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Vibration-free performance
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DHC - O6paboTtka 6e3 Bubpauyum
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DHC - Vibration-free performance

CHwxeHne B1bpauum aTo obLiee TpeboBaHMe kK COBPEMEHHOMY

MeTannopexyLiemMy UHCTpyMeHTy. bnarogaps aToMy He TONbko

Ka4yeCcTBO MOBEPXHOCTM HO U NPOU3BOANTENBHOCTL MHCTPYMEHTa
MOXET GblTb 3HAUNTENBHO NOBbILLIEHA.

®dpesbl DHC (DHC = Different Helix Cutter) o6ecneunBaet ato
TpeboBaHne NpocTo 1 apdekTMBHO, Bnarogaps pasnMyHoMy yriy
nogbEéma BUHTOBON NMUHUK. Bnarogaps aTomy nosisunace
BO3MOXHOCTb M306exaTb rapMOHNYECKNX BUOpaLni.

He oauHakoBble Yribl Takke CHUXKaOT CUMY pesaHbs U
yBENMUYMBAIOT NPOU3BOANTENBHOCTbL pe3aHbsi. bnarogaps atomy
KoHUeBble dpe3bl DHC, oTnnyHo noaxoavT Ans yaaneHus
6onbLIoro o6bEMa CTPYXKKW, MOAXOAUT Arst YHepHOBOW 06paboTku.

MHOrogyHKLMOHANBHOCTb, 3TO OTNMYMTENbHAsA XapakTepucTuka
KoHueBbIx hpe3 DHC. YepHoBas 1 unctoBasi 06paboTka 0gHUM
WHCTPYMEHTOM, NMyHxepoBaHue, 06paboTka TOHKOCTEHHBIX
N34€enun, N TOHKMX CTEHOK. [iNnHHas Bepcust NOAXOAMT Ans
bpesepoBaHusi NasoB [0 2x d.

Fette npepnaraet koHuesble dppesbl DHC, ot agnameTtpa 1 mm B
AMVUHHOM U KOPOTKOM MCMOSMTHEHU C YITI0BLIM PaanyCcoMm.

HoBble dpesbl ¢ pagnycom Ha KpOMKe, U 3HAYUTENbHO
YBENUUYMBAET CTOMKOCTb MHCTPYMeHTa. Ecnun nsgenve nveet
paauycbl Unu ocobyto reoMeTputo B yrnax, Bbl MOXeTe usbexartb
pononHuTenbHorn onepauun. ®pessl DHC caenatoTt aTo Ans Bac 3a
1 npoxoa.

®pesbl DHC INOX 370 4x 3ybble KoHLEeBble dpesbl, 1 Bbinm
cneuuanbHo paspaboTaHHbl Ansi 06paboTku HepkaBetoLLen cTanwm,
TUTaHa, HUKENEeBbIX N KOPOTKO CTPYeyHbix al cnnasos. DHC INOX
noaxoaaT Anst o06paboTkM ¢ BbICOKOW nodaden Ha 3y6,
CrnupanbHOMY Bpe3aHuio. YBenuyeHbl yron noabéma cnupanm 41°
and 44 Ha coceHuUx 3yObsx, BMECTE C YBENTMYEHHbIM 3a4HUM
YrroMm, Takke CHUXKaeTcsl cuna pesHbs 1 Bubpauus, 310 no3sonset
YBEMNUYUTb NPON3BOAUTENBHOCTD .

C kopoTKon cepueri chpes KoHLEBbIX hpe3 nogavy MOXHO
yBenuuutb Ao 40%. Takke ecTb dppesbl C BHYyTPEHHUM NOABOAOM
COX.

®pe3sbl DHC SLOT aT0 3x3y6ble KOHUEBbIe (hpesbl KoTopble
naeanbHO NoaxoasT Ana obpaboTku naso., Gnarogaps
YBEMUYEHHbIM CTPY>XEYHbIM KaHaBKaM W OTNINYHBIM OTBOAOM
cTpyxku. Kaxxaas pexyluasi KpoMka UMeeT COBCTBEHHBI yron
cnupanu (33°/35°/37°). Kpome Mcnonb3oBaHnsi Ha BCEM
OManasoHe HepXxaBetoLwmx 1 KnucrnocTtokux cransx , DHC SLOT
TaK e NoaxXoAuT ANs BCeX TUMOB CTanw.

KopoTkas Bepcus DHC SLOT Takke AOCTynHa B Bepcum nog,
pa3mMep, B KOHUY4ECKOM UCMONHEHUM Ans 06paboTku , LUMOHOYHbBIX
nasoB. [invHHas Bepcusi 4OCTYMNHA B UCTMONHEHWUU C BHYTPEHHUM
noasogom COX.
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Reducing tool vibrations are a permanent demand on modern
cutting tools. Thereby not only the surface quality will be clearly
upgraded, but also tool life will be increased remarkably.

The DHC-End Mill (DHC = Different Helix Cutter) realises this
demand simply but effectively due to different helix angles of the
consecutive flutes. By this means different chip cross sections will
be generated and therefore harmonic oscillation will be eliminated.

The uneven helix angles are also reduce the cutting forces and
permit increasing the cutting performance. Therefore, the DHC-
End Mills are well suited for removing large chip volumes, thus for
roughing applications.

The multi-functionality is the outstanding characteristic of the
DHC-End Mills: roughing and finishing with the same tool, plung-
ing, producing extreme thin and dimensionally stable webs. The
long version is suited specially for milling of deep slots up to 2 x d.

Fette offers the DHC-End Mills from diameter 1 mm in long and
short version and also with corner radius.

The new corner radii reduce wear in your tools, and increase their
useful life significantly. If your tools have a contour or a particular

geometry, then thanks to the corner radii you can save an additio-
nal operation. DHC mills do that for you in one step.

The DHC INOX is a 4-flute end mill, and was specially developed
for stainless steels, titanium-, nickel-base alloys, and short-
chipping aluminum. The DHC INOX is particularly suitable for high
feeds per tooth for circumferential milling. The increased helix
angles of 41° and 44° on the sequential cutting edges, combined
with an increased rake angle, also reduce forces and vibrations,
allowing an increased volume removal rate.

With the ,,short” end mill version the feed rate can be increased by
up to 40 %. Now also available with internal coolant supply.

The DHC SLOT is a 3-flute end mill. It is ideally suited to slotting
work thanks to its large chip spaces and its extremely good chip
removal. Each cutting edge has a different helix angle (33°/35°/37°).
Besides the entire range for stainless and acid-resistants steels,
the DHC SLOT is also suitable for all steel applications.

The ,short“ version of the DHC SLOT is also available in undersize
dimensional with conical cutting for machining keyslots. The ,long*
version of the DHC SLOT is also available with central coolant
supply.

€dited with Infix PDF €ditor
@ | - free for non-commercial use.

To remove this notice, visit
z wwwiicent.comlunlock htm



s
LMT- FETTE
.’

Oco6eHHOoCTH: Features:

m [1OCTOSIHHO U3MeHsoLMIACS Lwar 3yba B Continuous modified cutting edge pitch

m CrabunbHas pexyLuas KpoMKa MUKPO MOATrOTOBKOM B Stable cutting edge geometry with micro cutting edge
pexyLien KpoMKu preparation

= OnNTMMMU3UpOBAHHOE NPOCTPaAHCTBO ANSi CTPYXKKM B Optimized chip space

m MuVKpO3epHUCTLIN TB. CNnaB B Tough micro grain carbide grade

m W3HococTonkoe 1 TemnepaTypo ctabunbHoe PVD- B Wear resistant and temperature stable PVD coating AL2Plus
noKpbITUE B Now starting from 1 mm diameter, with corner radius and
AL2Plus internal coolant supply

m Celtvac HaunHaetcs ¢ d=1mm, TaKke C paguMycoMm Ha

pexyLien kpomke W BHyTpeHHem nogsoge COX Advantages:

MpeumywiecTaa: B Roughing and finishing with the same cutter

m YepHoBas 1 ynctoBasi obpaboTka ogHon dpeson B Good surface quality on the work piece

m Xopollee Ka4ecTBO MOBEPXHOCTM Ha AeTansax W High feed rates

m Bbicokas nogava B Increased metal removal rate

m YBENNYEHHbIN CbEM B Higher depths of cut

m YBenuyeHHble rmyouHbl W Better chip evacuation

m Jlyywmn otsog CTPYXKu W Less vibrations

m CHwKeHHble BUGpauum B Upgraded tool life due to optimised cutting edge geometry
m YnyullieHHasi CTOMKOCTb Grnarofapsi MUKpOreoMeTpum B Economic machining of difficult materials

[BoviHas dacka Mamenstowmiicsa war Pagunyc Ha BHyTpeHHUIA PapuvanbHbin

Double edge pro- no BCel ANVHHe KpOMKe noasog COX noasog COX

tection chamfer Continuous modified Corner radius Central coolant Radlial emission
cutting edge pitch supply of coolant

[nanasoH npumeHeHusi Application range DHC

“ :/iileil;ff:ag Lg::a%owa 35°/38° ® () °
m éssgni)lc?):?/vith corner radius 35°/38° ® ) °
: ﬁ ;lzi‘:mcas'u 1sf;4m?n|ianHC d 33°/35°/371° @ o ° ° o
R e wisir o e e e

1526 C| 1576 C | DHC SLOT
3aHumxkeHHas size smaller than 33°/35°/37° [ O [ [ O
specified Ma3osas slot milling

|

™~ 1525 C | 1565 C | DHC INOX KoHTypHast o
= m obpaboTtka circumferential milling 41°/44 ® ® ©
1570 C | DHC INOX IK/IC KoHTypHas 41° ] 44° ° ° ®

I

obpaboTka circumferential milling

@ = oTnnyHo nogxoaut very well suited O = Take noaxogut suitable to only a limited extent
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DHC-®pesa koHUeBas ¢ HeoQMHAKOBOM cnuparnbto , 4x 3ybasa kopoTkas u .
) g

DHC-End mills with uneven helix angle, 4-flute, short and long

TBépaocnnaBHasi C PEXyLUUM LLEeHTPOM

Yry obpaboTka

[
M b\~2—>

| wﬂ @

@
&
Kat. oN Cat.-No. 1521 C 1522 C
Tun Type DHC
CraHgapT Standard DIN 6527 A / DIN 6528 DIN 6527 B
Yron cnnmpanu Helix angle M/ Ap = 35°/38°
Tun XxBOCTOBUKA Shank design (B DIN6535HA (8B DIN 6535 HB
MokpbiTne Coating AL2 Plus
Matepuan Cutting material LC630T
OcobeHHOCTU Special features SawwmTtHas dacka Edge protection chamfer
ds h10 lo l4 I3 d, h6 Ident No. Ident No.
Kopotkas short
1 1,5 40 2 4 9186421 -
2 3 40 4 4 9186422 -
3 4 40 6 4 9186423 =
4 5 54 8 6 1190000 1190010
5 6 54 10 6 1190001 1190011
6 7 54 16 6 1190002 1190012
8 9 58 20 8 1190003 1190013
10 11 66 24 10 1190004 1190014
12 12 73 26 12 1190005 1190015
14 14 75 28 14 1190006 1190016
16 16 82 32 16 1190007 1190017
18 18 84 34 18 1190008 1190018
20 20 92 40 20 1190009 1190019
OnuHHaslong
1 2,5 40 3 4 9186424 -
2 4 40 6 4 9186425 =
3 6 40 9 4 9186426 -
4 8 54 12 6 1110700 1110705
5 10 54 15 6 1110701 1110706
6 13 57 21 6 1110223 1110231
8 19 63 27 8 1110224 1110232
10 22 72 32 10 1110225 1110233
12 26 83 38 12 1110226 1110234
14 26 83 38 14 1110227 1110235
16 32 92 44 16 1110228 1110236
18 34 92 44 18 1110229 1110237
20 38 104 54 20 1110230 1110238
3awmTtHan cpacka Edge protection chamfer
dq b
1 0,025
2 0,05
45° 3 0,075
4 0,1
b 5 0,15
6-12 0,2
14-20 0,3
4 www.Imt-tools.com
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DHC-KoHueBas ¢dpesa 4x- 3ybasa,kopoTkas .
DHC-End mills with corner radius, 4-flute, short L‘MT', FETTE

TBépaocnnaBHasi C pexyLUmMM LeHTpoM noaxoauT ans Yy

d;
@
£\
Katalog-Nr. Cat.-No. 1520 C
Typ Type DHC
Norm Standard DIN 6527 B
Drallwinkel Helix angle A/ Ap =35°/38°
Schaftausfiihrung Shank design (@1 DIN 6535 HB
Beschichtung Coating AL2 Plus
Schneidstoffsorte Cutting material LCB30T
Besonderheiten Special features Eckenradius Corner radius
ds h10 r I l4 I3 d, h6 Ident No.
kurz short
6 0,5 7 54 12 6 9195575
6 1 7 54 12 6 9195578
6 1,5 7 54 12 6 9195579
8 0,5 9 58 16 8 9195580
8 1 9 58 16 8 9195581
8 1,5 9 58 16 8 9195582
8 2 9 58 16 8 9195583
10 0,5 11 66 20 10 9195584
10 1 11 66 20 10 9195585
10 1,5 11 66 20 10 9195586
10 2 11 66 20 10 9195587
12 0,5 12 73 24 12 9195588
12 1 12 73 24 12 9195589
12 1,5 12 73 24 12 9195590
12 2 12 73 24 12 9195591
14" 1 14 75 28 14 9195592
14" 1,5 14 75 28 14 9195593
14" 2 14 75 28 14 9195594
16 1 16 82 32 16 9195595
16 1,5 16 82 32 16 9195597
16 2 16 82 32 16 9195598
18 1 18 84 36 18 9195599
18 1,5 18 84 36 18 9195601
18 2 18 84 36 18 9195602
20 1 20 92 40 20 9195603
20 1,5 20 92 40 20 9195604
20 2 20 92 40 20 9195605
) Bpemsi nocTaBku Mo 3anpocy
" Delivery time upon request
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DHC-Schaftfraser mit Eckenradius, Vierschneider, lang
DHC-End mills with corner radius, 4-flute, long

Vollhartmetall

Solid carbide

s
LMT- FETTE
Q.

stirnseitig bis Mitte center cutting TR
schneidend suitable for NC
NC-gerecht -.
.
d;
@
£\
Katalog-Nr. Cat.-No. 1520 C
Typ Type DHC
Norm Standard DIN 6527 B
Drallwinkel Helix angle A/ Ap =35°/38°
Schaftausfiihrung Shank design (BB DIN 6535 HB
Beschichtung Coating AL2 Plus
Schneidstoffsorte Cutting material LCB30T
Besonderheiten Special features Eckenradius Corner radius
ds h10 r I l4 I3 d, h6 Ident No.
lang long
6 0,5 13 57 21 6 9195608
6 1 13 57 21 6 9195609
6 1,5 13 57 21 6 9195610
8 0,5 19 63 27 8 9195611
8 1 19 63 27 8 9195612
8 1,5 19 63 27 8 9195613
8 2 19 63 27 8 9195614
10 0,5 22 72 32 10 9195615
10 1 22 72 32 10 9195616
10 1,5 22 72 32 10 9195617
10 2 22 72 32 10 9195618
12 0,5 26 83 38 12 9195619
12 1 26 83 38 12 9195620
12 1,5 26 83 38 12 9195621
12 2 26 83 38 12 9195622
14" 1 26 83 38 14 9195623
14" 1,5 26 83 38 14 9195624
149 2 26 83 38 14 9195625
16 1 32 92 44 16 9195626
16 1,5 32 92 44 16 9195628
16 2 32 92 44 16 9195629
18 1 32 92 44 18 9195630
18 1,5 32 92 44 18 9195641
18 2 32 92 44 18 9195643
20 1 38 104 54 20 9195645
20 1,5 38 104 54 20 9195646
20 2 38 104 54 20 9195647

" Lieferzeit auf Anfrage

" Delivery time

upon request
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Technische Hinweise
Technical hints

Martepuan
Material

P KoHCTpyKumMoHHas ctanb
Plain carbon steel

ABTOMaTHas cTanb

Free cutting steel

JlernpoBaHHas ctanb

Structural alloy steel
Tepmoob6paboTaHHasi ctanb Heat-
treatable steel, medium strength

Jvtas cranb Cast steel
LiemeHTupoBaHHA ctans |
TepmoobpaboTaHHas cTanb
BbICOKOW MPOYHOCTN
HuTpupoBaHHas ctarnb
MHcTpyMeHTanbHas cTans

K Cepblit YyryH

JlernpoBaHHbI cepbliii
YyryH

YyryH ¢ LWapoBuaHbIM
rpacutom Nodular cast iron
KoBkuin wyryn Mal-

leable cast iron

Schnittwertempfehlungen Schrupp-Schlichtfraser
Typ DHC

Cutting data recommendations roughing-finishing
end mills type DHC

.
LMT- FETTE
Q.

CkopocTb Mopaya Ha 3y6 Feed per tooth f,
pesaHbs [mm/z]
Cutting | COX HAnameTp cdpesbl (mm)
speedv, Cutter diameter (mm)
Rm/UTS Mpumep Marepuan Ne. | [m/min] 14 18
(N/mm?) Example Material No. i 2 3 4 5 6 8 10 12 -16 -20
300-500 ' St 37, St 44 1.0037, 1.0044
500-700 St 52, St 70 1.0052, 1.0070 230 4% 0,008 0,016 0,025 0,04 0,06 0,07/0,09 0,11 0,13 0,18/0,22
350-500 ' U- und and R St 37-2' 1.0036, 1.0038
360-550 9S20,9SMn28 1.0711,1.0715
’ ’ ’ 6
600-800 | 45 S 20, 60 S 20 1.0727,1.0728 230 490,008 0,016/0,025 0,04 0,06 0,07 0,09 0,11/0,13 0,18 0,22
500-950 Chkaa ALy 200 4% 0,007 0,014/ 0,02 0,04 0,05 0,06/0,08 /0,10 0,12 0,16 0,20
26CrMo4 1.7219 o o o2 || A 09 (S0 (SR LTS O UA B0 (5
42CrMo4 1.7225
- ’ 840
500-950 50CrV4 19241 160 490,007 0,014/ 0,02 0,04 0,05 0,06 0,08 0,100,12 0,16 0,20
-950 GS40 1.0416 130 44% 0,007 0,014 0,02 0,03 0,04 0,05/0,07 0,09 0,10 0,14/0,17
-950  16MnCr5 1.7131 160 4% 0,007 0,014/ 0,02 0,04 0,05 0,06/0,08 /0,10 0,12 0,16 0,20
42CrMo4 1.7225
H E7)
950-1400 30CrNiMo8 1.6580 120 49/0,005 0,01 /0,015 0,03 0,04 0,05 0,06 0,08 0,09 0,12 0,15
950-1400  34CrAl6 1.8504 110 348 0,005 0,01 0,015 0,03 0,04 0,05/0,06 0,08 0,09 0,12/0,15
X38CrMoV5-1 1.2343
H 340
950-1400 X155 CrVMo12-1 | 1.2379 100 49 0,005 0,01 0,015 0,03 0,04 0,04 0,06 0,07 0,08 0,11 0,14
100-400 | EN-GJL-250 EN-JL-1040
3,9
(120-260 HB) | (GG25) (0.6025) 180 49/0,012 0,025/ 0,04 0,06 0,07 0,08 0,11 0,14 0,17 /0,22 0,28
150-250 | EN-GJLA-XNiCr35-2
ET)
(160-230 HB) | (GGL-NICr35-2) (0.6678) 160 4¢ 0,01 0,02 | 0,03 0,05 0,06 0,07 0,10 0,12 0,14/0,19 0,24
400-800 EN-GJS-600 EN-JS-1060
V)
(120-310 HB) | (GGG60) (0.7060) 150 4% 0,009 0,018/0,025 0,04 0,06 0,07 0,09 0,11/0,13 0,18 0,22
350-700 EN-GJMB-550-4 | EN-JM-1160
V)
(150-280 HB) | (GTS55) (0.8155) 120 490,009 0,018 /0,025 0,04 0,06 0,07 0,09 0,11/0,13 0,18 0,22

Cyxast 06paboTka, N0 BO3MOXXHOCTU OXJ1aXJeHWe BO3QyXOM
Dry machining, air-blast cooling is advantageous

%8 O6paboTka c COX TpebyeTcst AOCTATOUHOE KONMYECTBO MYIbCUM
Wet machining, sufficient emulsion volume required

KoadhdeumeHT koppekTupoBky nogaum f;
Feed correction factor f4

Vf=n'Z'fz‘f1

ae = WupuHa pesaHbs B MM
Width of cut in mm a,
= ny6uHa pe3aHbs MM
Depth of cut in mm d4
= [lnameTp cpesbl MM

DHC anvHHas = DHC kopoTkas
ae a, fy fq
01-dy 1 xds 2,2 2,4 7 1,8 x dy ans amameTtpos 14, 18, 20
1,5 x d4 2 - 7 1,8 x dy for diameter 14, 18, 20
2 xdy 1,6 - " Tpun o6paboTke Nasa yMmeHbLUIATL CKOPOCTb
025-d; 1 xdy 1,6 2 V. Ha 15%
1,5 x dy 1,4 - “) When slot milling reduce the cutting speed v,
2 xdy) 1,2 - by 15 %
05-dy 1 xdy 1,1 1,5
1,5 X d1 1 -
2 xdy) 0,8 -
0,75-dy 1 xdy 0,8 1
1,5 x d4 0,7 -
1-d 0,5 xdy 0,6 0.7
1 xdy 0,5 -
2 xdy 0,4 -

Cutter diameter in mm
f1 = KoadbcpnumeHT ans v¢
Correction factor for v¢
f, = MNopaya Ha 3y6 B MM
Feed per tooth in mmn
= YacToTa BpatyeHuss min™'
Speed in min™
Q = O6BEM cTpyxkn cm®/min
Chip volume in cm®/min
V¢ = CkopocTb pe3aHbs m/min
Cutting speed in m/min
v = Mogaya mm/min
Feed rate in mm/min
z = Kon-Bo 3y6beB
No. of teeth

" B anuHHoOI Bepcum ae = dy dpesa obecneunsaeT a, 0,5 x d1 B
KOpOTKOW Bepcun ae =dyna, 1 xdy .

" In the long version and a. = dy provided a, should not exceed 0.5 x
dy In the short version and a, = d1 provided a,, can be equal to 1 x

www.Imt-tools.com 7
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DHC SLOT (IC) koHueBble chpesbl C HEOANHAKOBLIM YrioM cnupanu, 3-x 3ybble, KOpoTkme 1

I
AnunHHble und lang LMT- FETTE

MoHonuTHasa TBEépaocnnaBHas
dpesa C pexywmumMm LEHTOM T £ s
noaxoaut ansa Yny i

hopdg

.
|

:

h

/)

L

KaT Ne. Cat.-No. 1524 C 1544 C 1550 C

Tun Type DHC SLOT DHC SLOT IK/IC

CraHoapt Standard DIN 6527 A DIN 6527 B

Yron cnvpanu Helix angle M/ Ao/ h3=33°/35°/37°

XBOCTOBWK Shank design (I3 DIN 6535 HA (81 DIN 6535 HB

MokpbiTne Coating AL2 Plus

MaTtepuan Cutting material LC630T

OcobeHHocTud Special features 3awwmTHas dacka C 3awmTHON hackon n
Edge protection chamfer BHYTPEHHNM NOABOAOM

COX BAOMb OCU.
Edge protection chamfer,
with internal coolant
supply with axial exit

dy h10 Io l4 I3 do h6 MpoeHT Ne MaeHT Ne MoeHT Ne
kopoTkasa short
4 5 54 8 6 9097465 9097475 -
5 6 54 10 6 9097466 9097476 -
6 7 54 12 6 9097467 9097477 -
8 9 58 16 8 9097468 9097478 —
10 11 66 20 10 9097469 9097479 -
12 12 73 24 12 9097470 9097480 -
14 14 75 28 14 9097471 9097481 -
16 16 82 32 16 9097472 9097482 -
18 18 84 36 18 9097473 9097483 -
20 20 92 40 20 9097474 9097484 —
anunHHas long
4 8 54 12 6 9097445 9097455 -
5 10 54 15 6 9097446 9097456 -
6 13 57 21 6 9097447 9097457 9205360
8 19 63 27 8 9097448 9097458 9205361
10 22 72 32 10 9097449 9097459 9205362
12 26 83 38 12 9097450 9097460 9205363
14 26 83 38 14 9097451 9097461 -
16 32 92 44 16 9097452 9097462 9205364
18 32 92 44 18 9097453 9097463 -
20 38 104 54 20 9097454 9097464 9205365

BawmTHan cpacka Edge protection chamfer

d, b
4 0,1

45° 5 0,15
6-12 0,2
b 14-20 0,3

8 www.Imt-tools.com
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DHC SLOT lNogpa3smepHble dpesbl, 3-3yOble, KOPOTKME s
DHC SLOT undersize end mills, 3-flute, short L‘MTT FETTE

TeépaocnnaeHble pesbl C PEXYLLMM
LeHTpoMm, noaxoasaT ans Yry obpabotkm

‘ I, ]
MmN ' ;
RS @ | :
I, ] )
ul,
Kat Ne Cat.-No. 1526 C 1576 C
Tun Type DHC SLOT
CraHgapt Standard DIN 6527 A DIN 6527 B
Yron cnvpanu Helix angle A/ Ao/ A3 =33°/35°/37°
XBOCTOBUK Shank design (B DIN 6535 HA (8B DIN 6535 HB
MokpbiTne Coating AL2 Plus
MaTtepuan Cutting material LC630T
OcobeHHocTH Special features KoHnyeckas cdopma, 3awmtHas dacka
Tapered cutting portion, Edge protection chamfer
dy h10 Io l4 I3 do h6 WpeHTt. N MpoeHT. N
4,80 6 54 18 6 9097643 9097665
5,75 6 54 18 6 9097644 9097666
7,75 9 58 22 8 9097645 9097667
9,70 11 66 26 10 9097646 9097668
11,70 12 73 28 12 9097647 9097669
13,70 14 75 30 14 9097648 9097670
15,70 16 82 34 16 9097659 9097671

BawuTHas dpacka Edge protection chamfer

d4 b
4,8 - 5,75 0,15
45° 7,75-13,7 0,2
15,7 0,3
b
www.Imt-tools.com 9
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TexHnyeckne ocobeHHocTn PekomeHgauun no pexunmam pesaHbs and DHC
Technical hints

Matepuan
Material

KoHCTpyKUMOHHas cTarnb
Plain carbon steel

ABTOMaTHasi ctanb

Free cutting steel

IervpoBaHHas cTanb

Structural alloy steel
TepmoobpaboTtaHHas ctanb Heat-
treatable steel, medium strength
Jutas crane Cast steel
LlemeHTupoBaHHas cTarnb
TepmoobGpaboTaHHas cTanb
BbICOKOW MPOYHOCTU
HuTpuposaHHas ctanb Nitriding steel
WHcTpymeHTansHas

ctanb Tool steel

HepxagetoLas cranb aycTeHUTHas
Stainless steel, austenitic

HepxaBetoLwas cranb depputHas,
MapTeHCUTHast

Stainless steel, ferritic, martensitic
HepaBetoLlas ctanb
MapTeHcuTHas Stainless steel,
martensitic steel

Cepblii YyryH

Grey cast iron

JlermpoBaHHbI cepblii YyryH
Alloyed grey cast iron
BbICOKONPOYHBIiA YyryH

Nodular cast iron

KoBkuin wyryH Malleable

cast iron

AntomMrHMEBbIE cnnaBbl KOPOTKas
CTpYXKa

MepHble cnnasbl, KOpoTKas
CTpyXKa

TuTaHoBbIE CMNaBbl, CPeaHAN
NPOYHOCTb

TuTaHOBbIE CMNaBbl, BbICOKAs
NPOYHOCTb

Hukenesble cnnaebl cCpeaHss
NPOYHOCTH

HukeneBble cnnasbl BbiCOKast
NPOYHOCTb

KoadbcuumeHT koppekuum f
Feed correction factor f,

Vf=n'Z'fz‘f1

SLOT | DHC SLOT IK

.
LMT- FETTE
Q.

Cutting data recommendations roughing-finishing

end mills type DHC SLOT | DHC SLOT IC

Rn/UTS

(N/mm?)
300-500
500-700
350-500

360-550
600-800

Mpumep
Example

St 37, St 44

St 52, St 70

U- und and R St 37-2
9S8 20,9 SMn 28
45 S 20, 60 S 20
Ck 45,

26CrMo4
42CrMod4,

50Crv4

GS40

16MnCr5
42CrMo4
30CrNiMo8
34CrAl6
X38CrMoV5-1
X155 CrVMo12-1
X5CrNi18-10
X2CrNiMo17-12-2
X6CrNiMoTi17-12
X15Cr13
X17CrNi16-2
X35CrMo17
X3NiCoMoTi18-9-5
X5CrNrCuNb16-4
X7CrNiAI17-7
EN-GJL-250
(GG25)
EN-GJLA-XNiCr35-2
(GGL-NiCr35-2)
EN-GJS-600
(GGG60)
EN-GJMB-550-4
(GTS55)

G-AISi12

500-950

500-950

-950
-950

950-1400
950-1400
950-1400

500-950

500-950

800-1000

100-400
(120-260 HB)
150-250
(160-230 HB)
400-800
(120-310 HB)
350-700
(150-280 HB)

-400

-500 | MS58

TiAI5SN2-5
950 | Tinigva

900-1400 | TiAIBSNn2

-950 | NiCr12AI6MoNb

900-1400 | NiCr19Fe19NbMo

CkopocTb Mopauva Ha 3y6Feed per tooth f,
pe3aHbs [mm/z]
Cutting NnameTp cpesbl (Mm)
speed v, Cutter diameter (mm)
Matepuan Ne = [m/min] COX 14 18
Material No. Coolant| 4 5 6 8 10 12 -16 -20
1.0037, 1.0044
1.0052, 1.0070 230 %% 0,04 0,06 0,07 0,09 0111 0,13 0,18 0,22
1.0036, 1.0038
1.0711, 1.0715
g M
1.0727. 1.0728 230 % 0,04 0,06 0,07 0,09 0,11 0,13 0,18 0,22
PV 200 % 0,04 005 0,06 0,08 010 0,12 0,16 020
0723 160 3% 0,04 0,05 0,06 0,08 0,10 0,12 /0,16 0,20
1.2241
1.0416 130 %% 0,03 0,04 0,05/ 0,07 0,09 0,10 0,14 0,17
1.7131 160 %% 0,04 0,05 0,06 0,08 0,10 0,12 0,16 0,20
1.7225
0
1.6580 120 A 0,03 0,04 0,05 0,06 0,08 0,09 0,12 0,15
1.8504 110 %% 0,03 0,04 0,05 0,06 0,08 0,09 0,12 0,15
1.2343
(7
1.9379 100 A 0,03 0,04 0,04 0,06 0,07 0,08 0,11 0,14
1.4301
1.4404 100 %% 0,02/0,03 0,03 0,04 0,05 0,06 0,08 0,10
1.4571
1.4024
1.4057 100 %% 0,03 0,04 0,05 0,06 008 0,09 0,12 0,15
1.4122
1.2709
1.4542 120 4% 0,03 0,03 0,04 0,05 0,07 0,08 0,10 0,13
1.4568
EN-JL-1040
Ao
(0.6025) 180 A 0,06 0,07 0,08 0,11 0,14 0,17 0,22 0,28
(0.6678) 160 %3 0,05 0,06 0,07 0,10 0,12 0,14 0,19 0,24
EN-JS-1060
Mo
(0.7060) 150 A 0,04 0,06 0,07 0,09 0,11 0,13 0,18 0,22
EN-JM-1160
M
(0.8155) 120 A 0,04 0,06 0,07 0,09 0,11 0,13 0,18 0,22
3.2581 300 %% 0,05 0,06 0,08 0,10 0,13 0,15 0,20 0,25
2.0402 250 %% 0,04 0,05 0,06 0,08 0,10 0,12 0,16 0,20
3.7115
(Y
3.7165 80 7Y 0,03 0,03 0,04 0,05 0,07 0,08 0,10 0,13
3.7174 60 %3 0,02 0,03 0,03 0,04 0,05 0,06 008 0,10
2.4670 40 %3 0,03 0,083 0,04 0,05 007 008 0,10/0,13
Inconel 718 30 %3 0,02 0,03 0,083 0,04 0,05 0,06 008 0,10

Cyxasi 06paboTka, Mo BO3MOXHOCTU OXMaxAeHNe BO34yXOM
Dry machining, air-blast cooling is advantageous O6pa6oTka ¢

3% COXX TpebyeTcsi foCTAaTOMHOE KOMMYECTBO amMynbenn Wet ma-
chining, sufficient emulsion volume required

CkopocTb pesaHbs criedyeT yBennuntb Ha 30%

The cutting speed v, must be increased by 30 %

71,8 x dy ana Ouametpa 14, 18, 20

DHC pgnuHHas ~ DHC kopotkast
R ap long f4 short f4

01-dy 1 xdy 1,8 2

1,5 x dy 1,7 -

2 xdp 1,6 -
0,25-dy 1 xdy 1,4 2

1,5 x dy 1,3 -

2 xdy 1,2 -
05-dy 1 xdy 1,1 1,3

1,5 x dy 1 - 71,8 x d; for diameter 14, 18, 20

2 xdy) 0,8 -
0,75-dy 1 xdy 0,8 1

1,5 x d4 0,7 -

2 xdp 0,6 -
1-dq 0,5 x dy 0,8 0,9

1 xdy 0,7 0,8

1,5 x dy 0,6 -
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CkopocCTb pesaHbsl Ve cregyeT yMeHbWwnTb Ha 20 %
Reduce the cutting speed v, by 20 %

e = LLInpuHa pesaHbs B MM
Width of cut in mm a,
= Mmy6uHa pe3aHba MM
Depth of cut in mm d4
= [lnameTp pesbl MM
Cutter diameter in mm
f1 = KoadbdmumeHT ans vy
Correction factor for v¢
f, = Nopaya Ha 3y6 B Mm
Feed per tooth in mmn
= YacToTa BpatyeHust min™'
Speed in min™'
Q = O6béM cTpyxkn cm®/min
Chip volume in cm3/min
V¢ = CkopocTb pe3aHbs m/min
Cutting speed in m/min
v = Mogaya mm/min
Feed rate in mm/min
z = Kon-Bo 3y6beB
No. of teeth

()
17
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DHC INOX (IC) KoHueBas dpesa ¢ HeogMHaKoBbIM YriioM cnvpanu 4-x 3ybas kopoTkas v AnMHHas

s
DHC INOX (IC) end mills with uneven helix angle, 4-flute, short and long L‘MT', FETTE

TBEpOocnnaBHasi C PeXyLUNM LLEHTPOM

noaxoauT Ansi obpabotku ¢ UMy. £ 5 i
——
dzt
d21
@
G
Kat. oN Cat.-No. 1525 C 1565 C 1570 C
Twn Type DHC INOX DHC INOX IK/IC
CraHgapT Standard DIN 6527 A/ DIN 6528 DIN 6527 B
Yron cnvwpanu Helix angle M/ hp=41°/44°
XBOCTOBMUK Shank design (I3 DIN 6535 HA (BB DIN 6535 HB
MokpbiTne Coating AL2 Plus
Matepuan Cutting material LC630T
OcobeHHocTU Special features 3awumTtHas dacka BawuTtHas dacka ¢
Edge protection chamfer pagunansHon nogaden
COX
Edge protection chamfer,
with internal coolant supply
and radial exit
dy h10 Io l4 I3 d> h6 MpeHT. Ne. IMaeHT. Ne. NoeHT. Ne.
kopoTkui short
4 5 54 8 6 9097019 9097052 -
5 6 54 10 6 9097020 9097053 -
6 7 54 12 6 9097021 9097054 -
8 9 58 16 8 9097022 9097055 -
10 11 66 20 10 9097023 9097056 -
12 12 73 24 12 9097024 9097057 -
14 14 75 28 14 9097025 9097058 —
16 16 82 32 16 9097026 9097059 -
18 18 84 36 18 9097027 9097060 -
20 20 92 40 20 9097028 9097061 -
ANVHHas ong
4 8 54 12 6 9096396 9096407 -
5 10 54 15 6 9096397 9096408 -
6 13 57 21 6 9096398 9096409 9205354
8 19 63 27 8 9096399 9096410 9205355
10 22 72 32 10 9096401 9096412 9205356
12 26 83 38 12 9096402 9096413 9205357
14 26 83 38 14 9096403 9096414 -
16 32 92 44 16 9096404 9096415 9205358
18 32 92 44 18 9096405 9096416 —
20 38 104 54 20 9096406 9096417 9205359

BawmTHan dpacka Edge protection chamfer

dq b
4 0,1
457 5 0,15
6-12 0,2
b 14-20 0,3
www.Imt-tools.com 11
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TexHun4yeckne napameTpsbl
Technical hints

N

Matepuan
Material

Hepxasetowas ctanb aycTeHuTHas
Stainless steel, austenitic

Hepxasetowas cranb, pepuTHas,
MapTeHcUTHas
Stainless steel, ferritic, martensitic

HepxxagetoLas ctanb
MapTeHcuTHas Stainless steel,
martensitic steel

AnoMVHMEBbLIV CMnaB, KOPOTKas
CTPYXKa .

MepgHble cnnaBbl KOPOTKasi CTPYXKa
Copper alloys, short chipping

TuTaHoBbIe CMNaBbl, CPeAHsIs
NPOYHOCTb

TuTaHoBblE CNNaBbl, BbICOKas
NPOYHOCTb

HvikeneBble cnnasbl, cpegHaa
MPOYHOCTb

Huvkenesble cnnasbl, BbICOKas
NPOYHOCTb

PekomeHgauuu no pexumam YepHoBble-Huctosble

cdpesbl Tun DHC INOX | DHC INOX IK
Cutting data recommendations roughing-finishing
end mills type DHC INOX | DHC INOX IC

Rn/UTS
(N/mm?)

500-950

500-950

800-1000

-400

-500

-950

900-1400

-950

900-1400

CkopocTb
pe3aHbs
Cutting

speed v¢
Mpumep Matepuan Ne = [m/min] COX
Example Material No. Coolant
X5CrNi18-10 1.4301
X2CrNiMo17-12-2 | 1.4404 100 (0
X6CrNiMoTi17-12-2  1.4571
X15Cr13 1.4024
X17CrNi16-2 1.4057 100 840
X35CrMo17 1.4122
X3NiCoMoTi18-9-5 ' 1.2709
X5CrNrCuNb16-4 | 1.4542 120 8y0
X7CrNiA17-7 1.4568
G-AISi12 3.2581 300 hd
MS58 2.0402 250 d
T!AI58n2—5 3.7115 80 )
TiAIBV4 3.7165
TiAIBSN2 3.7174 60 o
NiCr12AI6MoNb 2.4670 40 o
NiCr19Fe19NbMo | Inconel 718 30 (L

4 O6paboTka c COX TpebyeTcst goctaTtoyHoe kon-s8o COX
Wet machining, sufficient emulsion volume required

KoadbcpuumeHT koppekuum f
Feed correction factor f4

Vf=n'Z'fz‘f1

DHC lang long  DHC kurz short

Qe ap fq fq
0,1-dy 1 xdy 1,8 2
1,5 xdy 1,7 -
2 xdp 1,6 -
0,25-dy 1 xdy 1,4 2
1,5 x dy 1.3 -
2 xdp 1,2 -
05-dy 1 xdy 1,1 1,3
1,5 x d1 1 -
2 xdyp 0,8 -
0,75-dy 1 xdy 0,8 1
1,5 xdy 0,7 -
2 xdp 0,6 -
1-dy 0,5 x d4 0,8 0,9
1 xdy 0,7 0,8
1,5 x dy 0,6 -
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CkopocCTb pesaHbs crnefyeT yBenuuntb Ha 30%
The cutting speed v, must be increased by 30 %

71,8 x dy ana Ouametpos 14, 18, 20
71,8 x d for diameter 14, 18, 20

CkopocCTb pesaHbsl Ve crneayeT CHManTb Ha 20 %
Reduce the cutting speed v, by 20 %

s
LMT- FETTE
Q.

Mopayva Ha 3y6 Feed per tooth f,
[Mm/z]
[nameTp pesbl (Mm)
Cutter diameter (mm)

14 18
4 5 6 8 10 12 -16 -20
0,02 0,03 0,03 0,04 0,05 0,06 0,08 0,10
0,03/ 0,04 0,05 0,06 0,08 0,09 0,12 0,15
0,03/0,03 0,04 0,05 0,07 0,08 0,10 0,13
0,05/ 0,06 0,08 0,10 0,13 0,15 0,20 0,25
0,04/ 0,05 0,06 0,08 0,10 0,12 0,16 0,20
0,03/0,03 0,04 0,05 0,07 0,08 0,10 0,13
0,02 0,03 0,03 0,04 0,05 0,06 0,08 0,10
0,03 0,03 0,04 0,05 0,07 0,08 0,10/0,13
0,02 0,03 0,03 0,04 0,05 0,06 0,08 0,10
¢ = WnpuHa pe3aHbsi B MM
Width of cut in mm a,
= ny6uHa pe3aHbs MM
Depth of cut in mm d4
= [lnameTp cpesbl MM
Cutter diameter in mm
f1 = KoacpdmumeHT gnsa vy
Correction factor for v¢
f, = MNopaya Ha 3y6 B Mm
Feed per tooth in mmn
= YacToTa BpatyeHuss min™'
Speed in min™'
Q = O6BbéM cTpyxkn cm®/min
Chip volume in cm®/min
V¢ = CkopocTb pe3aHba m/min
Cutting speed in m/min
v = Mogaya mm/min
Feed rate in mm/min
z = Kon-Bo 3y6beB
No. of teeth
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Mpumepbl NpUMeEHeHus
Application examples

MpousBoAcTBO MMNennepa
Production of an impeller

Matepuan Material:
1.4571 316Ti

s
LMT- FETTE
Q.

O6paboTka nasa
WHcTpymeHT
DHC SLOT

Kat Ne 1544 C

di=12mMm,z=3

KoHTypHOe thpesepoBaHue
WHCTpymeHT:

DHC INOX

Kat Ne 1525 C dy = 12 mm,
z=4

ObpaboTka c COX

Pexumbl pesaHbs: ve = 80
m/min

n =2120 min"’
vi =270 mm/min
f, =0,042 mm
3 =12 mm

ap =14 mm

Pexumbl pesaHbs: v = 150
m/min

n =4000 min”’

vi = 1440 mm/min
f, =0,09 mm

ae = 0,5 mm

ap =14 mm

O6paboTka nNasa C TOHKOW CTEHKOW

Martepuan
HepxaBetowas ctanb (1.4301)

O6paboTka nasa
WHcTpymeHT: DHC-
SLOT IK

KaTt.Ne 1550 C dy = 12
mm, z =3

O6paboTka ¢ COX

ObpaboTka CroxHoro nasa

Martepuan :

Pexumbl pesaHbs:
Ve = 90 m/min

n = 2400 min"’
vi =290 mm/min
f, =0,04 mm

3 =12 mm

a, =18 mm

TepmoobpaboTaHHas ctanb (1.7225)

ObpaboTka nasa

Pexumbl pesaHbs :

MHCTpymeHT: Ve = 113 m/min
DHC n = 18000 min™’
Kat.Ne 1521 C d1 =2 vi = 750 mm/min
mm,z=4 f, =0,01 mm
Qe =2 mm
ap, =2 mm
www.Imt-tools.com 13
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anMepr NUCMOoJ1b30BaHUA

Application example

paguycoMm, YepHOBOE.

Ve = 200 M/MyH
f, = 0,084 mm/z
3. =9M

n KoHTypHOe thpesepoBaHme YepHOBOE

Ve = 200 M/MUH
f, =0,24 mm/z
e = 3 MM

Ob6paboTka nasa

Ve = 180 M/MUH
f, =0,1 mm/z
2 =12 Mm

n O6paboTka nasa

Ve = 180 M/MUH
f, = 0,084 mm/z
8. =12 Mm

ObpaboTka nasa

Ve = 180 M/MyH
f, = 0,06 mm/z
ae =12 Mm

H O6paboTka nasa

Ve = 180 M/MyH
f, = 0,05 mm/z
3. =12 Mm

14 www.Imt-tools.com

KoHTypHOe dhpesepoBaHme

1520 C | @ 12| ry
OnNnHHas
n = 5300 MuH"
vi = 1800 MM/MUH
a, =18 mm
1522 C | @ 12
KOpoTKasi
n = 5300 muH"
vi = 5100 MM/MUH
ap =12 mm
1522 C | @ 12
KopoTkas
n =4775 MuH!
vi = 1900 MM/MUH
ap, =6 MM
1522 C | @ 12
KopoTkas
n =4775 MuH!
vi = 1600 MM/MUH
a, =12 mm
1522 C | @ 12
OnuHHas
n =4775 MuH!
vi = 1150 MM/MUH
a, =18 mm
1522 C | @ 12
ONUHHas
n =4775 MuH!
vi = 1000 MM/MUH
a, =24 Mm

s
LMT- FETTE
.’

Matepuan :
TepmoobpaboTaHHasi
cTanb

1.7225 (42CrMo4)

Mpegen npoyHoCcTH

Rm = 1000 N/mm?

CraHok : ObpabaTbiBaloLLmnii LLeHTP
DMU70 eVo / HSK-A63 / 25 kW
Nmax = 18000 MuH"

COX = 80 bar
7 O6paboTka nasa 1521 C |04
KOpOTKasi
Ve = 165 M/MyH n = 13200 muH"
f, = 0,025 mm/z vi = 1300 MM/MUH
e = 4 MM a =4 MM
O6paboTka nasa 1521 C | @2
KopoTkasi
Ve = 113 m/MyH n = 18000 mMuH™"
f, =0,01 mm/z Vi = 750 MM/MUH
8e = 2 MM ap =2 MM

w
a
o

w
o
o

250

200

150

O6bEM cTpyxkn Chip volume Q [cm3/min]

100

)]
o
|

as=0,25xd

a.=0,5xd

ae=1xd

OB6BLEM CTPYXKM Npu rMyBrHe pesaHbst ap =1 x d
Chip volume rate with a depth of cut of ap = 1
xd

M CraHg. 2 DHC anvHHas l DHC kopoTakasi
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MpvMepbl NpUMEHEHUs

V.
Application example LMT- FETTE

Matepuan:

HepxagetoLwasn

cTanb

1.4301 (X5CrNi1810) / V2A

Mpegen npoyHoctn Ry, = 620
N/mm?2

CrtaHok: ObpabatbiBatoLuii LEHTP
DMU70 eVo / HSK-A63 / 25 kW
Nmax = 18000 min-"

COX = 80 bar

O6paboTka nasa 1550 C | @ 12 KoHTypHOe dpesepoBaHue, 1570 C | @ 10
OJIMHHas YepHOBOE OJMHHas
Ve = 90 M/MUH n = 2400 MuH" Ve = 110 M/MuH n = 3500 MuH!
f, = 0,04 mm/z vi = 290 MM/MUH f, = 0,06 mm/z vi = 840 MM/MUH
ae =12 Mm a, =18 mm e = 2,5 MM a, =18 mm
KoHTypHOe pesepoBaHme, 1570 C | @ 10 KoHTypHOe chpesepoBaHue, 1570 C | @ 10
YyepHoBOE ONVHHas YepHoBOE ONVHHas
Ve = 90 M/MWH n = 2860 MuH" Ve = 150 m/MyH n = 4775 MuH"
f, = 0,04 mm/z Vi = 460 MM/MUH f, = 0,08 mm/z vi = 1530 MM/MUH
8e =7,5MM a, =18 Mm ae = 0,5 Mm a, =18 mm
KoHTypHOe dpesepoBaHue, 1570 C | @ 10
YepHOBOE ONVHHas
Ve = 100 M/MUH n = 3200 muH"
f, = 0,05 mm/z Vi = 640 MM/MUH
8 =5 Mm ap =18 mm
www.Imt-tools.com 15
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LMT- 1 TE

Qe

Belgien/Belgium
LMT Fette

Parc d’Affaires
Silic-Batiment M2

16 Avenue du Québec
Villebon sur Yvette
Boite Postale 761

91963 Courtaboeuf Cedex

France

Telefon +33 169 1894 00
Telefax +33 169 1894 10
Imt.fr@imt-tools.com

Brasilien/Brazil

LMT Boehlerit LTDA.
Rua André de Ledo 155
Bloco ACEP

04672-030

Socorro - Santo Amaro
Sao Paulo

Telefon +55 11 55460755
Telefax +55 11 55460476
Imt.br@imt-tools.com
www.Imt-tools.com

LMT BELIN S.A.S.
01590 Lavancia
Frankreich

Telefon +33 474 758989
Telefax +33 474 758990
info@Imt-belin.com
www.lmt-belin.com

FETTE GmbH
Grabauer StraBe 24
21493 Schwarzenbek
Deutschland

Telefon +49 4151 12-0
Telefax +49 4151 3797
info@Imt-fette.com
www.|lmt-fette.com

GroBbritannien und Irland/
United Kingdom

LMT Fette Ltd.

304 Bedworth Road
Longford

Coventry CV6 6LA

Telefon +44 24 76369770
Telefax +44 24 76 369771
Imt.uk@Imt-tools.com

Indien/India

LMT Fette (India) Pvt Ltd.
No. 29 (Old No. 14),

Il Main Road

Gandhinagar, Adyar

Chennai - 600 020

Telefon +91 44 24405136/137
Telefax +91 44 24405205
Imt.in@Imt-tools.com

Italien/Italy

LMT ITALY S.r.l.

Via Bruno Buozzi 31
20090 Segrate (MI)
Telefon +39 02 2694971
Telefax +39 02 21872422
Imt.it@Imt-tools.com

LELELEVACE ELE
LMT USA Inc.
1997 Ohio Street
Lisle, lllinois 60532

- Telefon +1 630 9695412

+1 630 9695492
-tools.com

KIENINGER GmbH
VogesenstraBe 23

77933 Lahr

Deutschland

Telefon +49 7821 943-0
Telefax +49 7821 943213
info@Imt-kieninger.com
www.lmt-kieninger.com

ONSRUD Cutter LP

800 Liberty Drive
Libertyville, lllinois 60048
USA

Telefon +1 847 3621560
Telefax +1 847 3625028
info@Imt-onsrud.com
www.lmt-onsrud.com

Osterreich/Austria

Fette Prazisionswerkzeuge
Handelsges.mbH
Zetschegasse 21

1230 Wien

Telefon +43 1 3681788
Telefax +43 1 3684244
Imt.at@Imt-tools.com

Polen/Poland

LMT Boehlerit Polska Sp. z.0.0.

ul. Wysogotowska 9
62-081 Przezmierowo
Telefon +48 61 6512030
Telefax +48 61 6232014
Imt.pl@Imt-tools.com
www.Imt-tools.com

RuBland/Poccusi LMT-
Russia LTD r. MockBa
CepebpsaHuyeckas Hab.
27

Ten./cpakc +7 495 280
73 52 T Imt.ru@Imt-
tools.com www.Imt-rus-
sia.ru

Singapur/Singapore

LMT ASIA PTE LTD.

1 Clementi Loop 04-04
Clementi West District Park
Singapur 12 9808

Telefon +65 64 624214
Telefax +65 64 624215
Imt.sg@Imt-tools.com

Spanien und Portugal/
Spain and Portugal

LMT Boehlerit S.L.

C/. Narcis Monturiol 11-15
08339 Vilassar de Dalt
Barcelona

Telefon +34 93 7507907
Telefax +34 93 7507925

Tiirkei/Turkey
BOHLER Sert Maden

ve Takim Sanayi ve Ticaret A.S.

Ankara Asfalti Uzeri No. 22,
Kartal 34873

Istanbul

Telefon +90 216 306 65 70
Telefax +90 216 306 65 74
Imt.tr@Imt-tools.com
www.Ilmt-tools.com

Ungarn/Hungary
LMT-Boehlerit Kft

Kis-Duna U. 6

2030 Erd

Po Box # 2036 Erdliget Pf. 32
Telefon +36 23 521910
Telefax +36 23 521919
Imt.hu@Imt-tools.com

USA

LMT USA Inc.

1997 Ohio Street

Lisle, lllinois 60532
Telefon +1 630 9695412
Telefax +1 630 9695492
Imt.us@Imt-tools.com
www.Ilmt-tools.com

LMT Automotive Support Center

1377 Atlantic Blvd.

Auburn Hills, Michigan 48326
Telefon +1 800 2250852
Telefax +1 216 3770787

in alliance BILZ Werkzeugfabrik

GmbH & Co. KG
VogelsangstraBe 8
73760 Ostfildern
Deutschland

Telefon +49 711 348010
Telefax +49 711 3481256
info@Imt-bilz.com
www.Imt-bilz.com

BOEHLERIT GmbH & Co. KG
Werk-VI-StraBe

8605 Kapfenberg

Osterreich

Telefon +43 3862 300-0
Telefax +43 3862 300793
info@Imt-boehlerit.com
www.lmt-boehlerit.com

Bildquelle Titel: Oerlikon Neumag, Neumiinster

in Germany, No. 2166 (0909 1 DM/GK)
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