#FBSCFJUVOH�EJF�FJOF�HVUF�"VTHF�
XPHFOIFJU�JO�#F[VH�BVG�EJF�#FBSCFJUVOHT�
TJDIFSIFJU�VOE�1SPEVLUJWJU¤U�CJFUFU�

17%�DPBUFE�	"M5J/�NVMUJMBZFS
�DBSCJEF�JOTFSU��
Main application stainless steel. For milling 
stainless steel at medium to high cutting speeds, 
also suitable for milling high temperature alloys 
and titanium alloys.

*OTFSUP�DPO�SJWFTUJNFOUP�NVMUJTUSBUP�	"M5J/
�
PVD. Prima scelta per lavorazione di acciai 
inossidabili. Per la fresatura di acciaio inossida-
bile a velocità di taglio da medie ad alte, adatto 
anche per la fresatura di leghe resistenti al  
calore o leghe di titanio.

"1����
17%�.FISMBHFOCFTDIJDIUVOH
)BVQUBOXFOEVOH�/&�.FUBMMF��6OJWFSTFMMF�
4PSUF�[VS�4DIMJDIUCFBSCFJUVOH�WPO�(VTTXFSL-
TUPGGFO�4UBIM�VOE�SPTUGSFJFO�4U¤IMFO��"VDI�
TFIS�HVU�HFFJHOFU�G¼S�EJF�'FJOCFBSCFJUVOH� 
WPO�FYPUJTDIFO�8FSLTUPGGFO�

PVD-multilayer coating
Main application non ferrous materials. Light 
machining of exotic materials. Finishing of cast 
materials, steel and stainless steel.

Rivestimento PVD-multistrato
Utilizzo pricipale per lavorazione di materiali 
non metallici. Ottima per la superfinitura di 
ghisa, acciai e acciai inossidabili. Qualità utiliz-
zabile anche per finitura di materiali esotici. 

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS� 
5J"M/�#FTDIJDIUVOH� 
"MMSPVOETPSUF�G¼S�EJF�NPEFSOF�#FBSCFJUVOH� 
EJF�FJOF�HVUF�"VTHFXPHFOIFJU�JO�#F[VH�BVG� 
EJF�#FBSCFJUVOHTTJDIFSIFJU�VOE�1SPEVLUJWJU¤U�
CJFUFU�

17%�DPBUFE�	5J"M/
�DBSCJEF�JOTFSU� 
Universal grade for the modern production 
where machine reliability and high productivity 
is essential. Main application area is steel.

*OTFSUP�DPO�SJWFTUJNFOUP�NVMUJTUSBUP�	5J"M/
�17%� 
Grado universale per la moderna produzione 
dove sono essenziali affidabilità e produttività. 
Qualità specifica per acciaio.

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS� 
5J"M/�#FTDIJDIUVOH���5J/�;VTBU[CFTDIJDIUVOH� 
"MMSPVOETPSUF�G¼S�EJF�'S¤TCFBSCFJUVOH�T¤NU�
MJDIFS�4UBIMXFSLTUPGGF��4VCTUSBU�NJU�HVUFS� 
;¤IJHLFJUSFTFSWF�JO�,PNCJOBUJPO�NJU�IPIFS� 
7FSTDIMFJ�GFTUJHLFJU�

17%�DPBUFE�	5J"M/���5J/
�DBSCJEF�JOTFSU� 
General purpose grade for all steel machining, 
UPVHI�ZFU�XFBS�SFTJTUBOU��5J/�DPBUJOH�GPS�FBTJFS�
wear recognition.

Inserto con rivestimento multistrato  
	5J"M/���5J/
�17%� 
Grado per acciaio, tenace e allo stesso tempo 
SFTJTUFOUF�BMMɈVTVSB��3JWFTUJNFOUP�5JO�QFS�VO�
NJHMJPS�SJDPOPTDJNFOUP�EFMMɈVTVSB�

"1�����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF� 
#FTPOEFST�HFFJHOFU�[VN�/BTTGS¤TFO�WPO� 
4U¤IMFO�SPTUGSFJFO�8FSLTUPGGFO�VOE�(VTT�
XFSLTUPGGFO��&JOF�VOJWFSTFMM�FJOTFU[CBSF� 
4PSUF�HFHFO�,BNNSJTTCJMEVOH�

PVD-carbide grade. 
Especially suitable for wet milling of steel, stain-
less steel and cast materials. A universal grade, 
WFSZ�SFTJTUBOU�UP�UIFSNBM�DSBDLJOH�

Metallo duro rivestito PVD. 
Qualità studiata appositamente per lavorazioni 
con refrigerante di acciaio, acciaio inossidabile 
e acciai stampati o da fusione. Un grado  
universale, molto resistente a shock termici.
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4PSUFOCFTDISFJCVOH – HFC-Fräsen� "3/0® Duo-Mill
Grade description – HFC-milling 
Descrizione delle Qualità – HFC-Fresatura ad alto avanzamento

)BSUNFUBMM�CFTDIJDIUFU / Carbide grade coated / Metallo duro rivestito

AM5740
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS� 
"M5J/�.FISMBHFOCFTDIJDIUVOH�
;VN�'S¤TFO�WPO�SPTUGSFJFO�4U¤IMFO�CFJ�NJUUMF-
SFO�VOE�IPIFO�4DIOJUUHFTDIXJOEJHLFJUFO�� 
/FCFOBOXFOEVOH�[VN�'S¤TFO�XBSNGFTUFS� 
-FHJFSVOHFO�VOE�5JUBOMFHJFSVOHFO�

17%�DPBUFE�	"M5J/�NVMUJMBZFS
�DBSCJEF�JOTFSU� 
For milling stainless steel at medium to high 
cutting speeds, also suitable for milling high 
temperature alloys and titanium alloys.

Inserto con rivestimento multistrato  
	"M5J/
�17%�� 
Per la fresatrua di acciaio inossidabile a veloci-
tà di taglio da medie ad alte, adatto anche per 
la fresatura di leghe resistenti al calore o leghe 
di titanio.

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS�
5J"M/�#FTDIJDIUVOH� 
;VN�'S¤TFO�WPO�BMMHFNFJOFO�4U¤IMFO�G¼S� 
EJF�4DIMJDIU��VOE�4DISVQQCFBSCFJUVOH�CFJ�
NJUUMFSFO�CJT�IPIFO�4DIOJUUHFTDIXJOEJHLFJUFO�

17%�DPBUFE�	5J"M/
�DBSCJEF�JOTFSU� 
For general milling of steel. Roughing and  
finishing at medium to high cutting speeds.

*OTFSUP�DPO�SJWFTUJNFOUP�NVMUJTUSBUP�	5J"M/
�
PVD. 
Qualità specifica per acciaio. Sgrossatura e  
finitura a velocità medie ed elevate.

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�G¼S�EJF� 
;FSTQBOVOH�WPO�4UBIM�NJU�IPIFS�;¤IJHLFJU� 
JN�4VCTUSBU��
(FSJOHF�/FJHVOH�[V�4DIOFJELBOUFOBVTCS¼DIFO�

Very tough PVD coated grade for  
machining steel.  
)JHI�SFTJTUBODF�UP�DVUUJOH�FEHF�CSFBLBHF�

Grado molto tenace con rivestimento PVD.
Per la lavorazione di acciaio. Alta resistenza  
contro le scheggiature.

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS� 
5J"M/�#FTDIJDIUVOH�� 
&STUF�8BIM�G¼S�JOTUBCJMF�#FEJOHVOHFO��,BOO�
BVDI�BMT�6OUFSTU¼U[VOHTTPSUF�CFJ�[¤IJHLFJUT�
GPSEFSOEFO�0QFSBUJPOFO�FJOHFTFU[U�XFSEFO�

17%�DPBUFE�	5J"M/
�DBSCJEF�JOTFSU� 
Preferred choice for unstable conditions.  
Can also be used where extreme toughness  
is required.

*OTFSUP�DPO�SJWFTUJNFOUP�NVMUJTUSBUP�	5J"M/
�17%� 
Qualità per condizioni instabili di lavorazione. 
1V²�FTTFSF�VTBUP�BODIF�EPWF�¨�OFDFTTBSJB� 
massima tenacità.

"1����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF�NJU�FJOFS� 
5J"M/�#FTDIJDIUVOH���5J/�;VTBU[CFTDIJDIUVOH� 
&STUF�8BIM�CFJ�JOTUBCJMFO�#FEJOHVOHFO�M¤OHF-
SFO�"VTLSBHM¤OHFO�VOE�OJFESJHFO�CJT�NJUUMFSFO�
4DIOJUUHFTDIXJOEJHLFJUFO�

17%�DPBUFE�	5J"M/���5J/
�DBSCJEF�JOTFSU� 
Preferred choice for unstable conditions,  
long overhang and medium to low cutting 
speeds.

Inserto con rivestimento multistrato  
	5J"M/���5J/
�17%� 
Da preferire per condizioni di lavoro instabili  
e velocità medio-basse.

"1�����
17%�CFTDIJDIUFUF�)BSUNFUBMMTPSUF� 
#FTPOEFST�HFFJHOFU�[VN�/BTTGS¤TFO�WPO� 
4U¤IMFO�SPTUGSFJFO�8FSLTUPGGFO�VOE�(VTT�
XFSLTUPGGFO��&JOF�VOJWFSTFMM�FJOTFU[CBSF� 
4PSUF�HFHFO�,BNNSJTTCJMEVOH�

PVD coated carbide grade. 
Especially suitable for wet milling of steel,  
stainless steel and cast materials. A universal 
HSBEF�WFSZ�SFTJTUBOU�UP�UIFSNBM�DSBDLJOH�

Metallo duro rivestito PVD. 
Qualità studiata appositamente per lavorazioni 
con refrigerante di acciaio, acciaio inossidabile 
e acciai stampati o da fusione. Un grado  
universale, molto resistente a shock termici.
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8FOEFTDIOFJEQMBUUFO�Ʉ�&DLGS¤TFO�� "3/0® Duo-Mill
Indexable inserts – Square shoulder 
Inserti – Fresatura a Spallamento Retto

Duo-Mill -10

CFTDIJDIUFU
coated
rivestito

VOCFTDIJDIUFU
uncoated 

non rivestito

#F[FJDIOVOH
Designation
Articolo

*, s E1 r

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

4%)5�������'/�1." ��� ��� �� 0,2 z z

4%)5�������'/�1." ��� ��� �� 0,4 z

4%)5�������'/�1." ��� ��� �� 0,8 z z

4%.5�������&/�1.( ��� ��� �� 0,8 z

4%.5�������&/�1.3 ��� ��� �� 0,8 z

4%.5�������&/�1.4 ��� ��� �� 0,8 z z z

1 z z z z

M z z z

, z z z

/ z z

4 z z

H

z��)BVQUBOXFOEVOH�
Main application 
Applicazione principale

z��/FCFOBOXFOEVOH�
Secondary application 
Applicazione secondaria

r

ØIK

A

A s

d 1
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8FOEFTDIOFJEQMBUUFO�Ʉ�&DLGS¤TFO�� "3/0® Duo-Mill
Indexable inserts – Square shoulder 
Inserti – Fresatura a Spallamento Retto

Duo-Mill -15

CFTDIJDIUFU
coated
rivestito

VOCFTDIJDIUFU
uncoated 

non rivestito

#F[FJDIOVOH
Designation
Articolo

*, s E1 r

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

4%)5�������'/�1." ��� � �� �� z

4%.5�������&/�1.( ��� � �� �� z

4%.5�������&/�1.3 ��� � �� �� z

4%.5�������&/�1.4 ��� � �� �� z z z

1 z z z z

M z z z

, z z z

/ z z

4 z z

H

z��)BVQUBOXFOEVOH�
Main application 
Applicazione principale

z��/FCFOBOXFOEVOH�
Secondary application 
Applicazione secondaria

r

ØIK

A

A s

d 1
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8FOEFTDIOFJEQMBUUFO – HFC-Fräsen�� "3/0® Duo-Mill
Indexable inserts – HFC-milling  
Inserti – HFC-Fresatura ad alto avanzamento

Duo-Mill -10

#F[FJDIOVOH 
Designation 
Articolo

*, s E1 r

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

4%.5�������4/�144 �� 4,20 �� �� z z z

4%.8�������4/�144 �� 4,20 �� �� z

4%.8�������4/�144 �� 4,20 �� �� z

4%.5�������4/�143 �� 4,20 �� �� z

1 z z z z z

M z z

, z z

/
4 z

H

z��)BVQUBOXFOEVOH� 
Main application  
Applicazione principale

z��/FCFOBOXFOEVOH� 
Secondary application  
Applicazione secondaria

r

ØIK

A

A

d 1

s
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8FOEFTDIOFJEQMBUUFO – HFC-Fräsen�� "3/0® Duo-Mill
Indexable inserts – HFC-milling  
Inserti – HFC-Fresatura ad alto avanzamento

Duo-Mill -15

#F[FJDIOVOH 
Designation 
Articolo

*, s E1 r

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

4%.5�������4/�144 ��� � �� 2 z z

4%.8�������4/�144 ��� � �� 2 z

4%.8�������4/�144 ��� � �� 2 z

4%.5�������4/�143 ��� � �� 2 z

1 z z z z z

M z z

, z z

/
4 z

H

z��)BVQUBOXFOEVOH� 
Main application  
Applicazione principale

z��/FCFOBOXFOEVOH� 
Secondary application  
Applicazione secondaria

r

ØIK

A

A

d 1

s
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8FSL[FVHBVGOBINFO� "3/0® Duo-Mill
Adaptors
Attacchi

8FSL[FVHBVGOBINF�4,���G¼S�%VP�.JMM�'S¤TFS
SK40 face mill adaptors for Duo-Mill cutters ��"UUBDIJ�4,���QFS�'SFTF

Fräser-Ø
Cutter-Ø
Fresatura-Ø

-
8FSL[FVHBVGOBINF
Adaptor
Attacco
4,���%*/������

8FSL[FVHBVGOBINF
Adaptor
Attacco
4,���."4�#5

[mm] [mm]
#F[FJDIOVOH
Designation
Articolo

#F[FJDIOVOH
Designation
Articolo

40 40 �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
�� 40 �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
�� 40 �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
80 �� �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
��� �� �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
��� �� �����"%�#������Y��*,�-�� #5��"%�#���Y��*,�-��
��� �� �����"%�#������Y���*,�-�� #5��"%�#���Y���*,�-��

L

8FSL[FVHBVGOBINF�)4,���G¼S�%VP�.JMM�'S¤TFS
HSK63 face mill adaptors for Duo-Mill cutters ��"UUBDDIJ�)4,���QFS�'SFTF

Fräser-Ø
Cutter-Ø
Fresatura-Ø

-
8FSL[FVHBVGOBINF
Adaptor
Attacco
4,���%*/������

[mm] [mm]
#F[FJDIOVOH
Designation
Articolo

40 40 )4,�"�����Y��*,�-��
�� 40 )4,�"�����Y��*,�-��
�� 40 )4,�"�����Y��*,�-��
80 �� )4,�"�����Y��*,�-��
��� 60 )4,�"�����Y��*,�-��
��� 60 )4,�"�����Y��*,�-��
��� 60 )4,�"�����Y���*,�-��

L

8FSL[FVHBVGOBINF�4,���G¼S�%VP�.JMM�'S¤TFS
SK40 face mill adaptors for Duo-Mill cutters ��"UUBDIJ�4,���QFS�'SFTF

Fräser-Ø
Cutter-Ø
Fresatura-Ø

-
8FSL[FVHBVGOBINF
Adaptor
Attacco

[mm] [mm]
#F[FJDIOVOH
Designation
Articolo

�� �� �����"%����.�����Y��*,�-��
�� ��� �����"%����.�����Y���*,�-���

������ �� �����"%����.�����Y��*,�-��
������ ��� �����"%����.�����Y���*,�-���

L

8FSL[FVHBVGOBINF�)4,���G¼S�%VP�.JMM�'S¤TFS
HSK63 face mill adaptors for Duo-Mill cutters ��"UUBDDIJ�)4,���QFS�'SFTF

Fräser-Ø
Cutter-Ø
Fresatura-Ø

-
8FSL[FVHBVGOBINF
Adaptor
Attacco

[mm] [mm]
#F[FJDIOVOH
Designation
Articolo

�� �� )4,�"���.�����Y��*,�-��
�� ��� )4,�"���.�����Y���*,�-���

������ �� )4,�"���.�����Y��*,�-��
������ ��� )4,�"���.�����Y���*,�-���

L
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&STBU[UFJMF� "3/0® Duo-Mill
Spare parts 
Ricambi

4DISBVCFO�VOE�4DISBVCFOESFIFS  
Screws and Screwdrivers  
Chiavi e Viti

#F[FJDIOVOH 
Designation 
Articolo

Drehmoment 
Torque 
Forza di serraggio

5PSY1MVT®�4QBOOTDISBVCF
TorxPlus®-Screw
TorxPlus®-Vite

5PSY1MVT®�4DIM¼TTFM
TorxPlus®-Key
TorxPlus®-Chiave

Duo-Mill -10 ��/N "4����� 	5�����*1


%VP�.JMM�'%"�������������� - "4������ *NCVT���NN

Duo-Mill -15 ��/N "4����� 	5�����*1


)JOXFJT��%SFINPNFOU�4DISBVCFOESFIFS�TJFIF�4FJUF�����
3FNBSL��'PS�UPSRVF�TDSFXESJWFST�TFF�QBHF�����
/PUB��$IJBWJ�EJOBNPNFUSJDIF�B�QBHJOB�����

)*/8&*4�530$,&/#&"3#&*56/(�

&T�LBOO�[VS�FSI¶IUFO�8¤SNFFOUXJDLMVOH� 
EFT�5S¤HFST�C[X��EFS�4DISBVCFO�G¼ISFO�
ɏ� #JUUF�SFDI[FJUJH�FJOFO�4DISBVCFOXFDITFM�

EVSDIG¼ISFO
ɏ� #FJ�FSIJU[UFN�8FSL[FVH�LFJOFO�1MBUUFO� 

XFDITFM�WPSOFINFO� 
BCL¼IMFO�MBTTFO�HHG��NJU�4DIXFTUFS� 
XFSL[FVH�BSCFJUFO

ɏ� 4DISBVCFOXFDITFM�OVS�NJU�*1�4DIM¼TTFM� 
C[X��%SFINPNFOUTDIM¼TTFM�EVSDIG¼ISFO

*/'0�%3:�."$)*/*/(�

Can lead to increased temperature to the tool 
and the screws.
ɏ� Please change screws accordingly.
ɏ� Please do not replace inserts while the  

holder is hot. Either leave tool to cool down  
PS�XPSL�XJUI�TJNJMBS�TJTUFS�UPPMJOH�

ɏ� Use torx plus and torque screwdriver when  
replacing insert screws.

/05"�-"703";*0/&�"�4&$$0�

Si possono riscontrare elevate temperatura 
TVMMɈJOTFSUP�WJUF�F�DPSQP�GSFTB�
ɏ� /PO�TPTUJUVJSF�JOTFSUJ�F�WJUJ�NFOUSF�JM�DPSQP�

VUFOTJMF�¨�DBMEP��-BTDJBSF�SBGGSFEEBSF�MɈVUFOTJMF�
ɏ� 6UJMJ[[BSF�DIJBWF�EJOBNPNFUSJDB�RVBOEP� 

si sostituiscono le viti
ɏ� prevedere una sostituzione delle viti appropriata

��1PXFSTDISBVCF�-�3�.�Y��
��1PXFSTDSFX�-�3�.�Y��
��7JUF�B�EPQQJP�QSJODJQJP�-�3�.�Y��
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&NQGPIMFOF�4DIOJUUXFSUF�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�4DIOJUUEBUFOSJDIUXFSUF�&DLGS¤TFO�NJU�4%��������ɐ

Die Tabellenwerte sind Richtwerte. Es kann notwendig sein, die Werte den jeweiligen Bearbeitungsumständen anzupassen.

*40 8FSLTUPGG

#S
JO
FM
M�)

¤S
UF
�)

# 4DIOJUUHFTDIXJOEJHLFJU� 
7C [m/min]

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

1

6OMFHJFSUFS� 
4UBIM�VOE� 
4UBIMHVTT

��������$���vergütet 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���vergütet 150 – 250 100 – 220 100 – 220 100 – 220
��������$���vergütet 300 100 – 220 100 – 220 100 – 220

/JFESJH�MFHJFSUFS�4UBIM�VOE�� 
4UBIMHVTT

geglüht 180 80 – 220 80 – 220 80 – 220
vergütet 250 – 300 80 – 220 80 – 220 80 – 220
vergütet 350 80 – 220 80 – 220 80 – 220

)PDIMFHJFSUFS�4UBIM�IPDIMFHJFSUFS geglüht 200 80 – 180 80 – 180 80 – 180
8FSL[FVHTUBIM�VOE�4UBIMHVTT vergütet 350 80 – 180 80 – 180 80 – 180

/JDIUSPTUFOEFS�4UBIM�VOE
4UBIMHVTT

ferritisch, geglüht 200 70 – 180 70 – 180 70 – 180
martensitisch, vergütet 325 70 – 180 70 – 180 70 – 180

M /JDIUSPTUFOEFS�4UBIM

ferritisch, martensitisch geglüht 200 60 – 200
austenitisch, abgeschreckt 180 60 – 200
Duplex, abgeschreckt 230 60 – 200
martensitisch / austenitisch, abgeschreckt 330 60 – 200

,
(SBVHVTT

perlitisch / ferritisch 180 180 – 350
perlitisch / martensitisch 260 140 – 280

(VTTFJTFO�NJU�,VHFMHSBQIJU
ferritisch 160 130 – 250
perlitisch  – 100 – 200

5FNQFSHVTT
ferritisch 130 150 – 320
perlitisch 230 120 – 250

/

"MVNJOJVN�,OFUMFHJFSVOHFO
nicht aushärtbar 60 440 – 1500 400 – 1500
aushärtbar, ausgehärtet 100 440 – 1500 400 – 1500

"MVNJOJVN�(VTTMFHJFSVOHFO
ʁ������4J�BVTHFI¤SUFU 80 440 – 1500 400 – 1500
ʁ������4J�BVTI¤SUCBS�BVTHFI¤SUFU 90 330 – 1200 300 – 1200
ʁ������4J�OJDIU�BVTI¤SUCBS 130 220 – 1000 200 – 1000

,VQGFS�VOE�,VQGFSMFHJFSVOHFO
	#SPO[F���.FTTJOH


"VUPNBUFOMFHJFSVOH�1C�����  – 220 – 600 200 – 600
Messing, Rotguss  – 275 – 1000 250 – 1000
Aluminiumbronze 90 165 – 400 150 – 400
,VQGFS�VOE�&MFLUSPMZULVQGFS 100 330 – 800 300 – 800

/JDIUNFUBMMJTDIF�8FSLTUPGGF
Duroplaste 100 90 – 1000 80 – 1000
'BTFSWFSTU¤SLUF�,VOTUTUPGGF  – 85 – 500 75 – 500
Hartgummi  – 90 – 300 80 – 300

4
8BSNGFTUF�-FHJFSVOHFO

Fe-Basis, geglüht 200 20 – 60
Fe-Basis, ausgehärtet 280 20 – 60
/J��PEFS�$P�#BTJT�HFHM¼IU 250 20 – 60
/J��PEFS�$P�#BTJT���������)3$�HFHPTTFO  – 20 – 30
/J��PEFS�$P�#BTJT�������������/NN2, 
ausgehärtet  – 20 – 30

5JUBOMFHJFSVOHFO Rein-Titan Rm 440 40 – 70
"MQIB�#FUB�-FHJFSVOHFO ausgehärtet Rm 1050 20 – 40

H
(FI¤SUFUFS�4UBIM

gehärtet und angelassen 55 HRC
gehärtet und angelassen 60 HRC

)BSUHVTT gegossen 400
Gehärtetes Gusseisen gehärtet und angelassen 55 HRC
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&NQGPIMFOF�4DIOJUUXFSUF�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�4DIOJUUEBUFOSJDIUXFSUF�&DLGS¤TFO�NJU�4%��������ɐ

Die Tabellenwerte sind Richtwerte. Es kann notwendig sein, die Werte den jeweiligen Bearbeitungsumständen anzupassen.

*40 8FSLTUPGG

#S
JO
FM
M�)

¤S
UF
�)

# 4DIOJUUHFTDIXJOEJHLFJU� 
7C [m/min]

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

1

6OMFHJFSUFS� 
4UBIM�VOE� 
4UBIMHVTT

��������$���vergütet 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���vergütet 150 – 250 100 – 220 100 – 220 100 – 220
��������$���vergütet 300 100 – 220 100 – 220 100 – 220

/JFESJH�MFHJFSUFS�4UBIM�VOE�� 
4UBIMHVTT

geglüht 180 80 – 220 80 – 220 80 – 220
vergütet 250 – 300 80 – 220 80 – 220 80 – 220
vergütet 350 80 – 220 80 – 220 80 – 220

)PDIMFHJFSUFS�4UBIM�IPDIMFHJFSUFS geglüht 200 80 – 220 80 – 220 80 – 220
8FSL[FVHTUBIM�VOE�4UBIMHVTT vergütet 350 80 – 220 80 – 220 80 – 220

/JDIUSPTUFOEFS�4UBIM�VOE�
4UBIMHVTT

ferritisch, geglüht 200 70 – 180 70 – 180 70 – 180
martensitisch, vergütet 325 70 – 180 70 – 180 70 – 180

M /JDIUSPTUFOEFS�4UBIM

ferritisch, martensitisch geglüht 200 60 – 200
austenitisch, abgeschreckt 180 60 – 200
Duplex, abgeschreckt 230 60 – 200
martensitisch / austenitisch, ausgehärtet 330 60 – 200

,
(SBVHVTT

perlitisch / ferritisch 180 180 – 350
perlitisch / martensitisch 260 140 – 280

(VTTFJTFO�NJU�,VHFMHSBQIJU
ferritisch 160 130 – 250
perlitisch  – 100 – 200

5FNQFSHVTT
ferritisch 130 150 – 320
perlitisch 230 120 – 250

/

"MVNJOJVN�,OFUMFHJFSVOHFO
nicht aushärtbar 60 440 – 1500 400 – 1500
aushärtbar, ausgehärtet 100 440 – 1500 400 – 1500

"MVNJOJVN�(VTTMFHJFSVOHFO
ʁ������4J�BVTHFI¤SUFU 80 440 – 1500 400 – 1500
ʁ������4J�BVTI¤SUCBS�BVTHFI¤SUFU 90 330 – 1200 300 – 1200
ʁ������4J�OJDIU�BVTI¤SUCBS 130 220 – 1000 200 – 1000

,VQGFS�VOE�,VQGFSMFHJFSVOHFO
	#SPO[F���.FTTJOH


"VUPNBUFOMFHJFSVOH�1C�����  – 220 – 600 200 – 600
Messing, Rotguss  – 275 – 1000 250 – 1000
Aluminiumbronze 90 165 – 400 150 – 400
,VQGFS�VOE�&MFLUSPMZULVQGFS 100 330 – 800 300 – 800

/JDIUNFUBMMJTDIF�8FSLTUPGGF
Duroplaste 100 90 – 1000 80 – 1000
'BTFSWFSTU¤SLUF�,VOTUTUPGGF  – 85 – 500 75 – 500
Hartgummi  – 90 – 300 80 – 300

4
8BSNGFTUF�-FHJFSVOHFO

Fe-Basis, geglüht 200 20 – 60
Fe-Basis, ausgehärtet 280 20 – 60
/J��PEFS�$P�#BTJT�HFHM¼IU 250 20 – 60
/J��PEFS�$P�#BTJT���������)3$�HFHPTTFO  – 20 – 30
/J��PEFS�$P�#BTJT�������������/NN2, 
ausgehärtet  – 20 – 30

5JUBOMFHJFSVOHFO Rein-Titan Rm 440 40 – 70
"MQIB�#FUB�-FHJFSVOHFO ausgehärtet Rm 1050 20 – 40

H
(FI¤SUFUFS�4UBIM

gehärtet und angelassen 55 HRC
gehärtet und angelassen 60 HRC

)BSUHVTT gegossen 400
Gehärtetes Gusseisen gehärtet und angelassen 55 HRC
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&NQGPIMFOF�4DIOJUUXFSUF�Ʉ�)'$�'S¤TFO� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�4DIOJUUEBUFOSJDIUXFSUF�)'$�'S¤TFO�NJU�4%��������

Die Tabellenwerte sind Richtwerte. Es kann notwendig sein, die Werte den jeweiligen Bearbeitungsumständen anzupassen.

*40 8FSLTUPGG

#S
JO
FM
M�)

¤S
UF
�)

# 4DIOJUUHFTDIXJOEJHLFJU� 
7C [m/min]

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

1

6OMFHJFSUFS� 
4UBIM�VOE� 
4UBIMHVTT

��������$���vergütet 125 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
����Ʉ�������$���vergütet 150 – 250 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
��������$���vergütet 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

/JFESJH�MFHJFSUFS�4UBIM�VOE�� 
4UBIMHVTT

geglüht 180 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
vergütet 250 – 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
vergütet 350 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

)PDIMFHJFSUFS�4UBIM�IPDIMFHJFSUFS geglüht 200 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235
8FSL[FVHTUBIM�VOE�4UBIMHVTT vergütet 350 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235
/JDIUSPTUFOEFS�4UBIM ferritisch, geglüht 200 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220
4UBIMHVTT martensitisch, vergütet 325 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220

M /JDIUSPTUFOEFS�4UBIM

ferritisch, martensitisch geglüht 200 120 – 220
austenitisch, abgeschreckt 180 120 – 220
Duplex, abgeschreckt 230 120 – 220
martensitisch / austenitisch, abgeschreckt 330 120 – 220

,
(SBVHVTT

perlitisch / ferritisch 180 220 – 300
perlitisch / martensitisch 260 200 – 280

(VTTFJTFO�NJU�,VHFMHSBQIJU
ferritisch 160 200 – 250
perlitisch  – 180 – 235

5FNQFSHVTT
ferritisch 130 220 – 300
perlitisch 230 200 – 250

/

"MVNJOJVN�,OFUMFHJFSVOHFO
nicht aushärtbar 60
aushärtbar, ausgehärtet 100

"MVNJOJVN�(VTTMFHJFSVOHFO
ʁ������4J�BVTHFI¤SUFU 80
ʁ������4J�BVTI¤SUCBS�BVTHFI¤SUFU 90
ʁ������4J�OJDIU�BVTI¤SUCBS 130

,VQGFS�VOE�,VQGFSMFHJFSVOHFO
	#SPO[F���.FTTJOH


"VUPNBUFOMFHJFSVOH�1C�����  – 
Messing, Rotguss  – 
Aluminiumbronze 90
,VQGFS�VOE�&MFLUSPMZULVQGFS 100

/JDIUNFUBMMJTDIF�8FSLTUPGGF
Duroplaste 100
'BTFSWFSTU¤SLUF�,VOTUTUPGGF  – 
Hartgummi  – 

4
8BSNGFTUF�-FHJFSVOHFO

Fe-Basis, geglüht 200 60 – 120
Fe-Basis, ausgehärtet 280 60 – 120
/J��PEFS�$P�#BTJT�HFHM¼IU 250 40 – 100
/J��PEFS�$P�#BTJT���������)3$�HFHPTTFO  – 40 – 100
/J��PEFS�$P�#BTJT�������������/NN2, 
ausgehärtet  – 40 – 80

5JUBOMFHJFSVOHFO Rein-Titan Rm 440 40 – 80
"MQIB�#FUB�-FHJFSVOHFO ausgehärtet Rm 1050 40 – 80

H
(FI¤SUFUFS�4UBIM

gehärtet und angelassen 55 HRC
gehärtet und angelassen 60 HRC

)BSUHVTT gegossen 400
Gehärtetes Gusseisen gehärtet und angelassen 55 HRC
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&NQGPIMFOF�4DIOJUUXFSUF�Ʉ�)'$�'S¤TFO� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�4DIOJUUEBUFOSJDIUXFSUF�)'$�'S¤TFO�NJU�4%��������

Die Tabellenwerte sind Richtwerte. Es kann notwendig sein, die Werte den jeweiligen Bearbeitungsumständen anzupassen.

*40 8FSLTUPGG

#S
JO
FM
M�)

¤S
UF
�)

# 4DIOJUUHFTDIXJOEJHLFJU� 
7C [m/min]

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

1

6OMFHJFSUFS� 
4UBIM�VOE� 
4UBIMHVTT

��������$���vergütet 125 220 – 300 200 – 275 200 – 275 200 – 275
����Ʉ�������$���vergütet 150 – 250 220 – 300 200 – 275 200 – 275 200 – 275
��������$���vergütet 300 220 – 300 200 – 275 200 – 275 200 – 275

/JFESJH�MFHJFSUFS�4UBIM�VOE�� 
4UBIMHVTT

geglüht 180 220 – 300 200 – 275 200 – 275 200 – 275
vergütet 250 – 300 220 – 300 200 – 275 200 – 275 200 – 275
vergütet 350 220 – 300 200 – 275 200 – 275 200 – 275

)PDIMFHJFSUFS�4UBIM�IPDIMFHJFSUFS geglüht 200 180 – 235 180 – 235 180 – 235 180 – 235
8FSL[FVHTUBIM�VOE�4UBIMHVTT vergütet 350 180 – 235 180 – 235 180 – 235 180 – 235
/JDIUSPTUFOEFS�4UBIM ferritisch, geglüht 200 180 – 235 180 – 235 180 – 220 180 – 220
4UBIMHVTT martensitisch, vergütet 325 180 – 235 180 – 235 180 – 220 180 – 220

M /JDIUSPTUFOEFS�4UBIM

ferritisch, martensitisch geglüht 200 120 – 220
austenitisch, abgeschreckt 180 120 – 220
Duplex, abgeschreckt 230 120 – 220
martensitisch / austenitisch, abgeschreckt 330 120 – 220

,
(SBVHVTT

perlitisch / ferritisch 180 220 – 300
perlitisch / martensitisch 260 200 – 280

(VTTFJTFO�NJU�,VHFMHSBQIJU
ferritisch 160 200 – 250
perlitisch  – 180 – 235

5FNQFSHVTT
ferritisch 130 220 – 280
perlitisch 230 200 – 250

/

"MVNJOJVN�,OFUMFHJFSVOHFO
nicht aushärtbar 60
aushärtbar, ausgehärtet 100

"MVNJOJVN�(VTTMFHJFSVOHFO
ʁ������4J�BVTHFI¤SUFU 80
ʁ������4J�BVTI¤SUCBS�BVTHFI¤SUFU 90
ʁ������4J�OJDIU�BVTI¤SUCBS 130

,VQGFS�VOE�,VQGFSMFHJFSVOHFO
	#SPO[F���.FTTJOH


"VUPNBUFOMFHJFSVOH�1C�����  – 
Messing, Rotguss  – 
Aluminiumbronze 90
,VQGFS�VOE�&MFLUSPMZULVQGFS 100

/JDIUNFUBMMJTDIF�8FSLTUPGGF
Duroplaste 100
'BTFSWFSTU¤SLUF�,VOTUTUPGGF  – 
Hartgummi  – 

4
8BSNGFTUF�-FHJFSVOHFO

Fe-Basis, geglüht 200 60 – 120
Fe-Basis, ausgehärtet 280 60 – 120
/J��PEFS�$P�#BTJT�HFHM¼IU 250 40 – 100
/J��PEFS�$P�#BTJT���������)3$�HFHPTTFO  – 40 – 100
/J��PEFS�$P�#BTJT�������������/NN2, 
ausgehärtet  – 40 – 80

5JUBOMFHJFSVOHFO Rein-Titan Rm 440 40 – 80
"MQIB�#FUB�-FHJFSVOHFO ausgehärtet Rm 1050 40 – 80

H
(FI¤SUFUFS�4UBIM

gehärtet und angelassen 55 HRC
gehärtet und angelassen 60 HRC

)BSUHVTT gegossen 400
Gehärtetes Gusseisen gehärtet und angelassen 55 HRC
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3FDPNNFOEFE�DVUUJOH�EBUBT�Ʉ�4RVBSF�TIPVMEFS� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�$VUUJOH�EBUB�SFDPNNFOEBUJPO�GPS�4RVBSF�TIPVMEFS�XJUI�4%��������ɐ

The data given is only approximate values. It can be necessary to adjust this data to the individual machining operation.

*40 Material

#S
JO
FM
M�)

BS
EO

FT
T�
)# $VUUJOH�TQFFE� 

7C [m/min]

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

1

6OBMMPZFE�TUFFM�BOE�DBTU�TUFFM
��������$���hardened and tempered 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���hardened and tempered 150 – 250 100 – 220 100 – 220 100 – 220
��������$���hardened and tempered 300 100 – 220 100 – 220 100 – 220

-PX�BMMPZFE�TUFFM
BOE�DBTU�TUFFM

annealed 180 80 – 220 80 – 220 80 – 220
hardened and tempered 250 – 300 80 – 220 80 – 220 80 – 220
hardened and tempered 350 80 – 220 80 – 220 80 – 220

)JHI�BMMPZFE�TUFFM�IJHI�BMMPZFE�UPPM annealed 200 80 – 180 80 – 180 80 – 180
4UFFM�BOE�DBTU�TUFFM hardened and tempered 350 80 – 180 80 – 180 80 – 180

4UBJOMFTT�TUFFM� 
Cast steel

ferritic, annealed 200 70 – 180 70 – 180 70 – 180
martensitic, hardened and tempered 325 70 – 180 70 – 180 70 – 180

M 4UBJOMFTT�TUFFM

ferritic, martensitic annealed 200 60 – 200
austenitic, chilled 180 60 – 200
Duplex, chilled 230 60 – 200
martensitic / austenitic, chilled 330 60 – 200

,
Cast iron

pearlitic / ferritic 180 180 – 350
pearlitic / martensitic 260 140 – 280

$BTU�JSPO�XJUI�OPEVMBS�HSBQIJUF
ferritisch 160 130 – 250
perlitisch  – 100 – 200

.BMMFBCMF�DBTU�JSPO
ferritic 130 150 – 320
pearlitic 230 120 – 250

/

"MVNJOJVN�BMMPZT��MPOH�DIJQQJOH
not heat treatable 60 440 – 1500 400 – 1500
heat treatable, heat treated 100 440 – 1500 400 – 1500

$BTUFE�BMVNJOJVN�BMMPZT
ʁ������4J�IFBU�USFBUFE 80 440 – 1500 400 – 1500
ʁ������4J�IFBU�USFBUBCMF�IFBU�USFBUFE 90 330 – 1200 300 – 1200
ʁ������4J�OPU�IFBU�USFBUBCMF 130 220 – 1000 200 – 1000

$PQQFS�BOE�DPQQFS�BMMPZT
	#SBTT���#SPO[F


-FBE�BMMPZT�1C�����  – 220 – 600 200 – 600
Brass, Bronze  – 275 – 1000 250 – 1000
Aluminium bronze 90 165 – 400 150 – 400
$PQQFS�BOE�FMFLUSPMZUF�DPQQFS 100 330 – 800 300 – 800

/PO�GFSSPVT�NBUFSJBMT
Duroplastice 100 90 – 1000 80 – 1000
Re-inforced plastics  – 85 – 500 75 – 500
Hard rubber  – 90 – 300 80 – 300

4
)JHI�UFNQFSBUVSF�SFTJTUBOU�BMMPZT

'F�BMMPZFE�BOOFBMFE 200 20 – 60
'F�BMMPZFE�IFBU�USFBUFE 280 20 – 60
/J��PS�$P�BMMPZFE�BOOFBMFE 250 20 – 60
/J��PS�$P�BMMPZFE���������)3$�DBTUJOH  – 20 – 30
/J��PS�$P�BMMPZFE�������������/NN2, 
heat treated  – 20 – 30

Titanium alloys Pure titan Rm 440 40 – 70
"MQIB��BOE�#FUB�BMMPZT heat treated Rm 1050 20 – 40

H
)BSEFOFE�TUFFM

hardened and tempered 55 HRC
hardened and tempered 60 HRC

)BSE�DBTU�JSPO casting 400
)BSEFOFE�DBTU�JSPO hardened and tempered 55 HRC
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3FDPNNFOEFE�DVUUJOH�EBUBT�Ʉ�4RVBSF�TIPVMEFS� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�$VUUJOH�EBUB�SFDPNNFOEBUJPO�GPS�4RVBSF�TIPVMEFS�XJUI�4%��������ɐ

The data given is only approximate values. It can be necessary to adjust this data to the individual machining operation.

*40 Material

#S
JO
FM
M�)

BS
EO

FT
T�
)# $VUUJOH�TQFFE� 

7C [m/min]

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

1

6OBMMPZFE�TUFFM�BOE�DBTU�TUFFM
��������$���hardened and tempered 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���hardened and tempered 150 – 250 100 – 220 100 – 220 100 – 220
��������$���hardened and tempered 300 100 – 220 100 – 220 100 – 220

-PX�BMMPZFE�TUFFM
BOE�DBTU�TUFFM

annealed 180 80 – 220 80 – 220 80 – 220
hardened and tempered 250 – 300 80 – 220 80 – 220 80 – 220
hardened and tempered 350 80 – 220 80 – 220 80 – 220

)JHI�BMMPZFE�TUFFM�IJHI�BMMPZFE�UPPM annealed 200 80 – 220 80 – 220 80 – 220
4UFFM�BOE�DBTU�TUFFM hardened and tempered 350 80 – 220 80 – 220 80 – 220

4UBJOMFTT�TUFFM� 
Cast steel

ferritic, annealed 200 70 – 180 70 – 180 70 – 180
martensitic, hardened and tempered 325 70 – 180 70 – 180 70 – 180

M 4UBJOMFTT�TUFFM

ferritic, martensitic annealed 200 60 – 200
austenitic, chilled 180 60 – 200
Duplex, chilled 230 60 – 200
martensitic / austenitic, chilled 330 60 – 200

,
Cast iron

pearlitic / ferritic 180 180 – 350
pearlitic / martensitic 260 140 – 280

$BTU�JSPO�XJUI�OPEVMBS�HSBQIJUF
ferritisch 160 130 – 250
perlitisch  – 100 – 200

.BMMFBCMF�DBTU�JSPO
ferritic 130 150 – 320
pearlitic 230 120 – 250

/

"MVNJOJVN�BMMPZT��MPOH�DIJQQJOH
not heat treatable 60 440 – 1500 400 – 1500
heat treatable, heat treated 100 440 – 1500 400 – 1500

$BTUFE�BMVNJOJVN�BMMPZT
ʁ������4J�IFBU�USFBUFE 80 440 – 1500 400 – 1500
ʁ������4J�IFBU�USFBUBCMF�IFBU�USFBUFE 90 330 – 1200 300 – 1200
ʁ������4J�OPU�IFBU�USFBUBCMF 130 220 – 1000 200 – 1000

$PQQFS�BOE�DPQQFS�BMMPZT
	#SBTT���#SPO[F


-FBE�BMMPZT�1C�����  – 220 – 600 200 – 600
Brass, Bronze  – 275 – 1000 250 – 1000
Aluminium bronze 90 165 – 400 150 – 400
$PQQFS�BOE�FMFLUSPMZUF�DPQQFS 100 330 – 800 300 – 800

/PO�GFSSPVT�NBUFSJBMT
Duroplastice 100 90 – 1000 80 – 1000
Re-inforced plastics  – 85 – 500 75 – 500
Hard rubber  – 90 – 300 80 – 300

4
)JHI�UFNQFSBUVSF�SFTJTUBOU�BMMPZT

'F�BMMPZFE�BOOFBMFE 200 20 – 60
'F�BMMPZFE�IFBU�USFBUFE 280 20 – 60
/J��PS�$P�BMMPZFE�BOOFBMFE 250 20 – 60
/J��PS�$P�BMMPZFE���������)3$�DBTUJOH  – 20 – 30
/J��PS�$P�BMMPZFE�������������/NN2, 
heat treated  – 20 – 30

Titanium alloys Pure titan Rm 440 40 – 70
"MQIB��BOE�#FUB�BMMPZT heat treated Rm 1050 20 – 40

H
)BSEFOFE�TUFFM

hardened and tempered 55 HRC
hardened and tempered 60 HRC

)BSE�DBTU�JSPO casting 400
)BSEFOFE�DBTU�JSPO hardened and tempered 55 HRC
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3FDPNNFOEFE�DVUUJOH�EBUBT�Ʉ�)'$�NJMMJOH� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�$VUUJOH�EBUB�SFDPNNFOEBUJPO�GPS�)'$�NJMMJOH�XJUI�4%��������

The data given is only approximate values. It can be necessary to adjust this data to the individual machining operation.

*40 Material

#S
JO
FM
M�)

BS
EO

FT
T�
)# $VUUJOH�TQFFE� 

7C [m/min]

AM
57
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��
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��
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��

��

"1
��

��

"1
��

��
�

1

6OBMMPZFE�TUFFM�BOE�DBTU�TUFFM
��������$���hardened and tempered 125 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
����Ʉ�������$���hardened and tempered 150 – 250 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
��������$���hardened and tempered 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

-PX�BMMPZFE�TUFFM
BOE�DBTU�TUFFM

annealed 180 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
hardened and tempered 250 – 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
hardened and tempered 350 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

)JHI�BMMPZFE�TUFFM�IJHI�BMMPZFE�UPPM annealed 200 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235
4UFFM�BOE�DBTU�TUFFM hardened and tempered 350 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235

4UBJOMFTT�TUFFM� 
Cast steel

ferritic, annealed 200 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220
martensitic, hardened and tempered 325 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220

M 4UBJOMFTT�TUFFM

ferritic, martensitic annealed 200 120 – 220
austenitic, chilled 180 120 – 220
Duplex, chilled 230 120 – 220
martensitic / austenitic, chilled 330 120 – 220

,
Cast iron

pearlitic / ferritic 180 220 – 300
pearlitic / martensitic 260 200 – 280

$BTU�JSPO�XJUI�OPEVMBS�HSBQIJUF
ferritisch 160 200 – 250
perlitisch  – 180 – 235

.BMMFBCMF�DBTU�JSPO
ferritic 130 220 – 300
pearlitic 230 200 – 250

/

"MVNJOJVN�BMMPZT��MPOH�DIJQQJOH
not heat treatable 60
heat treatable, heat treated 100

$BTUFE�BMVNJOJVN�BMMPZT
ʁ������4J�IFBU�USFBUFE 80
ʁ������4J�IFBU�USFBUBCMF�IFBU�USFBUFE 90
ʁ������4J�OPU�IFBU�USFBUBCMF 130

$PQQFS�BOE�DPQQFS�BMMPZT
	#SBTT���#SPO[F


-FBE�BMMPZT�1C�����  – 
Brass, Bronze  – 
Aluminium bronze 90
$PQQFS�BOE�FMFLUSPMZUF�DPQQFS 100

/PO�GFSSPVT�NBUFSJBMT
Duroplastice 100
Re-inforced plastics  – 
Hard rubber  – 

4
)JHI�UFNQFSBUVSF�SFTJTUBOU�BMMPZT

'F�BMMPZFE�BOOFBMFE 200 60 – 120
'F�BMMPZFE�IFBU�USFBUFE 280 60 – 120
/J��PS�$P�BMMPZFE�BOOFBMFE 250 40 – 100
/J��PS�$P�BMMPZFE���������)3$�DBTUJOH  – 40 – 100
/J��PS�$P�BMMPZFE�������������/NN2,  
heat treated  – 40 – 80

Titanium alloys Pure titan Rm 440 40 – 80
"MQIB��BOE�#FUB�BMMPZT heat treated Rm 1050 40 – 80

H
)BSEFOFE�TUFFM

hardened and tempered 55 HRC
hardened and tempered 60 HRC

)BSE�DBTU�JSPO casting 400
)BSEFOFE�DBTU�JSPO hardened and tempered 55 HRC
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3FDPNNFOEFE�DVUUJOH�EBUBT�Ʉ�)'$�NJMMJOH� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�$VUUJOH�EBUB�SFDPNNFOEBUJPO�GPS�)'$�NJMMJOH�XJUI�4%��������

The data given is only approximate values. It can be necessary to adjust this data to the individual machining operation.

*40 Material

#S
JO
FM
M�)

BS
EO

FT
T�
)# $VUUJOH�TQFFE� 

7C [m/min]

AM
57

40

"1
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��
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��

��

"1
��

��

"1
��

��
�

1

6OBMMPZFE�TUFFM�BOE�DBTU�TUFFM
��������$���hardened and tempered 125 220 – 300 200 – 275 200 – 275 200 – 275
����Ʉ�������$���hardened and tempered 150 – 250 220 – 300 200 – 275 200 – 275 200 – 275
��������$���hardened and tempered 300 220 – 300 200 – 275 200 – 275 200 – 275

-PX�BMMPZFE�TUFFM
BOE�DBTU�TUFFM

annealed 180 220 – 300 200 – 275 200 – 275 200 – 275
hardened and tempered 250 – 300 220 – 300 200 – 275 200 – 275 200 – 275
hardened and tempered 350 220 – 300 200 – 275 200 – 275 200 – 275

)JHI�BMMPZFE�TUFFM�IJHI�BMMPZFE�UPPM annealed 200 180 – 235 180 – 235 180 – 235 180 – 235
4UFFM�BOE�DBTU�TUFFM hardened and tempered 350 180 – 235 180 – 235 180 – 235 180 – 235

4UBJOMFTT�TUFFM� 
Cast steel

ferritic, annealed 200 180 – 235 180 – 235 180 – 220 180 – 220
martensitic, hardened and tempered 325 180 – 235 180 – 235 180 – 220 180 – 220

M 4UBJOMFTT�TUFFM

ferritic, martensitic annealed 200 120 – 220
austenitic, chilled 180 120 – 220
Duplex, chilled 230 120 – 220
martensitic / austenitic, chilled 330 120 – 220

,
Cast iron

pearlitic / ferritic 180 220 – 300
pearlitic / martensitic 260 200 – 280

$BTU�JSPO�XJUI�OPEVMBS�HSBQIJUF
ferritisch 160 200 – 250
perlitisch  – 180 – 235

.BMMFBCMF�DBTU�JSPO
ferritic 130 220 – 280
pearlitic 230 200 – 250

/

"MVNJOJVN�BMMPZT��MPOH�DIJQQJOH
not heat treatable 60
heat treatable, heat treated 100

$BTUFE�BMVNJOJVN�BMMPZT
ʁ������4J�IFBU�USFBUFE 80
ʁ������4J�IFBU�USFBUBCMF�IFBU�USFBUFE 90
ʁ������4J�OPU�IFBU�USFBUBCMF 130

$PQQFS�BOE�DPQQFS�BMMPZT
	#SBTT���#SPO[F


-FBE�BMMPZT�1C�����  – 
Brass, Bronze  – 
Aluminium bronze 90
$PQQFS�BOE�FMFLUSPMZUF�DPQQFS 100

/PO�GFSSPVT�NBUFSJBMT
Duroplastice 100
Re-inforced plastics  – 
Hard rubber  – 

4
)JHI�UFNQFSBUVSF�SFTJTUBOU�BMMPZT

'F�BMMPZFE�BOOFBMFE 200 60 – 120
'F�BMMPZFE�IFBU�USFBUFE 280 60 – 120
/J��PS�$P�BMMPZFE�BOOFBMFE 250 40 – 100
/J��PS�$P�BMMPZFE���������)3$�DBTUJOH  – 40 – 100
/J��PS�$P�BMMPZFE�������������/NN2,  
heat treated  – 40 – 80

Titanium alloys Pure titan Rm 440 40 – 80
"MQIB��BOE�#FUB�BMMPZT heat treated Rm 1050 40 – 80

H
)BSEFOFE�TUFFM

hardened and tempered 55 HRC
hardened and tempered 60 HRC

)BSE�DBTU�JSPO casting 400
)BSEFOFE�DBTU�JSPO hardened and tempered 55 HRC
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1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�Ʉ�4QBMMBNFOUP�SFUUP� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�4QBMMBNFOUP�SFUUP�DPO�JOTFSUP�4%��������ɐ

Dati indicativi. Può essere necessario adattarli alle singole applicazioni.

*40 Materiale
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)# 7FMPDJU �EJ�UBHMJP� 

7C [m/min]

",
��

��

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

"/
��

��

1

"DDJBJ�OPO�MFHBUJ
��������$���bonificato 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���bonificato 150 – 250 100 – 220 100 – 220 100 – 220
��������$���bonificato 300 100 – 220 100 – 220 100 – 220

"DDJBJ�EFCPMNFOUF�MFHBUJ�F� 
(IJTF�BDDJBJPTF

ricotto 180 80 – 220 80 – 220 80 – 220
bonificato 250 – 300 80 – 220 80 – 220 80 – 220
bonificato 350 80 – 220 80 – 220 80 – 220

"DDJBJ�GPSUFNFOUF�MFHBUJ ricotto 200 80 – 180 80 – 180 80 – 180
"DDJBJ�EB�DPTUSV[JPOF�F�(IJTF�BDDJBJPTF bonificato 350 80 – 180 80 – 180 80 – 180

"DDJBJ�JOPTTJEBCJMJ
(IJTB�BDDJBJPTB

ferritico, ricotto 200 70 – 180 70 – 180 70 – 180
martensitico, bonificato 325 70 – 180 70 – 180 70 – 180

M "DDJBJ�JOPTTJEBCJMJ

ferritico, martensitico ricotto 200 60 – 200
austenitico, temprato 180 60 – 200
Duplex, temprato 230 60 – 200
martensitico / austenitico, temprato 330 60 – 200

,
(IJTB�HSJHJB

perlitica / ferritico 180 180 – 350
perlitica / martensitico 260 140 – 280

(IJTB�TGFSPJEBMF
ferritico 160 130 – 250
perlitica  – 100 – 200

(IJTB�UFNQSBUB
ferritico 130 150 – 320
perlitica 230 120 – 250

/

-FHIF�EJ�"MMVNJOJP�TUBNQBUP
non invecchiato 60 440 – 1500 400 – 1500
temporabile, invecchiato 100 440 – 1500 400 – 1500

-FHIF�EJ�"MMVNJOJP�EB�GVTJPOF
ʁ������4J�JOWFDDIJBUP 80 440 – 1500 400 – 1500
ʁ������4J�UFNQPSBCJMF�JOWFDDIJBUP 90 330 – 1200 300 – 1200
ʁ������4J�OPO�JOWFDDIJBUP 130 220 – 1000 200 – 1000

3BNF�F�-FHIF�EJ�3BNF
	�#SPO[P���0UUPOF�


"VUPNBUJDJ�1C������  – 220 – 600 200 – 600
Ottone, Bronzo  – 275 – 1000 250 – 1000
Bronzoalluminio 90 165 – 400 150 – 400
3BNF�F�3BNF�&MFUUSPMJUJDP 100 330 – 800 300 – 800

.BUFSJBMJ�OPO�NFUBMMJDJ
Duroplastiche 100 90 – 1000 80 – 1000
Plastiche rinforzate  – 85 – 500 75 – 500
Gomme dure  – 90 – 300 80 – 300

4
-FHIF�SFTJTUFOUJ�BM�DBMPSF

Base-Fe, ricotto 200 20 – 60
Base-Fe, invecchiato 280 20 – 60
#BTF�/J�P�$P�SJDPUUP 250 20 – 60
#BTF�/J�P�$P���������)3$�EB�GVTJPOF  – 20 – 30
#BTF�/J�P�$P�������������/NN2, 
invecchiato  – 20 – 30

-FHIF�EJ�5JUBOJP Titanio puro Rm 440 40 – 70
-FHIF�"MQIB�#FUB invecchiato Rm 1050 20 – 40

H
"DDJBJP�5FNQSBUP

temprato e rinvenuto 55 HRC
temprato e rinvenuto 60 HRC

(FUUJ�5FNQSBUJ da fusione 400
(IJTB�5FNQSBUB temprato e rinvenuto 55 HRC
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1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�Ʉ�4QBMMBNFOUP�SFUUP� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�4QBMMBNFOUP�SFUUP�DPO�JOTFSUP�4%��������ɐ

Dati indicativi. Può essere necessario adattarli alle singole applicazioni.

*40 Materiale
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)# 7FMPDJU �EJ�UBHMJP� 
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1

"DDJBJ�OPO�MFHBUJ
��������$���bonificato 125 100 – 220 100 – 220 100 – 220
����Ʉ�������$���bonificato 150 – 250 100 – 220 100 – 220 100 – 220
��������$���bonificato 300 100 – 220 100 – 220 100 – 220

"DDJBJ�EFCPMNFOUF�MFHBUJ�F� 
(IJTF�BDDJBJPTF

ricotto 180 80 – 220 80 – 220 80 – 220
bonificato 250 – 300 80 – 220 80 – 220 80 – 220
bonificato 350 80 – 220 80 – 220 80 – 220

"DDJBJ�GPSUFNFOUF�MFHBUJ ricotto 200 80 – 220 80 – 220 80 – 220
"DDJBJ�EB�DPTUSV[JPOF�F�(IJTF�BDDJBJPTF bonificato 350 80 – 220 80 – 220 80 – 220

"DDJBJ�JOPTTJEBCJMJ
(IJTB�BDDJBJPTB

ferritico, ricotto 200 70 – 180 70 – 180 70 – 180
martensitico, bonificato 325 70 – 180 70 – 180 70 – 180

M "DDJBJ�JOPTTJEBCJMJ

ferritico, martensitico ricotto 200 60 – 200
austenitico, temprato 180 60 – 200
Duplex, temprato 230 60 – 200
martensitico / austenitico, temprato 330 60 – 200

,
(IJTB�HSJHJB

perlitica / ferritico 180 180 – 350
perlitica / martensitico 260 140 – 280

(IJTB�TGFSPJEBMF
ferritico 160 130 – 250
perlitica  – 100 – 200

(IJTB�UFNQSBUB
ferritico 130 150 – 320
perlitica 230 120 – 250

/

-FHIF�EJ�"MMVNJOJP�TUBNQBUP
non invecchiato 60 440 – 1500 400 – 1500
temporabile, invecchiato 100 440 – 1500 400 – 1500

-FHIF�EJ�"MMVNJOJP�EB�GVTJPOF
ʁ������4J�JOWFDDIJBUP 80 440 – 1500 400 – 1500
ʁ������4J�UFNQPSBCJMF�JOWFDDIJBUP 90 330 – 1200 300 – 1200
ʁ������4J�OPO�JOWFDDIJBUP 130 220 – 1000 200 – 1000

3BNF�F�-FHIF�EJ�3BNF
	�#SPO[P���0UUPOF�


"VUPNBUJDJ�1C������  – 220 – 600 200 – 600
Ottone, Bronzo  – 275 – 1000 250 – 1000
Bronzoalluminio 90 165 – 400 150 – 400
3BNF�F�3BNF�&MFUUSPMJUJDP 100 330 – 800 300 – 800

.BUFSJBMJ�OPO�NFUBMMJDJ
Duroplastiche 100 90 – 1000 80 – 1000
Plastiche rinforzate  – 85 – 500 75 – 500
Gomme dure  – 90 – 300 80 – 300

4
-FHIF�SFTJTUFOUJ�BM�DBMPSF

Base-Fe, ricotto 200 20 – 60
Base-Fe, invecchiato 280 20 – 60
#BTF�/J�P�$P�SJDPUUP 250 20 – 60
#BTF�/J�P�$P���������)3$�EB�GVTJPOF  – 20 – 30
#BTF�/J�P�$P�������������/NN2, 
invecchiato  – 20 – 30

-FHIF�EJ�5JUBOJP Titanio puro Rm 440 40 – 70
-FHIF�"MQIB�#FUB invecchiato Rm 1050 20 – 40

H
"DDJBJP�5FNQSBUP

temprato e rinvenuto 55 HRC
temprato e rinvenuto 60 HRC

(FUUJ�5FNQSBUJ da fusione 400
(IJTB�5FNQSBUB temprato e rinvenuto 55 HRC
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1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�Ʉ�)'$�'SFTBUVSB� "3/0® Duo-Mill

Duo-Mill -10�Ʉ�)'$�'SFTBUVSB�BE�BMUP�BWBO[BNFOUP�DPO�JOTFSUP�4%��������

Dati indicativi. Può essere necessario adattarli alle singole applicazioni.

*40 Materiale
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"DDJBJ�OPO�MFHBUJ
��������$���bonificato 125 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
����Ʉ�������$���bonificato 150 – 250 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
��������$���bonificato 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

"DDJBJ�EFCPMNFOUF�MFHBUJ�F� 
(IJTF�BDDJBJPTF

ricotto 180 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
bonificato 250 – 300 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275
bonificato 350 220 – 300 200 – 260 200 – 275 200 – 275 200 – 275

"DDJBJ�GPSUFNFOUF�MFHBUJ ricotto 200 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235
"DDJBJ�EB�DPTUSV[JPOF�F�(IJTF�BDDJBJPTF bonificato 350 160 – 235 160 – 220 180 – 235 180 – 235 180 – 235

"DDJBJ�JOPTTJEBCJMJ
(IJTB�BDDJBJPTB

ferritico, ricotto 200 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220
martensitico, bonificato 325 160 – 235 160 – 220 180 – 220 180 – 220 180 – 220

M "DDJBJ�JOPTTJEBCJMJ

ferritico, martensitico ricotto 200 120 – 220
austenitico, temprato 180 120 – 220
Duplex, temprato 230 120 – 220
martensitico / austenitico, temprato 330 120 – 220

,
(IJTB�HSJHJB

perlitica / ferritico 180 220 – 300
perlitica / martensitico 260 200 – 280

(IJTB�TGFSPJEBMF
ferritico 160 200 – 250
perlitica  – 180 – 235

(IJTB�UFNQSBUB
ferritico 130 220 – 300
perlitica 230 200 – 250

/

-FHIF�EJ�"MMVNJOJP�TUBNQBUP
non invecchiato 60
temporabile, invecchiato 100

-FHIF�EJ�"MMVNJOJP�EB�GVTJPOF
ʁ������4J�JOWFDDIJBUP 80
ʁ������4J�UFNQPSBCJMF�JOWFDDIJBUP 90
ʁ������4J�OPO�JOWFDDIJBUP 130

3BNF�F�-FHIF�EJ�3BNF
	�#SPO[P���0UUPOF�


"VUPNBUJDJ�1C������  – 
Ottone, Bronzo  – 
Bronzoalluminio 90
3BNF�F�3BNF�&MFUUSPMJUJDP 100

.BUFSJBMJ�OPO�NFUBMMJDJ
Duroplastiche 100
Plastiche rinforzate  – 
Gomme dure  – 

4
-FHIF�SFTJTUFOUJ�BM�DBMPSF

Base-Fe, ricotto 200 60 – 120
Base-Fe, invecchiato 280 60 – 120
#BTF�/J�P�$P�SJDPUUP 250 40 – 100
#BTF�/J�P�$P���������)3$�EB�GVTJPOF  – 40 – 100
#BTF�/J�P�$P�������������/NN2,  
invecchiato  – 40 – 80

-FHIF�EJ�5JUBOJP Titanio puro Rm 440 40 – 80
-FHIF�"MQIB�#FUB invecchiato Rm 1050 40 – 80

H
"DDJBJP�5FNQSBUP

temprato e rinvenuto 55 HRC
temprato e rinvenuto 60 HRC

(FUUJ�5FNQSBUJ da fusione 400
(IJTB�5FNQSBUB temprato e rinvenuto 55 HRC
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1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�Ʉ�)'$�'SFTBUVSB� "3/0® Duo-Mill

Duo-Mill -15�Ʉ�)'$�'SFTBUVSB�BE�BMUP�BWBO[BNFOUP�DPO�JOTFSUP�4%��������

Dati indicativi. Può essere necessario adattarli alle singole applicazioni.

*40 Materiale

%V
SF

[[
B�
#S

JO
OF

MM�
)# 7FMPDJU �EJ�UBHMJP� 

7C [m/min]

AM
57

40

"1
��

��

"1
��

��

"1
��

��

"1
��

��
�

1

"DDJBJ�OPO�MFHBUJ
��������$���bonificato 125 220 – 300 200 – 275 200 – 275 200 – 275
����Ʉ�������$���bonificato 150 – 250 220 – 300 200 – 275 200 – 275 200 – 275
��������$���bonificato 300 220 – 300 200 – 275 200 – 275 200 – 275

"DDJBJ�EFCPMNFOUF�MFHBUJ�F� 
(IJTF�BDDJBJPTF

ricotto 180 220 – 300 200 – 275 200 – 275 200 – 275
bonificato 250 – 300 220 – 300 200 – 275 200 – 275 200 – 275
bonificato 350 220 – 300 200 – 275 200 – 275 200 – 275

"DDJBJ�GPSUFNFOUF�MFHBUJ ricotto 200 180 – 235 180 – 235 180 – 235 180 – 235
"DDJBJ�EB�DPTUSV[JPOF�F�(IJTF�BDDJBJPTF bonificato 350 180 – 235 180 – 235 180 – 235 180 – 235

"DDJBJ�JOPTTJEBCJMJ
(IJTB�BDDJBJPTB

ferritico, ricotto 200 180 – 235 180 – 235 180 – 220 180 – 220
martensitico, bonificato 325 180 – 235 180 – 235 180 – 220 180 – 220

M "DDJBJ�JOPTTJEBCJMJ

ferritico, martensitico ricotto 200 120 – 220
austenitico, temprato 180 120 – 220
Duplex, temprato 230 120 – 220
martensitico / austenitico, temprato 330 120 – 220

,
(IJTB�HSJHJB

perlitica / ferritico 180 220 – 300
perlitica / martensitico 260 200 – 280

(IJTB�TGFSPJEBMF
ferritico 160 200 – 250
perlitica  – 180 – 235

(IJTB�UFNQSBUB
ferritico 130 220 – 280
perlitica 230 200 – 250

/

-FHIF�EJ�"MMVNJOJP�TUBNQBUP
non invecchiato 60
temporabile, invecchiato 100

-FHIF�EJ�"MMVNJOJP�EB�GVTJPOF
ʁ������4J�JOWFDDIJBUP 80
ʁ������4J�UFNQPSBCJMF�JOWFDDIJBUP 90
ʁ������4J�OPO�JOWFDDIJBUP 130

3BNF�F�-FHIF�EJ�3BNF
	�#SPO[P���0UUPOF�


"VUPNBUJDJ�1C������  – 
Ottone, Bronzo  – 
Bronzoalluminio 90
3BNF�F�3BNF�&MFUUSPMJUJDP 100

.BUFSJBMJ�OPO�NFUBMMJDJ
Duroplastiche 100
Plastiche rinforzate  – 
Gomme dure  – 

4
-FHIF�SFTJTUFOUJ�BM�DBMPSF

Base-Fe, ricotto 200 60 – 120
Base-Fe, invecchiato 280 60 – 120
#BTF�/J�P�$P�SJDPUUP 250 40 – 100
#BTF�/J�P�$P���������)3$�EB�GVTJPOF  – 40 – 100
#BTF�/J�P�$P�������������/NN2,  
invecchiato  – 40 – 80

-FHIF�EJ�5JUBOJP Titanio puro Rm 440 40 – 80
-FHIF�"MQIB�#FUB invecchiato Rm 1050 40 – 80

H
"DDJBJP�5FNQSBUP

temprato e rinvenuto 55 HRC
temprato e rinvenuto 60 HRC

(FUUJ�5FNQSBUJ da fusione 400
(IJTB�5FNQSBUB temprato e rinvenuto 55 HRC
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*40�"OXFOEVOHTCFSFJDI� "3/0® Duo-Mill
ISO-Application area 
ISO-Campi di applicazione

8FOEFTDIOFJEQMBUUF�Duo-Mill -10 Ʉ�4DIOJUUEBUFOSJDIUXFSUF
Indexable insert Duo-Mill -10 – Cutting data recommendation
*OTFSUP�%VP�.JMM�����Ʉ�1BSBNFUSJ�EJ�UBHMJP�DPOTJHMJBUJ

8FOEFTDIOFJEQMBUUF�Duo-Mill -15 Ʉ�4DIOJUUEBUFOSJDIUXFSUF
Indexable insert Duo-Mill -15 – Cutting data recommendation
*OTFSUP�%VP�.JMM�����Ʉ�1BSBNFUSJ�EJ�UBHMJP�DPOTJHMJBUJ

%JF�5BCFMMFOXFSUF�TJOE�3JDIUXFSUF��&T�LBOO�OPUXFOEJH�TFJO�EJF�8FSUF�EFO�KFXFJMJHFO�#FBSCFJUVOHTVNTU¤OEFO�BO[VQBTTFO�
The data given is only approximate values. It can be necessary to adjust this data to the individual machining operation.
Dati indicativi. Può essere necessario adattarli alle singole applicazioni.

HFC-Fräsen / HFC-milling/ HFC-Fresatura ad alto avanzamento
WD 

[m/min]
G[ 

[mm]
aQ 

[mm]*40 8FSLTUPGG�/ Material / Materiale

1 4UBIM�/ Steel / Acciaio 180 – 300 0,2 – 2,5 0,25 – 1,5

M 3PTUGSFJFS�4UBIM�/ Stainless steel / Acciaio inossidabile 120 – 220 0,2 – 1,5 0,25 – 1,5

, Guss / Stainless steel / Ghisa 200 – 300 0,3 – 2,5 0,25 – 1,5

4 )PDIXBSNGFTU�/ High temperature resistant alloys / -FHIF�SFTJTUFOUJ�BM�DBMPSF 40 – 120 0,2 – 1,0 0,25 – 1,2

HFC-Fräsen / HFC-milling/ HFC-Fresatura ad alto avanzamento
WD 

[m/min]
G[ 

[mm]
aQ 

[mm]*40 8FSLTUPGG�/ Material / Materiale

1 4UBIM�/ Steel / Acciaio 180 – 300 0,5 – 2,5 0,5 – 2,5

M 3PTUGSFJFS�4UBIM�/ Stainless steel / Acciaio inossidabile 120 – 220 0,5 – 2,0 0,5 – 2,5

, Guss / Stainless steel / Ghisa 130 – 300 0,5 – 2,5 0,5 – 2,5

4 )PDIXBSNGFTU�/ High temperature resistant alloys / -FHIF�SFTJTUFOUJ�BM�DBMPSF 40 – 120 0,5 – 1,5 0,5 – 2,0

&DLGS¤TFO���Square shoulder / Fresatura a Spallamento Retto .JUUMFSF�#FBSCFJUVOH
Medium machining
Media asportazione

4DISVQQ�#FBSCFJUVOH
Rough machining

Sgrossatura

*40 8FSLTUPGG�/ Material / Materiale WD 
[m/min]

G[ 
[mm]

aQ 
[mm]

WD 
[m/min]

G[ 
[mm]

aQ 
[mm]

1 4UBIM�/ Steel / Acciaio 120 – 220 0,1 – 0,20 < 3 60 – 180 0,1 – 0,25 < 5

M 3PTUGSFJFS�4UBIM�/ Stainless steel / Acciaio inossidabile 90 – 200 0,1 – 0,35 < 3 60 – 120 0,1 – 0,25 < 5

, Guss / Cast iron / Ghisa 170 – 350 0,1 – 0,20 < 3 120 – 200 0,1 – 0,25 < 5

/ /&�.FUBMMF���/PO�GFSSPVT�NBUFSJBMT / Materiali non ferrosi 400 – 1500 0,1 – 0,30 < 3 400 – 1000 0,1 – 0,20 < 8

4 )PDIXBSNGFTU�/ High temperature resistant alloys / -FHIF�SFTJTUFOUJ�BM�DBMPSF 40 – 120 0,1 – 0,20 < 3 30 – 90 0,1 – 0,20 < 5

&DLGS¤TFO���Square shoulder / Fresatura a Spallamento Retto .JUUMFSF�#FBSCFJUVOH
Medium machining
Media asportazione

4DISVQQ�#FBSCFJUVOH
Rough machining

Sgrossatura

*40 8FSLTUPGG�/ Material / Materiale WD 
[m/min]

G[ 
[mm]

aQ 
[mm]

WD 
[m/min]

G[ 
[mm]

aQ 
[mm]

1 4UBIM�/ Steel / Acciaio 120 – 220 0,1 – 0,35 < 5 60 – 180 0,1 – 0,25 < 10

M 3PTUGSFJFS�4UBIM�/ Stainless steel / Acciaio inossidabile 90 – 200 0,1 – 0,35 < 5 60 – 120 0,1 – 0,25 < 10

, Guss / Cast iron / Ghisa 170 – 350 0,1 – 0,20 < 5 120 – 200 0,1 – 0,25 < 10

/ /&�.FUBMMF���/PO�GFSSPVT�NBUFSJBMT / Materiali non ferrosi 400 – 1500 0,1 – 0,30 < 5 400 – 1000 0,1 – 0,20 < 12

4 )PDIXBSNGFTU�/ High temperature resistant alloys / -FHIF�SFTJTUFOUJ�BM�DBMPSF 40 – 120 0,1 – 0,20 < 5 30 – 90 0,1 – 0,20 < 10
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*40
)BSUNFUBMM�CFTDIJDIUFU
Carbide coated
Metallo duro rivestito

)BSUNFUBMM�VOCFTDIJDIUFU
Carbide uncoated
Metallo duro non rivestito

4DIOFJETUPGG
Cutting material
Materiale da taglio

"OXFOEVOH
Application
Parametri

1
4UBIM�4UBIMHVTT�MBOHTQBOFOEFS�5FNQFSHVTT
Steel, cast steel, long chipping malleable iron
Acciaio, acciaio colato, ghisa temprata a 
truciolo lungo

10

20

30

40

M
3PTUGSFJFS�4UBIM�4UBIMHVTT�.BOHBOTUBIM�
Automatenstahl
Stainless steel, cast steel, manganese steel, 
free cutting steel
Acciaio inossidabile, acciaio colato, acciaio al 
manganese, ghisa legata, ghisa temprata, 
acciaio automatico, leghe refrattarie

10

20

30

40

,
(SBVHVTT�,PLJMMFOIBSUHVTTLVS[TQBOFOEFS�
5FNQFSHVTT
Grey cast iron, chilled hard cast iron,short 
chipping malleable iron
Ghisa grigia, ghisa fusa in conchiglia, ghisa 
temprata a truciolo corto, acciaio temprato, 
metalli non ferrosi, plastica, legno

10

20

30

40

/
"MVNJOJVN�VOE�"M�-FHJFSVOHFO�OJDIUNFUBMMJ-
TDIF�8FSLTUPGGF
Aluminium and Al-alloys, non ferrous materials
Alluminio e leghe di alluminio, materiali non 
metallici

10

20

30

40

4
8BSNGFTUF�-FHJFSVOHFO5JUBOMFHJFSVOHFO
High temperature resistant alloys,Titanium 
alloys
-FHIF�SFGSBUUBSJF�MFHIF�EJ�UJUBOJP

10

20

30

40

H
(FI¤SUFUFS�4UBIM�)BSUHVTT
Hardened Steel, hard cast iron
Acciaio temprato, ghisa temprata

10

20

30

40
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*40�"OXFOEVOHTCFSFJDI� "3/0® Duo-Mill
ISO-Application area 
ISO-Campi di applicazione

AP5325

)BVQUBOXFOEVOHTCFSFJDI / Main application area / Applicazione principale
 
 4PSUF / Grade / Qualità
� &NQGPIMFOFS�"OXFOEVOHTCFSFJDI / Recommended application area / 
 Applicazione consigliata

/FCFOBOXFOEVOHTCFSFJDI / Secondary application area / Applicazione secondaria
 
� 4PSUF / Grade / Qualità
� &NQGPIMFOFS�"OXFOEVOHTCFSFJDI / Recommended application area /  
 Applicazione consigliata

AM5740

AP
53

25
AP

521
5

AN
10

15

AM
57

40

AK
53

15

AM
57

40

AP
53

25

AP
53

40

AP
54

40 AP
53

35

AP
58

30
+

AP
53

30

AP
54

30
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"OXFOEVOHTIJOXFJTF�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill
Application reference – Square shoulder 
Applicazioni – Fresatura a Spallamento Retto

&JOTBU[EBUFO�841����&DLGS¤TFS
Cutting data indexable inserts SD…10… Square shoulder
1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�DPO�JOTFSUJ�4%ɐ��ɐ�'SFTBUVSB�B�4QBMMBNFOUP�3FUUP

D1

Dmin / DNBY

D1 Dmin DNBY

25 35 48
32 49 62
40 65 78
50 85 98
63 111 124
80 145 158
100 185 198
125 235 248
160 305 318

D1 Į .JOEFTU�7FSGBISXFH
Minimum travel
Corsa minima

25 10,2 10
32 6,0 17
40 4,0 25
50 2,9 35
63 2,1 48
80 1,6 65
100 1,2 85
125 0,9 110
160 0,7 145

;JSLVMBSFT�&JOUBVDIFO���Helical interpolation / Fresatura circolare

"YJBMFT�&JOUBVDIFO / Plunge milling / Fresatura assiale

4DIS¤HFT�&JOUBVDIFO / Ramping / Fresatura in rampa

Į

D1 9NBY

D25 – D160 1,8 mm

D1

9NBY

Dmin����LMFJOTUFS�#PISVOHTEVSDINFTTFS 
minimum bore diameter 
diametro minimo di foro

DNBY����HS¶�UFS�#PISVOHTEVSDINFTTFS�G¼S�FCFOF�#PEFO˚¤DIFO 
maximum bore diameter for flat area 
diametro massimo foro per parte piana
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"OXFOEVOHTIJOXFJTF�Ʉ�&DLGS¤TFO� "3/0® Duo-Mill
Application reference – Square shoulder 
Applicazioni – Fresatura a Spallamento Retto

&JOTBU[EBUFO�841����&DLGS¤TFS
Cutting data indexable inserts SD…15… Square shoulder
1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�DPO�JOTFSUJ�4%ɐ��ɐ�'SFTBUVSB�B�4QBMMBNFOUP�3FUUP

D1 Dmin DNBY

50 77,5 98
63 103,5 124
80 137 158
100 177,5 198
125 227 248
160 297 318

D1 Į
.JOEFTU�7FSGBISXFH

Minimum travel
Corsa minima

50 4,2 27
63 2,8 40
80 2,0 58
100 1,5 78
125 1,1 103
160 0,8 138

;JSLVMBSFT�&JOUBVDIFO���Helical interpolation / Fresatura circolare

"YJBMFT�&JOUBVDIFO / Plunge milling / Fresatura assiale

4DIS¤HFT�&JOUBVDIFO / Ramping / Fresatura in rampa

D1 9NBY

D50 – D160 2,0 mm

Dmin����LMFJOTUFS�#PISVOHTEVSDINFTTFS 
minimum bore diameter 
diametro minimo di foro

DNBY����HS¶�UFS�#PISVOHTEVSDINFTTFS�G¼S�FCFOF�#PEFO˚¤DIFO 
maximum bore diameter for flat area 
diametro massimo foro per parte piana

D1

Dmin / DNBY

9NBY

D1

Į
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"OXFOEVOHTIJOXFJTF�Ʉ�)'$�'S¤TFO� "3/0® Duo-Mill
Application reference – HFC-milling 
Applicazioni – HFC-Fresatura

&JOTBU[EBUFO�841����)'$�'S¤TFS
Cutting data indexable inserts SD…10… HFC-milling
1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�DPO�JOTFSUJ�4%ɐ��ɐ�)'$�'SFTBUVSB

D1

Dmin / DNBY

D1 Dmin DNBY

25 39 48
32 53 62
40 69 78
50 89 98
63 115 124
80 149 158
100 189 198
125 239 248
160 309 318

D1
Į

.JOEFTU�7FSGBISXFH
Minimum travel
Corsa minima

25 4,9 14
32 3,2 21
40 2,3 29
50 1,8 39
63 1,3 52
80 1,0 69
100 0,75 89
125 0,6 114
160 0,4 149

;JSLVMBSFT�&JOUBVDIFO���Helical interpolation / Fresatura circolare

"YJBMFT�&JOUBVDIFO / Plunge milling / Fresatura assiale

4DIS¤HFT�&JOUBVDIFO / Ramping / Fresatura in rampa

D1 9NBY

D25 – D160 1,2 mm

Į

D1

9NBY

Dmin����LMFJOTUFS�#PISVOHTEVSDINFTTFS 
minimum bore diameter 
diametro minimo di foro

DNBY����HS¶�UFS�#PISVOHTEVSDINFTTFS�G¼S�FCFOF�#PEFO˚¤DIFO 
maximum bore diameter for flat area 
diametro massimo foro per parte piana
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"OXFOEVOHTIJOXFJTF�Ʉ�)'$�'S¤TFO� "3/0® Duo-Mill
Application reference – HFC-milling 
Applicazioni – HFC-Fresatura

&JOTBU[EBUFO�841����)'$�'S¤TFS
Cutting data indexable inserts SD…15… HFC-milling
1BSBNFUSJ�EJ�UBHMJP�TVHHFSJUJ�DPO�JOTFSUJ�4%ɐ��ɐ�)'$�'SFTBUVSB

D1 Dmin DNBY

50 82 98
63 108 124
80 142 158
100 182 198
125 232 248
160 302 318

D1
Į

.JOEFTU�7FSGBISXFH
Minimum travel
Corsa minima

50 3,2 32
63 2,3 45
80 1,66 62
100 1,25 82
125 0,96 107
160 0,72 142

D1 9NBY

D50 – D160 1,8 mm

Dmin����LMFJOTUFS�#PISVOHTEVSDINFTTFS 
minimum bore diameter 
diametro minimo di foro

DNBY����HS¶�UFS�#PISVOHTEVSDINFTTFS�G¼S�FCFOF�#PEFO˚¤DIFO 
maximum bore diameter for flat area 
diametro massimo foro per parte piana

D1

9NBY

Į

D1

Dmin / DNBY

;JSLVMBSFT�&JOUBVDIFO���Helical interpolation / Fresatura circolare

"YJBMFT�&JOUBVDIFO / Plunge milling / Fresatura assiale

4DIS¤HFT�&JOUBVDIFO / Ramping / Fresatura in rampa
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"OXFOEVOHTIJOXFJTF� "3/0® Duo-Mill
Application reference 
Applicazioni

1MBOGS¤TFO�FYUSFN�
Extreme milling!
'SFTBUVSB�DPO�QBSBNFUSJ�FTUSFNJ�

Duo-Mill -10 7PSTDI¼CF�CJT�[V���NN�QSP��;BIO 
Feed rates up to 2 mm per tooth / DPO�BWBO[BNFOUJ�˙OP�B���NN�QFS�UBHMJFOUF�

Duo-Mill -15 7PSTDI¼CF�CJT�[V����NN�QSP��;BIO 
Feed rates up to 2.5 mm per tooth / DPO�BWBO[BNFOUJ�˙OP�B����NN�QFS�UBHMJFOUF�

.BYJNBMF�4QBOUJFGF / Maximum DOC / Profondità max passata������NN
1SPHSBNNJFSSBEJVT / Programming radius / Raggio programmazione���3���
4,�-¤OHF / SK-length /�-VOHIF[[B�UBHMJFOUF������NN
#������NN

.BYJNBMF�4QBOUJFGF / Maximum DOC / Profondità max passata������NN
1SPHSBNNJFSSBEJVT / Programming radius / Raggio programmazione���3���
4,�-¤OHF / SK-length /�-VOHIF[[B�UBHMJFOUF��������NN
#��������NN

3FTUXFSLTUPGG�EFS�,POUVS�CFJN�&DL��VOE�/VUGS¤TFO�
Material left over when face and slot milling.

Materiale lasciato non lavorato in spianatura e  
svuotamento di cave.

3FTUXFSLTUPGG�EFS�,POUVS�CFJN�&DL��VOE�/VUGS¤TFO�
Material left over when face and slot milling.

Materiale lasciato non lavorato in spianatura e  
svuotamento di cave.

4QF[JFMM�FOUXJDLFMUF�)BSUNFUBMMTPSUFO�VOE�EJF�
PQUJNBM�BCHFTUJNNUF�4QBOMFJUTUVGF�FSN¶HMJDIFO�
EJFTF�FOPSNF�-FJTUVOHTG¤IJHLFJU��0QUJNJFSUF�
#FTDIJDIUVOHFO�HBSBOUJFSFO�NBYJNBMFT�;FJU-
TQBOWPMVNFO�

5P�BDIJFWF�QFSGPSNBODF�MJLF�UIJT�XF�BQQMZ�FTQF-
cially developed carbide grades and optimized 
DIJQ�CSFBLFS�HFPNFUSJFT��-BUFTU�DPBUJOH�UFDIOP-
logy guarantees maximum tool performance.

Per ottenere tali risultati sono stati sviluppati 
gradi speciali e geometrie di rompitruciolo otti-
NJ[[BUF�B�RVFTUF�BQQMJDB[JPOJ��-B�QJ¹�SFDFOUF�
tecnologia di rivestimento garantisce inoltre il 
massimo delle prestazioni e durate.

.BSLJFSVOH� 
6N�FJOFO�PQUJNBMFO�1MBO��VOE�3VOEMBVG�[V�FS[JFMFO�TPMMUF�EJF�8FOEFTDIOFJEQMBUUF� 
JO�KFEFN�4JU[�NJU�HMFJDIFS�&JOCBVMBHF�NPOUJFSU�XFSEFO��%SFIVOH�OBDI�7FSTDIMFJ�� 
JNNFS�JN�6IS[FJHFSTJOO�
.BSLJOH� 
In order to achieve the optimum axial and radial runout always mount indexable inserts 
JO�TBNF�QPTJUJPO��8IFO�XPSO�BMXBZT�UVSO�DMPDLXJTF�

Marcatura inserto: 
Per ottenere il posizionamento di tutti gli inserti riducendo al minimo errori radiali  
od assiali assicurarsi che tutti gli inserti vengano montati nella medesima posizione  
rispetto alla marcatura. Al cambio tagliente ruotare gli inserti in senso orario.

.BSLJFSVOH� 
6N�FJOFO�PQUJNBMFO�1MBO��VOE�3VOEMBVG�[V�FS[JFMFO�TPMMUF�EJF�8FOEFTDIOFJEQMBUUF� 
JO�KFEFN�4JU[�NJU�HMFJDIFS�&JOCBVMBHF�NPOUJFSU�XFSEFO��%SFIVOH�OBDI�7FSTDIMFJ�� 
JNNFS�JN�6IS[FJHFSTJOO�
.BSLJOH� 
In order to achieve the optimum axial and radial runout always mount indexable inserts 
JO�TBNF�QPTJUJPO��8IFO�XPSO�BMXBZT�UVSO�DMPDLXJTF�

Marcatura inserto: 
Per ottenere il posizionamento di tutti gli inserti riducendo al minimo errori radiali  
od assiali assicurarsi che tutti gli inserti vengano montati nella medesima posizione  
rispetto alla marcatura. Al cambio tagliente ruotare gli inserti in senso orario.
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 "3/0®-Werkzeuge | Fräsen | Milling | Fresatura

HFC-Fräsen #FSFDIOVOHTGPSNFM�EFS�4DIOJUUCSFJUF�G¼S�FCFOF�'M¤DIFO� 
)'$�NJMMJOH�DBMDVMBUJPO�GPSNVMB�GPS�DVUUJOH�XJEUIT�PO�QMBJO�TVSGBDFT�
Formula di calcolo per la larghezza di taglio su superificie piana con fresatura ad alto avanzamento:

"OXFOEVOHTIJOXFJTF� "3/0® Duo-Mill
Application reference 
Applicazioni

7PSUFJMF�)'$�'S¤TFO�
ɏ�TFIS�IPIF�"CUSBHTSBUFO�VOE�FYUSFN�MFJDIUFS�
4DIOJUU

ɏ�NBYJNBMF�1SP[FTTTJDIFSIFJU�JN�VOUFSCSPDIF-
OFO�4DIOJUU�EVSDI�TJDIFSF�1PTJUJPOJFSVOH� 
EFS�8FOEFTDIOFJEQMBUUF

ɏ�4DIPOVOH�EFS�.BTDIJOFOTQJOEFM�EVSDI�HF-
SJOHF�6NTDIMJOHVOH�EFS�8FOEFTDIOFJEQMBUUF�
	3BEJBMLS¤GUF�XFSEFO�NJOJNJFSU


"EWBOUBHFT�)'$�NJMMJOH�
ɏ�Very high removal rates and extremely  

soft cutting
ɏ�Maximum process reliability during  

interrupted cut due to the secure positioning  
of the indexable insert

ɏ�Preserving of the machine spindle because  
of reduced circumference of the indexable  
insert (radial powers are minimized)

Vantaggi HFC-Fresatura:
ɏ�Taglio morbido ed elevato volume di  

asportazione truciolo.
ɏ�Massima affidabilità di processo con taglio  

interrotto grazie al posizionamento rigido e  
TJDVSP�EFMMɈJOTFSUP�

ɏ�Minor sollecitazioni sul mandrino grazie alla  
SJEPUUB�TVQFS˙DJF�EJ�DPOUBUUP�	SJEV[JPOF�EFMMF� 
GPS[F�SBEJBMJ
�

BX
d1

E1�����#�� 
4DIOJUUCSFJUF / Cutting width / profondità passata�9�<NN>

#FJTQJFM / Example / &TFNQJP
Duo-Mill -15 –  
Fräser / Cutter / Fresatura %���
%VSDINFTTFS / Diameter / Diametro  
E1 = 25 mm – 160 mm
#��������NN

���NN���	���������NN
������NN

#FJTQJFM / Example / &TFNQJP
Duo-Mill -10 –  
Fräser / Cutter / Fresatura�%���
%VSDINFTTFS / Diameter / Diametro  
E1 = 25 mm – 160 mm
#������NN

���NN���	�������NN
�������NN

8FSLTUPGG�'FTUJHLFJU� �����/�NN2 

Material hardness 
Durezza del materiale 
7PSTDIVC�QSP�;BIO�	G[
� ����NN�Ʉ�����NN 
Feed per tooth 
Avanzamento per dente
4DIOJUUHFTDIXJOEJHLFJU�	WD
� ����N���NJO 
Cutting speed 
Velocità di taglio

)*/8&*4�
%JF�5BCFMMFOXFSUF�TJOE�3JDIUXFSUF�� 
&T�LBOO�OPUXFOEJH�TFJO�EJF�8FSUF�EFO�KFXFJMJHFO�
#FBSCFJUVOHTVNTU¤OEFO�BO[VQBTTFO��#FTPOEFST�
GPMHFOEF�&JO˚VTTHS¶�FO�N¼TTFO�IJFS�CFS¼DLTJDIUJHU�
XFSEFO�
ɏ�.BTDIJOFOMFJTUVOH
ɏ�4QJOEFM���"VGOBINF
ɏ�"VTTQBOOM¤OHF
ɏ�"VGTQBOOVOH
ɏ�#FBSCFJUVOHTBSU

*/'0�
The charts are recommendations only.
It may be necessary to adjust the cutting data  
BDDPSEJOH�UP�
ɏ�.BDIJOF�QPXFS
ɏ�4QJOEMF�BOE�TIBOL
ɏ�0WFSIBOH�MFOHUI
ɏ�.BUFSJBM�DMBNQJOH
ɏ�$PNQPOFOU�TUBCJMJUZ

/05"�
I valori indicati in tabella sono indicativi e considerati 
in ottimali condizioni di lavoro.
Può essere necessario adattarli in base alle diverse 
DPOEJ[JPOJ�EJ�MBWPSP�RVBMJ�
ɏ��$BSBUUFSJTUJDIF�EFMMB�NBDDIJOB� 

	TUBCJMJU �QPUFO[B�QSFDJTJPOF�

ɏ�%JNFOTJPOF�F�UJQPMPHJB�EFM�NBOESJOP
ɏ�#MPDDBHHJP�EFM�QF[[P
ɏ�#MPDDBHHJP�F�EJNFOTJPOF�EFMMɈVUFOTJMF
ɏ�$POEJ[JPOJ�HFOFSBMJ�EJ�MBWPSP

'S¤TTQJOEFM���Milling adaptor / Mandrino 4,���

4QBOOVOH�NJU�8FMEPO�"VGOBINF
JO�8FMEPO�IPMEFS
-BWPSB[JPOF�DPO�BUUBDDP�8FMEPO

X
NBY��4DIOJUUUJFGF�	BQ
�����NN
max DOC
NBY��QSPG��QBTTBUB�	Bp
���� mm

4QBOOVOH�NJU�4QBOO[BOHF
JO�DPMMFU�DIVDL
-BWPSB[JPOF�DPO�BUUBDDP�B�NBOJDPUUP

X
NBY��4DIOJUUUJFGF�	BQ
�����NN
max DOC
NBY��QSPG��QBTTBUB�	Bp
���� mm

'S¤TTQJOEFM���Milling adaptor / Mandrino�4,���
4QBOOVOH�NJU�8FMEPO�"VGOBINF
JO�8FMEPO�IPMEFS
-BWPSB[JPOF�DPO�BUUBDDP�8FMEPO

X
NBY��4DIOJUUUJFGF�	BQ
�����NN
max DOC
NBY��QSPG��QBTTBUB�	Bp
���� mm

4QBOOVOH�NJU�4QBOO[BOHF
JO�DPMMFU�DIVDL
-BWPSB[JPOF�DPO�BUUBDDP�B�NBOJDPUUP

X
NBY��4DIOJUUUJFGF�	BQ
�����NN
max DOC
NBY��QSPG��QBTTBUB�	Bp
���� mm

&JOTBU[�#FJTQJFM�'%$��(SVOET¤U[MJDI�TPMMUF�EJF�L¼S[FTUF�"VTTQBOOM¤OHF�HFX¤IMU�XFSEFO�
"QQMJDBUJPO�FYBNQMF�'%$��1SFGFSBCMZ�BMXBZT�LFFQ�PWFSIBOH�BT�TIPSU�BT�QPTTJCMF�
&TFNQJP�EJ�BQQMJDB[JPOF�'%$��6UJMJ[[BSF�TFNQSF�MB�TPMV[JPOF�EJ�VUFOTJMF�QJ¹�DPNQBUUB�QPTTJCJMF�



"3/0®�70--)"35.&5"--�(&8*/%&'3�4&3

5J"M/�CFTDIJDIUFUF�(FXJOEFGS¤TFS�
BVT�'FJOTULPSO�)BSUNFUBMM�CJFUFO�
*IOFO�FJOF�PQUJNBMF�HMFJDIN¤�JHF�
(FXJOEFRVBMJU¤U�TPXJF�FJOF�IPIF�
7FSTDIMFJ�GFTUJHLFJU�

Fine grain solid carbide cutters with 
5*"-/�DPBUJOH�TPNF�XJUI�UISPVHI�
tool coolant and chamfering edge.

Frese a filettare in metallo duro  
integrale rivestite per lavorare  
Acciaio, ghisa, Acciaio inossidabile, 
leghe esotiche o refrattarie e acciai 
UFNQSBUJ�˙OP�B����)3$�

3VOEVN�¼CFS[FVHFOE�� 
"3/0�(FXJOEFGS¤TFS�BVT�7PMMIBSUNFUBMM�G¼S�EJF� 
#FBSCFJUVOH�WPO�4UBIM�"MVNJOJVN�VOE�/&�.FUBMMFO�
Solid carbide thread mills for steel, aluminium and  
none ferrous materials.
Frese a filettare per tutti i tipi di filettature e  
per lavorazione di acciai e ghise.

8FJUFSF�7PMMIBSUNFUBMM�'S¤TFS�˙OEFO�4JF�JN�BLUVFMMFO�5JFGTUQSFJTLBUBMPH�PEFS�VOUFS��
:PV�XJMM�˙OE�NPSF�TPMJE�DBSCJEF�DVUUFST�JO�PVS�Ɋ4QFDJBM�1SJDFɋ�DBUBMPHVF�

-B�HBNNB�DPNQMFUB�EJ�GSFTF�JO�.%*�¨�EJTQPOJCJMF�TVM�DBUBMPHP�EFEJDBUP�Ɋ$BUBMPHP�1SPNP[JPOFɋ�PQQVSF�WJTJUBOEP�JM�TJUP�

"3/0�)*()-*()5

XXX�BSOP�EF


