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150°

TiAlN

l20-35°

l

R h6
DC

R125

P1.1
 119 S

P1.2
 134 S

P1.3
 138 S

P2.1
 102 S

P2.2
 90 S

P2.3
 80 S

P3.1
 81 S

P3.2
 65 S

P3.3
 55 S

P4.1
 48 S

P4.2
 41 S

P4.3
 34 S

M1.1
 82 S

M1.2
 70 S

M2.1
 73 S

M2.2
 60 S

M3.1
 58 S

M3.2
 50 S

K1.1
 80 T

K1.2
 59 T

K1.3
 44 T

K2.1
 86 T

K2.2
 70 T

K2.3
 56 T

K3.1
 76 T

K3.2
 58 T

K3.3
 47 T

K4.1
 71 T

K4.2
 53 T

K4.3
 39 T

K4.4
 33 T

K4.5
 28 T

K5.1
 80 T

K5.2
 60 T

K5.3
 46 T

N1.1
 200 V

N1.2
 150 V

N1.3
 100 V

N2.1
 172 V

N2.2
 155 V

N2.3
 112 V

N3.1
 423 V

N3.2
 250 V

N3.3
 125 V

N4.1
 60 X

N4.2
 100 V

S1.1
 55 T

S1.2
 45 T

S1.3
 35 S

S2.1
 53 S

S2.2
 42 S

S3.1
 40 S

S3.2
 30 S

S4.1
 31 S

S4.2
 24 S

H1.1
 56 S

H2.1
 33 S

H2.2
 36 S

H3.1
 37 S

H3.2
 30 S

DC LCF OAL DCON MS

(mm) (mm) (mm) (mm)

R1255.0 5.00 16.0 62.0 5.00
R1256.0 6.00 17.0 66.0 6.00
R1258.0 8.00 22.0 79.0 8.00
R12510.0 10.00 26.0 89.0 10.00
R12512.0 12.00 30.0 102.0 12.00
R12516.0 16.00 34.0 115.0 16.00

NEW

Broca de Centrar de Metal Duro, Punta a 150°, Recubrimiento TiAlN
El ángulo de punta diseñado con precisión proporciona una guía precisa para favorecer el centrado de la siguiente broca. El ángulo de punta de 
150° mejora el autocentrado y reduce las fuerzas de corte al taladrar. El recubrimiento TiAlN mejora el rendimiento y prolonga la vida útil de la 
herramienta. Adecuada para taladrar muchos materiales.

Grupo de Material de la pieza adecuado y condiciones de velocidad de corte iniciales (m/min) y código de avance alfabético. Tablas con avance por revolución a partir de la pag. 65.

DCON MS tolerancia h6.

Producto



65

0.15 0.50 1.00 2.00 3.00 4.00 5.00 6.00 8.00 10.00 12.00 15.00 16.00 20.00 25.00 30.00 40.00 50.00 100.00

A 0.003 0.006 0.012 0.023 0.029 0.032 0.036 0.042 0.054 0.062 0.069 0.082 0.086 0.110 0.125 0.135 0.155 0.175 0.263

B 0.004 0.007 0.014 0.028 0.037 0.041 0.046 0.053 0.067 0.080 0.090 0.103 0.108 0.135 0.153 0.165 0.188 0.208 0.312

C 0.004 0.008 0.015 0.032 0.044 0.050 0.056 0.064 0.080 0.098 0.110 0.125 0.130 0.160 0.180 0.195 0.220 0.240 0.360

D 0.004 0.008 0.016 0.038 0.053 0.060 0.068 0.078 0.098 0.119 0.130 0.149 0.155 0.188 0.210 0.228 0.253 0.275 0.413

E 0.004 0.009 0.017 0.043 0.062 0.071 0.080 0.092 0.115 0.140 0.150 0.173 0.180 0.215 0.240 0.260 0.285 0.310 0.465

F 0.005 0.009 0.018 0.050 0.073 0.084 0.095 0.109 0.138 0.165 0.178 0.202 0.210 0.248 0.275 0.295 0.320 0.343 0.515

G 0.005 0.010 0.019 0.056 0.084 0.096 0.109 0.126 0.160 0.190 0.205 0.231 0.240 0.280 0.310 0.330 0.355 0.375 0.563

H 0.005 0.010 0.020 0.066 0.102 0.116 0.130 0.150 0.190 0.228 0.243 0.271 0.280 0.320 0.355 0.375 0.398 0.418 0.627

I 0.005 0.011 0.021 0.076 0.119 0.134 0.150 0.173 0.220 0.265 0.280 0.310 0.320 0.360 0.400 0.420 0.440 0.460 0.690

J 0.006 0.012 0.024 0.084 0.135 0.152 0.170 0.197 0.250 0.298 0.315 0.349 0.360 0.405 0.445 0.465 0.485 0.503 0.755

K 0.007 0.013 0.026 0.092 0.150 0.170 0.190 0.220 0.280 0.330 0.350 0.388 0.400 0.450 0.490 0.510 0.530 0.545 0.818

L 0.007 0.014 0.028 0.101 0.165 0.186 0.208 0.240 0.305 0.360 0.385 0.419 0.430 0.485 0.525 0.545 0.568 0.588 0.882

M 0.008 0.015 0.030 0.110 0.180 0.202 0.225 0.260 0.330 0.390 0.420 0.450 0.460 0.520 0.560 0.580 0.605 0.630 0.945

N 0.008 0.016 0.032 0.119 0.195 0.218 0.242 0.280 0.355 0.420 0.455 0.481 0.490 0.555 0.595 0.615 0.642 0.672 1.008

S 0.002 0.004 0.008 0.014 0.020 0.025 0.030 0.037 0.050 0.080 0.100 0.123 0.130 0.150 0.170 0.190 0.220 0.240 –

T 0.004 0.008 0.015 0.028 0.040 0.050 0.060 0.070 0.090 0.110 0.130 0.160 0.170 0.190 0.210 0.230 0.260 0.275 –

U 0.007 0.013 0.026 0.048 0.070 0.080 0.090 0.107 0.140 0.170 0.200 0.223 0.230 0.240 0.270 0.300 0.360 0.375 –

V 0.010 0.019 0.038 0.069 0.100 0.115 0.130 0.153 0.200 0.250 0.280 0.310 0.320 0.340 0.400 0.440 0.510 0.530 –

W 0.012 0.025 0.049 0.089 0.130 0.150 0.170 0.200 0.260 0.330 0.380 0.418 0.430 0.450 0.470 0.490 0.520 0.540 –

X 0.014 0.028 0.056 0.103 0.150 0.180 0.210 0.250 0.330 0.420 0.480 0.533 0.550 0.580 – – – – –

Y 0.017 0.034 0.068 0.124 0.180 0.220 0.260 0.317 0.430 0.550 0.700 0.700 0.700 0.740 – – – – –

Z 0.024 0.047 0.094 0.172 0.250 0.325 0.400 0.533 0.800 1.000 1.100 1.175 1.200 1.200 – – – – –

n

fn

Av
an

ce
s

ø DC (mm)

Avance por revolución (fn en mm/rev)
Dependiendo de las condiciones de 
trabajo puede ser necesario ajustar estos 
valores ± 25 %

Cómo utilizar esta tabla para encontrar el valor de avance por 
revolución (fn):

1, 	Localice su código alfa en la página del producto (ejemplo: 46J, «J» es el 
código alfa).

2. 	Localice en la fila superior de la tabla el diámetro más adecuado para su 
aplicación de corte. 

3. 	Localice su código alfa en la columna de la izquierda de la tabla.
4. 	La intersección (celda) del diámetro y el código alfa es el avance por 

revolución (fn).

   TABLA DE VELOCIDADES DE AVANCE DE TALADRADO



Alpha 
Code

Feed in Inches per Revolution (IPR)  ± 25% Ø Diameter

1mm/ 
1/32”

2mm/ 
3/32”

3mm/ 
1/8”

4mm/ 
5/32”

5mm/ 
3/16”

6mm/ 
1/4”

8mm/ 
5/16”

10mm/ 
3/8”

12mm/ 
1/2”

15mm/ 
9/16”

16mm/ 
5/8”

20mm/ 
3/4”

25mm/ 
1”

30mm/ 
1 .1/8”

40mm/ 
1 .5/8”

50mm/ 
2”

A 0 .0004 0 .0009 0 .0011 0 .0013 0 .0014 0 .0017 0 .0021 0 .0024 0 .0027 0 .0032 0 .0034 0 .0043 0 .0049 0 .0053 0 .0061 0 .0069

B 0 .0006 0 .0011 0 .0015 0 .0016 0 .0018 0 .0021 0 .0026 0 .0031 0 .0035 0 .0041 0 .0043 0 .0053 0 .0060 0 .0065 0 .0074 0 .0082

C 0 .0006 0 .0013 0 .0017 0 .0020 0 .0022 0 .0025 0 .0031 0 .0039 0 .0043 0 .0049 0 .0051 0 .0063 0 .0071 0 .0077 0 .0087 0 .0094

D 0 .0006 0 .0015 0 .0021 0 .0024 0 .0027 0 .0031 0 .0039 0 .0047 0 .0051 0 .0059 0 .0061 0 .0074 0 .0083 0 .0090 0 .0100 0 .0108

E 0 .0007 0 .0017 0 .0024 0 .0028 0 .0031 0 .0037 0 .0045 0 .0055 0 .0059 0 .0068 0 .0071 0 .0085 0 .0094 0 .0102 0 .0112 0 .0122

F 0 .0007 0 .0020 0 .0029 0 .0033 0 .0037 0 .0043 0 .0054 0 .0065 0 .0070 0 .0080 0 .0083 0 .0098 0 .0108 0 .0116 0 .0126 0 .0135

G 0 .0007 0 .0022 0 .0033 0 .0038 0 .0043 0 .0050 0 .0063 0 .0075 0 .0081 0 .0091 0 .0094 0 .0110 0 .0122 0 .0130 0 .0140 0 .0148

H 0 .0008 0 .0026 0 .0040 0 .0046 0 .0051 0 .0059 0 .0075 0 .0090 0 .0096 0 .0107 0 .0110 0 .0126 0 .0140 0 .0148 0 .0157 0 .0165

I 0 .0008 0 .0030 0 .0047 0 .0053 0 .0059 0 .0068 0 .0087 0 .0104 0 .0110 0 .0122 0 .0126 0 .0142 0 .0157 0 .0165 0 .0173 0 .0181

J 0 .0009 0 .0033 0 .0053 0 .0060 0 .0067 0 .0078 0 .0098 0 .0117 0 .0124 0 .0137 0 .0142 0 .0159 0 .0175 0 .0183 0 .0191 0 .0198

K 0 .0010 0 .0036 0 .0059 0 .0067 0 .0075 0 .0087 0 .0110 0 .0130 0 .0138 0 .0153 0 .0157 0 .0177 0 .0193 0 .0201 0 .0209 0 .0215

L 0 .0011 0 .0040 0 .0065 0 .0073 0 .0082 0 .0094 0 .0120 0 .0142 0 .0152 0 .0165 0 .0169 0 .0191 0 .0207 0 .0215 0 .0224 0 .0231

M 0 .0012 0 .0043 0 .0071 0 .0080 0 .0089 0 .0102 0 .0130 0 .0154 0 .0165 0 .0177 0 .0181 0 .0205 0 .0220 0 .0228 0 .0238 0 .0248

N 0 .0013 0 .0047 0 .0077 0 .0086 0 .0095 0 .0110 0 .0140 0 .0165 0 .0179 0 .0189 0 .0193 0 .0219 0 .0234 0 .0242 0 .0253 0 .0265

S 0 .0003 0 .0006 0 .0008 0 .0010 0 .0012 0 .0015 0 .0020 0 .0031 0 .0039 0 .0048 0 .0051 0 .0059 0 .0070 0 .0070 0 .0090

T 0 .0006 0 .0011 0 .0016 0 .0020 0 .0024 0 .0028 0 .0035 0 .0043 0 .0051 0 .0063 0 .0067 0 .0075 0 .0080 0 .0090 0 .0100

U 0 .0010 0 .0019 0 .0028 0 .0031 0 .0035 0 .0042 0 .0055 0 .0067 0 .0079 0 .0088 0 .0091 0 .0094 0 .0110 0 .0120 0 .0140

V 0 .0015 0 .0027 0 .0039 0 .0045 0 .0051 0 .0060 0 .0079 0 .0098 0 .0110 0 .0122 0 .0126 0 .0134 0 .0160 0 .0170 0 .0200

W 0 .0019 0 .0035 0 .0051 0 .0059 0 .0067 0 .0079 0 .0102 0 .0130 0 .0150 0 .0165 0 .0169 0 .0177 0 .0190 0 .0190 0 .0200

X 0 .0022 0 .0041 0 .0059 0 .0071 0 .0083 0 .0098 0 .0130 0 .0165 0 .0189 0 .0210 0 .0217 0 .0228

Y 0 .0027 0 .0049 0 .0071 0 .0087 0 .0102 0 .0125 0 .0169 0 .0217 0 .0276 0 .0276 0 .0276 0 .0291

Z 0 .0037 0 .0068 0 .0098 0 .0128 0 .0157 0 .0210 0 .0315 0 .0394 0 .0433 0 .0463 0 .0472 0 .0472

Visual Index - Drills

Feed Rate Chart - Drills
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