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0 KOMNAHUU UMT

UMT - 370 coBpeMeHHasi KOMMaHWs Mo NPOM3BOACTBY
PEXYLLEro MHCTPYMEHTA, PACMONOXEHHAs HA TeppUTOpUM
Bonrapuu. NpoekTrpoBaHKe NPOLLECCOB BKIHOYAET B

THE UMT COMPANY

UMT is a modern cutting tool-making company situated in
Bulgaria. The design of its processes incorporates the newest
cutting tool machinery and manufacturing concepts, enabling

cebs HoBelLwee 060pyA0BaHyE U
NPOV3BOACTBEHHbIE KOHLENLWH,
nossonstoLme komnanun UMT
YA0BNETBOPUTL LUMPOKUI CEKTP
NpoMbILLNEHHBIX HYXA. KomnaHus UMT
NpMaepXKMBAETCS CTaHLAPTOB KayecTsa
cornacxo IS0 9001:2015 v ropautcs
HaJeXXHOCTbI0, ONEPaTVNBHOCTbIO U
OTBETCTBEHHOCTbHO BbINOHEHNS paboT.
Komnanus UMT nprobpena cBoii onbIT Ha

UMT to satisfy vast range
of industrial needs. The
company follows quality
standards according

to 1SO 9001:2015 and
prides itself with the
quality, efficiency and
responsibility of its

work. UMT has built
expertise on variety of

Pa3NNYHbIX MEXAYHAPOAHBIX U NI0KabHbBIX
pblHKax, obecneynBas 0oMbLLOI Cpoc
noTpebHoCTel B TBEPAOCNNABHOM MHCTPYMEHTE
CTaHAAPTHbIX U CNELManbHbIX NO3NLUIA.

NPOU3BOACTBEHHbIN
MNOTEHUWAN KOMIMAHUU UMT
Komnanua UMT pacnonaraet nepegoBbiM

MapKoM CTaHKOB, YTO NMO3BOJSIET NPOU3BOANTb
UCKOYNTESIbHO KA4eCTBEHHBIN PEXYLLNN

international and local
markets, fulfilling large range of
requirements for standard and special
carbide tools.

THE CAPABILITIES

UMT possess cutting-edge machine
tool park, enabling it to produce
exceptionally high quality cutting
tools. For precision face and flute

MHCTPYMeHT. [lnsi NpeLm3noHHOro TopLEeBoro
wndosaHus 1 06paboTKM KaHaBOK,

grinding, the company
uses range of the latest

KOMMaHWs 1Cnonb3yeT psif, HOBEMLIMX
wnndoanbHbIxX cTaHkos YITY WALTER
1 ANCA, a ans wnndoBKU UNMHAPOB -
unnmHapoLnmdgoanbHble ctaHky YIMY
ROLLOMATIC 1 REINECKER.

Komnanus UMT npumMeHsieT pasnnyHble
PVD nokpbITisi nociegHero noKosieHns,, YTo
pocTuraeTcs 6naroaaps MCNosb30BaHIo
BbICOKOKAYeCTBEHHOW CUCTEMBI MOKPbITUI
PLATIT. EcTb cobcTBeHHbI BpeHs,
MHOrOC/I0MHbIX HAHOKOMMO3UTHBIX

WALTER and ANCA
CNC grinding machines,
while for cylinder
grinding, ROLLOMATIC
and REINECKER CNC
grinding machines are
being used.

UMT also performs
variety of latest
generation PVD
coatings, making
an excellent use

NOKpbITUIA UMeHyeMbIx nanoTEC1, nanoTEC2
1 nanoTEC3, obecneunBamLLyX OTIMYHbIE KAYECTBA B N/1aHEe
TBEPAOCTU, N3HOCOCTOMKOCTY M TEMNNOCTONKOCTH, @ TaKXKe
COMPOTUBIEHNS TPEHNIO U CKOJIOB.

[lns npoBefieHNs 3aMepoB, TEXHUYECKOr0 KOHTPOS 1

0CMOTpa npogyKuuy ncnonb3yetcs obopynosaHne WALTER
HELICHECK PRO »1 ALICONA, a Take pa3nnyHble MUKPOCKOMbI
1 obopyaoBaHve A1 U3MEPEHNI, BKITHOYAst TPEXMEPHOE

of its vacuum coating system PLATIT. Its own multilayer
nanocomposite coatings named nanoTEC1, nanoTEC2 and
nanoTEC3, deliver excellent qualities in terms of hardness, wear
and heat resistance, as well as friction and chipping resistance.

For measuring, control and inspection, WALTER HELICHECK
PRO and ALICONA, as well as various microscopes and
measuring equipment are being used, enabling three-

OMTUYECKOE U MUKPO-CKaHMPOBaHKe, YTO faeT
BO3MOXXHOCTb NPOM3BECTW 3aMepbl Ha 1l06oM
PEXYLLEM MHCTPYMEHTE B /to6oe BpeMs paBoThl.

HenpegsoitneHHsle 3D-nporpaMHble NPOAYKTHI
HELITRONIC TOOL STUDIO (npegocTasnen
WALTER Machinenbau) n ToolRoom

dimensional optical and micro scanning
to be applied at any moment on any
cutting tool.

HELITRONIC TOOL STUDIO (provided
by WALTER Machinenbau) as well
as ToolRoom (provided by ANCA)

are the superior quality 3D software

(npenoctasneH ANCA) n3nosb3ytotcs B npouecce
Av3aiiHa 1 npo3soacTea. [porpaMMHoe
obecrneyeHve NO3BONSET NMPOBOANTL MPAKTUHECKU
HEeorpaHMYeHHbIE TECTMPOBAHMS, KOPPEKTUPOBKM
1 BUpPTyasibHOE NPEACTAB/EHE BCEro NpoLecca
3aT0YKM, ;0 MOMEHTA Ha4asa NPOM3BOACTEA,
BKJ/IK0Yast He3aMeIMTENbHbIV CTapT
NPOW3BOACTBEHHOrO LMKNa.

products used throughout the design to
production process. The software allows
for almost unlimited testing, adjustments
and virtual representation of the entire
grinding process, before the process
really begin, including immediate start of
the production cycle.
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[lBoiiHoln yron B nnaHe
Point angle

[ny6rHa cBepneHus
Drilling depth

BHyTpeHHuit nogson COX
Internal cooling

2,3,4,5, 6 PexxyLive KpoMku
2, 3,4,5, 6 Flutes

HepaBHoMepHOe pa3snonoxeHue 3y6bes
Irregular teeth

MHoronesBuinHbIM MHCTPYMEHT
Multiple teeth

Cchepuyeckne
Ball nose

C paguycHoll KpoMKoN
Corner radius

lMpsiMoyronbHble
Square

C chackon
Chamfer

TexHonornyeckuin pagmyc
Production radius

BosmorxxHa 0bpaboTka no BceM HanpaBfieHNSIM
All directions possible

KoHTypHasi 1 yrnoeasi obpaboTka
Contouring and angular plunging

Tonbko KoHTYpHas obpaboTka
Contouring only

Yron Hak/IoHa BUHTOBOW KaHaBKW
Helix angle

CraHpapT
Standard

®opma xBoCToBYMKa
Shank type

Teepabiin cnnas 6e3 NoKpbITUA
Hard metal without coating

HaHoKOMMo3KTHOE NOKpbLITHE C
noBbILLIEHHON TBEpAocThbio (4000 - 4500 HV)

High hardness nanocomposite coating (4000 - 4500 HV)

HaHOKOMMO3UTHOE NOKPLITUE C BLICOKOW NPOYHOCTHIO

1 n3HococToikocTbio (4000 HV)

Nanocomposite coating with high tensile strength and wear
resistance #4000 HV)
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SOLID CARBIDE CUTTING TOOLS
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UMT manufactures generous range of standard carbide milling

Komnanus UMT npon3BoguT LUMPOKMIA aCCOPTUMEHT CTaHAAPTHBIX
TBEPLOCNNABHBIX (hpe3, B TOM yncne 1 dpes no ctaHgapty DIN.

cutters, including DIN — standard end mills. Combining the know-how
and exceptional quality, the UMT milling cutters are delivering

optimal machining performance at affordable price.

06benyHssS Hoy-Xay 1 OTANYHOE KAYeCTBO, TBEPLOCMNaBHbIE (hpesbl

UMT onTumansHo obecneyunsatoT 06paboTky pasnuyHbIX TUMOB

obpabarbiBaeMoro Matepuana no JOCTYMHbIM LiEHaM.

06pabatbiaemblii MaTepuan / Work material

P NMNk NN ___Ns ____ NH N

Jaquinu aged
19hnHed.a dawoH

10

10

10

12

12

13

14

15

16

17

18
18

19

J4H 09 > [381s pauapuey
JYH 09 > ULeL) 3I9HaLR)EE

Ao|[e Jue}sisal Jeay
19geLrud ai9Hhoduodeyy
Aoje wniueyr|

198€LLJ 3I980HBLM ]
winiuey!|

HeLn|

o O O

O O O

O O O

Ao|Je Jaddo)
199BLLI SI9HTB

Ao|[e wniuiwn|y
198eLrLID 3I983NHNIWOILIY

uaJi 1Se3 JenpoN
HAJAR yiaHhodUOY0219g
uoJl Ise)

HAJAR iaday

883 SS3|UIBIS

uire1d auimoiagexday

J4H G¥ > [331s pakojle Y3IH
JYH GP > vwreLd
al9HHeLogedgoowda |

[893s AQ||y ‘883 uogte)
WLreLd aigHHesodula|
‘vLreLd aiqLounitodairl

® o O o o

® o O o o

® o O o o

® e O o o

® e O o o

® o O o o
® o O o o

O O | e OO

8uieo) / avLadyoy

®opma / Shape

= =
w 11}
4 =z
apo) / Woy 20¢6 €026 026 ¢0€6 0€6 v9¢6 9€6 5926 v9L6 016 ¢196 196 96
3|3ue XIjaH
VigeHEX HoBOLHWE BHowveH wolg | <OF 0€ > L0€ 0€ BELIE | .BELIE L€ .8€/.9€ 0 0¢ > 2V1.6€
S3IN|4 JO J3qUINN / 8399A€E 08LI8hNLIOY 4 [ 14 2 14 1% 14 q 1% 14 Z 4 14
dgue. 9zIS / sodaweed HogeLBTT | 02 - € | 02D - €D | 02D - € | TP -€D | 9TD-E€D | 02D -€T | 02D - 9D | 02D -E€D | 02D -9 | 21D -5 | 02D -€D | 02D - €D | 02D - €D
adA] /umn] aJenbg / alaHawrolAowed)| 06 JSJWELD 350U |[eg / auxIahndadh)

/06 KeHhOJB(

11 BapuaHT / 2nd recommend = HepekoMeHAyeMbIli BapuaHT / not recommend

i BapuanT / 1st recommend Q) 2-0t pekoMeHfyeMbi

-bll peKOMeHAYyeMblI

o




TBEPLOCMNNABHbLIVN UHCTPYMEHT « TABJINLIA BbIBOPA KOHLIEBbIX ®PE3

Bumt

O6pabatbiBaembiit MaTepuan / Work material
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O6pabatbiBaembiit MaTepuan / Work material
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[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9202 Z=2 DIN 92 " UMT 9203 Z-3 DIN [RZ{N

6528 h o 6528 h .
KoHueBble (hpesbl 4 = KoHueBble thpesbi =

End mills @ W End mills @ W

D di

i

|

i

i

1

i

i
@d
O d1
\AJ

i

|

i

|

i

|
Pd

3 7 3 38 9202030003800-2 3 7 3 38 9203030003800-2
9202040005000-2 8 4 50 9203040005000-2

4
9202050005000-2 5 10 5 50 9203050005000-2
6
8

4 8 4 50
5 10 5 S0
6
8

10 6 57
16 8 63

9202060005700-2 10 6 57 9203060005700-2
9202080006300-2 16 8 63 9203080006300-2

10 19 10 72 9202100007200-2 10 19 10 72 9203100007200-2

12 22 12 83 9202120008300-2 12 22 12 83 9203120008300-2

14 22 14 83 9202140008300-2 14 22 14 83 9203140008300-2

16 26 16 92 9202160009200-2 16 26 16 92 9203160009200-2

18 26 18 92 9202180009200-2 18 26 18 92 9203180009200-2

20 32 20 104 9202200010400-2 20 32 20 104 9203200010400-2
® B Hannumm / In stock ® B Hannumm / In stock

DIN
UMT 9204 Z=4 taon 4.

KoHueBsble ¢pesbl

. 0.1:0.2x45°
End mills @ | !:/7@105

L1

@d1
@d

9204030003800-2
9204040005000-2
9204050005000-2
9204060005700-2
9204080006300-2
9204100007200-2
9204120008300-2
9204140008300-2
9204160009200-2
9204180009200-2
9204200010400-2

Stock | ART No
310 | 3| 38| e

4 11 4 50
5 13 5 50
6
8

13 6 57
19 8 63
10 22 10 72
12 26 12 83
14 26 14 83
16 32 16 92
18 32 18 92
20 38 20 104

® B Hanuumu / In stock
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PekomeHgyeMble pexxnMel pe3anus ans gpes 9202, 9203, 9204 - 06paboTtka ycTynos
Recommended cutting conditions for end mills 9202, 9203, 9204 - Shoulder milling

CkopocTb
O6pabaTbiBaeMbilt MaTepuan ApI Ezig:m d1- AMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae 3 - 6 76 - &8 @8-210 | @10-214 | @14- 16 | 16 - 320
Yrnepoguctble,
nerVIpOBaHHbIE CTanu,
TBEpAocThio < 25 HRC <1d1 | <0.2d1 70-90 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMeHT&U’IbeIe cTanu,
TBeppocTbio 25-45 HRC <1d1 | <0.1d1 30-50 0.01-0.02 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Alloy steel and Tool steel
25-45 HRC
g;‘?:f:ssftj;e cram <1d1 | <0.1d1 | 4060 001-002 | 0025004 | 003004 | 004006 | 005007 | 0.06-0.08
Ezst"'i';'o‘;yéyG“ GG <1d1 | <0.2d1 | 100-120 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 | 0.05-0.07 | 0.06-0.09
ﬁ;‘;gg"ﬁ;‘;‘:‘gﬂ e GGG | 4g; | <02d1 | 804100 001002 | 003004 | 0035005 | 004006 | 005007 | 0.06:009

PekoMeHayeMble pexxuMbl pesaHuns ans dpes 9202, 9203 - ObpaboTka na3os
Recommended cutting conditions for end mills 9202, 9203 - Slotting

CkopocTb
y pesaHus
ObpabaTbiBaeMblit MaTepuan Ap Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap @3- 6 26 - 28 @8-210 | @10-@14 | @14- 216 | @16- 320
Yrnepoguctble,
JlernpoBaHHble cTany,
TeepaocTbio < 25 HRC <0.5d1 60-80 0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
NHCTpyMeHTanbHble CTanu,
TBEpaocTbio 25-45 HRC <0.2d1 25-45  0.006-0.018 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
Hepaasaiolume cran <0.2d1 3050 0006-002 | 0015003 | 002004 | 003007 | 0.025-006 | 0.03-007
Stainless steel
O i) e <0.5d1 90-110 0010025 | 002005 | 0.025-0.07 | 0.026-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
Beicokonpourbiit syryk GGG <0.3d1 7090 001002 | 002004 | 002-006 | 002-005 | 0027-0.07 | 0030.10
Nodular cast iron GGG




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9302 -2 < | UMT93042-4 -
Y0iMHeHHbIe KOHLEBbIE thpesbl 3 =) YAnMHeHHbIE KOHLEBbIE thpesbl

Long end mills @ W Long end mills @ W

30°

QD d1
®d
Dd1
@d

3 18 3 60 e |9302030006000-2 3 18 3 60 e |9304030006000-2
4 24 4 60 e |9302040006000-2 4 24 4 60 ® |9304040006000-2
5 26 5 75 e |9302050007500-2 5 26 5 75 e |9304050007500-2
6 30 6 75 e |9302060007500-2 6 30 6 75 ® |9304060007500-2
8 30 8 75 e |9302080007500-2 8 30 8 75 ® |9304080007500-2
10 40 10 100 e |9302100010000-2 10 40 10 100 e |9304100010000-2
12 45 12 100 e |9302120010000-2 12 45 12 100 e |9304120010000-2
16 45 16 100 e |9302160010000-2 16 45 16 100 ® |9304160010000-2
® B Hannyum / In stock ® B Hannuum / In stock
PekomeHayeMble pexxuMbl pe3aHus gna dpes 9302, 9304 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9302, 9304 - Shoulder milling
CkopocTb
. pesaHust
O6pabaTbiBaeMbln MaTepuan Ap[ . d1 - pMaMeTp MHCTpYMEHTa MM fz - nogaya Ha 3y6 MM
: - Cutting i : .
Work material p— d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae @3 -6 76 - 28 @8 -J10 @10 - 12 12 - 16
Yrnepoguctble,
JlernpoBaHHble cTanu,
TBepaocTbio < 25 HRC <1d1 | <0.1d1 50-60 0.005-0.01 0.01-0.02 0.02-0.03 0.02-0.04 0.03-0.06
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHCTpyMeHTanbHble cTanm,
TBepaocThio 25-45 HRC <1d1 | <0.1d1 30-50 0.005-0.01 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05
Alloy steel and Tool steel
25-45 HRC
Hepxaseioue cranu <1d1 | <0.1d1 | 30440 0005-001 | 0005001 0.01-0.02 0.01-0.03 0.02-0.05
Stainless steel
e TSI <id1 | <0.1d1 | 3070 0.005-0.01 0.01-0.02 0.02-0.03 0.02-0.04 0.03-0.06
Cast iron GG
Beicokonpoureii ayryw GGG |- 4, | g 1g; [ 30:40 0005001 | 0005001 0.01-0.02 0.01-0.03 0.02-0.05
Nodular cast iron GGG




END MILLS - SOLID CARBIDE CUTTING TOOLS . umt

] DIN [} .,
UMT 9264 2=4 65271 | W &P

KoHuesble thpesbl C nepeMeHHbIM YriioM
‘DIN 6535| | DIN 6535 ‘ 0.1:0.2x45° ’
Form HB W

HaKI0Ha BHTOBOMN KaHaBKM, HEPABHOMEPHbIM Form HA
pacnonioxeHnem 3y6beB 1 3aHNXEHHON LLENKOW

End mills with different helix angles, irregular L
teeth and relieved neck R
L
F fffff - Type 1
8 N -
Q Q Q
L
L2
L1
SIS Hl--———-—-- 3| Type2

ART No
dihig| L1 L2 d2 | d (e Type
Shank Style DIN 6535 HA Shank Style DIN 6535 HB
9264030005700-2 9264030005700-2-HB
4 6 1 e | 9264040005700-2 | o |9264040005700-2-HB
5 13 21 4.6 6 57 1 ® | 9264050005700-2 | o |9264050005700-2-HB
6 | 13 21 5.5 6 571 2 e | 9264060005700-2 | o |9264060005700-2-HB
8 | 19 27 7.5 8 63| 2 e | 9264080006300-2 | o |9264080006300-2-HB
10 | 22 32 95| 10 72| 2 ® | 9264100007200-2 | o |9264100007200-2-HB
12 | 26 38 | 115 12 83| 2 e | 9264120008300-2 | o |9264120008300-2-HB
14 | 26 38 | 135 14 83| 2 o | 9264140008300-2 | o |9264140008300-2-HB
16 | 32 | 44 | 155 16 92 | 2 ® | 9264160009200-2 | o |9264160009200-2-HB
18 | 32 | 44 |175] 18 92| 2 o | 9264180009200-2 | o |9264180009200-2-HB
20 | 38 54 | 195] 20 | 104 | 2 e | 9264200010400-2 | o |9264200010400-2-HB
® B Hannyum / In stock
O WaroTtoeneHue no 3anpocy / Produced to order only
PekoMeHnayeMble pexxMbl pe3anus ans dpes 9264 - 06paboTka ycTynos v nasos
Recommended cutting conditions for end mills 9264 - Shoulder milling and slotting
CKopocTb pesaHusi CKopocTb pesaHus
. Cutting speed Cutting speed
ObpabaTbiBaeMblit MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 3-26 | ©6-08 | @8-210 |@10-214|214-216|516-320
Yrnepoguctele,
JlernpoBaHHble cTanu, P
1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-
EePRocTEIOINEAHRC Sl | Qe max 12mm 003 | 004 | 005 | 0075 | 009 | o011
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
VIHCTPYMEHTAIole Cran <0.7d1 0015- | 0025 | 0035 | 0045 | 0065 | 007-
TBepaocTbio 25-45 HRC <2d1 |<0.4d1 17 0.03 0.04 0.05 0075 0.09 011
Alloy steel and Tool steel max Lemm ) ’ ' ' ' ’
25-45 HRC
HepxxaBetoLume cranu 0.01- 0.02- 0.03- 0.04- 0.045- 0.055-
Stainless steel <1.5d11<0.3d1 <05d1 0025 | 0035 | 0045 | 007 | 008 | 010
Cepbliit 4yryH GG <2d1 |<05d1 <1d1 0.015- | 0.025- | 0.035- | 0.045- | 0.065- 0.07-
Cast iron GG ’ max 12mm 0.03 0.04 0.05 0.075 0.09 011
BoicokonpouHbiii 4yryH GGG <2d1 |<0.4d1 <1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-
Nodular cast iron GGG ' max 12mm 0.03 0.04 0.05 0.075 0.09 0.11

1. BbllwenpuBeAeHHbIE PEXUMbI YKa3aHbl A1 XKECTKON TEXHOIOrMYECKON CUCTEMbI

2. [ins BbicOKONErMpoBaHHbIX cTanei (>12% Cr) n HepixaBeloLLX CTasnel, CKOpoCTb pe3aHuns [oKHa BbiTh yMeHbLieHa Ha 20-30% npu Ncnonbl30BaHUM 3MYIbCHN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9364 Z=-4 %;> W @
Y,El,ﬂI/IHEHHbIe KOHLEBbIE q)pe3bl C I'IepEMEHHbIM =

YI/IOM HaK/0Ha BMHTOBOI KaHaBKY, HepaBHOMEPHBIM W
pacnonoxeHnem 3yObeB 1 3aHVXEHHON LLENKOW

Long end mills with different helix
angles, irregular teeth and relieved neck

Stock | ART No

. 9364060006300-2
8| 26 | 42 | 75| 8 | 80| e | 9364080008000-2
10 | 33 [ 54 | 95 10 | 100| e | 9364100010000-2
12 | 38 | 54 [115] 12 | 100 e | 9364120010000-2
16 | 53 | 69 | 155 16 | 150 | e | 9364160015000-2
20 | 68 | 84 [195] 20 [ 150 | e | 9364200015000-2
® B Hanunuun / In stock
PekomeHayeMble pexxuMbl pe3aHuns gna dpes 9364 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9364 - Shoulder
CkopocTb
O6pabaTbiBaeMbln MaTepuan AF{ EE3El.HMﬂ d1 - AMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
. L utting . . .
Work material speed d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae @6 8 @10 @12 @16 @20
Yrnepoguctble,
ﬂel’VIpOBaHHble cTanm,
TBEpAOCTBIO < 25 HRC <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHbie,
MHcTpyMeHTanbHbIE cTany,
TBEpAOCTbI0 25-45 HRC <2d1 | <0.3d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Alloy steel and Tool steel
25-45 HRC
R E R SR <15d1 | <0.2d1 0.015-0.03 | 0.03-0.04 | 0.04-0.055 | 0.055-0.07 | 0.065-0.08 | 0.075-0.09
Stainless steel
ey G <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Cast iron GG
BhicoKonpouHbif ayryw GGG | oy, | <034y 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Nodular cast iron GGG

1. BlLLenpyrBeeHHbIE PEXMMbI YKa3aHbl sl KECTKON TEXHONIOMMYECKON CUCTEMBI

2. [ins BbicokonernposaHHbix cTanen (>12% Cr) n HepxaBetoLmx cTanei, CKopoCTb pe3aHms o/KHa BbITb yMeHblueHa Ha 20-30% npy 1CroNbi30BaHM 3MYNLCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS . umt

UMT 9265 Z=5 ﬂd;. W @

BblCOKOﬂpOI/I3BO,EI,I/IT€J'IbeI8 KOHLEBbIE cbpe3b| C
DIN 6535 0.1:0.2x45°
Form HB ‘ | lf d1210 ’

DIN 6535
Form HA

HepaBHOMEPHBIM PacnonoXeHneM 3ybbes Ans
AVHaMKYecKoro hpesepoBaHus cTanen
HPC end mills with irregular teeth for machining

different types of steel

I - Type 1

d1
ad

L1

ERANNY - g Tye2

Stock | ART No
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

3 6 57 9265030005700-2 O ]9265030005700-2-HB
4 11 6 57 1 o 9265040005700-2 O ]9265040005700-2-HB
5 13 6 57 1 o 9265050005700-2 O ]19265050005700-2-HB
6 13 6 57 2 ° 9265060005700-2 O | 9265060005700-2-HB
8 19 8 63 2 ° 9265080006300-2 O ]19265080006300-2-HB
10 | 22 | 10 | 72 2 o 9265100007200-2 ® | 9265100007200-2-HB
12 | 26 | 12 | 83 2 o 9265120008300-2 ® | 9265120008300-2-HB
16 | 32 | 16 | 92 2 o 9265160009200-2 ® | 9265160009200-2-HB
20 | 38 | 20 | 104 ] 2 o 9265200010400-2 ® | 9265200010400-2-HB
® B Hanuumm / In stock
O WaroToeneHwue no 3anpocy / Produced to order only
PekomeHayeMble pexkMbl pe3atus ana gpes 9265 - 0bpaboTka ycTynoB v nasos
Recommended cutting conditions for end mills 9265 - Shoulder milling and slotting
CKopocTb pesaHus CKopocTb pesaHus
. Cutting speed Cutting speed
ObpabaTbiBaeMblil MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap @3 | @4 | 5 @6 | @8 | @10 | ¥12 | @16 | @20
YrnepogucTbie,
JlerupoBaHHble cTanu, <1d1

TBepaocTbio < 25 HRC <1.5d1{<0.5d1 0.012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 |0.074 | 0.087 | 0.095
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHbile,

MHCprMBHTaﬂbeIe CTanu,

max 12mm

TBepaocTbio 25-45 HRC | <1.5d1(<0.4d1 <0.7d1 0.01 | 0.015]0.018 | 0.022 | 0.036 | 0.045 | 0.055 | 0.067 | 0.075
max 12mm

Alloy steel and Tool steel

25-45 HRC

HepxagetoLye ctanm

<1.5d1{<0.3d1 0.008 | 0.01 [0.014|0.017 | 0.03 |0.037|0.043 | 0.05 | 0.058

Stainless steel

E‘th"'ifo‘l‘]yéVG“GG <15d1|<0.5d1 ma;11d21mm 0.01 | 0015|0018 | 0026 | 0.045 | 0.056 | 0.067 | 0.079 | 0.09
Boicoonposweti yryw GGG | ) o | g 4y <0.7d1 0009 | 0.012 | 0.015 | 0.02 |0.034 |0.043 | 0.05 |0.059 | 0.067

Nodular cast iron GGG max 12mm

1. BbllenprBeaeHHbIE PeXXUMBl yKasaHbl 151 XECTKO TEXHONOTMYECKON CUCTEMBI

2. [ina BbicokonernposaHHbix cTanei (>12% Cr) n HepxaBetoLwmx cTanei, CKOpoCTb Pe3aHms [0/KHa BbITb yMeHblueHa Ha 20-30% npy 1CMoNbi30BaHM 3MYNbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




Bumt

TBEPOOCMN/IABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

UMT 9764 Z-4 NEW

Bbicokonpon3BoauTenbHble KOHLEBbLIE pe3bl C NEPEMEHHBIM
Yr/IOM HaKJI0Ha BUHTOBOW KaHAaBKW W HEPAaBHOMEPHbIM
pacrnonoxeHnem 3ybbes Ans 4epHOBOM 06paboTKyM cTanen

HPC Roughing end mills with different helix angles and irregular
teeth for machining different types of steel

.

ART No

DIN

6527L

-
~

I @)

Form HA

DIN 6535

DIN 6535
Form HB

0.1:0.2x45°
| | ! d1210

L2

L1

]

@d1
I

zd

ad2

Shank Style DIN 6535 HA Shank Style DIN 6535 HB

® | 9764060005700-1 | o | 9764060005700-1-HB

e | 9764080006300-1 | o | 9764080006300-1-HB
10 22 32 9.3 10 72 o | 9764100007200-1 | e | 9764100007200-1-HB
12 | 26 | 38 | 112 | 12 83| o | 9764120008300-1 | e | 9764120008300-1-HB
14 | 26 | 38 | 132 | 14 83 | o | 9764140008300-1 | o | 9764140008300-1-HB
16 | 32 | 44 152 | 16 92 | o | 9764160009200-1 | e | 9764160009200-1-HB
18 | 32 | 44 172 | 18 92 | o ]9764180009200-1 | o | 9764180009200-1-HB
20 | 38 | 54 |19.2 | 20 | 104 | o | 9764200010400-1 | e | 9764200010400-1-HB

® B Hanunumu / In stock

O WsroTtosneHue no 3anpocy / Produced to order only

PekomeHyeMble pexxuMbl pesaHus ans tpes 9764 - 06paboTtka ycTynos 1 nasos
Recommended cutting conditions for end mills 9764 - Shoulder milling and slotting

CkopocTb pe3aHus CkopocTb pe3aHus
Cutting speed Cutting speed
O6pabaTbiBaeMbln MaTepuan d1 - pnametp uHcTpyMeHTa MM fz - mogaya Ha 3y6 MM
Work material Ap VC. Ap VC. d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae

Ap Ae Ap 6 @8 | @10 | @12 | @14 | @16 | @18 | &20
Yrnepoguctble,
NEerMpoBaHHbIE CTan
TBEpAoCTbI0 < 25 HRC <1.8d1| <0.5d1 EEKiVI] sVl 003 | 0.04 | 0.047 | 0.052 | 0.058 | 0.061 | 0.063 | 0.067
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble, MHCTPY-
MEHTaJIbHbIE CTau,
TBepaocTbio 25-45 HRC <1.8d1| <0.4d1 0.025 | 0.035| 0.042 | 0.047 | 0.052 | 0.055| 0.06 | 0.065
Alloy steel and Tool steel
25-45 HRC
E'Elﬁ’:féffﬁuéﬁwa"” <18d1| <0.3d1 [N 0.022 | 0.033| 0.04 |0.045 | 0.048 |0.052 | 0.057 | 0.062
Cepbiit 4yryH GG <1d1
Cast iron GG <1.8d1| <0.5d1 EEN{NVI] max 12mm 0.03 | 0.04 | 0.047 | 0.052 | 0.058 |0.061| 0.063 | 0.067
Beicoxonposmeii ayryk GOG |y 54 | 49, ECVRENIN <0701 0.025 | 0.035| 0.042 | 0.047 | 0.052 |0.055| 0.06 | 0.065
Nodular cast iron GGG max 12mm

1. BlLLenpyrBeeHHbIE PEXMMbI YKa3aHbl sl KECTKON TEXHONIOMMYECKON CUCTEMBI
2. [ins BbicokonernposaHHbix cTanen (>12% Cr) n HepxaBetoLmx cTanei, CKopoCTb pe3aHms o/KHa BbITb yMeHblueHa Ha 20-30% npy 1CroNbi30BaHM 3MYNLCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion
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UMT 9104 Z=4 NEW g . @

®pesa hacoyHas 90°
Chamfer end mill 90°

@d1
@d

& F——
N

5 5 50 °

9104050005000-1
6 6 | 57 ° 9104060005700-1
8 8 | 63 ° 9104080006300-1
10 10 | 65 ° 9104100006500-1
12 12 | 65 ° 9104120006500-1
® B Hanunuumm / In stock
PekoMeHayeMble pexxuMbl pesaHust ans dpes 9104 - ®pesepoBaHue acku
Recommended cutting conditions for end mills 9104 - Chamfer milling
O6bpabaTbiBaeMblit MaTepuan Ve d1 - pMaMeTp MHCTpYMeHTa MM fz - nopaya Ha 3y6 MM
Work material (m/min) d1 - diameter in mm fz - feed per tooth in mm
5 6 8 210 12

Yrnepoguctble,
JlernpoBaHHble cTany,
TBepAocTbio < 25 HRC 110-150 0.025-0.035 0.035-0.045 0.045-0.05 0.05-0.06 0.06-0.07
Carbon steel and

Alloy steel < 25 HRC
JlervipoBaHHble,
MHcTpyMeHTanbHbIE CTanu,

TBEpAOCTbI0 25-45 HRC 0.02-0.03 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
Alloy steel and Tool steel

25-45 HRC

FEEEEILE G 0.02-0.03 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
Stainless steel

BegTa T e 0.025-0.035 0.035-0.045 0.045-0.05 0.05-0.06 0.06-0.07
Cast iron GG

Beicokonpourkii uyryk GGG 0.02-0.03 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
Nodular cast iron GGG

TvTariosbie crinas! 0.02-003 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065

Titanium alloy

[lnsi BbICOKOMETMPOBaHHbIX cTanel (>12 Cr), HepkaBeloLLMX CTaner 1 TUTAHOBBIX CM/IABOB, CKOPOCTb PE3aHus A0SDKHA BbiTh
yMeHbLueHa Ha 20-30 % npu 1cnonbi30BaHUM 3MYbCUN
For high alloyed steels (> 12 Cr), INOX, titanium alloys, cutting speed most be reduced by 20-30% when used emulsion




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9612 2=-2 Aﬂ: UMT 9614 2=4

Cchepuueckue pesbl Cchepuyeckne pessl

Aﬂ:’
Ball nose end mills |'\_5'| Ball nose end mills g

Gd

@i

e T N P P ascol Lo | aon | Lk st T
3 7 3 38 15 ° 3 10 3 38 15 °

9612030003800-1 9614030003800-1
4 8 4 50 | 20| e |9612040005000-1 4 | 11 4 50 | 20| e |9614040005000-1
5| 10 5 50 | 25| e |9612050005000-1 5 | 13 5 50 | 25| e |39614050005000-1
6 | 10 6 57 | 30| e |9612060005700-1 6 | 13 6 57 | 30| e |9614060005700-1
8 | 16 8 63 | 40| e |9612080006300-1 8 | 19 8 63 | 40| e |39614080006300-1
10 | 19 | 10 72 | 50| e |9612100007200-1 10 | 22 | 10 72 | 50| e |9614100007200-1
12 | 22 | 12 83 | 60| e |9612120008300-1 12 | 26 | 12 83 | 60| e |9614120008300-1
14 | 22 | 14 83 | 70| e |9612140008300-1 14 | 26 | 14 83 | 70| e |9614140008300-1
16 | 26 | 16 92 | 80| e |9612160009200-1 16 | 32 | 16 92 | 80| e |9614160009200-1
20 | 32 | 20 | 104 | 10.0 | e |9612200010400-1 20 | 38 | 20 | 104 | 100 | e |9614200010400-1
® B Hanuumu / In stock ® B Hanuumu / In stock
PekomeHayeMble pexxuMbl pe3aHus ansa ¢pe3 9612, 9614 - ObpaboTtka ycTynos
Recommended cutting conditions for end mills 9612, 9614 - Shoulder milling
CkopocTb
. I pe3aHus
O6pabaTbiBaeMbln MaTepuan Ap . d1 - gMameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
. - Cutting i . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae a3- 4 5 -6 26 - 28 28-210 | @10-014 | @14 - 320
Yrnepoguctble,
JlervpoBaHHble cTanu,
TBEpAoCTbio < 25 HRC <0.1d1 | <0.2d1 0.005-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.07 0.04-0.07
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHcTpyMeHTanbHble cTany,
TBepaocTbio 25-45 HRC <0.1d1 | <0.1d1 0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.06 0.04-0.06
Alloy steel and Tool steel
25-45 HRC

Hep)KaBe}ou_wle CTanun

Stainless steel Ol | <Outich

0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06

Cepoiit yyryH GG

Cast iron GG
BoicokonpouHbiit 4yryH GGG
Nodular cast iron GGG

<0.1d1 | <0.2d1 0.005-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 | 0.04-0.07 | 0.04-0.07

<0.1d1 | <0.2d1 0.004-0.01 | 0.01-002 | 0.015-003 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06
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UMT 9644 Z2=-4

Cchepuyeckme dpesbl ¢ NepeMEHHbIM YTI0M HaK/I0Ha
BUHTOBOW KaHaBKW 1 HEPaBHOMEPHbBIM PacMONOKEHNEM
3y6beB anis TpyaHoobpabaTbiBaeMbIX MaTep1anos

Ball nose end mills with different helix angles and irredular
teeth for difficult to cut materials

L1

I — Type 1

& Dd

@d

L1

B 2 Type2

D

Stock | Type
° 1

9644030005700-2
9644040005700-2
9644050005700-2
9644060005700-2
9644080006300-2
9644100007200-2
9644120008300-2
9644160009200-2
9644200010400-2

10 | 22 | 10 72 | 50
12 | 26 | 12 83 | 6.0
16 | 32 | 16 92 | 80
20 | 38 | 20 | 104 | 100

® B Hanuuum / In stock

O|OC|e @ o @ |0 o
NN [N N[N [N | [

O WaroToeneHwue no 3anpocy / Produced to order only

PekomeHnayeMble pexknMbl pe3aHus ans ¢pes 9644
Recommended cutting conditions for end mills 9644

e CKopoCTb pesaHus
O6pabatbiBaeMbIli MaTepuan Cutting speed d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min)
Ap Ae 73 4 5 6 8 210 712 716 20

Yrnepoguctble,
JlervpoBaHHble cTanu,
TBEpAoCTbo < 25 HRC <0.2d1 | <0.3d1
Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHbie,
MHCTpyMeHTanbHbIE CTanu,
TBepAocTbio 25-45 HRC <0.2d1 | <0.3d1
Alloy steel and Tool steel
25-45 HRC

HepxasetoLme cTamm
Stainless steel

002 | 0025 | 003 | 0035 | 005 0.06 | 0065 | 0.075 | 0.9

0.015 | 002 | 0025 | 0028 | 004 | 0.048 | 0.052 | 0.06 0.07

<0.15d1| <0.2d1 0015 | 002 | 0025 | 0.028 | 0.04 | 0048 | 0.052 | 0.06 | 0.07

Turanossie cnass <0.15d1| <0.2d1 0015 | 002 | 0025 | 0028 | 004 | 0048 | 0052 | 006 | 007
Titanium alloy

TuTaH

. <0.1d1| <0.2d1 0012 | 0015 | 0018 | 002 | 003 | 0035 | 004 | 005 | 006

YKaponpoyHble cniagbl

Heat resistant alloy 0.01 | 0.012 | 0.015 | 0.018 | 0.025 | 0.032 | 0.038 | 0.046 | 0.055

<0.1d1 | <0.1d1

1. BollwenprBeeHHbIE PEXUMBI yKa3aHbl [151 JKECTKO TEXHONOTNYECKON CUCTEMBI

2. [ins BbicokonernposaHHbix ctanei (>12% Cr) n HepxaBetoLwmx cTaneil, CKOpoCTb Pe3aHist 10/KHa BbiTb yMeHblueHa Ha 20-30% npy 1CMoNbI30BaHMM 3MYIbCAN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




Bumt

TBEPOOCMN/IABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

UMT 9223 Z-3 o 2R

‘\ 45°
KoHuesble dpesbl :
End mllls R0.1:03
L
L1
B AN - Type 1
g 2

5 Type 2

o) L1 |00 L |Suck o
3 7 3 38| e 2 19223030003800-2
3 7 6 57| e 1 ]19223030005700-2
4 8 4 50| e 2 19223040005000-2
4 8 6 57| e 1 ]9223040005700-2
5 10 5 50| e 2 19223050005000-2
5) 10 6 57| e 1 ]9223050005700-2
6 10 6 57| e 2 19223060005700-2
8 16 8 63| e 2 19223080006300-2
10 19 10 72| @ 2 19223100007200-2
12 | 22 12 83| e 2 19223120008300-2
14 | 22 14 83| e 2 19223140008300-2
16 | 26 16 92| e 2 19223160009200-2
18 | 26 18 92| e 2 19223180009200-2
20 | 32 | 20 | 104 | e 2 19223200010400-2

® B Hannuum / In stock

UMT 9224 -4 g;‘){ ﬂd;.
45
KoHuesble thpesbl
End mills @ | l_:’i | er/o_;s
L
,ﬁk
B O ———— — Type 1
7 S
L
L1
5 BN - ol Type2
G

o] 1+ a0 L ot
3] 10 3 38 ° 2 19224030003800-2
3 8 6 57 ° 1 19224030005700-2
4 | 11 4 50 ° 2 19224040005000-2
4 | 11 6 57 ° 1 19224040005700-2
51| 13 5 50 ° 2 19224050005000-2
5| 13 6 57 ° 1 ]19224050005700-2
6 | 13 6 57 ° 2 19224060005700-2
6 | 13 6 57105 | o 2 [9224060005705-2
6 | 13 6 57110 | o 2 19224060005710-2
6 | 13 6 571 15| o 2 19224060005715-2
8 | 19 8 63 ° 2 19224080006300-2
8 | 19 8 63|05 | o 2 19224080006305-2
8 | 19 8 63|10 | o 2 19224080006310-2
8 | 19 8| 63|15 ] o 2 [9224080006315-2
10 | 22 | 10 72 ° 2 19224100007200-2
10 | 22 | 10 72105 | o 2 19224100007205-2
10 | 22 | 10 72| 10 | o 2 19224100007210-2
10 | 22 | 10 721 15| o 2 19224100007215-2
10 | 22 | 10 72|20 | o 2 19224100007220-2
12 | 26 | 12 | 83 ° 2 [9224120008300-2
12 | 26 | 12 83|05 | o 2 19224120008305-2
12 | 26 | 12 83|10 | o 2 19224120008310-2
12 | 26 | 12 83| 15| o 2 19224120008315-2
12 | 26 | 12 83|20 | o 2 19224120008320-2
12 | 26 | 12 83|30 | o 2 19224120008330-2
14 | 26 | 14 | 83 ° 2 9224140008300-2
16 | 32 | 16 92 ° 2 19224160009200-2
16 | 32 | 16 92|15 | o 2 19224160009215-2
16 | 32 | 16 92120 | o 2 19224160009220-2
16 | 32 | 16 92130 | o 2 19224160009230-2
16 | 32 | 16 92|40 | o 2 19224160009240-2
18 | 32 | 18 | 92 ° 2 [9224180009200-2
20 | 38 | 20 | 104 ° 2 19224200010400-2
20 | 38 | 20 |104| 3.0 | o 2 19224200010430-2
20 | 38 | 20 |104] 40 | o 2 19224200010440-2
20 | 38 | 20 |104| 50 | o 2 19224200010450-2

® B Hanuumm / In stock

O W3roToeneHwue no 3anpocy / Produced to order only



END MILLS - SOLID CARBIDE CUTTING TOOLS . umt

PekomeHgyeMble pexkMbl pe3aHus ansa gpes 9223, 9224 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9223, 9224 - Shoulder milling

CkopocTb
; pesaHusi
O6pabaTbiBaeMbilt MaTepuan ApI . d1- AMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
. - Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ?3- 6 26 - 28 28-210 | @10-014 | @14- 216 | D16- 320
Yrnepoguctble,
JlerupoBaHHble cTany,
TBepAocTbio < 25 HRC <1.5d1 | <0.2d1 | 90-100 0.01-0.03 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 0.07-0.14
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCcTpyMeHTanbHbIE CTanu,
TBeppocTbio 25-45 HRC <1.5d1 | <0.2d1 40-60 0.01-0.02 | 0.025-0.05 |0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Alloy steel and Tool steel
25-45 HRC

Hep)KaBemu.wle CTanm

Stainless steel <1.5d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

Cepbiih yyryH GG

Cast iron GG
BbicokonpoyHbin yyryH GGG
Nodular cast iron GGG

<15d1 | <0.2d1 = 90-110 0.01-0.03 | 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 | 0.07-0.14

<15d1 | <0.1d1 | 80-100 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

TuTaHoBbIE CMTaBbI

Titanium alloy <15d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

[ins BeIcOKonernpoBaHHbIx ctaneit (>12% Cr), HepxkaBetoLmx CTaneil ! TUTaHOBbIX CMJ1aBoB,
CKOPOCTb pe3aHus [oMmkHa 6biTb yMeHbLueHa Ha 20-30% npu ncnonbi3oBaHny aMynbCun
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

PekomeHayeMble pexkMbl pe3anus gns gpes 9223, 9224 - 0bpaboTtka nasos
Recommended cutting conditions for end mills 9223, 9224 - Slotting

CkopocTb
o pesaHna
ObpabaTtbiBaeMbilt MaTepuan Ap Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap @3- 06 26-08 | @8-210 | @10-214 | @14- 216 | @16- 220
Yrnepoguctble,
nerVIpOBaHHbIE cTanm,
TBEpAoCTbIo < 25 HRC <1d1 70-80 = 0.008-0.02 | 0.018-004 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMeHTaﬂbele cTanu,
TBEpAOCTbI0 25-45 HRC <1d1 30-50 | 0.006-0.018 | 0.015-0.03 | 0.02-004 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
HMREER O Gl <0.5d1 4050  0006-0.02 | 0015003 | 002-004 | 002005 | 0025006 | 0.03-0.07
Stainless steel
Cepeiit 4yryn GG <1d1 90-110  001-0.025 | 0.02-005 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.0350.11
Cast iron GG
Beicokonpourbid yyryk GGG <1d1 80-100 001002 | 002004 | 002006 | 0026-0.07 | 0.027-0.07 | 0.03-0.10
Nodular cast iron GGG
UL G <0.5d1 4050 | 0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 001-005 | 0.015-0.06 | 0.015-0.08
Titanium alloy

[ns BbicOKONErvpoBaHHbIX ctaneil (>12% Cr), HepXKaBetoLLMX CTaneil 1 TUTaHOBbIX CMNaBoB,
CKOPOCTb pe3aHus fomkHa 6biTb yMeHblueHa Ha 20-30% npy MCnosibi3oBaHUM 3MYJIbCUM
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9324 2-4
YanvHeHHble KoHLUeBble (pe3sbl
Long end mills

Dd,
@d

v 1 oo | 1o
6 24 6 75 e |9324060007500-2
8 30 8 75 e |9324080007500-2
10 36 10 100 e |9324100010000-2
12 45 12 100 e |9324120010000-2
16 50 16 115 ® |9324160011500-2
20 55 20 120 ® |9324200012000-2
® B Hanuuum / In stock
PekoMeHayeMble pexuMbl pe3aHus ana dpes 9324 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9324 - Shoulder milling
CkopocTb
. pesaHust
O6pabartbiBaeMblii MaTepuan Ap[ ) d1 - gnaMeTp MHCTpyMeHTa MM fz - nogaya Ha 3y6 MM
. - Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae 6 8 @10 @12 16 220
Yrnepoguctble,
JlernpoBaHHble cTanu,
TBepaocTbio < 25 HRC <2.5d1 | <0.05d1 0.03-0.04 0.05-0.06 0.06-0.07 0.07-0.08 0.08-0.09 0.09-0.10

Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHble,
MHCcTpyMeHTanbHble cTanm,
TBepaocTbio 25-45 HRC <2d1 | <0.05d1
Alloy steel and Tool steel
25-45 HRC

HeprkaBetoLume ctanu
Stainless steel

0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.07 0.07-0.08 | 0.08-0.09

<2d1 | <0.02d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08

Cepoiit yyryH GG

Cast iron GG
BbicokonpouHbif yyryH GGG
Nodular cast iron GGG

<2.5d1 | <0.05d1 0.03-0.04 | 005006 | 0.06-007 | 0.07-0.08 0.08-0.09 | 0.09-0.10

<2.5d1 | <0.05d1 0.03-0.04 | 0.05-0.06 0.06-0.07 | 0.07-0.08 0.08-0.09 | 0.09-0.10

TuTaHoBbIe crinaBbl

Titanium alloy <2d1 | <0.02d1

0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08

[ns BbIcOKONErMpoBaHHbIX ctaneil (>12% Cr), HepXKaBetoLLMX CTaneil 1 TUTaHOBbIX CMIaBoB,
CKOPOCTb pe3aHus A0/mkHa BbiTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHWM 3MY ke
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
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//
UMT 9243 Z2-3 NEW @

KOHLI,EBbIe que3b| C NePeMEHHbLIM YTJI0M HAKJI0HA BUHTOBON

3 X450
KaHaBKMW, HEPaBHOMEPHLIM PacnosioXeHneM 3ybbes 1 I/_
3aHVXEHHON LLENKON

End mills with different helix angles, irregular teeth and
relieved neck

@d2

6 13 21 5.5 6 57 °

8 19 27 7.5 8 63
10 22 32 95 | 10 72
12 26 38 | 115 | 12 83
14 26 38 135 | 14 83
16 32 44 | 155 | 16 92
18 32 44 | 175 | 18 92
20 38 54 1195 | 20 |104

9243060005700-2
9243080006300-2
9243100007200-2
9243120008300-2
9243140008300-2
9243160009200-2
9243180008200-2
9243200010400-2

[ BECRK RieRK NY B J

® B Hannumn / In stock
O WsrotoBneHne no 3anpocy / Produced to order only

PekoMeHyeMble pexxuMsl pesaHus ans dpes 9243 - 06paboTtka ycTynos 1 nasos
Recommended cutting conditions for end mills 9243 - Shoulder milling and slotting

CkopocTb pesaHus CkopocTb pesaHus
Cutting speed Cutting speed
O6pabaTbiBaeMblit MaTEpUan d1- gmameTp nHcTpyMeHTa MM fz - mopaya Ha 3y6 MM
Work material Ap Vc Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) AP (m/min)
Ae

Ap Ae o6 | @8 | @10 | @12 | @14 | @16 | @18 | @20

Yrnepogucrble,
NervpoBaHHbIe CTanm
TBepaocTbio < 25 HRC <1.5d1| <0.5d1
Carbon steel and

Alloy steel < 25 HRC
JlervpoBaHHbIe, MHCTPY-
MeHTasIbHble CTaM,
TBepaocTbio 25-45 HRC <1.5d1| <0.4d1
Alloy steel and Tool steel
25-45 HRC
HepxxasetoLye ctanm
Stainless steel

Cepbiit 4yryH GG
Cast iron GG <1.5d1| <0.5d1

BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG

T.VITaI.-IOBbIe cnnasbl <15d1| <0.4d1
Titanium alloy max 12mm

0.029|0.049| 0.061 | 0.074 |0.086| 0.10 | 0.103| 0.107

0.022|0.036 | 0.045 | 0.055 | 0.063| 0.074 | 0.077| 0.08

<1.5d1| <0.3d1 0.019|0.032| 0.04 | 0.048 |0.056| 0.064 | 0.066 | 0.069

0.029|0.049 | 0.061 | 0.074 |0.086 | 0.10 | 0.103| 0.107

<1.5d1| <0.4d1 0.022]0.036 | 0.045 | 0.055 |0.063| 0.074 | 0.077 | 0.08

0.019|0.032 | 0.04 | 0.048 | 0.056 | 0.064 | 0.066 | 0.069

1. BollenpueeaeHHbIe PeXXMbl yKasaHbl /151 KECTKOI TEXHOMIOMMYECKON CUCTEMBI

2. [ina sbicokonernposaHHbix cTanei (>12% Cr) n HepxaBetoLmx cTanel, CKopoCTb pe3aHus o/KHa BbiTh yMeHbLueHa Ha 20-30% npy 1CroNbi30BaHUM 3MYNbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9244 Z-4 o ﬂ(ﬂ: @
u 42°
KoHueBble thpesbl C NepeMeHHbIM YoM HaK/I0Ha BUHTOBOW =
KaHaBKM 11 HePaBHOMEPHbIM PaCcrosoKEHNEM 3YObeB @ | |§m’
End mills with different helix angles and irregular teeth
L
L
AN Type 1 3| 8| 6| 5/| e | 1 |9244030005700-2
SIS s 4 | 11| 6| 57| e | 1 |9244040005700-2
Y 5 | 13| 6| 57| e | 1 |9244050005700-2
) 6 | 13| 6| 5/| e | 2 |9244060005700-2
8 | 19| 8| 63| e | 2 |9244080006300-2
Li 10 | 22 | 10 | 72| e | 2 |9244100007200-2
12 | 26 | 12 | 83| e | 2 |9244120008300-2
= N ¢ = Type2 14 | 26 | 14 | 83 | e | 2 |9244140008300-2
S S| 16 | 32 | 16 | 92| e | 2 |9244160009200-2
- 18 | 32 | 18 | 92| e | 2 |9244180009200-2
o 20 | 38 | 20 | 104 | e | 2 |9244200010400-2

® B Hanunumu / In stock

PekomeHayemble pexmmbl pesanus ans dpes 9244 - 0bpabotka ycrynos / Recommended cutting conditions for end mills 9244 - Shoulder milling

CkopocTb
O6pabaTbiBaeMbl MaTepuan API pesaHus d1 - oMameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material I Cutting speed d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae 23-6 26 -8 @8-210 | ©10-014 | 14-216 | &16- 20

Yrnepogucrtole,

JlernpoBaHHbIe cTanu,

TBepaocTbio < 25 HRC <2d1 [<0.4d1  120-150 0.015-0.05 | 0.03-0.07 0.04-0.09 | 0.045-0.10 | 0.06-0.12 0.07-0.16

Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHble,
MHCTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC <2d1 [<0.3d1 60-80 0.012-0.04 | 0.025-0.06 |0.035-0.075| 0.04-0.08 | 0.045-0.09 | 0.055-0.11
Alloy steel and Tool steel
25-45 HRC

Hepxxasetowye ctanu
Stainless steel

Cepoiit yyryH GG

Cast iron GG
BeicokonpouHbiit 4yryH GGG
Nodular cast iron GGG
TuTtaHoBble Crnasbl

Titanium alloy

<1.5d1 | <0.3d1 70-80 0.012-0.04 | 0.025-0.06 | 0.035-0.07 | 0.04-0.08 | 0.045-0.09 | 0.055-0.11

<2d1 [<0.4d1| 130-160 0.025-0.07 | 0.045-0.10 | 0.06-0.13 | 0.07-0.15 0.08-0.18 | 0.10-0.20

<2d1 |<0.3d1| 100-120 0.021-0.06 | 0.038-0.09 | 0.05-0.11 | 0.06-0.13 0.07-0.15 | 0.08-0.18

<1.5d1 | <0.2d1 30-50 0.015-0.04 | 0.03-0.06 0.04-0.09 | 0.045-0.10 | 0.06-0.12 | 0.07-0.16

PexoMeHpyeMble pexiMbl pe3anus as thpes 9244 - 06paboTka nasos / Recommended cutting conditions for end mills 9244 - Slotting

CkopocTb
O6pabaTbiBaeMblit MaTepUan A pesaHusi d1 - oMamMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material P Cutting speed d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap @3-06 | 26-08 | @8-010 | ©10-014 | @14-016 | @16- 220
Yrnepoguctble,
”EI’MPOBaHHbIe CcTanu,
TBEpAOCTHI0 < 25 HRC <1d1 100-130 0008003 | 0.017-004 | 0.02-005 | 0025006 | 003007 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHCcTpyMeHTanbHbIe cTany,
TBeppocTbio 25-45 HRC <0.7d1 50-70 0.006-0.02 | 0015003 | 002004 | 002:005 | 0.025006 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
;';ﬁ’:fssseft‘:;e”a“” <0.7d1 50-70 0.006-0.02 | 0.015-003 | 0.02-004 | 0.02-005 | 0.025-0.06 | 0.03-0.07
EZE::?O:YEEH £l <1d1 120-140 = 001-004 | 002005 | 0.025-0.07 | 0.03-007 | 0.035-0.08 | 0.035-0.11
E“;'ggl';‘i”cgz‘t"fr‘z'; s GGG <di 90-110 | 001003 | 002-004 | 002006 | 0.026-007 | 0.027-0.07 | 0.03-0.10
mzi?ﬁ"jlgc”“"' <0.3d1 2040  0003-0.015| 0.005-0.04 | 0.008-0.04 | 0.01-005 | 0.015-0.06 | 0.015-0.08
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DIN [IZI//A
6527L IR oo

‘ D R0.2:0.3|

UMT 9544 Z2=4

KoHueBble dhpesbl ¢ nepeMeHHbIM

Yr/IOM HaK/10Ha BUHTOBOW KaHABKM U
HEepPaBHOMEPHLIM PacnooXeHneM 3ybbeB

Ans TpyaHoobpabaTbiBaEMbIX MaTEPMASIOB L
End mills with different helix angles and L1
irregular teeth for difficult to cut materials
SO AN - s
Q.

6 13 6 57 °

9544060005700-2

6 13 6 57 | 05 9544060005705-2
6 13 6 57 1 10 9544060005710-2
8 19 8 63 9544080006300-2
8 19 8 63 | 05 9544080006305-2

8 g 8 63 | 10
10 | 22 | 10 72
10 | 22 | 10 72 | 05
10 | 22 | 10 72 1 10
10 | 22 | 10 72 1 20
12 | 26 | 12 83
12 | 26 | 12 83 | 05
12 | 26 | 12 83 | 10
12 | 26 | 12 83 | 20
16 | 32 | 16 92
16 | 32 | 16 92 | 10
16 | 32 | 16 92 | 20
16 | 32 | 16 92 | 30

9544080006310-2
9544100007200-2
9544100007205-2
9544100007210-2
9544100007220-2
9544120008300-2
9544120008305-2
9544120008310-2
9544120008320-2
9544160009200-2
9544160009210-2
9544160009220-2
9544160009230-2

O|0|0|®@O|O|O|@|O|O|O|@|O|O|O|@®@|O|OC|@®@|O|O

20 | 38 | 20 | 104 9544200010400-2
20 | 38 | 20 | 104 | 10 9544200010410-2
20 | 38 | 20 | 104 | 20 9544200010420-2
20 | 38 | 20 | 104 | 3.0 9544200010430-2

® B Hannumm / In stock
O UsroToeneHue no 3anpocy / Produced to order only

PekomeHayeMble pexkuMbl pesaHust ans dpes 9544 - 0bpaboTka ycTynoB 1 na3os
Recommended cutting conditions for end mills 9544 - Shoulder milling and slotting

CkopocTb pesaHus CkopocTb pesaHus
. Cutting speed Cutting speed
ObpabaTbiBaeMbli MaTepuan d1 - AMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 26 8 @10 12 16 @20
Yrnepoguctble,
JlervpoBaHHble cTanu, <1d1
TBEpaocTbio < 25 HRC <2d1 [<0.4d1 max 12mm 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
WHCTpyMeHTambHbIE CTanM,
TBepAOCTbI0 25-45 HRC <2d1 |<03d1 m;?zgr;m %%2355 %%255 0.05-0.06|0.06-0.07|0.07-0.08| 0.08-0.09
Alloy steel and Tool steel ' ’
25-45 HRC
Hepxxasetowyve ctanu 0.025- 0.035- 0.055- 0.06- 0.065-
Stainless steel sl Uk <05d1 0035 | 0055 | 006 | 0065 | o007 |%07008
TuTaHoBbIe CraBkl 0.015- | 0.045- 0.06- | 0.065-
" <1.5d1(<0.2d1 <0.5d1 0.035 0055 0.05-0.06 0.065 0.07 0.07-0.08
T
T <15d1<0.1d1 <0.3d1 0012 | 0015 | 0019 | 0025 | 0034 | 0042
)Hg‘i"rzzi"s‘;::te;lg’;“b' <1.5d1|0.05d1 <0.3d1 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1. BbiwwenpuBeAeHHbIE PEXIUMBI YKa3aHbl ANs )KECTKON TEXHONOrNYECKol cUcTeMbl

2. [Ins BbicoKonernpoBaqHbix cTanet (>12% Cr), HepxaBetoLLMX CTaseil M TUTAHOBbIX CMJIaBOB, CKOPOCTb Pe3aHist 40JKHa 6biTb yMeHblueHa Ha 20-30% npy UCMoNbI30BaHNM 3MY IHCHM
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion



[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9554 Z2=4 m-’ 30°
KoHueBble thpe3bl C NEPEMEHHbBIM YT /IOM

HaK/I0Ha BUHTOBOW KaHaBKM, HEPaBHOMEpPHBIM @ | !/i “ !RS““'S
pacnofioeHneM 3ybbeB, KOPOTKON PeXxyLLEeN

4acTbH U 3aHVKXEHHOW LLENKOWN ANs L
TpyaHoobpabaTbiBaeMbIX MaTeEpManos L2
End mills with different helix angles, L1
irregular teeth, short cutting length and
relieved neck for difficult to cut materials 3 S 1 1 1 s
< 8
s
nano

Stock | ART No
9554060007500-2

©
N
>
a1
[ee]
(o2}
~
&
[

9554060007505-2

9554060007510-2

9554080007500-2

9554080007505-2

9554080007510-2

9554100010000-2

9554100010005-2

10 | 15 | 42 9.7 | 10 | 100 1:0 9554100010010-2

10 | 15 | 42 87| 10 100 | 20 9554100010020-2

12 | 18 | 50 | 117 | 12 | 100 9554120010000-2

12 | 18 | 50 | 117 | 12 | 100 | 0.5 9554120010005-2

12 | 18 | 50 |117| 12 | 100 | 1.0 9554120010010-2

12 | 18 | 50 |117| 12 | 100 | 2.0 9554120010020-2

16 | 24 | 65 | 155 | 16 | 115 9554160011500-2

16 | 24 | 65 |155| 16 | 115 | 1.0 9554160011510-2

16 | 24 | 65 |155| 16 | 115 | 20 9554160011520-2

16 | 24 | 65 |155| 16 | 115 | 3.0 9554160011530-2

20 | 30 | 82 195 | 20 | 140 9554200014000-2

20 | 30 | 82 | 185 20 | 140 | 10 9554200014010-2

20 | 30 | 82 [185)| 20 | 140 | 20 9554200014020-2

O|0|0O|l®@e|O(O|O|@®@|O|O|C|®@O|O|O|®@|O|OC|®@|O|O

20 | 30 | 82 | 195 | 20 | 140 | 30 9554200014030-2

® B Hanmumm / In stock
O WaroToBneHwue no 3anpocy / Produced to order only

PekoMeHayeMble pexxMbl pe3aHns ans dpe3 9554 - 06paboTtka ycTynos 1 na3os
Recommended cutting conditions for end mills 9554 - Shoulder milling and slotting

CKopocTb pesaHusi CkopocCTb pesaHus
. Cutting speed Cutting speed
ObpabaTbiBaeMblil MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 6 @8 @10 @12 16 @20
Yrnepoguctble,
JlervpoBaHHble cTanu, <dy
TBepaocTbio < 25 HRC <1d1 [<0.4d1 max 12mm 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
MHCTpyMeHTambHbIE CTanu,
TBepAOCTHI0 25-45 HRC Ad1 |<0.3d1 m;ff;r;m %%2355 %%éz 0.05-0.06 |0.06-0.07|0.07-0.08| 0.08-0.09
Alloy steel and Tool steel ' ’
25-45 HRC
Hepxasetole ctanu 0.025- | 0.035- | 0.055- 0.06- 0.065-
Stainless steel A <02 0o 0035 | 0055 | 006 | 0065 | o7 |*07008
TuTtaHoBble CrifiaBbl 0.015- | 0.045- 0.06- 0.065-
Treniumaloy <1d1 [<0.2d1 <0.5d1 0035 0.055 0.05-0.06 0.065 007 0.07-0.08
T
T <1dt [<0.1d1 <0.3d1 0012 | 0015 | 0019 | 0025 | 0034 | 0042
)Hg'i"rzzi"s‘;::'team’;”"' <1d1 |<0.05d1 <0.3d1 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1. BbilwenpuBefeHHbIE PEXIUMBI YKa3aHbl ANs )KECTKON TEXHONOrNYECKOl CUCTEMBI

2. [ins BbicokonernposaqHbix cTanet (>12% Cr), HepxxaBetoLLVX CTaseil M TUTaHOBbIX CMJIaBOB, CKOPOCTb Pe3aHnst 0JHKkHa 6biTb yMeHblueHa Ha 20-30% npy UCMoNbI30BaHNM 3MYILCUN
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
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7
- DIN IpZ4 :
UMT 97442=4 NEW i !E

BbicokonponssoguTenbHble KOHLEBbIE (hpe3bl C - —
NepeMeHHbIM YTJIOM HaK0Ha BUHTOBOI KaHABKM u
1 HepaBHOMEPHbLIM PacnosioXKeHeM 3yObeB ans
TpyAHoobpabaTbiBaeMbIX MaTepPNanoB

HPC Roughing end mills with different helix L

angles and irregular teeth for difficult to cut
materials

sl 11 v | 1 o
6 13 6 57 e | 9744060005700-2
8 19 8 63 e |9744080006300-2
10 22 10 72 e |9744100007200-2
12 26 12 83 e |9744120008300-2
16 32 16 92 e |9744160009200-2
20 38 20 104 e |9744200010400-2
® B Hannuum / In stock
PekoMeHayeMble pexuMbl pesaHns ans tpes 9744 - 06paboTka ycTynos v na3os
Recommended cutting conditions for end mills 9744 - Shoulder milling and slotting
CkopocTb pesaHus CkopocTb pe3aHus
. Cutting speed Cutting speed
O6pabaTbiBaeMblit MaTepuan d1- puaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 6 8 @10 @12 716 @20
Yrnepoguctole,
nerMpOBaHHble CTanu, <1d1
TBeppocTbio < 25 HRC <1.8d1[<0.4d1 0.034 0.044 0.052 0.054 0.064 0.075
max 12mm
Carbon steel and
Alloy steel < 25 HRC
JNernpoBaHHbie,
WNHCTpyMeHTanbHbIe CTanu, «07d1
TBepaocTbio 25-45 HRC <1.8d1(<0.3d1 . 0.022 0.028 0.034 0.04 0.052 0.064
max 12mm
Alloy steel and Tool steel
25-45 HRC
;'tfi‘l’:fg::ftf;e cram <1.8d140.25d1 <0.5d1 002 | 0025 | 0028 | 0032 | 0038 | 005
Iﬁ;ﬁ:ﬁ;‘ﬁlxmm" <1.8d1[<0.3d1 ma;11d21mm 0025 | 0034 | 004 | 005 | 0065 | 0074
TuTaH <0.8d1
Titanium <1.8d1/<0.3d1 max 12mm 0.025 0.034 0.04 0.05 0.065 0.074
SIS DG <1.8d1|<0.15d1 <0.3d1 002 | 0025 | 0028 | 0032 | 0038 | 005
Heat resistant alloy

1. BuiwenpuBeaeHHble PeXWMBI YKa3aHbl A7151 KECTKOW TEXHONOMMYECKON CUCTEMbI

2. [Ins BbicokonernposaxHbix cTanelt (>12% Cr), HepxaBeloLLmx CTaneil u TUTaHOBLIX CMIABOB, CKOPOCTb Pe3aHms [OMKHa BbiITb yMeHbLueHa Ha 20-30% npu MCronbi3oBaHInK 3MyNbCAN
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

UMT 9545 Z-5 m;’ @
BblCOKOI'IpOVI3BO,EI,VITEﬂbeIe KOHLEBbIE [bpe3bl C =

DIN 6535/ | DIN 6535 R
HEePaBHOMEPHbLIM PacnoioXXeHNEM 3Y6bEB an4 Form HA | | Form HB ‘ | l/_
ANHaMNYECKOro que3GDOBaHI/Iﬂ HEPXXaBEKLLNX — —3

cTanemn n TpyaHoobpabaTbiBaeMbIX MaTep1anos
HPC end mills with irregular teeth for stainless L
steel and difficult to cut materials -ﬁ.

——————— - Type 1
Q.

L1

d1
od

@d1
|
|
[
I
[
|
[
|
[
I
\

Type 2

od

di(hio) L1 |dhe) Re002)| Type ARTHo
Shank Style DIN 6535 HA Shank Style DIN 6535 HB
9545030005702-2 9545030005702-2-HB
4 6 1 ® | 9545040005702-2 | o | 9545040005702-2-HB
5 13 6 57 0.3 1 ® | 9545050005703-2 | o | 9545050005703-2-HB
6 | 13 6 57 1 03| 2 e | 9545060005703-2 | o | 9545060005703-2-HB
8 | 19 8 63 1 04| 2 e | 9545080006304-2 | o | 9545080006304-2-HB
10 | 22 | 10 72 | 05| 2 o | 9545100007205-2 | e |9545100007205-2-HB
12 | 26 | 12 83| 05| 2 o | 9545120008305-2 | e |9545120008305-2-HB
16 | 32 | 16 92 | 05| 2 o | 9545160009205-2 | e | 9545160009205-2-HB
20 | 38 | 20 |104 | 05| 2 o |9545200010405-2 | e |9545200010405-2-HB
® B Hannumn / In stock
O W3roToeneHwue no 3anpocy / Produced to order only
PekoMeHayeMble pexkuMbl pesaHust ans dpes 9545 - 0bpaboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9545 - Shoulder milling and slotting
CKopocTb pesaHust CkopocTb pesaHus
. Cutting speed Cutting speed
O6pabatbiBaeMmblii MaTepuan d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 3 @4 | @5 | o6 | @8 | @10 | @12 | @16 | @20
YrnepogucTble,
JlerupoBaHHble cTanu, <1d1

TBepaocTbio < 25 HRC <1.5d1 0.012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 | 0.074 | 0.087 | 0.095
Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHble,
WNHCTpyMeHTanbHbIe CTanu,
TBepaocTbio 25-45 HRC <1.5d1

Alloy steel and Tool steel

max 12mm

0.01 [0.015|0.018 | 0.022 | 0.036 | 0.045 | 0.055 | 0.067 | 0.075

25.45 HRC

ACEE BRG] <1.5d1 0008 | 001 | 0014 |0.017 | 0.03 | 0.037 | 0.043 | 0.05 |0.058
Stainless steel

VTR SIS <1d1 0.009 | 0.011 | 0.015 | 0.019 | 0.032 | 0.04 |0.048 | 0.056 | 0.064
Titanium alloy

Turan 1d 0.007 | 0.009 | 0.013 | 0.016 | 0.025 | 0.034 | 0.04 |0.046 | 0.052
Titanium <1ld1l . . . . . . . . .
LETATIRFESEIE || g 0.006 |0.008 | 0.01 |0.012 | 0.02 | 0.024 | 0.028 | 0.034 | 0.04

Heat resistant alloy

1. BbiLenpuBeseHHbIE PEXUMbI YKa3aHb! 47151 JKECTKOM TEXHOJIOMMYECKOM CUCTEMbI

2. [ins BbicokonernposanHbix cTanen (>12% Cr) n Hepxaserowmx cTanei, CKOpoCTb pesaHmst Lo/KHa BbiTb yMeHblueHa Ha 20-30% npy 1cronbi3oBaHUM 3MybCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion
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/
i
45°
Emm
3ybbeB AN151 BbICOKOCKOPOCTHOM IE
MosTy4YMCTOBOW M YMCTOBOW 06paboTku

Long end mills with especially designed irregular teeth
for excellent high speed semi-finishing and finishing.

UMT 9226 Z=-6 NEW Geometry
KoHueBble hpesbl ¢ HepaBHOMEPHbLIM
pacnonoxeHnem 3ybbes Ans

\/
24
45°
R0Z03
BbICOKOCKOPOCTHOI NOY41CTOBON IE
1 YncToBo 06paboTku

End mills with especially designed irregular teeth for
excellent high speed semi-finishing and finishing.

UMT 9326 Z=6 NEW Geometry
YanvHeHHble KOHLEBbIE (pe3bl C
HepaBHOMEPHbLIM PacnosIoXKeHEM

L1 L1

Stock | ART No

6 13 6 57 ® 3226060005700-2 6 30 6 75 ® 3326060007500-2
8 i 8 63 ® |39226080006300-2 8 30 8 75 e 39326080007500-2
10 22 10 72 ® 39226100007200-2 10 40 10 | 100 ® 139326100010000-2
12 26 12 83 ® 39226120008300-2 12 45 12 | 100 ® 19326120010000-2
16 32 16 92 ® |5226160009200-2 16 55 16 115 ® 5326160011500-2
20 38 20 104 ® |39226200010400-2 20 65 20 | 120 ® 9326200012000-2

® B Hannumm / In stock ® B Hannumm / In stock

PekoMeHayeMble pexxnMbl pe3anus ansa dpes 9226, 9326 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9226, 9326 - Shoulder milling

ObpabaTbiBaeMblit MaTepran
Work material

CkopocTb pe3aHust - 9226
Cutting speed - 9226

CkopocTb pesaHus - 9326
Cutting speed - 9326

Ve
(m/min)

Ae

d1 - AMaMeTp MHCTPYMEHTa MM

fz - nogaya Ha 3y6 MM

Ap Ae

Yrnepoguctble,
JlerupoBaHHble cTany,
TBepAocTbio < 25 HRC
Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHbie,
MHCTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC
Alloy steel and Tool steel
25-45 HRC

HeprxasetoLme cranu
Stainless steel

<1.5d1 | <0.1d1

<1.5d1 |<0.05d1

<1.5d1 |<0.05d1

Cepbiit 4yryH GG

Cast iron GG
BoicokonpoyHbiii 4yyryH GGG
Nodular cast iron GGG

<1.5d1 | <0.1d1

<1.5d1 | <0.1d1

TuTaHoBbIE CNTaBbI
Titanium alloy

<1.5d1 |<0.05d1

Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min)
Ae
Ap Ae 6 8 @10 12 16 @20
0.05- 0.055- | 0.065- 0.075-
<2.5d1<0.05d1 0.03-0.04 | 0.04-0.05 0,055 0.065 0075 0,085
0.025- | 0.035- | 0.045-
<2d1 [<0.05d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
0.025- | 0.035- | 0.045-
<2d1 [<0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
0.05- 0.055- | 0.065- | 0.075-
<2.5d1<0.05d1 0.03-0.04|0.04-0.05 0.055 0.065 0075 0085
0.025- | 0.035- | 0.045-
<2.5d1<0.05d1 0035 0.045 0.05 0.05-0.06|0.06-0.07|0.07-0.08
0.025- | 0.035- | 0.045-
<2d1 <0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08

[ns BbicokonernposaHHbix cranet (>12% Cr), HepxkaBetoLwmx cTaneil 1 TUTaHOBbIX CM/1aBoB,
CKOPOCTb pe3aHis JomkHa 6biTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHU 3MYNbCUN
For high alloyed steel (>12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




Bumt

TBEPOOCMN/IABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

UMT 9060 2-6-10

KoHuesble dpesbl ans 0bpaboTku
3aKaneHHbIX MaTepuanoB
End mills for hardened materials

L1

Ddi

@d

6 13 6 57 6 °

9060060005700-1

8 | 19 8 63 6 e |5060080006300-1
10 | 22 | 10 72 6 e |5060100007200-1
12 | 26 | 12 83 8 e |9060120008300-1
16 | 32 | 16 92 | 10 e |95060160009200-1

® B Hannuum / In stock

PekoMeHayeMble pexkuMbl pesatust ana dpes 9060 - 0bpaboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9060 - Shoulder milling and slotting

CkopocTb
0O6pabaTbiBaeMblit MaTepUan Ap[ Ap EE?;:MH d1 - gMamMeTp MHCTPYMeHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae Ap 76 - 28 @8- 210 @10- 12 @12 - 516
Jawanensie cran 4> o0 MRC | <101 |<005d:|  <0.1ds 0020025 | 0025003 | 003004 | 003005
a?;';;gs:g'it;?’égfdeHoRgRC <id1 |<005d1|  <0.05d1 001002 | 002003 | 003004 | 003004
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UMT 9654 Z=4 %;*

Cchepuueckme thpesbl ¢ KOPOTKON PEXYLLEN YaCTbIo 1 : =
3aHVXKEHHOW LUENKOM AN1s 06paboTky 3aKaneHHbIX MaTepPUasoB |-\_5R—|
Ball nose end mills with short cutting length and ]

relieved neck for hardened materials

&~<{---F--——-—-—-- Type 1
o !
© Q/ o ©
S S St
L
L2
L1
3 S ****F *************** - 8| Type2

3 5 10 2.9 6 75| 15 ° 1

9654030007500-1
4 6 | 13 3.9 6 75| 20| e 1 |9654040007500-1
5 8 | 16 49 6 75| 25| e 1 [9654050007500-1
6 9 | 20 5.8 6 751 30| e 2 |9654060007500-1
8 | 12 | 25 7.8 8 | 100 | 40| e 2 19654080010000-1
10 | 15 | 32 97| 10 | 100 | 50 | e 2 |9654100010000-1
12 | 18 | 38 |117 ]| 12 [ 100 | 60 | e 2 19654120010000-1
® B Hanuuum / In stock
PekomeHayeMble pexkvMbl pesaHus ana dpes 9654
Recommended cutting conditions for end mills 9654
Ae CkopocTtb
y pesaHus
ObpabaTbiBaeMblil MaTepuan Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae a3 4 a5 76 @8 @10 @12

3akanenble ctanu 45-55 HRC
Hardened steel 45-55 HRC
3akanenble ctanu 55-60 HRC
Hardened steel 55-60 HRC

<0.02d1 | <0.03d1 [e[eBAss] 0.04 0.048 0.05 0.054 0.057 0.057 0.059

<0.015d1 | <0.02d1 EETe[IREs) 0.038 0.045 0.046 0.052 0.056 0.056 0.058




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - KOHLEBBIE ®PE3bI

_ pIN 12
[@ UMT 9413 Z-3 e | B2 Y

KoHuesble dhpesbl gns

| | 06paboTkM antoMUHNS | |
End mills for aluminium

UMT 9412 Z=2 6'35'2'2
KoHueBble dpesbl ans

0bpaboTku antoMnHKA

End mills for aluminium

EE

D di

|

i

i

i

i

i
@d
@ d1
2

|

i

i

i

i

i
@d

HM HM
3 7 3 38 e [9412030003800-0 3 7 3 38 e |9413030003800-0
4 8 4 50 e [9412040005000-0 4 8 4 50 ® |9413040005000-0
5 10 5 50 e [9412050005000-0 5 10 5 50 e |9413050005000-0
6 10 6 57 e |9412060005700-0 6 10 6 57 e |9413060005700-0
8 16 8 63 e [9412080006300-0 8 16 8 63 ® |9413080006300-0
10 19 10 72 e [9412100007200-0 10 19 10 72 e |9413100007200-0
12 22 12 83 e [9412120008300-0 10 19 10 72| 05 o |9413100007205-0
14 22 14 83 e [9412140008300-0 10 19 10 72| 1.0 o [9413100007210-0
16 26 16 92 ® [9412160009200-0 12 22 12 83 e |9413120008300-0
18 26 18 92 ® |9412180009200-0 12 22 12 83| 0.5 o |9413120008305-0
20 32 20 104 e 9412200010400-0 12 22 12 83| 1.0 o [9413120008310-0
® B Hanuum / In stock 14 | 22 14 83 e |9413140008300-0
16 26 16 92 e |9413160009200-0
16 26 16 92 | 05 o 19413160009205-0
16 26 16 92 | 10 o 9413160009210-0
18 | 26 18 92 e |9413180009200-0
20 32 20 | 104 e |9413200010400-0
® B Hanuumm / In stock
O W3roToeneHwue no 3anpocy / Produced to order only
UMT 9512 Z=2 7
KoHueBble dpesbl ¢ paguycoMm — o

ansi 0bpaboTkM antoMUHMS

End mills with corner radius | !/i
for aluminium

@ d1
@d

4 8 4 50 0.3

® |39512040005003-0
6 | 12 6 | 57 | 05 e |9512060005705-0
8 | 16 8 | 63 | 05 e |9512080006305-0
8 | 16 8 | 63 | 10 ® |9512080006310-0
8 | 16 8 | 63 | 15 e |9512080006315-0
10 | 20 | 10 | 72 | 05 e |9512100007205-0
10 [ 20 | 10 | 72 | 10 e 19512100007210-0
10 | 20 | 10 | 72 | 15 e |9512100007215-0
12 | 24 | 12 | 83 | 10 e |9512120008310-0
12 | 24 | 12 | 83 | 15 ® |9512120008315-0
°

12 | 24 | 12 | 83 | 20

® B Hanuumu / In stock

9512120008320-0
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PekoMeHayeMble pexxuMbl pesaHus ans dpes 9412, 9413, 9512 - 06paboTka ycTynos

Recommended cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
ObpabaTbiBaeMbilt MaTepuan ADI Eeigﬁm d1- AMaMeTp MHCTPyMeHTa MM fz - nopaya Ha 3y6 MM
Work material — s;eedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap | Ae HM @3-26 | ©6-28 | 28-210 |210-212 |@12- 216 | @16 - 20
H 0,
ﬁﬂj"r’n“?r'fiz':nez‘ﬁ'gycgﬂ?; SiB% | 45¢1|<03d1 220230 005006 | 0.06-0.08 | 008011 | 0.11-0.14 | 0.140.18 | 0.18-0.20
’éié‘iﬁﬂ”rﬁ.i?i'ni%”lfé?" S>8% | 15d1|<03d1 180190 004006 | 006-0.07 | 0.07-0.10 | 010013 | 0.13-0.16 | 0.16-0.18
ggz;:f':”g\'/““b' <15d1|<03d1  140-155 004006 | 0.06-0.07 | 007-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18

PekomeHayeMble pexkMbl pe3anus gna gpes 9412, 9413, 9512 - O6paboTtka na3os
Recommended cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
. pesaHus
ObpabaTbiBaeMblit MaTepuan A Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material p speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM @3-206 | @6-28 | @8-210 |@10-@12 | @12- @16 | @16 - @20
(TR E CUIEERSTERD <Adi 180-190  002-004 | 004006 | 006008 | 0.080.11 | 0.11-0.13 | 0.13-0.16
Aluminium alloy Si<8%
Antomuiessie cnnassi Si>8% <1d1 160-170  0.02-0.04 | 0.04-006 | 006-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Cast aluminium Si>8%
P EEIE: <1d1 130-140  002-0.04 | 0.04-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Copper alloy

1. BulLLenprBeeHHbIE PEXUMBI YKa3aHbl sl XKECTKON TEXHONIOMMYECKOI CUCTEMBI
2. Npw Bpe3aHuu Mo, YrioM, PEKOMEHAYETCS CHU3KTb pexxuMbl pe3aHus Ha 30-60% oT ykasaHHbIX B Tabnvuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended

BbicokockopocTHbIe pexxuMbl pesaHus ans ¢pes 9412, 9413, 9512 - 06paboTtka ycTynos
High speed cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
ObpabaTbiBaeMblil MaTepuan ADI Eiisi:m d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material I speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM 3 -6 Z6-28 | ¥8-10 |P10-012 | D12 - 316 | 16 - @20
AniomutmeBble cnnassi Si<B% | ggq. | (03d;  360-400  0.04-0.055 | 0055008 | 0.08-011 | 0.11-0.13 | 0.13-0.18 | 0.18-020
Aluminium alloy Si<8%
Antomumesble cnnassi S>8% | g4, | (034, 330-350  0.035-0.045| 0045007 | 0.07-010 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17
Cast aluminium Si>8%
gg;;:f‘:l lg:/”asb' <08d1|<03d1  260-280  0.0350.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

BbicokockopocTHble pexxuMbl pesaHus ans pes 9412, 9413, 9512 - O6paboTka nasos
High speed cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
> pesaHus
ObpabaTbiBaeMblil MaTepran A Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material p speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM @3-06 | @6-28 | @8-@10 |@10- 212 |@12- 216 | @16 - @520
ST Ll 2 <05d1 360-380  0.02-0.04 | 0.04-006 | 0.06-0.07 | 0.07-008 | 0.08-0.11 |0.11-0.125
Aluminium alloy Si<8%
Antomurvessie cnnassi Si>8% <0.5d1 290-300  0.02-0.04 | 0.04-005 | 0.05-0.06 | 0.06-0.07 | 0.07-0.09 | 0.09-0.11
Cast aluminium Si>8%
Lzziiizie € ke <0.5d1 210230 002004 | 004005 | 005006 | 0.06-007 | 0.07-0.09 | 0.09-0.11
Copper alloy

1. BbllenprBeaeHHbIe PeXXUMBI YKasaHbl [1151 XKXECTKO TEXHONOTMYECKON CUCTEMBI
2. [pun BpesaHuu Nog, yrnom, pekoMeHyeTcst CHU3UTb pexxuMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnumuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended




Bumt

TBEPOOCMN/IABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

UMT 9422 2-2

Y ANVHeHHblE KOHLIEBbIE (hpe3bl
Anst 06paboTKM aNloMUHKA
Long end mills for aluminium

L1

I SSSYY -3
HM

3 18 3 60 e |9422030006000-0

4 24 4 60 e |9422040006000-0

5 26 5 75 e |9422050007500-0

6 30 6 75 ® |9422060007500-0

8 30 8 75 e |9422080007500-0

10 40 10 100 e |9422100010000-0

12 45 12 100 e |9422120010000-0

16 45 16 100 e |9422160010000-0

® B Hanuumu / In stock

UMT 9423 2=3

YannHeHHble KOHLUEBbIE pe3bl
Ansi 06paboTKM aIlOMUHNA
Long end mills for aluminium

45°

1 el

S

HM
I N B T e
3 18 3 60 e |9423030006000-0
4 24 4 60 e |9423040006000-0
5 26 5 75 e |9423050007500-0
6 30 6 75 e 9423060007500-0
8 30 8 75 e |9423080007500-0
10 40 10 100 e |9423100010000-0
12 45 12 100 e |9423120010000-0
16 45 16 100 ® |9423160010000-0

® B Hanuumu / In stock

PekoMeHayeMble pexxuMbl pesaHus ansa dpes 9422, 9423 - ObpaboTtka ycTynos
Recommended cutting conditions for end mills 9422, 9423 - Shoulder milling

CkopocTb
o pesaHus
06pabartbiBaeMblii MaTepuan API Cuttin d1 - pMameTp UHCTpYyMeHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM @3- 06 26 -8 28-210 | @10-212 | @12-216
ARiOMMHUERCIE EMNARKLS <8BS ) 5 01 5 IRE e 0.03-0.05 006-008 | 00850.10 | 0100.125 | 0.125:0.15
Aluminium alloy Si<8%
Antomutmesble cnnasel S>8% | 4 oy, | 0154, 140-150 0.025-0.05 | 0.06-0.08 008-0.10 | 0100125 | 0.1250.15
Cast aluminium Si>8%
Lazuslste Gy <15d1 |<0.15d1  90-100 0025-005 | 0.06-0.08 0.08-0.09 0.09-0.12 0.12-0.15
Copper alloy




END MILLS - SOLID CARBIDE CUTTING TOOLS . umt

@ d1

UMT 9453 2=3 m;*
KoHueBble dhpesbl C KOPOTKOW PEXYLLEN YaCTbH 1 =
3aHVXEHHOM LLEiKoit 415 06paboTKM anoMUHKS @ | !/i Iﬁs
End mills with short cutting length and
relieved neck for aluminium
. HM
- T P O P e
L1 6 | 10 | 26 | 56| 6| 75 e 9453060007500
6 | 10 | 26 | 56| 6| 75| 05 | o |9453060007505-0
- 6 | 10| 26| 56| 6| 75| 10 | o [9453060007510-0
1A O Gl ] s 8 12 [ 34| 74| 8] 75 e [9453080007500-0
s 8| 12 | 34| 74| 8| 75| 05| o [9453080007505-0
¢ S| 8| 12 [ 34| 74| 8| 75| 10 | o [9453080007510-0
10 | 15 | 42 | 94| 10 | 100 e 9453100010000-0
10 | 15 | 42 | 94| 10 | 100| 05 | o |9453100010005-0
10 | 15 | 42 | 94| 10 [ 100| 1.0 | o |9453100010010-0
10 | 15 | 42 | 94| 10 | 100| 20 | o |9453100010020-0
12 | 18 | 50 | 114 | 12 | 100 e [9453120010000-0
12 | 18 | 50 [114] 12 [ 100| 05 | o |9453120010005-0
12 | 18 | 50 [114| 12 | 100| 10 | o |9453120010010-0
12 | 18 | 50 [114] 12 | 100| 20 | o |9453120010020-0
16 | 24 | 65 | 152 | 16 | 115 e 9453160011500-0
16 | 24 | 65 [152 | 16 | 115| 1.0 | o |9453160011510-0
16 | 24 | 65 [152 | 16 | 115| 20 | o |9453160011520-0
16 | 24 | 65 [152 | 16 | 115| 30 | o |9453160011530-0
20 | 30 | 82 | 180 20 | 150 e 9453200015000-0
20 | 30 | 82 [180] 20 | 150 | 1.0 | o [9453200015010-0
20 | 30 | 82 [180] 20 [ 150 | 20 | o [9453200015020-0
20 | 30 | 82 | 180 20 | 150 | 30 | o |9453200015030-0

® B Hanuuum / In stock
O WaroToenenwe no 3anpocy / Produced to order only

PekoMenayeMble pexxuMbl pe3anus ansa dpes 9453 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9453 - Shoulder milling

CkopocTb pe3aHus BbICOKOCKOPOCTHBIN pexum

Cutting speed i i
ObpabaTbiBaeMblil MaTepran g 5> lgr gt Cuiiing d1- AMaMeTp MHCTPyMEHTa MM fz - nogaya Ha 3y6 Mm

Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) N (m/min)
Ae e

Ap | Ae HM  Ap | Ae  HM o6 o8 710 | @12 | @16 | @20

Antomunuessie cnnasbi Si<8% | 4 5, | .0 14 165175 <1di [<0.1d1 270-310 005 | 008 | 010 | 012 | 016 | 018
Aluminium alloy Si<8%
AntoMnHueBble cnnasbl Si>8%
Cast aluminium Si>8%
U,BeTHbIE cnnaBbl

Copper alloy

<12d1|<0.1d1 135-145 <1d1 |<0.1d1 250-270 0.045 0.07 0.09 0.11 0.14 0.16

<1.2d1|<0.1d1 105-120 <1di |<0.1dx 195-215 0.045 0.07 0.09 0.11 0.14 0.16

PekoMeHayeMble pexxuMbl pesaHuns ans dpes 9453 - 06paboTka na3oB
Recommended cutting conditions for end mills 9453 - Slotting
CkopocTb pe3aHus BbICOKOCKOPOCTHBIN pexum

Cutting speed i i
ObpabaTbiBaeMblit MaTepuan B afE4n) St o d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM

Work material A Ve Ve d1 - diameter in mm fz - feed per tooth in mm
P Ap
(m/min) (m/min)

Ap HM Ap HM a6 28 @10 212 16 220

AntoMuHueBble cnaebl Si<8%
Aluminium alloy Si<8%

AntoMuHueBble cnnasbl Si>8%
Cast aluminium Si>8%

LiBeTHble cnnasbl
Copper alloy

1. BblLLenpyBeAeHHbIE PEXUMbI YKa3aHbl Ast KECTKON TEXHONIOMMYECKON CUCTEMbI

2. Ecnu BbineT nHcTpyMeHTa Gonee 4d, CKopocTb pe3aHis JOMKHA BbITb CHIDKEHA

3. Npw Bpe3aHuu Nof, yrnoMm, PEKOMEHAYETCS CHU3WUTb pexxnMbl pe3aHns Ha 30-60% oT ykasaHHbIX B Tabnnuax
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. If the overhang length is more than 4d, cutting speed should be reduced

3. In case of ramping, reduction of the above data by 30-60% is recommended

<0.8d1 135-145 <0.4d1 270-290 0.04 0.06 0.07 0.08 0.11 0.125

<0.8d1 120-130 <0.4d1 220-230 0.04 0.05 0.06 0.07 0.09 0.11

<0.8d1 100-110 <0.4d1 160-180 0.04 0.05 0.06 0.07 0.09 0.11




Bumt

TBEPOOCMN/IABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

UMT 9652 Z=2

Cchepuyeckne hpesbl C KOPOTKOM PeXXYLLEN YacTbio U
3aHVXKEHHOW LLENKOM A58 06paboTky antoMmnHuS

Ball nose end mills with short cutting length
and relieved neck for aluminium

Type 1
L
L2
L1

g S AN\ I o Type?2

< )

Sl
HM

di@es)| L1 ) d2 |dme) | L |Rw@y2)|Stock | Type |ART No

3 5 9 2.7 6 75 15| e 1 [9652030007500-0
4 6 12 3.7 6 75| 20| e 1 19652040007500-0
5 8 15 4.7 6 75| 25| e 1 [9652050007500-0
6 | 10 54 5.7 6 1100 | 30| e 2 19652060010000-0
8 | 12 54 7.4 8 | 100 | 40| e 2 19652080010000-0
10 | 15 54 94| 10 | 100 | 50| e 2 19652100010000-0
12 | 18 80 | 114 | 12 | 150 | 60| e 2 19652120015000-0
16 | 24 80 | 152 | 16 | 150 | 80| e 2 19652160015000-0
20 | 30 80 | 190 | 20 | 150 | 100 | e 2 19652200015000-0

® B Hanuumm / In stock

PekoMeHzyeMble pexxuMbl pe3aHus ans gpe3 9652
Recommended cutting conditions for end mills 9652

CkopocTb
Ae
. pe3aHus
O6pabaTbiBaeMbl MaTepuan Cuttin d1 - AMaMeTp UHCTpYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae HM ?3-26 | ¢6-28 | @8-210 |@10-212 | @12- 16 | @16 - B20
AlcHHHHEBEIC eInaBBlSREAY IR ot 130-180  0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
Aluminium alloy Si<8%
Antomuriveseie cnnasei Si>8% | ) oy, | g 34 100-130  0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
Cast aluminium Si>8%
gg;;:'r":l&”am" <0.1d1 | <0.3d1 90-130  0.011-0.03 | 0.022-0.06 | 0.03-0.08 | 0.04-0.12 | 0.05-0.15 | 0.06-0.20

1. Ecnu BbIneT MHCTpyMeHTa 6onee 4d, ckopocTb pe3aHust A0MmKHa BbITb CHUXKEHA
2. Npv Bpe3aHWM NOf, YroM, PEKOMEHAYETCS CHU3WTb pexuMbl pe3aHis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. If the overhang length is more than 4d, cutting speed should be reduced
2. In case of ramping, reduction of the above data by 30-60% is recommended
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3AMNPOC / REQUEST
fata/Date: ...

KNMEHT / CUST OB

K BHUMaHMIO MHXKEHEPA / ATtN:

T PRONE:

NIl
YkaxuTte TMn MHCTpyMeHTa / Select type of tool

L
A L2 MM

L1 @d
mm
N S

S0 IV A S L D mm
.57 o o @dZ I':Ifl:
©
S Q S
L L r:m
A L1

L1 MM
—\( mm
N

~~~~~~ e B e

S W S L3 MM
L mm
L3 o
A L2 o
L1
MM
X\ ch mm
- i > Iy 1l Ll o.Ch °
St o~ el
s / N Rer MM
mm
Ykaxute sup A / Select shape A R MM
mm

PP I =

0o o o o 0O

ObpabatbiBaemblt MaTepuan / Material to be machined: ...
BHyTpeHHee oxnaxpaeHue / Internal cooling: |:| Na/Yes |:| Het / No

KonnuectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBKM / Helix angle: ...
Mokpeitne / Coating:  [] Ja/Yes [ ] Her/No

KoAMUECTBO, LUT. / QUANTItY, POt e
MPUMEYHAHNSA [ NOTES:



TBEPOCN/IABHbIV MIHCTPYMEHT
SOLID CARBIDE CUTTING TOOLS

CBEPJIA
DRILLS L




TBEPOOCMN/IABHbIN NHCTPYMEHT « CBEPJIA SOLID CARBIDE CUTTING TOOLS « DRILLS . umt

Komnanua UMT npon3BogmT acCOPTUMEHT CTaHAAPTHBIX UMT produces general range of standard solid carbide drills
TBEpAoCnaBHbIX cBep, anvHon 3D u 5D, ¢ 1 6e3 with 3D and 5D lengths, with and without internal cooling.
BHyTpeHHero noggoga COX. Ceepna npon3sogsTcs The UMT drills are also being produced according to DIN

no ctaHgapty DIN — ¢ ycuneHHbIM XBOCTOBMKOM. standard — with reinforced shank. Thanks to the improved
Bnaropaps ynyuweHHomn pexxyLuei reometpun UMT, UMT cutting geometry, the drills are fit to machine variety
ceepna obecneynBatoT 06paboTKy pa3NNYHbIX TUMNOB of materials. The company is able to produce special carbide
obpabaTbiBaeMoro MaTepuana. drills upon request.

KoMnaHus Takxke MMeeT BO3MOXHOCTb MOCTaBKM
cneynasnibHbIX TBEPAOCMIaBHbIX CBEPJI MO 3anpocy.

TABJILIA BbIBOPA CBEPJ1/ DRILLS SELECTION CHART

ObpabatbiBaemblit MaTepuan / Work material

®opma / Shape

[NnanasoH pa3mepos / Size range
ny6una ceepnenus / Drilling depth
Kop, / Code

High alloyed steel < 45 HRC

Hep»(aBetomme cTanm

Stainless steel
BbICOKONPOYHBIN YyryH

Nodular cast iron
YaponpoyHble crinasbl
Heat resistant alloy
Homep cTpaHuLpl

ANOMVHMEBBIE CrIaBbl
Page number

Oxnaxpaenue / Cooling
MokpbiTne / Coating
Yrnepoguctele cTanu,
JlernpoBaHHbie cTanu
Carbon steel, Alloy steel
TepmMoobpaboTaHHble
ctanm < 45 HRC
Cepblit 4yryH

Cast iron

Aluminium alloy
MegHble cnnasbl
Copper alloy

Tutan

Titanium

TuTaHoBble cnasbl
Titanium alloy

@3-212
8101
HapyxHoe
External
([

o
o
@

o
o
o
O
o
O
s
o

@3 -16
3xd
8211
Hapy»Hoe
External
o
o
I
o
o
@)
@)

I
|
|
SN
-

@3 -216
5xd
8221
HapyxHoe
External
o
o
I
[

[

O
O
I
|
|
S
N

43

@3 -16
5xd
8222
BHyTpeHHee
Internal
o
o
O
o
[

o
o
O
O
O

44

@3 -216
3xd
8311
HapyxHoe
External
O
O
o
O
O
O
O
O
o
O

45

@3- 16
5xd
8322
BHyTpeHHee
Internal
@)
@)
o
@)
@)
@)
@)

[

o
o

® o — ® 6 O O/ — — — 4

3xd
8411

25-16

Hapy»Hoe
External

@ 1-uiit pexomenayembiit BapuanT / 1st recommend (O 2-oii pekomerayeMmbiii BapuaHT / 2nd recommend — HepeKoMeHayeMblli BapuaHT / not recommend




[ ] UMt  TBEPIOCMNABHBIA MHCTPYMEHT - CBEPJIA

uMT 8101
LleHTpoBOYHbIE CBEpna Ang ctaHkos ¢ YITY
NC center drills

L1

@d1
|
)

ART No
3 9 38 e 810103000381
4 10 50 e [81010400050-1
5 13 50 e 81010500050-1
6 13 57 e [81010600057-1
8 20 63 e 81010800063 1
10 22 72 e [81011000072-1
12 22 83 e 810112000831

® B Hannumm / In stock

PekomeHayeMble pexkuMbl pe3aHuns gns ceepn 8101 / Recommended cutting conditions for drills 8101

" CkopocTb pesaHus
O6pabaTbiBaeMblit MaTepuan : d1 - pMaMeTp MHCTpyMeHTa MM f - nopaya Ha o6opoT MM/06.
X Cutting speed . . o
Work material W [t d1 - diameter in mm f - feed per revolution in mm/rev.

3 - 24 B4 - DS &5 - 26 6 - 28 28-210 | &10-212

Yrnepogyuctole, JIervpoBaHHble cTanm,
TBeppocTbio < 25 HRC
Carbon steel and Alloy steel < 25 HRC

JlernpoBaHHble, UHCTpYMeHTaNIbHbIE CTanu,

0.05-0.08 0.06-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.26

TBepaocTbio 25-45 HRC 30-50 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20
Alloy steel and Tool steel 25-45 HRC

Hepxagetowwme ctanu / Stainless steel 30-40 0.03-0.07 0.04-0.09 0.06-0.11 0.06-0.12 0.09-0.12 0.12-0.18
Cepbiin 4yryH GG / Cast iron GG 60-80 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20

BeicokonpoyHbin yyryn GGG
Nodular cast iron GGG

AntomuHmeBble cnnasbl /Aluminium alloy 100-140 0.06-0.10 0.08-0.12 0.09-0.14 0.10-0.18 0.14-0.26 0.18-0.32
MegnHbie cnnasbl / Copper alloy 70-100 0.06-0.09 0.08-0.11 0.09-0.13 0.10-0.16 0.12-0.20 0.15-0.26
TutaHoBble cninasbl / Titanium alloy 20-30 0.017-0.04 | 0.027-0.05 | 0.033-0.055 | 0.037-0.063 | 0.042-0.07 | 0.047-0.08

40-60 0.03-0.07 0.04-0.09 0.06-0.11 0.06-0.12 0.09-0.12 0.12-0.18




SOLID CARBIDE cUTTING TooLs - DRiLLs [ umt¢

UMT 8211
CnupanbHble CBepna C YCUIEHHLIM XBOCTOBMKOM
Twist drills with reinforced shank

od

ART No ART No
30| 20 | 6 | 62| e 74 41 | 8 | 79

. 82110300062-1 ° 82110740079-1
31 20 6 62 o 82110310062-1 75 | 41 8 79 o 82110750079-1
3.2 20 6 62 o 82110320062-1 76 | 41 8 79 o 82110760079-1
33 20 6 62 ° 82110330062-1 77 | 41 8 79 o 82110770079-1
34 | 20 6 62 o 82110340062-1 78 | 41 8 79 ° 82110780079-1
85 20 6 62 ° 82110350062-1 79 | 41 8 79 o 82110790079-1
3.6 20 6 62 o 82110360062-1 80 | 41 8 79 ° 82110800079-1
37 20 6 62 ° 82110370062-1 81 | 47 10 89 o 82110810089-1
3.8 24 6 66 o 82110380066-1 82 | 47 10 89 o 82110820089-1
819 24 6 66 o 82110390066-1 83 | 47 10 89 o 82110830089-1
4.0 24 6 66 ° 82110400066-1 84 | 47 10 89 o 82110840089-1
41 24 6 66 o 82110410066-1 85 | 47 10 89 ° 82110850089-1
4.2 24 6 66 ° 82110420066-1 86 | 47 10 89 o 82110860089-1
43 24 6 66 o 82110430066-1 87 | 47 10 89 o 82110870089-1
44 | 24 6 66 o 82110440066-1 88 | 47 10 89 ° 82110880089-1
45 24 6 66 ° 82110450066-1 89 | 47 10 89 o 82110890089-1
4.6 24 6 66 ° 82110460066-1 9.0 | 47 10 89 ° 82110900089-1
47 24 6 66 o 82110470066-1 91 | 47 10 89 o 82110910089-1
4.8 28 6 66 o 82110480066-1 9.2 | 47 10 89 o 82110920089-1
49 28 6 66 o 82110490066-1 93 | 47 10 89 ° 82110930089-1
5.0 28 6 66 ° 82110500066-1 94 | 47 10 89 o 82110940089-1
5.1l 28 6 66 o 82110510066-1 95 | 47 10 89 ° 82110950089-1
5.2 28 6 66 ° 82110520066-1 96 | 47 10 89 o 82110960089-1
53 28 6 66 o 82110530066-1 9.7 | 47 10 89 o 82110970089-1
54 | 28 6 66 o 82110540066-1 98 | 47 10 89 o 82110980089-1
5.5 28 6 66 o 82110550066-1 99 | 47 10 89 o 82110990089-1
5.6 28 6 66 ° 82110560066-1 100 | 47 10 89 ° 82111000089-1
5.7 28 6 66 o 82110570066-1 10.2 59 12 102 ° 82111020102-1
5.8 28 6 66 o 82110580066-1 10.3 55 12 102 o 82111030102-1
519 28 6 66 o 82110590066-1 10.5 55 12 102 ° 82111050102-1
6.0 28 6 66 ° 82110600066-1 10.8 55 12 102 ° 82111080102-1
6.1 34 8 79 o 82110610079-1 11.0 59 12 102 ° 82111100102-1
6.2 34 8 e o 82110620079-1 11.2 55 12 102 ° 82111120102-1
6.3 34 8 79 o 82110630079-1 115 59 12 102 o 82111150102-1
6.4 | 34 8 e o 82110640079-1 12.0 55 12 102 ° 82111200102-1
6.5 34 8 79 o 82110650079-1 124 | 60 14 107 o 82111240107-1
6.6 34 8 e o 82110660079-1 125 60 14 107 ° 82111250107-1
6.7 34 8 79 o 82110670079-1 127 | 60 14 107 o 82111270107-1
6.8 34 8 e ° 82110680079-1 13.0 60 14 107 ° 82111300107-1
6.9 34 8 79 o 82110690079-1 135 60 14 107 o 82111350107-1
7.0 34 8 e o 82110700079-1 14.0 60 14 107 ° 82111400107-1
71 | 41 8 79 o 82110710079-1 14.5 65 16 115 ° 82111450115-1
72 | 41 8 e o 82110720079-1 16.0 65 16 115 ° 82111600115-1
73 | 41 8 79 o 82110730079-1

® B Hanunumn / In stock
O W3rotoeneHue no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8211/ Recommended cutting conditions for drills 8211

. CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opot MM/0b.
. Cutting speed . . o
Work material . d1 - diameter in mm f - feed per revolution in mm/rev.

&3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | &14- 16

Yrnepoguctele, JIernpoBaHHbIe cTanu,
TBepAocThio < 25 HRC
Carbon steel and Alloy steel < 25 HRC

“erMpOBaHHble, MHCprMeHTaJ‘IbeIe cTann,

0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30

TBEpAocTbio 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepoiit wyryH GG / Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiit yyryH GGG
Nodular cast iron GGG

m AntomyHueBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




[ ] UM®t€  TBEPIOCNNABHbIN MHCTPYMEHT » CBEPJIA

UMT 8221
CnupanbHble cBepa C YCUNEHHbIM XBOCTOBUKOM
Twist drills with reinforced shank

ad

ART No ART No
3.0 28 6 66 ° 82210300066-1 7.4 53 8 91 ° 82210740091-1
31 28 6 66 o 82210310066-1 75 53 8 9i o 82210750091-1
3.2 28 6 66 o 82210320066-1 7.6 53 8 91 o 82210760091-1
3.3 28 6 66 ) 82210330066-1 7.7 53 8 91 ] 82210770091-1
34 28 6 66 o 82210340066-1 7.8 53 8 91 ° 82210780091-1
35 28 6 66 ) 82210350066-1 7.9 53 8 9i ] 82210790091-1
3.6 28 6 66 o 82210360066-1 8.0 53 8 91 ° 82210800091-1
3.7 28 6 66 ) 82210370066-1 8.1 61 10 103 ] 82210810103-1
38 36 6 74 o 82210380074-1 8.2 61 10 103 o 82210820103-1
39 36 6 74 o 82210390074-1 8.3 61 10 103 o 82210830103-1
4.0 36 6 74 ° 82210400074-1 8.4 61 10 103 o 82210840103-1
4.1 36 6 74 o 82210410074-1 8.5 61 10 103 [ 82210850103-1
4.2 36 6 74 ° 82210420074-1 8.6 61 10 103 o 82210860103-1
4.3 36 6 74 o 82210430074-1 8.7 61 10 103 o 82210870103-1
4.4 36 6 74 o 822104400741 8.8 61 10 103 ° 82210880103-1
4.5 36 6 74 ) 82210450074-1 8.9 61 10 103 ] 82210890103-1
4.6 36 6 74 ° 82210460074-1 9.0 61 10 103 [ 82210900103-1
4.7 36 6 74 o 822104700741 9.1 61 10 103 o 82210910103-1
4.8 44 6 82 o 82210480082-1 9.2 61 10 103 o 82210920103-1
4.9 44 6 82 o 82210490082-1 9.3 61 10 103 [ 82210930103-1
5.0 44 6 82 ° 82210500082-1 9.4 61 10 103 o 82210940103-1
5.1 44 6 82 o 82210510082-1 915 61 10 103 [ 82210950103-1
5.2 44 6 82 ° 82210520082-1 9.6 61 10 103 o 82210960103-1
5.3 44 6 82 o 82210530082-1 9.7 61 10 103 o 82210970103-1
5.4 44 6 82 o 82210540082-1 9.8 61 10 103 o 82210980103-1
5.5 44 6 82 o 82210550082-1 9.9 61 10 103 o 82210990103-1
5.6 44 6 82 ° 82210560082-1 10.0 61 10 103 ° 82211000103-1
5.7 44 6 82 o 82210570082-1 10.2 71 12 118 [ 82211020118-1
5.8 44 6 82 o 82210580082-1 10.5 71 12 118 ° 82211050118-1
59 44 6 82 o 82210590082-1 10.8 71 12 118 [ 82211080118-1
6.0 44 6 82 ° 82210600082-1 11.0 71 12 118 ° 82211100118-1
6.1 53 8 91 o 82210610091-1 11.2 71 12 118 [ 82211120118-1
6.2 53 8 91 o 82210620091-1 12.0 71 12 118 ° 82211200118-1
6.3 53 8 91 o 82210630091-1 12.5 77 14 124 [ 82211250124-1
6.4 53 8 91 o 82210640091-1 13.0 77 14 124 ° 82211300124-1
6.5 53 8 91 o 82210650091-1 14.0 77 14 124 [ 82211400124-1
6.6 53 8 91 o 82210660091-1 14.5 83 16 133 ° 82211450133-1
6.7 53 8 91 o 82210670091-1 16.0 83 16 133 [ 82211600133-1
6.8 53 8 91 o 82210680091-1 © B Hanuam / In stock
6.9 53 8 91 o 82210690091-1
7.0 53 3 91 o 82210700091-1 O WaroTosnenwue no 3anpocy / Produced to order only
7.1 53 8 91 o 82210710091-1
7.2 53 8 91 o 82210720091-1
7.3 53 8 91 o 82210730091-1

PekoMeHayeMble pexxnMbl pe3anus gns ceepn 8221 / Recommended cutting conditions for drills 8221

. CkopocTb pesaHus
ObpabaTbiBaeMblit MaTepuan " d1 - pMameTp UHCTpYyMeHTa MM f - nopgaya Ha obopoT MM/06.
. Cutting speed . . oo
Work material e d1 - diameter in mm f - feed per revolution in mm/rev.

&3 - 26 26 - &8 28-210 | @10-12 | @12-214 | &14- 16

Yrnepoguctole, JIervpoBaHHble cTanu,
TBepaocTbio < 25 HRC
Carbon steel and Alloy steel < 25 HRC

J'IerMposaHHue, MHCprMeHTaﬂbeIE CTanu,

0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30

TBepaocTbio 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepoiit wyryH GG / Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryH GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




SOLID CARBIDE cUTTING TooLs - DRiLLs [ umt¢

UMT 8222 gg‘;{ FQ g} e 0@
CI'II/IpaﬂbeIE cBepJia C YCMNEHHbLIM XBOCTOBMKOM 140

1 BHyTpeHHUM nogsogom COX
Twist drills with reinforced shank and internal cooling L

ART No ART No
30| 28 | 6 | 66| e 74| 53 | 8 | 91

. 82220300066-1 ° 82220740091-1
3.1 28 6 66 o 82220310066-1 7.5 53 8 91 o 82220750091-1
3.2 28 6 66 o 82220320066-1 7.6 53 8 91 o 82220760091-1
3.3 28 6 66 ° 82220330066-1 7.7 53 8 91 o 82220770091-1
3.4 28 6 66 o 82220340066-1 7.8 53 8 91 ° 82220780091-1
3.5 28 6 66 ° 82220350066-1 7.9 53 8 91 o 82220790091-1
3.6 28 6 66 o 82220360066-1 8.0 53 8 91 ° 82220800091-1
3.7 28 6 66 ° 82220370066-1 8.1 61 10 103 o 82220810103-1
3.8 36 6 74 o 82220380074-1 8.2 61 10 103 o 82220820103-1
39 36 6 74 o 82220390074-1 8.3 61 10 103 o 82220830103-1
4.0 36 6 74 ° 82220400074-1 8.4 61 10 103 o 82220840103-1
4.1 36 6 74 o 82220410074-1 8.5 61 10 103 ° 82220850103-1
4.2 36 6 74 ° 82220420074-1 8.6 61 10 103 o 82220860103-1
4.3 36 6 74 o 82220430074-1 8.7 61 10 103 o 82220870103-1
4.4 36 6 74 o 82220440074-1 8.8 61 10 103 ° 82220880103-1
4.5 36 6 74 ° 82220450074-1 8.9 61 10 103 o 82220890103-1
4.6 36 6 74 [ 82220460074-1 9.0 61 10 103 [J 82220900103-1
4.7 36 6 74 o 82220470074-1 9.1 61 10 103 o 82220910103-1
4.8 44 6 82 o 82220480082-1 9.2 61 10 103 o 82220920103-1
4.9 44 6 82 o 82220490082-1 9.3 61 10 103 ° 82220930103-1
5.0 44 6 82 ° 82220500082-1 9.4 61 10 103 o 82220940103-1
5.1 44 6 82 o 82220510082-1 95 61 10 103 ° 82220950103-1
5.2 44 6 82 ° 82220520082-1 9.6 61 10 103 o 82220960103-1
5.3 44 6 82 o 82220530082-1 9.7 61 10 103 o 822209701031
5.4 44 6 82 o 82220540082-1 9.8 61 10 103 o 82220980103-1
5.5 44 6 82 o 82220550082-1 9.9 61 10 103 o 82220990103-1
5.6 44 6 82 [ 82220560082-1 10.0 61 10 103 [J 82221000103-1
5.7 44 6 82 o 82220570082-1 10.2 71 12 118 ° 82221020118-1
5.8 44 6 82 o 82220580082-1 10.5 71 12 118 ° 82221050118-1
59 44 6 82 o 82220590082-1 10.8 71 12 118 ° 82221080118-1
6.0 44 6 82 [ 82220600082-1 11.0 71 12 118 [J 82221100118-1
6.1 53 8 9i o 82220610091-1 11.2 71 12 118 ° 82221120118-1
6.2 53 8 91 o 82220620091-1 11.7 71 12 118 o 82221170118-1
6.3 53 8 9i o 82220630091-1 12.0 71 12 118 ° 82221200118-1
6.4 53 8 91 o 82220640091-1 12.5 77 14 124 ° 82221250124-1
6.5 53 8 9i o 82220650091-1 13.0 77 14 124 ° 82221300124-1
6.6 53 8 91 o 82220660091-1 14.0 77 14 124 ° 82221400124-1
6.7 53 8 9i o 82220670091-1 14.5 83 16 133 ° 82221450133-1
6.8 53 8 91 ° 82220680091-1 15.0 83 16 133 o 82221500133-1
6.9 53 8 9i o 82220690091-1 16.0 83 16 133 ° 82221600133-1
7.0 53 8 91 o 82220700091-1
71 53 | 8 | 91 | o | 822207100911 © B ranaun /In stock
7.2 53 38 g1 o 82220720091-1 O WaroTosnenwue no 3anpocy / Produced to order only
7.3 53 8 9i o 82220730091-1

PekoMeHayeMble pexxnMbl pe3anns gns ceepn 8222 / Recommended cutting conditions for drills 8222

. CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opot MM/0b.
. Cutting speed . . o
Work material . d1 - diameter in mm f - feed per revolution in mm/rev.

&3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | &14- 16

Yrnepoguctele, JIernpoBaHHbIe cTanu,
TBepAocThio < 25 HRC
Carbon steel and Alloy steel < 25 HRC

“erMpOBaHHble, MHCprMeHTaJ‘IbeIe cTann,

0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30

TBEpAocTbio 25-45 HRC 70-100 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepoiit wyryH GG / Cast iron GG 100-140 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiit yyryH GGG
Nodular cast iron GGG

m AntomyHueBble cnnasbl /Aluminium alloy 150-180 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

80-110 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




[ ] UM®t€  TBEPIOCNNABHbIN MHCTPYMEHT » CBEPJIA

UMT 8311 G'ggﬂ(
CI'IVIpaﬂbele CBepna C YCl/IﬂeHHbIM XBOCTOBUKOM and

06paboTkmn TpyaHoobpabaTbiBaeMbIX MaTepManos
Twist drills with reinforced shank
for difficult to cut materials

od1

ART No ART No

30 | 20 6 62 o |83110300062-2 74 | 41 8 79 o |83110740079-2
31| 20 6 62 o |83110310062-2 75 | 41 8 79 o |83110750079-2
32 | 20 6 62 o | 83110320062-2 76 | 41 8 79 o ]83110760079-2
33 | 20 6 62 o | 83110330062-2 77 | 41 8 79 o | 83110770079-2
34 | 20 6 62 o | 83110340062-2 78 | 41 8 79 o ]83110780079-2
35| 20 6 62 o | 83110350062-2 79 | 41 8 79 o |83110790079-2
36 | 20 6 62 o |83110360062-2 8.0 | 41 8 79 o ]83110800079-2
37 | 20 6 62 o | 83110370062-2 81 | 47 10 89 o |83110810089-2
38 | 24 6 66 o | 83110380066-2 8.2 | 47 10 89 o |83110820089-2
39 | 24 6 66 o | 83110390066-2 83 | 47 10 89 o | 83110830089-2
40 | 24 6 66 o | 83110400066-2 8.4 | 47 10 89 o |83110840089-2
41 | 24 6 66 o | 83110410066-2 85 | 47 10 89 o | 83110850089-2
42 | 24 6 66 o | 83110420066-2 8.6 | 47 10 89 o |83110860089-2
43 | 24 6 66 o | 83110430066-2 8.7 | 47 10 89 o | 83110870089-2
44 | 24 6 66 o | 83110440066-2 8.8 | 47 10 89 o |83110880089-2
45 | 24 6 66 o | 83110450066-2 89 | 47 10 89 o | 83110890089-2
46 | 24 6 66 o | 83110460066-2 9.0 | 47 10 89 o |83110900089-2
47 | 24 6 66 o | 83110470066-2 91 | 47 10 89 o |83110910089-2
48 | 28 6 66 o | 83110480066-2 9.2 | 47 10 89 o |83110920089-2
49 | 28 6 66 o | 83110490066-2 93 | 47 10 89 o | 83110930089-2
50 | 28 6 66 o | 83110500066-2 94 | 47 10 89 o ]83110940089-2
51| 28 6 66 o | 83110510066-2 95 | 47 10 89 o | 83110950089-2
52 | 28 6 66 o | 83110520066-2 9.6 | 47 10 89 o ]83110960089-2
53 | 28 6 66 o | 83110530066-2 9.7 | 47 10 89 o | 83110970089-2
54 | 28 6 66 o | 83110540066-2 9.8 | 47 10 89 o |83110980089-2
55 | 28 6 66 o | 83110550066-2 99 | 47 10 89 o |83110990089-2
56 | 28 6 66 o | 83110560066-2 100 | 47 10 89 o 183111000089-2
57 | 28 6 66 o | 83110570066-2 102 | 55 12 102 o ]83111020102-2
58 | 28 6 66 o | 83110580066-2 10.3 | 55 12 102 o 183111030102-2
59 | 28 6 66 o | 83110590066-2 105 | 55 12 102 o |83111050102-2
6.0 | 28 6 66 o | 83110600066-2 108 | 55 12 102 o 183111080102-2
6.1 | 34 8 79 o |83110610079-2 110 | 55 12 102 o 183111100102-2
6.2 | 34 8 79 o | 83110620079-2 112 | 55 12 102 o 183111120102-2
63 | 34 8 /9 o | 83110630079-2 115 | 55 12 102 o 183111150102-2
64 | 34 8 79 o | 83110640079-2 120 | 55 12 102 o 183111200102-2
6.5 | 34 8 /9 o | 83110650079-2 124 | 60 14 107 o |83111240107-2
6.6 | 34 8 79 o | 83110660079-2 125 | 60 14 107 o 183111250107-2
6.7 | 34 8 /9 o | 83110670079-2 127 | 60 14 107 o |83111270107-2
6.8 | 34 8 79 o |83110680079-2 130 | 60 14 107 o 183111300107-2
69 | 34 8 /9 o | 83110690079-2 135 | 60 14 107 o |83111350107-2
70 | 34 8 79 o |83110700079-2 140 | 60 14 107 o 183111400107-2
71 | A1 8 /9 o |83110710079-2 145 | 65 16 115 O ]83111450115-2
72 | 41 8 79 o |83110720079-2 160 | 65 16 115 o 183111600115-2
73 | 41 8 79 o | 83110730079-2

O WUsroToenexue no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3anus gnsa ceepn 8311/ Recommended cutting conditions for drills 8311

. CkopocTb pesaHus
O6pabaTbiBaeMblit MaTepyan : d1 - pMameTp MHCTpyMeHTa MM f - nopaya Ha o6opot Mm/0b.
. Cutting speed . . o
Work material W [t d1 - diameter in mm f - feed per revolution in mm/rev.

&3 - 26 26 - 8 28-210 | @10-212 | @12-214 | &14- 16

Hepxxasetowyye ctanm
Stainless steel 30-50 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

HepxaBetowme ctanm

Stainless steel 25-45 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14
Tutan / Titanium 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

JKaponpoyHble cnnasbl

Heat resistant alloy il523 0.025-0.055 | 0.055-0.084 | 0.063-0.084 | 0.07-0.10 0.08-0.12 0.09-0.13




SOLID CARBIDE cUTTING TooLs - DRiLLs [ umt¢

UMT 8322 DIN FQ g} e 0$
CnmpanbHble CBepa C YCUIEHHBIM XBOCTOBUKOM W 10

BHYTpeHHUM noasogoM COX ons obpaboTkm
TpyAaHoobpabaTbiBaeMbIX MaTepranos
Twist drills with reinforced shank and L

internal cooling for difficult to cut materials L ‘

ART No ART No
3.0 28 6 66 ° 83220300066-2 74 53 8 91 ° 83220740091-2
31 28 6 66 [¢] 83220310066-2 75 53 8 91 0] 83220750091-2
3.2 28 6 66 [} 83220320066-2 7.6 53 8 91 ¢} 83220760091-2
33 28 6 66 [ 83220330066-2 7.7 53 8 91 0] 83220770091-2
34 28 6 66 [} 83220340066-2 7.8 53 8 91 ° 83220780091-2
35 28 6 66 [ 83220350066-2 7.9 53 8 91 0] 83220790091-2
3.6 28 6 66 [} 83220360066-2 8.0 53 8 91 ° 83220800091-2
3.7 28 6 66 [ 83220370066-2 8.1 61 10 103 0] 83220810103-2
3.8 36 6 74 [} 83220380074-2 8.2 61 10 103 o 83220820103-2
39 36 6 74 [¢] 83220390074-2 8.3 61 10 103 0] 83220830103-2
4.0 36 6 74 ° 83220400074-2 8.4 61 10 103 o 83220840103-2
4.1 36 6 74 [¢] 83220410074-2 8.5 61 10 103 [J 83220850103-2
4.2 36 6 74 ° 83220420074-2 8.6 61 10 103 o 83220860103-2
4.3 36 6 74 [¢] 83220430074-2 8.7 61 10 103 0] 83220870103-2
4.4 36 6 74 [} 83220440074-2 8.8 61 10 103 [ 83220880103-2
4.5 36 6 74 [ 83220450074-2 8.9 61 10 103 0] 83220890103-2
4.6 36 6 74 ° 83220460074-2 9.0 61 10 103 [ 83220900103-2
4.7 36 6 74 [¢] 83220470074-2 9.1 61 10 103 0] 83220910103-2
4.8 44 6 82 [} 83220480082-2 9.2 61 10 103 o 83220920103-2
4.9 44 6 82 [¢] 83220490082-2 9.3 61 10 103 [J 83220930103-2
5.0 44 6 82 ° 83220500082-2 9.4 61 10 103 o 83220940103-2
5.1 44 6 82 [¢] 83220510082-2 9.5 61 10 103 [J 83220950103-2
5.2 44 6 82 ° 83220520082-2 9.6 61 10 103 o 83220960103-2
5.3 44 6 82 [¢] 83220530082-2 9.7 61 10 103 0] 83220970103-2
54 44 6 82 [} 83220540082-2 9.8 61 10 103 o 83220980103-2
5.5 44 6 82 [¢] 83220550082-2 99 61 10 103 0] 83220990103-2
5.6 44 6 82 ° 83220560082-2 10.0 61 10 103 [ 83221000103-2
5.7 44 6 82 [¢] 83220570082-2 10.2 71 12 118 [J 83221020118-2
5.8 44 6 82 [} 83220580082-2 10.5 71 12 118 [ 83221050118-2
5.9 44 6 82 [¢] 83220590082-2 10.8 71 12 118 [J 83221080118-2
6.0 44 6 82 ° 83220600082-2 11.0 71 12 118 [ 83221100118-2
6.1 53 8 91 [¢] 83220610091-2 11.2 71 12 118 [J 83221120118-2
6.2 53 8 91 [} 83220620091-2 11.7 71 12 118 o 83221170118-2
6.3 53 8 91 [¢] 83220630091-2 12.0 71 12 118 [J 83221200118-2
6.4 53 8 91 [} 83220640091-2 12.5 77 14 124 o 83221250124-2
6.5 53 8 91 [¢] 83220650091-2 13.0 77 14 124 0] 83221300124-2
6.6 53 8 91 [} 83220660091-2 14.0 77 14 124 o 83221400124-2
6.7 53 8 91 [¢] 83220670091-2 14.5 83 16 133 0] 83221450133-2
6.8 53 8 91 ° 83220680091-2 15.0 83 16 133 o 83221500133-2
6.9 53 8 91 [¢] 83220690091-2 16.0 83 16 133 0] 83221600133-2
7.0 53 8 91 [} 83220700091-2 ® B Hanvunn / In stock
7.1 53 8 91 [¢] 83220710091-2
72 53 3 g1 ° 33220720091-2 O W3roToeneHwue no 3anpocy / Produced to order only
7.3 53 8 91 [¢] 83220730091-2

PekoMeHoyeMble pexxuMbl pesaHus ana ceepn 8322 / Recommended cutting conditions for drills 8322

; CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opoT MM/06.
. Cutting speed . . o
Work material W i d1 - diameter in mm f - feed per revolution in mm/rev.

&3 - 6 6 - 28 @8-210 | ¥10-212 | @12-214 | S14- 516

Hepxxasetowyye ctanu
Stainless steel 40-60 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

Hepxxasetowe ctanu

Stainless steel 35:55 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 35-45 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14
Twuran / Titanium 35-45 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

YKaponpouyHble cnnaebl

Heat resistant alloy 15-30 0.025-0.055 | 0.055-0.084 | 0.063-0.094 | 0.07-0.10 0.08-0.12 0.09-0.13
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UMT 8411 2-3
CnupanbHble CBEpa C YCUNEHHBIM XBOCTOBMKOM
Twist drills with reinforced shank

L1

ad1
ad

ART No ART No
5.0 28 6 66 o 84110500066-1 8.5 47 10 89 o 84110850089-1
51 28 6 66 o 84110510066-1 8.6 47 10 89 o 84110860089-1
5.2 28 6 66 o 84110520066-1 8.7 47 10 89 o 84110870089-1
5.3 28 6 66 o 84110530066-1 8.8 47 10 89 o 84110880089-1
5.4 28 6 66 o 84110540066-1 8.9 47 10 89 o 841108390089-1
5.5 28 6 66 o 84110550066-1 9.0 47 10 89 o 84110900089-1
5.6 28 6 66 o 84110560066-1 9.1 47 10 89 o 84110910089-1
5.7 28 6 66 o 84110570066-1 9.2 47 10 89 o 84110920089-1
5.8 28 6 66 o 84110580066-1 9.3 47 10 89 o 84110930089-1
59 28 6 66 o 84110590066-1 9.4 47 10 89 o 84110940089-1
6.0 28 6 66 o 84110600066-1 9.5 47 10 89 o 84110950089-1
6.1 34 8 79 o 84110610079-1 9.6 47 10 89 o 84110960089-1
6.2 34 8 79 o 84110620079-1 9.7 47 10 89 o 84110970089-1
6.3 34 8 79 o 84110630079-1 9.8 47 10 89 o 84110980089-1
6.4 34 8 79 o 84110640079-1 9.9 47 10 89 o 84110990089-1
6.5 34 8 79 o 84110650079-1 10.0 47 10 89 o 84111000089-1
6.6 34 8 79 o 84110660079-1 10.2 55 12 102 o 84111020102-1
6.7 34 8 79 o 84110670079-1 10.3 55 12 102 o 84111030102-1
6.8 34 8 79 o 84110680079-1 10.5 55 12 102 o 84111050102-1
6.9 34 8 79 o 84110690079-1 10.8 55 12 102 o 84111080102-1
7.0 34 8 79 o 84110700079-1 11.0 55 12 102 o 84111100102-1
7.1 41 8 79 o 84110710079-1 11.2 55 12 102 o 84111120102-1
7.2 41 8 79 o 84110720079-1 115 55 12 102 o 84111150102-1
7.3 41 8 79 o 84110730079-1 12.0 55 12 102 o 84111200102-1
7.4 41 8 79 o 84110740079-1 12.4 60 14 107 o 84111240107-1
75 41 8 79 o 84110750079-1 12.5 60 14 107 o 84111250107-1
7.6 41 8 79 o 84110760079-1 12.7 60 14 107 o 84111270107-1
7.7 41 8 79 o 84110770079-1 13.0 60 14 107 o 84111300107-1
7.8 41 8 79 o 84110780079-1 135 60 14 107 o 84111350107-1
7.9 41 8 79 o 84110790079-1 14.0 60 14 107 o 84111400107-1
8.0 41 8 79 o 84110800079-1 14.5 65 16 115 o 84111450115-1
8.1 47 10 89 o 84110810089-1 16.0 65 16 115 o 84111600115-1
8.2 47 10 89 o 84110820089-1
83 | 47 | 10 | 89 | o | 84110830089-1 ® B Hanuuuu / In stock
8.4 47 10 89 o 84110840089-1 O WaroToBneHwue no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8411/ Recommended cutting conditions for drills 8411

. CkopocTb pesaHus
O6pabaTbiBaeMmblit MaTepuan " d1 - pMaMeTp UHCTpYMeHTa MM f - nogaya Ha obopoT MM/06.
. Cutting speed . . oo
Work material VG d1 - diameter in mm f - feed per revolution in mm/rev.

&5 - 26 6 - &8 28-2010 | @10-212 | @12-214 | B14- 16

YrnepogucTbie, JlervpoBaHHble cTanu,
TBepAocTbio < 25 HRC
Carbon steel and Alloy steel < 25 HRC

ﬂerMpOBaHHbIE, MHCprMeHTaﬂbele cTanu,

0.30-0.35 0.35-0.42 0.42-0.50 0.50-0.55 0.55-0.60 0.60-0.66

TBEpaoCTbio 25-45 HRC 55-70 0.24-0.29 0.29-0.34 0.34-0.40 0.40-0.44 0.44-0.48 0.48-0.52
Alloy steel and Tool steel 25-45 HRC
Cepbiit wyryH GG / Cast iron GG 80-100 0.30-0.38 0.35-0.46 0.42-0.55 0.50-0.60 0.55-0.66 0.60-0.70

BeicokonpoyHbiin yyryH GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 120-160 0.32-0.38 0.37-0.46 0.44-0.55 0.52-0.60 0.58-0.66 0.64-0.70

60-80 0.26-0.32 0.30-0.38 0.36-0.46 0.44-0.52 0.48-0.56 0.50-0.58




WHCTPYMEHT MO 3ANPOCY - TOOLS ON REQUEST CTYNEHYATBIE CBEPJIA « STEP DRILLS - umt

3ANPOC / REQUEST

Jata/Date: ...

KAMEHT / CUSTOMEI: .o
K BHUMaHMIO MHXKEHEPA / ATtN:
TR,/ PONE:

B ANl

ad MM
YkaxuTe Tun uHctpymeHTa / Select type of tool mm
Jd1 MM
L mm
= ade MM
L2 mm

L1
@ids MM
2 mm
AN I N B _ D L MM
mm

odi1 ‘

sho S T L MM
© mm
Lo MM
mm
L
La L3 MM
L3 ‘ mm
L2
L1 La MM
ZO mm
eSO 1o 0 °
3 2 B
'§ Y 'é Y, 3 o1 °
o2 °
O6pabaTbiBaembii MaTepuan / Material to be machined: ... ...
BHyTperHee oxnaxpeve / Internal cooling:  [] fa/Yes [] Het/No
KonnyectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBKM / Helix angle: ...
Mokpbitve / Coating:  [] Hda/Yes [] Her/No
KoAMUECTBO, LUT. / QUANTItY, POt oo
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Drills with carbide inserts
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TC10 HT-P15 | HT-M10 | HT-K10

MpoyHocTb
Specification:
Composition: Cermet Co/Ni 12.2 %; WC 15.0 %; TaNbC 10.0 %; TiCN balance | Hardness:

‘ HV30 1620

(\] j l . L . Recommended application: The uncoated cermet grade for the finishing of hardened
steel.

Manococtoiikocte CocraB: KepmeT Co/Ni 12.2%; WC 15.0%; TaNbC 10.0%; TiCN ocTanbHoe;
TBeppocTb: HV 1620;
P HAALMN K Np Bbicokan ckopocTb pe3aHua. ipeanbHo ana
UHULWHON 06PabOTKYM CTanu 1 HepXKaBetoLen cTanv

01 23 4 567 1

P115T

HC-P15 | HC-K25 | HC-M10

MpouHocTb

s

01 234 56782910

W3HococTonKOCTb

\

01 23 4 567891

Specification:

Composition: Co 5.8 %; mixed carbides 6.4 %; WC balance | Grain size: 1-2 pm |
Hardness: HV30 1550 |

Coating specification: CVD TiCN-AI203

Recommended application: The wear-resistant high-performance grade for steel
machining.

Cocra: Co 5.8%; coeanHeHuna Kapouaos 6.4%; WC octanbHoe; Pa3mep 3epHa: 1-2 um;
TeepgocTb: HV 1550;

CocraB nokpbitua: CVD Ti (C,N) + Al203; 18.5 um;

PekomeHAlyemoe npumeHeHue: /I3HOCOCTONKNIA, BbICOKONPON3BOAUTENbHbBIN CMaB
L1 YUCTOBOW 11 MOYUYNCTOBOW 06PabOTKYM CTanu.

P125T

HC-P25 | HC-K30 | HC-M20

MpouHocTb

W3HococTonKocTb

01 23 4 567 1

Specification:

Composition: Co 7.0 %; mixed carbides 8.0 %; WC balance | Grain size: 1 -2 um |
Hardness: HV30 1450 | Coating specification: CVD TiCN-AI203

Recommended application: The first choice for the universal machining of steel.

Cocra: Co 7.0%; coeanHeHuna Kap6uaos 8.0%; WC octanbHoe; Pasmep 3epHa: 1 -2 um;
TeeppocTb: HV 1450;

CocraB nokpbitua: CVD Ti (C,N) + Al203; 15 um;

P HAY npumet WV3HOCOCTOWKNIA, BbICOKONPOW3BOANUTENbHDIV CNNas
LA YUCTOBOW 11 MONYUYNCTOBOI 06PabOTKYM CTanu.

P125GP HC-P25 | HC-K30 | HC-20

MpoyHocTb
Specification:
Composition: Co 7.6 %; mixed carbides 7.0 %; others 0.4 %; WC balance | Grain size:

[] ‘ ‘ 1-2mm | Hardness: HV30 1470 | Coating specification: CVD TiCN-AI203 Top layer

0123456780971 Recommended application: The first and premium choice for the universal machining

— of steel.

W3HococTolKkocTb
CocraB: Co 7.6 %; coeguHeHuns Kap6uaos 7.0 %; WC octanbHoe; Pasmep 3epHa: 1-2mm
TeeppocTb: HV30 1470, CocTas nokpbitua: CVD TiCN-AI203 BepxHuii cnoi
PeKkomeHayemoe npumMeHeHme: [epBbii BbIGOP /1A NONYUYMCTOBO 06paboTKM cTanu.

001 234 567 891

P135T HC-P35 | HC-M25 | HC-S25

MpoyHocTb
Specification:
Composition: Co 9.6 %; mixed carbides 6.7 %; WC balance | Grain size: 1-2 pm |

‘ ‘ ‘ ‘ Hardness: HV30 1460 | Coating specification: CVD TiCN-AI203 multi-layer

01 23456 f Recommended application: The tough alternative for heavily interrupted cutting
action.

/3HOCOCTOMKOCTb
CocraB: Co 9.6%; coeanHeHuna Kapbupos 6.7%; WC octanbHoe; Pasmep 3epHa: 1 -2 um;
TeeppocTb: HV 1460; CocTaB nokpbitusa: CVD Ti (C,N) + Al203 MHOrocnoiHbIi;
PekomeHayemoe npumeHeHue: [111A TAXeN0oro NpepbiBYCTOro TOYEHNS.

01234 56 1
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M120T HC-M20 | HC-K20
MpoyHocTb
Specification:
Composition: Co 10.5 %; mixed carbide 2.0 %; WC balance | Grain size: 1-2 pm | Hardness:
‘ ‘ ‘ ‘ HV30 1400 | Coating specification: PVD TiAlTaN
0123456 10 Recommended application: Particularly suitable for the wet machining of steels.
M3HococToiikocTb CocraB: Co 10.5%; coeguHeHun kapbupos 2.0%; WC octanbHoe; Pa3mep 3epHa: 1-2um;
Teepgoctb: HV 1400; Coctas nokpbitusa: PVD TiAIN; 2 - 5um;
P Ay p MpyMeHAeTcA ANA YNCTOBOW 1 NONYHYNCTOBOWA
‘ 06paboTKUN HepKaBeIOLLEN CTany 1 YNCTOBOW 06PabOTKM XKapONPOUHbIX CMIaBOB.
01 23 4 56 10
M120GP HC-M20 | HC-P30
MpoyHocTb
Specification:
Composition: Co 9.6 %; mixed carbides 7.8 %; others 0.4 %; WC balance |
‘ ‘ ‘ Grain size: 1 - 2 um | Hardness: HV30 1460 | Coating specification: PVD TiAlTaN
(‘, 1234 567 10 Recommended application: The first choice for the machining of austenitic steels.
N3HOCOCTOMKOCTb CocraB: Co 9.6%; coenHeHns Kapbupos 7.8%; WC octanbHoe; Pasmep 3epHa: 1-2um;
TeeppocTb: HV 1460; Coctas nokpbitua: PVD TiN/TiAIN; 6um;
P y np Cnnas pa3paboTtaH Ansa 06paboTKy aycTEHUTHON
Hep>KaBeloLel cTanm.
01 23 4567 10
M125T HC-M20 | HC-K20
MpouHocTb
Specification:
Composition: Co 9.6 %; mixed carbides 7,8%; WC balance | Grain size: 1-2 pm | Hardness:
\ \ ‘ ‘ HV, 1460 | Coating specifications: PVD TiAITaN
0123456 1 Recc ded application: Universal stainless steel turning grade. The best in difficult
- situations.
M3HococToKkocTb
CocraB: Co 9.6%; coefiuHeHNs Kap6uaos 7.8%; WC ocTanbHoe; Pasmep 3epHa: 1.0-2.0 pm;
Teeppoctb: HV,  1330; Coctas nokpbITus: PVD TiAlTaN;
P Ay p MonyunctoBoe ToueHNe HepxaBetoLLet CTanu.
01 234 56 10
M135T HC-P35 | HC-M35
MpouHocTb
Specification:
Composition: Co 8.0 %; WC balance; mixed carbides 4.2 % ; Grain size: 1.5-3.0 pm |
[ ‘ ‘ Hardness: HV30 1330
01 2345 10 Recommended application: Universal stainless steel turning grade. The best in difficult
situations.
M3HococTonKoCTb
CocraB: Co 8.0%; coeanHeHusn Kapbuaos 4.2%; WC octanbHoe; Pa3mep 3epHa: 1.5-3.0 pm;
TeepgocTb: HV30 1330; Coctas nokpbitvsa: PVD TiN/TiAIN; 6pum;
P y np MonyuepHOBOE TOUEHNe HepKaBeloLLen cTanu.
0123 45 [
M217T HC-M15 | HC-S15
MpoyHocTb
Specification:
Composition: Co 6.0 %; WC balance | Grain size 0.8-1.3 um | Hardness HV30 1630 |
‘ Coating specification PVD TiAIN
| ‘ ‘ Recommended application: The first choice for the machining of Stainless Steels and
01 234 567 10 Exotic.
WUsHococtoiikoctb CocraB: Co 6.0%; WC octanbHoe; Pazmep 3epHa: 0.8-1.3 um; Teepgoctb: HV30 1630;
CoctaB nokpbitus: PVD TiAIN;
P ny np MepBbii BbIGOP AnA 06paboTKM HepXKaBetoLen cTanv
1 XapOMpPOUYHbIX CNNaBOB
01 23 4 567 10
K110GP HC-K10 | HC-PO5
MpoyHocTb
Specification:
Composition: Co 5.0 %; mixed carbide 2.0 %; WC balance | Grain size: submicron |
Hardness: HV30 1810 | Coating specification: CVD TiCN-AI203
| Recommended application: The wear-resistant grade for the machining of cast iron at
0123450678091 highcutting speed with continuous cut.
UsHococtoiikoctb CocraB: Co 5.0 %; coeprHeHusa Kap6uaos 2.0 %; WC octanbHoe; Pa3mep 3epHa:
submicron, TeeppocTtb: HV30 1810; Coctas nokpbitua: CVD TiCN-AI203;
P ayemoe np M3HococTonKumii cnnae ana 06paboTKu YyryHa Ha
BbICOKOW CKOPOCTN pe3aHus
01 2345678910
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K120T HC-K20 | HC-P10

MpouHoctb Specification:

Composition: Co 6.0 %; TaC 2.0 %; WC balance | Grain size: 1 um | Hardness: HV30 1630 |
Coating specification: CVD TiCN-AI203

Recommended application:

The first choice for the machining of cast iron at high cutting speeds and where high
toughness is required.

01234567 891

=

M3HococTolKoCTb
CocraB: Co 6.0%; TaC 2.0%; WC ocTtanbHoe; Paamep 3epHa: 1um; Teepgoctb: HV 1630;
CocTaB nokpbitusa: CVD TiCN-AI203; 15.5 um;
P Ayemoe np CnnaBs AnA NONy4YMCTOBON 06PabOTKM YyryHa Ha

| | BbICOKMX CKOPOCTAX pPe3aHua, rae TpebyeTca TBePAOCTb.
01 23 4 56780910
N216T HW-N15 | HW-K15
MpouHocTb

Composition: Co 6.0%; WC balance | Grain size: 1 um | Hardness: HV30 1630
Recommended application:

The uncoated carbide grade for the machining of aluminium

and other non-ferrous metals

CocraB: Co 6.0%; WC octanbHoe; Pasmep 3epHa: 1um; TeepgocTb: HV 1630; Coctas

NoKpbITUA: be3 NoKpbITUA
P Ayemoe np HenoKpbITbl cnnae Ana 06paboTKM anioM1UHUA 1
APYrUX LBETHBIX METASIOB.

01 234567

S110T HC-S15 | HC-M15
MpoyHocTb
Composition: Co 6.0%; WC balance | Grain size: 0.8 um | Hardness: HV30 1820 |
Coating specification: PVD TiAIN
Recommended application:
01 234 5678 10 The alternative when machining heat-resistant materials
M3HococTolikocTb CocraB: Co 6.0%; WC octanbHoe; Pasmep 3epHa: 0.8um;
TeeppocTb: HV 1820; CocTas nokpbitva: PVD TiAIN; 4um;
P Ayemoe np [Ina nonyyncToBom 06paboTKy XKapomnpoUHbIX
CnnaBos.
01234 561738 1
S115T HC-S15 | HC-M15
MpouHocTb
Composition: Co 6.0%; WC balance | Grain size: 0.8 pm | Hardness: HV30 1820 |
Coating specification: PVD TiAIN-TiN
1 ‘ ‘ Recommended application:
012345678091 The first choice for the machining of heat-resistant materials
WN3HococTonKoCTb

Cocras: Co 6.0%; WC octanbHoe; Pasmep 3epHa: 0.8 um;

TeepgocTb: HV 1820; CoctaB nokpbitus: PVD TiAIN-TIN; 4pum;

P ny np : MepBbil BbIGOP 418 06PabOTKM XKAPOMPOUHbIX
CNnaBoB.
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2 £
g £
: 23 3| 2
Cuttlr!g L E § = E '5“ g E
material Application/ sz 8 Eg| B2
Grades/ Pexywnin O6nacTb NpYMeHeHns E § g f-; a i E % ;-’. =8
Cnnasbl 1SO martepuan 01 05 10 15 20 25 30 35 40 45 50 B ©~ BalES 2
HC-P15 T [
TC10 HC-M10 T °
HC-K10 T o
HC-P15 C [ ]
P115T HC-K25 C [ ]
HC-M10 C o
HC-P25 C °
P125T HC-K30 C [ ]
HC-M20 C o
HC-P25 C [ °
P125GP HC-K30 C
HC-M20 C
HC-P35 C [
P135T HC-M25 C o
HC-S25 C
HC-M20 P [ ]
M120T
HC-K20 P o o
HC-M25 P [ ]
M125T HC-P35 P °
HC-S25 P
HC-M2 o
M120GP = 0 P
HC-P25 P [
HC-P35 P [
M135T
HC-S35 p O
HC-M1 [ ]
M217T ¢ > P
HC-S15 P (e)
HC-K10 C [
K110GP
HC-P05 C O
HC-K20 C [ ]
K120T
HC-P10 C o
- [ J
N216T HW-N15 W
HW-K15 w [ ]
HC-S15 P
S110T
HC-M15 P o
HC-S15 p
S115T
HC-M15 P o
* PEXKYLLIA MATEPUAJT/ CUTTING MATERIAL 01 05 10 15 20 25 30 35 40 45 50 @ First choise
T- cermet/KepMET 6e3 NOoKpbITAA Haymyl_“_uee npumMeHeHne
C - with CVD coating/cnnas c nokpbitnem CVD O Second choise

P - with PVD coating/cnnas ¢ nokpbitriem PVD

) . [Jonyctumoe nprmeHeHve
W - without coating/cnnaB 6e3 nokpbITWs 4 P
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Positive angle

MnacTnHbI C NONOXKNTENbHbIM 3agHUM yrjiiom

pe3anusa. Hu3Kas CKNoHHOCTb K Buﬁpauuu.

Jlerkoe YAaneHune CTpyxKu.

Types of cutting Types of machining
Bup pesarua Bup obpabotku
g £ g
- £ 8| _gE| 8 «
g Ez £ 5|85s5| 8¢ g
2 ¥ _ s 2 _ |8 Z£|82z| 22| £5| eE | 25| Depthofcutandfeedrate
< = w 5 - = A s 2 = =
£&E £ £| Description $E |8Ec|E£2| 523 Ss| 22| E¢ Tny6uHa pesanis
ES S S S| Onucarme SE |82 22| Ee | 2F| 22 |£E3 wnogaya (mm)
Finishing machining of steel and stainless steel. High
surface quality. Good chip control at small depths m’
of cut. Reduce temperature and stress. 80
W | YucroBas 06paboTka cTanu v HepxaselowLeit 0
=
D | cTanu. Bbicokoe KayecTBo NOBEpPXHOCTH. Tao ® X X A fs 0
Xopowuuii KOHTpONb Haj CTPyXKoapo6NeHnem 05
npu HeGonbuwoii ry6uHe pesanna. Huskas cana 010204051620 "
pe3aHna. Hu3kas Temnepatypa B 30He pe3aHns.
Fine finishing machining of steel and stainless steel.
High surface quality.
OuHuLHaA 06paboTka cTanu. Bbicokoe KauecTBo P125T
06pa6oTaHHOIi NOBEPXHOCTH. g o X A ol
80
< | Withthe same feed rate aninsert with Masterfinish o
L= | cutting edge reaches a roughness value Ra which is many 0
times higher than the one of a conventional insert. 05
Tpy 0AMHAKOBOI CKOPOCTH NOAAUM PEXYLLAA KPOM- 0102 0408 16 20
Ka M1aCTHHbI 10CTUTaeT 3HaYeHN LIePOXOBaTOCTH M135T ® o o
Ra, KoTopoe Bo MHoro pa3 np 3HaueHu
LLIEPOXOBATOCTH 06bIYHOI NNACTUHDI.
ap
Finishing and semi-finishing machining Of steel and AL ® o X A A b
+ | stainless steel. Great capabilities with dual chipbral 40
E YucroBas 06paboTka CTanu u HepiKaBeloLLeit P125T () o X A A ig il
crany. Wnpokne Bo3moxHoCTH Gnaroaapa 0
RBOIiHOMY CTPyXKKONOMY. M125T Y o X A A 0102 04 08 16 20
psT | @ | O | X A | A
PI25T | @ () (o] A | A ]
16.0
Semi-finishing-finishil ini i 80
i-fin g-finishing machining Universal P135T Y Y o A "
E application. Reduce temperature and stress 20
YuuBepcanbHoe npumenenue. Huskaa cuna 0
wst | @ ) X A | A i
pe3aHus. Hu3KaA Temnepartypa B 30He pe3aHus. .
010204 08 1.6 20
mst | @ o () A | A
Ki20T | @ | @ X A | A
q
Finishing machining of steel. High quality of the 160
% | processed surface. "
= | Uncrosas o6patoTka HepxaBeroweil cranu. M120T [ ) X X A 20
L | Bbicokoe KauecTBo o6pabaTbiBaemoii ;2
NOBEPXHOCTH. ’ o
0102 04 08 16 20
Finishing machining of stainless steel. Increased
life expectancy. Semi-finishing of aluminum. Small @
o feedrate in bar turning. Low tendency to vibration ezl L4 o X A ‘zg
w | Easy chip removal. 0
E, Yucrosasn o6paboTka Hep il cTanu. 20
E Nonyuncrosas 06pa6oTka anioMunmA. ;2
YBenuueHHbIi cpok cnyx6bl. Huskaa cuna N216T Y ® o A A Ly

@ Tepsoe npumereHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpuMeHeHe

A Mepsoe npumereHne

X He pekomeHpyetcs



. umt TURNING CARBIDE INSERTS * TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI

Negative angle
MnacTuHbI C OTpULATENbHBIM 3aAHUM YT/IOM

Types of cutting Types of machining
Bup pesanua Bupg ob6paboTku
v 2 | €
= 23 .§' =®
¢g 3 22 g, | st 3
€35z 5 S g5 | 8¢ T3 23 S 3
E-g— E %% e é EN i ‘g- % £ g £ 5 Eg Depth of cut and feed rate
g9 8 .‘g‘_ 2| Description b E 3 e | &g § g E\ § g g‘ 2 g, ny6uHa pesaHus
£Exc S5 | Onucanve 5 O Sc | ECE| EC = =c = 1 nogaya (mm)
Finishing machining of steel and stainless steel.
Increased life expectancy. Cermet inserts. Good chip o]
control at small depth of cut. 80
W | Yucrosas o6paGoTKa cTanu u Hepaseioweii 40
= y
> | cranu. Bbicokoe kauectBo 06pabatbiBaemoit Tao L X X A fz |
NOBepXHOCTH. XOpOLUKii KOHTPONb Hap, o5 .
CTpyXKoApo6neHnem npu HebonbLoi rNy6uHe 017020408 16 20
pe3sanua. Huskaa aana pesanusa.
ap
16.0
80
< | Fine finishing machining of steel. o
Y= | Ounmwnan o6pabotka cranu. el g X X A "
05
0.1 02 04 08 16 20 L
ap
160
Semi-finishing-finishing machining of steel. Increase P115T ] O X A A 80
& | lifetime 40
20
= | NepexopHas uncroas- nony4ucrosas o6pa- 0
6oTKa cTanu. YBenuyeHHbIi oK cnyK6bl. P125T ) o X A A 05
01020408 16 ZOL
PI1sT | @ | O | X A
P2sT | @ | @ | O A ?
160
n The first choice for semi-finishing machining steel. o
= | Mepebiii BbiGop AnA nonyuucrosoii o6patotkn | P125GP | @ [ ) (o) A 0y
cTanu. ;‘;
P135T [ ) [ ) o A 0102 04 08 16 20
Kot | @ | O | X A
nsT | @ | @ | O | A | A :
16.0
é Roughing steel jg
ughi . :
E YeproBas o6pabotka cranu. by L L o A A » el
05
P135T . . o A A 0102 04 08 16 20 fn
ap
16.0
- 80 I
v Semi-finishing machining steel. 40 o
E TMonyuucroas o6pa6otka cranu. ity L g o A fz
05
0.1 02 04 08 16 20 f
One-way insert. Single Sided roughing geometry
Good chip control. For steels with high strength P115T ® ® o A A ma
~ | (800N/mm?) 80 B
I | OpHocropoHHAA nnactuHa. llepexoanan 0
uZIJ nony4ucToBas YepHoBas 06pa6oTKa cTanu ¢ P125T ® ® o A A fﬂ
npouHocTbio 800N/mm?, Pa6oTa Ha BbICOKOI N0- 05
~ ~ fn
Rave 1 c60nbLuoii ry6uHoi pe3anua. Taxenoe P135T ® ® °® A A 070204 08 16 20
npepbiBUcToe pe3aHie. Hu3Kkas cuna pesanus.
@ epsoe npumeHeHe A Nepsoe npumereHve

m (O BoswmoxHoe npumeHeHne /\ Bo3aMoxHOe NpuMeHeHe

X He pexkomeHgyetcs



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEP[AOCMIABHBIE MTACTUHDI

Bumt

Negative angle

MnacTuHbi ¢ oTpuyaTesibHbIM 3agHM yrjiioM

CneuvanbHas reomeTpus Ans
nony4epHoBOil 1 YepHOBOIl 06paboTKM
KapONpOYHbIX M TUTAHOBbIX CNNABOB.

Types of cutting Types of machining
Buz pesatua Buz 06pabotkn
o 2 2
g2 .8 s
g o . S E|l .S S o
ERS g = e S| EBZ = S 3
=] g - s 2 _ £ ES 2 i % 'g_ % g = 2 | 25 | Depthofcutandfeedrate
= £ e w 5 = b g = 2 £
5 =3 § =2 Z| Description % g | € £ 5 £&8| 58 'E\ g % z g S Tny6uHa pesanma
2 2 ] £ K] 5
£E2 B S S| Omucanne GS |S8= | EB82| E& | &F | =2 | &5 v nogada (mm)
One-way insert. Medium and roughing machining.
Low cutting force. Universal geometry for almost all P115T [ ] ([ J (o) A A
materials. Suitable for unstable working conditions o]
1 | duetolow cutting force. 80 m
40
:.: 0pHOCTOpOHHAA NnacTuHa. MepexopHas P125T ° ® o A A "
E nony4ucToBas-yepHoBas 06paboTka cranu. 0
Huskasa cuna pesanus. YHuBepcanbHas reome- 05
TPUA ANA NPAKTUYECKN BCEX MaTepuanos. 0102 04 08 16 20
TopXopuT ANt HeCTabUNbHBIX YCNOBMI pabo- P135T [ [} A A
Tbl 6naropapa HU3KoI CUAbI pe3aHus.
One-way insert. Heavy steel turning. Work at a deep a
cutting depth. Designed for heavy, intermittent 160 D
- 80
% handling. 10
= | OnuoctopoHusa nnactuHa. Takenoe Touenve P125T [ ) [ ) o A 20
W | cranu. Pa6ota Ha 6onbLuoii rny6uHe pesanus. ;Z
TNpepHasHayeHa AnA TAXKENOM, NPePbIBUCTOI ' n
06pa6OTK". 01020408 1.6 20
y
16.0 |
Roughing stainless steel processing. Low cutting force. jﬂ |
a o6pa6oTka weii cramn. | M125T o ( J (o] A A 2
Huskas cuna pesanus. I 77 [
01020408 1.6 20 fn
. . . al
Low cutting force. The first choice for semi- S110T (] (o) X A /\ 00
L . 80
. finishing processing of superalloys.v o !
w | Huskaa cuna pesauus. Mepsbiit 20
.~ 10
BbIGOp ANA NonyuncToBoil 06paboTky 0 |
HapONpOUHbIX CINABOB. sst | @ o X A | A oTor 0T 031620
Special geometry for semifinishing and rough P
processing of heat-resistant and titanium "
alloys. 40
4 y 401 | @ ) o | A | A | A 2

0.1 02 04 08 1.6 20

@ Tepsoe npumereHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpuMeHeHe

X He pekomeHpyetcs

A Mepsoe npumereHne



. umt TURNING CARBIDE INSERTS * TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI

Negative angle
MnacTvHbl C OTpULATENbHBIM 3aAHUM YT/IOM

Types of cutting Types of machining
Bup pesaHna Bup o6paboTkun
9] 2 | &
eI . Es (2 | o9 3
- 2 B 5
£z |18 £ %5 |38 25|t o5
2o = =g 3 S |5i.| B2 | E3 E S Ea Depth of cut and feed rate
9 O o X g 3 85 | 832 2o | &% =S < e P
g Q e 22| Desciption g s 3E £85| 598 35| 85 28 ny6uHa pesanus
Exc E5 | onucanve 5 0 Sc |ECE| ECc | &7 | =c i 7 1 nogaua (mm)
st | @ | O A | A :
160
Roughing and semi-finishing steel. Universal use. jg I\
& | Yepnosas u nonyuncrosas o6paGorka cranuu |  P135T () () O | A | A 2
uyryHa yuusep p 10
05
K120T () o X A A 070204081620 "
y
16.0
= | Semi-finish, easy roughing of nodular cast iron. jg
& | Monyuucrosas, nerkan 4epHoBas oGpadorka K120T [ ) [ ) (o) N | A 20
uyryHa  WapoBUAHbIM rpa¢uTom. ;2
0.1 020408 1.6 20 fn
q
16.0
Rough and semi-finishing steel processing. Universal P125T ® O X A A 80
e« application. 40 A
% YepHoBas 1 nonyuucrosas obpabotka cranu. fg
YHuBepcanbHoe npumeHeHme. P135T Y Y (o) A A 05
0.1 02 0408 1.6 20 fn
y
16.0
80
— | Semi-finishing machining of steel. 40 —
20
= MonyuucroBas o6pa6otka cranu. P125T ® o X A 0
05
01020408 1.6 20 f
3
) P . . . 160
Finishing machining of stainless steel and titanium 80
s | alloys. 40
> | Yucrosas o6paGoTa HepaBeloweii crany u 1] L o X A fﬂ I
TUTaHOBbIX CNNIABOB. 05
1
01020408 1.6 20 f
Semi-finishing stainless steel processing. Low
probability of formation of surface defects. High y
quality of the processed surface. Low cutting force. M125T ® ® o A 160 I
High cutting parameters with constant cooling. jg N
+ | Monyuncrosas o6pa6otka Hep i 2
X | cranu. Huskas BepoaTHOCTb 06pasoBanya W
TIOBEPXHOCTHBIX AAedeKTOB. BbicoKoe KauecTBo o n
p - p ™. HM3Kaﬂ wna M1ZSGP . . o A 01020408 1.6 20
p Bbicokue nap pbIp npu
YCNOBUM NOCTOAHHOTO OXNaXKACHUA.
@ epsoe npumereHve A Tepsoe npumereHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpumeHeHne

m X He pekomeHpyetca
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. umt TURNING CARBIDE INSERTS * TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI

Top angle
Yron npwu
BepLHe

4

35°

55°

75°

80°

86°

Yron npwu
BepLUMHe

55°

82°

85°

90°

108°

120°

135°

Other hapes

920°

60°

o> meeleld J@

80°

Insert shape

Slidlnimiolzlovlrlir»lolxIZIAalmlol <

Brad 1

d+ m* st

0,025 | 0,005 0,025
F ] 0,013 | 0,005 0,025
C| 0025 | 0,013 0,025
H| 0013 | 0,013 0,025
E | 0,025 | 0,025 0,025
G | 0,025 | 0,025 0,13
J |005-015¢| 0,005 0,025
K |005-015*| 0,013 0,025
L |005015%| 0,025 0,025
G |0,05-0,15*| 0,08-0,20| 0,13
N | 005-0,15% | 0,08-020 | 0,025
U | 0,08-0,25* [0,13-0238| 0,013

Tolerance
Honyckn

O <

N
N

3agHun yron

Normal clearance angle

3 A |25 F
5° B |30 G
7 C 0° N
15 D | 11° P
20° E

3apHwui yron He
BKJIIOUYEHHbIN B
CTaHZapT, He06X0AUMO
yKasblBaTb
LOMNONHUTENIbHO

0]

@

[eomeTpua noBepxHocTemn
Type of chip breaker/clamping

N | Wy O
R | iy &
F KT
A N |:|I|:|
MP| Ty I
G,P ==
W | oo [
T | & o
Q =
U m=Cn
B o7 o
H | &y =
c £
J =0
X cneyvanbHaa popma
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dmm

06 16

08 20

—| 10 25 g
12 32

e Papgunyc
@ ﬁ 3aKpyrneHuns, Mm
L L —

00 <0,05
mm |gioMb] mm | mm 01 0,1
06 |5/32|39 | 03 02 0,2
09 |[7/32]556| 05 04 0,4
11 174 | 635 | 06 08 0.8
16 3/8 | 952 | 09 12 12
16 1,6

22 |12 1127 12
24 24

27 | 5/8 1158 15
32 3,2

33 3/4 [ 190 19

RN 00
44 1 254 | 25 RC MO

Insert size Nose radius
[nunHa pexyLuen KpomKum Papguyc 3akpyrneHua

N \

04

"\

TonwmHa NNacTyHbI
Insert thickness

[R]
Oiomb | mm | UHaekc
1/16 1,59 01
3/32 2,38 02
1/8 3,18 03
5/32 3,97 T3
3/16 4,76 04
7/32 | 556 | 05
1/4 6,35 06
5/16 7,94 07
3/8 9,52 09




. umt TURNING CARBIDE INSERTS * TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI

c N Negative angle
@ @ @ [1nacTUHbI C OTpULATENBbHBIM 3a4HUM YTNIOM
7\80 0603HaueHne d s
NV CN...090... 9.52 3.18
@ ) CN...120... 12.70 476
. . CN...190... 19.05 6.35
Grades
‘é . 2s (nnasbl
£ = £ 5 S =
= 5 58 =3
Tx: <2 85 &
SSE 38 &% Description 5 5 o 2 8 5 5 5 §
ELE Z& &8 0603HaueHme r = &8 28 £E E £ 5 & A
2% | o | cNMG120404-UsF 0.40 ° o
285 | 3 '
3 CNMG 120408-UJF 0.80 ) ‘3‘2 o
€5 2 =
£g < CNMX 120404-NFA+ 040| ® 0
2 3 B
£ | Z 0s NE
= CNMX 120408-NFA+ 080| ® fn
i 0102 03 04 05 06
CNGP 120402-XK 0.20 ° ol
40
2% CNGP 120404-XK 0.40 ° 10
— o .
$e | %
2 G < 20
£ 3 CNGP 120408-XK 0.80 ° 10
0.5
CNGP 120412-XK 1.20 ® 0702030405 06"
= CNMG 090304-WL+ 040 | ®
g4 8 »
< c F +
£ 8€ Y 2| CNMG 120404-WL+ 040| ® | ® W7
£LEZ 3 60 ——
- 40 DL
= CNMG 120408-WL+ 08| e | e 20 I
= 10
IE g\ % 0.5 +
L F
% 5 “§’ & | CNMG 190616-E+ 1.60 [} 0102 03 04 05 06 k
= 2
=
€28 CNMG 120404-E+ 0.40 oo »
225 % 4+ 50
ggee w 1]
2ES CNMG 120408-E+ 0.80 oo 40 T
30 i
2« CNMG 090304-K+ 0.40 o o 20 ]
S a
20 CNMG 090308-K+ 0.80 o | o 10
€Y | g 05 =
§2 CNMG 120404-K+ 0.40 o o f
E [s) 0.1 02 03 04 05 0.6
=FE CNMG 120408-K+ 0.80 o | o
S = | =
E 5 = 8 8|k 5 5 ¢
S| =|E|ISE|E|=E|5|&a|a
* | % | Kk % | * *
M Stainless steel aust. - AycTeHUTHaa Hep»k. CTasnb abidin b db db dRrdRrdibie 523'(”;23;2 npuMeHeHie
* | k| 5% | e PAY Second choice
% [Jonyctumoe npumeHeHmne
db dib dib ¢

p.82-83

Ap

p. 55-58

fn

p. 85-105

p.117-126
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C N Negative angle
@ @ @ [1nacTuHbI C OTpMLATENbHBIM 33AHNM YTIIOM

7\80 0O603HaueHne d s
]/ CN...120... 12.70 476
@ | CN... 160.. 15.88 6.35
AN , CN... 190... 19.05 6.35
Grades
‘é . 2s (nnasbl
IO °c8 =% Description B 5 2 5 5 8 &
85 & ax S - & 4 m o = Ao
EL = 25 &5 0603HaueHue r & &8 &8 & = & k£
ap
o CNMG 120404-W+ 040 © | @ | o 50 T
2s [ 1]
< g 40
£E | o EEITE .
"-E: s = | CNMG 120408-W+ 08 ® o | o o L4 20 fF—— I
322
g8 oo LT W+
CNMG 120412-W+ 120/ @ | @ | ® | ©® ° fn
0.1 02 03 04 05 06
CNMG 120408-90+ 0.80 ° ap
o 60
£s CNMG 120412-90+ | 1.20 . 5 M Eu }g?
S2 | 4 | CNMG160608-90+ | 0.80 ° ° 40
T ) 30
EZ | CNMG160612-90+ | 1.20 o oo 0
S S ' (N[120...
= CNMG 190612-90+ | 1.20 o . 10
fn
CNMG 190616-90+ 1.60 ° ° 0102 04 0506 08
Lo g CNMA 120408-UEN 0.80 e o ap
S8 2 60
S g % g 4 CNMA 120412-UEN 1.20 ) o NLHD
=eg CNMA 120416-UEN | 1.60 ° 40 -
E 30
£ 2 § ~ | CNMM 120408-EN-H2| 0.80| ® | ® ® 20
S E o I. 10
29 2
=g | " | CNMM120412-EN-H2| 1.20 ° 070204050607 "
-
-l S| = = S 5
2| QI 2|8 2| a
Tl E|lg|lag|=s|s|&
* k| ok |k k| Y| X
M Stainless steel aust. - AycteHnTHas HepX. cTanb % 5% | % |V | Kk KX Best choice
* * * * Hal/lnquuee npumeHeHne
A e Second choice
D,OI'IyCTVIMOG nprumeHeHne
¥ |

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.85-105 p.117-126
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C N Negative angle
@@ e [1nacTuHbl C OTpULATENIbHBIM 33 HUM YITIOM

7\80 0603Ha4eHNne d s
7 N ), CN... 120... 12.70 476
@ ] CC... 160... 15.88 6.35
. . CC...190.. 19.05 6.35
Grades CC... 2507... 25.40 7.94
£ o _ Cnnasbl CC... 2500.. 25.40 9.52
g2 EE &=
=3 58 =3
E § ES "; \§ § é agd — — % —_ =
25 E s 2 -4 Description m R 2 8 8
Ezs s3 &5 0603HaueHue r & & & & =
o>
(=
£ CNMG 120408-UWR+ | 0.80 | ® | ® ap
$2 | & * UWRH
£3 :3, 50
25 CNMG 120412-UWR+ | 1.20 ) 40
sE 20 i
10
2 § CNMG 120408-R+ 0.80 o 0.5
52 | & "
> a 0.1 02 04 0.5 06 08
& CNMG 120412-R+ 1.20 °
CNMM 120412-EN-H5| 1.20| ® | ® »
) CNMM 120416-EN-H5 | 1.60 ° 140 250
= ag
§8 | , | CNMM160612-EN-H5| 1.20| ® | ® ‘;g [Top-
I A
£8 | 3| CNMM190612-EN-H5 | 1.20 o 60|
25 | " | CNMM190616-EN-H5| 1.60| | @ Wl
= ~[130..] | 190]..
CNMM 250724-EN-H5| 2.40 hd 020406081010
CNMM 250924-EN-H5 | 2.40 [ ]
CNMM 190616-SN-H8| 1.6 ° ap
140 [SH-H872
o= CNMM 190624-SN-H8| 2.4 . 120 =
€3 -] 8.0 T
5¢ | X o =
32 = !
2% | | CNMM 250924-SN-H8| 2.4 . 40— SNHETO
20
fn
CNMM 250932-SN-H8| 3.2 A 02 0408 12 1.6 20
(-9
5158 5 8
Z|z=| 5 &=
* | ok [k | k| K
M Stainless steel aust. - AycTeHUTHas Hepx. cTanb Yo [ | Y [ | & X Best choice
* | % Hannyuwee npumeHeHne
Y% second choice
[lonyctumoe nprimeHeHne
Y | Y
PAS

p.82-83 p.55-58  p.85-105 p.117-126
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D N Negative angle
@ @ @ [1nacTuHbI C OTpULATENbHBIM 33AHUM YTIOM

0O603HavyeHne d s
DN... 110... 9.52 4.76
DN... 150... 12.70 6.35
Grades
5. 2s _ Cnnasbl
£z £E5 £3
© X - 3 b § a
$SE 28 2% Description E 5 5 o 5 5 3 5 5 &
E2s 25 &8 0603HaueHe r =& &8 &8 E = £ =E £ 5 &
28 DNMG 110404-UJF | 0.40 ° »
= L
< o 3 50
25 40
£ 3 DNMG 150604-UJF | 0.40 ° ol
ga = 20 =
= 2 + | DNMX 150604-NFA+ | 0.40| ® 10
232 | g 05 NFA
=
g é Z | DNMX 150608-NFA+ | 0.80| ® 070203040508
i
x
¢ o g DNMG 110404-WL+ 040| @ | @
S 5| + @
£% 3 2 | DNMG150604-WL+ | 040 @ |
[SEN |
=<5 DNMG 150608-WL+ | 0.80| ® " N
DNGP 150404-XK 0.40 ° 13 T
o)) % 1.0 -
£3 < DNGP 150602-XK 0.20 ° s W] 1
E ;s_) DNGP 150604-XK 0.40 L4 005 01055 020508 "
DNGP 150608-XK 0.80 ®
% £ | 2 | DNMG 150608-90+ | 0.80 . 50
S = 40
=7 30 90+
_ Hmm
| < 1.0
£ 2 g 05 L
2% 2| & | DNMG150608-E+ | 0.80 o o [ o
£ I 01 02 03 0.4 06 08
= F g
—
DNMG 110404-K+ 0.40 e | o
[o)]
E § DNMG 110408-K+ 0.80 o o
2 o
q% g ; DNMG 150404-K+ 0.40 o o 5.0ap
£2 DNMG 150408-K+ | 0.80 oo 0 | ] l
ge DNMG 150604-K+ | 0.40 oo WEEENDE
DNMG 150608-K+ 0.80 o o 10
05
x
E’ < DNMG 150608-R+ 0.80 ° 0703 03 04 05 08 fn
52 | &
S Q
e DNMG 150612-R+ 1.20 °
(-9
5 5 Bl e 5 5 8 5 5 B
sl |g|B|=S|=S| =5 |0
* | k| k| & * | Kk
M Stainless steel aust. - AycTeH/THasA Hep. CTalb rdbidiian dib dib dib ¢ KX Best choice
* | K | & * Haunyuywee npumeHeHne
A YX Second choice
[Llonyctmoe npumeHeHne
Y DAY * | Kk

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.85-105 p.117-126
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D N Negative angle
@@ e [1nactnHbl C oTpunuaTesibHbIM 3aHUM YTTIOM
55° 0603HaueHne d s
[ DN... 110... 9.52 476
DN... 150... 12.7 6.35
= Grades
s = Cnnasbl
a = =
£ 2 EE Es
5 £ S8 §S a
&5 28 £% Description E 5 5 8 & 5
EZ ~a S8 0603HaueHme r & & & & = &
DNMG 110404-W+ 040 | @ | © ® ap
2 DNMG 110408 W+ | 080/ @ @ (e | @ ig
5% |, |DNMG150404W+ | 040 . . 30
T 5 | = | DNMG 150408-W+ | 0.80 ° . 20 W
285 DNMG 150604-W+ | 0.40| @ | @ ° 10
[}
=" DNMG 150608-W+ | 080/ @ [ @ | @ | @ ° 0s —
DNMG 150612-W+ 12000 | @ | @] @ ° 070203040506
£
o DNMG 150608-UWR+| 0.80 ®© | @ | @ 8.0
£ x 1
58 | 4 60 UWR+
3L | e 40
£? | 2 30
25 | > 20
gc 10
= DNMG 150612-UWR+| 120 ® | ® | @ “
0.1 02 03 04 05 06
£ 2 g \n ap
sz35| E 6.0
so92 | 3 DNMM 150612-EN-H5| 1.2 | ® | ® | @
£33 | & 50 —
8 40
= 30
o3 20
£ 22 E 10 VTR IT.
£59 | % | DNMM150608-EN-H2| 0.80| @ | ® | ® e o
=32 | m 0.1 02 04 05 06 07
2
= | = | = % al =
2R alQ/a|
alae|lalal=s&
K|k |k k| k| 5k X Best choice
M Stainless steel aust. - AycTeHUTHas HepX. CTasb Yo [ | Y [ | & Haunyuiee npumeHeHne
* | & * DA Second choice
* D,OnyCTVIMOe npumeHeHne
pAd PAd

p.82-83

p.55-58  p.85-105 p.117-126




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEP[AOCMIABHBIE MTACTUHDI . umt

S N Negative angle
@@ e [1nacTyHbI C OTpULATENbHbIM 3a4HMM YTIOM
r

O6o3HaveHne | d s O6o3HaueHune | d s
SN... 120... 12.70 4.76 SN... 150... 15.88 6.35
d SN... 190... 19.05 6.35 SN... 2509.. 25.40 9.52
SN... 2507.. 2540 | 7.94
Grades
5. 2 (nnasbl
£z £ £z
&5 E S8 = ¥ Description 5 5 K ¢ 1 8 5 &
8 & ax S - & m 8 o84 2 & <
EL = =5 S5 0603HaueHme r & & &8 = = £ £ 2
§ SNMM 190612-EN-H5 | 1.20 L]
o)
E£ 2| P | SNMM190616-EN-H5 | 1.60 B »
851 2 ol BNLZ5
23 Z| & | SNMM250724-EN-H5| 2.40 . 120 ..20..
= SNMM 250924-EN-H5 | 2.40 ° 80 S
= 60
©
¢ 28| 4 | SNMG 120408-UWR+ | 0.80 . o
_g €8 ‘; SNWHB “
932 5 02 04 06 08 1.0 12
=2 5 SNMG 120412-UWR+ | 1.20 o
|
§ SNMG120408-90+ 0.80 °
LD
SSE| & | SNMG12041290+ | 120 . B
T g_J & 6.0 B AR B
232 SNMG 150612-90+ | 1.20 o o sofIf sN19b... 90+
= SNMG 190612-90+ | 1.20 L) 40
30
o & SNMM 190616-SN-H8 | 1.60 o 20
28 | o 0 SN12... 90+
£ 2 | 2 | SNMM 190624-SN-H8 | 2.40 ° : f
D I 5 n
2 S | & | SNMM250924-SN-H8 | 2.40 ° 02 03 04 05 06 10
[a's
7 SNMM 250932-SN-H8 | 3.20 o
—_ —_ —_ [~ = G - -
28 8/ 8 3 2 8 2
| s|2 ==\ g|g|2
* | K | Kk * | e | Y
M Stainless steel aust. - AycTeHnTHanA Hep. CTanb rdbidib b i ¢ X Best choice
* | % ¥ * | % Haunyuwee npumeHeHne
A * Y Second choice
[onyctumoe npumeHeHne
Y PA S

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.85-105 p.117-126




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

S N Negative angle
@ @@ [11acTyHbI C OTpULATENbHbIM 3aHVM YTJIOM

r
0O6o3Ha4yeHne d s
SN... 120... 12.70 4.76
d SN... 190... 19.05 6.35
SN... 250... 25.40 9.52
S Grades
£ e = (nnasbl
2o £ 2 -
s = e 5 T =
vl 7} 5 3 == o
s % S §5 a o -
28 s¢g %_ g Description E 5 5 8B 8 Q3 550
£ 8 =g == F e P @8 gz 2 2=
EZ =& S& 0603HaueHve I & & & & = = £ &G wn
(2]
=
5 g SNMG 120408-W+ 080 ® | @ | @ @ )
EG + ®
£EZ = 120 —
25 80
e SNMG 120412-W+ | 120/ @ | @ | @ " EN-T
= 30
£ = 10
] SNMM 190616-EN-T 1.60 o ’ W+
€8 | = 05
Ts |z n
EZ | w 0102 03 0.4 0608
58 SNMM 250924-EN-T | 2.40 °
=
2w
< 3
€ £ ap
T 5 | & | SNMG 120408-E+ 0.80 oo 50 T
22 40
T O
=E 30 —
@ 20
Z g 10
EE | 4 05
£ 3 v | SNMG 120408-K+ 0.80 o o fn
52 0102 03 04 05 06
88
=
a
o 100
£ 5 80
g’ o = 60
28 | @ | SNMA120408-UEN | 0.80 ° 40
E I =] m UEN
S 2 20
T O
=k 10
fn
0102 03 04 05 06
S| S| =
" 5282 8§ €&t
Elalalalsl=s<=|a|a
* |k |k |k |k |k |k
M Stainless steel aust. - AycTeHUTHasA HepPX. CTasb 5 | N |V | k| K ¥ | % K Best choice
* | % * Hannyuwee npumereHne
Y Second choice
,Elonycwlmoe npumeHeHne
PA Y pA * | K

Ap
fn

p.82-83 p.55-58  p.85-105 p.117-126




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

T N Negative angle
ee® e [InacTuHbl C oTpMLaTeNbHbIM 3aAHM YTIOM

60° O6o03HaveHue | d s
TN... 160... 9.52 476
TN... 220... 12.70 | 4.76
Grades
5. 2 Cnnasbl
£3 EE &z
"gfa\g- § Z,_E £z Description 5 7 3 & 2 8 g & &
EZ2 = a3 && 0603HaueHme r & & & &8 = = £ & &
2x TNMG 160404-W+ 040 | ® | ®
‘e @©
28 TNMG 160408-W+ | 080 @ | @ | @ | @ . ,
£2 | £ [TNMG160412W+ [ 120/ @ | @ 50
28 TNMG 220404-W+ | 0.40 o .
== TNMG 220408 W+ | 0.80 ° ° 2 4
& 1.0 = .
£2¢ i
S S L§J di | TNMG 160408-E+ 0.80 e o 0702030405 06"
c 3
SE g
]
|-
£28 TNMG 160404-K+ | 0.40 o o
Sz5g +
8 E S o X
= u:é TNMG 160408-K+ 0.80 [ ) ap
5 o [94+120...
£2% TNMG 160408-90+ | 0.80 ° ' N
Scox * 40 |
2928 & 30 —
=95 TNMG 220412-90+ 1.20 ° 20
= 10 | UEN/90+160...
é,g’% > 0702030405 06"
2528 @ | TNMA 160408-UEN | 0.80 °
Q3> > >
=25
|
S
£ g’§ + | TNMG 160408-UWR+ | 0.80 [ »
SEao | & 70
387 2 T b DWIRH
=£eg TNMG 160412-UWR+ | 1.20 ° 10
= R
8 10
Lo 3 TNMG 160408-R+ 0.80 L] 0‘5
Sca| + ' fn
T “:; e 0.1 02 04 05 06 08
=23 TNMG 160412-R+ 1.20 °
_
— — % —_ '§ a = — —-
S k|8 5| 8|88 EE
E|ls|s|g =|=|lg|&|&
* |k | ok |k k| k|
M Stainless steel aust. - AycTeHUTHas HepX. CTalb 5 | e | k| K ¥ | Y KX Best choice
* | % * Hawnnyuwee nprvmeHeHne
X Second choice
,[lonycmmoe npumeHeHmne
PA Y * | Kk

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.85-105 p.117-126




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

VN Negative angle
@ @ @ [111aCTVHbI C OTPULIATENBHBIM 3aJHUM YTIOM

O603HaueHvne | d s
VN... 160... 9.52 476
Grades
5. = Cnnasbl
£z EE &z
§§§ Z,_E £z Description 5 5 5 o S 8 8 82 5 &
ELE 23 &5 0603HaueHme r & & &8 ¥ = = = = & &
&
15 28§ +
5% 22l & | VNMG 160404-WL+ 040 | ®
o c T Y ;
S 23
3 ap
= 80
60
40
VNGP 160402-XK 0.20 [ 20 i
o3 " L
.é § § 05 f
=S 01 02 03 04 05 06 "
[
VNGP 160404-XK 0.40 ®
801 VNMG 160404-W+ 040| ® | ®
%3
E & +
£3 | =
=i
T2 P
= VNMG 160408-W+ 080| ® | @ 50
40
304
% 20
1 [+4) ].0
£2¢ 05 Wit
3G S| W | VNMG 160408-E+ 0.80 o0 ) .
SER 01 02 03 04 05 06
5
-
g
E2¢8
553 | & | VNMG 160408-K+ 0.80 oo
¢ L,
gt g5
=
—_ 95 —_ —
"Rk |R2 8 8 55
T =l B|E|=E|E|=5 &
* |k | Kk | X * | k| Y%
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb dbi i dib dib dib dib dibidibie KX Best choice
* | % [ * Hawnnyuwee nprvimeHeHne
A PA Second choice
Llonycmmoe npumeHeHmne
¢ PA Y bx ¢ * | %

p.82-83 p. 55-58



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEP[AOCMIABHBIE MTACTUHDI . umt

W N Negative angle
@ @ @ [1NacTUHbI C OTPULATENbHBIM 334HMM YTTIOM

O603HaveHne | d s
WN... 060... 9.52 4.76
WN... 080... 12.7 4.76
Grades
5. 2 s Cnnasbl
£z £S5 Bz
b § ES "E é g g . g - = 5 = s S = = =
58 E g 2% Description 2 R 8 8 8 28 8 g &=
EZ2E ~/3 $& 0603HaueHme r & & & & = £ £ & &
&
£ 2858 L | WNMGO060404-WL+ | 040 | ® »
363 O 1 —
8E£3I¢ = 40
SLE5 WNMG 080404-WL+ | 0.40 | ® "
T 0 NFA
£8& | . | WNMX 080404-NFA+ | 0.40| ® 10|
£3 | £ o5 ]
= T = - fn
25 WNMX 080408-NFA+ | 0.80 | ® 01702 03 04 05 06
LL
P
WNGP 080404-XK 0.40 ° 50
40
o3
._g .uo_: w 30
25 | X 20
e 10
0.
WNGP 080408-XK | 0.80 . ’ .
01 02 03 04 05 06
o WNMG 060404-W+ 040| @ | @
53 WNMG 060408-W+ | 0.80| ® | ®
c F
£2 | £ | WNMG080404W+ | 040 @ | @
25 WNMG 080408-W+ | 0.80| ® | ®
-
= WNMG 080412-W+ | 120/ @ | @ | @ | @ »
£ " 90
53 WNMG 080408-90+ | 0.80 oo 40
8 I + 30
= Q
r e | o 20 —
Ez | @ 10
$5 WNMG 080412-90+ | 1.20 oo o lL u
| o .
= ‘ J
= 010203040506
3
EZe
5% | di | WNMGO080408-E+ | 0.80 oo
g L,
=E g
o
|-
_ | = % =5 & = | = =
e S A =]
Elalalal=ss =5 n
* | % | % | & | v | v |k
M Stainless steel aust. - AycTeHUTHas HepX. CTab Y |5 | Y| e |k Y | X Best choice
* | % * % K| % Haunyuywee npnmeHeHmne
Y¥ Second choice
[onyctumoe npumeHeHune
pA * | %

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.85-105 p.117-126




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

W N Negative angle
@@ e [11acTUHbI C OTpMLATENbHBIM 3aAHM YTJIOM

O603HaueHne | d s
WN... 060... 9.53 3.97
WN... 080... 12.70 | 4.76
= Grades
g % > _ Cnnasbl
2 = £ E g =
= T 5 38 = S
s £ S8 85 s o
&8s 28 &% Description 5 g § g 'é g 8 %
EE =3 && 0603HaueHme r & &8 = = = = £ £ Z2
o WNMG 060404-K+ 0.40 e o
C ®
= g WNMG 060408-K+ 0.80 o o
c F ap
T3 < | WNMG 080404-K+ | 0.40 oo 50 -
S > 40
5o WNMG 080408-K+ | 0.80 oo 30
= 20
WNMG 080412 K+ | 1.20 ° 0 UEN
® 0.5
[ o)) g fn
ES?| > 0102 03 04 05 06
%%\% g WNMA 080408-UEN | 0.80 e o
282
o
[y
[=2)
3
'§» 2 + WNMG 080408-UWR+| 0.80 o
o3 s ap
]
€z 70
N ]
25 WNMG 080412-UWR+| 120 | ® so [ JUWR+
= 40
=
20
o= WNMG 080408-R+ | 0.80 . 1
c R 0.5
< o +
C:;',’ | = 070204050608 "
(7]
eI WNMG 080412-R+ 1.20 °
= & - - S
5 B 288288
T El=s=|=|= g/ |2
* | Kk Yo | % [ Yy PA g
M Stainless steel aust. - AycTeHTHasA Hep. CTalb i dih dib db db ¢
X Best choice
* * * * * HaVlﬂquLlee npumeHeHune
PAG Y% second choice
* D,OI'IyCTVIMOe npumeHeHne

p.82-83 p.55-58  p.85-105 p.117-126



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEP[AOCMIABHBIE MTACTUHDI . umt

KN Negative angle
eee [InacTuHbl C oTprLATENBHBIM 3aJHNM YTIOM

150 O603HaueHne | d s L

[$))
/ f\° ﬂ/\ KN... 160... 9.52 | 476 16.0
L ) < @
-

£ Grades
g - (nnasbl
g S £z
S x s g3 - 5 5
g2 g‘g = £ Description bR 8 8838 E 5 &
EE =2 &8 0603HaueHue r & &8 &8 2 = = £ 2 5 &
KNUX 160405L-M1 0.50 [ e o P
2« 50
< B 40
4 3 KNUX 160405R-M1 0.50 [ J e o
EL | = 30
€5 | 2 20
25 KNUX 160410L-M1 | 1.00 o 10
3 05
= n
KNUX 160410R-M1 | 1.00 . 0102030405 06
= | =
2 R 5 =88 EE &8s
alalalg|==|=|= 5| &
* | % | Kk *
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb ¥ | % | Y * | K ¥ | ¥ K Best choice
* * * * HaVU'lquLlee npumeHeHmne
¥X Second choice
,D,Ol'lyCTVlMOe npumeHeHne
PAe * | Kk

g4 Ap
/ Ve fn

p.82-83 p.55-58 p.91




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

cc Positive angle
@@ e [11acTVHbI C NONOKUTENbHBIM 3aHAM YTNIOM

N
_ _ i - f 0O603HaueHne d s
\ CC...0602... 6.35 238
d CC...09T3.. 952 3.97
! CC...1204.. 12.7 476
S ——
“ Grades
g o E_" s .. Cnnasbl
omm I - o
:6, % z §§§ g . ) - S = =
SSE gSEEX Description 5 5 8 5 2 8 2 %8 8 %
Ecs 2588 0603HaueHue r & =& =& =& E = = = = g
=5 CCMT 060204-UJF 0.40 ° a
=8 5 50
s 2| 2 40
== CCMT 09T304-UJF 0.40 ° 10 I
20 FA
£s CCMX 09T304-FA 0.40 ° ° 10 SR TE
is * L] o
£3 CCMX 09T308-FA 0.80 ° ° 01 02 03 0.4 05 06
= CCMT 060202-WF+ 0.20 oo oo
SE CCMT 060204-WF+ 040 @ | @ | @ oo »
= & t | CCMT09T302-WF+ 0.20 oo o | o 50
£ 35| 3 | CCMT09T304-WF+ 040 @ | @ | ® D 40
g CCMT 09T308-WF+ 080| @ e e @ o WOITWEE
E CCMT 120404-WF+ 040 ® fg
CCGT 060200-FN-F 0.05 ° sl WL L
g é = CCGT 060201-FN-F 0.10 ° 070203 0405 06 "
£ 2| & | CCGT09T300-FN-F 0.05 °
CCGT 09T301-FN-F 0.10 °
CCMT 060204-W+ 040] ® | ® ° ° ° »
o CCMT 060208-W-+ 080| ® | ® ° ° ig
= g CCMT 09T304-W+ 040 @ | @ o e o o 30
< 2| £ | CCMT09T308-W+ 080/ @ | ® ° o oo 2
£ § CCMT 120404-W+ 0.40 ° ° 10
= CCMT 120408-W+ 0.80 ° ° ° 05 o
CCMT 120412-W+ 1.20 (] ® 0.1 02 03 04 0506
CCGT 060201-FN-MF+ | 0.10 o e R
CCGT 060202-FN-MF+ | 0.20 oo 80
£ g |, | CCGT060204-FN-MF+ | 040 oo 60
2 § L | CCGTO09T302-FN-MF+ | 0.20 oo 30
S Z 2z | CCGTOIT304-FN-MF+ | 040 o e fg ]
Z:= CCGT 09T308-FN-MF+ | 0.80 oo 0s
CCGT 120404-FN-MF+ | 0.40 oo f
CCGT 120408-FN-MF+ | 0.80 oo 010205 040506
a. (-9
E 5 8 5 = 88 8 8 5
= =|=|8 8| == =&
* |k * | X * [ |5 |
M Stainless steel aust. - AycTeH/THasA HepK. CTalb Y [ X xdb db db db db ¢ K Best choice
* * * * * Hamnyqu.lee npumMeHeHne
A PAY Second choice
,El,onycmmoe npumMeHeHne
PA YA

p.82-83

Ap
fn

p. 55-58

p.106-116  p.127-135




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

D C Positive angle
@ @ @ [111aCTUHbI C MONOXUTENbHBIM 3a4HVM YTTIOM

550 O6o3HaveHue d s
1 DC...070... 6.35 248
- DC... 11T... 9.52 3.97
S| Grades
5. 2 s (Cnnasbl
£z EE Es
. ZE 85
$2% S5 £% Description 5 5 8 5 .5 2585 % &
S o c o = = - [a] ~N faa) b - - - - ) ~ o
EZE =3 &5 0603HaueHve r & & & &8 ¥ = = = = & 2 =
28 DCMT 070204-UJF | 0.40 °
2 | 5 ?
= U
£ 5 DCMT 117304-UJF | 0.40 o .
30 ;
. DCMX 070204-FA | 0.40| | ® 20f—R A
22 e ETUF
£3 | £ DCMX11T304-FA 0.40 ° o " f
?E) 5 0.1 02 03 0.4 0506
= DCMX 11T308-FA 0.80 o o
g '§ DCMT 070202-WF+ 0.20 e o [ 3N}
T8 DCMT 070204-WF+ | 040/ ® | @ | ® K w
S c +
5% 8| & DCMT11T302WF+ 020 | @ o o 50
= 40
$8” DCMT 11T304-WF+ | 040| ® | ® | ® oo w0
c
3 DCMT 11T308-WF+ | 0.80| | ® | ® . 20| W
10
i} DCGT 070200-FN-F | 0.05 ° sl L |
o) fn
é g ; DCGT 070201-FN-F | 0.10 ° 0102 03 040506
:u§_ ;s_’ w | DCGT 11T300-FN-F 0.05 °
DCGT 11T301-FN-F 0.10 o
DCMT 070204-W+ 0.40 e o o [ N ®
£s
<
29 DCMT 070208-W+ | 0.80 . . LR
I3 2
28 DCMT 11T304-W+ 040/ @ (@ | @ | @ e o o o »
SE 100 |
DCMT 11T308-W+ 080 @ | ® o o e o o o ANIES |
30 H
DCGT 070201-FN-MF+ 0.10 L] 20 1 \
o _ DCGT 070202-FN-MF-+ 0.20 o o8 EN-ME-
‘= @©
,‘uE:» 5 + DCGT 070204-FN-MF+ 0.40 o 010203 0d 05 0em
€ 2 | Z | DCGT070208-FN-MF+ 0.80 o
2 & | ™ | DCGT 11T302-FN-MF+ 0.20 °
U=
= DCGT 11T304-FN-MF+ 0.40 °
DCGT 11T308-FN-MF+ 0.80 L]
=5 % 5558858 ¢8¢
E|l&|l8 |8 | B|=S|=S|=|=|e|2| =
* | * | * | k| e ok K Best choice
M Stainless steel aust. - AycTeHUTHasA HEPX. CTalb ¥ | Y db db db db dib ¢ * Hannyuwee
* * * * * * npuMeHeHne
A * ¥ Second choice
Honyctmoe
% Y * nprIMeHeHvie

g4 Ap
/ Ve fn

p.82-83 p.55-58  p.106-116 p.127-135




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

S c Positive angle
(X X} [MnacTnHbl € NONOXNUTENBbHBIM 3agHUM yrinom
y 0O603HaveHne d s
SC...09T... 9.52 3.97
d T 5C... 120... 127 476
Ji< Grades
5 . - Cnnasbl
£ EE E:
s § E e & E § o e — \n.'l- —- — =
£S5 E §_‘§[ £z Description S 5 5 e S 8 8 8 s & =
EZ = =& S5 0603HaueHne r & & &8 ¥ = = = = £ 2 =
SCMT 09T304-W+ 0.40 o e o ® »
2 80
8 SCMT 09T308-W-+ 0.80 o o o o ° 10
E8 4+ 30
= 2| £ | SCMT120404W+ | 040 © | @ o o 2
5% W+
2= 1.0
g 2 SCMT 120408-W+ 0.80 o o oo ° 05
fn
SCMT 120412-W+ 1.20 o B 3 01 02 03 04 05 06
SCGT 09T304-FN-MF+| 0.40 [ 3N )
2.
< o
28 c8 i s.oap
Z 8T 5 T | SCGT09T308-FN-MF+ 080 o 50
€ =< £ S 2
[ é S 40
c 20
= 20 L ENME+
SCGT 120408-FN-MF+| 0.80 o o5 EA\
070203040505
s -
55 5 2 5 E/EEEE:
|||l |=s|=s|=|=|5|/2|=
* |k [k |k * | ok | Y|k
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb dbrdidn db dib db dib 4 * X Best choice
* * * * * * Hal/lnyqu.lee npumeHeHne
A * ¥ Second choice
ﬂOI'I CTUMOE NpuMeHeHne
Y/
PA Y pAe

Y4 Ap
/ Ve fn

p.82-83

p. 55-58

p.106-116  p.127-135




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

Tc Positive angle
@@ e [1nacTvHbI C NONOXKUTENBHBIM 3aAHUM YTTIOM

60°

O603HaueHne d s
70% TC...090... 5.56 2.38
TC...110... 6.35 2.38
RN TC... 16T.. 9.52 3.97
S Grades
£ g o Cnnasbl
2 o £ 3 -
£z E& & -
sz & Eg Descripti 5 R oI - 8 K
g8 gs 2% escription c 8 @2 2882 S Qg
EL 2 S&6 0603HayeHme r & &a a g = = = &£ z2 =
[2)]
£
] TCGT 110202-UJF 0.20 ° ap
'C F_) [T 50
e ¥ - -
£z | P 30
g S TCMT 110204-UJF 0.40 ° 20 e
10 H —
& 05 H
§ g S| 4+ 025 Uik
5% § E TCMT 110202-WF+ 0.20 L] fn
2z 0.1 02 03 04 0608
S
TCMT 090204-W+ 0.40 ® e | o [
ap
= TCMT 110204-W+ 040 © | ® | @ o o o 120
£ 80
G @
20 TCMT 110208-W+ 0.80 L e o o 50
£f 8 20 [
S TCMT 16T304-W+ | 0.40 o o oo o 0
o C
= TCMT 16T308-W+ | 0.80 o o oo o o .
01 02 03 04 0608
TCMT 16T312-W+ 1.20 [ )
TCGT 110204-FN-MF+| 0.40 [ 2 ) »
50
o ® + 40
£8 E 30
23 v | TCGT 16T304-FN-MF+| 0.40 ® 20 FN-MI=
[
g2 E 10 -\
05
070203040506
TCGT 16T308-FN-MF+| 0.80 ®
[
tlklsl o 8 s s 88
2|l m 28| d=& 8N
ala |l a|lg| =s=sl=s5 2=
* | k| Kk |k | k| Kk | Y
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb rdibidibdin dib dib dib ¢ % x
Best choice
* * * * * Havmyql.uee nprmeHeHmne
X * DAY Second choice
* * * ,Elonycwwloe npumeHeHne

g4 Ap
/ Ve fn

p.82-83

p.55-58  p.106-116 p.127-135




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

VC

Positive angle
@@ e [111aCTVHbI C NONOXKUTENBbHBIM 3aAHVIM YTJIOM

0O6o3HauyeHne d s
I8 VC.. 110... 6.35 3.18
V(C/B... 160 9.52 4.76
S Grades
g g s (Cnnasbl
2f EE s
E % ’:-z§ § é .. = = = = 3 = = = =
& ¢S B2 Description L ‘g § E E © E
Ez =& &5 0603HaueHHe r &8 & &8 2§ = = = = 2 =
£3 VCMT 110302-WF+ | 0.20 ) o o
e
28| + |VCMT110304WF+ | 040 | @ oo »
x
£88 | 3 |veMT160404-WF+ | 040 | @ oo "
29 - ° ° 30
T3> VCMT 160408-WF+ 0.80 - WE+H
VCGT 110300-FN-F | 0.05 o 0
£§ | uw | VCGT110301-FNF | 0.10 0 os A4
ce = | fn
£ % | & | VCGT 160400-FN-F 0.05 ° 01 02 03 04 05 06
VCGT 160401-FN-F 0.10 [
5 *
o 2 VBMT 160404-X1+ 040 @ | @ 50
= g 40
E $ + 3.0
g | = 20
Eg | ™ 10
k5 i 05 14
=5 VBMT 160408-X1+ | 0.80 . f
= 01 02 03 04 05 06
o VCMT 110304-W+ 0.40 e | o e o o
<8
26 | , |vCMT110308:W+ | 080 | e | e oo o
TS
52 = [VemT 160404 W+ | 0.40 o o oo
[T
= VCMT 160408-W-+ 0.80 o o oo it
VCGT 110302-FN-MF+| 0.20 L N 8.0
2y VCGT 110304-FN-MF+| 0.40 oo RN
w [ . T
= § VCGT 130302-FN-MF+| 0.20 oo 10
5 + . EN=MES
EZ | & | VCGT130304-FN-MF+| 0.40 oo SN
= = 0.1 02 03 04 0608
= E VCGT 160404-FN-MF+| 0.40 o o
£¢ VCGT 160408-FN-MF+ 0.80 o o
u§_ = VCGT 160412-FN-MF+| 1.20 e o
VCGT 220530-FN-MF+| 3.00 L]
= | S| = | = —
28 E e 8388 ¢8 8
T EgElg ==\ =s\=2 =
* | % |k | Kk * | % [ Y
M Stainless steel aust. - AycTeHUTHaA HepX. CTalb rdbididn db db dib @b ¢ *
KX Best choice
* | * R * Haunyuwee npumeHeHmne
YA ¢ Y Second choice
e e e [lonyctumoe npumeHeHne

p.82-83

p. 55-58

p.106-116  p.127-135
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WC Positive angle
@ @@ [11acTVHbI C MONOXKUTENBbHBIM 3aAHUM YTI/IOM

70‘/ O603HaveHne | d s O603HaueHne | d s
( WC...020... 3.97 1.59 WC... 06T... 9.53 3.97
A1 WC... 040... 6.35 2.38 WC... 080... 12.70 | 4.76
S
ES ™ Grades
g % R Cnnasbl
£ EE £z
S E "; é g § s e = = = 5 K K =
53 g 21 Description 2 8 8 28 8 2 3
EZ =3 S5 0603HaueHme r & a a 2 = = = £
o
=] [T
g e 3 | WCGT 020102-UJF 0.20 °
e
p
50
WCMT 040204-W+ 0.40 o ° 40
o WCMT 040208-W+ | 0.80 o . AW
g .
£8 WCMT 06T304-W+ | 040 | ® . 10
c F
£% | £ | WCMTO06T308-W+ | 080 | ® . “ [T UIF .
>
_§ é WCMT 080404-W-t 040 ° ° 0.1 02 03 04 05 06
=
WCMT 080408-W+ 0.80 o °
WCMT 080412-W+ 1.20 ° °
55555855
E| 5 8| = =S|5 &
* |k |k |k * | v [
M Stainless steel aust. - AycTeH/THasA Hep. CTalb b dibidin dib db dib ¢
K Best choice
* | * v | e * HannyJywee npumeHeHmne
A ¢ Y Second choice
H # [onyctmoe npumeHeHne

g4 Ap
/ Ve fn

p.82-83 p.55-58
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RC Positive angle
@ @ @ [11aCTVHbI C NONOXNTENbHBIM 3aAHVM YTTIOM

79 O603HaueHne | d s 0O603HaueHne | d s
) RC... 080... 8.00 3.18 RC... 160... 16.0 6.35
RC... 100... 10.0 4.40 RC... 200... 20.0 6.35
RC... 120... 12.0 476
S 1——
Grades
5 . 2 Cnnagbl
£z EE &=
s % z E E § % = = = 5 = kK =
©5E g€ £% Description L R R 2 8 2 £ =9
Eg: Z3 &5 0603HaueHHte r &8 & &8 2 = 2 = =&
£ RCMT 0803MO-W+ °
» o
£C | &
TS = | RCMT 1003MO-W+ [ P
g % 75 [
T O
2c RCMT 1204MO-W+ ° ig SN-R
30 \S
o RCMT 1606-SN-R [ I ) :Ji
c .
£8 | ® WH o
g’é_ z 0102 03 04 05 06
e RCMT 2006-SN-R oo
555 =28 EEE
Z|lZElg =2 ==
* | K
M Stainless steel aust. - AycteHnTHasA HepX. cTanb Y | K Best choice
* Haunnyuwee npumeHeHne
Y Second choice
Llonycwlmoe npumMmeHeHne
Y

p.82-83 p.55-58  p.106-116




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt




. umt TURNING CARBIDE INSERTS * TOKAPHbBIE TBEPAOCMJIABHBIE MTACTUHDI

CKopocTb pe3aHua gns cnnasos Vc (M/muH)

06pa6artbiBaembilii TeepaocTb
marepuan e P115T P125T P125GP P135T TC10 M120T M125T
125 255-500 190-290 190-290 190-230 280-350 125-280
150-250 220-400 165-240 160-270 170-190 225-270 135-255
300 175-300 125-200 125-210 125-150 190-110 100-180
180 155-400 165-250 165-250 165-190 255-300 130-200
250-300 200-320 100-190 100-210 90-150 180-230 60-175
350 150-280 80-170 90-190 70-130 140-220 50-155
200 175-320 125-210 125-210 125-200 165-200 75-200
350 125-280 80-160 130-230 50-100 165-200 40-140
200 200-320 125-220 130-230 140-180 230-270 100-200
350 150-280 110-190 130-210 110-160 170-250 75-150
Hepxaselowas 200 220-300 135-210 140-210 135-200 165-200 150-200 125-250
crant 180 100-210 100-210 110-190 200-245 125-200 100-220
230-260 80-150 90-155 55-160
330 75-100 75-100 50-75 125-160 55-80 40-100
180 135-370 125-210 120-155
260 135-330 125-200 90-130
160 190-430 120-240 225-300
- 140-270 120-240 180-250
130 175-520 155-250 255-350
230 145-330 125-200 265-250
60
100
80
90
130
90
100
100
200 25-50
280 25-50
250 15-45
) 20-35
- 1025
Rm 440* 75-140
Rm 1050* 25-45

*Rm - npegen npoyHoctn, MPa
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06pa6atbiBaembiii
marepuan

M125GP M135T K110GP K120T N216T M217T S110T S115T

125-280 175-230 250-500 225-450

135-260 165-190 220-400 200-350

100-180 125-150 170-340 165-270

130-200 165-190 200-400 200-365

60-175 90-150 170-340 150-290

50-155 70-130 150-300 125-260

75-200 125-200 170-340 150-290

40-140 50-100 125-260 100-260

100-200 140-180 170-300 165-290

75-150 110-160 150-270 130-250

125-280 135-200 120-180 150-225 125-220 HepxaBetowan
100-240 110-190 120-180 135-190 120-175 crant
55-160 80-155 80-145 60-100 50-90

40-100 50-75 50-70

170-450 145-400

145-400 175-350

220-450 200-450

155-300

220-550 200-550

155-400 155-350

300-2500
200-2000
400-1500
400-1500
200-800
250-600
200-600
150-400
150-300
80-180
60-150
100-250
30-45 80-120 80-120
20-35 55-100 55-100
20-35 30-90 30-90
18-30 30-50 30-50
30-45 30-45
60-120 65-120 65-120
40-75 40-75

*Rm - npepen npoyHoctu, MPa
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B UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 11 HAPYXKHOW OBPABOTKM

| «D» Dimple lock

\

| «M» Wedge clamp

| «M-K» Double lock

1
\
| “ «P» Lever lock

«S» Screw lock
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PIC|LI|N|R |25 25 |M|/12
.+ J 2§ s J 4 ) s 6] 7 8 J o

o1

i (‘ \ } 5 S \ (’ 90°_[/ 75°E 90°
© D M P S A B (&
<1 &1 A 1
45° 60° 90°
D E F
O \/ N
90° 107°30" 93°
C D E K G H J
95°
O /\ A— s—
75° o5° 63°
R S T \ K L N
R
117°30" 75° 45°
W Q R S
4 60° 72°30' 3113"
T \ X
& 7° 0° 11°
e B S B i I P
d o £ 100°
B © N P Z
]
Shank height, mm. Shank width, mm.
ﬁ E @ TEIT SOl -
R L N
D 60 P 170 Cutting edge length, mm.
E 70 R 200
S]
F 80 S 250 E @
ol Ty S sl
H 100 | T 300
L |
Cm v || A A A =
L 140 |V 400 L TiL L -
M 150 X Special
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EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU ANA HAPYXHOW O6PABOTKM

Top clamp

CKIN 93°

30

]

CKNN 63°

& o
< a
Page 91 KNUX 1604.. | Page 91 KNUX 1604..
Dimple lock
DCLN 95°-N DDJN 930-N DSSN 45°-N DTGN 90°-N DVJN 93°0-N DWLN 95°-N
2 2| B ? WW o
CN..1204.. DN.. 1104.. SNM.. 1204.. TNM.. 1604..
Page 92 CN.. 1906.. | Page 92 DN.. 1506.. | Page 93 SNM.. 1906.. | Page 93 TNM.. 2204.. | Page 94 VN.. 1604.. | Page 94 WNMG 0804..
PCBN 75° PCKN 75° PCLN 95° CMN 50° PCSN 45° PDJN 93°
D o o & a
< o %4 s <
CN.. 1204.. CN..1204.. CN..0903.. CN.. 1204..
CN.. 1606.. CN.. 1906.. CN.. 1204.. CN.. 1606.. DN.. 1104..
CN.. 1906.. CN..2509.. CN..2509.. CN.. 1906.. CN.. 1906.. DN.. 1506..
Page 96 Page 96 Page 97 Page 97 Page 98 Page 98
F:DNN 63° PRDC ERSC /PRSN PSBN 75° ~ PSDN 45° PSKN 75°
60f 40°7 U D
N D O G e\
G <] |:> RC..10.32 G <] |:> G
<] [> RC.. 1003M0 RNMG 09..25 SNM.. 0903.. SNM..0903.. SNM.. 0903..
DN.. 1506.. RC..3209M0 SNM.. 2507. SNM 2507.. SNM.. 2507..
Page 99 Page 99 Page 100 Page 101 Page 101 Page 102
PSSN 45° PTDN 45° P_TFN 90° PTGN 90° PTTN 60° PWLN 95°
o e\ <:fG
Y
<] SNM.. 0903 <] G TNM.. 1604.. <] TNM.. 1604.. <] Q
o - TNM.. 2204.. TNM.. 1604.. WNM.. 0604..
SNM.. 2507.. TNM.. 2204.. TNM.. 2706.. TNM.. 3307.. TNM.. 2204.. WNM.. 0804..
Page 102 Page 103 Page 103 Page 104 Page 104 Page 105
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SCAC90° SCLC 95° SDJC93° SDNC 62°30' SRDC SSBC 75°
<1 S GN an 7 aD | g
RC..0602M0
CC..0602.. CC..0602.. A% RC..0803M0O
CC..09T3.. CC..09T3.. DC..0702.. DC..0702.. RC.. 10T3MO SC..09T3..
CC..1204.. CC..1204.. DC.. 11T3.. DC.. 11T3.. RC.. 1204M0 SC..1204..
Page 106 Page 106 Page 107 Page 107 Page 108 Page 108
SSDC 45° SSSC45° STAC90° STDC 45° STFC90° STGC 90°
DI | == S| [y | —
O o
O
£ O
l G | & & o <
TC..0902.. TC..0902.. TC..0902.. TC..0902..
SC..09T3.. SC..09T3.. TC..1102.. TC..1102.. TC..1102.. TC..1102..
SC..1204.. SC.. 1204.. TC..16T3.. TC..16T3.. TC.. 16T3.. TC.. 16T3..
Page 109 Page 109 Page 110 Page 110 Page 111 Page 111
STJC93° | STTC60° | SVHC107°30' | SvIB93° SVJC93° SVLC95° )
<:] A % \/ 50° \/‘ 50° \/ 50°
< <1 < 4 e &
7C..0902. TC..0902.. A% < A% A4
TC..1102.. TC..1102.. VC..1103..
TC.. 16T3.. TC.. 16T3.. VC.. 1604.. VBMT 1604.. VC..1604.. VCMT 1303..
Page 112 Page 112 Page 113 Page 113 Page 114 Page 114
SVVB 72°30' .SWC 72°30' S_VXC 113° §VZC 100°

;2; o\
<n‘°¢>.

VBMT 1604..

Page 115

Ty
I~

VCMT 1303..
Page 116

nNY®

VC.. 1604..
Page 116
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Toolholders with wedge and double clamping (on request)

MCLN 95° MCLN-K 95° MDJN-K 93° MSSN-K 45° MSSN 45° MTEN 60°
O O O
< o | % < < o
CN.. 1204.. CN..1204.. SNM.. 1204.. TNM.. 1604..
CN.. 1906.. CN.. 1906.. DN.. 1506.. SNM.. 1204.. SNM.. 1906.. TNM.. 2204..
MTJN 93° MTJN-K 93° MTNN 63° MVJN-K 93° MVQN-K 117° 30" MVVN-K 72° 30
' W ' W t ! : 50° r ! ;50° ' : 2‘0{ \/7"”
< | AR 4 QGD
v O <1 v’ Ao
TNM.. 1604.. TNM.. 1604.. TNM.. 1604..
TNM.. 2204.. TNM.. 2204.. TNM.. 2204.. VN.. 1604.. VN.. 1604.. VN.. 1604..
MWLN 95° MWLN-K 95°
& &
O <
WNMG 0604..
WNMG 0804.. WNM.. 0804..
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= 5

IS

Z.
2

e

‘ —
o]

L1

General angle 93°

CKJN h=h1 b L1 L2 f Plates RQLQ ’ /\ @ , R ,

CKJN R/L 2020 K16 20 20 125 34 30 KNUX 1604.. = 0,390 2316 2326 1614 5004 4295 4203|3226 3236 4012
CKJN R/L 2525 M16 25 25 150 34 32 KNUX 1604.. = 0,700 2316 2326 1614 5004 4295 4204 3226 3236 4012
CKJN R/L 3225 P16 32 25 170 34 32 KNUX 1604.. | 1,000 2316 2326 1614 5004 4295 4204 3226 3236 4012
CKJN R/L 3232 P16 32 32 170 34 40 KNUX 1604.. | 1,250 2316 2326 1614 5004 4295 4204 3226 3236 4012
CKJN R/L 4025 R16 40 25 200 38 32 KNUX 1604.. | 1,500 2316 2326 1614 5004 4295 4204 3226 3236 4012
i
s KNUX 1+ s d | KNUX
f KNUX 1604.. ‘ 16,00 4,76 9,52 ‘
|
h h1
f -
~
L2 L1 ‘

General angle 63°

CKNN h=h1 b L1 L2 f Plates RQLQ ’ /\ @ , R /

CKNN R/L 4025 R16 40 25 200 37 14,3 | KNUX 1604.. 1,500 2316 2326 1614 5004 4295 4204 3226 3236|4012
CKNN R/L 5032 S16 50 32 250 37 16,8 | KNUX 1604.. = 3,000 2316 2326 1614 5004 4295 4204 3226 3236|4012

<~  KNUX 1 s d | Kknwx
t KNUX 1604.. ‘ 16,00 4,76 9,52 ‘
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2
General angle 95 °
[naBHbIV yron B nnaHe 95 °
DCLN 95° /7
h=h1 b L1 L2 | f Plates
DCLNR/L2020K12-N 20 20 | 125 34 25 CN..1204.. @ 0,400 ICSN-442 1766 | 2712 1696 4295 5004
DCLNR/L2525M12-N 25 25 150 34 |32 | CN..1204.. 0,750 ICSN-442 1766 2712 11696 4295 5004
DCLNR/L3232P12-N 32 32 1170 | 34 40 |CN..1204.. | 1,300 ICSN-442 1766 | 2712 | 1696 4295 5004
DCLNR/L2525M16-N 25 25 150 42 |32 | CN..1606.. 0,750 ICSN-533 1768 2716 K 1696 4295 5004
DCLNR/L3232P16-N 32 32 | 170 | 42 40 CN..1606.. @ 1,300 ICSN-533 1768 | 2716 1696 4295 5004
DCLNR/L3232P19-N 32 32 170 | 42 |40 |CN..1906.. @ 1,300 |CSN-633 1770 | 2719 1696 4295 5004
DCLNR/L4040S19-N 40 40 250 | 45 |50 |CN..1906.. 3,050  |CSN-633 1770 | 2719 | 1696 4295 5004
s
< o CN.. [ s d CNMG ‘ CNMA ‘ CNMM
N CN.. 1204.. 12,90 4,76 12,70
' CN.. 1606.. 16,10 635 1588
‘ d | CN.. 1906.. 19,30 @ 6,35 19,05
e (B
w —
9 | )
G FL_Z,\
: L1
General angle 93 °
[naBHbIiA yron B nnaxe 93 °
o 0
DDIN93° .. v w2 s
DDJN R/L 2020 K11-N 20 20 12534 25 DN.. 1104.. 0,400 IDSN-322 | 1764 2708 1695 4294 5004
DDJNR/L2525M11-N 25 125|150 34 | 32 DN.. 1104.. 0,740 | IDSN-322 | 1764 | 2708 1695 | 4294 | 5004
DDJN R/L2020 K15-N 20 20 |125 42 25 DN.. 1506.. 0,400 | IDSN-432 | 1766 | 2712 1696 | 4295 | 5004
DDJINR/L2525M15-N 25 |25 /150 42 32 DN.. 1506.. 0,750 IDSN-432 | 1766 | 2712 1696 4295 5004
DDJN R/L3232P15-N 32 32 170 42 40 DN.. 1506.. 1,300 IDSN-432 | 1766 2712 1696 4295 5004
i
s
I
DN.. [ s d DNMA ‘ DNMG ‘ DNMM
5 ﬂ DN.. 1104.. 11,60 @ 4,76 9,52
DN.. 1506.. 1550 @ 6,35 12,70

"
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GG

ot

L

™
General angle 45 °
[nmaBHbIV yron B nnaHe 45 °
o 0
DSSN 45 h=h1 b L1 L2 f Plates
DSSNR/L2020K12-N 20 20 125 28 25 SNM.. 1204.. = 0,400 ISSN-442 1766 | 2712 1696 | 4295 | 5004
DSSNR/L2525M12-N 25 25 150 28 32 SNM.. 1204.. | 0,750 ISSN-442 1766 2712 1696 4295 | 5004
DSSNR/L3225P12-N 32 25 170 42 32 SNM.. 1204.. = 1,140 ISSN-442 1766 | 2712 1696 | 4295 | 5004
DSSNR/L2525M15-N 25 25 150 42 32 SNM.. 1506.. | 0,820 ISSN-533 1768 | 2716 1696 4295 | 5004
DSSNR/L3232P15-N 32 32 170 45 40 SNM.. 1506.. 1,440 ISSN-533 1768 2716 1696 4295 | 5004
DSSNR/L3232P19-N 32 32 170 45 40 SNM.. 1906.. = 1,300 ISSN-633 1770 | 2719 1696 | 4295 | 5004
DSSNR/L4040S 19-N 40 40 250 45 50 SNM.. 1906.. 3,100 ISSN-633 1770 | 2719 1696 4295 | 5004
NG |
ZRZE
g T SNM I s d SNMG-MHC SNMM
/O\\ SNM.. 1204.. 12,70 = 4,76 12,70
N SNM.. 1506.. 15,88 6,35 15,88
[ SNM.. 1906.. 19,05 6,35 19,05
| | o f
4 | "
L2 ‘
General angle 90 °
nasHbIiA yron B nnaxe 90 °
o o
DTGN 90 h=h1 | b L1 | L2 f Plates
DTGN R/L 2020 K16-N 20 |20 125 28 25 TNM..1604.. 0,400 ITSN-342 1764 | 2708 1695 4294 5004
DTGN R/L2525 M16-N 25 |25 150 28 32 TNM..1604.. 0,750 ITSN-342 1764 | 2708 1695 4294 5004
DTGN R/L 2525 M22-N 25 |25 150 34 32 TNM..2204.. 0,750 ITSN-433 | 1766 @ 2712 1696 4295 5004
DTGN R/L 3232 P22-N 32 32 170 34 40 TNM..2204.. 1,300 ITSN-433 1766 2712 1696 4295 5004
a
I s TNM I s d TNMA ‘ TNMG
)
TNM.. 1604.. 16,50 4,76 9,52
L TNM.. 2204.. 22,00 | 4,76 12,70

|

1
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0

g

L2 ‘
T u
General angle 93°
[nasHbIN yron B nnaHe 93 °
o Q
DVJN 93 h=h1 | b | L1 L2 f Plates
DVJN R/L 2020 K16-N 20 | 20125 34 25 | VN..1604.. 0,400 |IVSN-322 1764 2708 1695 4294 | 5004
DVJN R/L 2525 M16-N 25 1 25/150 34 | 32  VN..1604.. 0,700 @ IVSN-322 1764 @ 2708 1695 4294 | 5004
DVJN R/L 3225 P16-N 32 25170 34 | 32  VN..1604.. 1,040 [IVSN-322 1764 @ 2708 1695 4294 | 5004
DVJN R/L 3232 P16-N 32 | 32/170 34 40 | VN..1604.. 1,250 [IVSN-322 1764 2708 1695 4294 | 5004
VN... | ‘ S ‘ d VNGP ‘ VNMG
VN.. 1604.. 16,50 | 4,76 = 952 \
hi hl
-
O f |
L2 ‘
) ’ L1
General angle 95 ° - >
[nasHbIN yron B nnaHe 95 °
DWLN 95° w6 12t Plates
DWLN R/L 2020 K06-N 20 |20 |125 34 | 25 WNMG 0604.. 0,400 | IWSN-322 @ 1764 | 2708 1695 4294 | 5004
DWLN R/L2525M06-N 25 |25 150 | 34 32 |WNMG 0604.. 0,700 IWSN-322 1764 2708 1695 4294 | 5004
DWLN R/L 2020 K08-N 20 120 125 | 34 25 |WNMG 0804.. 0,400 |IWSN-433 1766 @ 2712 1696 4295 | 5004
DWLN R/L2525M08-N 25 |25 150 | 34 32 |WNMG 0804.. 0,750 IWSN-433 1766 @ 2712 1696 4295 | 5004
DWLN R/L 3232 P08-N 32 32 170 34 | 40 WNMG 0804.. 1,300 | IWSN-433 @ 1766 | 2712 1696 4295 5004
%.% WN... ! s d WNMG
g ' WNMGoOe04. | 645 @ 476 952
b WNMG 0804.. 8,14 4,76 12,70
e
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o
Wi
>
2]

"

i
=

L2

A
y
-
S

General angle 95 °
MMaBHbIV yron B nnaHe 95 °

M C L N h=h1 b L1 L2 f Plates

MCLN R/L 2020 K12 20 20 125 34 25 |CN...12... 0,450 2015 5005 | ICSN-432 | 1661 | 1394
MCLN R/L 2525 M12 25 25 150 34 32 |CN..12.. 0,800 2015 5005 |ICSN-432 @ 1661 | 1394
MCLN R/L 3225 P12 32 25 170 34 32 |CN..12.. 1,200 2015 5005 | ICSN-432 | 1661 | 1394
MCLN R/L 2525 M19 25 25 150 42 32 |CN...19.. 0,800 2024 5005 3619 1682 | 1296
MCLN R/L 3225 P19 32 25 170 42 32 |CN..19.. 1,200 2024 5005 3619 1682 = 1296
MCLN R/L 4040 S19 40 40 250 45 50 |CN...19... 3,100 2024 5005 3619 1682 | 1296

v
—? CN... | s d CNMG ‘ CNMA ‘CNMM
CN.. 1204.. 1290 @ 4,76 @ 12,70
J CN.. 1606.. 16,10 = 6,35 @ 15,88 ‘
LLJ B CN.. 1906.. 19,30 6,35 | 19,05
E hll\
.

oy
|

& :
. f \

<

L2
f = L1
General angle 45 °
naBHbI yron B NnaHe 45 °
MSSN h=h1 b L1 | L2 | f Plates
MSSN R/L 2020 K12 20 20 125 34 27 |SN...12... 0,450 2014 5005 | 3514 | 1661 |1394
MSSN R/L 2525 M12 25 25 150 34 32 |SN...12... 0,800 2014 5005 | 3514 | 1661 |1394
MSSN R/L 3225 P12 32 25 170 34 32 | SN..12.. 1,200 2014 5005 K 3514 @ 1661 1394
MSSN R/L2525 M19 25 25 150 42 32 |SN...19.. 0,800 2024 | 5005 3519 | 1682 1296
MSSN R/L 3225 P19 32 25 170 42 32 |SN...19... 1,200 2024 | 5005 3519 | 1682 1296
MSSN R/L 3232 P19 32 32 170 42 40 | SN..19.. 1400 2024 | 5005 | 3519 1682 1296
MSSN R/L 4040 S19 40 40 250 42 50 |SN...19... 3,100 2024 5005 | 3519 | 1682 |1296
i
ZMZE
p b SN.. I s d SNMG-MHC ‘ SNMM
O X SNM.. 1204.. 12,70 4,76 12,70
T\ L SNM.. 1506.. 15,88 = 6,35 15,88
\ | SNM.. 1906.. 19,05 6,35 19,05




B UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 11 HAPYXKHOW OBPABOTKM

=
|

i

f b
Lo e 1
L2 ‘
L1
General angle 75 °
[nasHbIV yron B nnaHe 75 °
PCBN h=h1 b L1 L2 f Plates b B f rd
PCBN R/L 2020 K12 20 20 125 28 17 CN.. 1204.. 0,400 8012 1608 | 5003 3612 | 4112 | 0012
PCBN R/L 2525 M12 25 25 150 28 22 CN.. 1204.. 0,750 8012 1608 | 5003 3612 | 4112 | 0012
PCBN R/L 2525 M16 25 25 150 34 22 CN.. 1606.. 0,750 8016 1618 | 5003 | 3616 | 4115 | 0015
PCBN R/L 3225 P16 32 25 170 34 22 CN.. 1606.. 1,050 8016 1618 | 5003 | 3616 | 4115 | 0015
PCBN R/L 3232 P16 32 32 170 34 27 CN.. 1606.. 1,300 8016 1618 | 5003 | 3616 | 4115 | 0015
PCBN R/L 3225 P19 32 25 170 38 22 CN.. 1906.. 1,050 8019 1610 | 5004 3619 4119 | 0019
PCBN R/L 3232 P19 32 32 170 42 27 CN.. 1906.. 1,300 8019 1610 | 5004 3619 | 4119 | 0019
PCBN R/L 4040 S19 40 40 250 48 35 CN.. 1906.. 3,050 8019 1610 | 5004 3619 4119 | 0019
PCBN R/L 4040 S25 40 40 250 48 41 CN.. 2509.. - 8025 1612 | 5005 3625 | 4125 | 0025
PCBN R/L 5050 T25 50 50 300 50 51 CN.. 2509.. - 8025 1612 | 5005 3625 4125 | 0025
N CN. | s d CNGP CNMA CNMG CNMM
1 A s i
T CN.. 1204.. 12,90 4,76 12,70
CN.. 1606.. 16,10 6,35 15,88
CN.. 1906.. 19,30 6,35 19,05
| CN.. 2509.. 25,80 9,52 25,40
‘_dj
hJ h1L
. 5
(& b|
L2 ‘
L1
General angle 75 °
[nasHbIV yron B nnaHe 75 °
PCKN h=h1 b L1 L2 f Plates | I VAN ~ I e
PCKN R/L 2020 K12 20 20 125 28 25 CN.. 1204.. 0,400 8012 | 1608 | 5003 | 3612 | 4112 | 0012
PCKN R/L 2525 M12 25 25 150 28 32 CN.. 1204.. 0,750 8012 | 1608 | 5003 | 3612 | 4112 | 0012
PCKN R/L 3225 P12 32 25 170 28 32 CN.. 1204.. 1,050 8012 | 1608 | 5003 | 3612 | 4112 | 0012
PCKN R/L 3232 P19 32 32 170 42 40 CN.. 1906.. 1,300 8019 | 1610 | 5004 | 3619 | 4119 = 0019
PCKN R/L 4040 S19 40 40 250 45 50 CN.. 1906.. 3,050 8019 | 1610 | 5004 | 3619 | 4119 | 0019
PCKN R/L 4040 S25 40 40 250 45 50 CN.. 2509.. 3,050 8025 1612 | 5005 3625 | 4125 | 0025
PCKN R/L 5050 T25 50 50 300 50 60 CN.. 2509.. 5,850 8025 1612 | 5005 3625 | 4125 | 0025
V/A.W *i CN.. | s d CNGP CNMA CNMG CNMM
i CN.. 1204.. 12,90 4,76 12,70
CN.. 1906.. 19,30 6,35 19,05
W CN.. 2509.. 25,80 9,52 25,40

d



EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKM ANl HAPYXHOW 06PAGOTKM [ umt

=]
i
X

.= |

il
R

L1

General angle 95 °
[MasHbIV yron B nnaHe 95 °

PC L N h=h1 b L1 L2 f Plates L '. /\ c ’ /

PCLN R/L 1616 HO9 16 16 100 25 20 CN..0903.. 0,250 8009 | 1606 5025 | 3609 4109 | 0009
PCLN R/L 2020 K09 20 20 125 28 25 CN..0903.. 0,400 8009 | 1606 5025 | 3609 4109 & 0009
PCLN R/L 2525 M09 25 25 150 28 32 CN.. 0903.. 0,750 8009 | 1606 5025 | 3609 4109 | 0009
PCLN R/L 1616 H12 16 16 100 25 20 CN.. 1204. 0,250 8312 | 1648 | 5003 3612 | 4112 | 0012
PCLN R/L 2020 K12 20 20 125 28 25 CN..1204.. 0,400 8012 | 1608 | 5003 3612 | 4112 | 0012
PCLN R/L 2525 M12 25 25 150 28 32 CN.. 1204.. 0,750 8012 | 1608 | 5003 3612 | 4112 | 0012
PCLN R/L 3225 P12 32 25 170 28 32 CN..1204.. 1,050 8012 | 1608 | 5003 3612 | 4112 | 0012
PCLN R/L 3232 P12 32 32 170 28 40 CN.. 1204., 1,300 8012 | 1608 | 5003 3612 | 4112 | 0012
PCLN R/L 2525 M16 25 25 150 34 32 CN.. 1606.. 0,750 8016 | 1618 | 5003 3616 | 4115 | 0015
PCLN R/L 3225 P16 32 25 170 34 32 CN.. 1606.. 1,050 8016 | 1618 | 5003 3616 | 4115 | 0015
PCLN R/L 3232 P16 32 32 170 34 40 CN.. 1606.. 1,300 8016 | 1618 | 5003 3616 | 4115 | 0015
PCLN R/L 4040 S16 40 40 250 45 50 CN.. 1606.. 3,050 8016 | 1618 | 5003 3616 | 4115 | 0015
PCLN R/L 2525 M19 25 25 150 42 32 CN.. 1906.. 0,750 8019 | 1610 5004 | 3619 4119 & 0019
PCLN R/L 3225 P19 32 25 170 42 32 CN.. 1906.. 1,050 8019 | 1610 5004 | 3619 4119 | 0019
PCLN R/L 3232 P19 32 32 170 42 40 CN.. 1906.. 1,300 8019 | 1610 5004 | 3619 4119 | 0019
PCLN R/L 4040 S19 40 40 250 45 50 CN.. 1906.. 3,050 8019 | 1610 5004 | 3619 4119 | 0019
PCLN R/L 4040 S25 40 40 250 45 50 CN..2509.. 3,050 8025 | 1612 | 5005 3625 | 4125 | 0025
PCLN R/L 5050 T25 50 50 300 50 60 CN.. 2509.. 5,850 8025 | 1612 | 5005 3625 | 4125 | 0025

i
%.% s CN.. | s d CNGP CNMA CNMG CNMM

i CN.. 0903.. 9,65 3,18 9,52

CN.. 1204.. 12,90 476 12,70
CN.. 1606.. 16,10 6,35 15,88
| CN.. 1906.. 19,30 6,35 19,05
n CN.. 2509.. 25,80 9,52 25,40

L1

General angle 50°
[nasHbIV yron B nnaxe 50 °

PCMN h=h1 b L1 L2 f Plates L './\c f /

PCMN N 2020 K12 20 20 125 34 10,0 CN.. 1204.. 0,400 8012 1608 | 5003 | 3612 | 4112 | 0012
PCMN N 2525 M12 25 25 150 34 12,5 CN.. 1204.. 0,750 8012 1608 | 5003 | 3612 | 4112 | 0012
PCMN N 3225 P12 32 25 170 34 12,5 CN.. 1204.. 1,050 8012 1608 | 5003 | 3612 | 4112 | 0012
PCMN N 3232 P19 32 32 170 42 16,0 CN.. 1906.. 1,300 8019 1610 | 5004 | 3619 | 4119 | 0019
PCMN N 4040519 40 40 250 48 20,0 CN.. 1906.. 3,050 8019 1610 | 5004 | 3619 | 4119 | 0019
CN.. 1 s d CNGP CNMA CNMG CNMM
CN.. 1204.. 12,90 4,76 12,70

CN.. 1906.. 19,30 6,35 19,05




B UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 11 HAPYXKHOW OBPABOTKM

! L1

General angle 45 °
[naBHbIV yron B nnaHe 45 °

PCSN h=h1 b L1 L2 f Plates L '. /\ c ’ /

PCSN RIL 2020 K12 20 20 125 28 25 CN.1204. | 0,400 8012 | 1608 5003 | 3612 | 4112 | 0012
PCSN RIL 2525 M12 25 25 150 28 32 CN.1204. | 0,750 8012 | 1608 5003 3612 | 4112 | 0012
PCSN RIL 2525 M16 25 25 150 34 32 CN.1606. | 0,750 8016 | 1618 5003 | 3616 | 4115 | 0015
PCSN RIL 3225 P16 32 25 170 34 32 CN.1606. | 1,050 8016 | 1618 5003 | 3616 | 4115 & 0015
PCSN RIL 3232 P16 32 32 170 2 40 CN.1606. | 1,300 8016 | 1618 5003 | 3616 | 4115 0015
PCSN RIL 3225 P19 32 25 170 42 32 CN.1906. | 1,050 8019 | 1610 5004 | 3619 | 4119 | 0019
PCSN RIL 3232 P19 32 32 170 42 40 CN.1906. | 1,300 8019 | 1610 5004 3619 | 4119 0019
PCSN RIL 4040 S19 40 40 250 42 50 CN.1906. | 3,050 8019 | 1610 5004 3619 | 4119 0019

ni
% 7 s CN.. | s d CNGP CNMA CNMG CNMM

T CN.. 1204.. 12,90 4,76 12,70

- CN.. 1606.. 16,10 6,35 15,88

ﬂ CN.. 1906.. 19,330 6,35 19,05

Q.

B

L1

General angle 93 °
[naBHbIVi yron B nnaHe 93 °

PDJN h=h1 b L1 L2 f Plates b '. /.‘-gI f / g f

PDJN R/L 1616 H11 16 16 100 25 20 DN.. 1104.. 0,250 8009 | 1606 | 5025 3711 | 4109 | 0009 - -
PDJN R/L 2020 K11 20 20 125 28 25 DN.. 1104.. 0,400 8009 | 1606 | 5025 3711 | 4109 | 0009 - -
PDJN R/L 2525 M11 25 25 150 28 32 DN.. 1104.. 0,750 8009 | 1606 | 5025 3711 | 4109 | 0009 - -
PDJN R/L 3225 P11 32 25 170 28 32 DN.. 1104.. 1,050 8009 | 1606 | 5025 3711 | 4109 | 0009 - -
PDJN R/L 2020 K15 20 20 125 34 25 DN.. 1506.. 0,400 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDJN R/L 2525 M15 25 25 150 34 32 DN.. 1506.. 0,750 8415 | 1638 | 5003 | 3715| 4112 | 0012 | 3725 | 4135
PDJN R/L 3225 P15 32 25 170 34 32 DN.. 1506.. 1,050 8415 | 1638 | 5003 | 3715| 4112 | 0012 | 3725 | 4135
PDJN R/L 3232 P15 32 32 170 34 40 DN.. 1506.. 1,300 8415 | 1638 | 5003 | 3715| 4112 | 0012 | 3725 | 4135
PDJN R/L 4025 R15 40 25 200 34 32 DN.. 1506.. 1,850 8415 | 1638 | 5003 | 3715| 4112 | 0012 | 3725 | 4135
PDJN R/L 5032 S15 50 32 250 34 40 DN.. 1506.. 2,900 8415 | 1638 | 5003 | 3715| 4112 | 0012 | 3725 | 4135
% DN.. I s d DNGP DNMA DNMG DNMX

DN.. 1104.. 11,60 4,76 9,52

DN.. 1504.. 15,50 4,76 12,70

DN.. 1506.. 15,50 6,35 12,70




EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKM ANl HAPYXHOW 06PAGOTKM [ umt

x
J

=

= p

Lz‘

=_|
=
=

L1

General angle 63 °
[naBHbIV yron B nnaHe 63 °

PDNN h=h1 b L1 L2 f Plates L '. /\ g ' / g '

PDNN R/L/N 2020 K15 20 20 125 34 10,0 DN.. 1506.. 0,400 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDNN R/L/N 2525 M15 25 25 150 34 12,5 DN.. 1506.. 0,750 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDNN R/L/N 3225 P15 32 25 170 34 12,5 DN.. 1506.. 1,050 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDNN R/L/N 3232 P15 32 32 170 34 16,0 DN.. 1506.. 1,300 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDNN R/L/N 4025 S15 40 25 250 34 12,5 DN.. 1506.. 1,850 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
PDNN R/L/N 5032 S15 50 32 250 34 16,0 DN.. 1506.. 2,900 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
% DN.. I s d DNGP DNMA DNMG DNMX
DN.. 1504.. 15,50 4,76 12,70
DN.. 1506.. 15,50 6,35 12,70

i
1

PRDC h=h1 b L1 L2 f Plates | "V SN - B e

PRDC N 2020 K10 20 20 125 22 15,0 RC.. 1003M0 0,400 8110 | 1705 | 5002 | 3810 | 4110 & 0009
PRDC N 2525 M10 25 25 150 22 18,5 RC.. 1003M0 0,750 8110 | 1705 | 5002 | 3810 | 4110 & 0009
PRDC N 3225 P10 32 25 170 22 18,5 RC.. 1003M0 1,050 8110 | 1705 | 5002 | 3810 | 4110 & 0009
PRDC N 2020 K12 20 20 125 28 16,0 RC.. 1204M0 0,400 8112 | 1606 | 5025 | 3812 | 4110 & 0009
PRDC N 2525 M12 25 25 150 28 18,5 RC.. 1204M0 0,750 8112 | 1606 | 5025 | 3812 | 4110 & 0009
PRDC N 3225 P12 32 25 170 28 18,5 RC.. 1204M0 1,050 8112 | 1606 | 5025 | 3812 | 4110 & 0009
PRDC N 4025 S12 40 25 250 28 18,5 RC.. 1204M0 1,850 8112 | 1606 | 5025 | 3812 | 4110 | 0009
PRDC N 3225 P16 32 25 170 34 20,5 RC.. 1606M0O 1,050 8116 | 1706 | 5025 | 3816 | 4116 & 0012
PRDC N 3232 P16 32 32 170 34 24,0 RC.. 1606M0 1,300 8116 | 1706 | 5025 | 3816 | 4116 & 0012
PRDC N 3232 P20 32 32 170 42 26,0 RC..2006M0O 1,300 8120 | 1708 | 5003 | 3820 | 4115 | 0015
PRDC N 4040 S20 40 40 250 42 30,0 RC..2006M0O 3,050 8120 = 1708 | 5003 | 3820 | 4115 0015
PRDC N 4040 S25 40 40 250 45 32,5 RC.. 2507M0 3,050 8125 | 1710 | 5004 | 3825 | 4119 | 0019
PRDC N 4040 U25 40 40 350 45 32,5 RC..2507M0 3,050 8125 | 1710 | 5004 | 3825 | 4119 | 0019
PRDC N 5050 U25 50 50 350 45 37,5 RC.. 2507M0 5,850 8125 | 1710 | 5004 | 3825 | 4119 | 0019
PRDC N 5050 V32 50 50 400 52 41,0 RC.. 3209M0 5,850 8132 | 1612 | 5005 @ 3832 | 4125 0025
? RC.. s d RCGT RCMT

D U s

| RC.. 1003MO0 3,18 10,00

RC.. 1204M0 4,76 12,00
RC.. 1606 M0 6,35 16,00
RC..2006M0 6,35 20,00
‘ d RC..2507M0 7,94 25,00
RC.. 3209M0 9,52 32,00




Bumt

EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU ANA HAPYXHOW O6PABOTKM

L

LA

f @
L2
L1
PRSC h=h1 b L1 L2 f Plates L &’ o f r
PRSC R/L 2020 K10 20 20 125 28 25 RC.. 1003M0 0,400 8110 | 1705 5002 @ 3810 | 4110 0009
PRSC R/L 2525 M10 25 25 150 28 32 RC.. 1003M0 0,750 8110 | 1705 5002 @ 3810 | 4110 0009
PRSC R/L 3225 P10 32 25 170 28 32 RC.. 1003M0 1,050 8110 | 1705 5002 @ 3810 | 4110 0009
PRSC R/L 2020 K12 20 20 125 28 25 RC.. 1204M0 0,400 8112 | 1606 5025 @ 3812 | 4110 0009
PRSC R/L 2525 M12 25 25 150 28 32 RC.. 1204M0 0,750 8112 | 1606 5025 |« 3812 | 4110 0009
PRSC R/L 3225 P12 32 25 170 28 32 RC.. 1204M0 1,050 8112 | 1606 5025 | 3812 | 4110 0009
PRSC R/L 2525 M16 25 25 150 34 32 RC.. 1606MO 0,750 8116 | 1706 5025 | 3816 @ 4116 0012
PRSC R/L 3225 P16 32 25 170 34 32 RC.. 1606MO 1,050 8116 | 1706 5025 @ 3816 | 4116 0012
PRSC R/L 3232 P20 32 32 170 42 40 RC..2006MO 1,300 8120 | 1708 5003 | 3820 | 4115 0015
PRSC R/L 4040 S20 40 40 250 48 50 RC..2006M0O 3,050 8120 | 1708 5003 | 3820 | 4115 0015
PRSC R/L 4040 S25 40 40 250 48 50 RC..2507M0 3,050 8125 | 1710 5004 @ 3825 | 4119 0019
PRSC R/L 5050 T32 50 50 300 50 63 RC.. 3209M0 5,850 8132 | 1612 5005 | 3832 4125 0025
% RC.. s d RCGT RCMT
YWY
T RC.. 1003M0 3,18 10,00
RC.. 1204MO0 4,76 12,00
RC.. 1606 MO 6,35 16,00
RC..2006MO 6,35 20,00
d ‘ RC..2507M0 7,94 25,00
RC..3209M0 9,52 32,00
- J— E—
b
b
‘ é j
L L2
L1
General angle 95 °
[naBHbIV yron B nnaxe 95 °
PRSN h=h1 b L1 L2 f Plates L '. /\ ° F /
PRSN R/L 2020 K09 20 20 125 22 25 RNMG 090300 0,400 8009 | 1606 5025 | 3909 | 4110 0009
PRSN R/L 2525 M12 25 25 150 28 32 RNMG 120400 0,750 8012 | 1608 5003 | 3912 | 4112 0012
PRSN R/L 3225 P15 32 25 170 34 32 RNMG 150600 1,050 8015 | 1708 5003 | 3915 | 4115 0015
PRSN R/L3232P19 32 32 170 42 40 RNMG 190600 1,300 8019 | 1610 5004 @ 3919 | 4119 0019
PRSN R/L 4040 S25 40 40 250 45 50 RNMG 250900 3,050 8025 | 1612 5005 | 3925 | 4125 0025
4
N7 RNM s d RNMG
=) = G
! RNMG 090300 3,18 9,52
RNMG 120400 4,76 12,70
RNMG 150600 6,35 15,88
RNMG 190600 6,35 19,05
d RNMG 250900 9,52 25,40



EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKM ANl HAPYXHOW 06PAGOTKM [ umt

L1

General angle 75 °
[MaBHbIV yron B nnaxe 75 °

PS B N h=h1 b L1 L2 f Plates L '. /\ 2 ’ /

PSBN R/L 1212 FO9 12 12 80 18 11 SNM.. 0903.. 0,00 | 8005 | 1715 & 5002 - - -
PSBN R/IL 1616 H09 16 16 100 22 13 SNM.. 0903.. 0,250 8009 | 1606 | 5025 @ 3509 = 4110 | 0009
PSBN R/L 2020 K09 20 20 125 22 17 SNM.. 0903.. 0400 8009 | 1606 | 5025 @ 3509 @ 4110 | 0009
PSBN R/L 2020 K12 20 20 125 28 17 SNM.. 1204.. 0400 | 8012 | 1608 | 5003 | 3512 4112 | 0012
PSBN R/L 2525 M12 25 25 150 28 2 SNM.. 1204.. 0750 | 8012 | 1608 = 5003 | 3512 | 4112 @ 0012
PSBN R/L 3225 P12 32 25 170 28 22 SNM.. 1204.. 1,050 8012 1608 | 5003 | 3512 | 4112 | 0012
PSBN R/L 2525 M15 25 25 150 34 22 SNM.. 1506.. 0,750 | 8016 | 1618 | 5003 3515 4115 | 0015
PSBN R/L 3232 P15 32 32 170 34 27 SNM.. 1506.. 1300 @ 8016 1618 | 5003 | 3515 @ 4115 | 0015
PSBN R/L 3232 P19 32 32 170 42 27 SNM.. 1906.. 1,300 | 8019 1610 | 5004 | 3519 | 4119 | 0019
PSBN R/L 4040 S19 40 40 250 48 35 SNM.. 1906.. 3,050 | 8019 | 1610 & 5004 3519 | 4119 | 0019
PSBN R/L 4040 S25 40 40 250 48 35 SNM.. 2507.. 3050 | 8025 | 1612 | 5005 @ 3525 4125 | 0025
PSBN R/L 5050 T25 50 50 300 50 43 SNM.. 2507.. 5850 | 8025 | 1612 | 5005 @ 3525 4125 | 0025
_t
— . I s d SNMA SNMG SNMM
W s SNM

r SNM.. 0903.. 9,52 3,18 9,52

d—g7 SNM..1204.. 12,70 476 12,70

SNM..1506.. = 15,88 6,35 15,88

SNM..1906.. | 19,05 6,35 19,05

SNM..2507.. | 2540 7,94 25,40

~T
2

L1

General angle 45 °
[naBHbIV yron B nnaxe 45 °

PSDN h=h1 b L1 L2 f Plates h '. /\ 2 f /
PSDN N 1010 E09 10 10 70 16 50 SNM.. 0903.. 0,070 8005 | 1715 5002 - - -
PSDN N 1212 F09 12 12 80 20 6,0 SNM.. 0903.. 0,100 8005 | 1715 5002 - - -
PSDN N 1616 H09 16 16 100 22 8,0 SNM.. 0903.. 0,250 8009 | 1606 5025 | 3509 | 4110 0009
PSDN N 2020 K12 20 20 125 28 10,0 SNM.. 1204.. 0,400 8012 | 1608 5003 | 3512 | 4112 0012
PSDN N 2525 M12 25 25 150 28 12,5 SNM.. 1204.. 0,750 8012 | 1608 5003 | 3512 | 4112 0012
PSDN N 3225 P12 32 25 170 34 12,5 SNM.. 1204.. 1,050 8012 | 1608 5003 | 3512 | 4112 0012
PSDN N 3232 P12 32 32 170 34 16,0 SNM.. 1204.. 1,300 8012 | 1608 5003 | 3512 | 4112 0012
PSDN N 3225 P19 32 25 170 34 12,5 SNM.. 1906.. 1,050 8019 | 1610 5004 | 3519 | 4119 0019
PSDN N 3232 P19 32 32 170 42 16,0 SNM.. 1906.. 1,300 8019 | 1610 5004 | 3519 | 4119 0019
PSDN N 4040 S25 40 40 250 48 20,0 SNM.. 2507.. 3,050 8025 | 1612 5005 | 3525 | 4125 0025
PSDN N 5050 T25 50 50 300 50 25,0 SNM.. 2507.. 5,850 8025 | 1612 5005 | 3525 | 4125 0025

SNM.. I s d SNMA SNMG SNMM
d SNM.. 0903.. 9,52 3,18 9,52

SNM.. 1204.. 12,70 4,76 12,70

SNM.. 1906.. 19,05 6,35 19,05

SNM.. 2507.. 25,40 7,94 25,40




B UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 11 HAPYXKHOW OBPABOTKM

L2

i »‘

General angle 75 °
[naBHbIV yron B nnaHe 75 °

PSKN h=h1 b L1 L2 f Plates b '. /\ 2 f 7

PSKN R/L 1616 H09 16 16 100 22 20 SNM.. 0903.. 0,250 8009 = 1606 | 5025 3509 @ 4110 = 0009
PSKN R/L 2020 K09 20 20 125 22 25 SNM.. 0903.. 0,400 8009 | 1606 | 5025 | 3509 & 4110 | 0009
PSKN R/L 2020 K12 20 20 125 28 25 SNM.. 1204.. 0,400 8012 | 1608 | 5003 | 3512 4112 | 0012
PSKN R/L 2525 M12 25 25 150 28 32 SNM.. 1204.. 0,750 8012 | 1608 | 5003 | 3512 4112 | 0012
PSKN R/L 3225 P12 32 25 170 34 32 SNM.. 1204.. 1,050 8012 | 1608 | 5003 | 3512 4112 | 0012
PSKN R/L 2525 M15 25 25 150 34 32 SNM.. 1506.. 0,750 8016 = 1618 | 5003 = 3515 | 4115 | 0015
PSKN R/L 3232 P15 32 32 170 42 40 SNM.. 1506.. 1,300 8016 | 1618 | 5003 | 3515 | 4115 0015
PSKN R/L 3232 P19 32 32 170 42 40 SNM.. 1906.. 1,300 8019 | 1610 | 5004 = 3519 | 4119 | 0019
PSKN R/L 4040 S19 40 40 250 45 50 SNM.. 1906.. 3,050 8019 | 1610 | 5004 3519 | 4119 | 0019
PSKN R/L 4040 S25 40 40 250 45 50 SNM.. 2507.. 3,050 8025 1612 | 5005 3525 | 4125 | 0025
PSKN R/L 5050 T25 50 50 300 50 60 SNM.. 2507.. 5,850 8025 | 1612 | 5005 = 3525 | 4125 | 0025
i
B - . 1 s d SNMA SNMG SNMM
A s SNM

d SNM.. 0903.. 9,52 3,18 9,52

SNM.. 1204.. 12,70 4,76 12,70

SNM.. 1506.. 15,88 6,35 15,88

SNM.. 1906.. 19,05 6,35 19,05

SNM.. 2507.. 25,40 7,94 25,40

—
ﬂ ﬂ
f © bL

™

L1

General angle 45 °
[nasHbIV yron B nnaHe 45 °

PSSN h=h1 b L1 L2 f Plates L '. /\ 2 ’ rd

PSSN R/L 1616 H09 16 16 100 22 20 SNM.. 0903.. 0,250 8009 | 1606 | 5025 | 3509 | 4110 0009
PSSN R/L 2020 K09 20 20 125 25 25 SNM.. 0903.. 0,400 8009 | 1606 | 5025 | 3509 | 4110 0009
PSSN R/L 2020 K12 20 20 125 28 25 SNM.. 1204.. 0,400 8012 | 1608 | 5003 | 3512 & 4112 0012
PSSN R/L 2525M12 25 25 150 28 32 SNM.. 1204.. 0,750 8012 | 1608 5003 | 3512 | 4112 0012
PSSN R/L 3225 P12 32 25 170 28 32 SNM.. 1204.. 1,050 8012 | 1608 | 5003 | 3512 & 4112 0012
PSSN R/L 2525 M15 25 25 150 34 32 SNM.. 1506.. 0,750 8016 | 1618 | 5003 | 3515 | 4115 0015
PSSN R/L 3232 P15 32 32 170 42 40 SNM.. 1506.. 1,300 8016 | 1618 | 5003 | 3515 | 4115 0015
PSSN R/L 3232 P19 32 32 170 45 40 SNM.. 1906.. 1,300 8019 | 1610 | 5004 | 3519 @ 4119 0019
PSSN R/L 4040 S19 40 40 250 45 50 SNM.. 1906.. 3,050 8019 | 1610 | 5004 | 3519 & 4119 0019
PSSN R/L 5050 T19 50 50 300 50 60 SNM.. 1906.. 5,850 8019 | 1610 | 5004 | 3519 | 4119 0019
PSSN R/L 4040 S25 40 40 250 45 50 SNM.. 2507.. 3,050 8025 | 1612 | 5005 | 3525 | 4125 0025
PSSN R/L 5050 T25 50 50 300 50 60 SNM.. 2507.. 5,850 8025 | 1612 | 5005 | 3525 | 4125 0025
_t
TV s SNM.. ! s d SNMA SNMG SNMM

T SNM.. 0903.. 9,52 3,18 9,52

- N SNM.. 1204.. 12,70 4,76 12,70

SNM.. 1506.. 15,88 6,35 15,88

SNM.. 1906.. 19,05 6,35 19,05

SNM.. 2507.. 25,40 7,94 25,40
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o U
i Y

L2

L1

General angle 45 °
[naBHbIV yron B nnaHe 45 °

PTDN h=h1 b L1 L2 f Plates L '. /\ A ’ rd

PTDN R/L 2525 M22 25 25 150 34 27 TNM.. 2204.. 0,750 8012 1608 5003 3422 4112 0012
PTDN R/L 3225 P22 32 25 170 34 27 TNM.. 2204.. 1,050 8012 1608 5003 3422 4112 0012
—4 TNMA
70 7 s TNM.. 1 s d TNMG
TNM.. 2204.. ‘ 22,00 4,76 12,70

"\

L

=
=il

=
=]

-
N

General angle 90 °
[naBHbIV yron B nnaxe 90 °

PTFN h=h1 b L1 L2 f Plates L '. /\ A ' d

PTFN R/L 1616 H16 16 16 100 22 20 TNM.. 1604.. 0,250 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTFN R/L 2020 K16 20 20 125 22 25 TNM.. 1604.. 0,400 8009 | 1606 | 5025 | 3416 & 4109 | 0009
PTFN R/L 2525 M16 25 25 150 28 32 TNM.. 1604.. 0,750 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTFN R/L 3225 P16 32 25 170 28 32 TNM.. 1604.. 1,050 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTFN R/L 2525 M22 25 25 150 28 32 TNM.. 2204.. 0,750 8012 | 1608 | 5003 | 3422 | 4112 0012
PTFN R/L 3225 P22 32 25 170 28 32 TNM.. 2204.. 1,050 8012 | 1608 | 5003 | 3422 | 4112 0012
PTFN R/L 3232 P22 32 32 170 28 40 TNM.. 2204.. 1,300 8012 | 1608 | 5003 | 3422 | 4112 0012
PTFN R/L 3232 P27 32 32 170 42 40 TNM.. 2706.. 1,300 8015 | 1708 | 5003 | 3427 | 4115 0015
PTFN R/L 4040 S27 40 40 250 45 50 TNM.. 2706.. 3,050 8015 | 1708 | 5003 | 3427 | 4115 0015
B TNM.. I s d TNMA TNMG
A Vs
[ TNM.. 1604.. 16,50 4,76 9,52
TNM.. 2204.. 22,00 4,76 12,70
TNM.. 2706.. 27,50 6,35 15,88

b
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f b
L2 ‘
L1
General angle 90 °
maBHbIV yron B nnaHe 90 °
PTGN h=h1 b L1 L2 f Plates L '. /\ o ’ 7
PTGN R/L 1616 H16 16 16 100 22 20 TNM.. 1604.. 0,250 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTGN R/L 2020 K16 20 20 125 22 25 TNM.. 1604.. 0,400 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTGN R/L 2525M16 25 25 150 28 32 TNM.. 1604.. 0,750 8009 | 1606 | 5025 | 3416 | 4109 & 0009
PTGN R/L 3225 P16 32 25 170 28 32 TNM.. 1604.. 1,050 8009 | 1606 | 5025 | 3416 | 4109 & 0009
PTGN R/L 2525 M22 25 25 150 28 32 TNM.. 2204.. 0,750 8012 | 1608 | 5003 | 3422 | 4112 = 0012
PTGN R/L 3225 P22 32 25 170 28 32 TNM.. 2204.. 1,050 8012 | 1608 | 5003 | 3422 | 4112 | 0012
PTGN R/L 3232 P22 32 32 170 28 40 TNM.. 2204.. 1,300 8012 | 1608 | 5003 | 3422 | 4112 | 0012
PTGN R/L 4040 S22 40 40 250 45 50 TNM.. 2204.. 3,050 8012 | 1608 | 5003 | 3422 | 4112 = 0012
PTGN R/L 3232 P27 32 32 170 42 40 TNM.. 2706.. 1,300 8015 | 1708 | 5003 | 3427 | 4115 0015
PTGN R/L 4040 S27 40 40 250 45 50 TNM.. 2706.. 3,050 8015 | 1708 | 5003 | 3427 | 4115 | 0015
PTGN R/L 5050 T33 50 50 300 50 60 TNM.. 3307.. 5,850 8019 | 1610 | 5004 | 3433 | 4133 = 0019
_t
I W s TNM.. 1 s d TNMA TNMG TNMX
f TNM.. 1604.. 16,50 4,76 9,52
d—, TNM..2204.. | 22,00 4,76 12,70
! TNM.. 2706.. 27,50 6,35 15,88
‘ TNM.. 3307.. 33,00 7,93 19,05
|
= N
o LI
(<)
L2
L1
General angle 60 °
[nasHbIV yron B nnaHe 60 °
PTTN h=h b L1 L2 f Plates | W APAR-Y s
PTTN R/L 1616 H16 16 16 100 25 13 TNM.. 1604.. 0,250 8009 | 1606 | 5025 | 3416 | 4109 0009
PTTN R/L 2020 K16 20 20 125 28 17 TNM.. 1604.. 0,400 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTTN R/L 2525 M16 25 25 150 28 22 TNM.. 1604.. 0,750 8009 | 1606 | 5025 | 3416 | 4109 | 0009
PTTN R/L 2525 M22 25 25 150 34 22 TNM.. 2204.. 0,750 8012 | 1608 | 5003 | 3422 | 4112 | 0012
PTTN R/L 3225 P22 32 25 170 34 22 TNM.. 2204.. 1,050 8012 | 1608 | 5003 | 3422 | 4112 | 0012
i
i W s TNM.. 1 s d TNMA TNMG TNMX
1
TNM.. 1604.. 16,50 4,76 9,52
TNM.. 2204.. 22,00 4,76 12,70

b
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=
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‘.

L1

General angle 95 °
[naBHbIV yron B nnaHe 95 °

PWLN h=h1 b L1 L2 f Plates L '. /\ b ’ /

PWLN R/L 1616 HO06 16 16 100 22 20 WNM.. 0604.. 0,250 8009 | 1606 5025 | 3007 | 4109 | 0009
PWLN R/L 2020 K06 20 20 125 22 25 WNM.. 0604.. 0,400 8009 | 1606 5025 | 3007 | 4109 | 0009
PWLN R/L 2525 M06 25 25 150 25 32 WNM.. 0604.. 0,750 8009 & 1606 5025 | 3007 | 4109 | 0009
PWLN R/L 2020 K08 20 20 125 28 25 WNM.. 0804.. 0,400 8012 | 1608 5003 | 3008 | 4112 0012
PWLN R/L 2525 M08 25 25 150 28 32 WNM.. 0804.. 0,750 8012 | 1608 5003 | 3008 | 4112 0012
PWLN R/L 3225 P08 32 25 170 34 32 WNM.. 0804.. 1,050 8012 | 1608 5003 | 3008 | 4112 0012
PWLN R/L 3232 P08 32 32 170 34 40 WNM.. 0804.. 1,300 8012 | 1608 5003 | 3008 | 4112 0012

WNM.. | s d WNMA WNMG

WNM.. 0604.. 6,45 4,76 9,52

WNM.. 0804.. 8,14 4,76 12,70
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:

i

L1
General angle 90 °
[naBHbIV yron B nnaxe 90 °
SCAC h=h1 b L1 f Plates ¥ d a &
SCAC R/L 0808 D06 8 8 60 8,5 CC..0602.. 0,050 1225 5507 - -
SCAC R/L 1010 E06 10 10 70 10,5 CC..0602.. 0,070 1225 5507 - -
SCAC R/L 1212 F09 12 12 80 12,5 CC..09T3.. 0,100 1240 5515 - -
SCAC R/L 1616 H09 16 16 100 16,5 CC..09T3.. 0,200 1240 5515 - -
SCAC R/L 2020 K12 20 20 125 20,5 CC..1204.. 0,400 1540 5517 3614 1760
SCAC R/L 2525M12 25 25 150 25,5 CC..1204.. 0,700 1540 5517 3614 1760
i i
A 7 s CC.. 1 s d CCGT CCMT ccMmw
* CC..0602.. 6,45 238 635
L7 = CC..09T3.. 9,65 3,97 9,52
1 @ CC..1204.. 12,90 4,76 12,70
% , |
L d |
q q
f b]
(¢}
L2 ‘
L1
General angle 95 °
[nasHbIV yron B nnaHe 95 °
SCLC h=h1 b L1 L2 f Plates ¥ S (= &
SCLC R/L 0808 D06 8 8 60 12 10 CC..0602.. 0,050 1225 5507 - -
SCLC R/L 1010 E06 10 10 70 14 12 CC..0602.. 0,070 1225 5507 - -
SCLC R/L 1212 F09 12 12 80 16 16 CC..09T3.. 0,100 1240 5515 - -
SCLC R/L 1616 H09 16 16 100 18 20 CC..09T3.. 0,200 1240 5515 - -
SCLC R/L 2020 K09 20 20 125 22 25 CC..09T3.. 0,400 1240 5515 - -
SCLC R/L 2020 K12 20 20 125 22 25 CC.. 1204.. 0,400 1540 5517 3614 1760
SCLC R/L 2525 M12 25 25 150 28 32 CC.. 1204.. 0,700 1540 5517 3614 1760
, i
ZZEE CC.. I s d CCGT CCMT ccMw
CC..0602.. 6,45 2,38 6,35
CC..09T3.. 9,65 3,97 9,52
CC.. 1204.. 12,90 4,76 12,70
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= 5

z_|

L=

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SDJC h=h1 b L1 L2 f Plates P A A - 4 &

SDJC R/L 1010 EO7 10 10 70 14 12 DC..0702.. 0,070 1225 5507 - -
SDJC R/L 1212 F07 12 12 80 16 16 DC..0702.. 0,100 1225 5507 - -
SDJC R/L 1212 F11 12 12 80 18 16 DC.. 11T3.. 0,100 1240 5515 - -
SDJC R/L 1616 H11 16 16 100 18 20 DC.. 11T3.. 0,200 1335 5516 3714 1750
SDJC R/L 2020 K11 20 20 125 22 25 DC.. 11T3.. 0,400 1335 5516 3714 1750
SDJC R/L 2525 M11 25 25 150 28 32 DC.. 11T3.. 0,700 1335 5516 3714 1750

DC.. 1 s d DCGT DCMT DCMW

DC..0702.. 7,75 2,38 6,35

DC.. 11T3.. 11,60 3,97 9,52

T

General angle 62°30°
naBHbIV yron B nnaHe 62°30°

SDNC h=h1 b L1 L2 f Plates V d V-4 &

SDNC N 0808 D07 8 8 60 16 4,0 DC..0702.. 0,050 1225 5507 - -
SDNC N 1010 EO7 10 10 70 16 5,0 DC..0702.. 0,070 1225 5507 - -
SDNC N 1212 F07 12 12 80 18 6,0 DC..0702.. 0,100 1225 5507 - -
SDNC N 1616 H11 16 16 100 22 8,0 DC.. 11T3.. 0,200 1335 5516 3714 1750
SDNC N 2020 K11 20 20 125 22 10,0 DC.. 11T3.. 0,400 1335 5516 3714 1750
SDNC N 2525 M11 25 25 150 22 12,5 DC.. 11T3.. 0,700 1335 5516 3714 1750
-— DC | s d DCGT DCMT DCMW
A O s =

DC..0702.. 7,75 2,38 6,35

DC..11T3.. 11,60 3,97 9,52
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=

|t |

AN

il @

Lz‘

L1

S R DC h=h1 b L1 L2 f Plates ' )’ ° '

SRDC N 1010 E06 10 10 70 10 8,0 RC..0602M0 0,070 1225 5507 - -
SRDC N 1212 F06 12 12 80 12 11,0 RC..0602M0 0,100 1225 5507 - -
SRDC N 1616 H06 16 16 100 16 13,0 RC..0602M0 0,200 1225 5507 - -
SRDC N 2020 K06 20 20 125 20 150 RC..0602M0 0,400 1225 5507 - -
SRDC N 2525 M06 25 25 150 25 17,5 RC..0602M0 0,700 1225 5507 - -
SRDC N 1616 H08 16 16 100 16 13,0 RC..0803MO0 0,200 1230 5508 - -
SRDC N 2020 K08 20 20 125 20 15,0 RC..0803MO0 0,400 1230 5508 - -
SRDC N 2525 M08 25 25 150 25 17,5 RC..0803MO0 0,700 1230 5508 - -
SRDC N 2020 K10 20 20 125 22 150 RC.. 10T3MO 0,400 1335 5516 3811 1750
SRDC N 2525 M10 25 25 150 22 17,5 RC.. 10T3MO 0,700 1335 5516 3811 1750
SRDC N 2020 K12 20 20 125 28 16,0 RC.. 1204M0 0,400 1335 5516 3814 1750
SRDC N 2525 M12 25 25 150 28 18,5 RC.. 1204M0 0,700 1335 5516 3814 1750
SRDC N 3225 P12 32 25 170 28 18,5 RC.. 1204M0 0,900 1335 5516 3814 1750
SRDC N 3232 P12 32 32 170 28 22,0 RC.. 1204M0 1,200 1335 5516 3814 1750
|
WK RC.. s d RCGT RCMT
T RC..0602M0 2,38 6,00

RC..0803M0 3,18 8,00

RC.. 10T3MO 3,97 10,00

RC.. 1204M0 4,76 12,00

o [

General angle 75°
[naBHbIV yron B nnaxe 75°

SS BC h=h1 b L1 f Plates ' )’ n ’

SSBC R/L 1212 F09 12 12 80 11 SC..09T3.. 0,700 1240 5515 - -
SSBC R/L 1616 H09 16 16 100 13 SC..09T3.. 0,200 1240 5515 - -
SSBC R/L 2020 K12 20 20 125 17 SC.. 1204.. 0,400 1540 5517 3514 1760
SSBC R/L 2525 M12 25 25 150 22 SC.. 1204.. 0,700 1540 5517 3514 1760
SC.. | s d SCGT SCMT SCMW
SC..09T3.. 9,52 3,97 9,52

SC.. 1204.. 12,70 4,76 12,70
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@ Y

General angle 45°
[naBHbIV yron B nnaHe 45°

SS DC h=h1 b L1 f Plates ’ )’ n '

SSDC N 1212 F09 12 12 80 6,0 SC..09T3.. 0,100 1240 5515 - -
SSDC N 1616 HO09 16 16 100 8,0 SC..09T3.. 0,200 1240 5515 - -
SSDC N 2020 K12 20 20 125 10,0 SC.. 1204.. 0,400 1540 5517 3514 1760
SSDC N 2525 M12 25 25 150 12,5 SC.. 1204.. 0,700 1540 5517 3514 1760

SC.. | s d SCGT SCMT SCMW

SC..09T3.. 9,52 3,97 9,52

SC..1204.. 12,70 4,76 12,70

L
=
J
iy
z

L=

General angle 45°
[nasHbIV yron B nnaHe 45°

SSSC h=h1 b L1 L2 f Plates ’ )’ n '

SSSC R/L 1212 F09 12 12 80 20 16 SC..09T3.. 0,100 1240 5515 - -

SSSC R/L 1616 H09 16 16 100 22 20 SC..09T3.. 0,200 1240 5515 - -

SSSC R/L 2020 K12 20 20 125 25 25 SC..1204.. 0,400 1540 5517 3514 1760

SSSC R/L 2525 M12 25 25 150 28 32 SC..1204.. 0,700 1540 5517 3514 1760
SC.. I s d \ SCGT SCMT sCMW

SC..09T3.. 9,52 3,97 9,52
SC..1204.. 12,70 4,76 12,70
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L1

General angle 90 °
[naBHbIV yron B nnaHe 90 °

STAC h=h1 b L1 f Plates P pd A &

STAC R/L 0808 D09 8 8 60 8,5 TC..0902.. 0,050 1222 5506 - -
STAC R/L 1010 E09 10 10 70 10,5 TC..0902.. 0,070 1222 5506 - -
STAC R/L 1212 F11 12 12 80 12,5 TC..1102.. 0,100 1225 5507 - -
STAC R/L 1616 H11 16 16 100 16,5 TC..1102.. 0,200 1225 5507 - -
STAC R/L 1616 H16 16 16 100 16,5 TC..16T3.. 0,200 1335 5516 3414 1750
STAC R/L 2020 K16 20 20 125 20,5 TC..16T3.. 0,400 1335 5516 3414 1750
STAC R/L 2525M16 25 25 150 25,5 TC.. 16T3.. 0,700 1335 5516 3414 1750
t
Yo ] s TC.. | s d TCGT TCMT TCMW
' TC..0902.. 9,62 2,38 5,55
d— TC..1102.. 11,00 2,38 6,35
‘) TC..16T3.. 16,50 3,97 9,52

l—

1]
[
Z.

*
g
<y
(-2
-]

L1

General angle 45 °
[nasHbIV yron B nnaHe 45 °

ST Dc h=h1 b L1 L2 f Plates ' )’ A ’

STDC R/L 0808 D09 8 8 60 12 10 TC..0902.. 0,050 1222 5506 - -
STDC R/L 1010 E09 10 10 70 14 1 TC..0902.. 0,070 1222 5506 - -
STDC R/L 1212 F11 12 12 80 16 13 TC.. 1102.. 0,100 1225 5507 - -
STDC R/L 1616 H11 16 16 100 18 17 TC..1102.. 0,200 1225 5507 - -
STDC R/L 1212 F16 12 12 80 18 17 TC..16T3.. 0,100 1240 5515 - -
STDC R/L 1616 H16 16 16 100 18 17 TC..16T3.. 0,200 1335 5516 3414 1750
STDC R/L 2020 K16 20 20 125 22 22 TC..16T3.. 0,400 1335 5516 3414 1750
STDC R/L 2525 M16 25 25 150 28 27 TC..16T3.. 0,700 1335 5516 3414 1750
t
77 TC.. 1 s d TCGT TCMT TCMW
! TC..0902.. 9,62 2,38 5,55
d y TC..1102.. 11,00 2,38 6,35
@ TC..16T3.. 16,50 3,97 9,52

:
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L1

General angle 90 °
[naBHbIV yron B nnaHe 90 °

ST F c h=h1 b L1 L2 f Plates ' )’ -3 '

STFC R/L 0808 D09 8 8 60 12 10 TC..0902.. 0,050 1222 5506 - -
STFC R/L 1010 E09 10 10 70 14 12 TC..0902.. 0,070 1222 5506 - -
STFC R/L 1212 F11 12 12 80 16 16 TC..1102.. 0,100 1225 5507 - -
STFC R/L 1616 H11 16 16 100 18 20 TC..1102.. 0,200 1225 5507 - -
STFC R/L 1212 F16 12 12 80 16 16 TC..16T3.. 0,100 1240 5515 - -
STFC R/L 1616 H16 16 16 100 22 20 TC.. 16T3.. 0,200 1335 5516 3414 1750
STFC R/L 2020 K16 20 20 125 22 25 TC.. 16T3.. 0,400 1335 5516 3414 1750
STFC R/L 2525 M16 25 25 150 28 32 TC..16T3.. 0,700 1335 5516 3414 1750
t
B ] s TC.. 1 s d TCGT TCMT TCMW
! TC..0902.. 9,62 2,38 5,55

d— TC..1102.. 11,00 2,38 6,35
@ TC..16T3.. 16,50 3,97 9,52
1

L
]

..
.=

General angle 90 °
[naBHbIV yron B nnaxe 90 °

STG c h=h1 b L1 L2 f Plates ' )’ A '

STGC R/L 0808 D09 8 8 60 12 10 TC..0902.. 0,050 1222 5506 - -
STGC R/L 1010 E09 10 10 70 14 12 TC..0902.. 0,070 1222 5506 - -
STGC R/L 1212 F11 12 12 80 16 16 TC.. 1102.. 0,100 1225 5507 - -
STGC R/L 1616 H11 16 16 100 18 20 TC..1102.. 0,200 1225 5507 - -
STGC R/L 1212 F16 12 12 80 18 16 TC.. 16T3.. 0,100 1240 5515 - -
STGC R/L 1616 H16 16 16 100 18 20 TC.. 16T3.. 0,200 1335 5516 3414 1750
STGC R/L 2020 K16 20 20 125 22 25 TC.. 16T3.. 0,400 1335 5516 3414 1750
STGC R/L 2525 M16 25 25 150 28 32 TC.. 16T3.. 0,700 1335 5516 3414 1750
i
B s TC.. I s d TCGT TCMT TCMW
! TC..0902.. 9,62 2,38 5,55
d A TC..1102.. 11,00 2,38 6,35
‘i TC..16T3.. 16,50 3,97 9,52

|
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L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

STJ C h=h1 b L1 L2 f Plates ' )’ A ‘

STJC R/L 0808 D09 8 8 60 12 10 TC..0902.. 0,050 1222 5506 - -
STJC R/L 1010 E09 10 10 70 14 12 TC..0902.. 0,070 1222 5506 - -
STJC R/L 1212 F11 12 12 80 16 16 TC..1102.. 0,100 1225 5507 - -
STJC R/L 1616 H11 16 16 100 18 20 TC..1102.. 0,200 1225 5507 - -
STJIC R/L 1212 F16 12 12 80 18 16 TC..16T3.. 0,100 1240 5515 - -
STJC R/L 1616 H16 16 16 100 18 20 TC..16T3.. 0,200 1335 5516 3414 1750
STJC R/L 2020 K16 20 20 125 22 25 TC..16T3.. 0,400 1335 5516 3414 1750
STJC R/L 2525 M16 25 25 150 28 32 TC.. 16T3.. 0,700 1335 5516 3414 1750
I
YO ¢ s TC.. | s d TCGT TCMT TCMW
' TC..0902.. 9,62 2,38 5,55
TC..1102.. 11,00 2,38 6,35
TC..16T3.. 16,50 3,97 9,52

B

=
S L
LL

General angle 60 °
[naBHbI yron B nnaHe 60 °

STTC h=h1 b L1 L2 f Plates ' )’ A ’

STTC R/L 0808 D09 8 8 60 12 7 TC..0902.. 0,050 1222 5506 - -
STTC R/L 1010 E09 10 10 70 14 9 TC..0902.. 0,070 1222 5506 - -
STTC R/L 1212 F11 12 12 80 16 1 TC..1102.. 0,100 1225 5507 - -
STTC R/L 1616 H11 16 16 100 18 13 TC..1102.. 0,200 1225 5507 - -
STTC R/L 1212 F16 12 12 80 18 1 TC..16T3.. 0,100 1240 5515 - -
STTC R/L 1616 H16 16 16 100 18 13 TC..16T3.. 0,200 1335 5516 3414 1750
STTC R/L 2020 K16 20 20 125 22 17 TC..16T3.. 0,400 1335 5516 3414 1750
STTC R/L 2525 M16 25 25 150 28 22 TC..16T3.. 0,700 1335 5516 3414 1750
i
Y s TC.. | s d TCGT TCMT TCMW
! TC..0902.. 9,62 2,38 5,55
TC..1102.. 11,00 2,38 6,35
TC..16T3.. 16,50 3,97 9,52

B
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L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SVH c h=h1 b L1 L2 f Plates P )’ = ’

SVHC R/L 2020 K16 20 20 125 28 25 VC.1604. | 0400 1335 5516 3718 1750
SVHC R/L 2525M16 25 25 150 28 32 VC.1604. | 0,700 1335 5516 3718 1750
SVHC RIL 3225 P16 32 25 170 34 32 VC.1604. | 0900 1335 5516 3718 1750
SVHC RIL 2525 M22 25 25 150 28 32 VC.2205. | 0,700 1540 5520 3722 1760
SVHC RIL 3225 P22 32 25 170 34 32 VC.2205. | 0,900 1540 5520 3722 1760
W% VC.. | s d VCGT vemT
! VC..1604.. 16,50 476 9,52
VC..2205.. 22,10 5,56 12,70

el
3

=1+ 5

-
o
||

Lz‘

L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SVJ B h=h1 b L1 L2 f Plates P pd & =

SVJB R/L 2020 K16 20 20 125 34 25 VBMT 1604.. 0,400 1335 5516 3718 1750
SVJB R/L 2525 M16 25 25 150 34 32 VBMT 1604.. 0,700 1335 5516 3718 1750
SVJB R/L 3225 P16 32 25 170 38 32 VBMT 1604.. 0,900 1335 5516 3718 1750

VBMT I s d VBMT

VBMT 1604.. ‘ 16,50 4,76 9,52
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L1
General angle 93 °
[naBHbIV yron B nnaHe 93 °
SVJC h=h1 b L1 L2 f Plates P d = &
SVJC R/L 1212 F11 12 12 80 20 16 VC..1103.. 0,100 1225 5507 - -
SVJC R/L 1616 H11 16 16 100 25 20 VC..1103.. 0,200 1225 5507 - -
SVJC R/L 2020 K11 20 20 125 28 25 VC..1103.. 0,400 1225 5507 - .
SVJC R/L 2020 K16 20 20 125 34 25 VC.. 1604.. 0,400 1335 5516 3718 1750
SVJC R/L 2525 M16 25 25 150 34 32 VC.. 1604.. 0,700 1335 5516 3718 1750
SVJC R/L 3225P16 32 25 170 34 32 VC.. 1604.. 0,900 1335 5516 3718 1750
i
— < T VCMT
%-% Vc" | S d VCG C
! VC..1103.. 11,00 3,18 6,35
VC.. 1604.. 16,50 4,76 9,52
|
1 ]
h h1
f é bl
L2
L1
General angle 95 °
[naBHbIVi yron B nnaHe 95 °
SVLC h=h1 b L1 L2 f Plates ' 7
SVLC R/L 1212 G13 12 12 90 25 16 VCMT 1303.. 0,100 1230 5508
SVLC R/L 1616 H13 16 16 100 25 20 VCMT 1303.. 0,200 1230 5508
SVLC R/L 2020 K13 20 20 125 28 25 VCMT 1303.. 0,400 1230 5508
SVLC R/L 2525M13 25 25 150 28 32 VCMT 1303.. 0,700 1230 5508
VCMT | | s | d VCMT
VC..1303.. 13,00 3,18 8,00
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-
-
L]

=

=] |

—
==
Lz |

L1

General angle 72°30°
[naBHbIii yron B nnaHe 72°30°

SVVB h=h1 b L1 L2 f Plates ' )’ = ’

SVVB N 2020 K16 20 20 125 37 10,6 VBMT 1604.. 0,400 1335 5516 3718 1750
SVVB N 2525 M16 25 25 150 37 13,1 VBMT 1604.. 0,700 1335 5516 3718 1750
SVVB N 3225 P16 32 25 170 37 13,1 VBMT 1604.. 0,900 1335 5516 3718 1750
VBMT I s d VBMT
VBMT 1604.. ‘ 16,50 4,76 9,52
—] - == R
h hi

76:\*
=

L2

<—>‘

L1

General angle 72°30°
[naBHbIV yron B nnaHe 72°30°

SVVC h=h1 b L1 L2 f Plates - > e e

SVVC N 1212 F11 12 12 80 25 6,6 VC..1103.. 0,100 1225 5507 - -
SVVC N 1616 H11 16 16 100 25 8,6 VC..1103.. 0,200 1225 5507 - -
SVVC N 2020 K11 20 20 125 25 10,6 VC..1103.. 0,400 1225 5507 - -
SVVC N 2020 K16 20 20 125 37 10,6 VC..1604.. 0,400 1335 5516 3718 1750
SVVC N 2525 M16 25 25 150 37 13,1 VC..1604.. 0,700 1335 5516 3718 1750
SVVC N 3225 P16 32 25 170 37 13,1 VC.. 1604.. 0,900 1335 5516 3718 1750

i

Wj VC.. | s d VCGT VCMT
! VC..1103.. 11,00 3,18 6,35
VC.. 1604.. 16,50 4,76 9,52
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- B
iy 3
’M‘ L1

General angle 113 °
[nasHbIV yron B nnaHe 113 °

SVXC h=h b L1 L2 f Plates V4

SVXC RIL 1212 G13 12 12 90 15 16 VCMT 1303.. | 0,100 1230 5508
SVXC R/L 1616 H13 16 16 100 138 20 VCMT 1303.. | 0200 1230 5508
SVXC RIL 2020 K13 20 20 125 280 25 VCMT 1303.. | 0,400 1230 5508
SVXC R/L 2525M13 25 25 150 280 32 VCMT 1303.. | 0,700 1230 5508
= VEOMT | 1 s d vemT
! VC.1303. | 1300 3,18 8,00

’_l,
KN
=

L1

General angle 100 °
[naBHbIVi yron B nnaxe 100 °

SVZC h=h1 b L1 L2 f Plates P b = &

SVZC R/L 2020 K16 20 20 125 28 25 VC.. 1604.. 0,400 1335 5516 3718 1750
SVZC R/L 2525 M16 25 25 150 34 32 VC.. 1604.. 0,700 1335 5516 3718 1750
SVZC R/L 3225 P16 32 25 170 34 32 VC.. 1604.. 0,900 1335 5516 3718 1750

VC.. ‘ s d VCGT vemT

VC.. 1604.. 16,50 4,76 9,52
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| |
| |
| .
I I
| | «D» Dimple lock
| |
|
A
I//
4
I
]
' I
! | «M» Wedge clamp
L I
IS~ 1
i T
1
! 1
! I
, «M-K» Double lock
! /
/ 1
/
/ _ -1
L/
1
1
1
1 I
1
1
] ]
h «P» Lever lock
1
1
' I
1
1 _ -1
L -~
I
I
I
| «S» Screw lock
I
I
]
I
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S 25| T | S
N BER BN
]

U/ C R 11 - |[EX
NN N e

g Ao

Type of holder Holder diameter, mm. Holder length, mm.
H [ 100 | T | 300
A | With internal coolant o B .‘—-fl-—-— ___g_ J 110 U | 350
i ] 1 | K [ 125 | Vv | 400
H | Anti-vibration shank // 1 ‘ L | 140 | W | 450
L, M | 150 | Y | 500
Anti-vibration shank ~ Q | 180 | X | Special
o e P '1 R | 200
S | 250
S | Steelshank
90° 75° -
C M P S F L

K
107°30' 93° : ::‘930

C D E K
A 4 5° 7° 0° 11°
e SR =N ==
B C N P

[ — % Cutting edge length, mm.
R N
Gy (][] A
L L | Lo |

Additional manufacturer options

i -MEE -
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INTERNAL TOOLHOLDERS * TOKAPHBIE JEPXKABKM AN BHYTPEHHEN O6PABOTKM

PCKN 75° PCLN 95° PDUN 93° PDUN 93°-EX PSKN 75° PSSN 45°
e — - R — P, P,
309
& A avoses. . GD & &
O acme Ve
N.. 1606.. .. 1606.. . 1104.. ..1204..
Page 122 CN.. 1906.. Page 122 CN.. 1906.. Page 123 DN.. 1506.. Page 123 DN.. 1506.. Page 124 SNM..1906.. Page 124 SNM..1204.
PTFN 90° PWLN 95°
L
TNM.. 1604.. O WNM.. 0604..
Page 125  TNM..2204. Page 126  WNM..0804..
SCLC 95° SDQC 107°30' SDUC 93° SDUC 93°-EX SSKC 75°
M T T Tl 1T "~ 7 "7 |
309
Y RS O &
d e
0602, v
gg 82% DC..0702.. DC..0702.. DC..0702.. SC..09T3..
Page 127 CC..1204.. Page 128 DC.. 11T3.. Page 129 DC.. 11T3.. Page 130 DC.. 11T3.. Page 131 SC.. 1204..
STFC90° STUC93° SVJC 52¢ SvVQC 107°30' SVUB 93° SVuUC93°
——————— I -~ TI - _'_"|' = el - - T
— & A
el O 4 4O [AN 4O
TC..0902.. <] AV <] VC..1103.. <] <]
TC..1102.. TC.1102.. VC.. 1103.. VC..1303.. VC.. 1103..
cTp. 132 TC.16T3. Page 133 TC..16T3.. Page 133 V(. 1604.. Page 134  vC.1604. Page 134 vBMT1604.. Page 135 VC.. 1604..
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Dimple lock (on request)

DCLN 95°

%

CN..1204..

DDUN 93°

DN.. 1506..

Toolholders with wedge and double clamping (on request)

MCLN-K 95° MDUN-K 93° MSKN-K 75° MTFN 90° MTFN-K 90° MTUN 93°
— o B : = | 7T r o [ A
=5 T \
4 < O
< < < < < 4
TNM.. 1604.. TNM.. 1604..
CN.. 1204.. DN.. 1506.. SNM.. 1204.. TNM.. 2204.. TNM.. 1604.. TNM.. 2204..
MVUN-K 93° MWLN 95° MWLN-K 95°
&___ o b__"___”
O < e
< v A%
WNM.. 0604..
VN.. 1604.. WNM.. 0804.. WNM.. 0804..
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o
" N
S
1 x>~ 1
I )
L (e >xE—— |
f 6/ ) !-
"
L2
L1
General angle 75 °
[nasHbIV yron B nnaHe 75 °
Q
PCKN D h hi L L2 f A Plates LS~ B & s
S25T PCKN R/L 12 25 23 11,5 300 40 17 31 CN.. 1204.. 0,700 8212 1626 | 5025 b - -
S32U PCKN R/L 12 32 30 15,0 350 50 22 39 CN.. 1204.. 2,050 8312 | 1648 | 5003 | 3612 4112 | 0012
S40V PCKN R/L 12 40 37 18,5 400 60 27 48 CN.. 1204.. 3,750 8012 | 1608 | 5003 | 3612 4112 | 0012
S50W PCKN R/L 16 50 47 23,5 450 65 35 61 CN.. 1606.. 6,500 8016 | 1618 | 5003 | 3616 4115 | 0015
S50W PCKN R/L 19 50 47 23,5 450 65 35 61 CN.. 1906.. 6,500 8219 | 1610 | 5004 | 3619 4119 | 0019
o CN | d CNGP CNMA CNMG CNMM
A A s - s
7 CN.. 1204.. 12,90 4,76 12,70
— CN.. 1606.. 16,10 6,35 15,88
I CN.. 1906.. 19,30 6,35 19,05
d |
D
I // N T
h1 Ig h A A
1 NS—~ 1
I N
| Il
_Q__ _____ .u.____x.
f ’f[ 1 1
"
L2
L1
General angle 95 °
[naBHbIV yron B nnaHe 95 °
PCLN D h h1 L1 L2 f A Plates L '. /\ c f /
S16R PCLN R/L 09 16 15 7,5 200 26 1 20 CN..0903.. 0,300 8005 | 1605 | 5002 - - -
§20S PCLN R/L 09 20 18 9,0 250 29 13 25 CN..0903.. 0,550 8005 | 1605 | 5002 - - -
S25T PCLN R/L 09 25 23 11,5 300 33 17 32 CN..0903.. 0,700 8009 | 1626 | 5025 | 3609 | 4109 @ 0009
S25T PCLN R/L 12 25 23 11,5 300 40 17 31 CN.. 1204.. 0,700 8212 | 1626 | 5025 - - -
S32U PCLN R/L 12 32 30 15,0 350 50 22 39 CN..1204.. 2,050 8312 | 1648 | 5003 | 3612 | 4112 | 0012
S40V PCLN R/L 12 40 37 18,5 400 60 27 48 CN.. 1204.. 3,750 8012 | 1608 | 5003 | 3612 | 4112 @ 0012
S50W PCLN R/L 12 50 47 23,5 450 65 35 61 CN.. 1204.. 6,500 8012 | 1608 | 5003 | 3612 | 4112 @ 0012
S50W PCLN R/L 16 50 47 23,5 450 65 35 61 CN.. 1606.. 6,500 8016 | 1618 | 5003 | 3616 | 4115 | 0015
S50W PCLN R/L 19 50 47 23,5 450 65 35 61 CN.. 1906.. 6,500 8219 | 1610 | 5004 | 3619 | 4129 @ 0019
With internal coolant
A-PCLN D h . h Lt L2 f A Plates LS~ B &
A16M PCLN R/L 09 16 15 7,5 150 26 1 20 CN..0903.. 0,200 8005 | 1605 | 5002 - - -
A20Q PCLN R/L 09 20 18 9,0 180 29 13 25 CN..0903.. 0,400 8005 | 1605 | 5002 - - -
A25R PCLN R/L 12 25 23 11,5 200 40 17 31 CN.. 1204.. 0,700 8212 | 1626 | 5025 - - -
A32S PCLN R/L 12 32 30 15,0 250 50 22 39 CN.. 1204.. 1,400 8312 | 1648 | 5003 | 3612 | 4112 @ 0012
A40T PCLN R/L 12 40 37 18,5 300 60 27 48 CN..1204.. 2,650 8012 | 1608 | 5003 | 3612 | 4112 | 0012
A 5 CN.. ! s d CNGP CNMA CNMG CNMM
f CN..0903.. 9,65 3,18 9,52
CN.. 1204.. 12,90 4,76 12,70
I CN.. 1606.. 16,10 6,35 15,88
CN.. 1906.. 19,30 6,35 19,05
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General angle 93 °
[maBHbIV yron B nnaHe 93 °

PDUN D h  hi, Li L2, f _ A Plates ‘L I. ay -4 ' ey -4

| | | | | | ! ! |
S25T PDUN R/L 11 ‘ 25 ‘ 23 ‘ 1,5 ‘ 300 ‘ 35 ‘ 17 32 ‘ DN.. 1104.. ‘ 0,700 ‘8009 ‘ 1606‘ sozs‘ 371 ‘ 4109‘ ooog‘ ‘
$32U PDUN R/L 11 } 32 } 30 } 150 } 350 } 40 } 2 | 40 } DN.. 1104.. } 2,050 }8009 } 1606 | 5025} 3711 } 4109} 0009} - } -
S32U PDUN RL 15 | 32 | 30 | 150 350 & 50 | 22 39 | DN.1506. | 2050 8415 | 1648 5003 | 3715 | 4112 | 0012 | 3725 | 4135
S40V PDUN R/L 15 | 40 | 37 | 185 400 | 60 | 27 = 48  DN.1506. | 3,750 8415 | 1638 | 5003 @ 3715 | 4112 | 0012 | 3725 4135
S50W PDUN R/L 15 | 50 | 47 | 235 | 450 65 | 35 61 | DN.1506. | 6500 8415 1638 5003 3715 | 4112 | 0012 | 3725 | 4135

DN.. I s d DNGP | DNMA | DNMG

DN..1104.. 11,60 4,76 9,52

DN.. 1504.. 15,50 4,76 12,70

DN.. 1506.. 15,50 6,35 12,70

With internal coolant
A'PDUN D  h h1 L1 L2 f A Plates L P 4 /\g ’ 7 & f

| | | | | | | | | | | |
A25R PDUN R/L 11 ‘ 25 ‘ ‘ 1,5 ‘ 200 ‘ 40 ‘ 17 ‘ 31 ‘ DN.. 1104.. ‘ 0,700 ‘ 8009‘ 1606 ‘ 5025 ‘ 3711 ‘4109 ‘ 0009‘ ‘
A32S PDUN RIL 15 | 32 | 30 | 150 | 250 | 50 | 22 | 39 | DN.1506. | 1,400 | 8415 1648 | 5003 3715 | 4112 0012 | 3725 4135
A40T PDUN RL 15 | 40 | 37 | 185 | 300 60 | 27 | 48 | DN.1506. | 2,650 | 8415 1638 | 5003 3715 | 4112 | 0012 | 3725 4135

General angle 93°
[naBHbI yron B nnaHe 93 °

PDUN D h  hi Li Lz, f A , Plates oo o

S32U PDUN R/L 15-EX| 32 30 15,0 350 50 22 39 DN..1506.. | 2,050 | 8415 | 1648 5003 - - - - -
S40V PDUN R/L 15-EX| 40 37 18,5 400 60 27 48 DN..1506.. | 3,750 8415 | 1638 5003 | 3715 | 4112 | 0012 | 3725 4135
S50W PDUN R/L 15-EX| 50 47 23,5 450 65 35 61 DN..1506.. | 6,500 @ 8415 | 1638 = 5003 | 3715 | 4112 | 0012 | 3725 4135

DN.. | s d DNGP DNMA DNMG

DN.. 1504.. 15,50 4,76 12,70
DN.. 1506.. 15,50 6,35 12,70
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h1 A
" \\ ZAN |
I
g ] |
f I s — I-____I!-
1"
L2
L1
General angle 75 °
[naBHbIV yron B nnaHe 75 °
PSKN D h hi L1 L2 f A Plates | OV AN~ I
S25T PSKN R/L 12 25 23 11,5 300 40 17 31 SNM.. 1204.. 0,700 8212 | 1626 | 5025 - - -
S32U PSKN R/L 12 32 30 15,0 350 50 22 39 SNM.. 1204.. 2,050 8312 | 1648 | 5003 | 3512 | 4112 | 0012
S40V PSKN R/L 12 40 37 18,5 400 60 27 48 SNM.. 1204.. 3,750 8012 | 1608 | 5003 | 3512 | 4112 | 0012
S50W PSKN R/L 19 50 47 23,5 450 65 35 61 SNM.. 1906.. 6,500 8219 | 1710 | 5004 | 3519 | 4129 | 0019
il
P | s d SNMA NMG SNMM
A A s SNM.. S
7 SNM.. 1204.. 12,70 4,76 12,70
d SNM.. 1906.. 19,05 6,35 19,05
With internal coolant
PacTouHble AepXKaBKu
C BHyTpeHHUM noasoaom COXK
A'PSKN D h h1 L1 L2 f A Plates L '. /\ 2 ’ rd
A25R PSKN R/L 12 25 23 11,5 200 40 17 31 SNM.. 1204.. 0,700 8212 | 1626 | 5025 - - -
A32S PSKN R/L 12 32 30 15,0 250 50 22 39 SNM.. 1204.. 1,400 8312 | 1648 | 5003 | 3512 | 4112 | 0012
A40T PSKN R/L 12 40 37 18,5 300 60 27 48 SNM.. 1204.. 2,650 8012 | 1608 | 5003 | 3512 | 4112 | 0012
D
1) — T
7 N\
==Ll
1] X2~ 1
I ||
]
O S ———_—— - —C —
f = ) !-
1"
L2
L1
General angle 45 °
[naBHbIV yron B nnaHe 45 °
With internal coolant
PacTouHble aepKaBKu
C BHyTpeHHUM noasogom COXK
A-PSSN D h hto L1 L2 f A Plates | "IV VAN~ I
A25R PSSN R/L 12 25 23 1,5 200 40 17 31 SNM.. 1204.. 0,700 8212 | 1626 | 5025 - - -
A32S PSSN R/L 12 32 30 15,0 250 50 22 39 SNM.. 1204.. 2,050 8312 | 1648 | 5003 | 3512 | 4112 | 0012
- |
P 1 s d SNMA SNMM
VA s SNM.. | | | SNMG
T SNM.. 1204.. ‘ 12,70 4,76 12,70
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ECO . v ty——— .u.____“.

L2

L1

General angle 90 °
naBHbIV yron B nnaHe 90 °

Boring holders

PTFN D h h1 L1 L2 f A Plates h '. /\ A ’ /

S25T PTFN R/L 16 25 23 11,5 300 40 17 31 TNM.. 1604.. 0,700 8216 | 1605 | 5002 - - -
S32U PTFN R/L 16 32 30 150 350 50 22 39 TNM.. 1604.. 2,050 8009 | 1606 | 5025 | 3416 | 4109 | 0009
S40V PTFN R/L 22 40 37 18,5 400 60 27 48 TNM.. 2204.. 3,750 8012 | 1608 | 5003 | 3422 | 4112 | 0012
S50W PTFN R/L 22 50 47 23,5 450 65 35 61 TNM.. 2204.. 6,500 8012 | 1608 | 5003 | 3422 | 4112 | 0012
_
0 W s TNM.. | s d TNMA TNMG
! TNM.. 1604.. 16,50 4,76 9,52
d TNM.. 2204.. 22,00 4,76 12,70

L]

With internal coolant
PacTouHble gepxaBKu
C BHYTpeHHUM noasogom COXK
A-PTFN D h h1 L1 L2 f A Plates L '. /\ A. f /

A25R PTFN R/L 16 25 23 11,5 200 40 17 31 TNM.. 1604.. 0,700 8216 | 1605 | 5002 -
A32S PTFN R/L 16 32 30 15,0 250 50 22 39 TNM.. 1604.. 1,400 8009 | 1606 | 5025 | 3416 | 4109 | 0009

A40T PTFN R/L 22 40 37 18,5 300 60 27 48 TNM.. 2204.. 2,650 8012 | 1608 | 5003 | 3422 | 4112 | 0012
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h A
1 A 5
I
S I 1 |
. aF = — — —
f @ 1 I!-
"
L2
L1
General angle 95 °
[naBHbI yron B NnaHe 95 ° Boring holders
PWLN D h h1 L1 L2 f A Plates L '. /\ b f rd
S16R PWLN R/L 06 16 15 7,5 200 24 1 20 WNM.. 0604.. 0,300 8216 | 1605 | 5002 - - -
§20S PWLN R/L 06 20 18 9,0 250 36 13 27 WNM.. 0604.. 0,550 8216 | 1605 | 5002 - - -
S25T PWLN R/L 06 25 23 11,5 300 40 17 31 WNM.. 0604.. 0,700 8009 | 1606 | 5025 | 3007 | 4109 | 0009
S25T PWLN R/L 08 25 23 11,5 300 40 17 31 WNM.. 0804.. 0,700 8212 | 1626 | 5025 - - -
S32U PWLNR/L 08 32 30 15,0 350 50 22 39 WNM.. 0804.. 2,050 8012 | 1608 | 5003 | 3008 | 4112 | 0012
S40V PWLN R/L 08 40 37 18,5 400 60 27 48 WNM.. 0804.. 3,750 8012 | 1608 | 5003 | 3008 | 4112 | 0012
i
’ 7] < 1 s d WNMG
0 V) s WNM.. WNMA
o WNM..0604.. 645 476 9,52
WNM.. 0804.. 8,14 4,76 12,70
D
| — -
ﬁ h TR
I ~x~~—~= 1|
I
S I 1 |
—f — - - - 5 - — - — = [ ) W ——
f @ 1 !-
"
L2
L1
General angle 95 ° N With internal coolant
[naBHbIV yron B nnaHe 95 PacTouHble aepKaBKu
C BHYTpeHHUM nogsoaom COXK
A'PWLN D h h1 L1 L2 f A Plates L '. /\ b ’ rd
A16M PWLN R/L 06 16 15 7,5 150 24 n 20 WNM.. 0604.. 0,200 8216 | 1605 | 5002 - - -
A20Q PWLN R/L 06 20 18 9,0 180 36 13 27 WNM.. 0604.. 0,400 8216 | 1605 | 5002 - - -
A25R PWLN R/L 06 25 23 11,5 200 40 17 31 WNM.. 0604.. 0,700 8009 | 1606 | 5025 | 3007 | 4109 | 0009
A32S PWLN R/L 06 32 30 15,0 250 50 22 39 WNM.. 0604.. 1,400 8009 | 1606 | 5025 | 3007 | 4109 0009
A25R PWLN R/L 08 25 23 11,5 200 40 17 31 WNM.. 0804.. 0,700 8212 | 1626 | 5025 - - -
A32S PWLN R/L 08 32 30 15,0 250 50 22 39 WNM.. 0804.. 1,400 8012 | 1608 | 5003 | 3008 | 4112 | 0012
A40T PWLN R/L 08 40 37 18,5 300 60 27 48 WNM.. 0804.. 2,650 8012 | 1608 | 5003 | 3008 | 4112 | 0012
i
’ 7 | s d WNMG
W s WNM.. WNMA
! WNM.. 0604.. 6,45 4,76 9,52
d WNM.. 0804.. 8,14 4,76 12,70

O
oL

\
~
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—

f

e

‘Lz

;

e

L1

General angle 95 °

fnasribiii yron B nnawe 95 Boring holders with steel shank

Sc Lc D h h1 L1 L2 f A Plates ' )’ ﬂ '

S08K SCLC R/L 06 8 7 3,5 125 16 5 1 CC..0602.. 0,040 1425 5507 - -
S10M SCLC R/L 06 10 9 4,5 150 25 7 13 CC..0602.. 0,060 1425 5507 - -
S12M SCLC R/L 06 12 1 5,5 150 25 9 16 CC..0602.. 0,150 1425 5507 - -
S12M SCLC R/L 09 12 11 55 150 25 9 16 CC..09T3.. 0,150 1440 5515 - -
$12Q SCLC R/L 09 12 11 55 180 25 9 16 CC..09T3.. 0,150 1440 5515 - -
S16R SCLC R/L 09 16 15 7,5 200 30 1 20 CC..09T3.. 0,300 1440 5515 - -
S20S SCLC R/L 09 20 18 9,0 250 35 13 24 CC..09T3.. 0,550 1440 5515 - -
S25T SCLC R/L 09 25 23 11,5 300 40 17 31 CC..09T3.. 0,550 1240 5515 - -
$20S SCLC R/L 12 20 18 9,0 250 35 13 24 CC..1204.. 0,550 1250 5520 - -
S25§ SCLC R/L 12 25 23 11,5 300 40 17 31 CC..1204.. 0,700 1250 5520 - -
S32U SCLC R/L 12 32 30 15,0 350 50 22 39 CC..1204.. 2,050 1540 5517 | 3614 1760
S40V SCLC R/L 12 40 37 18,5 400 60 27 48 CC..1204.. 3,750 1540 5517 | 3614 1760
S50W SCLC R/L 12 50 47 23,5 450 65 35 61 CC..1204.. 6,500 1540 5517 | 3614 1760
- cC I s d CCGT ccMT ccMw
o U s s
f CC..0602.. 6,45 2,38 6,35
CC..09T3.. 9,65 3,97 9,52
CC..1204.. 12,90 4,76 12,70

With internal coolant
.& PacTouHble gepaBKu

CBHYTp ABOAOM COX
A'SCLC D h h1 L1 L2 f A Plates ' )’ a ’
AO8F SCLC R/L 06 8 7 35 80 16 5 n CC..0602.. 0,030 1425 | 5507 - -
A10H SCLC R/L 06 10 9 4,5 100 25 7 13 CC..0602.. 0,040 1425 | 5507 - -
A12K SCLC R/L 06 12 n 55 125 25 9 16 CC..0602.. 0,100 1425 | 5507 - -
A16MSCLC R/L 09 16 15 7,5 150 30 1 20 CC..09T3.. 0,200 1440 | 5515 - -
A20Q SCLC R/L 09 20 18 9,0 180 35 13 24 CC..09T3.. 0,400 1440 | 5515 - -
A25R SCLC R/L 09 25 23 11,5 200 40 17 31 CC..09T3.. 0,700 1440 | 5515 - -
A32S SCLC R/L 12 32 30 15,0 250 50 22 39 CC..1204.. 1,400 1540 | 5517 | 3614 1760
A40T SCLC R/L 12 40 37 18,5 300 60 27 48 CC.. 1204.. 2,650 1540 | 5517 | 3614 1760

With internal coolant

Anti-vibration shank
[lep>KaBKu € aHTUBNGPALMOHHBIM

XBOCTOBMKOM U BHYTpeHHUM noasogom COX

E'SCLC D h h1 L1 L2 f A Plates ' )’

EO8K SCLC R/L 06 8 7 35 125 16 5 n CC..0602.. 0,080 1425 | 5507
E10M sA.C R/L 06 10 9 4,5 150 25 7 13 CC..0602.. 0,150 1425 | 5507
E12M sA.C R/L 06 12 n 55 150 25 9 16 CC..0602.. 0,250 1425 | 5507
E16R SCLC R/L 09 16 15 7,5 200 30 1 20 CC..09T3.. 0,600 1440 | 5515
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General angle 107°30°
[naBHbIii yron B nnaHe 107°30°

h1

Boring holders

SDQC D h h1 L1 L2 f A Plates S 0 o &
S10M SDQC R/L 07 10 9 4,5 150 25 7 13 DC..0702.. 0,060 1425 5507 - -
S12M SDQC R/L 07 12 1 55 150 25 9 16 DC..0702.. 0,150 1225 5507 - -
S16R SDQC R/L 07 16 15 7,5 200 30 1 20 DC..0702.. 0,300 1225 5507 - -
S§20S SDQC R/L 07 20 18 9,0 250 35 13 24 DC..0702.. 0,550 1225 5507 - -
§20S SDQC R/L 11 20 18 9,0 250 35 13 24 DC.. 11T3.. 0,550 1240 | 5515 - -
S25T SDQC R/L 11 25 23 1,5 300 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
S32U SDQC R/L 11 32 30 15,0 350 50 22 39 DC.. 11T3.. 2,050 1335 5516 | 3714 | 1750
S40V SDQC R/L 11 40 37 18,5 400 60 27 48 DC.. 11T3.. 3,750 1335 5516 | 3714 | 1750

DC.. I s d DCGT-AL DCMT DCMW

DC..0702.. 7,75 2,38 6,35

DC..11T3.. 11,60 3,97 9,52

With internal coolant
PacTouHble gepKaBKun
C BHyTpeHHUM noasoaom COXK

A'SDQC D h h1 L1 L2 f A Plates ' )’ =4 '
A12K SDQC R/L 07 12 1 55 125 25 9 16 DC..0702.. 0,100 1225 5507 - -
A16M sSDQC R/L 07 16 15 7.5 150 30 1 20 DC..0702.. 0,200 1225 5507 - -
A20Q SDQC R/L 11 20 18 9,0 180 35 13 24 DC.. 11T3.. 0,400 1240 | 5515 - -
A25R SDQC R/L 11 25 23 11,5 200 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
A32S SDQC R/L 11 32 30 15,0 250 50 22 39 DC.. 11T3.. 1,400 1335 5516 | 3714 | 1750
A40T SDQC R/L 11 40 37 18,5 300 60 27 48 DC.. 11T3.. 2,650 1335 5516 | 3714 | 1750
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—_————-Yy-——-—- HPr-—-—F
f t d
L2
L1

General angle 93°
[naBHbIV yron B nnaHe 93° Boring holders
SDUC D h h1 L1 L2 f A Plates ' )’ =4 '
S10M SDUC R/L 07 10 9 4,5 150 25 7 13 DC..0702.. 0,060 1425 | 5507 - -
S12M SDUC R/L 07 12 1 55 150 25 9 16 DC..0702.. 0,150 1225 | 5507 - -
S$12Q SDUC R/L 07 12 1 55 180 25 9 16 DC..0702.. 0,150 1225 | 5507 - -
S16R SDUC R/L 07 16 15 7,5 200 30 1 20 DC..0702.. 0,300 1225 | 5507 - -
S20S SDUC R/L 07 20 18 9,0 250 35 13 24 DC..0702.. 0,550 1225 | 5507 - -
S$20S SDUC R/L 11 20 18 9,0 250 35 13 24 DC.. 11T3.. 0,550 1240 | 5515 - -
S25T SDUC R/L 11 25 23 11,5 300 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
S32U SDUC R/L 11 32 30 15,0 350 50 22 39 DC.. 11T3.. 2,050 1335 | 5516 | 3714 | 1750
S40V SDUC R/L 11 40 37 18,5 400 60 27 48 DC.. 11T3.. 3,750 1335 | 5516 | 3714 | 1750

DC.. I s d DCGT DCMT DCMW

DC..0702.. 7,75 2,38 6,35

DC.. 11T3.. 11,60 3,97 9,52

With internal coolant
-1 PacTouHble fepxaBkmn
CBHYTpP noasopom COXK

(o) o
A'SDUC 93 D h h1 L1 L2 f A Plates ' )’ ﬂ ‘
A12K SDUC R/L 07 12 1 55 125 25 9 16 DC..0702.. 0,100 1225 | 5507 - -
A16M SDUC R/L 07 16 15 7,5 150 30 1 20 DC..0702.. 0,200 1225 | 5507 - -
A20Q SDUC R/L 11 20 18 9,0 180 35 13 24 DC.. 11T3.. 0,400 1440 | 5515 - -
A25R SDUC R/L 11 25 23 11,5 200 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
A32S SDUC R/L 11 32 30 15,0 250 50 22 39 DC.. 11T3.. 1,400 1335 | 5516 | 3714 | 1750
A40T SDUC R/L 11 40 37 18,5 300 60 27 48 DC.. 11T3.. 2,650 1335 | 5516 | 3714 | 1750

With internal coolant
Anti-vibration shank
[lep)KaBKu C aHTUBMOPaLNOHHBIM

XBOCTOBMKOM N BHYTpeHHUM noasogom COX R
E'SDUC 93° D h h1 L1 L2 f A Plates ' )’

E10M SDUC RL 07 10 9 4,5 150 25 7 13 DC..0702.. 0,150 1425 | 5507
E12M SDUC RL 07 12 n 55 150 25 9 16 DC..0702.. 0,250 1225 | 5507
E16R SDUC R/L 07 16 15 7,5 200 30 11 20 DC..0702.. 0,600 1225 | 5507
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General angle 93 °
[naBHbIV yron B nnaHe 93 °

o gl | (S

§

Boring holders

SDUC D h h1 L1 L2 f A Plates S Do &
S12M SDUC R/L 07-EX 12 1 55 150 25 9 16 DC..0702.. 0,150 1225 | 5507 - -
S16R SDUC R/L 07-EX 16 15 7,5 200 30 1 20 DC..0702.. 0,300 1225 | 5507 - -
§20S SDUC R/L 07-EX 20 18 9,0 250 35 13 24 DC..0702.. 0,550 1225 | 5507 - -
§20S SDUC R/L 11-EX 20 18 9,0 250 35 13 24 DC.. 11T3.. 0,550 1240 | 5515 - -
S§25T SDUC R/L 11-EX 25 23 1,5 300 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
S§32U SDUC R/L 11-EX 32 30 15,0 350 50 22 39 DC.. 11T3.. 2,050 1335 | 5516 | 3714 | 1750
S40V SDUC R/L 11-EX 40 37 18,5 400 60 27 48 DC.. 11T3.. 3,750 1335 | 5516 | 3714 | 1750
DC.. | s d DCGT DCMT DCMW
DC..0702.. 7,75 2,38 6,35
DC..11T3.. 11,60 3,97 9,52
D
h = |
o gl Y (S
I xs—~ |
I
= =
———— - ) — - — — A - — - —
fl 9 n i
L2
L1 |
General angle 93 °
[naBHbIVi yron B nnaHe 93 °
With internal coolant
PacTouHble aepKaBKu
C BHYTpeHHUM nogsoaom COXK
A'SDUC D h h1 L1 L2 f A Plates ' /9’
A12K SDUC R/L 07-EX 12 1 55 125 25 9 16 DC..0702.. 0,100 1225 | 5507
A16M SDUC R/L 07-EX 16 15 7,5 150 30 1 20 DC..0702.. 0,200 1225 | 5507
A20Q SDUC R7L 11-EX 20 18 9,0 180 35 13 24 DC.. 11T3.. 0,400 1240 | 5515
A25R SDUC R/L 11-EX 25 23 11,5 200 40 17 31 DC.. 11T3.. 0,700 1240 | 5515
- DC.. I s d DCGT DCMT DCMW
o0 s
f DC..0702.. 7.75 2,38 635
DC.. 11T3.. 11,60 3,97 9,52
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D
1" — -
7 N\
Ser== Lo
[l =2 L

L2
L1
General angle 75 °
[naBHbIi yron B nnaHe 75 ° Boring holders
SSKC D h h1 L1 L2 f A Plates ' )’ u ‘
S16R SSKC R/L 09 16 15 7,5 200 30 1 20 SC..09T3.. 0,300 1440 | 5515 - -
$20S SSKC R/L 09 20 18 9,0 250 35 13 24 SC..09T3.. 0,550 1240 | 5515 - -
S25T SSKC R/L 09 25 23 1,5 300 40 17 31 SC..09T3.. 0,700 1240 | 5515
S32U SSKC R/L 12 32 30 15,0 350 50 22 39 SC.. 1204.. 2,050 1540 | 5517 | 3514 | 1760
S40V SSKC R/L 12 40 37 18,5 400 60 27 48 SC.. 1204.. 3,750 1540 = 5517 | 3514 | 1760
S50W SSKC R/L 12 50 47 23,5 450 65 35 61 SC.. 1204.. 6,500 1540 = 5517 | 3514 | 1760
SC.. I s d SCGT SCMT scmMw
SC..09T3.. 9,52 3,97 9,52
SC.. 1204.. 12,70 4,76 12,70
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D
1" \(/x )
|§ h (| )
1 N—= 1

=]

L2
L1
General angle 90 °
[naBHbIVi yron B nnaHe 90 °
Boring holders
STFC D h h1 L1 L2 f A Plates ' /‘ A ‘
S10M STFC R/L 09 10 9 4,5 150 25 7 13 TC..0902.. 0,060 1222 5506 - -
S12M STFC R/L 09 12 1 55 150 25 9 16 TC..0902.. 0,150 1222 5506 - -
S12M STFC R/L 11 12 1 55 150 25 9 16 TC..1102.. 0,150 1225 5507 - -
$12Q STFC R/L 11 12 1 55 180 25 9 16 TC..1102.. 0,050 1225 5507 - -
S16R STFC R/L 11 16 15 7,5 200 30 1 20 TC..1102.. 0,300 1225 5507 - -
§20S STFC R/L 11 20 18 9,0 250 35 13 24 TC..1102.. 0,550 1225 5507 - -
§20S STFC R/L 16 20 18 9,0 250 35 13 24 TC..16T3.. 0,550 1240 5515 - -
S25T STFC R/L 16 25 23 11,5 300 40 17 31 TC..16T3.. 0,700 1240 5515 - -
S32U STFC R/L 16 32 30 15,0 350 50 22 39 TC..16T3.. 2,050 1335 5516 | 3414 1750
S40V STFC R/L 16 40 37 18,5 400 60 27 48 TC..16T3.. 3,750 1335 5516 | 3414 1750
t
B s TC.. 1 s d TCGT TCMT TCMW
¢ TC..0902.. 9,62 2,38 5,55
d A TC..1102.. 11,00 2,38 6,35
@ TC..16T3.. 16,50 3,97 9,52
o
With internal coolant
PacTouHble gepxaBkun
C BHyTpeHHUM noasogom COXK
o o
A'STFC 90 D h h1 L1 L2 f A Plates ' )' A '
A10H STFC R/L 09 10 9 4,5 100 25 7 13 TC..0902.. 0,040 1222 | 5506 - -
A12K STFC R/L 11 12 11 55 125 25 9 16 TC..1102.. 0,100 1225 | 5507 - -
A16M STFC R/L 11 16 15 7,5 150 30 1 20 TC..1102.. 0,200 1225 | 5507 - -
A20Q STFC R/L M 20 18 9,0 180 35 13 24 TC..1102.. 0,400 1225 | 5507 - -
A25R STFC RI/L 16 25 23 11,5 200 40 17 31 TC..16T3.. 0,700 1240 | 5515 - -
A32S STFC R/L 16 32 30 15,0 250 50 22 39 TC..16T3.. 1,400 1335 | 5516 @ 3414 | 1750
A40T STFC R/L 16 40 37 18,5 300 60 27 48 TC..16T3.. 2,650 1335 | 5516 | 3414 | 1750
With internal coolant
Anti-vibration shank
-; Ley CaHT pay
XBOCTOBMKOM N BHYTpeHHUM noasogom COX
E-STFC 90° .
90 D h h1 L1 L2 f A Plates ' )’
E10M STFC RA 09 10 9 4,5 150 25 7 13 TC..0902.. 0,150 1222 5506
E12M STFC R/L 11 12 1 55 150 25 9 16 TC..1102.. 0,250 1225 5507
E16R STFC R/L 11 16 15 75 200 30 1 20 TC..1102.. 0,600 1440 5515
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L1

General angle 93 °

[naBHbIV yron B nnaHe 93 ° .
Y Boring holders

STUC D h h1 L1 L2 f A Plates ' )’ A '

S12M STUC R/L 11 12 1 55 150 25 9 16 TC..1102.. 0,150 1225 5507 - -
S16R STUC R/L 16 16 15 7,5 200 30 1 20 TC.. 16T3.. 0,300 1240 5515 - -
$20S STUC R/L 16 20 18 9,0 250 35 13 24 TC..16T3.. 0,550 1240 5515 - -
S25T STUC R/L 16 25 23 11,5 300 40 17 31 TC.. 16T3.. 0,700 1240 5515 - -
S32U STUC R/L 16 32 30 15,0 350 50 22 39 TC.. 16T3.. 2,050 1335 | 5516 @ 3414 1750
i
B ] s TC.. 1 s d TCGT TCMT TCMW
! TC..1102.. 11,00 2,38 6,35
TC..16T3.. 16,50 3,97 9,52

B

General angle 52° With internal coolant
- ° PacTouHble aepKaBKu
[naBHbIV yron B nnaHe 52 € BHyTpeHHIM nogBoacM COX
SVJ C D h hi L1 L2 A f Yo Plates V
A16M SVICR/L 11 16 15 7,5 150 30 22 2 6 VC.. 1103.. 0,000 1225 | 5507
A20Q SVICR/L11 20 18 9,0 180 38 25 2 5 VC.. 1103.. 0,350 1225 | 5507
A25R SVIC R/L 16 25 23 11,5 200 44 28 2 4 VC.. 1604.. 0,000 @ 1240 | 5515
L VC | d VCGT VCMT
/i 2 s

f VC.. 1103.. 11,00 3,18 6,35

d K VC.. 1604.. 16,50 4,76 9,52

o)




Bumt

INTERNAL TOOLHOLDERS * TOKAPHBIE JEPXKABKM AN BHYTPEHHEN O6PABOTKM

General angle 107°30"

Boring holders

SVQC D h h1 L1 L2 f A Plates ' )’ = ‘
S16R SVQC R/L 11 16 15 7,5 200 30 1 20 VC..1103.. 0,300 1225 | 5507 - -
§20S sSvQC R/L 11 20 18 9,0 250 35 13 24 VC..1103.. 0,550 1225 | 5507 - -
S16R SVQC R/L 13 16 15 7,5 200 30 13 22 VC.. 1303.. 0,300 1230 | 5508 - -
§20S SvQC R/L 13 20 18 9,0 250 35 13 24 VC.. 1303.. 0,550 1230 | 5508 - -
§25T SVQC R/L 16 25 23 1,5 300 40 17 31 VC.. 1604.. 0,700 1335 | 5516 | 3718 | 1750
7= VC.. I s d VCGT vemT
1 VC..1103.. 11,00 3,18 6,35
d N VC..1303.. 13,00 3,18 8,00
@ VC..1604.. 16,50 4,76 9,52
I|
With internal coolant
PacTouHble gepaBKku
C BHYTpeHHUM nogsoaom COXK
A-SVQC D h h1 L1 L2 f A Plates S )V o &
A16M SVQC R/L 11 16 15 7.5 150 30 n 20 VC..1103.. 0,200 1225 | 5507 - -
A20Q SVQC R/L 11 20 18 9,0 180 35 13 24 VC.. 1103.. 0,400 1225 | 5507 - -
A25R SVQC R/L 16 25 23 1,5 200 40 17 31 VC.. 1604.. 0,700 1335 | 5516 | 3718 | 1750
A325 svQC R/L 16 32 30 15,0 250 50 22 39 VC.. 1604.. 1,400 1335 | 5516 | 3718 | 1750
A40T SVQC R/L 16 40 37 18,5 300 60 27 48 VC.. 1604.. 2,650 1335 | 5516 | 3718 | 1750
s
" _ _
i 7 \
+ @j )
1] N= |
| | |
-—===== ===}
f 10
L2
| L1
General angle 93 °
naBHbI yron B nnaHe 93 ° Boring holders
SVUB D h h1 L1 L2 f A Plates # 0 o &
S25T SVUB R/L 16 25 23 11,5 300 40 17 31 VBMT 1604.. 0,700 1335 | 5516 | 3718 | 1750
S32U SVUB R/L 16 32 30 15,0 350 50 22 39 VBMT 1604.. 2,050 1335 | 5516 | 3718 | 1750
S40V SVUB R/L 16 40 37 18,5 400 60 27 48 VBMT 1604.. 3,750 1335 | 5516 | 3718 | 1750
- VBMT ‘ l s | d VBMT
} VBMT 1604.. ‘ 16,50 4,76 9,52




INTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXKABKYW AN BHYTPEHHEA O6PABOTKM . umt

I ji |
[ =
i
L2
DI
General angle 93 °
[naBHbI yron B nnaHe 93 ° Boring holders
SVUC D h h1 L1 L2 f A Plates S )V o &
S16R SVUC R/L 11 16 15 7,5 200 30 n 20 VC..1103.. 0,300 1225 | 5507 - -
§20S SVUC R/L 11 20 18 9,0 250 35 13 24 VC..1103.. 0,550 1225 | 5507 - -
S25T SVUC R/L 16 25 23 1,5 300 40 17 31 VC.. 1604.. 0,700 1335 | 5516 3718 | 1750
S$32U SVUC R/L 16 32 30 15,0 350 50 22 39 VC.. 1604.. 2,050 1335 | 5516 3718 | 1750
S40V SVUC R/L 16 40 37 18,5 400 60 27 48 VC.. 1604.. 3,750 1335 | 5516 | 3718 | 1750
’//E?/ VC.. I s d VCGT veMT
! VC..1103.. 11,00 3,18 6,35
VC..1604.. 16,50 4,76 9,52

©Z
|

With internal coolant
PacTouHble gepaBku
C BHyTpeHHuUM nogsogom COX
A'SVUC D h h1 L1 L2 f A Plates ' )’ Bl ‘

A16M SVUC R/L 11 16 15 75 150 30 n 20 VC..1103.. 0,200 1225 5507 - -
A20Q SVUC R/L 11 20 18 9,0 180 35 13 24 VC..1103.. 0,400 1225 5507 - -
A25R SVUC RI/L 16 25 23 1,5 200 40 17 31 VC.. 1604.. 0,700 1335 5516 | 3718 | 1750
A32S SVUC R/L 16 32 30 15,0 250 50 22 39 VC.. 1604.. 1,400 1335 5516 | 3718 | 1750
A40T SVUC R/L 16 40 37 18,5 300 60 27 48 VC..1604.. 2,650 1335 5516 | 3718 | 1750
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M120G HC-P30 | HC-M25 | HC-K30 | HC-S30

Mpouxoctb Specification:

Composition: Co 9.0 %; mixed carbides 2.0 %; WC balance | Grain size: 0.7-1 um | Hardness:
HV30 1590 | Coating specification: PVD TiAIN

Recommended application: The universal high-performance grade for steel, austenitic
steel, cast iron and heat-resistant alloys.

]
01 23 4 56 1

U3HococTonKOoCTb
CocraB: Co 9.0%;coeanHeHnsa kapbugos 2.0% WC octanbHoe; Pasmep 3epHa: 0,7 - 1 um;
TeepgocTb: HV 1590; CocTaB nokpbitus: PVD TiAIN 4 um;
P Knp YH1BepCanbHbI BbICOKONPOW3BOANTENbHbIN CMNaB ANna
R i CTanu, HepxaBeloLLieil CTanu, YyryHa v >kapornpoyHbIX CMyiaBoB.
PK320T HC-P35 | HC-K35 | HC-M30
MpouHocTb
Specification:
Composition: Co 10.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1 um | Hardness:
] ‘ ‘ HV30 1400 | Coating specification: CVD TiCN-AI203 multi-layer
0123456 ! Recommended application: The reliable choice for the machining of steel and cast iron.
MN3HococTonKoCTb
CocraB: Co 10.5%;coennHenuns Kap6uaos 2.0% WC octanbHoe; Pa3mep 3epHa: Tum;
TeepgocTb: HV 1400; Coctas nokpbitusa: CVD TiCN-AI203 mHorocnoiiHoe;
‘ PekomeHaauunm K npumeHeHmio: [1na 06paboTKy CTanu v vyryHa.
0123456 1

M345G HC-P45 | HC-M40 | HC-S40

Mpouxoctb Specification:

Composition: Co 12.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1-1.5 pm |
Hardness: HV30 1380 | Coating specification: PVD TiAlTaN

‘ Recommended application: The reliable solution for steel and austenitic steels under
012345 [ unstable conditions.

WsHococToiikocTs CocraB: Co 12.5%;coennHennna kapbuaos 2.0% WC octanbHoe; Pa3mep 3epHa: 1-1,5um;
TeepgocTb: HV 1380; CocTaB nokpbitus: PVD TiAIN;
‘ P Knp HagexxHoe pelueHne ana o6paboTky ctanu n
HEmme ; HepKaBeloLmX cTanem B yCoBUAX HECTabMIbHOTO pe3aHuis.
N216T HW-N15 | HW-K15
MpoyHocTb

Specification:

Composition: Co 6.0 %; WC balance | Grain size: 1 pm | Hardness: HV30 1630
Recommended application: The uncoated carbide grade for the machining of aluminium
and other non-ferrous metals

01 234567 1

M3HococTonkocTb CocraB: Co 6.0%; WC octanbHoe; Pazmep 3epHa: 1um; TeepgocTtb: HV 1630; CocTaB
nokpbITuA: bes nokpbITUsA;
P ny np : HenokpbITbIf TBEPAbIV CNaB Ans 06paboTKy antoMUHNA 1

APYyrnx uBeTHbIX METaNoB.

01 23 4567 1

2 2
v = e} 7
Cutting e g = é =2
material Application/ 2|8 25 =
Grades/ PexxyLynin 06nacTb NprUMeHeHNA TE|EE2| g5 EZ| &2
Crinassi ISO  wmarepman 01 05 10 15 20 25 30 35 40 45 50 |95 &= |85 == 3%
HC-P30 P °
HC-M25 P [}
M120G
HC-K30 P °
HC-S30 P °
HC-P35 C [
PK320T HC-K35 C °
HC-M30 C o
HC-P45 P D
M345G HC-M40 P [}
HC-540 P o
N216T HC-N15 w [ ]
HC-K15 W
* PE)KVU.IMVI MATEPUAN 01 05 10 15 20 25 30 35 40 45 50 ® First choise
T - cermet/kepmeT 6€3 NOKpPbITUA Haunnyuliee npuMeHeHne

C - with CVD coating/cnnas c nokpbitnem CVD
P - with PVD coating/cnnas ¢ nokpbitriem PVD
W - without coating/cnnaB 6e3 nokpbiTuaA

O Second choise
[onycTumoe npumeHeHue
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UM1 B R

Insert with narrow negative chamfer
Universal application
The first choice for cutting off

MnacTviHa ¢ WnpoKo oTpurulaTenbHol Gackoin
YHuBepcanbHoe NpUMeHeHNe No BCem BMAaM MaTepranos
MepBbIi BOGOP ANA OTPE3KM NPyTKa

SST1 B

Especially for stainless steel and heat-resistant
alloys

MepBbiii BbIOOP AN1A 06PabOTKN HeprKaBetoLLen
CTanu 1 >KapornpoyHbIX CMIaBOB

UF1 B

Excellent cutting chipbreaker with low cutting forces
High cutting edge stability
Processing of thin-walled elements and viscous materials

OcTpas reomeTpuis CTPY>KKOSIOMa C HU3KOW CUION pe3aHns
Bblcokas cTabunbHOCTb PaboTbl pexyLuein KPOMKM
O6paboTka TOHKOCTEHHBIX 11EMEHTOB 1 BA3KUX MaTepuanos

uT B

For grooving and turning
Universl application

MnactHa AnA KaHaBOK 1 To4eHUA
YHuBepcasnbHoe NpuMeHeHne
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uL1 B

Aluminum processing

Insert with highly positive cutting chipbreaker
and sharp cutting edge

Extra-smooth rake face through “microfinish”
Reduced built-up edge

O6paboTka antoMnHKA
MnactHa ¢ BbICOKOIGPEKTUBHBIM PEXYLLMM CTPY>KKOTOMOM M OCTPOI peXKyLLell KPOMKOW
CBepxrnagkas NnoBePXHOCTb CTPYXKOJIOMA [J1A CHUXKEHUS HAPOCTOO6Pa3oBaHUsA

UR N B

Insert for radius grooves
Universal application

MnacTnHa Ans pagnycHbIX KaHaBOK 1
ToYeHust npoduns
YHuBepcasibHoe NpuMeHeHne

URM B NEW

Especially for stainless steel materials
Insert for radius grooves
Specially designed geometry for stainless steel and heat-resistant alloys

MnacTvHa AN pagnycHbIX KAHABOK 1 TOYEHWA Npodus
CneymanbHo pa3paboTaHHas reoMeTpUsA AN HepXKaBetoLLei
CTann 1 XapOonpPOUHbIX CMIaBOB

141




. UIM®€  GROOVING AND PARTING OFF  KAHABKA M OTPE3KA

OO THR/LX00...IC / p.162

Module holder / MogynbHble aepxaBku

ER/L...WD24/WF24 /p.156 RCE...WD24/WF24 / p.157 GIN...WD24 / p.163 ICR/L...WD24 /p.159
External grooving / Hapy»xHasa kaHaBka Reinforced / YcuneHHas KaHaBka Internal / BHyTpeHHas kaHaBka Cartridge / CMeHHble KapTpuaKn
el |
/ 7y
. -
Cutting width Cutting width Cutting width Cutting width
LnprHa KaHaBKM LnpuvHa KaHaBKM LUnpuHa KaHaBKM LnpuHa KaHaBKM
h=1.5..8.0 h=2.0..3.0 h=20..5.0 h=2.0..6.0
| |
WD24 WF24
| |
Radial inserts Radial inserts for deep grovving
PapnanbHble NnacTuHbl PapunanbHble NnacTHbl AnA rnyboKo KaHaBKM

UM1 UF1

h=15..8.0 h=20..5.0
UM1 SST1
h=15.4.0 h=20..5.0

SST1 uT1

h=20..6.0 h=20..5.0
UF1 uT1
h=20..4.0 h=20..4.0

uL1 UR s uL1
h=20..4.0 h=20..6.0 h=20..40
Y

p.144 p.148

ER/L...WD24/WF24-IC / p.166 RCE...WD24/WF24-IC/ p.167 EN...WF24N...
External grooving with cooling / Reinforced with cooling / EN...WSN... / p.1 66
Hapy»Has kaHaBka ¢ nogsopom COXK YcuneHHas KaHaBKa ¢ nogsogom COXK EN...WF24N...IC

Blades / OTpe3Hble HOXW

Cutting width Cutting width Cutting width
LnpwrHa KaHaBKM LnprHa KaHaBKM LnpuHa KaHaBKM

h=15..8.0 h=20..3.0 h=20..3.0




GROOVING AND PARTING OFF » KAHABKA 1 OTPE3KA . umt

0 THR/Lx45...IC/p.162
Module holder / MogynbHble filepxaBKku

THR/Lx90...I1C / p.162

9 O Module holder / MogynbHble fepxaBKu

|
ER/L...WSN / p.158

External grooving / Hapy»xHasa kaHaBka

L. %31;””} %

-

ICR/L...G24 / p.161

Face grooving cartridge / TopueBble KapTpuaxu

et

B

E25R/L...FG24 / p.160

Face grooving / TopLeBas KaHaBKa

Cutting width

Cutting width Cutting width
LLinpuHa KaHaBKMn LnpunHa KaHaBKMN LnpuHa KaHaBKMN
h=2.0..6.0 h=3.0..40 h=3.0..5.0
| 1
WSN FG24
1 1
Radial inserts Axis inserts
PapnanbHble nnacTuHbl TopueBble NAacTUHbI
UM1 SST1 uT
h=2.0..6.0 h=2.0..6.0 h=3.0..5.0
UT1 ULM1 UR
h=20..6.0 h=20..6.0 h=3.0..4.0
p.150 p.154
END... / p.167 END...IC / p.167

Blocks / Bnoku oTpesHbIx HoXei

Blocks with cooling / briokn oTpe3sHbix
Hoxew ¢ nogsogom COX

p




. UIM®€  GROOVING AND PARTING OFF  KAHABKA M OTPE3KA

Ve LR A
ri h

Grades
Cnnasbl
Sort of isert § é E s
Bua nnacTuHbl Art./ Apr. w t/s 1 a = = 2 2
uUM1 N| WD24N 1.5.15-00-UM1 1.5 0.15 24 0 [ ] (] (]
L | WD24L 2.15-06-UM1 2.0 0.15 24 6 [} [ ] [
N| WD24N 2.02-00-UM1 2.0 0.2 24 0 [ ] [ ] [}
R | WD24R 2.15-06-UM1 20 0.15 24 6 [J [} ®
L | WD24L 3.02-06-UM1 3.0 0.2 24 6 [} ® )
N| WD24N 3.02-00-UM1 3.0 0.2 24 0 [} [} ®
R | WD24R 3.02-06-UM1 3.0 0.2 24 6 [} [ ] [}
N| WD24N 4.03-00-UM1 4.0 0.3 24 0 (] [} ®
N| WD24N 5.04-00-UM1 5.0 0.4 24 0 [} [} [}
N | WD24N 6.04-00-UM1 6.0 0.4 24 0 [} [} °
N| WD35N 8.08-00-UM1 8.0 0.8 35 0 [ ]
SSTH N| WD24N 1.5.015-0.0-SST1 15 0.15 24 - ° ° °
L | WD24L 2.15-06-SST1 2.0 0.15 24 6 [} [ ] (]
N| WD24N 2.02-00-SST1 2.0 0.2 24 0 [} [} ®
R | WD24R 2.02-15-SST1 20 0.15 24 6 [ ] [ ] °
L | WD24L 3.02-06-SST1 3.0 0.2 24 6 [} [} [
N| WD24N 3.02-00-SST1 3.0 0.2 24 0 (] ® °
R | WD24R 3.02-06-SST1 3.0 0.2 24 6 [ J [} ®
N| WD24N 4.04-00-SST1 4.0 0.3 24 0 [ ] [ ] [ ]
N| WD24N 5.04-00-SST1 5.0 0.4 24 0 [} [} [
N| WD24N 6.04-00-SST1 6.0 0.4 24 0 [} [ J ()
uL1 N| WD24N 2.02-00-UL1 20 0.2 24 0 [ ]
N| WD24N 3.03-00-UL1 3.0 0.3 24 0 [ ]
N| WD24N 4.04-00-UL1 4.0 0.4 24 0 °
g 5§  § =
= = = 2
* * *
x| A |
* *
*
* *

* Haunyudwee npumeHeHne AT [Llonyctmoe npumeHeHne

p.156 p.139 p.159 p.166 p.163
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Feed rate for partig off inserts
MapameTpbl NoAaum AnA KaHaBOUHbIX
1 0Tpe3HbIx nnactuH (UM1)

Cutting Speed/
. q Hardness | CkopocTb pe3aHusa, m/min
P K Cutting material/ TBEDIOCTD c =
O6pabaTbiBaembli MaTepuan b 120G | PK320T | M345G
\ A 4 HB vCim/ | veim/ | vCim/
min] min] min]
l Non alloyed steel 0.15% - 0.45% C HenernpoaHHas cTanb 150-250 80-180 | 110-190 | 80-150
@ Low alloyed steel tempered HuskonernposaHHas cTanb 250-300 60-150 | 110-180 | 70-120
8 - High alloyed steel tempered BbicokonervpoBaHHas cTanb 350 50-120 70-160 | 60-100
6 T Corrosion resistant steel annealed Cranb ycToiumsas K Kopposum 200 50-200 | 120-200 | 90-160
s 2| Annealed pearlitic OTox>xeHHan nepinTHaA 200 50-200 | 120-200 | 100-180
= é é Quenched austenitic 3akaneHHas aycTeHUTHasA 180 50-180 | 100-170 | 80-150
5 ¢4 83
a % E Quenched duplex AycteHnTHO-depprTHaA (BynneKc) 230-260 50-100 70-110 | 70-110
£E S5
£E 3 =| Hardened martensitic MapTeHcUTHas 3aKaneHHas 330 50-80 60-90 60-90
3Sa
21— Grey castiron Cepbiii YyryH 180 100-200 | 90-180 -
15—
1 — Spheroidal LLlapoBnaHbIii YyryH 160 100-180 | 100-160 -
0 00501 01502 025 03 035 04
Feed rate f [mm/rev] Quenched cast iron 3akaneHHblii YyryH 160 80-160 | 80-150 -
Feed rate for partig off inserts
I'Iapamepr| nofayn ana KaHaBOYHbIX
11 0Tpe3HbIX MAacTuH (SST1)
M S
Cutting Speed/
. . Hardness | CkopocTb pesaHua, m/min
1! 1SO Cutting material/ TBEDIOCTD > o
O6pabaTbiBaeMblii MaTepuan PA M120G | PK320T | M345G
[l HB vCim/ | vcim/ | vCim/
@ min] min] min]
. Non-quenched ferritic He3zakaneHHas deppuntHan 200 50-200 | 120-200 | 100-180
6 .-
g =| Quenched austenitic 3akanexHas aycTeHuTHas 180 50-180 | 100-170 | 80-150
5 M|sg
5 § Quenched duplex AycteHnTHO-bepprTHaR (BynneKkc) 230-260 50-100 70-110 70-110
4 2 8
"=-6' Hardened martensitic MapTeHcuTHasA 3aKaneHHas 330 50-80 60-90 60-90
2 3
2F Iron based Ha ocHose xenesa 200 = = 20-45
£ E 2—
£ E
Y 75— Nickel or Cobalt based Ha ocHoge HuKens nin kobansta 250 - - 15-25
1 T T T T T T T 1
0 00501 01502 025 03 035 04 Titanium alloys TuTaHoBble CriiaBbl Rm 440 - - 50-120
Feed rate f[mm/rev]
Feed rate for partig off inserts
ﬂapameprl nofayu ana KaHaBoOYHbIX
1 otpe3Hbix nnactut (UL1T)
N A
Cutting Speed/
V q . Hardness .
Cutting material/ TheDIOCTE CKopocTb pe3aHud, m/min
m O6pabatbiBaemblii MaTepuasn FI)-IHB M120G
S Ve lmm
I Nlepopmmpyembie cnnasbl 100 200-2000
6 — -
5 N JluteiiHble cnnasbl <12% Si 90 400-1500
4 C MepgHble cnnasbl 90 200-600

2 —

s [mm]

1

Cutting width

0 005 011 015 02 025 03 035 04
Feed rate f[mm/rev]
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. UIM®€  GROOVING AND PARTING OFF  KAHABKA M OTPE3KA

Wt ey N A
a N -Tf 7ao
|
L R [
Grades
Cnnasbl
Sort of isert § g § E
Bug nnactumbl Art./ Apr. W t/s | a°’/d1 = a = =
UF1 L | WD24L 2.02-06-UF1 20 0.15 24 6 [ ] [ ] [}
N| WD24N 2.02-00-UF1 20 0.2 24 0 [} [} ®
R | WD24R 2.02-06-UF1 2.0 0.15 24 6 [ ] [ ] [ ]
L | WD24L 3.02-06-UF1 3.0 0.2 24 6 [} [} [
N| WD24N 3.02-00-UF1 3.0 0.2 24 0 [} ® ()
R | WD24R 3.02-06-UF1 3.0 0.2 24 6 [} ® °
N| WD24N 4.03-00-UF1 4.0 0.3 24 0 [} ® ()
N| WD24N 5.04-00-UF1 5.0 0.4 24 0 [J [ J ®
uT L | WD24L 2.02-06-UT 2.0 0.2 24 6 [} ® ()
N| WD24N 2.02-00-UT 20 0.2 24 0 ® [ ] [}
R | WD24R 2.02-06-UT 2.0 0.2 24 6 [ ] [ ] o
L | WD24L 3.02-06-UT 3.0 0.2 24 6 ® (] [}
N| WD24N 3.03-00-UT 3.0 0.3 24 0 [} [} [}
R | WD24R 3.02-06-UT 3.0 0.2 24 6 ® (] [}
N | WD24N 4.04-00-UT 4.0 0.4 24 0 (] [ ] [}
N| WD24N 5.04-00-UT 5.0 0.4 24 0 [}
UR N|WD24N 2.005-1.0-UR 2 1.0 24 ° ° °
N| WD24N 3.00S-1.5-UR 3 1.5 24 ® [ ] [}
N| WD24N 4.00S-2.0-UR 4 20 24 B [J [ ] [}
N|WD24N 5.005-2,5-UR 5 25 24 - ® [ ] ()
N | WD24N 6.00S-3.0-UR 6 3.0 24 - [} [} [}
URM N| WD24N 2.005-1.0-URM 2 1.0 24 - ° ° °
N|[WD24N 3.005-1.5-URM 3 1.5 24 - [} [ ] ()
N[ WD24N 4.005-2.0-URM 4 2.0 24 - ® [ ] ®
N|[WD24N 5.005-2,5-URM 5] 25 24 - [} [} [}
N[ WD24N 6.00S-3.0-URM 6 3.0 24 - [} [ ] [
g § 8§ | g
= = 2 2
* * *
*x | A |
* *
*
* *

p.156

p.139

p.159

p.166

* Havmquuee npumeHeHmne * ﬂOI‘IyCTVIMOE npumMmeHeHne
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Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl nofaun AN KaHaBOUHbIX MapameTpbl nofaun AN KaHaBOUHbIX MapameTpbl nofaun ANA KaHaBOUHbIX 1
1 otpe3Hbix nnactut (UF1) 1 oTpe3HbIx nnactuH (UT) oTpe3Hbix nnactiH (UR)
P M P M P K M S
\ 4 \ 4 \ A 4
N N S
6 6 6
5F— 5H—— 5 —
e A 4 — 4 —
£ £ -
£ | £ g
£F ’ E'E ’ : ’
E £ = —
S 2 EE 21— § £
S<
1 1 T T 1

0 O,E)S 0',1 0,1'5 0:2 0,'25 0:3 O,.;>5 0:4 0 005 01 015 02 025 03 035 04

0 00501 01502 02503 035 04

Feed rate f[mm/rev] Feed rate f[mm/rev] Feed rate f[mm/rev]
Cutting Speed/
. . Hardness .
Cutting material/ CKopocTb pesaHus, m/min
. TBepaocTb
O6pabaTbiBaemblii MaTepuan HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]
Non alloyed steel 0.15% - 0.45% C HenervipoBaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHas cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonervipoaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToiumsas K Kopposuu 200 50-200 120-200 90-160
2| Annealed pearlitic OToX>eHHas nepaUTHas 200 50-200 120-200 100-180
E E Quenched austenitic 3akaneHHas aycTeHuTHaA 180 50-180 100-170 80-150
FE
= g Quenched duplex AycteHUTHO-deppuTHas (Aynnekc) 230-260 50-100 70-110 70-110
gt
2 Hardened martensitic MapTeHcuTHaA 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii UyryH 180 100-200 90-180 -
Spheroidal LlapoBuaHbiii uyryH 160 100-180 100-160 -
Quenched castiron 3akaneHHbIli YyryH 160 80-160 80-150 -
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. UIM®€  GROOVING AND PARTING OFF  KAHABKA M OTPE3KA

W W
Wt e e y LT A
( —a’
A
L R
Grades
(nnasbl

Sort of isert § E § :‘E
Bu nnactukbl Art./ Apr. W r/s | a°’/d1 = = = E=

umi WF24N 2.02-00-UM1 2.0 0.2 24 0 ° ® ®

WF24N 3.02-00-UM1 3.0 0.2 24 0 L4 ° °

WF24N 4.03-00-UM1| 4.0 0.3 24 0 ° ° °

UF1 WF24N 2.02-00-UF1 2.0 0.2 24 0 ° ° L

WF24N 3.02-00-UF1 3.0 0.2 24 0 ° ° ®

WF24N 4.03-00-UF1 4.0 0.3 24 0 L L °

SST1 WF24N 3.02-00-SST1| 2.0 0.2 24 0 ° ° °

WF24N 4.03-00-SST1 3.0 0.2 24 0 ® ° °

WF24N 4.03-00-SST1 4.0 0.3 24 0 L L] L

ut WF24N 2.02-00-UT 2.0 0.2 24 0 ° ° °

WF24N 3.03-00-UT 3.0 0.3 24 0 ° ° °

WF24N 4.04-00-UT 4.0 0.4 24 0 L] L ®
uL WF24N 2.02-00-UL1 2.0 0.2 24 0 °
WF24N 3.02-00-UL1 3.0 0.2 24 0 °
WF24N 4.03-00-UL1 4.0 0.3 24 0 L
g 5| &8 | s
= = 2 o

* * *

R

* *

*

* *

p.158 p.139

p.166

p.167

* Haunyuwee npumeHeHne AT [lonyctumoe npumeHeHne
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Feed rate for partig off inserts
MapameTpbl noaaun Ans KaHaBOUHbIX
1 otpe3Hbix nnactud (UM1/UF1)

vY
I}
M

Feed rate for partig off inserts
MapameTpbl Noau Ans KaHaBOYHbIX
1 0Tpe3HbIX NnacTuH (SST1)

<=

Feed rate for partig off inserts
MapameTpbl noaaun Ans KaHaBOUHbIX

1 oTpe3

HbIx nnactud (UT)

;M
i
@

6 e 6
6
5 5
5
= 4 4
he 4
S 3 3 £
£ E < 2 3
S E E s
Ow ,l a 2 g‘g ,
£FE E=
1 EE b0 S
0 00501 01502 025 03 035 04 Y 0 00501 01502 025 03 035 04 1 R
0 005 01 015 02 025 03 035 04
Feed rate f[mm/rev] Feed rate f[mm/rev]
Feed rate f[mm/rev]
Cutting Speed/
q A Hardness 9 5P .
Cutting material/ CKopoCTb pe3aHud, m/min
ISO . TBepaocTb
O6pabaTbiBaeMbiii MaTepuan HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]
Non alloyed steel 0.15% - 0.45% C HenernpoBaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHasA cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoBaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToitumBas K Koppo3uu 200 50-200 120-200 90-160
2| Annealed pearlitic OToxeHHas nepnnTHas 200 50-200 120-200 100-180
38
< =| Quenched austenitic 3akaneHHas aycteHuUTHas 180 50-180 100-170 80-150
3 3
£ | Quenched duplex AycTennTHO-deppuTHas (AynseKc) 230-260 50-100 70-110 70-110
aig)
=| Hardened martensitic MapreHcnTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii UyryH 180 100-200 90-180 -
Spheroidal LllapoBuaHbiii uyryH 160 100-180 100-160 -
Quenched castiron 3akaneHHblit 4yryH 160 80-160 80-150 -
Iron based Ha ocHoBe xenesa 200 - - 20-45
Nickel or Cobalt based Ha ocHose Hukena unu kobanbta 250 - - 15-25
Titanium alloys TuTaHoBble cnnasbl Rm 440 - - 50-120
Feed rate for partig off inserts
”apaMEprI noAayn ana KaHaBOYHbIX
1 otpe3Hbix nnactut (UL1T)
N A
Cutting Speed/
V q . Hardness .
Cutting material/ TeepaocTh CKopocTb pe3aHud, m/min
m O6pabatbiBaemblii MaTepuasn FI)-IHB M120G
S Ve lmm
I Nlepopmmpyembie cnnasbl 100 200-2000
6
5 N JluteiiHble cnnasbl <12% Si 90 400-1500
4 C MepgHble cnnasbl 90 200-600

Cutting width
s [mm]

2 —

1

Feed rate f[mm/rev]

0 005 01 015 02 025 03 035 04
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W W
W= -1 r 1= \ rﬂ\ rW r rw
aO
v f a’
LAl
: R
Grades
(Cnnasbl

Sort of isert § E g 5
Bup nnactunbl Art./ Apr. W r/s | a’/d1 = = 2 E=

UM1 WSN 2.02.00-UM1 20 0.2 - - ° ° °

WSN 3.02.00-UM1 3.0 0.2 - - ° ° )

WSN 4.03.00-UM1 4.0 0.3 - - ° ° )

WSN 5.03.00-UM1 5.0 03 - - ° ° °

WSN 6.04.00-UM1 6.0 0.4 - - ° ° )

uTt WSN 2.02.00-UT 20 0.2 - - ° ° )

WSN 3.03.00-UT 3.0 0.3 - - ° ° °

WSN 4.04.00-UT 4.0 04 - - ° ° °

WSN 5.04.00-UT 5.0 0.4 - - ° ° °

WSN 6.05.00-UT 6.0 0.5 - - ° ° °

SST1 WSN 2.02.00-SST1 2.0 0.2 - - ° ° °

WSN 3.02.00-SST1 3.0 0.3 - - ° ° )

WSN 4.04.00-SST1 4.0 0.4 - - ° ° °

WSN 5.04.00-SST1 5.0 0.4 - - ° ° )

WSN 6.04.00-SST1 6.0 0.4 - - ° ° °
UL1 WSN 2.02.00-UL1 2.0 0.2 - - °
WSN 3.03.00-UL1 3.0 0.3 - - °
WSN 4.04.00-UL1 4.0 0.4 - - °
WSN 5.04.00-UL1 5.0 0.4 - - °
WSN 6.04.00-UL1 6.0 0.4 - - °
g 5§ 8 | g
= £ = 2

* * *

M Stainless steel aust. - AycteHnTHas HepX. cTanb * pAd *

* *

*

* *

* Haunyuywee npumeHeHne PAS [onyctmoe npumeHeHne

p.158 p.139 p.166 p.167



GROOVING AND PARTING OFF » KAHABKA 1 OTPE3KA . umt

Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl nojaum AnA KaHaBOUHbIX MapameTpbl NoAaum ANA KaHaBOUHbIX MapameTpbl noaum AnA KaHaBOUHbIX
1 oTpe3HbIx nnactut (ULM1) 1 0Tpe3HbIX NNacTuH (SST1) 1 oTpe3HbIx nnactut (UT)

M M

M v v
) ) )
— = e

6 —
6 6
5
5—— 5
< 4
T 4 4
ez 3 £ <
£E T 3 2 3
5E : =
©2 E €
£E 21— EE 2—
S S o«
T — © e
0 00501 01502 025 03 035 04 1 T T T T T T T ] 1 T T T T T T T d
0 00501 015 02 025 03 035 04 0 005 01 015 02 025 03 035 04
Feed rate f[mm/rev]
Feed rate f[mm/rev] Feed rate f[mm/rev]
Cutting Speed/
n A Hardness 95p .
Cutting material/ CkopocTb pesaHusi, m/min
ISO 6036 . TBepnocTb
O6pabatbiBaembiil MaTeprian HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]
Non alloyed steel 0.15% - 0.45% C HenernpoaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHasA cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoBaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToitumBas K Koppo3uu 200 50-200 120-200 90-160
2| Annealed pearlitic OToxeHHas nepnnTHas 200 50-200 120-200 100-180
3E
£ =| Quenched austenitic 3akaneHHas aycTeHuTHas 180 50-180 100-170 80-150
] 3
= § Quenched duplex AycteHuTHO-deppuTHas (aynnekc) 230-260 50-100 70-110 70-110
S
*| Hardened martensitic MapreHcuTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii UyryH 180 100-200 90-180 -
Spheroidal LllapoBuaHbiii uyryH 160 100-180 100-160 -
Quenched cast iron 3akaneHHblii YyryH 160 80-160 80-150 -
Iron based Ha ocHoBe xenesa 200 ° = 20-45
Nickel or Cobalt based Ha ocHoBe Hukena unu kobanbta 250 - - 15-25
Titanium alloys TutaHoBble cnnaBbl Rm 440 - - 50-120
Feed rate for partig off inserts
HapameTpM noAayn ana KaHaBoOYHbIX
1 oTpe3HbIx nnactuH (UL1)
N
m Cutting Speed/
1 q . Hardness 95p .
Cutting material/ CkopocTb pe3aHusa, m/min
@ 06026 o TeepnocTb
pabaTbiBaembl MaTepuan HB N216T
6 ——— VC [m/min]
5 — I ledopmmpyemble cnnasbl 100 200-2000
41
N JluteiiHble cnnasbl <12% Si 90 400-1500
3 —
g C MepgHble cnnaBbl 90 200-600
2 5
o —
£ E
£E ————————
v v 0 005 01 015 02 025 03 035 04

Feed rate f[mm/rev]
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W W
e e N VA
aO
\ f a’
LAl
L R
Grades
Cnnasbl
Sort of isert é S § S
Bup nnactunbl Art./ Apr. W r/s | a’/d1 = = = =
UR WSN 2.00.00-UR 2.0 1.0 - - ®
WSN 3.00.00-UR 3.0 15 - - °
WSN 4.00.00-UR 40 2.0 - - °
WSN 5.00.00-UR 5.0 2.5 - - °
WSN 6.00.00-UR 6.0 3.0 - - °
URM WSN 2.00.00-URM 2.0 1.0 - - °
WSN 3.00.00-URM 3.0 15 - - °
WSN 4.00.00-URM 4.0 2.0 - - °
WSN 5.00.00-URM 5.0 2.5 - - °
WSN 6.00.00-URM 6.0 3.0 - - °
g€ 5 | 8 s
= = 2 =
* * *
x| & | %
* *
*
* *

* Haunyuwee npumeHeHve e [Jonyctimoe nprveHeHne

p.158 p.139 p.166 p.167
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Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl nojaum AnA KaHaBOUHbIX MapameTpbl NoAaum ANA KaHaBOUHbIX
1 oTpe3HbIx nnactut (ULM1) 1 otpe3HbIx nnactux (UT)

M S M S

P K P
\ A 4 \ 4
i

EE"‘

Y

]

6 6
5 - 5 -
4 — 4 —
= =
T T
2 [ S— 2 3
g€ 2
£E 2—— £E 2——
3 — 3 —
v v v v
1 T T T T T T T 1 1 T T T T T T T 1
0 00501 01502 025 03 035 04 0 00501 01502 02503 035 04
Feed rate f[mm/rev] Feed rate f[mm/rev]
Cutting Speed/
. . Hardness .
Cutting material/ CKoOpOoCTb pe3aHud, m/min
ISO . TBepnocTb
O6pabaTbiBaemblii MaTepuian HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]
Non alloyed steel 0.15% - 0.45% C HenervipoBaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHas cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoBaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToiiunBas K Kopposun 200 50-200 120-200 90-160
2| Annealed pearlitic OToxxeHHan nepinTHas 200 50-200 120-200 100-180
é g Quenched austenitic 3akaneHHas aycTeHUTHaA 180 50-180 100-170 80-150
S
= § Quenched duplex AycteHnTHO-depprTHasA (BynneKc) 230-260 50-100 70-110 70-110
=5
T| Hardened martensitic MapTeHcnTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepbiii YyryH 180 100-200 90-180 -
Spheroidal LLlapoBuaHbiii 4yryH 160 100-180 100-160 -
Quenched castiron 3akaneHHblii YyryH 160 80-160 80-150 -
Iron based Ha ocHoBe xenesa 200 - - 20-45
Nickel or Cobalt based Ha ocHoBe HuKensa nnu kobanbTta 250 - - 15-25
Titanium alloys TutaHoBble crinaBsbl Rm 440 - - 50-120
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. UIM®€  GROOVING AND PARTING OFF  KAHABKA M OTPE3KA  AXIAL GROOVING * TPLIEBASl KAHABKA

W W
L e N e N e y Y W
\ f 730
|
. R
Grades
Cnnasbl
—_
Sort of isert § § § :‘E
Bu nnactukbl Art./ Apr. w t/s | a’/d1 = = = 2
uTt FG24N 3.03-00-UT 3.0 0.3 24 0 ° L o
FG24N 4.04-00-UT 4.0 0.4 24 0 ° L L4
FG24N 5.04-00-UT 5.0 0.4 24 0 L] ° L
UR FG24N 3.00-00-UR 3.0 15 24 0 . . o
FG24N 4.00-00-UR 4.0 2.0 24 0 L] o L
g § 8§ | g
E a = 2
* * *
x| % |
* *
*
* *

p.160

p.139

p.161

* Hamnquuee npumeHeHne * ,D,OI'IyCTI/IMOG npumeHeHne
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Feed rate for face grooving Feed rate for face grooving
[TapameTpbl nogaum Ans 0bpaboTku [TapameTpbl nogaum ans 06paboTu
TopueBbIX kaHaBok (UT) TopueBbIx kaHaBok (UR)
[ ]
] |
I
f[mm/rev] f[mm/rev]

Hard Cutting Speed/
Cutting material/ arcness CKOpOCTb pe3aHus, m/min
ISO N TBepoocTb
O6pabaTbiBaeMblii MaTepuan HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]

Annealed pearlitic OTtoxxeHHas nepnuTHas 200 120-200 100-180
Quenched austenitic 3akaneHHas aycTeHUTHas 180 100-170 80-150
Quenched duplex AycteHnTHO-bepprTHaA (aynneKkc) 230-260 70-110 70-110

Hardened martensitic MapTteHcuTHasA 3aKaneHHas 330 60-90 60-90
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Toolholders for external turning of grooves / [lepaBku 4na HapyXHOr0 TOUeHNA KaHABOK

Right hand / 1306paeHa npaBas fepaBka

Insert type.

ART. APT. il T.om h h, L
E12R/L0023-1212K-WD24-1.5 WD24 23 12 12 125 7897218/T20 7897207/T20
E16R/L0023-1616K-WD24-1.5 23 16 12 125 7897218/T20 7897207/T20
E12R/L0013-1212K-WD24-2 13 12 12 125 7897221/T15 7897208/T15
E16R/L0013-1616K-WD24-2 WD24 / WF24 2 13 16 16 125 M0102554/T20 7897207/T20
E20R/L0013-2020K-WD24-2 2 13 20 20 125 7897218/T20 7897207/T20
E12R/L0013-1212K-WD24-3 3 13 12 12 125 7897221/T15 7897208/T15
E16R/L0013-1616K-WD24-3 3 13 16 16 125 M0102554/T20 7897207/T20
E20R/L0013-2020K-WD24-3 3 13 20 20 125 7897218/T20 7897207/T20
E25R/L0013-2525K-WD24-3 3 13 25 25 125 7897218/T20
E16R/L0025-1616K-WD24-3 WD24 / WF24 3 25 16 16 125 M0102554/T20 7897207/T20
E20R/L0025-2020K-WD24-3 3 25 20 20 125 7897218/T20 7897207/T20
E25R/L0025-2525K-WD24-3 3 25 25 25 125 7897218/T20 7897207/T20
E32R/L0025-3232P-WD24-3 3 25 32 32 170 7897218/T20 7897207/T20
E40R/L0025-4040S-WD24-3 3 25 40 40 250 7897218/T20 7897207/T20
E16R/L0025-1616K-WD24-4 4 25 16 16 125 M0102554/T20 7897207/T20
E20R/L0025-2020K-WD24-4 WD24 / WF24 4 25 20 20 125 7897218/T20 7897207/T20
E25R/L0025-2525K-WD24-4 4 25 25 25 125 7897218/T20 7897207/T20
E20R/L0025-2020M-WD24-5 5 25 20 20 150 7897218/T20 7897207/T20
E25R/L0025-2525M-WD24-5 5 25 25 25 150 7897218/T20 7897207/T20
E20R/L0025-2020M-WD24-06 6 25 20 20 150 7897218/T20 7897207/T20
E25R/L0025-2525M-WD24-06 Wh24/ W24 6 25 25 25 150 11007006 120165558
E32R/L0025-3232P-WD24-06 6 25 32 32 170 7897218/T20 7897207/T20
E40R/L0025-4040S-WD24-06 6 25 40 40 250 11007006 120165558
E25R/L0032-2525P-WD32-08 WD32 32 25 25 170 7897218/T20 7897207/T20
E32R/L0032-3232P-WD32-08 32 32 32 170 11007006 120165558
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Toolholders for external turning of grooves / [lepaBku 4na HapyXHOr0 TOUeHNA KaHABOK

Right hand / 1306paeHa npaBan aepxaBka

e.
ART. APT. Insert typ W T wm h  h L
Tun nnacTuHb
RCE12R/L0013-1212K-WD24-2 2 13 12 12 125 195068 12380791
WD24/WF24
RCE16R/L0013-1616K-WD24-2 2 13 16 12 125 195068 12380791
RCE12R/L0021-1212K-WD24-2 2 21 12 12 125 195068 12380791
WD24 / WF24
RCE16R/L0021-1616K-WD24-2 2 21 16 16 125 195068 12380791
RCE12R/L0013-1212K-WD24-3 3 13 12 12 125 195068 12380791
WD24 / WF24
RCE16R/L0013-1616K-WD24-3 3 13 16 16 125 195068 12380791
RCE12R/L0021-1212K-WD24-3 3 21 12 12 125 195068 12380791
WD24 / WF24

RCE16R/L0021-1616K-WD24-3 3 21 16 16 125 195068 12380791
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Right hand / 1306paxeHa npaBas aepxaBka

Insert type.

ART. APT. w T (mm) h b L,
Tun nnacTuHbl 2%

E16R/L0020-1616K-WSN-2 WSN 2 20 16 16 125 11007006 12380793
E20R/L0020-1616K-WSN-2 2 20 20 20 125 11007006 12380793
E16R/L0020-1616K-WSN-3 3 20 16 16 125 11007006 12380793
E20R/L0020-2020K-WSN-3 WSN 3 20 20 20 125 11007006 12380793
E25R/L0020-2525M-WSN-3 3 20 25 25 150 11007006 12380793
E20R/L0025-2020K-WSN-4 WSN 4 25 20 20 125 11007006 12380793
E25R/L0025-2525M-WSN-4 4 25 25 25 150 11007006 12380793
E20R/L0025-2020K-WSN-5 WSN 5 25 20 20 125 11007006 12380793
E25R/L0025-2525M-WSN-5 5 25 25 25 150 11007006 12380793
E20R/L0025-2020K-WSN-6 WSN 6 25 20 20 125 11007006 12380793
E25R/L0032-2525M-WSN-6 6 32 25 25 150 11007006 12380793
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Face grooving holders / [lepxaBku ans 06paboTki TopLeBbIX KaHaBOK

Right hand / 1306paxeHa npaBas aepxaBka

ART. APT. n:ﬂsﬁﬂgzﬁb. W T m D mm D wm h2 h=h1 b L f L
E25R/L0013-2525K-40-50-FG24-3 3 13 40 50 33 25 25 397 243 125
E25R/L0013-2525K-50-60-FG24-3 3 13 50 60 33 25 25 397 243 125
E2SR/LO013-2525K-60-70-FG24-3 3 13 60 75 33 25 25 397 243 125
E25R/L0013-2525K-75-100-FG24-3 3 13 75 100 33 25 25 397 243 125
E25R/L0013-2525K-100-140-FG24-3 3 13 100 140 33 25 25 397 243 125
E25R/L0013-2525K-140-200-FG24-3 3 13 140 200 33 25 25 397 243 125
E25R/L0013-2525K-40-50-FG24-4 4 13 40 50 33 25 25 397 243 125
E25R/L0013-2525K-50-60-FG24-4 4 13 50 60 33 25 25 397 243 125
E2SR/LO0T3-2525K-60-70FG24-4 4 13 60 75 33 25 25 397 243 125
E25R/L0013-2525K-75-100-FG24-4 4 13 75 100 33 25 25 397 243 125
E25R/L0013-2525K-100-140-FG24-4 4 13 100 140 33 25 25 397 243 125
E25R/L0013-2525K-140-200-FG24-4 4 13 140 200 33 25 25 397 243 125
E25R/L0020-2525K-45-60-FG24-5 5 20 45 60 33 25 25 39 233 125
E25R/L0020-2525K-60-75-FG24-5 5 20 60 75 33 25 25 39 233 125
E25R/L0028-2525K-75-100-FG24-5 FG24 5 26 75 100 33 25 25 47 233 125
E25R/L0028-2525K-100-180-FG24-5 5 28 100 180 33 25 25 47 233 125
E25R/L0032-2525K-180-400-FG24-5 5 32 180 400 33 25 25 51 233 125
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Radial Cartridge / (meHHble KapTuaxm

Radial Cartridge / (meHHble KapTpugu

ART. APT.

ICR/L0025-20-WF24-2
ICR/L0025-25-WF24-2
ICR/L0025-20-WF24-3
ICR/L0025-25-WF24-3
ICR/L0025-20-WF24-4
ICR/L0025-25-WF24-4
ICR/L0025-20-WF24-5
ICR/L0025-25-WF24-5
ICR/L0025-20-WF24-6
ICR/L0025-25-WF24-6

Insert type.
Tun nnacTuHbl

WF24/WD24

(%]

O 00 1 L1 DDA W W NN

T (mm)

max

25
25
25
25
25
25
25
25
25
25

20
25
20
25
20
25
20
25
20
25

20
25
20
25
20
25
20
25
20
25
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Axial Cartridge / TopueBble CMeHHble KapTUKK

Right hand / 1306paeHa npaBas aepxaBka

Insert type.

ART. APT. TN AaC T T . mm D m D mm h2 h=h1 L f
ICR/L0015-2525K-40-50-FG24-3 3 15 40 50 30 25 22 4.9
ICR/L0015-2525K-50-60-FG24-3 3 15 50 60 30 25 22 4.9
ICR/L0015-2525K-60-70-FG24-3 s 3 15 60 | 75 30 25 22 4.9
ICR/L0015-2525K-75-100-FG24-3 3 |15 75 100 30 25 22 4.9
ICR/L0015-2525K-100-140-FG24-3 315 100 140 30 25 22 4.9
ICR/L0015-2525K-140-200-FG24-3 3 15 140 200 30 25 22 4.9
ICR/L0013-2525K-40-50-FG24-4 4 15 40 50 30 25 22 4.9
ICR/L0013-2525K-50-60-FG24-4 4 15 50 60 30 25 22 4.9
ICR/L0013-2525K-60-70-FG24-4 s 4 15 60 | 75 30 25 22 49
ICR/L0013-2525K-75-100-FG24-4 4 | 15 | 75 100 30 25 22 49
ICR/L0013-2525K-100-140-FG24-4 4 15 100 140 30 25 22 4.9
ICR/L0013-2525K-140-200-FG24-4 4 15 140 200 30 25 22 49
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Module Holder / MogynbHble gepaBku

P XBOCTOBUMKa

h1

THR/L-2020x00-1C20 1C20 20 20

THR/L-2525x00-1C20 IC25 25 25
P XBOCTOBMKa

hl

THR/L-2020x45-1C20 1C20 20 20

THR/L-2525x45-1C20 1C25 25 25
P XBOCTOBMKa

hl

THR/L-2020x90-1C20 1C20 20 20

THR/L-2525x90-1C20 1C25 25 25

00

45°

90°
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Internal grooving / BHyTpeHHAA KaHaBKa

ART. APT. T‘::‘rf;gzzibl T wm da L h D L  f

5255 GINR/L-WD24-02 8§ 25 52 244 32 200 21 195069 1338306 220985
5255 GINR/L-WD24-03 9 25 52 245 32 200 22 195069 1338306 220985
S32SGINRA-WD24-03 11 32 64 31 42 250 27.5 195069 1338306 220985

S32S GINR/L-WD24-04
S40T GINR/L-WD24-04
S40T GINR/L-WD24-05

11 32 64 31 42 250  27.5 195069 1338306 220985
12 40 80 38.5 53 300 325 195069 1338306 220985
12 40 80 38.5 53 300 325 195069 1338306 220985

v A W W N
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Blades for parting off / OTpe3Hble HOXu

Insert type.

ART. APT.
Tun nnacTuHb

ER/L-2602-WF24N-02
ER/L-3202-WF24N-02
EN-2602-WF24N-02
EN-3202-WF24N-02
EN-2603-WF24N-03
EN-3203-WF24N-03
EN-2604-WF24N-04
EN-3204-WF24N-04
EN-3204-WF24N-05
EN-3204-WF24N-06

WF24/WD24

ER/L-2602-WSN-02
ER/L-3202-WSN-02
EN-2603-WSN-03
EN-3203-WSN-03
EN-2604-WSN-04
EN-3204-WSN-04
EN-3204-WSN-05
EN-3204-WSN-06

WSN

T (mm)

max

25
25
25
25
35
50
35
50
60
60

25
25
35
50
40
50
55
60

h

26
32
26
32
26
32
26
32
32
32

26
32
26
32
26
32
32
32

|C-Internal coolant / C BHyTpeHHum nogogom COX

ART. APT. Insert type.
Tn nnacTuHbl
EN-2602-WF24N-02-I1C
EN-3202-WF24N-02-I1C
WD24/WD24
EN-2603-WF24N-03-IC
EN-3203-WF24N-03-IC
ER/L-2602-WSN-02-IC
ER/L-3202-WSN-02-IC
EN-2603-WSN-03-IC
WSN

EN-3203-WSN-03-IC
EN-2604-WSN-04-IC
EN-3204-WSN-04-IC

T (mm)

max

25
25
35
50

25
25
35
50
40
50

26
32
26
32

26
32
26
32
32
32

110
150
110
150
110
150
110
150
150
150

110
150
110
150
110
150
150
150

110
150
110
150

110
150
110
150
110
150

214
25.0
214
25.0
214
25.0
214
25.0
25.0
25.0

214
25.0
214
25.0
214
25.0
25.0
25.0

25.0
25.0
214
25.0

214
25.0
214
25.0
214
25.0

20
2.0
2.0
20
3.0
3.0
4.0
4.0
5.0
6.0

2.0
2.0
3.0
3.0
4.0
4.0
5.0
6.0

2.0
2.0
3.0
3.0

2.0
2.0
3.0
3.0
4.0
4.0

WN-3
WN-3
WN-3
WN-3
WN-3
WN-3
WN-4
WN-4
WN-4
WN-4

WN-3
WN-3
WN-3
WN-3
WN-4
WN-4
WN-4
WN-4

WN-3
WN-3
WN-3
WN-3

WN-3
WN-3
WN-3
WN-3
WN-4
WN-4
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Clamping block / 3axumHble 6710K1 0TPe3HbIX HOXel

END 2620
END 3225 EN32 32 110 25 25

22485

IC-Internal coolant / C BHyTpeHHum nogogom COXK

END 2620-IC EN26 26 82 20 20 11776816 & 11960993

END 3225-IC EN32 32 95 25 25 11776816 = 11960993

165
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Toolholders with cooling / [lepxaBku ¢ BHyTpeHHUm nogsogom COX

Right hand / 1306paeHa npaBas fep«aBka

Insert type.

ART. APT.
Tun nnacTuHbl

E16R/L0013-1616K-WD24-2-IC WD24/WF24
E20R/L0013-2020K-WD24-2-IC

E16R/L0025-1616K-WD24-3-IC
E20R/L0025-2020K-WD24-3-IC
E25R/L0025-2525K-WD24-3-1C WD24/WF24
E32R/L0025-3232P-WD24-3-IC
E40R/L0025-4040S-WD24-3-IC

E16R/L0025-1616K-WD24-4-IC
E20R/L0025-2020K-WD24-4-IC
E25R/L0025-2525K-WD24-4-1IC WD24/WF24
E32R/L0025-3232P-WD24-4-IC
E32R/L0025-32325-WD24-4-IC

E20R/L0025-2020K-WD24-5-IC
WD24/WF24
E25R/L0025-2525K-WD24-5-IC

E20R/L0025-2020K-WD24-6-IC

WD24/WF24
E25R/L0025-2525K-WD24-6-IC

E40R/L0032-4040P-WD35-8-IC  WD35

>~ DD w w w w w N

(31

Tmax(""") h=h1
13 12
13 16
13 20
25 16
25 20
25 25
25 32
25 40
25 16
25 20
25 25
25 32
25 40
25 20
25 25
25 20
25 25
32 40

b

12
16
20

16
20
25
32
40

16
20
25
32
40

20
25

20
25

40

125
125
125

125
125
125
170
250

125
125
125
170
250

125
125

125
125

170

4493
4493
4493

4493
4493
4493
4493
4493

4493
4493
4493
4493
4493

4493
4493

4493
4493

4493

4496
4496
4496

4496
4496
4496
4496
4496

4496
4496
4496
4496
4496

4496
4496

4496
4496

4496

11040843
11040843
11040843

11040843
11040843
11040843
11040843
11040843

11040843
11040843
11040843
11040843
11040843

11040843
11040843

11040843
11040843

11040843

12089802
12089802
12089802

12089802
12089802
12089802
12089802
12089802

12089802
12089802
12089802
12089802
12089802

12089802
12089802

12089802
12089802

12089802
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Right hand / 1306paeHa npaBas aepxaBka

AR, APT. G W Twm h h, L
Tun nnacTuHbl ax
RCE12R/L0013-1212K-WD24-2-IC 2 13 12 12 125 195068 12380791
WD24/WF24
RCE16R/L0013-1616K-WD24-2-IC 2 13 16 12 125 195068 12380791
RCE16R/L0021-1616K-WD24-2-IC  WD24 / WF24 2 21 16 16 125 195068 12380793
RCE12R/L0013-1212K-WD24-3-IC 3 13 12 12 125 195068 12380793
WD24 / WF24
RCE16R/L0013-1616K-WD24-3-IC 3 13 16 16 125 195068 12380793

RCE16R/L0021-1616K-WD24-3-IC  WD24 / WF24 3 21 16 16 125 195068 12380791
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THREADING INSERTS

PE3bBEOHAPE3HbIE TJTACTUHDI




Bumt

THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

TABLE

@nODDDDOODDDDDOOOOOOOOOOB@@B@@

OF CONTENTS / COOEPXAHUE

Carbide mills
TeepaocnnaBHble ppe3bl

Carbide drills
TBepaocnnaBHble cBepna

Turning carbide inserts
TokapHble TBepAOCNIaBHbIE NIACTVHDI

Toolholders for external turning
TokapHble fepXaBKy AN HaPY>KHON 06paboTKM

Toolholders for internal turning
TokapHble fepXaBKy AN BHYTPeHHel 00paboTKum

Grooving and parting off
KaHaBKa 1 oTpeska

Threading inserts
Pe3bboHape3Hble niacTHbI

Alloy description

OnucaHue cnnaBoB

Partial profile 60°/55°
HenonHbin npoduns 60°/55°
ISO - metric

ISO - meTpuyeckas

UN - Unified

UN - YHnduumpoaHHas
Whitworth 55°

ButBoprta 55°

NPT

NPT

NPTF

NPT

BSPT

BSPT

Acme

Acme

Stub Acme

Acme

Trapezoidal
TpaneuevpanbHas

PG - DIN 40430/Thrust thread- DIN 513
PG - DIN 40430/YnopHas pe3bba-DIN 513
Round

Kpyrnas pe3bba

UNJ

UNJ

MmJ

MJ

AmepukaHckas Buttress
Buttress

OIL Threads

Pe3bba no HedpTAHOMY cTaHAapTy API
Extreme - Line Casing
TpaneuenpanbHasa pe3bba fna obcafHbIX TPy6
Buttress Casing

Buttress gna obacgHbIx Tpy6
Cutting speed

Pexxumbl pesaHus
Recommendations for use
PekomeHpaLMn K npuMeHeHUo
Toolholders

lepxaBkn

Milling with carbide inserts

CDpe3b| CO CMEHHbIMU TBEPAOCMJIaBHbIMU MJTaCTUHAMW

Drills with carbide inserts
CBepna co CMeHHbIMY NAacTUHAMU

H
O

117

-
w
N

171
172
175
178
181
185
187
189
190
191
192
193
194
195
196
197
198
201
201
203
204
208




THREADING INSERTS  PE3bBOHAPE3HbBIE MTACTUHDI . umt

Coated alloys Cnnasbl ¢ nokpbITHEM

HS2020

Extra-fine sub-micron grade with high toughness, for optimized performance on hardened steels and cast iron up to 62HRc,
titanium alloys and super alloys (hastelloy, inconel and nickel based alloys).

Oco60 MenKo3epHUCTbIV TBEPAbIN CMIaB C BbICOKOV MPOYHOCTbIO, AN ONTUMaribHON 06paboTKY 3aKaleHHbIX CTaflell U YyryHa TBepAOCTbIo
0o 62HRc, TTaHOBbIX XaponpouyHbix crnaBos (Hastel-loy, Inconel cnnaBos Ha ocHoBe HuKens).

MS1515

PVD triple layer coated sub-micron grade for stainless steels, cast iron, titanium, non ferrous metals and most of the high
temperature alloys.

Oco60 MenKo3epHUCTbIN TBEPABIN CMNaB C MHOrOCIONHbIM PVD noKpbiTriem Ans 06paboTKy HeprKaBetoLLeln CTanu, YyryHa, TuTaHa, LiBETHbIX
MEeTanIoB 1 6ONbLUNHCTBA BbICOKOTEMMNEPATYPHbIX CM1aBoOB.

PK3025
PVD TiAIN coated sub-micrograin grade for stainless steels and exotic materials at medium to high cutting speeds.

Ocob60 Menko3epHUCTbI TBepablii cnnaB ¢ nokpbitem TIAIN (meTogom PVD) gna o6paboTKy Hep»KaBelowen CTannM M HeoObIYHbIX
MaTepuranoB Ha CPE[HNX U BbICOKMX CKOPOCTAX.

Uncoated alloys CnnaBbl 6e3 nokpbitua

N20K

Carbide grade for non ferrous metals, aluminum and cast iron. on request
Teepabli cnnaB Ana 06paboTKY LBETHBIXMETAIIOB, alOMUHKA 1 YyryHa. (Mo 3anpocy)

Grade availability per inserts size Pa3mepbl nnacTH BbINOAHAEGMbIX U3 CNIABOB

Insert sizes/

11,16, 22,27 11,16, 22 06,08,11,16,22,27,33U, | 06,08, 11,16,22,27,33U
Pa3zmepbl nnactmH
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

Partial profile 60 °/ HenonHblii npounb 60 °

Yy
Xl < X Y
o Internal -
60 A
) ~ > X - L

O B

IC \\\ //l

External EX-RH TS
IN-LH U TYPE

Designation/O603Ha4eHue

Grades / CnnaBbl
External/BHelunas Internal/BHyTpeHHas Dimensions/Pasmepb Pitch/LWar

S g S

RH LH RH LH S a5 &

o = = x

1TERA60 | 11ELA60 | 11IRA60 | 11ILA60 | 08 | 09 | 11 1/4 | 05-15 | 4816 |®| ® | O | e
16ERA60 | 16ELA60 | 16IRA60 | 16ILA60 | 08 | 09 | 16 | 3/8 05-15 | 4816 |®| ® | O | e
16ERG60 | 16ELG60 | 16IRG60 | 16ILG60 | 1.2 | 1.7 | 16 | 3/8 | 17530 | 148 ® | O e
16ERAG60 | 16ELAG60 | 16IRAG60 | 161ILAG60 | 12 | 17 | 16 | 3/8 | 05-30 | 488 | ®| ® O e
22ERN60 | 22ELN60 | 22IRN60 | 22ILN60 | 1.7 | 25 | 22 1/2 3.5-5.0 7-5 e e O |e
[ ] O| e

27 ERQ60 | 27ELQ60 | 27I1RQ60 27 1L Q60 2.1 3.1 27 5/8 5.5-6.0 4.5-4

MS1515
HS2020

N20K

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* | 2

% ¢ | X | X | X | PK3025
*

* | %

* | %

p.208 p-209 p.171 p. 205




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Partial profile 55 °/ HenonHblii npodunb 55 °

External

1 ‘JX¢

Designation/O603Ha4eHmne

Grades / Cnnagbl
External/BHewwnsas Internal/BHyTpeHHsAs T AL—— Pitch/War

=28 ¢

T1ERA55 | 11ELA55 | 11IRA55 | 11ILA55 | 0.8 | 09 | 11 1/4 | 0515 | 4816 |®|® O|e
16ERA55 | 16ELA55 | 16IRA55 | 16ILA55 | 0.8 | 09 | 16 3/8 | 0515 | 4816 ®|® O e
16ERG55 | 16ELG55 | 16I1RG55 | 16ILG55 | 1.2 | 1.7 | 16 3/8 | 17530 | 148 ®|® O e
16ERAG55 | 16ELAG55 | 16IRAG55 | 16ILAG55 | 12 | 1.7 | 16 3/8 | 0530 | 488 |® | ® O e
22ERN55 | 22ELN55 | 22IRN55 | 22ILN55 | 1.7 | 25 | 22 172 | 3550 75 |®|e®|O|e
27ERQ55 | 27ELQ55 | 27I1RQ55 | 271LQ55 | 20 | 29 | 27 5/8 | 5560 | 454 | ® O|e

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHaA Hep. cTanb

% | | | X | PK3025
*

* ¢
»*

* %

Vc

p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

Partial profile 60 °/ Henonubiin npoduns 60 °

60 @ Internal
VR

!

Y
=

Designation/O603HauyeHne
Grades / CnnaBbl
External/BHewHas Internal/BHyTpeHHas Dirensions/Pasmepb Pitch/War
wn |
- - o EHIEIEIE
11,0 E g E E
16V ER A60 1.0 0.9 3.6 16 3/8 05-15|4816 ©® | ® | O @
16V ER G60 1.0 1.8 3.6 16 3/8 1.75-3.0| 14-8 | ® | ® O | @
16V ER AG60 1.0 18 | 36 | 16 3/8 | 0530 488 ©® @ O] e
. Y
Vertical -
- T
BepTukanbHas L= ¥
Designation/O603HavyeHne
16V ER A55 1.0 | 09 | 36 16 3/8 0.5-1.5 48-16 | ® | ® | O
16V ER G55 1.0 1.7 | 3.6 16 3/8 | 1.75-3.0 14-8 ¢ e O
16V ER AG55 1.0 1.8 | 3.6 16 3/8 0.5-3.0 48-8 ¢ e O
wn o
S 2x |8
£ 2 22
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
* YA g
* |k |k
* | %k *
*

p.208 p-209 p.171 p.205
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

1SO - metric/ IS0 - meTpuueckan

60°
K N

nternal

m

<

Designation/O603HaueHue

External/BHewwHsas Internal/BHyTpeHHas

Dimensions/Pasmepbi

Pitch/
Lar

Grades / CnnaBbl

POl o
Alonm a | = | = |

06 IR 0.5 1SO|06 IL 0.5 ISO| 09 | 05 6 | 5/32 0.5 o o

06 IR 0.75 1SO |06 IL 0.75 ISO| 0.8 | 05 6 |532| 075 | ® o

06 IR 1.0 1SO|06 IL 1.0 ISO| 0.7 | 06 6 | 5/32 1.0 ° o

06 IR 1.25 1SO |06 IL 1.25 ISO| 0.6 | 0.6 6 |532]| 125 | ® o

08 IR 0.5 I1SO|08IL0.5 ISO| 0.6 | 05 8 | 3/16 0.5 L o

08 IR 0.75 1SO |08 1L0.75 ISO| 0.6 | 05 8 [3/16| 075 | ® o

08 IR 1.0 I1SO|[08IL1.0 ISO| 06 | 06 8 | 3/16 1.0 o o

08 IR 1.25 1SO|081L1.25 ISO| 0.6 | 0.7 8 |3/16| 125 | ® o

08 IR 1.5 1SO|081IL1.5 ISO| 06 | 0.7 8 | 3/16 15 4 o

08 IR 1.75 1SO|081L1.75 ISO| 0.6 | 0.8 8 |316]| 175 | ® o
0.8 04 | 11ER0.351SO | 11 EL0.351SO | 111IR0.351SO | 111L0.351SO | 0.8 | 0.3 | 11 1/4 035 |®|® O e
0.7 04 | 11ER0.4ISO | 11EL0.4ISO | 11I1R0.41SO | 111L041SO | 08 | 04 | 11 1/4 04 ® o O e
0.7 04 | 11ER045ISO | 11 EL0.451SO | 111R0.451SO | 111L0451SO | 0.8 | 04 | 11 1/4 045 |®|® O | @
0.6 06 | 11TER0.5ISO | 11EL05ISO | 11I1R0.51SO | 111LO51SO | 06 | 06 | 11 1/4 0.5 ® o O o
0.6 0.6 11ER0.6ISO | 11EL0.6ISO | 111R0.6 ISO | 111L0.6 ISO | 0.6 06 | 11 1/4 0.6 @ /e O e
0.6 06 | 11ER0.7ISO | 11EL0.7ISO | 11IR 0.71SO | 111L0.7I1SO | 06 | 06 | 11 1/4 0.7 e e O e
0.6 06 | 11ER0.751SO | 11 EL0.751SO | 111IR0.751SO | 111L0.751SO | 06 | 06 | 11 1/4 075 | ®|® O | e
0.6 06 | 11ER0.8ISO | 11EL0.8ISO | 11IR0.81SO | 111L0.8ISO | 06 | 06 | 11 1/4 0.8 e o O o
0.7 0.7 11ER1.01SO | 11EL1.01SO | 11IR1.01SO | 11IL1.01SO | 0.6 07 | 11 1/4 1.0 e o O o
0.8 09 | 11ER1.251SO | 11EL1.251SO | 11IR1.251SO | 11IL1.251SO | 0.8 | 0.8 | 11 1/4 125 |®|®| O | @
0.8 1.0 | 11ER1.51SO | 11EL1.51SO | 11IR1.51SO | 11IL1.51SO | 0.8 10 | M 1/4 1.5 ® o O o
0.8 11 | 11ER1.751SO | 11EL1.751SO | 11I1R1.751SO | 111L1.751SO | 0.8 1.1 11 1/4 175 |®|®|O| @
0.8 1.1 11ER2.01SO | 11EL2.0ISO | 11IR2.01SO | 11I1L2.01SO | 0.8 09 | 11 1/4 2.0 @ o O e
08 | 12 | 11 | 174 25 @ e O o
8B 2

*
* | %

* Y

* | % |k
* |k *
*

p.208

p.209

p.171

175
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

IS0 - metric/ IS0 - meTpuueckas

- Internal
60
VR

Grades / Cnnaebl

(7. w

S 0«8

2 2/8 ¢
08 | 04 | 16ER0.351SO | 16 EL0.351SO | 161R0.351SO | 161L0.35I1SO | 0.8 | 0.3 16 3/8 035 |®  ® | O e
07 | 04 16 ER0.41SO | 16EL0.4 1SO | 161R0.4 1SO | 161L0.4 ISO | 0.8 | 04 16 3/8 0.4 e o O o
07 | 04 | 16ER0.451SO | 16 EL0.45ISO | 16IR0.451SO | 161L0.451SO| 0.8 | 0.4 16 3/8 045 |©®|® | O o
06 | 06 16 ER0.51SO | 16EL0.51SO | 161R0.51SO | 16IL0.51SO | 06 | 06 16 3/8 0.5 @ o O o
06 | 06 16 ER0.61SO | 16EL0.6 I1SO | 16IR 0.6 ISO | 16IL 0.6 ISO| 06 | 06 16 3/8 0.6 e o O o
06 | 06 16 ER0.71SO | 16EL0.7 ISO | 161R0.7 ISO | 161L0.7 ISO | 06 | 06 16 3/8 0.7 e o O o
06 | 06 | 16ER0.751SO | 16 EL0.75ISO | 16IR0.751SO | 161L0.751SO| 0.6 | 0.6 16 3/8 075 |® ® | O e
06 | 06 16 ER0.81SO | 16EL0.81SO | 16IR0.8 I1SO | 16IL0.8 ISO | 06 | 06 16 3/8 0.8 e o O o
07 | 0.7 16 ER1.01SO | 16EL1.01SO | 16IR1.01SO | 16IL1.01SO | 06 | 0.7 16 3/8 1.0 e o O o
08 | 09 | 16ER1.251SO | 16 EL1.251SO | 16IR1.251SO | 161L1.251SO| 0.8 | 0.9 16 3/8 125 |®|® | O o
08 | 1.0 16 ER1.51SO | 16EL1.51SO | 16IR1.51SO | 16IL1.51SO | 08 | 1.0 16 3/8 1.5 e o O o
09 | 12 | 16ER1.751SO | 16 EL1.75I1SO | 16IR1.75ISO | 16IL1.751SO | 0.9 1.2 16 3/8 1.75 e o O o
1.0 | 1.3 16 ER2.01SO | 16EL2.01SO | 16IR2.0 I1SO | 16IL2.01SO | 1.0 | 1.3 16 3/8 2.0 e o O o
1.1 | 15 16 ER2.51SO | 16EL251SO | 161R2.51SO | 16IL2.51SO | 1.1 1.5 16 3/8 25 e o O o
12 | 16 16 ER3.01SO | 16EL3.01SO | 16IR3.0 ISO | 16IL3.0 ISO | 1.1 1.5 16 3/8 3.0 e o O o
12 | 1.7 16 ER3.51SO | 16EL3.51SO | 16IR3.51SO | 16IL3.51SO | 1.2 | 1.7 16 3/8 3.5 @ o O o
16 | 23 | 22ER3.5ISO | 22EL3.51SO | 22IR3.5I1SO | 22IL351SO | 16 | 23 | 22 1/2 3.5 e o O o
16 | 23 | 22ER4.0ISO | 22EL4.01SO | 22IR4.01SO | 221L4.01SO | 16 | 23 | 22 1/2 4.0 e o O o
1.7 | 24 | 22ER451SO | 22EL451SO | 22IR4.51SO | 221L451SO | 16 | 23 | 22 1/2 45 e o O o
1.7 | 25 | 22ER5.0ISO | 22EL5.01SO | 22IR5.01SO | 22IL5.01SO | 16 | 23 | 22 1/2 5.0 e o O o
1.7 | 26 16 | 23 | 22 1/2 5.5 e o O o
1.9 | 27 16 | 24 | 22 1/2 6.0 e o O o
23 | 11.0 24 | 11.0 | 22U | 1/2U 55 @ e O o
26 | 11.0 21 | 11.0 | 22U | 1/2U 6.0 e o O o
19 | 27 | 27ER551SO | 27EL551SO | 27IR551SO | 27I1L551SO | 16 | 23 | 27 5/8 55 e o O o
20 | 29 | 27ER6.01SO | 27EL6.0ISO | 27IR6.0ISO | 27IL6.01SO | 1.8 | 25 | 27 5/8 6.0 ° O|e
24 | 137 ° o

35 | 169 | 33U | 3/4U 120 | ® o

M Stainless steel aust.

** Special holder required
** HeobxoAvMa CrneuvanbHas aepkaBKka

p.208

p.209

- AyCTeHI/ITHaH HepX. CTallb

p.171

MS1515
N20K
HS2020

* | X

3% | X | X | | X | PK3025
*

*




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Multitooth
MHoro3y6ble nnacTUHbI

Internal

60°

KN

External

Designation/O603Ha4eHmne

No. of Grades / CnnaBbl

: External/BHewnaa Internal/BHyTpennas ‘ Dimension s/Pasmepbl Pitch, | teeth/ SEEEee
mm | Kon-eo =R S
o e o HEHE
nnacTvHa nnacTuHa mionm |LHarMm| 3y0bes - S
16 ER 1.0 1SO 3M ES16M 16 IR 1.0 1SO 3M IS16M 3/8 0.5 3 e o O o
16 ER 1.5 1SO 2M ES16M 16 1R 1.5 1SO 2M IS16M 1.5 2.3 16 3/8 | 0.75 2 ® o O o
22 ER 1.515S0 3M ES22M 22IR 1.51SO 3M 1522M 23 [ 37 22| 1/2 0.8 3 e o O o
22 ER2.01SO 2M ES22M 221R2.01SO 2M 1S22M 20 | 3.0 | 22 | 1/2 1.0 2 e o O o
22 ER2.01SO 3M ES22M 22 1R 2.01SO 3M 1S22M 31 [ 50| 22| 1/2 | 1.25 3 o o O o
27 ER 3.0 1SO 2M ES27M 27 IR3.01SO 2M 1S27M 29 | 46 | 27 | 5/8 1.5 2 ° O|e

ISO - metric/ 150 - meTpuueckas

Vertical
BeptukanbHas

Designation/O603Ha4YeHue

External/BHewnsas Internal/BHyTpeHHAs

10/06(36|16| 38 | 08 |®|® o
16V ER 1.01SO 10073616 | 38 | 10 |®|® o
16VER1.25150 10[09[36|16| 38 | 125 |®|e o
16V ER 15150 10093616 | 38 | 15 |[®]e o
16V ER 2.01SO 10133616 | 38 | 20 |®|® o

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* | X

% | & X | | PK3025
*

*

p.208 p.209 p171 p- 205

177
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

UN - Unified / ynuduumposannaa UNC, UNF, UNEF, UNS

Y
X
™ Internal i
60 NN
@)
I1C
EX-RH
External IN-LH

D) t (0]
e5|gna |on/ O3HayeHune Grades / Chnagi
L C HUTOK/

(7.9 w
S| 4| 8
| = ~
£ 2 8 2
"5/32 32 ° ©)
06 IR 28 UN 06 IL 28 UN 0.8 0.6 6 5/32 28 ° 9
06 IR 24 UN[06 IL 24 UN| 07 | 06 | 6 5/32 24 ° o
06 IR 20 UN[06 IL 20 UN| 06 | 06 | 6 5/32 20 ° 9
06 IR 18 UN[06 IL 18 UN| 06 | 07 | 8 5/32 18 ° 9
08 IR 32 UN|08 IL 32 UN| 06 | 05 | 8 3/16 32 ° 9
08 IR 28 UN[08 IL 28 UN| 06 | 06 | 8 3/16 28 . o
08 IR 24 UN[08 IL 24 UN| 06 | 06 | 8 3/16 24 . o
08 IR 20 UN[08 IL 20 UN| 06 | 07 | 8 3/16 20 ° 9
08 IR 18 UN[08 IL 18 UN| 06 | 07 | 8 3/16 18 ° 9
08 IR 16 UN[08 IL 16 UN| 06 | 07 | 8 3/16 16 . o
08 IR 14 UN|08 IL 14 UN| 06 | 08 8 3/16 14 ° O
08 | 09 8 3/16 13 ° o
06 | 06 | 1TTER72UN | 11TEL72UN | 11I1R72UN 1IL72UN | 08 | 03 | 1 1/4 72 e/e Oe
06 | 06 | TTER64UN | 11TEL64UN | 11IR64UN 11IL64UN | 08 | 04 | 1 1/4 64 e/e Oe
06 | 06 | TTER56UN | 11EL56UN | 11IR56 UN 11IL56UN | 07 | 04 | 1 1/4 56 e e O e
07 | 07 | TTER48UN | 11EL48UN | 11IR48 UN 111L48UN | 06 | 06 | 11 1/4 48 e/ o O|eo
08 | 09 | 1TER44UN | 11EL44UN | 11IR44UN 111L44UN | 06 | 06 | 11 1/4 44 e/ e O|e
08 | 1.0 | 1TER40UN | 11EL40UN | 11IR40UN 11IL40UN | 06 | 06 | 1 1/4 40 e/e Oe
08 | 1.1 | 11ER36UN | 11EL36UN | 11IR36 UN 11IL36UN | 06 | 06 | 11 1/4 36 BRI
wn | n
S o «|8
22 8¢
*
M Stainless steel aust. - AycTeHuTHas HepX. CTasb * | %
* pi g
* | % | %
* | X *
*

p.208 p-209 p.171 p. 205



THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

UN - Unified / yauduumnposannaa UNC, UNF, UNEF, UNS

Internal X s Y
‘li
fre X
. J\ L
)
(©
1/8P Ic a\ /
External EX-RH IC
IN-LH
U TYPE

Designation/O603HaveHune
Grades / Cnnasbl

External/BHewwHan Internal/BHyTpeHHAA Dimensions/Pasmepbi

WM RH L XYL G e
Y LH LH Y L ntodim | oM
32 UN| 16 IR 32 UN 32 UN | 0.6 0.6 16 3/8

Q= S
JEHE
06 | 06 |16ER 32 UN|16EL 16 IL : ] 3 e[e|O|e
06 | 07 |[16ER 28 UN|16EL 28 UN| 16 IR 28 UN|161L 28 UN| 06 | 0.7 | 16 | 3/8 22 |e[e|O]e
07 | 08 [16ER 27 UN|16EL 27 UN|16 IR 27 UN|161L 27 UN| 07 | 08 | 16 | 3/8 27 |e[e]o]e
07 | 08 |[16ER 24 UN|16EL 24 UN|16 IR 24 UN|161L 24 UN| 07 | 08 | 16 | 3/8 2 |e[e|O|e
08 | 09 [16ER 20 UN|16EL 20 UN|16 IR 20 UN|161L 20 UN| 08 | 09 | 16 | 3/8 20 |e[ej0|e
08 | 1.0 [16ER 18 UN|16EL 18 UN|16 1R 18 UN|161IL 18 UN | 08 | 1.0 | 16 3/8 18 |®|e/O]e]
09 | 11 [16ER 16 UN|16EL 16 UN|16 IR 16 UN|161L 16 UN| 09 | 1.1 | 16 | 3/8 16 |®|e|[O]e
10 | 1.2 [16ER 14 UN|16EL 14 UN|16 IR 14 UN|161L 14 UN| 09 | 12 | 16 | 3 14 |e|e[O]e
10 | 1.3 [16ER 13 UN|16EL 13 UN|16 1R 13 UN|161L 13 UN| 10 | 13 | 16 | 3 13 |e|e|[0O]e
11| 14 [16ER 12 UN|16EL 12 UN[16 1R 12 UN|161L 12 UN| 11 | 14 | 16 | 3 12 |e[e[O]e
1.1 ] 15 11 |15 | 16| 38 115 e/ e Oe
11| 1.5 [16ER 11 UN|16EL 11 UN[16 1R 11 UN|161L 11 UN| 11 | 15 | 16 | 3 1N |ejef[0]e
11| 1.5 [16ER 10 UN|16EL 10 UN|16 1R 10 UN|161L 10 UN| 11 | 15 | 16 | 3 10 |e|e|[O]e
12 | 17 [16ER 9 UN|16EL 9 UN[161R 9 UN|16IL 9 UN| 12 | 17 | 16 | 3 9 |e|e|O]e
12 | 16 [16ER 8 UN|16EL 8 UN|[161R 8 UN|161L 8 UN| 11 | 15 | 16 | 3 g |e|e|O]e
16 | 23 [22ER 7 UN|22EL 7 UN[22 R 7 UN|22IL 7 UN| 16 | 23 | 22 172 7 |e|elO]e
16 | 23 [22ER 6 UN|22EL 6 UN[221R 6 UN|22IL 6 UN| 16 | 23 | 22 172 6 |®|®|Oe
17 | 25 |[22ER 5 UN|22EL 5 UN[22 1R 5 UN|22IL 5 UN| 16 | 23 | 22 172 5 |e|le|O]e
20 [ 11.0 e o O o
24 | 11 | 220 120 4 |e|e[O]e
19 | 27 [27ER 45 UN[27EL 45UN[27 R 45UN[271L 45 UN| 17 | 24 | 27 | s 45 | ® Ole
21 |30 [27ER 4 UN|27EL 4 UN|27IR 4 UN|27IL 4 UN| 18 | 27 | 27 | s5/8 4 | o o|e
25 [ 137 27 | 137 | 27U 5/8U ° O|e
28 | 165 36 | 169 | 33U | 3/4U o 0o

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHnTHasA HepX. CTanb

% ¢ [ | % | X | PK3025
*

* %
%

p.208 p.209 p171 p- 205
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180

. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

UN - Unified / yaudpmumposaHHas

Internal

Multitooth
MHoro3y6ble nnacTUHbI

Designation/O603Ha4eHmne

Grades / CnnaBbl
HUTOK/ Kon-so S| b x| 8
1.1 17 | 16 | 3/8 | 24 2 ¢ e O o
16 ER 20 UN 2M ES16M 16IR20UN2M | IS16M 14 | 20 | 16 | 3/8 20 2 @ e O o
15 | 22 | 16 | 3/8 18 2 ® e O o
16 ER 16 UN 2M ES16M 16 1R 16 UN 2M IS16M 15 | 23 16 3/8 16 2 e o O o
16 ER 14 UN 2M ES16M 16 IR 14 UN 2M IS16M 17 | 2.7 16 3/8 14 2 e o O o
16 ER 12 UN 2M ES16M 16IR12UN2M | IS16M 2.0 | 3.1 16 | 3/8 12 2 ¢ o O o
- 30 | 49 | 22 1/2 13 3 ¢ e O o
22ER12UN2M ES22M 22I1R12UN2M 1S22M 22 | 34 | 22 1/2 12 3 e e O o
22 ER 12 UN 3M ES22M 22I1R12UN3M IS22M 33 | 53 | 22 1/2 12 3 ¢ o O o
27 ER8 UN 2M ES27M 27 IR8 UN 2M 1S27M 31 | 49 | 27 | 5/8 8 2 @ e O o
Vertical Y
BeptukasnbHas ==,
Designation/O603HaueHne
External/BHewwnsas TPI
HUTOK/
[ ] [ ] (@) [ ]
16V ER 20 UN 1.0 0.9 3.6 16 | 3/8 20 @/ e O o
1.0 1.0 [ 36 | 16 | 3/8 18 e/ O e
16V ER 16 UN 1.0 1.1 3.6 16 | 3/8 16 | e O o
16V ER 14 UN 1.0 1.2 3.6 16 | 3/8 14 | e O o
16V ER 12 UN 1.0 14 3.6 16 | 3/8 12 | e O o
1.8 5.2 104 | 27 | 5/8 23 ® O | e
HEME:
2|25 8
*
M Stainless steel aust. - AycteHUTHasA HepXX. CTanb * | &
* PA
* | k| Kk
* | X *
*

p.208 p-209 p.171 p. 205




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Whitworth/Butsopra - 55° BSW, BSF, BSP, BSB

Internal X Y X Y
T
RO, 137P
55° AN X
) 7 N L
AAVAN O O
*_R0,137P g c 7.
External EX-RH c
IN-LH
U TYPE
Designation/O603HaueHne
External/BHewwnas Internal/BHyTpeHHas Dimensions/Pazmepbi " o
» | = 2
I.C. AR
06 IR 26 W 06 IL 26 W | 0.7 0.6 6 5/32 26 ® o
06 IR 22 W 06 IL 22 W | 06 0.6 6 5/32 22 e o
0.6 0.7 6 5/32 20 o o
06 R 18 W 06 IL 18 W | 06 0.7 6 5/32 18 d o
08 IR 28 W 08 IL 28 W | 06 0.6 8 3/16 28 hd o
08 IR 24 W 08 IL 24 W | 06 0.6 8 3/16 24 o o
08 IR 20 W 08 IL 20 W | 06 0.7 8 3/16 20 d o
08 IR 19 W 08 IL 19 W | 06 0.7 8 3/16 19 d o
08 R 18 W 08 IL 18 W | 06 0.7 8 3/16 18 o o
08 IR 16 W 08 IL 16 W | 06 0.7 8 3/16 16 o o
0.9 4.0 8U 3/16U 11 o o

11 ER 72 W |11 EL 72 W |11 IR 72 W 11 IL72 W 0.7 0.4 11 1/4 72 ® o O o

11 ER 60 W |11 EL 60 W |11 IR 60 W 11 IL60 W 0.7 0.4 11 1/4 60 ® o O e

11 ER 56 W [1TEL 56 W |11 IR 56 W 11 IL56 W 0.7 0.4 11 1/4 56 ® o O o

11 ER 48 W [11TEL 48 W |11 IR 48 W 11 IL48 W 0.6 0.6 11 1/4 48 @ e O o

11 ER 40 W [11EL 40 W |11 IR 40 W 11 IL40 W | 06 | 06 11 1/4 40 @¢|e Oe

11 ER 36 W [1TEL 36 W 0.6 0.6 11 1/4 36 @ /e O e

11 ER 32 W [11TEL 32 W |11 IR 32 W 11 IL32 W 0.6 0.6 11 1/4 32 e e O o

11 ER 28 W [11EL 28 W |11 IR 28 W 11 IL28 W 0.6 0.7 11 1/4 28 @ e O e

11 ER 26 W [11EL 26 W |11 IR 26 W 1 IL26 W | 07 | 07 11 1/4 26 ®|e Oe

11 ER 24 W |11 EL 24 W |11 IR 24 W 11 IL24 W 0.7 0.8 11 1/4 24 e e O o

11 ER 22 W [1T1TEL 22 W 0.8 0.9 11 1/4 22 @ e O o

11 ER 20 W [11EL 20 W |11 IR 20 W 11 IL20 W 0.8 0.9 1 1/4 20 @ e O e

11 ER 19 W [11EL 19 W |11 IR 19 W 11 IL19 W 0.8 1.0 11 1/4 19 e e O o

11 ER 18 W [11TEL 18 W |11 IR 18 W 11 IL18 W 0.8 1.0 11 1/4 18 e o O e

11 ER 16 W [11TEL 16 W |11 IR 16 W 11 IL16 W 0.9 1.1 11 1/4 16 ® o O o

11 ER 14 W [11TEL 14 W |11 IR 14 W 11 IL14 W 0.9 1.1 11 1/4 14 @ o O o

01 | 1.1 11 1/4 12 ®@|e O|e
09 | 12 | 11 1/4 11 e|/e O|e

M Special holder is required or standard holder can be ammended by customer.

' HeobxofMMma cneumanbHas AepKaBKa Uv CamoCToATebHAA fOPabOTKa CTaHLAPTHON AepKaBKU. § E S
m =58
= 2/8 ¢
*

M Stainless steel aust. - AycteHutHas Hep. cTanb * | K
*

* | % | K
* | % *
*

p.208 p.209 p171 p- 205
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Whitworth/Butsopra - 55° BSW, BSF, BSP, BSB

S Y

Internal X X Y
=
RO, 137P
55° Y

= X
. 1O - 6
X _RO,137P c

External EX-RH IN-RH 1C

Designation/O603Ha4eHmne Grades / Cnnags!

External/BHewwHsas Internal/BHyTpeHHsas
TPI

v | N
HAEIRE
e = 28| 2
16 ER 72 W |16 EL 72 W |16 IR 72 W |16 IL 72 W 0.7 0.4 16 3/8 72 @ e O e
16 ER 60 W |16 EL 60 W |16 IR 60 W |16 IL 60 W 0.7 0.4 16 3/8 60 @/ e O o
16 ER 56 W |16 EL 56 W |16 IR 56 W |16 IL 56 W 0.7 0.4 16 3/8 56 @/ e O o
16 ER 48 W |16 EL 48 W |16 IR 48 W |16 IL 48 W 0.6 0.6 16 3/8 48 @/ e O o
16 ER 40 W |16 EL 40 W [16 IR 40 W |16 IL 40 W | 06 | 06 | 16 3/8 40 ¢ e O e
16 ER 36 W |16 EL 36 W |16 IR 36 W |16 IL 36 W 0.6 0.6 16 3/8 36 @/ e O e
16 ER 32 W |16 EL 32 W |16 IR 32 W |16 IL 32 W 0.6 0.6 16 3/8 32 @/ e O o
16 ER 28 W |16 EL 28 W |16 IR 28 W |16 IL 28 W 0.6 0.7 16 3/8 28 ® o O o
16 ER 26 W |16 EL 26 W |16 IR 26 W |16 IL 26 W 0.7 0.7 16 3/8 26 @/ e O o
16 ER 24 W |16 EL 24 W |16 IR 24 W |16 IL 24 W 0.7 0.8 16 3/8 24 e o O o
16 ER 22 W |16 EL 22 W [ 16 IR 22W | 16 IL 22 W 0.8 0.9 16 3/8 22 @ e O o
16 ER 20 W |16 EL 20 W |16 IR 20W | 16 IL 20 W 0.8 0.9 16 3/8 20 @/ e O o
16 ER 19 W |16 EL 19 W | 16 IR 19W |16 IL 19 W 0.8 1.0 16 3/8 19 e e O o
16 ER 18 W |16 EL 18 W | 16 IR 18W | 16 IL 18 W 0.8 1.0 16 3/8 18 e o O o
16 ER 16 W |16 EL 16 W | 16 IR 16 W | 16 IL 16 W 0.9 1.1 16 3/8 16 @/ e O o
16 ER 14 W |16 EL 14 W | 16 IR 14W | 16 IL 14 W 1.0 1.2 16 3/8 14 ® o O o
16 ER 12 W |16 EL 12 W | 16 IR 12W |16 IL 12 W 1.1 1.4 16 3/8 12 e o O o
16 ER 11T W |16 EL 11 W |16 IR 11TW | 16 IL 11 W 1.1 1.5 16 3/8 11 e o O | o
16 ER 10 W |16 EL 10 W | 16 IR 10W |16 IL 10 W 1.1 1.5 16 3/8 10 e o O o
16 ER 9 W |16 EL 9 W |16 IR 9 W |16 IL 9 W 1.2 1.7 16 3/8 9 e o O e
16 ER 8 W |16 EL 8 W |16 IR 8 W | 16 IL 8 W 1.2 1.5 16 3/8 8 e o O o
22 ER 7 W |22 EL 7 W |22 IR 7 W | 22 1L 7 W 1.6 23 22 1/2 7 e o O e
22 ER 6 W |22 EL 6 W |22 IR 6 W |22 1L 6 W 1.6 23 22 1/2 6 e o O o
22 ER 5 W |22 EL 5 W |22 IR 5W |22 1L 5 W 1.7 24 22 1/2 5 e o O e
2.8 11.0 | 22U 1/2U 4 ° O| e
27 ER 45W |27 EL 45 W (27 IR 45 W |27 IL 45 W 1.8 2.6 27 5/8 4.5 o Oo| e
27 ER 4 W |27 EL 4 W |27 IR 4 W |27IL 4 W 2.0 29 27 5/8 4 o Oo| e
24 13.7 | 27U 5/8U 2.75 ° O|e
v | 0
8| h| |8
22|88
*
M Stainless steel aust. - AycteHnTHasA HepX. CTanb * | &
* ¥
* [k | %
* |k *
*

p.208 p-209 p.171 p. 205
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Vertical
BepTukanbHas

Designation/O603HaueHne

External/BHewunas Internal/BHyTpeHHAA Dimensions/Pasmepbi

Grades / CnnaBbl

nle o
TPI § n| | o
HuTok/Aronm (- § g
0.9 3.6 16 3/8 20 e o O e
16V ER 19 W 1.0 0.9 3.6 16 3/8 19 e o O o
1.0 | 1.0 | 36 | 16 3/8 16 e o O o
16V ER 14 W 1.0 1.2 3.6 16 3/8 14 e o O e
1.0 14 3.6 16 3/8 12 e o O o
16V ER 11 W 1.0 | 15 | 36 | 16 3/8 11 | e O o
nl e o
S| \n| » | g
M — ~
£12/ 8 ¢
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | X
* pAe
* | Kk |k
* | Kk *
*
I/'
Vc
p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

Whitworth/Butsoprta - 55° BSW, BSF, BSP, BSB

Multitooth
MHoro3y6ble nnacTuHbI

Designation/O603Ha4eHmne

Grades / CnnaBbl

External/BHewwunsas ‘ Internal/BHyTpeHHAA o= =
OnopHas OnopHasn . 2/ =5

naacTuHa nnacTuHa HUTOK/AOM = 22| g

16 ER 14 W 2M ES16M 16 IR 14 W 2M IS16M 1.7 | 27 | 16 3/8 14 2 ® o O o
22ER14W 3M ES22M 221R 14 W 3M 1S22M 28 | 45| 22 1/2 14 3 e e O e
22ER11W2M ES22M 22IR1TW2M 1S22M 23 | 34| 22 1/2 11 2 ® e O o

M Stainless steel aust. - AycteHUTHasA HepX. CTanb

Ve

p.208 p-209 p.171 p. 205

MS1515
N20K
HS2020

* | X

3% | | | | X | PK3025
*

*




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

NPT

Internal

9%,

Grades / Cnnagbl
External/BHewmnan Internal/BHyTpeHHAs Dimensions/Pazmepbl —

.| TP R
LH LH Y L AloiM Hutok/aonm (RN 5

06 IR 27 NPT |06 IL 27 NPT| 06 | 06 | 6 |5/32 27 . o

08 IR 27 NPT[08 IL 27 NPT| 06 | 07 | 8 |3/16 27 [ )

08 IR 18 NPT |08 IL 18 NPT | 06 | 06 | 8 | 3/16 18 * )
1M ER 27 NPT[11EL 27 NPT[11 IR27 NPT[11 IL 27 NPT| 07 |08 [ 11 [ 1/4 27 e/e /O
11 ER 18 NPT|[11EL 18 NPT |11 IR18 NPT |11 IL 18 NPT| 08 | 10 | 11 | 1/4 18 e/eOCe
11 ER 14 NPT |11 EL 14 NPT |11 IR14 NPT |11 IL 14 NPT| 08 | 19 | 11 | 1/4 14 e/eO e
16 ER 27 NPT |16 EL 27 NPT |16 IR27 NPT |16 IL 27 NPT| 07 | 08 [ 16 | 3/8 27 e/eOe
16 ER 18 NPT |16 EL 18 NPT |16 IR18 NPT (16 IL 18 NPT| 08 | 1.0 | 16 | 3/8 18 e/e/OCe
16 ER 14 NPT |16 EL 14 NPT |16 IR14 NPT (16 IL 14 NPT| 09 | 12 | 16 | 3/8 14 e/eOe
16 ER 11.5 NPT |16 EL 115 NPT |16 IR 11.5 NPT [ 16 IL 11.5 NPT | 1.1 | 15 | 16 | 3/8 1.5 e/e/O]e
16 ER 8 NPT|16EL 8 NPT |16 IR8 NPT |16 IL 8 NPT| 13 |18 | 16 | 3/8 8 e/e/O]e
2 3
2 = §
2 8|2

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* | 2

% |t | X | X | X | PK3025
*

%
* | %

p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

NPT

Multitooth

MHoro3y6ble niacTuHbI

Interna

Designation/O603HavyeHue

Grades / CnnaBbl
External/Buewnas Internal/BuyTpennas Dimensions/Pasmepbl | 1py |No-of teeth/ Ergem
Kon-Bo S & S
OropHas OrnopHas L, | oy 22|58
nnactvHa naacTMHa X ‘ Y ‘ L nronm | AoVM 3y6bes = 2|2 ¢
1.7 2.8 16 3/8 14 2 e e O o
22ER11.5NPT2M | ES22M | 221IR 11.5 NPT 2M 1S22M 23 | 35 | 22 | 1/2 | 115 2 ¢ o O|e
27 ER 11.5 NPT 3M ES27M 27 IR 11.5 NPT 3M I1S27M 3.3 5.5 27 5/8 11.5 3 b O|e
27ER 8 NPT2M | ES27M | 27IR 8 NPT2M | 1S27M | 3.1 | 50 | 27 | 5/8 | 8 2 ° O e
Y
Vertical —
S
BepTukanbHas t
Designation/O603Ha4eHmne
16V ER 27 NPT 16V EL 27 NPT | 10 | 08 | 36 | 16 | 3/8 27 e e O e
16V ER 18 NPT 16V EL 18 NPT | 10 | 10 | 36 | 16 | 3/8 18 e e O o
16V ER 14 NPT 16V EL 14 NPT | 10 | 12 | 36 | 16 | 3/8 14 e e O o
16V ER  11.5 NPT 16V EL 115 NPT | 10 [ 15 | 36 16 3/8 11.5 @ o O|eo
wn | n
| = 2
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasnb * | %
* Y
* |k | Kk
* | % *
*

p.208

p.209

p.171 p. 205




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

NPTF-Dryseal

Internal

External

Grades / CnnaBbl
External/BHewunas

82 .8
2 2/8 2

06 IR 27 NPTF |06 IL 27 NPTF| 07 | 06 | 6 | 5/32 27 . o

081R 27 NPTF |08 IL 27 NPTF| 06 | 06 | 8 | 3/16 27 . o

08I1R 18 NPTF |08 IL 18 NPTF| 06 | 06 | 8 | 3/16 18 . o
11 ER27 NPTF [11 EL 27 NPTF|11 IR 27 NPTF |11 IL 27 NPTF| 07 | 07 | 1 1/4 27 e e O|eo
11 ER18 NPTF [11 EL 18 NPTF|11 IR 18 NPTF |11 IL 18 NPTF| 08 | 1.0 | 11 1/4 18 e e O|eo
11 ER14 NPTF [11 EL 14 NPTF|11 IR 14 NPTF |11 IL 14 NPTF| 08 | 1.0 | 1 1/4 14 e e O|o
16 ER27 NPTF [16 EL 27 NPTF|16 IR 27 NPTF |16 IL 27 NPTF| 07 | 07 | 16 | 3/8 27 e e O|eo
16 ER 18 NPTF [16 EL 18 NPTF|16 IR 18 NPTF |16 IL 18 NPTF| 08 | 1.0 | 16 | 3/8 18 e e O|eo
16 ER 14 NPTF |16 EL 14 NPTF|16 IR 14 NPTF |16 IL 14 NPTF| 09 | 12 | 16 | 3/8 14 e e O|e
16 ER 11.5 NPTF |16 EL 11.5 NPTF |16 IR 11.5NPTF |16 IL 11.5NPTF | 1.1 | 15 | 16 | 3/8 15 |®|e O e
16 ER8 NPTF |16 EL 8 NPTF|16 IR8 NPTF|16 IL 8 NPTF| 13 | 18 | 16 | 3/8 8 ¢ e O|o
4] o
HEIE
= | = | =

M Stainless steel aust. - AycteHuTHas Hep. cTanb

% | X | X | X | PK3025
*

* ¢
»*

* | %

p.208 p.209 p171 p- 205
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Y
NPTF-Dryseal :
j
: L
Multitooth @
IC
MHoro3y6ble nnacTUHbI
IN-RH
EX-LH
D
e5|gnat|on/0603uaqenme Grades / Cnnags!
External/Buewnas InternaI/BHyTpeHHsm No. of teeth/ [SEE.
I.C. Kon-Bo S 5 L8
OnopHas OnopHas L HWUTOK/ 6 2 5/ 5|8
MaacTuHa I'IJ'IaCTl/IHa A'OMM Alonm 3ybbes a == | =
ES22M 1S22M 2.3 22 1/2 11.5 2 e o O o
RO,137P Internal
\27,5%.. 27,5°
Y ]‘ y
Designation/O603HaueHne
External/BHewwnsas Internal/BHyTpeHHsas
TPI
RH LH RH LH HUTOK/A0NM
06IR 28 BSPT| 06 IL 28 BSPT |07 | 06 | 6 | 5/32 28 . o
08 IR 28 BSPT| 08 IL 28 BSPT | 0.6 | 0.6 8 3/16 28 o o
08IR 19 BSPT| 08 IL 19 BSPT | 0.6 | 0.6 8 3/16 19 L o
11 IR 28 BSPT| 11 IL 28 BSPT | 0.6 | 0.6 | 11 1/4 28 ® o O o
11 IR 19 BSPT| 11 IL 19 BSPT | 0.8 | 0.9 | 11 1/4 19 @ o O|eo
11 IR 14 BSPT| 11 IL 14 BSPT| 09 | 1.0 | 11 1/4 14 e e O o
09| 12 | 1N 1/4 11 e o O o
16 ER 28 BSPT | 16 EL 28 BSPT| 16 IR 28 BSPT | 16 IL 28 BSPT | 0.6 | 0.6 | 16 3/8 28 ® o O o
16 ER 19 BSPT | 16 EL 19 BSPT| 16 IR 19 BSPT | 16 IL 19 BSPT| 0.8 | 09 | 16 3/8 19 | o O o
16 ER 14 BSPT | 16 EL 14 BSPT| 16 IR 14 BSPT| 16 IL 14 BSPT| 1.0 | 1.2 | 16 3/8 14 ® o O o
16 ER 11 BSPT | 16 EL 11 BSPT| 16 IR 11 BSPT| 16 IL 11 BSPT| 1.1 | 1.5 | 16 3/8 11 e o O o
M Special holder is required or standard holder can be ammended by customer.
) Heobxoamma creunanbHas AepkaBKa Uim camocTosTeNibHas 4opaboTKa CTaHAAPTHOM JepKaBKu. n | 2 -
g2 3 &
a |l = | = | =
*
M Stainless steel aust. - AycTeHnTHas HepX. CTanb * | %
* DAY
* | k| %
* | % *
*

p.208 p-209 p.171 p. 205




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

BSPT

Vertical
BepTukanbHas

Designation/O603Ha4eHmne

Grades / CnnaBbl

External/BHelwunas Internal/BHyTpeHHAA Dimensions/Pasmepbi Tp
e HEPE
alonm | AloUm a | =|2 =2
16V ER 28 BSPT 10 | 06 | 36 16 3/8 28 oo *
16V ER 19 BSPT 1.0 0.9 3.6 16 3/8 19 e o ®
16V ER 14 BSPT 1.0 1.2 3.6 16 3/8 14 e o ®
16V ER 11 BSPT 10 | 15 | 36 16 3/8 11 LR °

DIN 477

10| 12| 16 | 3/8 |3/25 14 |W19.8x1/14 keg (Ext.) | ®

09|10 11| 1/4|3/25| 14 |W19.8x1/14keg(Int) | @
10| 12|16 | 3/8 [3/25| 14 |W28.8x1/14keg °
1.0 12|16 |3/8[3/25| 14 |W31.3x1/14keg °

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* | X

% | X | X | X | X | PK3025
*

*

* %

p.208 p.209 p171 p- 205
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Acme

Xl = Y
Internal -
PASN
(i e A= X
= ‘\ /_\ L
e 5
ic A\ 2~
EX-RH
External IN-LH IC
Designation/O603Ha4eHmne
Grades / Cnnasbl
External/BHewwnsas Internal/BHyTpeHHAA
Q= o
P Y-
LH LH COTY = | 2 | 2| 2
° @)
11 ER 16 ACME| 11 EL 16 ACME| 11 IR 16 ACME| 11 IL 16 ACME| 09 | 1.0 | 11 1/4 16 ¢ o O o
16 ER 16 ACME| 16 EL 16 ACME| 16 IR 16 ACME| 16 IL 16 ACME| 09 | 1.0 | 16 3/8 16 ® o O o
16 ER 14 ACME| 16 EL 14 ACME| 16 IR 14 ACME| 16 IL 14 ACME| 1.0 | 1.2 | 16 3/8 14 ® o O o
16 ER 12 ACME| 16 EL 12 ACME| 16 IR 12 ACME| 16 IL 12 ACME| 1.1 | 1.2 | 16 3/8 12 ®¢ o O o
16 ER 10 ACME| 16 EL 10 ACME| 16 IR 10 ACME| 16 IL 10 ACME| 13 | 13| 16 3/8 10 e o O o
16 ER 8 ACME| 16 EL 8 ACME| 16 IR 8 ACME| 16 IL 8 ACME| 15 [ 15| 16 3/8 8 e o O o
(1) (1)
16 ER 6 ACME 16 EL 6 ACME|™16 IR 6 ACME|™M16IL 6 ACME| 1.7 | 1.8 | 16 3/8 6 e o O o
22 ER 6 ACME|22 EL 6 ACME| 22 IR 6 ACME| 22 IL 6 ACME| 1.8 | 2.1 | 22 1/2 6 e o O o
22 ER 5 ACME|22 EL 5 ACME| 22 IR 5 ACME| 22 IL 5 ACME| 20 |23 | 22 1/2 5 ® o O o
22 ER 4 ACME| 22 EL 4 ACME| 22 IR 4 ACME| 22 IL 4 ACME| 2.1 |22 | 22 1/2 4 e o O o
22U ER/L 4 ACME 22U IR/L 4 ACME 23 |11.0| 22U 1/2U 4 ¢ o O o
27 ER 4 ACME| 27 EL 4 ACME| 27 IR 4 ACME| 27 IL ACME| 23 | 2.7 | 27 5/8 4 4 Ol e
27U ER/L 3 ACME 27U IR/L 3 ACME 2.8 |13.7| 27U 5/8U 3 bt O|e
33U ER/L 2 ACME 33U IR/L 2 ACME 43 (16.9] 33U 3/4U 2 b o
** One cutting edge
M Special holder is required or standard holder can be ammended by customer.
** OfHa pexyLlan KpomKa
) HeobxoAMMa creymanbHas AepxaBKa MK camocToaTenbHas fopaboTka ne o
2 2|58
HEIEIE:
*
M Stainless steel aust. - AycTeHnTHas HepX. CTaslb * | %
*
* [k | X
* |k *
*

p.208 p-209 p.171 p. 205




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Stub Acme

X
Internal i
I

29°

External

Designation/O603HavyeHne
Grades / CnnaBbl

Dimensions/Pa3me-
External/ BHelI.IHﬂﬂ Internal/BHyTpeHHAn pbi

[ A
LR YL JHEHE
A'OMM g = | = 2 2
3/16U 10 ° o
11 ER 16 STACME| 11 EL 16 STACME 10 | 10| 11| 1/4 16 ¢ & O o
16 ER 16 STACME| 16 EL 16 STACME| 16 IR 16 STACME| 16 IL 16 STACME| 1.0 | 1.0 | 16 | 3/8 16 ¢ o O o
16 ER 14 STACME| 16 EL 14 STACME| 16 IR 14 STACME| 16 IL 14 STACME[ 1.1 | 1.1 | 16 | 3/8 14 ¢ o O o
16 ER 12 STACME| 16 EL 12 STACME| 16 IR 12 STACME| 16 IL 12 STACME| 1.2 |12 | 16 | 3/8 12 ¢ e O e
16 ER 10 STACME| 16 EL 10 STACME| 16 IR 10 STACME| 16 IL 10 STACME| 1.3 | 1.3 | 16 | 3/8 10 ¢ |® O |-
16 ER 8 STACME|16 EL 8 STACME| 16 IR 8 STACME| 16 IL 8 STACME| 1.5 | 1.5 | 16 | 3/8 8 ¢ e O e
16 ER 6 STACME| 16 EL 6 STACME| 16 IR 6 STACME| 16 IL 6 STACME| 1.8 | 1.8 | 16 | 3/8 6 ¢ ® O o
22 ER 5 STACME| 22 EL 5 STACME| 22 IR 5 STACME| 22 IL 5 STACME 20 |23 |22 | 12 5 R
22 ER 4 STACME| 22 EL 4 STACME| 22 IR 4 STACME| 22 IL 4 STACME| 23 | 24 | 22 | 12 4 ¢ | ® 0|
22U ER/L 4 STACME 22U IR/L 4 STACME 25 | 110|220 1720 4 ¢ e O e
22U ER/L 3 STACME 22U IR/L 3 STACME 33 [11.0|220] 172U 3 ¢ o Oe
27 ER 4 STACME|27 EL 4 STACME| 27 IR 4 STACME| 27 IL 4 STACME 23 | 24 | 27 | 58 4 ® O|e
27 ER 3 STACME|27 EL 3 STACME| 27 IR 3 STACME| 27 IL 3 STACME 28 | 29 | 27 | 5/8 3 ® Ol e
33U ER/L 2 STACME 33U IR/L 2 STACME 50 | 169|330 3/4U 2 ® O
** One cutting edge
** OpHa pexyluasa KpomKa
S a8
£ 282
*
e
* PA
* |k | &
* | % *
*

** One cutting edge
** OfHa pexyLaa KpoMKa

p.208 p.209 p171
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Trapezoidal/ TpaneuenpanoHas pe3b6a-DIN103

Designation/O603HaveHue

External

Grades / CnnaBbl
External/BHewunas 1
HUTOK/ Q g = §
| 09 | 40 [ 8u | 316U | 20 | ® O
16 ER 1.5 TR | 16 EL 1.5 TR 10| 11| 16 3/8 15 e e O o
16 ER TR |16 EL 2 TR| 16 IR TR| 16 IL TR| 10 | 13 | 16 3/8 2.0 e e O o
16 ER 3 TR |16 EL 3 TR| 16 IR 3 TR| 16 IL TR| 13 | 15 | 16 3/8 3.0 e e O o
16 ER TR |16 EL 4 TR| 16 IR TR| 16 IL TR| 13 | 15 | 16 3/8 4.0 e e O o
23 | 82 | 16 3/8U 5.0 e o O o
22 ER TR 22 EL 4 TR|22 R TR| 22 IL TR| 18 | 19 | 22 1/2 4.0 e e O o
2 ER5 TR 2E 5 TR|22 IR 5 TR|22 1L TR| 20 | 24 | 22 172 5.0 e o O|eo
2ER 6 TR 2E 6 TR|22 R TR| 22 IL TR| 20 | 24 | 22 1/2 6.0 e o O|eo
22UER/L6 @ e O o
25 [ 11.0 | 22U | 1/2U 8.0 ® o O o
27 ER 6 TR |27 EL 6 TR|[27 IR 6 TR| 27 IL TR| 23 | 27 | 27 5/8 6.0 e o O|eo
27 ER 7 TR |27 EL 7 TR|27 IR 7 TR| 27 IL TR| 22 | 26 | 27 5/8 7.0 ° O|e
27UER/L 8 TR 27UIR/L 8 TR 25 | 137 | 27U | 5/8U 8.0 ° O|e
27UER/L 9 TR 27UIR/L 9 TR 30 | 137 | 270 | 5/8U 9.0 ° O|e
*7UER/L 10 TR *7UIR/L10 TR 32 | 137 | 270 | 5/8U 100 | ® O|e
33UER/L 12TR 33UIR/L12TR 39 | 169 | 33U | 3/4U 120 | ® o
(7.9 w
S| D« |8
22 8|2
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
*
* | k| Kk
* | Kk *
*

** One cutting edge
*** To be used only with holder SIR/L0014M16UB
M Special holder is required or standard holder can be ammended by customer.
@ Special holder is required or standard holder can be ammended by customer
or to used with holders: SIR/L0012L16B; SIR/L0O014L16B.

 Only for Tr 40 x 7.0. To be used only with holder SIR/L0025522UB.

192

p.208

p.209

p.171

** OfHa pexyLlan KpoMKa
*** llcnonb3yeTca ToNbKo ¢ aepxaskoit SIR/L0014M16UB
() Heobxoanma cneumanbHas fjep>kaBka Uiy camoCcToATebHan fopaboTka

CTaHAAPTHOW AepPXKaBKM.

@ Heobxoguma crieyuanbHas AepxaBka, CaMmoCTonTeNbHan JOpaboTKa
CTaHAAPTHOM AeprkaBKku unmn gepxasku: SIR/L0012L16B; SIR/LO014L16B

®) TonbKo AnsA pe3bbbl Tr 40 x 7.0.




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

PG - DIN 40430

Internal

External

Designation/O603HavyeHne
Grades / CnnaBbl
External/BHewwnsas Internal/BHyTpeHHAA
w
TPI S5 |8
CTAHAOAPT CTAHAOAPT HUTOK/ZI0NM E 23| 2
(PG 7) 06 | 07 | 8 3/16 20 ° o
11 IR 18 PG (PG9) 08 | 09 | N 1/4 18 ° o
16 ER 20 PG (PG 7) 0.7 0.8 16 3/8 20 L4 O
16 ER 18 PG| (PG9,11,13.5,16) |16 IR 18 PG (PG 11,13.5,16) 0.8 0.9 16 3/8 18 L4 o
16 ER 16 PG| (PG 21,29,36,42,48)| 16 IR 16 PG| (PG 21, 29, 36,42,48)| 0.8 1.0 16 3/8 16 L4 o
Internal
0,26384P
In standard version side plates are large the corner is the main cutting by edge. If you
need other parameters specify this is ordering.
B CTaHAAPTHOM MCNOJIHEHUN NNAaCcTUH CTOPOHa C 6onblunm yrnoma Bnaetca rNaBHON
pexyluei KpomKoi. Ecniv Bam HEOOGXOAVMbI Apyriie NapameTpbl, yTOUHUTE 3TO B 3aKase.
External
External/BHewunss Internal/BHyTpeHHAs
16 ER 2 SAGE| 16 EL 2 SAGE| 1.1 | 16| 16 IR 2 SAGE| 16 IL 2 SAGE| 12 1.7 16 3/8 20 | ®|® O e@
22 ER 3 SAGE| 22 EL 3 SAGE| 15| 24| 22 IR 3 SAGE| 22 IL 3 SAGE| 19 29 22 1/2 30 | ®|® O e
22 ER 4 SAGE| 22 EL 4 SAGE| 19| 31| 22 IR 4 SAGE| 22 IL 4 SAGE| 23 35 22 1/2 40 |® | ® O | @
2.1 119 | 22U 1/2U %60 | ®| ® ) O | ®
* Special support plate required
* Heobxoguma crieymanbHas ornopHas nnactviHa AER 22U-1.5 SAGE 5/6, § E < 8
AEL 22U-1.5 SAGE 5/6, AIR 22U-1.5 SAGE 5/6, AIL 22U-1.5 SAGE 5/6. E g § 2
*
* %
* PA S
* | k| &
* |k *
*

p.208 p.209 p171 p- 205
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Round/Kpyrnasa pe3bba - DIN 405

R0,2385P
External

Grades / CnnaBbl
External/Buewwnas S—
2|2/ 8|8
16 ER 10 RD| 16 EL 10 RD| 1.1 1.2 | 16 IR 10 RD | 16IL 10 RD| 1.1 1.2 16 3/8 10 @ e O o
16 ER 8 RD| 16 EL 8 RD| 14 1.3 16 IR 8 RD|16IL 8 RD| 14 1.4 16 3/8 8 @ e O o
16 ER 6 RD| 16 EL 6 RD| 1.5 1.7 16 IR 6 RD|16IL 6 RD| 14 1.5 16 3/8 6 ® o O o
22 ER 6 RD| 22 EL 6 RD| 15 17 | 22 IR 6 RD|22IL 6 RD| 15 1.7 22 1/2 6 ® o O o
22 ER 4 RD| 22 EL 4 RD| 22 23 [ 22 IR 4 RD |22IL 4 RD| 22 23 22 1/2 4 ® o O o
27 ER 4 RD| 27 EL 4 RD| 22 23 [ 27 IR 4 RD |27IL 4 RD| 22 23 27 5/8 4 L Cle
Y
k A X
. | A
h
—
ilvpive > Q) O
R0,23851P EX-RH IN-RH F|—c’
R0,22104P External IN-LH EX LH U TYPE
External/BHewwnsas Internal/BHyTpeHHAA
I.C.
22 ER 4.0 RD 20400 22 IR 4.0 RD 20400 1.4 1.4 22 1/2 4.0 | e O o
22 ER 5.0 RD 20400 22 IR 50 RD 20400 1.7 1.8 22 1/2 5.0 b O|e
22 ER 6.0 RD 20400 22 IR 6.0 RD 20400 17 2.0 22 1/2 6.0 d O|e
3.4 13.7 27U 5/8U 100 | ® O e
* Same insert for Internal and External Right Hand Thread 9 E S
* OpHa 1 Ta e nnactuHa Ans BHYTPEHHEN 1 BHELLHEW Mpasoii pe3b6bl 2 2 g &
-9 = ==
*
M Stainless steel aust. - AycteHuTHas Hep. cTanb * | K
* PAY
* |k | K
* |k *
*

p.208 p-209 p.171 p. 205
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

UNJ UNJC, UNJF, UNJEF, UNJS

Internal

60°

R max 0,18042P
External

Designation/O603HaueHmne

External/ BHeuJHsm InternaI/BHyTpeHHﬂa Dimensions/Pazmepbi

Grades / CnnaBbl

n |2 o
X TPI S hlxg g
/4 36 e o O o
11 ER 32 UNJ| 11 EL 32 UNJ| 11 IR 32 UNJ|111IL 32 UNJ| 06 0.6 11 1/4 32 e o O o
11 ER 28 UNJ | 11 EL 28 UNJ| 11 IR 28 UNJ|111IL 28 UNJ| 06 | 06 | 11 1/4 28 e o O o
11 ER 24 UNJ| 11 EL 24 UNJ| 11 IR 24 UNJ|11IL 24 UNJ| 07 | 08 | 11 1/4 24 e o O o
11 ER 20 UNJ | 11 EL 20 UNJ| 11 IR 20 UNJ|111IL 20 UNJ| 08 | 09 | 11 1/4 20 e o O o
11 ER 18 UNJ| 11 EL 18 UNJ| 11 IR 18 UNJ|111IL 18 UNJ| 08 | 1.0 | 11 1/4 18 e o O o
11 ER 16 UNJ | 11 EL 16 UNJ| 11 IR 16 UNJ|111IL 16 UNJ| 08 | 1.0 | 11 1/4 16 e o O o
11 ER 14 UNJ| 11 EL 14 UNJ| 11 IR 14 UNJ|111IL 14 UNJ| 09 | 1.0 | 1 1/4 14 e o O o
06 | 06 | 16 3/8 48 e o O o
06 | 06 | 16 3/8 44 e o O o
06 | 06 | 16 3/8 40 e o O o
06 | 06 | 16 3/8 36 e o O o
16 ER 32 UNJ| 16 EL 32 UNJ| 16 IR 32 UNJ|161IL 32 UNJ| 06 | 06 | 16 | 3/8 32 e o O o
16 ER 28 UNJ| 16 EL 28 UNJ| 16 IR 28 UNJ| 16 IL 28 UNJ| 06 | 06 | 16 | 3/8 28 ® o O o
16 ER 24 UNJ| 16 EL 24 UNJ| 16 IR 24 UNJ|161IL 24 UNJ| 07 | 08 | 16 | 3/8 24 e o O o
16 ER 20 UNJ | 16 EL 20 UNJ| 16 IR 20 UNJ| 16 IL 20 UNJ| 08 | 09 | 16 | 3/8 20 e o O o
16 ER 18 UNJ| 16 EL 18 UNJ| 16 IR 18 UNJ|161IL 18 UNJ| 08 | 1.0 | 16 | 3/8 18 e o O o
16 ER 16 UNJ| 16 EL 16 UNJ| 16 IR 16 UNJ|161IL 16 UNJ| 08 | 1.0 | 16 | 3/8 16 e o O o
16 ER 14 UNJ| 16 EL 14 UNJ| 16 IR 14 UNJ|161IL 14 UNJ| 10 | 1.2 | 16 | 3/8 14 e o O |eo
16 ER 13 UNJ | 16 EL 13 UNJ 10 | 13 | 16 | 3/8 13 e o O o
16 ER 12 UNJ| 16 EL 12 UNJ| 16 IR 12 UNJ| 16 IL 12 UNJ| 1.1 14 | 16 | 3/8 12 e o O o
16 ER 11 UNJ| 16 EL 11 UNJ| 16 IR 11 UNJ|161IL 11 UNJ| 1.1 15 | 16 | 3/8 11 e o O o
16 ER 10 UNJ| 16 EL 10 UNJ| 16 IR 10 UNJ| 16 IL 10 UNJ| 1.1 15 | 16 | 3/8 10 e o O o
16 ER 9 UNJ|16 EL9 UNJ|16 IR 9 UNJ|161IL 9 UNJ| 1.2 16 | 16 | 3/8 9 e e O o
16 ER 8 UNJ|16 EL8 UNJ|16 IR 8 UNJ|161IL 8 UNJ| 1.2 16 | 16 | 3/8 8 e e O o
8 - 2
*
x| *
* Ph g
* | k| Kk
* |k *
*

p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

MJ - 150 5855

Internal

External

Grades / Cnnagbl

External/BHewnas Internal/BHyTpeHHaAs o
g b x| 8
2258
e o O | e
11 IR 125 MJ 0.8 0.9 11 174 | 125 ® @O e
1 R 15 M 0.8 10 11 1/4 15 ® e/ O e
11 IR 20 M 0.9 10 11 1/4 20 (®|® O e
16 ER 10 M 16 R 10 M 07 0.8 16 3/8 10 ®/ @O e
16 ER 125 MJ 16 IR 125 MJ 08 0.9 16 38 | 125 (®|e®|O e
16 ER 15 M 16 R 15 M 08 1.0 16 3/8 15 |®|®|O e
16 ER 20 M 16 IR 20 M 1.0 13 16 3/8 20 (®|® O e
o 3
2] o~
JHE

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* |2

X% | % | X% | % | > | PK3025
*

* ¢
* | %

Ve

p.208 p-209 p.171 p. 205
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Amepukanckas Buttress

Internal

EX-RH IN-RH EX-RH wnun IN-LH
Y - | Y,
| ’« IN-LH EX-LH
L

~ 3
Fxgia, o 1
L @ L
=
IMPORTANT NOTE:

In standard execution, the flank with the large angle is the leading edge. If otherwise required, please specify in your order.

BHUMAHWE!
B CTaHAAPTHOM NCAOSTHEHNN NNACTUH CTOPOHa C 60MbLINM Yrnom ABNAeTC rNaBHOW pe)Kyu.leVl KpOMKOI‘/‘I. Ecnv Bam Heobxoanmbl Apyrune napameTpbl, yTOYHUTE 3TO B 3aKase.

0,16316P
45

External

Grades / Cnnasbl
External/BHewnAn Internal/BHyTpeHHAs II. TPl .
I.C. | nutox/ (R=EE-NECEE
Y | L goim| poiv [ EAEEE-REE
11 ER 20 ABUT |11 EL 20 ABUT |11 IR 20 ABUT |11 IL 20 ABUT | 1.0 | 1.3 | 11 1/4 20 ® o O o
11 ER 16 ABUT |11 EL 16 ABUT |11 IR 16 ABUT |11 IL 16 ABUT | 1.0 | 1.5 | 11 1/4 16 ® o O o
16 ER 20 ABUT |16 EL 20 ABUT |16 IR 20 ABUT (16 IL 20 ABUT | 1.0 | 1.3 | 16 3/8 20 ® o O o
16 ER 16 ABUT [16 EL 16 ABUT |16 IR 16 ABUT |16 IL 16 ABUT | 1.0 | 1.5 | 16 | 3/8 16 ® o O o
16 ER 12 ABUT |16 EL 12 ABUT |16 IR 12 ABUT |16 IL 12 ABUT | 14 |20 | 16 | 3/8 12 ¢ o O o
16 ER 10 ABUT (16 EL 10 ABUT (16 IR 10 ABUT |16 IL 10 ABUT | 1.5 | 23 | 16 3/8 10 ® o O 6o
22 ER 8 ABUT |22 EL 8 ABUT |22 IR 8 ABUT |22 IL 8 ABUT |21 |33 22| 1/2 8 ® o O o
22 ER 6 ABUT |22 EL 6 ABUT |22 IR 6 ABUT |22 IL 6 ABUT |21 |34 |22]| 1/2 6 ® o O o
3.1 [11.7|27U | 5/8U 3 ° O|e
[nsa BbinonHeHNsa 60MbWMHCTBA PaboT TpebyeTcs onopHas niaacTuHa
{2 S
*
i St oty e, 4
* pAe
* | k| Kk
* x| %
*

p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

OIL Threads/Pe3b6a no HedTaHomy ctaHgapTy APl APl Round

Internal

External

Grades / Cnnasbl
External/BHewwHss InternaI/BHyTpeHHaﬂ -
.C. S h| < 8
7 nutok/monm (IR AR-AR-
16 ER 10 APIRD IR 10 APIRD 1.5 14 16 3/8 10 @ o O o
16 ER 8 APIRD 16 IR 8 APIRD 1.3 1.6 16 3/8 8 ® o O o
LY e
X
]
Multitooth =g
Oy
MHoro3y6ble nnacTuHbl N
IN-RH
EX-LH
Designation/O603HauyeHne ‘
External/BHewunas Internal/BHyTpeHHAA 1p| | No-ofteeth/
OnopHas OnopHas L. | HuTOK/ Kog—Bo
nnacTuHa nacTuHa AtOVM 3ybbes
22 ER 10APIRD 2M ES22M 22 IR 10APIRD 2M 1S22M 24 | 3.7 22 1/2 10 2 ® o O o
27 ER 10APIRD 3M ES27M 27 IR 10APIRD 3M I1S27M 38 | 6.2 | 27 5/8 10 3 L C|e
27 ER 8APIRD 2M ES27M 27 IR 8APIRD 2M I1S27M 3.0 | 45 27 5/8 8 2 ° OC|e
v | 0N
£ 288
*
M Stainless steel aust. - AycteHnTHasA HepX. CTanb * | &
* i
* |k |k
* | %k *
*

p.208 p-209 p.171 p. 205
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

OIL Threads/ Pe3b6a no HedtaHoMy cTanaapty APl Round

o . Internal
30° 30

9%-» 3“ —E—);ternal

C ti Grades / CnnaBbi
External/BHewHan | Internal/BHyTpeHHAA g

7. [¥s)
R
= 2 2 ¢

22 ER 5 API403 22 IR 5 API403 18 25| 22 | 172 3 5 23/8-41/2REG | ® Ol e

V-0.038R
Connection
External/BHewnaa | Internal/BHyTpeHHAs Tapernpe | TPl No. or Size
I.C. KoHycHOCTb HUTOK/ Homep coegnHeHna
LH X | Y | L |goim goiwdyr | goim Unn pasmep
27 ER 4 API382 27 IR 4 API382 21| 28| 27 | 5/8 2 4 NC23-NC50 o °
27 ER 4 API383 27 IR 4 API383 21|28 | 27 | 5/8 2 4 NC56-NC77 i O\ e

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* |

3% | X | X | X | X | PK3025
*

*

*

Vc

p.208 p.209 p171 p- 205
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HBIE MACTUHbI

OIL Threads/ Pe3b6a no HedtaHomy ctanaapty APl Round

Internal

30° 30°

e

IN-RH
External v
V-0.050
Cormaaion Grades / CnnaBbl
External/BHewnaa | Internal/BHyTpeHHAA g T o
Howmep coeanrerns ([R=IRTN ORI
2/2|8|8
nnu pasmep =Sl =222
27 ER 4 API502 27 IR 4  API502 20 |3.0| 27 | 5/8 65/8 REG 4 C|e
27 ER 4 API503 27 IR 4 API503 20 |3.0| 27 | 5/8 51/2,75/8,85/8REG | ® O|e

M Stainless steel aust.

p.208

p.209

- AycTeHuTHasa HepX. CTanb

p.171

Ve

p.205

MS1515
N20K
HS2020

* | X

% |2 6 Xt | | PK3025
*

*

* | %




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Extreme - Line Casing/ TpaneuenaanbHas pe3b0a Ana o0cagHbIxX Tpyo

Internal

Connection Grades / CnnaBbl

Taper/IPF No. or Size N °

KoHycHocTb S o= S

aonm/eyT = =2 2

22 ER 6 EL1.5 22 IR 6 EL1S5 19 | 1.9 | 22 1/2 1.50 6 5-75/8 b b
22 ER 6 EL1.25 22 IR 6 EL1.25 24 | 23 | 22 1/2 1.25 5 85/8-103/4 b b

Buttress Casing/ Buttress nna 06cagHbIx Tpy6

o a
External

External/BHewunas

Connection

Taper/IPF No. or Size
KoHycHocTb Homep coeanHeHus

Internal/BHyTpeHHAA

1 pasmep
22 ER 5 BUTO075 22 R 5 BUT075 2224|220 12 | 075 5 4,13, i i
22 ER 5 BUT1.0 22 R 5 BUT1.0 23 (24(22| 172 | 100 5 16-20 i i

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHUTHasA HepX. CTanb

* | X

% ¢ | | % || PK3025
*

*
* ¢

p.208 p.209 p171 p- 205
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THREADING INSERTS * PE3bBOHAPE3HBIE MIACTUHbI . umt

Recommended cutting speed (m/min) for thread turning inserts
PekomeHzaumum no CkopocTh pe3aHna (M/MIUH) Ana TokapHbIX pe3bb0BbIX MNACTUH

Grades /Cnnasbl
Cran- = a a
e Material ) Specifications S n i
so | ObpabatbiBaembiii maTepuan XapakTepuctukn & E 5 §
o= = o =
Annealed
<0.25%C 0TOXKEHHasA
™ Annealed
0.25%C 0TOXKEHHas
Non-Alloy Steel and Cast Steel, Free Cutting Steel
H 5 110-210 | 120-180
e/1erpoBaHHan u IUTENHAA CTanb, aBTOMaTHas CTalb <0.55%C Quenched & Tempered
: 3aKaneHHas v OTNyLeHHas
- Annealed
0.55%C 0T0XKEHHasA
Quenched & Tempered
3aKaneHHas 1 oTnyLleHHas
Annealed
0T0XKeHHasA
Hu3KonernpoBaHHas 1 nuTeiiHas cranb (MeHee 5% (nerupyowLnx 406aBoK 90-140 | 80-130
Quenched & Tempered
3aKaneHHas v OTNyLeHHas
Annealed
High Alloy Steel — | e
Hu3konernpoBaHHas n nuTeiiHas cTanb (MeHee 5% (nerupytowmx fo6aBok Quenched & Tempered
3aKaneHHas 1 oTMyLLeHHas
Pearlitic/Martensitic
(DeppuTHO-MapTeHCUTHAA
Stainless Steel =
Martensitic - . b
HepxxaBetoLaa n nuTeitHas cranb MaprencutHas 110-160 | 90-130 50-80
Austenitic
AycTeHuTHas
Ferritic/ Pearlitic
Cast Iron Nodu!ar (GGG) (eppiTHo-NEpMUTH I 120-150 | 100-130
BbicokonpouHbiii uyryH GGG Pearlitic / NlepnuTHbii
Grey Cast Iron (GGG) Ferritic / QepuTHblii
Cepblii uyryH GG Pearlitic / MepauTHbIlA 140-150 | 120-130
Malleable Cast Iron Ferritic / QeputHbli
KoBkuid uyryn Pearlitic / MepnuTHbi 110-140 | 100-130
PP Not Cureable
IA\lummlum Wrought Alloy P 700-1000 600-800
NOMIHNEBbIE CMJIaBbl, MOKOBKIA Cured/C oreepenns
_ " Not Cureable
Aiuminium-Cast Alloyed <=12%Si be3 otBepxzeHus 280-750 200-550
AntOMUHEBbIE CNABbI, OTANBKIA Cured/C otBepxaeHus
>12%Si High Temperature Maponpoutble
Free Cutting
Copper Alloys >1%Pb JlerkooGpabatbiBaemble
M Brass / NlatyHb 190-350 150-250
AL AIE Electrolytic Copper
IneKTpONUTUYECKAR Meflb
. Duroplastics,
Non Metalic Fiber Plastics 100-200
HemeTannbl Tepmopeak. N1acTMacca, BONOKHNTHI a
Hard Rubber / 360Hut
Fe based Annealed/OToxeHHble
High Temp.Alloys, Super Alloys Ha 0CHOBe Xene3a Cured /0TOXeHHble
Nior Co based Annealed/0ToxkeHHble 20-80 30-65 25-60
S | "KaponpouHble CrnaBbl, cynepcnnasbl Ha 0CHOBE HUKeNA n Cured /0TOXeHHblE
kobanbra Cast /Nutble
TP Alpha + Beta
itavtin Hloys Aloys Cured 3060 | 40-50 | 3545 | 3545
UITHOBbIE CNaBbl OtBepxaeHHble cnnagbl Alpha u Beta
Hardened 45-50 HRc
3akaneHHas 45-50 HRc
Hardened Steel Hardened 51-55 HRc
3aKaneHHas cTanb 3akaneHHas 51-55 HRc 30-60 40-50 35-45
Hardened 56-62 HRc
H 3aKarnenHan 56-62 HRc
Chilled Cas!: Iron Cast o 20-50 30-40 25.35
(076eneHHbIil uyryH
S;:;HIW“ Hardened /3akaneHHblii 20-40 20-30 15-25




. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Anvils / OnopHble nnacTuHbl

Thread Helix Angle
Yron nogbema pe3bobl

Pitch
A 4 3 2 ™
5 5
Tanf =
4 = 6 mtxD
Simplified formula
3 B 8 p=20P/D
25 10
5 1o Example:
15 16 D =30mm (1.18)
1' 04 P = 1.5mm (16TPI)
B = 20x15_
0.5 48 30

mm 10 20 30 40 50 60 75 Zameter

Standard and Slanted Anvils
OnopHble MNACTUHBI CTaHAAPTHBIE 1 € YIAIOM HAKNOHA

Toolholder Pockets have a built in 1.5° helix angle. This angle may be adjusted to /'ﬁ‘k‘ Hgﬁfﬁve i
better match the thread helix angle by simply changing the anvil.

Negative helix is usually used when threading RH thread with LH Holder or LH thread
with RH Holder.

2
Vi
f—
I

|
Y pepxkaBoK OMopHas MNOCKOCTb NOJ NNacTuHy pacnonaraetca nog yrnom 1,5°. [ina Toolholder

NOJly4YeHUA HYXKHOTO yrna noAbemMa pe3bbbl 3TOT Yron MOXeT ObiTb M3MEHEH MPOCTON * Insert/Pexywan nnactuHa
3aMeHOW OMOPHOW NAACTUHbI. ** Anvil/
OTpuruaTtenbHbIii yron nogbema Heobxogum npu obpaboTke Mpasoii (RH) pe3bbbl Jlesoii

(LH) neprakoit, nm6o Jlesoi (LH) pe3bbbl MpaBoi (RH) AepxaBKoi.




THREADING INSERTS  PE3bBOHAPE3HbBIE MTACTUHDI . umt

Number of passes and depth of cut per pass for multitooth insert
Yncno npoxof1oB v rybaHa pe3b0bl AnA MHOM03y0biX NAACTUH

Insert Size No. of Depth of Cut per pass
Pitchmm | Pasmep nnactuHbl NokofTeeth Ordering Code Passes My6viHa 0fHOro NPoxXoaa
LWar mm L I.C. (in) 3)%1;‘; 0O603HaueHne Yucno ; 5 3 4
(aroinm) NpoxofoB
1.00 16 3/8 3 16 ER 1.0 ISO 3M 2 0.38 | 0.25
1.50 16 3/8 2 16 ER 1.5 ISO 2M 3 0.42 | 030 | 0.20
IS0 1.50 22 172 3 22 ER 1.5 1SO 3M 2 055 | 037
External
BHewWHAs 2.00 22 12 2 22 ER 2.0 ISO 2M 3 057 | 040 | 0.28
2.00 22 1/2 3 22 ER 2.0 ISO 3M 2 076 | 0.4
3.00 27 5/8 2 27 ER 3.0 I1SO 2M 4 059 | 051 | 042 | 032
1.00 16 3/8 3 16 IR 1.0 1SO 3M 2 033 | 0.25
1.50 16 3/8 2 16 IR 1.5 1SO 2M 3 0.38 | 02 | 020
150 1.50 22 1/2 3 22 IR 1.5 1SO 3M 2 0.50 | 0.37
Internal
EI " 2.00 22 1/2 2 22 IR 2.0 1SO 2M 3 0.52 | 037 | 0.26
2.00 22 1/2 3 22 IR 2.0 ISO 3M 2 0.70 | 0.45
3.00 27 5/8 2 27 IR 3.0 ISO 2M 4 0.58 | 046 | 039 | 0.30
16 16 3/8 2 16 ER 16 UN 2M 3 0.44 | 031 | 0.22
UN 16 22 1/2 3 22 ER 16 UN 3M 2 058 | 0.39
External 12 22 1/2 2 22 ER 16 UN 3M 3 0.59 | 042 | 030
BHewHAn 12 22 1/2 3 22 ER 12 UN 2M 2 0.78 | 0.52
8 27 5/8 2 22 ER 12 UN 3M 4 0.62 | 0.54 | 045 | 0354
16 16 3/8 2 16 IR 16 UN 2M 3 0.42 | 028 | 0.22
UN 16 22 1/2 3 22 1R 16 UN 3M 2 0.55 | 037
Internal 12 22 1/2 2 22 1R 12 UN 2M 3 0.53 | 038 | 031
BHyTpeHHaa 12 22 12 3 221R 12 UN 3M 2 0.74 | 0.48
8 27 5/8 2 27 1R 8 UN 2M 4 0.63 | 050 | 0.40 | 030
Whitworth 14 16 3/8 2 16 ER 14 W 2M 3 0.52 | 037 | 027
2 14 22 12 3 22 ER14 W 3M 2 0.70 | 046
External
Bursopra 55° 11 2 172 2 22 ER11W2M 3 067 | 047 | 034
BHelwHAA
Whitworth 14 16 3/8 2 16 IR 14W 2M 3 052 | 037 | 027
. 14 22 1/2 3 22 IR14 W 3M 2 0.70 | 0.46
Internal
Butsopra 55° 11 2 12 2 22 IR11TW2M 2 067 | 047 | 034
BHyTpeHHAA
14 16 3/8 2 16 ER 14 NPT 2M 3
: ';"’T | 115 22 12 2 22 ER 11.5 NPT 2M 4 054 | 047 | 037 | 030
Xterna
BHewHss 11.5 27 5/8 3 27 ER 11.5 NPT 3M 4 0.76 | 054 | 038
8 27 5/8 2 27 ER 8 NPT 2M 4 0.81 | 0.60 | 0.55 | 0.45
14 16 3/8 2 16 IR 14 NPT 2M 3
| :‘PT | 115 22 172 2 22 IR 11.5 NPT 2M 4 054 | 047 | 037 | 030
nterna
Iy m——— 115 27 5/8 3 27 IR11.5 NPT 3M 4 0.76 | 054 | 038
8 27 5/8 2 27 IR 8 NPT 2M 4 0.81 | 0.60 | 055
API Round 10 22 1/2 2 22 ER 10 APIRD 2M 3 0.60 | 050 | 031 | 0.45
External 10 27 5/8 3 327 ER 10 APIRD 3M 2 1.00 | 0.41
BHeLuHAA 8 27 5/8 2 27 ER 8 APIRD 2M 3 0.80 | 0.60 | 0.41
API Round 10 22 12 2 22 IR10 APIRD 2M 3 0.60 | 0.50 | 031
Internal 10 27 5/8 3 27 IR10 APIRD 3M 2 1.00 | 041
BHyTpeHHsAs 8 27 5/8 2 27 IR8 APIRD 2M 3 0.80 | 0.60 | 0.41
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Number of threading passes selection for single point inserts
Yncno npoxoaoB AN 0aHo3y6bIX NAACTUH

Pitch: mm 0.5 0.8 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 6.0
LWar: TPI 48 32 24 20 16 14 12 10 8 6 4
Number of passes

3-6 4-7 4-9 6-10 5-11 9-12 6-13 7-15 8-17 10-20 | 11-22
Kon-Bo npoxogos

NOTES:

1. For most standard applications the middle of the range is a good starting point.
2. For most materials, the tougher the material, the higher the number of cutting passes you should select.
3. As a general rule of thumb, fewer passes are better than more speed.

Mpumeyanue:

1. Kak npaBuo, Hanbonee NoaXoAsALLMM ABAAETCA CpeAHEee 3HaYeHMe Yrcsia NPOXOAOB.
2. Kak npaBwuio, 4em NpoyHee matepuan, Tem 60sibLuee UiCSIo NPOXOL0B HEOOXOAMMO CAenaTh.
3. O6Lee NpaBwno: Nyylle CAenaTb MeHbLLEE YCIIO NMPOXOAO0B, YeM YBENNUNTb CKOPOCTb.

3aAHuUN yron pexyuien NAacTUHbl 0

w=ArcTan (Tan o. x Tan ¢)

o cEw o “
26° 26 5

W= 58 58 100 1.24 8 05 ¢$=10° forExternal holders

W= 88 8¢ 8.8 08 ¢=15° forinternal holders
£} a
Y7\ A\
20=60
ISO, UN Trapezoidal American Metric buttress thread
Partial profile 60° ACME Buttress (DIN513)
NPT STACME
1. In most thread forms internal P/8 4. Profiles of internal & external
and external threads have > = »P/4 threading inserts are precision
different depth and radii, thus ) K ‘ % ground to ensure accurate thread
tools are not interchangeable. B H > b/Q\ geometry when used in their
6ONbLINHCTBE Pe3b0, Y BHYTPEHHeN corresponding toolholders. Using
1 BHeLUHel pe3b0Obl pasHble BbICOTa screw nut internal inserts with an external
1 paguyc npodunsa, nosTomy holder will result in distortion
WNHCTPYMEHT BHELU. 1 BHYTP. He of angle and insert geometry.
B3alMO3aMeHAEMbINA. Mpodunu BHewWwHeN N BHYTPEHHel

NAACTUHbI C BICOKOTOYHOMN
3aTOYKol 0b6ecrneyrBaloT TOYHOCTb
reomeTpun pe3b6bl, Korga nnactuHbl
NCNOJIb3YyOTCA B COOTBETCTBYHOLWNX
AeprKaBKax. Mcnonb3oBaHune
BHyTpeHHeVI NAacTVHbI BO BHELLHEN

2. Thelnsertrelief angle of a
standard external toolholder is 4
10°; for an internal toolholder it is ﬂ
15¢. This 5° difference is to provide
additional necessary radial -

clearance.
Y cTaHZapTHbIX BHELUHUX ep>KaBOK AeprKkaBKe NprBefeT K NCKaXKeHNo
3aAHWi1 yron 10° a y BHyTPeHHUX YINI0B 1 FEOMETPUN MNACTUHBI.
15°.9Ta pa3HuLa B 5° Hy»Ha, 4ToObI 5. Insert and toolholder should
obecneynTb JOMNONHUTENIBHO always match. An IN-RH insert
HeobXOANMbIN paaranbHbIi 3a30p. must be used with an IN-RH

3.  Our built-in relief angles ensure toolholder.No mismatch is allowed.
automatic insert flank angle MnacTuHa BCerna AoMmxHa
clearance. COOTBETCTBOBATL AiepkaBke. B IN-RH

(BHyT.-MpaB.) fepaBKe fOMKHa
6bI1Tb IN-RH (BHyT.-[paB.) nnactuHa.
HecootBeTtctBre HE AOMYCTUMO!

Yron HaknoHa onopHO NIOCKOCTN
noA NnacTuHy 3afiaeT Heo6XOAVMBbIIA
3afHWI Yron pexyLien nnacTmHe.
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PekomeHpauuu no 3ameHe ONMOPHLIX NNACTUH

As can be seen from the chart, some Pitch to Diameter combinations require an anvil change. If change is required, use
AE anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
Kak noka3aHo Ha Anarpamme, KOM6I/IHaLI,I/IF| HEKOTOPbIX AaMEeTPOB 1 Laros Tpe6yeT 3aMeHy CTaHﬂapTHOIZ OI'IOpHOI;I NNacCTUHbI.

Pitch A Mpy Heo6xoAMMOCTU 3ameHbl, ucnosnb3yinte AE nnactvHbl ans EX-RH (BHew.-MpaB.) n IN-LH (BHyT.-JleB.) mepxaBok, n Al
TPIL_mm | nnactuHbl Ana IN-RH (BHyT.-MpaB.) n EX-LH (BHeww.-JleB.) AepxaBokK.
25| 10 - l | p ACME
9 holder ¥, STUB
required [/ &// /o2 A ACME
3| 8 SH/Z @
£y g A TRAPEZ (DIN 103)
35| 7 & éf ROUND (DIN 405)
4| 6 / Standard anvil
/ (supplied with
5 5 / toolholder)
6| 4 //
3.5
8| 3 / —
10| 25| [/ —
12| 2 L—1 [Change to anvil AE or Al+0.5° | —|
el N N A

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 075 1 125 150 2 2.50 3 4 5 Diameter

As can be seen from the chart, most applications do not require an anvil change. If change is required, use AE anvils for EX-RH

and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.

Kak nokasaHo Ha Avarpamme, GONbLUIMHCTBO CllyyaeB He TpebyeT 3amMeHbl OMOPHON NAacTVHbL. [pn HEOBXOAMMOCTY 3aMeHbl,
Pitch A ncnonb3yinte AE nnactunbl gna EX-RH (BHew.-MpaB..) n IN-LH (BHyT.-Jle.) aepxaBok,n Al nnactuHbl ana IN-RH (BHyT.-lMpas.) n EX-LH

JPI mm (BHelw.-J1eB.) nep>kaBoK.
2.
°| ‘ PARTIAL PROFILE
? [[Specia 60°PARTIAL
3| & Hrequred - :I:IOFILE 55°150
88 7 WHIT.
4] 6 NPT
5| 5 standard anvil BSPT
(supplied with
6| 4 / toolholder)
3.5
8 3 /
10| 25 /
12| 2
161 15
>

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch:  0.25 050 0.75 1 125 150 2 250 3 4 5 lameter

As can be seen from the chart, most applications require an anvil change. In most cases a negative anvil is required. Use AE
anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.

Kak nokasaHo Ha aviarpamme, 60bLUMHCTBO CllyyaeB TpebyeT 3aMeHbl ONOPHON NAACcTUHBI. Kak npaBuno, Heobxoarma oTpulatenibHas
onopHasa nnactunHa. Vicnonbsyinte AE nnactuHbl gna EX-RH (BHew.-MNpas.) n IN-LH (BHyT.-/leB.) gepxaBok, n Al nnactnHbl ana IN-RH

Pitch
TPl mm (BHyT.-MpaB.) n EX-LH (BHeLw.-J1eB.) fep>kaBoK.

25| 10 -

| Sercieg o AMERICAN
n It
9 Eplgmal /27 tookholder) — BUTTRESS
older :
3 | 8 | —Hrequired é"
as| 7 S SAGENGEWINDE
' Y (DIN513) Bad
4| 6
Before Anvil change
5| 5 Change to negative anvil AE or Al-1.5° -
Replacing the standard anvil with
an anvil with negative angle,
6 4 will eliminate side rubbing
3.5

8| 3

10| 25

12| 2

161 1.5 Fl

) x;aaiive anvil Correct

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 075 1 125 150 2 250 3 4 5 Diameter After Anvil Change
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-

STXN 90°

Reference

STXNR/L1212F16
STXNR/L1616 H16
STXN R/L 2020 K16
STXN R/L 2525 M16
STXN R/L 3232 P16
STXN R/L 2525 M22
STXN R/L 3232 P22
STXN R/L 4040 R22
STXN R/L 2525 M27
STXN R/L 3232 P27
STXN R/L 4040 R27
STXN R/L 5050 S27

©

h=h1 b
12 12
16 16
20 20
25 25
32 32
25 25
32 32
40 40
25 25
32 32
40 40
50 50

L1

80
100
125
150
170
150
170
200
150
170
200
250

"

fl.

J
=l LE

L2
L2 f Insert size
25 16 16 ER/L.. 0,100
25 20 16 ER/L.. 0,200
28 25 16 ER/L.. 0,400
28 32 16 ER/L.. 0,700
28 40 16 ER/L.. 1,050
34 32 22 ER/L.. 0,700
34 40 22 ER/L.. 1,300
34 50 22 ER/L.. 3,000
34 32 27 ER/L.. 0,700
34 40 27 ER/L.. 1,300
34 50 27 ER/L.. 3,000
34 60 27 ER/L.. 5,800

SA3T
SA3
SA3
SA3
SA3
SA4
SA4
SA4
SA5
SA5
SA5
SA5

5510
5510
5510
5510
5510
5520
5520
5520
5525
5525
5525
5525

YE3
YE3
YE3
YE3
YE3
YE4
YE4
YE4
YE5
YE5
YE5
YE5

Y3
YI3
YI3
Y3
YI3
Y4
Y4
Y14
Y15
Y15
Y15
YI5

SY3
SY3
SY3
SY3
SY3
SY4
SY4
SY4
SY5
SY5
SY5
SY5
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A
S e )

L2
L1
>
STXN 90°
Insert o R L

Reference D h h1 L1 L2 f A size Nm
STOKSTXNR/L11| 10 9 45 [ 125 | 16 7.3 13 | T1 NR/L.. | 0,070 | 1225 | 5507 - - - 0.9
ST6M STXNR/L 11| 16 15 75 | 150 | 25 89 | 16 | T1 NR/L.. | 0,200 | 1225 | 5507 - - - 0.9
S16M STXNR/L 16| 16 15 75 [ 150 | 30 [ 11,5| 20 | 16 NR/L.. | 0,200 | SN3 | 5510 - - - 2.0

S20Q STXN R/L 16| 20 18 | 9,0 | 180 | 35 | 13,4 | 24 | 16 NR/L.. | 0,400 | SA3T | 5510 | YI3 YE3 | SY3 | 2.0
S25RSTXNR/L16| 25 23 | 11,5| 200 | 40 | 16,3 | 29 | 16 NR/L.. | 0,700 | SA3 | 5510 | YI3 YE3 | SY3 | 2.0
S32SSTXNR/L16| 32 30 | 150|250 | 45 | 19,6 | 36 | 16 NR/L.. | 1,500 | SA3 | 5510 | YI3 YE3 | SY3 | 2.0
S40T STXNR/L 16| 40 37 | 185|300 | 50 |23,8| 44 | 16 NR/L.. | 2,850 | SA3 | 5510 | YI3 YE3 | SY3 | 2.0
S20Q STXN R/L 22| 20 18 | 9,0 | 180 | 35 | 156 | 27 | 22NR/L.. | 0,400 | SN4 | 5520 - - - 4.0
S25R STXNR/L22| 25 23 | 11,5| 200 | 40 | 17,2 | 32 | 22NR/L.. | 0,700 | SA4 | 5520 | Yl4 YE4 | SY4 | 40
S32SSTXNR/L 22| 32 30 [ 150 250 | 45 | 21,5| 39 | 22NR/L.. | 1,500 | SA4 | 5520 | YI4 YE4 | SY4 | 4.0
S40T STXN R/L22| 40 37 | 185|300 | 50 | 25,8 | 47 | 22NR/L.. | 2,850 | SA4 | 5520 | YI4 YE4 | SY4 | 4.0
S32SSTXNR/L 27| 32 30 | 150 250 | 45 | 22,4 | 40 | 27 NR/L.. | 1,500 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S40T STXN R/L 27| 40 37 | 185|300 | 50 | 26,4 | 48 | 27 NR/L.. | 2,850 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S50U STXN R/L 27| 50 47 | 235|350 | 60 |31,4| 58 | 27NR/L..| 5,200 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S60V STXNR/L 27| 60 57 | 285|400 | 60 |36,4 | 69 | 27 NR/L.. | 8550 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
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MILLING WITH CARBIDE INSERTS :
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TABLE OF CONTENTS / COOAEPXAHUE

Carbide mills
TeepaocnnaBHble ppesbl

Carbide drills
TeBepaocnnaBHble cBepna

Turning carbide inserts
TokapHble TBepAOCMIaBHblE NNACTUHDI

Toolholders for external turning
TokapHble Aep>KaBKy ANA HapyKHOM 06paboTKM

Toolholders for internal turning
TokapHble fep>aBKu ANA BHYTPEHHeN 06paboTKu

Grooving and parting of
KaHaBKa 1 oTpe3ka

Threading inserts
Pe3bb6oHape3Hble NacThHbI

Milling with carbide inserts
(Dpe3bl CO CMEHHbIMY TBEPAOCMIABHBIMY NIACTUHAMM

Alloy application
O6nacTb NPUMEHeHMA CNy1aBoB

Classification
Knaccudpukauyms

Shoulder milling cutters
®pe3bl AnA 06paboTKM Na30B 1 YCTYyMNoB

Shoulder milling cutters with APKT
NHCTpyMeHT ana o6paboTKy Na3oB 1 yCTynoB ¢ niactuHamu APKT

Face milling
Topuesble ¢pe3sbl

Milling with round inserts
Mpesbl ¢ KPYrNbiMM NAACTUHAMY

High feeds milling
®pe3bl AnA paboTbl Ha BICOKON nogave

coooooo(-JJHJHHHM]

Drills with carbide inserts
CBepra Co CMEHHbIMM NIACTUHAMM

—
—
N

N
-
w

216

218

226

242

250
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0 [N

j% Application g < § z g
Grades Is0 w5 01 05 10 15 20 25 30 35 40 45 50 E ; 3 L ; f
P3530M HC-P35 | €5 P .
HC-M30 | - | P /\‘ﬁ o
P30D HC-P30 C6 C °
HC-K25 | €2 ¢ o
HC-M25 - C o
P35M HC-P35 | €5 |C .
HC-M30 | - ¢ o
P35W HC-P35 c5 P °
HCM30 | - (P o
M135 HC-M35 | - | P .
M3540P HCM35 | - (P .
HC-P40 c5 P (/\\‘ o
M40P HC-M40 | - | P I .
HC-P40 | C5 P %/\‘\ o
M135GP HeM3s | - p L L] R
HC-P35 C5 P A/‘/‘\ o
K115 HC-K15 | €3 |C . .
HK115 HCK15 | €3 |¢C Ll | .
K120 HC-K20 | C2 [P .
N15K HW-N15 c3 w °
HW-K15 C3 W )/\‘\ o
SM35 HC-S35 | - o [ e .
HC-M35 | - ¢ M .
5135 Hes3s | - (C = .
H15K HC-H15 | - P S . .
HC-K15 - P /\‘\ o
CUTTING MATERIAL ® Main application
T - cermet O Extended application

C - with CVD coating
P - with PVD coating
W - without coating

Machining application types

MR

Strong cutting edge for general
steel applications and hard
conditions milling.

MS
Stable cutting edge for dedicated
exotic materials and titanium.

M-F
Sharp cutting edge for aluminium
and non-ferrous metal.

M-AF SCE

Sharp cutting edge for general Strong cutting edge for cast iron
stainless steel applications and for applications.

finishing in steels.

MS-S
Strong reinforced cutting
edge for hard material.
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Alloy description
OnucaHune cnnaBoB

P3530M HC-P35 | HC-M30
Specification: Composition: Co 9.0%; mixed carbides 4.0%; WC balance | Grain size: 1-1.5um | Hardness: HV1510 | Coating
specification: PVD (TiA)N + TiN; 4 um
Recommended application: First choice for dry machining of steels.
Cocras: Co 9.0 %; coefuHeHns kap6uaos 4.0 %; WC ocT. | pa3mep 3epHa: 1-1.5 um | TBepgocTtb: HV 1510 | cocTaB noKpbITUs:
PVD (TiAN +TiN; 4 um
PekomeHgaLun K npumeHeHuto: MepBbliii BbIGOP Ansi 06paboTku ctanm 6e3 COX
P30D HC-P30 | HC-K25 | HC-M25
Specification: Composition: Co 10.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1-2 um | Hardness: HV30 1400 | Coating
specification: CVD
TICN-ALO,
Recommended application: First choice for dry machining of steels at high cutting speeds.
Cocras: Co 10.5 %; coeanHeHna Kapbuaos 2.0 %; WC ocT. | pasmep 3epHa: 1-2 um | 1BepaocTb: HV30 1400 | cocTas noKpbITUA:
CVDTICN-AI203
PekomeHgauum K nprimeHeHuto: MepBbii Bbibop ana 06paboTky ctanm 6e3 COXK Ha BbICOKOW CKOPOCTN pe3aHuis.
P35W HC-P35 | HC-M30
Specification: Composition: Co 10.5 %; mixed carbide 2.0 %; WC balance | Grain size: 1-2 um | Hardness: HV30 1400 | Coating
specification: PVD TiAlTaN
Recommended application: Particularly suitable for the wet machining of steels.
Cocras: Co 10.5 %; coeanHeHva kapbupaos 2.0 %; WC ocT. | pasamep 3epHa: 1-2 um | TBepaocTb: HV30 1400 | coctas nokpbitvs: PVD
TIAITAN
PekomeHpaLmn K npuMeHeHMIo:
OT1nnyHo nogonaeT Ana ob6pabotku ctanm ¢ COXK
P35M HC-P35 | HC-M30
Specification: Composition: Co 12.5%; mixed carbides 2.0%; WC balance | Grain size: fine Hardness: HV30 1380 | Coating
specification: CVD TiCN-AI203 +TiN; 7 um
Recommended application: Milling Grade designed for Alloyed Steel cutting.
Cocras: Co 12.5%; coepvHeHua kapouaos 2.0 %; WC ocT. | pa3mep 3epHa: 0,8-1,3 pm | 1BepgocTb: HV30 1380 | cocTaB noKpbITUs:
CVDTIiCN-AI203 +TiN; 7 pm
PekomMeHpaLmn K npuMeHeHMIo:
MpeaHasHaueH gna 06paboTKy NErMpoBaHHOW CTan
M135 HC-M35 | HC-P35
Specification: Composition: Co 11 %; other 0.75 %; WC balance | Grain size: 0.5-0.8 pm | Hardness: HV30 1500 | Coating
specification: PVD TiAlTaN
Recommended application: The first choice for the machining of authentic steels.
CocTas: Co 11 %; npouee 0,75%; WC ocT. | pasmep 3epHa: 0,5-0,8 um | TBepgocTb: HV30 1500 | coctas nokpbitvis: PVD TiAlTaN
PekomMeHpaLmn K npUMeHeHUIo:
lMNepBblili BbIGOP A1 06PabOTKM ayCTEHUTHOW CTanu.
M3540P HC-M40 | HC-P40
Specification: Composition: Co 12.5 %; mixed carbide 2.0 %; WC balance | Grain size: 1 pm | Hardness: HV 1380 | Coating
specification: PVD (TiA)N; 4 um
Recommended application: Particularly suitable for the machining of stainless steels.v
Coctas: Co 12.5 %; coeanHeHMa Kapbmaos 2.0%; WC ocT. | pasmep 3epHa: 1 pm | TBepaocTb: HV30 1380 | cocTas nokpbitus: PVD (TiA)
N; 4 pm
PekomMeHpaLmn K MpUMeHEHUIO:
[InA 06paboTKM HepXKaBeloLLell CTau.
M40P HC-M40 | HC-P40

Specification: Composition: Co 12.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1 pm | Hardness: HV30 1380 | Coating
specification: PVD TiAlTaN

Recommended application: The first choice for the machining of austenitic steels.

Cocras: Co 12.5 %; coeanHeHIs Kapbraos 2.0%; WC ocT. | pasmep 3epHa: 1 um | TBepaocTb: HV30 1380 | cocTas nokpbitus: PVD
TiAlITaN

PekomeHgaLum K NprYiMeHeHuo:

MepBbiii BbIGOP [ 06PabOTKMN ayCTEHUTHOM CTanW.
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M135GP HC-M35 | HC-P35

Specification: Composition: Co 10.0 %; other 1.5 %; rest TC | Grain size: coarse | Hardness: HV30 1330 | Layer system: PVD
TiAlITaN

Recommended application: Particularly suitable for the machining of high-alloy steels (austenitic).

Cocras: Co 10.0 %; npouee 1.5%; npoune TC | pasmep 3epHa: 2,5-6,0 um | TBepgocTb: HV30 1330 | cocTas nokpbitus: PYD
TiAlITaN

PekomeHpaLmn K npumeHeHuto: MpefHo3HaueH Ansa 06paboTKM BbICOKONErMpOBaHHOM CTanu. (ayCTeHUTHOW)

K115 HC-K15

Specification: Composition: Co 6.0 %; mixed carbide 2.0 %; WC balance | Grain size: 1 pm | Hardness: HV 1630 | Coating
specification: CVD Ti(C,N) + Al203; 5 um

Recommended application: First choice for the machining of cast iron.

Cocras: Co 6.0 %; coevHeHuA Kapbuaos 2.0%; WC ocT. | pasmep 3epHa: 1 um | 1BepgocTb: HV30 1630 | coctas nokpbitua: CVD
Ti(CN) + Al203; 5 ym

PekomeHfaumMy K NpyMeHeHMo:

lNepBbiii BbIGOP ANA 06PabOTKM UyryHa.

HK115 HC-K15

Specification: Composition: Co 6.0 %; mixed carbides 2.0 %; WC balance | Grain size: 1 um | Hardness: HV30 1600 | Coating
specification: CVD TiN, MT-TiCN; Al203

Recommended application: The first choice for the machining of cast iron at high cutting spreeds.

CocTag: Co 6.0 %; coeavHeHua kapouaos 2.0%; WC ocT. | pasmep 3epHa: 1 um | TBepaocTb: HV30 1600 | coctas nokpbitua: CVD TN,
MT-TiCN; Al203

PekomeH[aLmM K NpriMeHeHuto:

MepBbiii BbIGOP 518 06pabOTKM UyryHa Npu BbICOKMX CKOPOCTAX Pe3aHus.

K120 HC-K20

Specification: Composition: Co 6.0 %; mixed carbides 2.0%, WC balance | Grain size: 1 pm | Hardness: HV30 1630 | Coating
specification: PVD TiAlTaN

Recommended application: Optimal for the machining of high-tensile cast icon materials when toughness is required.
Cocrag: Co 6.0 %; coeayHeHus kapbuaos 2.0%; WC ocT. | paamep 3epHa: 1 um | TBepaocTb: HV30 1630 | cocTtas nokpbitus: PVD
TiAITaN

PekomeHpaLwn K NprMeHeHwo:

OnTyMarnbHbIN CrnaB AnA 06paboTKM UyryHoOB, rae TpebyeTca NPOYHOCTb

N15K HW-N15 | HW-K15

Specification: Composition: Co 6.0 %; WC balance | Grain size: 1 um | Hardness: HV30 1630 | without coating

Recommended application:

The uncoated carbide grade for the machining of aluminium. It's an high wear and high heat resistant carbide with a low tendency
to adhesion.

CocTas: Co 6.0 %; WC ocT. | pa3mep 3epHa: T um | TBepgocTb: HV30 1630 | 6e3 nokpbITyis

PekomeHpaLwn K NprMeHeHwo:

CninaB ana 06paboTKM KapOMPOUHBIX CTasel 1 CniaBbl HA OCHOBE Xefe3a

SM35 HC-S35 | HC-M35

Specification: Composition: 10.0 % binder; WC balance | Grain size: 2 pm | Hardness: HV30 1330 | Coating specification: CVD TiCN-
Al203 multi-layer

Recommended application: Particularly suitable for the machining of heat-resistant steels and iron-based alloys.

Coctas: 10.0 % cBnzka; WC ocT. | pasmep 3epHa: 2 pm | TBepgocTtb: HV30 1330 | coctas nokpbiTvis: CVD TICN-AI203 mynbTu-cioi
PekomeH[aLmM K NpYMEHEHMIO:

CnnaB ana 06paboTKy XapornpoyHbIX CMIaBOB Ha OCHOBE Xere3a.

S135 HC-S35

Specification: Composition: Co 10.0 %; WC balance | Grain size: 2 um | Hardness: HV 1330 | Coating specification: CVDTiN +TiB2; 4 um
Recommended application:

Recommended for the machining of titanium materials.

Cocras: Co 10.0 %; WC ocT. | pasmep 3epHa: 2 um | TBepgoctb: HV 1330 | coctas nokpbitusa: CVD TiN +TiB2; 4 um

PekomeHfaumMn K NprMeHeHMo:

Cnnas ana 06paboTKy TUTAHOBbIX CM/1IABOB.

H15K HC-H15 | HC-K15

Specification:

Composition: Co 12.0 %; WC balance | Grain size: 4 um | Hardness: HV 1730 | Coating specification: PVD (TiA)N; 4 pm
Recommended application:

Particularly suitable for the machining of hardened steels.

CocTas: Co 12.0 %; WC ocT. | pa3mep 3epHa: 4 um | 1BepaocTb: HV 1730 | coctas nokpbitus: PVD (TIAN; 4 um
PekomeHpaLWn K NprMeHeHwo:

Cnnas ana 06paboTKy 3aKaneHHbIX CTanei
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The series of tool Description Application
CepuA NHCTPYMEHTa OnuncaHue O6nacTb NPUMEHEHUs

Shouldering 3 x 90°

SM5000... TOKX07 220-63
TOKX09 g @ g @
Shouldering 2 x 90° Page 226
M550 ouldering 2 x Page 230
o APKT 10 @50-160 @ g @
APKT / APHT 16
\ : o
‘ Shouldering 4 x 90
a widering £ x Page 224
SM5010... Ej SDKT 09 @25-80 @ @ g
{7: SDKT 12
Shouldering 4 x 90° @ @ @ Page 220
SM5006... LNKU 12 @50-80
Shouldering 4 x 90° Page 222
SM5060... LNMX 12 D =
Shouldering 2 x 90° Page 234
SM55505K... APKT / APHT 16 05080 | P @ g
Shouldering 3 x 90° Page 236
SM5005... TPKN /TPKR 16 @25-250 g @ g Page 240
TPKN / TPKR 22
Face milling 6 x 45°
HPKT 06 Page 242
FM1000.... HOKT 06 ©40-125
HOCT 06




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCN/TABHbIMU NIACTUHAMU . umt
The series of tool Description Application
Cepua MHCTPYMEHTa OnwncaHne O6nactb NpUMeHeHMs

Face milling 8 x 45° Page 244
SOKU 12 ° vi-160 | P B P

SOKU 15

FM1080....

Face milling 12 x 45° Page 248

HNKU 08 @40-125 @ @ g

HOKU 08

FM1022...

Form milling

RPMX 10/12
RDHX 10/12

AP 1012 Ey = 7
RDHW 10/12 . ©20-125

RPMX 16 4 @ Q éf
RDHX 16

RPHX 16
RDHW 16

Page 250

P3000...

Page 256

FM1088...

3

Form milling
RNKU 12/16 ° ©160-500 @
ROHU 12/16

High feed cutting
XPLT 07 @
XDLX 10 F1663

XDLT 10 Q

XOLT 13

Page 258

=7

HF9000...

§4
4k

Page 246

Face milling 8 x 88°
SNMX 12 oso250 | P g

FM1090...

. f==LJ . Face milling 4 x 45° @4‘ Page 260
FM1200... P @ osos0| P

J o) I o SEKR 15

Page 262

Face milling 4 x 75° o
FM1202.... SPKN 12 0 @40-500 @ &

SPKR 12
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. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHbIMU MNACTUHAMMU

a1 1 2 h d dA a ‘
Art./ Apt. (mm) (mm) (mm) (mm) (mm) (mm) (mm) z
SM5000.20.07.25.077.3 20 77 25 - - 20 3 TOKX 07 24645
SM5000.25.07.34.090.4 25 90 34 - - 25 4 TOKX 07 24645
SM5000.32.07.40.102.5 32 102 40 - - 32 5 TOKX 07 24645
5
SM5000G.20.07.052.M10.3 20 - - 52 18 M10 3 TOKX 07 24645
SM5000G.25.07.057.M12.4 25 - - 57 21 M12 4 TOKX 07 24645
SM5000G.32.07.063.M16.5 32 - - 63 29 M16 5 TOKX 07 24645
SM5000.32.09.40.102.3 32 102 40 - - 32 3 77613
TOKX09
SM5000AT.40.09.16.4 40 - - 40 38 16 4 77613
8
SM5000AT.50.09.22.5 50 = = 40 43 22 5 77613
TOKX09
SM5000AT.63.09.22.6 63 - - 40 48 22 6 77613

- O
7 7

B%

&=y




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

o o | o o o/ 0| O
o 0| O e | o o o [
Ny o e o | e O o
°
o | o
°
. s ] = o o
d i n Slal=lz2 28| 352 w2 o|lx|m -
s r mlo|in|n | 2 0 Q|2 =g |80 2 m | B
Art./ Apr. (mm) (mm) (mm) (mm) (mm) 2|22 s|2| S| s|ls|E|lsl2|53 & =
TOKX 070305PDER MR 59 [3.15] 05 | 28 | 1 o o
TOKX 070305PDER M-AF 59 |315| 05 |28 | 1 [ )
TOKX 070308PDER MR 59 315/ 08 | 28 | 1 [ °
TOKX 070308PDER M-AF 59 315/ 08 | 28 | 1 [] )
TOKX 09T308PDER MR 9.525/ 38|08 |34 |15 [ °
TOKX 09T308PDER M-AF  |9.525| 3,8 | 0,8 | 3,4 | 1,5 [ [
TOKX 09T312PDER MR 9525/ 38|12 ]34 |15 [ °
TOKX 09T312PDER M-AF  |9.525| 3,8 | 1,2 | 3,4 |1,5 L] L]
TOKX 09T316PDER MR 9525/ 38|16 |34 |15 L] °
TOKX 09T316PDER M-AF  |9.525| 3,8 | 1,6 | 34 |15 o °
= = S n
Material ngE§§§§.ﬁ§sﬁng~,ﬁ
06pabaTbiBaemble MaTepuanbl B &8 2|2 2 =S|2 2\ =|g g =253 5 =
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskoneruposaxHas ctanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - JlernposaHHas ctanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHcuTHas Hep». CTanb 200-240 140-60 130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas Hep. cTanb 180-230 120-60 120-60 140-60 150-60
Hig. temp. alloy - XaponpouHble cnnasbl 200-320 50-40
Titanium - TutaHoBble crnasbi 400-1050 50-40
TOKX07 TOKX09
E o E o
E s E s TOKX09 >
o o Bl
s 7 S c 7 | TOKX07 S~
6 N 6 :
5 - 5 :
4 N ] 4 :
3 - 3 !
2 2 !
Y |
1 ! :‘g =< 1 :
0 [ = 0 4
0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.08 0.165 0.25
f,(mm) f,(mm)
Chipbreaker
Onucanue CTPYXXKONoOmMOB
MR

Strong cutting edge for general steel applications and hard conditions milling.
YcuneHHas pexyLian KpomKa AnA 06paboTku Bcex BUAOB cTaneii. Moaxoaut
AnA GppesepoBaHnA B TAXKENbIX YCIOBUAX.

M-AF

Sharp cutting edge for general stainless steel applications and for finishing in
steels.

OcTpas pexyLias KpoMKa AJiA Nony4rcToBoli 06paboTku Hep)KaBetoLen
cTanu. Yucroeas o6paboTKa cTanm.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHbIMU MNACTUHAMMU

oD d 1A h dA a *
Art./Apt. (mm) (mm) (mm) (mm) (mm) (mm) z
SM5006.50.12.22.5 50 43 20 40.44* - 22 5 LOKU/LNKU 11042274
SM5006.63.12.22.6** 63 48 21 40.44* - 22 12 6 LOKU/LNKU 11042274
SM5006.80.12.27.7** 80 58 22 50.44* - 27 7 LOKU/LNKU 11042274

“—y M) 55 »

* with LOKU insert/ ¢ nnactuHamun LOKU
**0n request / no 3anpocy



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

L T Y o|lo0| O
M O O0| O e o o o ()
fo) e o o O o
°
o | o
°
= S S n
d s r a1 N 1 x RS EE|R 2| g Az g5 2|8 =
Art./ Apr. (mm) (mm) (mm) (mm) (mm)(mm) [°] Pl sE| 2 S s E|Es=23 A=
LNKU 120608 MR 15.27/6.78 | 0.8 | 44 |2.84/ 10 | - o o
LNKU 120608 SCE 15.27/6.78| 0.8 | 44 |2.84/ 10 | - o
LNKU 120608 M-AF 15.27/6.78| 0.8 | 44 |2.84/ 10 | - )
LOKU 120608 M-AF 15.86/6.87| 0.8 | 44 257/10| 5 [
LOKU 120608 MS 15.86/ 6.87 | 0.8 | 44 257/ 10| 5 o | O
= S S .
Material mgﬁ§£§§§.ﬁ§sﬁ:mﬁ
06pabatbiBaeMble MaTepuanbl B 222 2sE2 S| s|lg|F|ls =23 nlx=
Not alloy steel - HenernpogasaHHas ctanb 125-300 1220-85220-80 1200-60 180-75
Low alloy steel - HuskonernposaHHas ctanb 180-350 185-70185-60 150-60 140-60
Alloy steel - JlernposaHHas cTanb 200325 150'5%40'50 140-60 140-60
Stainless steel mart - MapTeHCUTHaA HepX. CTarb 200-240 140-60130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas Hep. CTab 180-230 120-60120-60 140-60 150-60
Hig. temp. alloy - KaponpouHbie cnnasbl 200-320 50-40
Titanium - TuTaHoBble CNNaBbl 400-1050 50-40
t
£ T 16
= 14 £ 14
12 T‘f- 12
10 AN 10
8 8
. . LNKU 12/ LOKU/12
4 4
2 — 2
0 ‘ 0
0.00 0.10 0.20 0.30 0.40 0.05 0.178 0.305
fe mm) fi,. mm)
Chipbreaker
OnucaHue CTPYXKKONomoB
MR SCE
Strong cutting edge for general steel applications and ) . L
hard conditions milling. Strong cutting edge for cast ironapplications.
YcuneHHas pexkywiasa KpoMKa gnsa o6paboTku Bcex YeunenHan pexyuian Kpomka Ans 06paotku
BuAOB cTaneii. Moaxoaut ans ¢ppesepoBaHunn B YyryHos.
TAXKENbIX YCNOBUAX.
M-AF
Sharp cutting edge for general stainless steel Ms . . .
applications and for finishing in steels. Stable cutting edge for dedicated exotic
OcTpas pexyLlas KpoMKa Ans NoNy4YncToBoi materials and titanium.
06paboTKN HepXKaBeloweii ctann. Yncrosas Monyuncrosas 06paGoTka xaponpouHbIX
o6pa6otka cranu. CNNaBoB 1 TUTaHa.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

oD 0d oD1 H h Z 150 *
Art./ Apt. (mm) (mm) (mm) (mm) (mm) (mm) kg Nm 6462
S5060AT.50.22.5 50 22 42 40 12 5 0,30 | 3,8+5,0 A VBSF10
S5060AT.50.22.6 50 22 42 40 12 5 0,29 | 3,8+5,0 A VBSF10
S5060AT.63.22.6 63 22 48 40 12 6 0,51 | 3,8+5,0 A VBSF10
S5060AT.63.22.8 63 22 48 40 12 8 0,50 | 3,8+5,0 A VBSF10
S5060AT.80.27.7 80 27 60 50 12 7 1,00 | 3,8+5,0 A AL 12x35
S5060AT.80.27.10 80 27 60 50 12 10 1,00 | 3,8+5,0 A AL 12x35
1313 1240P | 5615P

S5060AT.100.32.9 100 32 80 50 12 9 1,66 | 3,8+5,0 A AL 16x35
S5060AT.100.32.13 100 32 80 50 12 13 1,64 | 3,8+50 A AL 16x35
S5060AT.125.40.11 125 40 95 63 12 11 320 | 3,8+50 | A-B AL 20x45
S5060AT.125.40.17 125 40 95 63 12 17 3,17 | 3,8+5,0 A-B AL 20x45
S5060AT.160.40.12 160 40 115 63 12 12 4,00 | 3,8+50 | CD -
S5060AT.160.40.19 160 40 115 63 12 19 3,98 | 3,8+5,0 cD -

) s



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

o o |0 o o|lo0| O
M| O| O O O e o o o )
fo) e e |0 | O o
°
o | o
°
s S o ] n
d s r d1 1 a alge|E |8 4 E S e |8 E é 0 E
Art./ Apr. (mm) (mm) (mm) (mm) (mm) [] fle|lal8|lslsl=s|=sE|lxlEl=z|F| K=
LNMX 131308 MR 13.0| 70 | 0.8 | 46 | 13| - e o
LNMX 131308 SCE 130 70 | 08 | 46 | 13| -
) s S o ] n
Material mgﬁaé’ﬁsﬁﬁiﬁ?émﬁ
06pabatbiBaemble MaTepuanbl HB a2 a =|=|=|=s|E\ | &\ =5 |5|=x
Not alloy steel - HenernposasaHHas cTanb 125-300 20 | 220 230
Low alloy steel - HuskonermposaxHas ctanb 180-350 190 | 180 180
Alloy steel - JlernposaHHas cTanb 200325 170 | 180 160
Stainless steel mart - MapTeHcUTHas Hep». CTanb 200-240 120 120
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 100 | 90
Grey cast iron - Cepbiil UyryH 200-320 220 280
Spheroidal - CyryH c waposuaHbIM rpaduTom 400-1050 180 260
B 3
E E 16
%
© 14 = © 14
(pm) 12
10 10
8 8
S\
: : LNMX 13...
4 4
2 2
0 V]
0.00 0.15 0.20 0.40 0.50 0.15 0.20 0.50
fz fz(mm)

Chipbreaker
Onucanme CTPYXKONOMOB

MR

Strong cutting edge for general steel applications and hard
conditions milling.

YcuneHHas pexylias KpomKa Ans o6paboTkm Bcex BUJoB
ctaneii. MoaxoanTt ansa ¢pesepoBaHmNaA B TAXKENbIX YCIOBUAX.

SCE

Strong cutting edge for cast ironapplications.
YcuneHHas pexkylias KpomKa ana o6paboTkm
UyryHoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5010... SM5010AT... SM5010G...
d1 n 12 h d dA a *
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm)

SM5010.25.009.32.088.3 25 88 32 = = 25 77613
SM5010.32.009.40.100.4 32 100 40 - - 32 77613
SM5010G.25.09.M12.3 25 - 35 - - 12.5 77613
SM5010G.32.09.M16.4 32 - 40 - - 17 S 09.. 77613
SM5010AT.40.009.16.5 40 - - 40 38 16 ° 77613
SM5010AT.50.009.22.6 50 - - 40 43 22 77613
SM5010AT.63.009.22.7 63 - - 40 48 22 77613
SM5010AT.80.009.27.9 80 - - 50 58 27 77613
SM5010.032.12.40.100.3 32 100 40 - o 32 11037484
SM5010AT.040.12.16.4 40 - - 40 38 16 1345432
SM5010AT.050.12.22.5 50 - - 40 43 22 " 512 1345432
SM5010AT.063.12.22.6 63 - - 40 48 22 1345432
SM5010AT.080.12.27.7 80 - - 50 58 27 1345432

ey

B&‘
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o | o o | o 0| 0O
o | O e | o o o °
o ° [ ] (] o
[ ]
L] (]
H °
3 =] S “n
d s r @m0 X Rlg = 2 A2 & AL S| B 3|g B
Art./Apr. (mm) (mm) (mm) mm) mm) m) | () & | 2|2 | 2 S| 2|2 | S| S| F| |23 &=
SDKT 09T308SR MR 9 | 397/08 |34 |25 9 15 ® [}
SDKT 09T308SR M-AF 9 | 397/08 |34 |25 9 15 ® e | o
SDKT 09T308SR SCE 9 | 397/08 |34 |25 9 15 [}
SDHT 09T308FR M-F 9 | 397/08 |34 |25 9 15 [}
SDKT 120508SR MR 123| 5 (08 (47|25 |123| 15 ® [}
SDKT 120508SR M-AF 123| 5 |08 (47 |25]123| 15 ® e | o
SDKT 120508SR SCE 123| 5 |08 (47|25 ]123| 15 o
SDHT 120508FR M-F 123 5 |08 47|25 |123| 15 [}
. 2 ] & n
Material ala| s 8 2 § § || e c| E é 0 ;
06pabatbiBaemble MaTepuanb B & 2| & & | =s|= =|=|&| | & |=2|&|&| =
Not alloy steel - HenernposaBaHHas cTanb 125-300 22085 220-80 200-60 180-75
Low alloy steel - HuskonernpoBaHHas ctanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - NlernposaHHas cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHcuTHas HepX. cTanb 200-240 140-60 130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 120-60 120-60 140-60 150-60
Cast iron- YyryH 180-250 320-100
Aluminium - AnloM1HVEBbIE CMNaBbl 60-130 <2000
Hig. temp. alloy - aponpouHble cnnasbl 200-320 50-40 | 75-25
Titanium - TutaHoBble CNNaBbl 400-1050 50-40 | 75-25
SDKTO09 SDKT12
12 I 12
£ 10 T— £ 10 e e
£ SEELNE W NEAN E SDKT12 o
mn. \\ AN mn. = ~
8 L 8 SDKT09
N ANAN \
N Q)
6 jri ! \\ X AN 6
&) \ N S
4 RIS AR NS 4
[\ NN O
2 [ S NS NS 2
[ l I \ \
0 ‘ i ‘ ‘ \ 0
0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.35 0.40 0.04 0.195 0.35
f, (mm) f,(mm)
Chipbreaker
Onucanue CTPYXKoJIoMmOB
SCE MR

Strong cutting edge for cast ironapplications.
YcuneHHas pexyLian KpoMKa Ana o6paboTku
YyryHOB.

M-F

Sharp cutting edge for aluminium

and non-ferrous metal.

OcTpas pexylyas Kpomka ans o6paboTku
anioMUHNA N HEMEeTalIoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn

Strong cutting edge for general steel applications
and hard conditions milling.

YcnneHHas pexyluas KpoMKa ansa o6paboTkum
BCex BUaoB ctanei. Moaxogut gna
dpesepoBaHNA B TAXKEIbIX YCIIOBUAX.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexylasa KpoMKa s nony4ncroBoi
06paboTKM HepKaBeloLweli cTanu. YucroBas
obpaboTKa cTanu.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5500... SM5500L... SM5500W... SM5500...M SM5500AT...
oD | 12 13 d d1 a é
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) M (mm) z

SM5500.010.10.25.110.1 10 110 25 = 16 = = 1 AP..1003.. 1425
SM5500.012.10.25.110.1 12 110 25 - 16 - - 1 AP..1003.. 1425
SM5500.014.10.25.110.1 14 110 25 = 16 = = 1 AP..1003.. 1425
SM5500.016.10.25.110.2 16 110 25 - 20 - - 2 AP..1003.. 1425
SM5500.018.10.30.110.2 18 110 30 = 20 = - 9 2 AP.. 1003.. 1225
SM5500.020.10.30.125.3 20 125 30 - 20 - - 3 AP..1003.. 1225
SM5500.022.10.30.125.3 22 125 30 = 20 = = 3 AP.. 1003.. 1225
SM5500.025.10.30.125.4 25 125 30 - 25 - - 4 AP.. 1003.. 1225
SM5500.028.10.30.125.4 28 125 30 = 25 - - 4 AP..1003.. 1225
SM5500L.016.10.25.175.2 16 175 25 - 20 - - 2 AP..1003.. 1425
SM5500L.020.10.30.200.3 20 200 30 = 20 = = ° 3 AP..1003.. 1425
SM5500W.012.10.25.090.1 12 90 25 - 16 - - 1 AP..1003.. 1225
SM5500W.016.10.25.090.2 16 90 25 = 20 = = 2 AP.. 1003.. 1425
SM5500W.020.10.30.090.3 20 95 30 - 20 - - ’ 3 AP..1003.. 1225
SM5500W.025.10.30.090.4 25 95 30 = 25 = = 4 AP.. 1003.. 1225
SM5500.016.10.23.M8.2 16 23 - - - 8,5 M8 2 AP..1003.. 1425
SM5500.020.10.30.M10.3 20 30 o ® @ 10,5 M10 9 3 AP.. 1003.. 1225
SM5500.025.10.35.M12.3 25 35 - - - 12,5 M12 3 AP..1003.. 1225
SM5500AT.032.10.16.5 32 40 = 18 16 = = 5 AP.. 1003.. 1225
SM5500AT.040.10.16.6 40 40 - 18 16 - - 6 AP.. 1003.. 1225
SM5500AT.050.10.22.7 50 40 = 20 22 = = ° 7 AP..1003.. 1225
SM5500AT.063.10.22.9 63 50 - 20 22 - - 9 AP.. 1003.. 1225

Modification of

cutter bodies

*To install insert with a large radius,
itis necessary to make revision of the
seat insert on the cutter body.

*[INA yCTaHOBKM MIACTUH C 60bLWNM
papnycom, HeobxoArMO cAenaTb
[10paboTKy Nocafjo4HOro MecTa
nnacTuHbl Ha Kopnyce dpesbl.
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e o oo o|/0| O
O/0O|O|® e |0 o °
o e o 0 O (o}
°
o | o
H ()
H S S .
I s d ap I1rd1xmg§§E§§£2§2§§m§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) () & | 2|2 |2 |=|=| ==&\ =S| G| &=
APKT 1003PDER MR 109 35 |6,74| 10 1 0528 | 1 [ ] [} [ ]
APKT 1003PDER M-AF 109 35 |6,74| 10 1 0528 | 1 (] [ ]
APKT 1003PDER SCE 109| 3,5 |6,74| 10 1 05 |28 | 11 o|e
APHT 1003PDER M-F 106 3 |6,74| 10 | 2.2 |0.85]285| 11 [
APHT 1003PDER MS 106| 3 |674| 10 | 2.2 |0.85/2.85| 11 o|o
APKT 100308 RMR 109| 35 |/6.71| 10 |064|085| 28 | 11 | O o o (o]
APKT 100316 RMR 11.7] 34 |6.66| 10 0 16 1285 11 | @ ([ ] o o
*APKT 100330 RMR 11.7]| 34 |6.66| 10 | 0.2 3 1285| 11 | @ [ ] [o) o
s s S n
Material 28§§§§§5ﬁ52§§:§
06pa6atbiBaemble MaTepuanbl HB |l s=s=s=s=s|Ss = =5 0=
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85/220-85) 220-85 1200-601200-60 180-75)
Low alloy steel - HuskonernposaHHas ctasnb 180-350 185-70/185-70 185-70 155'60‘155-60‘ 140-60
Alloy steel - JlernposaHHas ctanb 200325 150-60(150-60 150-60 140'60‘140'60‘ 140'50‘
Stainless steel mart - MapTeHcuTHas HepX. CTanb 200-240 140-60‘140-60‘ 140-60‘ 160-60‘160-60‘ 150-60‘
Stainless steel aust - AycTeHUTHaA Hep. CTalnb 180-230 120-60120-60 120-60 140-60140-60 150-60
Cast iron- YyryH 280-80(280-80)
Aluminium - AnloMrHMeBble crnaBbl 60-130 <2000
Hig. temp. alloy - XXaponpouHble cnnasbl 200-320 50-4075-25
Titanium - TutaHoBble CNNaBbl 400-1050 50-4075-25
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Chipbreaker
Onucanue CTPYXKKoNIOMOB
( y Ms M-F
Stable cutting edge for dedicated exotic Sharp cutting edge for aluminium and nonferrous metal.
materials and titanium. OcTtpas pexyLuas KpomKa i 06paboTKm anioMnHnA
\ MonyuncroBas 06paboTKa >KaponpoUHbIX I HEeMeTannoB..
CrnnaBoB 1 TUTaHa. MR
( \  M-AF Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel hard conditions milling.
applications and for finishing in steels. YcuneHHas pexyLLan KpoMka Ana 06paboTki Bcex
OcTpan pexylan KpoMmKa Ansa nosyyncTrosomn BUAOB
06paboTkun HepxaBetowweii cranu. Yncrosan craneii. NMogxoaut anA ¢ppesepoBaHns B TAXKENbIX
06p360TKVI CcTanu. yCNoBUAX.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt
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Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) ) | & | 2| 2|2/ S| 2 S| S| = E S S|3| 5=
ADKT 1505PDER MR 15.5|5.65/945|13.8| 1.4 |0.75| 45 (12| O o
ADKT 1505PDER M-AF 155565945138 | 15 |0.75]| 45 |12 o o
ADKT 1505PDER SCE 155565945138 | 1.5 |0.75]| 45 |12 o
ADHT 1505PDER M-F 15.5|5.65]945|138| 15 |0.75] 45 |12 o
ADHT 1505PDER MS 15.5|5.65]9.45|138| 15 |0.75| 45 |12 o| O
APKT 150516 RMR 156 6.1 [9.45|138| 06 | 1.6 | 45 [12| O o o [o)
APKT 150524 RMR 16.2| 6.1 |945|14.1| 0.7 | 24 | 45 (12| O o o o
APKT 150532 RMR 163| 6.1 |945|142| 04 | 32 | 45 12| 0O o o o
= s S "
Material RNSEE B3 § A5 3 85
06pabatbiBaeMble MaTepuanbl HB R sE S EcE A0
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85) 200-60 180-75
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 150'50‘ 140-60
Alloy steel - JlernpoBaHHas ctanb 200325 150-60 140-60‘ 14&60‘
Stainless steel mart - MapTeHcUTHas HepX. CTanb 200-240 140-60 160-60‘ 15&60‘
Stainless steel aust - AycTeHWTHan HEPX. CTanb 180-230 140-60 150-60
Cast iron- YyryH 312000
Aluminium - AnloMUHVEBbIe CrNaBbl 60-130 <2000
Hig. temp. alloy - aponpouHble cnnasbl 200-320 50-40 | 75-25
Titanium - TuTaHoBbIEe CNNaBbl 400-1050 50-40 | 75-25
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Chipbreaker
OnucaHue CTPYKKONOMOB
—\ Ms T\ M-
Stable cutting edge for dedicated exotic Sharp cutting edge for aluminium and nonferrous metal.
materials and titanium. OcTpas pexyLuas KpomKa 418 06paboTKY anioMUHNA
MonyuncroBas 06paboTKa >kaponpoUHbIX 1 HEMETANIOB
| S — - d
CrIaBOB 1 TUTaHa. MR
- - Y . N .
M-AF Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel hard conditions milling.
applications and for finishing in steels. YcuneHHan pexyliias KpoMKa Ans 06paboTKI Bcex

N Octpas pexyuas KpoMKa Ana \ ) Bupos ctaneii. MogxoanT ans ¢ppeseposaHns B
NoNY4NCTOBOI 06paboTKM HepKaBetoLen TAKENbIX YCTIOBMAX.

cranu. YucroBas obpaboTka cranu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5500W... SM5500L... SM5500..M SM5500UW...
oD | 12 d M di a
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) (mm) z
SM5500W.020.16.30.100.1 20 100 30 20 = = 1 AP.. 1604.. 1440
SM5500W.025.16.30.100.2 25 100 30 25 - - 2 AP.. 1604.. 1440
SM5500W.032.16.35.110.3 32 110 35 32 = - " 3 AP.. 1604.. 1240
SM5500W.040.16.35.110.4 40 110 35 32 - - 4 AP.. 1604.. 1240
SM5500L.020.16.35.200.1 20 200 35 20 = = 1 AP.. 1604.. 1440
SM5500L.025.16.35.200.2 25 200 35 25 - - 2 AP.. 1604.. 1440
SM5500L.032.16.35.250.3 32 250 35 32 = = " 3 AP.. 1604.. 1240
SM5500L.040.16.35.250.4 40 250 35 32 - - 4 AP.. 1604.. 1240
SM5500.025.16.35.M12.2 25 35 = = M12 12.5 2 AP.. 1604.. 1440
SM5500.032.16.43.M16.3 32 43 - - M16 17.0 " 3 AP.. 1604.. 1240
SM5500UW.020.10.35.090 20 90 35 20 = = 1+1 AP.. 1003.. 1425
SM5500UW.025.10.50.110 25 110 50 25 - - " 1+1 AP.. 1003.. 1425
SM5500UW.032.16.50.125 32 125 50 32 = = 1+1 AP.. 1604.. 1440
SM5500UW.040.16.50.125 40 125 50 32 - - " 1+1 AP.. 1604.. 1440

*To install insert with a large radius,
it is necessary to make revision of the
Modification of seat insert on the cutter body.
cutter bodies
*[INA yCTaHOBKM NNACTUH € 60MbLLNM
paavycom, HeobxoarMo caenatb
AOPaboTKy NOCafOYHOro MecTa
NNacTViHbl Ha Kopnyce ¢pesbl.



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

e o oo o|/O0| O
O|O0O|O|e o o (] [ ]
(o] e o o o
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H °
= g8 |a
| s d a I r d1 X |malg =2 23 g A2 E|8 & g 9| =5
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) mm) () 2| & 2|2 |=s|=|=| = | &S| & =G| &=
APKT 1604PDER MR 17.15|525| 95 [153| 14 |0.85| 44 |[115| @ [}
APKT 1604PDER M-AF 17.1 |525| 95 |153] 14 |085| 44 |11.5 L] °
APKT 1604PDER SCE 17.1 |525| 95 [153| 14 |085| 44 |11.5 o
APHT 1604PDER M-F 16.65|4.65|9.65 (1545 2 |095| 44 |11.5 [ )
APHT 1604PDER MS 16.65 | 4.65|9.65 (1545 2 |095| 44 |11.5 (oe)
APKT 160416 RMR 17.15|525| 95 [153|065| 16 | 44 |115| @ ® o o
*APKT 160424 RMR 17.15|525| 95 [153| 06 | 24 | 44 |115| @ ® o (o}
*APKT 160432 RMR 17.1 1525| 95 |153| 03 | 32 | 44 |115| @ ® o o
*APKT 160448 RMR 177 | 58 | 9.7 | 16 | 03 | 48 | 44 |115| @ ® o o
. = INEIRP
Material RS EE B 23S 2|2z 8 & é R
06pa6arblBaemble MaTepuanbl HB Rl s=s=s=s|E = =z5 4=
Not alloy steel - HenernposaBaHHas ctanb 125300 220-85) 200-60 180-75)
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 170'60‘ 140-60
Alloy steel - llernposanHas ctanb 200325 150-60 150'60‘ 140-60‘
Stainless steel mart - MapTeHcuTHas Hep. CTarnb 200-240 140-60 150-60‘ 150-60‘
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 120-60 150-60 150-60
Cast iron- YyryH 3120%
Aluminium - AfIloM1H1EBbIE CraBbl 60-130 <2000
Hig. temp. alloy - aponpouHble cnnasbl 200-320 50-4075-25
Titanium - TutaHoBble cnnaBbl 400-1050 50-401 75-25
— 16 - 20
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Chipbreaker
OnucaHue CTPYKKONOMOB

N MS
Stable cutting edge for dedicated exotic
materials and titanium.
MonyuncroBas 06paboTKa *KaponpoUHbIX

CNaBOB U TUTaHa.

S\ MF
-
———\  M-AF ( v )
\/
e )

Sharp cutting edge for aluminium and nonferrous metal.
OcTpas pexyLuasn KpoMKa 1A 06paboTKM antomMuHuA
1 HeMeTalIoB.
MR
Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel hard conditions milling.
applications and for finishing in steels. YcuneHHas pexxyLuan Kpomka aia 06paboTku Bcex
OcTpas pexyllas KpoMKa ais BUAOB cTaneit. Moaxoaut AnA ppesepoBaHuA B
NoJTy4ncToBOI 06PabOTKN HepXKaBetoLLei TAXENbIX YCIOBUAX.
cranu. YuctoBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5500AT... SM5500ATP...
oD | d 13 a
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) z
SM5500AT.040.16.16.4 40 40 16 18 4 AP.1604.. | 1240 | 5515 | 1058 = = =
SM5500AT.050.16.22.5 50 40 22 20 5 AP.1604.. | 1240 | 5515 |912.10 - - -
SM5500AT.063.16.27.6 63 50 27 22 6 AP.1604.. | 1240 | 5515 |912.12 = = =
SM5500AT.080.16.27.7 80 50 27 22 14 7 AP.1604.. | 1240 | 5515 |912.12 - - -
SM5500AT.100.16.32.8 100 50 32 25 8 AP.1604.. | 1240 | 5615 |912.16 = = =
SM5500AT.125.16.40.8 125 63 40 30 8 AP.1604.. | 1240 | 5615 - - - -
SM5500AT.160.16.40.9 160 63 40 30 9 AP.1604.. | 1240 | 5615 |912.52 - - -
SM5500ATP.160.16.40.10 160 63 40 30 10 AP.1604.. | 1240 | 5615 = 1788 | 6230 | 1460
SM5500ATP.200.16.60.12 200 63 60 40 12 AP.1604.. | 1240 | 5615 = 1788 | 6230 | 1460
SM5500ATP.250.16.60.16 250 63 60 40 16 AP.1604.. | 1240 | 5615 - 1788 | 6230 | 1460
SM5500ATP.315.16.60.20 315 63 60 40 " 20 AP.1604.. | 1240 | 5615 = 1788 | 6230 | 1460
SM5500ATP.400.16.60.22 400 63 60 40 22 AP.1604.. | 1240 | 5615 - 1788 | 6230 | 1460
SM5500ATP.500.16.60.28 500 63 60 40 28 AP.1604.. | 1240 | 5615 - 1788 | 6230 | 1460

* Kopnyc ¢pe3sbl SM5500AT.125.16.40.8; SM5500AT.160.16.40.9 He nmeeT BHyTpeHHero noasofa COXK

*To install insert with a large radius,
it is necessary to make revision of the
Modification of seat insert on the cutter body.
cutter bodies
*[INA yCTaHOBKM NNACTUH € 60MbLLNM
paavycom, HeobxoarMo caenatb
AOPaboTKy NOCafOYHOro MecTa
NNacTViHbl Ha Kopnyce ¢pesbl.



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt
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Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) () |2 | & | 2|2 S22 | = 2 E| 2|2 F| 5=
APKT 1604PDER MR 17.15(5.25| 95 |153| 14 |0.85| 44 |115 ® )
APKT 1604PDER M-AF 17.1 15.25| 95 |153| 14 |085| 44 |11.5 [ [ ]
APKT 1604PDER SCE 17.1 |5.25| 95 |153| 14 |0.85| 44 |11.5 o
APHT 1604PDER M-F 16.65|4.65|9.65 (1545 2 |095| 44 |11.5 [ ]
APHT 1604PDER MS 16.65|4.65|9.65 (1545 2 |0.95| 44 |11.5 [e Je]
APKT 160416 RMR 17.151525| 95 |153/065| 16 | 44 |115] @ [ ] o o
*APKT 160424 RMR 1715152595 |153| 06 | 24 | 44 |115| @ (] o o
*APKT 160432 RMR 17.1 |525{ 95 |153| 03 | 32 | 44 |115] @ [ ] o o
*APKT 160448 RMR 177 1 58 |97 | 16 | 03 | 48 | 44 |115| @ (] (o] o
= S ] n
Material R8EF B 3§ 2| 2|85 2 15
06pa6aTbiBaemble MaTepuanbi HB 2|2 g S sz EL=E
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 200-60 180-75
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 150'50‘ 140-60
Alloy steel - llernposaHHas ctanb 200-325 150-60 140'60‘ 14040‘
Stainless steel mart - MapTeHcuTHas Hep. CTanb 200-240 140-60 160-60 150*50‘
Stainless steel aust - AycTeHUTHas Hepx. cTanb 180-230 120-60 150-60 150-60
Cast iron- YyryH 3120%
Aluminium - AnloM1HMEBble CraBbl 60-130 <2000
Hig. temp. alloy - XXaponpouHbie crnasb 200-320 50-40175-25
Titanium - TuTaHoBble cnnasbl 400-1050 50-40175-25
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Chipbreaker M-F
Y -
Onucatine cTpyKonomos Sharp cutting edge for aluminium and nonferrous metal.
OcTpas pexyLas KpoMKa 1A 06paboTKy aniomMmuHms
M-AF . . 1 HEMeTaJINoB.
Sharp cutting edge for general stainless steel MR
i i i i i e . . .
applications and for finishing in steels Strong cutting edge for general steel applications and
Octpan pexyuan Kpomka gnA hard conditions milling.
nofy4ncrosoun 06%36%““ HepxaBeroLyen v YcuneHHas pexxyLuas KpomKa ans 06paboTkm Bcex
cTanu. Yncrosan o6paboTka cranm, & J Buposcranen. Noaxoant ana ¢pesepoBaHus B
TAXKENbIX YCIOBUSAX.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5550SK...
oD L1 K L2 d L a
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) No (mm) z
SM5550.050.16.5K40.3 50 65 SK40 120 - - 15 3 AP.. 1604.. 1240 5515
SM5550.050.16.5K50.3 50 65 SK50 130 = = 15 3 AP.. 1604.. 1240 5515
SM5550.063.16.5K50.3 63 65 SK50 130 - - 15 3 AP.. 1604.. 1240 5515
SM5550.080.16.SK50.3 80 80 SK50 140 - - 18 3 AP.. 1604.. 1240 5515
SM5550.050.16.BT40.3 50 65 BT40 105 - - 12 " 3 AP.. 1604.. 1240 5615
SM5550.050.16.BT50.3 50 65 BT50 105 = = 15 3 AP.. 1604.. 1240 5615
SM5550.063.16.BT50.3 63 65 BT50 130 - - 15 3 AP.. 1604.. 1240 5615
SM5550.080.16.BT50.3 80 80 BT50 140 = = 18 3 AP.. 1604.. 1240 5515




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

L Y ) o|/0| O
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S = n § a § = n
) o N 0|BI8 B EEEEZEEEEERE
Art./ Apt. (mm) (mm) (mm) (mm) (mm) (mm) mm) () & | & | & |&| = | = =| = | &\ &\ =z|& &|x
APKT 1604PDER MR 17.15/5.25| 9.5 [153| 1.4 |0.85| 44 (115 @ )
APKT 1604PDER M-AF 17.1 15.25| 95 |153| 14 |0.85| 44 |11.5 [ ] °
APKT 1604PDER SCE 17.1 |525| 95 [153| 1.4 |0.85| 44 |11.5 o
APHT 1604PDER M-F 16.65|4.65|9.65 (1545 2 |095| 44 |11.5 [
APHT 1604PDER MS 16.65|4.65|9.65 (1545 2 |0.95| 44 [11.5 oo
] s S n
06pabartbiBaemble MaTepuanbl HB aldlala === =\ =& K=
Not alloy steel - HenernpogagaHHas ctanb 125-300 22085 200-60) 180-75
Low alloy steel - HuskonermposaHHas cTanb 180-350 185-70 150'60‘ 140-60
Alloy steel - JleruposaHHas cTanb 200-325 150-60 140'60‘ 140'50‘
Stainless steel mart - MapTeHcUTHas Hep. CTanb 200-240 140-60 150-60‘ 150'60‘
Stainless steel aust - AycTeHUTHas Hepx. CTarnb 180-230 120-60 150-60 150-60
Cast iron- YyryH 31%]00
Aluminium - AfIlOM/HMEBbIE CraBbl 60-130 <2000
Hig. temp. alloy - XXaponpouHble crasbl 200-320 50-40175-25
Titanium - TuTaHOBbIe CMNaBbl 400-1050 5040|7525
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Chipbreaker
Onucanue CTPYXXKoNomoB
 Ms [\ MF
Stable cutting edge for dedicated exotic Sharp cutting edge for aluminium and nonferrous metal.
materials and titanium. OcTpas pexylas Kpomka ans 06paboTKu anioMUHNA
MonyuncroBas 06paboTKa *KaponpPoUHbIX 1 HeMETaSTIOB.
CMIaBoOB M TUTaHa. MR
- ) . N
( \  M-AF v Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel w hard conditions milling.
applications and for finishing in steels. YcuneHHas pexyLuas Kpomka Ans 06paboTKi Beex
\ ) OcTpas pexyuas KpomKa AnaA ./ suposcranen. Noaxoant ans ¢ppesepoBaHus B

NoJy4ncToBOIi 06PaGOTKN HepXKaBetoLLel TAKENbIX YCTIOBUSX.
ctanun. Yucrosas o6paboTKa cTanm.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5005... SM5005AT...
oD | 12 13 d K a
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) z

SM5005.025.16.35.110.2 25 [ 110 | 35 = 25 = 2 TP.. 1603.. 1016 | 5004 | 2064 = = =
SM5005.032.16.35.125.2 32 | 125 | 35 - 32 - 2 TP.. 1603.. 1016 | 5004 | 2064 - - -
SM5005MK.025.16.38.125.2 25 125 | 38 = = MK3 | 13 2 TP.. 1603.. 1016 | 5004 | 2064 = = =
SM5005MK.032.16.38.125.2 32 125 | 38 - - MK3 2 TP.. 1603.. 1016 | 5004 | 2064 - - -
SM5005MK.040.16.38.125.3 40 | 125 | 38 = = MK3 3 TP.. 1603.. 1016 | 5004 | 2064 = = =
SM5005AT.040.16.16.3 40 40 - 18 16 - 3 TP. 1603.. 1006 | 5004 | 2064 - - 1058
SM5005AT.050.16.22.4 50 40 = 20 22 = 4 TP. 1603.. 1016 | 5004 | 2064 = = 912,10
SM5005AT.050.16.22.3 50 40 - 20 22 - 3 TP. 1603.. 1006 | 5004 | 2064 - - 912,10
SM5005AT.063.16.27.4 63 50 = 22 27 - 4 TP. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 | 912,12
SM5005AT.080.16.32.5 80 50 - 25 32 - 13 5 TP.. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 | 912,16
SM5005AT.100.16.40.6 100 | 50 = 30 40 = 6 TP.. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 | 912,20
SM5005AT.125.16.40.6 125 | 63 - 30 40 - 6 TP.. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 -
SM5005AT.160.16.40.7 160 | 63 = 30 40 = 7 TP. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 | 912,52
SM5005AT.200.16.60.8 200 | 63 - 40 60 - 8 TP. 1603.. 1006 | 5004 | 2064 | 3016 | 4016 | 912,56




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt
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Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) mm) ) 2| 2| 2|2 S| 2SS = E S ES|FF =
TPKN 1603PDR MR 16.5 |3.189.5213.3|1.45|0.20 | 2.5 |11.25 [} [} ®
TPKR 1603PDR M-AF 16.5 |3.189.52 124 |1.20|0.40| 2.5 |11.25| O o|e o
3 5] ] ~
Material HEHHEIFEEEEEERE
06pa6atbiBaemble MaTepuanbl HB 2| s|=|s=|=sEEE=GF K x
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85/220-85) 220-85) 1200-60200-60 180-75
Low alloy steel - HuskonernposaHHas ctasnb 180-350 185-70/185-70 185-70 180-60‘180-60‘ 140-60
Alloy steel - NlernpoBaHHas cTanb 200-325 150-60/150-60 150-60 160-60‘160-60‘ 140-60
Stainless steel mart - MapTeHcUTHas HepX. CTanb 200-240 140-60‘140-60‘ 140-60‘ 160-60‘160-60‘ 150-60
Stainless steel aust - AycTeHWUTHas HepX. CTanb 180-230 120-60120-60 120-60 150-60150-60 150-60)
. 320-
Cast iron- YyryH 100
Hig. temp. alloy - XXaponpouHble cnnasbl 200-320 50-40
Titanium - TuTaHoBble cnnaBbl 400-1050 50-40
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Chipbreaker
Onucanue CTPYXKKONIOMOB
MR

Strong cutting edge for general steel
applications and hard conditions milling.
YcnneHHas pexyLuan Kpomka ana
06paboTkm Bcex BUAOB cTaneii. Moaxoant
ansa GppesepoBaHA B TAXKENbIX YCIIOBUAX.
M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexyLas KpoMKa ans
NoJly4YnCcToBOI 06PaboTKM HepXKaBeloLen
ctanu. Yucrosas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5005ATP...
oD | 13 d a
Art./ Apr. (mm) (mm) (mm) (mm) (mm) z
SM5005ATP.052.16.16.3 52 50 18 16 5 | TP.1603..| 1460 1166 5515 6031 6032 6526 1058
SM5005ATP.063.16.22.4 63 50 20 22 6 | TP.1603. 1460 1166 5515 6031 6032 6526 912.10
SM5005ATP.080.16.27.3 80 50 22 27 5 | TP.1603..| 1460 1077 5520 6433 6435 6927 912.12

SM5005ATP.100.16.32.4 100 | 50 25 32 13 7 | TP.1603.. | 1460 1077 5620 6433 6435 6927 912.16

SM5005ATP.125.16.40.5 125 | 63 30 40 7 | TP.1603..| 1460 1077 5620 6433 6435 6927 =

SM5005ATP.160.16.40.6 160 | 63 30 | 40 9 | TP.1603..| 1460 1077 5620 6433 6435 6927 912.52

SM5005ATP.200.16.60.8 200 | 63 | 40 60 11 | TP.1603.. | 1460 1077 5620 6433 6435 6927 912.56




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

e o oo o/ 0|0
[e] e o | o o °
(o] e e o O o
°
e o
H °
2 5] & n
I s d ap I1rd1xmg§E§E§E‘.ﬂgsﬁgnﬁ
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) mm) ) 2| & 2|2 S|2=E|S S| F| =S5 H
TPKN 1603PDR MR 16.5 |3.189.52 133 |145| 0.2 | 25 |11.25 [} [} ®
TPKR 1603PDR M-AF 16.5 |13.189.52124|1.20| 04 | 25 |11.25| O o|e o
2 ] & n
Material ﬂg%ﬁﬁﬁ?,ﬁﬂgﬁﬁgaﬁ
06pa6aTbiBaemble MaTepuanb HB 2 s|=s|s === =F 0=
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85/220-85) 220-85 1200-601200-60 180-75)
Low alloy steel - HuskonernpoBaHHas cTanb 180-350 185-70/185-70 185-70 180-60‘180-60‘ 140-60
Alloy steel - JlernposaHHas cTanb 200325 150-60/150-60 150-60 160-60‘160-60‘ 14060‘
Stainless steel mart - MapTeHcuTHasA HepX. CTanb 200-240 140-60‘140-60‘ 140-60‘ 160-60‘160-60‘ 150—60‘
Stainless steel aust - AycTeHnTHaA Hepx. cTanb 180-230 120-60(120-60 120-60 150-60150-60 150-60
n 320-
Cast iron- YyryH m
Hig. temp. alloy - XaponpouHbie cnnasbl 200-320 50-40
Titanium - TutaHoBble cnnaBbl 400-1050 50-40
- % ] ] — 20
g 18 £
€ 16 €
o 14 A 2 15
(] 12 \\ (4]
10 ] F\ } 10 D —L
8 \C TDW 14
6 AN Irn_1v
\\ 5
4 AN
2 N\
! |
0 | | 0
0.00 0.05 0.10 0.15 0.20 0.25 0.08 0.14 0.20
f,(mm) f,(mm)
Chipbreaker
Onucanue CTPYXKKONIOMOB
MR

Strong cutting edge for general steel
applications and hard conditions milling.
YcnneHHas pexyLuan Kpomka ana
06paboTkm Bcex BUAOB cTaneii. Moaxoant
ansa GppesepoBaHA B TAXKENbIX YCIIOBUAX.
M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexyLas KpoMKa ans
NoJly4YnCcToBOI 06PaboTKM HepXKaBeloLen
ctanu. Yucrosas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

SM5005... SM5005AT...
oD | B d a
Art./Apr. (mm) (mm) (mm) (mm) (mm) z
SM5005AT.063.22.27.3 63 | 50 | 22 | 27 3 TP.. 2204.. 1008 2088 3022 4022 912.12
SM5005AT.080.22.32.4 80 | 50 | 25 | 32 4 TP.. 2204.. 1008 2088 3022 4022 912.16
SM5005AT.100.22.40.5 100 | 50 | 30 | 40 5 TP.. 2204.. 1008 2088 3022 4022 912.20
SM5005AT.125.22.40.6 125 | 63 | 30 | 40 ' 6 TP.. 2204.. 1008 2088 3022 4022 -
SM5005AT.160.22.40.7 160 | 63 | 30 | 40 7 TP. 2204.. 1008 2088 3022 4022 912.52
SM5005AT.200.22.60.8 200 | 63 | 40 | 60 8 TP.. 2204.. 1008 2088 3022 4022 912.56
oD | B d a
Art./ Apr. (mm) (mm) (mm) (mm) (mm) z
SM5005ATP.080.22.27.5 80 | 50 | 22 | 27 5 TP.. 2204.. 1077 | 5520 | 6434 | 6436 |912.12| 6942 | 1077
SM5005ATP.100.22.32.7 100 | 50 | 25 | 32 7 TP.. 2204.. 1077 | 5520 | 6434 | 6436 |912.16 | 6942 | 1077
SM5005ATP.125.22.40.7 125 | 63 | 30 | 40 7 TP.. 2204.. 1077 | 5520 | 6434 | 6436 - 6942 | 1077
SM5005ATP.160.22.40.9 160 | 63 | 30 | 40 ' 9 TP.2204.. | 1077 | 5520 | 6434 | 6436 |912.52| 6942 | 1077
SM5005ATP.200.22.60.11 200 | 63 | 40 | 60 11 | TP.2204.. | 1077 | 5520 | 6434 | 6436 |912.56| 6942 | 1077
SM5005ATP.250.22.60.15 250 | 63 | 40 | 60 15 | TP.2204.. | 1077 | 5520 | 6434 | 6436 |912.56| 6942 | 1077




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

o o | o o [e e}
OO O0O|O|@® e o o °
o e e o O o
°
o o
H ®
2 = S i
Isdapl1rd1xmg§§§§§§_~g§g§mm§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) mm) ) & 2 @ 2/ S| 2|2 S| S F =35 E
TPKN 2204PDR MR 22.0 (1476|127 187 1.55| 0.2 | 25 |11.25 ® ° °
TPKR 2204PDR M-AF 22.0 (476|127 177 165| 03 | 25 |11.25| ® o0 o
3 =] S n
Material mg§§§§§52§2§§mﬁ
06pabaTbiBaeMble MaTepuanbl HB R as=s=s =SS\ =F 5 a =
Not alloy steel - HenernposaBaHHas cTanb 125-300 1220-85/220-85) [220-85) 200-60200-60 180-75
Low alloy steel - HuskonernposaHHas ctanb 180-350 185-70185-70 185-70 150-60‘150460‘ 140-60
Alloy steel - JlernposaHHas ctanb 200325 150-60(150-60 150-60 14&60‘14060‘ 140-60‘
Stainless steel mart - MapTeHcnTHas Hep. cTanb 200-240 140-60‘140-60‘ 140-60‘ 16&60‘16060‘ 150-60‘
Stainless steel aust - AycteHWTHas HepPX. CTanb 180-230 120-60(120-60 120-60 150-60/150-60 150-60
. 320-
Cast iron- YyryH W
Hig. temp. alloy - XXaponpouHbie crnasbl 200-320 50-40
Titanium - TutaHoBbIE CNNaBbl 400-1050
- % ] — 20
€ 18 £
E 16 \ £
= \ =
a 14 \\ a 15 \\
[ \o o TP 22 T
12 \C
10 AN | 10
8
6 AN
N\
N 5
4 \\
: i i -
0 I I I 0
0.00 0.05 0.10 0.15 0.20 0.25 0.08 0.14 0.20
f.(mm) f.(mm)
Chipbreaker
Onucanne CTPYXXKONOMOB
MR

Strong cutting edge for general steel
applications and hard conditions milling.
YcuneHHas pexyLian KpomKka ana
06paboTKku Bcex BUAOB cTanei. Moaxoaut
Ans ¢ppesepoBaHNA B TAKESbIX YCIIOBUSAX.
M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexylian KpomKka gna
MoNy4NCTOBOI 06PaboTKM HeprKaBetoLel
cTanu. YucrtoBasa 06paboTka cTanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1000W... FM1000AT...
gd1 @D2 I 12 h d dA a
Art./ Apr. (mm) (Mm) (mm) (mm) (mm) (mm) (mm) (mm) z A
FM1000W.040.06.50.110.4 40 522 | 110 50 - - 32 4 HO/HP 06 1345432
FM1000AT.040.06.16.4 40 522 - - 40 38 16 4 HO/HP 06 1345432
FM1000AT.050.06.22.5 50 62.2 = = 40 43 22 5 HO/HP 06 1345432
FM1000AT.063.06.22.6 63 75,2 - - 40 48 22 4,5 6 HO/HP 06 1345432
FM1000AT.080.06.27.7 80 92,2 = = 50 58 27 7 HO/HP 06 1345432
FM1000AT.100.06.32.9 100 | 112,2 - - 50 78 32 9 HO/HP 06 1345432
FM1000AT.125.06.40.10 125 | 137,2 = = 63 88 40 10 HO/HP 06 1345432




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

e | o o o o | O
/ O[O0 0O O e o o o °
‘FE.'E*'** ) e o0 |0 o
Al ‘
[ ] [ ]
H )
S
= S S i
d s rdl X 2 § = |2 @ E, § a e £ 8 E é 0 ;
Art./ Apr. (mm) (mm) (mm) mm) mm) () & & | 2|2 | = |=|=|=| &/ =/ & | =2 | 5| &=
HPKT 0604AZER MR 16345 |04 | 44 | 1.7 | 11 [ [}
HPKT 0604AZER M-AF 163145 |04 |44 1.7 | 1N [ ]
HPKT 0604AZER M-F 163| 45|04 | 44 | 1.7 | 11 [
HOKT 0604AZER MR 163 45|04 |44 |17 | 1N ® °
HOKT 0604AZER M-AF 163| 45|04 | 44 | 1.7 | 11 [} [}
= S S "
Material RIS E| 2% & a2 E/2|5 8|8 &8
06pabatbiBaemble MaTepuanbl B |2 22 s 2SS\ = =53 &=
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - JlervposaHHas cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHCMTHasA HepX. CTanb 200-240 140-60| 130-60] 160-60 150-60]
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 120-60] 120-60] 140-60 150-60
Aluminium - AntloM1MH1eBble CnnaBbl 60-130 <2000
Hig. temp. alloy - XaponpouHble cnnasbl 200-320 50-40
Titanium - TutaHoBbIE CNNasbl 400-1050 50-40
HPTKO6 HOKT06
5
€ 45 €
E 40 E 4 e
& 35 NN & HPKTO06
N A} [ e
3.0 N X 3 :
e N  HOKT06
2.0 NN 2 i
1.5 e :
1.0 N> N 1 I
RN |
0.5 f > !
TS ~
0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.35 0.40 0.05 0.12 0.35
f,(mm) f,(mm)
Chipbreaker
Onucanue CTPYXXKonomoB
MR M-AF

Strong cutting edge for general steel
applications and hard conditions milling.
YcnneHHas pexyLiasn KpomKa gns
06paboTku Bcex BMAoB cTanei. Mogxoaut
Ans GpesepoBaHnA B TAXKENbIX YCIOBUAX.

O Onrequest/ no 3anpocy

In stock / B Hannumn

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexyLuas KpoMKa Ans NnosyuncToBon
06paboTKN HepKaBetoLwei cTanu. Yucroeas
obpaboTtka ctanu.

M-F

Sharp cutting edge for aluminium and
non-ferrous metal.

OcTpasn pexylas Kpomka ana o6paboTkmu
ANOMUHNA N HEMETaNNOB.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1080AT...
oD 0 D2 h d dA a *
Art./ Apr. (Mmm) (mm) (mm) (mm) (mm) (mm) z
FM1080AT.040.13.16.4 40 524 45 38 16 4 SOKU 12 11042274
FM1080AT.050.13.22.5 50 62.4 45 43 22 5 SOKU 12 11042274
FM1080AT.063.13.22.6 63 754 45 48 22 6 SOKU 12 11042274
FM1080AT.080.13.27.8 80 92.4 50 58 27 o 8 SOKU 12 11042274
FM1080AT.100.13.32.10 100 1124 50 78 32 10 SOKU 12 11042274
FM1080AT.125.13.40.12 125 1374 63 88 40 12 SOKU 12 11042274
FM1080AT.040.15.16.4 40 524 45 38 16 4 SOKU 15 1345431
FM1080AT.050.15.22.4 50 62.4 45 43 22 4 SOKU 15 1345431
FM1080AT.063.15.22.5 63 75.4 45 48 22 5 SOKU 15 1345431
FM1080AT.080.15.27.6 80 924 50 58 27 8 6 SOKU 15 1345431
FM1080AT.100.15.32.7 100 1124 50 78 32 7 SOKU 15 1345431
FM1080AT.125.15.40.8 125 1374 63 88 40 8 SOKU 15 1345431
FM1080AT.160.15.40.10 160 1724 63 104 40 10 SOKU 15 1345431




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

e o o o oO|(O0|O
o]0 O e o o o )
fo) e | o | @ | O o
°
o | o
H [
= /.18 o
srdll1Xmg§§£§$Eﬁ53§§m§
Art./ Apt. (mm) (mm)(mm)(mm) mm) ) & | & |2 |=|=|=|=| & | = | &/ =2 |F| &=
SOKU 1205AZER MR 13 5.0 0.8 |455| 2 6 e | o o
SOKU 1205AZER M-AF 13 5.0 0.8 |455| 2 6 [} °
SOKU 1505AZER MR 15.875/ 6.0 | 1.0 |5.74| 2.7 | 6 o | o o
SOKU 1505AZER M-AF  |15.875| 6.0 | 1.0 |5.74| 2.7 | 6 ° °
SOKU 1505AZER SCE 15.875| 6.0 | 1.0 |5.74| 2.7 | 6 e | o
. = /.18 o
Material mgﬁ%aasaﬁggﬁgmg
06pabatbiBaemble MaTepuanbl B & 2|2 & |=s|=|=s|\=|& || &\ =2|&8| & =
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 220-80 | 220-80 200-60 180-75
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 | 185-60 | 185-60 150-60 140-60
Alloy steel - leruposaHHas cTanb 200-325 150-60| 140-60 | 140-60 140-60 140-60
Stainless steel mart - MapTeHcuTHasA HepX. CTanb 200-240 140-60| 130-60 | 130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas HepX. CTasnb 180-230 120-60| 120-60 | 120-60 140-60 150-60
Cast iron- YyryH 320-100] 280-80
Hig. temp. alloy - ¥aponpouHble cnnasbl 200-320 30-40
Titanium - TutaHoBble CrNasbl 400-1050 50-40
SOKU12 SOKU15
7 —_ 7
£ x E | s e .
Es NN E s SOKU15 “-.
o i\ o S
® 5 T © 5 SOKU12
— A \\
4 NSAN 4
3 NS N 3
N
2 RN o 2
N TSy
1 ‘ RN N 1
0 i o ‘ ‘ [ 0 [
0.00 0.05 0.10 0.15 0.20 0.25 030 035 0.40 045 0.50 0.08 0.19 0.3 0.5
f,(mm) f, (mm)
Chipbreaker
Onucanne CTPYXXKONOMOB
MR M-AF
Strong cutting edge for general steel Sharp cutting edge for general stainless steel
applications and hard conditions milling. applications and for finishing in steels.
YcuneHHas pexyluas Kpomka ans OcTpas pexyluas KpoMKa AnA noslyuyncToBoii
06paboTKMN BCcex BUAOB CTanen. 06paboTKu HepKaBetowel ctanu. YucrtoBas
MNoaxoput ansa ¢ppesepoBaHns B obpaboTKa cTanu.
TAXKENbIX YC/TOBUAX. SCE

Strong cutting edge for cast iron applications.
YcuneHHas pexyLias KpoMKa Ans o6paboTku
4yryHOB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1080AT...
oD od H h z é
Art./ Apr. (mm) (mm) (mm) (mm) (mm) kg Nm
FM1090AT.50.22.4 50 22 40 11,5 4 027 | 38+5 VBSF10
FM1090AT.63.22.6 63 22 40 11,5 6 046 | 3,8+5 VBSF10
FM1090AT.80.27.7 80 27 50 11,5 7 094 | 38+5 AL12x35
FM1090AT.80.27.9 80 27 50 11,5 9 0,92 3,8+5 AL12x35
FM1090AT.100.32.8 100 32 50 11,5 8 1,63 3,8+5 AL16x35
FM1090AT.100.32.11 100 32 50 11,5 1 1,59 3,8+5 AL16x35
FM1090AT.125.40.10 125 40 63 11,5 10 3,05 3,8+5 AL20x45
1206 124011P | 5620P
FM1090AT.125.40.14 125 40 63 11,5 14 2,99 3,8+5 AL20x45
FM1090AT.160.40.12 160 40 63 11,5 12 4,00 3,8+5 -
FM1090AT.160.40.18 160 40 63 11,5 18 391 3,8+5 -
FM1090AT.200.60.14 200 60 63 11,5 14 6,61 3,8+5 =
FM1090AT.200.60.22 200 60 63 11,5 22 648 | 3,8+5 -
FM1090AT.250.60.16 250 60 63 11,5 16 9,68 | 3,8+5 =
FM1090AT.250.60.24 250 60 63 11,5 24 9,52 3,8+5 -
P —




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

o o |0 o o|o| o
M| O| O O O e o o o )
o e e |0 | O o
°
o | o
°
s S| . S n
d s r a1 1 x R8FE B2 2§ 2|2 28 8 18 E
Art./ Apr. (mm) (mm) (mm) (mm) (mm) [] el ag|ladls|l=sls=ss|zl=z3G  a =
SNMX 1206QNN MR 12.716.35| 0.8 | 54 [12.7| - ° °
SNMX 1206QNN M-AF 12.716.35| 08 | 54 12.7| - [
SNMX 1206QNN SCE 12.716.35| 08 | 54 12.7| - [ °
SNMX 120612 MR 1271635 1.2 | 54 12.7] - [] °
SNMX 120612 SCE 12.716.35| 1.2 | 54 [12.7| - o
. s S o S i
Material mg§§§§$§ggg§§m§
06pabatbiBaemble MaTepuanbl HB | |a s|s|s|s|gE| &\ =za|a|=
Not alloy steel - HenernposasaHHas cTanb 125-300 230 220
Low alloy steel - HuskonernuposaxHas ctanb 180-350 190 180
Alloy steel - JlernposaHHas cTanb 200325 165 180
Stainless steel mart - MapTeHcUTHas Hep». CTanb 200-240 150
Stainless steel aust - AycTeHUTHas Heps. CTalb 180-230 90 100
Grey cast iron - Cepbiit uyryH 200320 280 310
Spheroidal - CyryH c waposuaHbIM rpaduTom 400-1050 260 180
5 5
£ £
E 4 N E 4
& \ s SNMX12 —
3 AN 3
N\
A\
2 \ 2
1 1
[
0 ‘ 0
0.00 0.10 0.20 0.30 0.40 0.50 0.60 0.08 0.20 0.35
f,(mm) f,(mm)
Chipbreaker
OnucaHue cTpyKKONOMOB
MR
Strong cutting edge for general steel applications and
hard conditions milling.
YcuneHHas pexyLyas KpoMKa Asia 06paboTKu Bcex M-AF

BuAoB ctaneii. Moaxoaut ana ¢ppesepoBaHus B

Sharp cutting edge for general stainless steel
TAXeSbIX YCNOBUAX.

applications and for finishing in steels.
OcTpas pexylas KpoMKa A Nony4YnCcToBoi
SCE 06paboTKM HepXKaBetoLel ctanu. YucroBas

Strong cutting edge for cast ironapplications. o6pabotka cranu.

YcuneHHas pexyLias KpoMKa asia 06paboTku
UYryHoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1020AT...
oD 0 D2 h d dA a é
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) z
FM1022AT.040.14.16.4 40 52 40 38 16 4 HNKU 08 1345432
FM1022AT.050.14.22.4 50 62 40 43 22 4 HNKU 08 1345432
FM1022AT.063.14.22.5 63 75 40 48 22 5 HNKU 08 1345432
FM1022AT.080.14.27.6 80 92 50 58 27 o 6 HNKU 08 1345432
FM1022AT.100.14.32.8 100 102 50 78 32 8 HNKU 08 1345432
FM1022AT.125.14.40.9 125 137 63 88 40 9 HNKU 08 1345432




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCMIABHBIMUA NNACTUHAMU . umt

e o o o oO|lO0|O
o e o o o °
o e o o | O o
°
o0
H [
= S S in
d s r a1 X |alg|s 8 a3 § mw c| 8 ; é 0 ;
Art./ Apr. (mm) (mm) (mm) (mm) mm) () 2| 2| 2|2 |=|=|=|=| &S| & =G &
HNKU 0806AZER MR 13 50 | 08 |455] 2 6 (] °
HNKU 0806AZER M-AF 13 50| 08 |455] 2 6 )
H = S "
Material QEEEE§§2552§§RE
06pabatbiBaemble MaTepuanbl B 222 2|=s|==|=s& =\ =25\ 4=
Not alloy steel - HenernposaBsaHHas ctanb 125-300 2085 2080 180:75
Low alloy steel - HuskonermposaHHas ctanb 180-350 20 D KD
Alloy steel - JlernuposaHHas ctanb 200-325 & L0 KOED
Stainless steel mart - MapTeHcuTHas HepX. cTanb 200-240 &0 5D (D
Stainless steel aust - AycTeHVTHas Hep. CTanb 180-230 D T TEDED
Hig. temp. alloy - XXaponpouHbie crnasbl 200-320 50-40
Titanium - TuTaHoOBbIe CrNaBbl 400-1050 S0
5 5
£ £
E 4 E 4
o \C o HNKU 08
[ \\ © >~
3 NC 3
AN
\\
2 N 2
1 1
|
‘ i
0 - 0
0.00  0.10 020 030 040 050  0.60 0.08 0.29 0.5
f,(mm) f,(mm)
Chipbreaker
OnucaHue CTPYKKONOMOB
MR

Strong cutting edge for general steel
applications and hard conditions milling.
YcnneHHas pexyLias KpoMKa gns
06paboTKy Bcex BUAOB cTaneii. Moaxoant
AnA ppesepoBaHnA B TAXKENbIX YCTIOBUAX.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexyujasa Kpomka ans
Nony4YncToBoii 06paboTKN HepKaBetoLel
ctanu. YuctoBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

P3000... P3000AT...
oD 1 12 h d dA a A
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) (mm) z
P3000.020.10.50.100.2 20 102 50 - - 20 2 RP/RD...10 11689894
P3000.020.10.50.165.2 20 165 50 - - 20 2 RP/RD...10 11689894
P3000.025.10.60.116.3 25 116 60 - - 25 3 RP/RD...10 11689894
P3000.025.10.60.165.3 25 165 60 - - 25 3 RP/RD...10 11689894
P3000.032.10.70.130.4 32 130 70 - - 32 ° 4 RP/RD...10 11689894
P3000.032.10.70.165.4 32 165 70 - - 32 4 RP/RD...10 11689894
P3000AT.040.10.16.4 40 = = 40 38 16 4 RP/RD...10 11689894
P3000AT.050.10.22.5 50 - - 40 43 22 5 RP/RD...10 11689894

=7 B =
7 & o
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A
e o o o oO|lO0|O
1 o e o o o °
o o e o o O o
T
°
e oo
H [
g = 518 w
d s r dl lemgﬁﬁgﬁsagigﬁénﬁ
Art./Apr. (mm) (mm) (mm) (mm) mm) () 2|22 |2 |=|=|=|=|E || & =& K|
RPMX 10T3MO MR 10 |397| - |34 - 11 [ )
RPMX 10T3MO M-AF 10 |397| - |34 - 11 ° °
RDHX 10T3MO M-F 10 |397| - |34 - 11 [
RPHX 10T3MO MS 10 |397| - |34 - 15 [ )
RDHW 10T3MO MS-S 10 |397| - |34 | - 15 [
, = s 18| |a
Material ggﬁﬁgﬁsagggﬁmnﬁ
06pa6aTbiBaemble MaTepuanbl B & a|lala === =<z <\ =2|&| &H|=x
Not alloy steel - HenernposaBaHHas cTanb 125-300 R R AT TR
Low alloy steel - HuskonervposaHHas cranb 180-350 0 0 TEDED IR0
Alloy steel - JlernpoBaHHas cTanb 200-325 TEBED D THED TR0
Stainless steel mart - MapTeHcuTHasA HepPX. CTanb 200-240 L DD D T
Stainless steel aust - AycTeHWUTHas HepX. CTanb 180-230 TR T THEED T
Aluminium - AftlOMHUEBbIE CraBbl 60-130 <D
Hig. temp. alloy - XXaponpouHble crnasb 200-320 4D | 755
Titanium - TuTaHoBble CraBbl 400-1050 DD B
Hardened materials - 3akaneHHble cTanu 65-60 By
5
g 3 £
£ £ 4
= 25 = R_X10
] - AN ] — \
2 — NG 3
15 NEAERN
\ \\ 2
1 + \\ N
0.5 }7‘ 1
0 ‘ 1 ‘ ‘ 0
0.00  0.10 020 030 040 050  0.60 0.08 0.29 0.5
f,(mm) f,(mm)
Chipbreaker
Onucanue CTPYXKoNomMoB
Ms M-F
Stable cutting edge for dedicated exotic Sharp cutting edge for aluminium and nonferrous
materials and titanium. metal.
Monyuncrosas o6paboTka OcTpas pexyllas Kpomka ana o6paboTkmu
»KaponpouHbIX CNAaBoOB N TUTaHa. antoMUHNA N HEMETAJJIOB.
M-AF MS-S
Sharp cutting edge for general stainless Strong reinforced cutting edge for hard
steel applications and for finishing in material.
steels. YcuneHHas pexylias Kpomka ana o6paboTkm
OcTpas pexyllasa KpomKa ans TpyAHoo6pabaTbiBaeMbIX MaTepuanos.
nonyumcroBoii o6paboTkm MR

Hep)KaBeloLwen ctanu. Yucrosas

06paboTka cran. Strong cutting edge for general steel

applications and hard conditions milling.
YcuneHHas pexylian Kpomka ansa o6paboTku
BCeX BUAoB cTanen. NMogxogut gnsa

Pppe3epoBaHMA B TAXKENbIX YCIOBUAX.
O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

P3000... P3000AT...
oD n 12 h d dA a ‘
Art./ Apr. (Mm) (mm) (mm) (mm) (mm) (mm) (mm) z
P3000.025.12.30.086.2 25 86 30 = = 25 2 RP/RD...12 11037484
P3000.025.12.60.116.2 25 116 60 - - 25 2 RP/RD...12 11037484
P3000.032.12.40.100.3 32 100 40 = = 32 3 RP/RD...12 11037484
P3000.032.12.70.165.3 32 130 70 - - 32 3 RP/RD...12 11037484
P3000AT.040.12.16.4 40 = = 40 38 16 6 4 RP/RD...12 11036880
P3000AT.050.12.22.5 50 - - 40 43 22 5 RP/RD...12 1345432
P3000AT.063.12.22.6 63 = = 40 48 22 6 RP/RD...12 1345432
P3000AT.080.12.27.8 80 - - 50 58 27 8 RP/RD...12 1345432
P3000AT.100.12.32.10 100 - - 50 78 32 10 RP/RD...12 1345432

=7 = = =
<7 & ) =P

* when using insert RPMX 1204MO FMR or RPMX 1204MO **when using insert EOMT 120416 MR or EOMT 120416 M-AF
FM-AF diameter of the working parts reduced to 0.25mm; diameter of the working parts reduced to 0.25mm;

the lenght of the cutting portions will decrease by 0.13mm. the lenght of the cutting portions will decrease by 0.13mm.
npu ncnonb3oBaHun nnactud RPMX 1204MO FMR n RPMX npu ncnonb3osaHumn nnactud EOMT 120416 MR n EOMT
1204MO FM-AF pnameTp paboueri YaCcT yMEHbLUUTCA Ha 120416 M-AF gnametp paboueli 4aCcTV YMEHbLUUTCA Ha
0,25MM; AnviHa pexyLen YacTn ymeHblwnTca Ha 0,13mm. 0,3MM; ANNHa pexyLuein 4YacTu YMeHbLIMTCA Ha 0,5Mm.
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o | o | o | o o|lo|o
M OO0 | O | O ° [} [} [} [}
(o] [ ] [ ] [ ] o o
°
S o | o
H °
E NN
d s rod@1n x| 2/ 3 E |8 F1§ 2 E|2 8|8 8 B
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) ) & || 2| 2| S| 2| =S| E| s F|l |23 n|=E
RPMX 1204MO MR 12 |1476| - 4.4 @ - 11 [ [}
RPMX 1204MO M-AF 12 |14.76| - 4.4 - - 11 [ ] [ ]
RDHX 1204MO M-F 12 |476| - | 44| - - 11 °
RPHX 1204MO MS 12 |4.76| - 4.4 - - 15 e | o
RDHW 1204MO MS-S 12 |4.76| - 4.4 - - 15 [ ]
SDMX 1105AEER MR 11 | 59 - 4.4 - - 15 [ ] [ ]
SDMX 1105AEER M-AF 1M |59 - |44 - - 15 ° )
RPMX 1204MO FMR 12 |4.76| - 44 11.75 24 | 11 [ ] [ ]
RPMX 1204MO FM-AF 12 |14.76| - 44 1175 24 | 11 ([ ] °
EOMT 120416 MR 12 5 16 | 44 |105)| 24 9 [ ] [ ]
EOMT 120416 M-AF 12 5 16 | 44 |105| 24 9 ° °
| z g .8 .
Material mgﬁ%gﬁggﬁgsﬁmmﬁ
06pa6aTblBaemble MaTepuanbl B 22222 s|s|FE |23 o=
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskonernposaHHas ctanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - JlernposaHHas cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHcuTHasA HepX. CTanb 200-240 140-60 130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas HepX. CTasb 180-230 120-60 120-60 140-60 150-60
Aluminium - AnioMrMHMEBble CnaBbl 60-130 <2000
Hig. temp. alloy - XXaponpouHbie crnasb 200-320 50-40 | 75-25
Titanium - TuTaHoBbIE CMNaBbl 400-1050 50-40 | 75-25
Hardened materials - 3akaneHHble cTanu 65-60 180-100
E 35 E 4
£ 2 N s
© 25 © 3
- \\\ il
2
15 ‘ R__X12
1.0 4
05 i
0.0 0
000 010 020 030 040 050 060 070 080 090 0.1 0.45 0.8
f, [mm] f, [mm]
E' 4.0 1 'E 4
E 35 E
& 30 N &y
2.5
20 N 2
15 SDMX11
1.0 1
0.5
0.0 0
000 005 010 045 020 025 030 035 040 045 008 024 04
f, [mm] f, [mm]
Chipbreaker
OnucaHue CTpyXKONoOMOB
Ms M-F

O Onrequest/no3a

Stable cutting edge for dedicated exotic
materials and titanium.

MonyuncroBas 06paboTKa *kaponpoUHbIX
CMaBOB M TUTaHa.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpasn pexylan KpoMKa ana
NoNyuNCTOBOI 06PaboTKMN HepKaBetoLLeln
cTanu. YuctoBas o6paboTka cTanm.

npocy

® Instock /B Hannunn

Sharp cutting edge for aluminium and nonferrous metal.

OcTpas pexyLuas KpoMKa A 06paboTku
IIOMUHUA 1 HEMETaJUIOB.

MS-S

Strong reinforced cutting edge for hard material.

YcuneHHas pexxyLuas KpomKa A 06paboTku TpyaHO-

o6pabaTbiBaeMbIX MaTepUanos.

MR

Strong cutting edge for general steel applications and
hard conditions milling.

YcuneHHas pexyLuas KpomKa A 06paboTku Bcex
BMAOB cTaneii. MopxoanT ansa ppesepoBaHus B
TAXKENbIX YCIOBUSAX.



. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

P3000AT...
oD h d dA a ‘
Art./ Apr. (mm) (mm) (mm) (mm) (mm) z
P3000AT.050.16.22.3 50 40 48 22 3 RP/SD...X 1345431
P3000AT.063.16.22.5 63 40 48 22 5 RP/SD...X 1345431
P3000AT.080.16.27.6 80 50 58 27 8 6 RP/SD...X 1345431
P3000AT.100.16.32.7 100 50 78 32 7 RP/SD...X 1345431
P3000AT.125.16.40.8 125 63 88 40 8 RP/SD...X 1345431

=T = = =
<7 = D =P

* when using insert RPMX 1605MO FMR or RPMX 1605MO FM-AF diameter of the working
parts reduced to 0.2mm; the lenght of the cutting portions will decrease by 0.Tmm.

npwu ucnonb3oBaHmy nnactud RPMX 1605MO FMR n RPMX 1605MO FM-AF gnametp
paboueli YacTV yMeHbLUMTCA Ha 0,2MM; ANVHA peXXyLuel YacTu yMeHbnTca Ha 0,1mm.
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OO0 |O
O[O O O |e o o o °
o L o e o o O (o]
°
o | o
X H )
= g |8 "
dsrd1||1xmg§§§§$§$§g§§gﬁ
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) () | & ||| === |=| &S| | &S| =2|&F| &=
RPMX 1605MO MR 16 |5.56 55 11 [} )
RPMX 1605MO M-AF 16 |5.56 5.5 11 [
RPMX 1605MO MS 16 |5.56 55 11 e o
SDMX 1506AEER MR 15 16508 |55 1.5 | 15 ® [
SDMX 1506AEER M-AF 15 | 65|08 |55 1.5 | 15 ® ®
RPMX 1605MO FMR 16 |5.56 55(158| 25| 11 ® [
RPMX 1605MO FM-AF 16 |5.56 55 (158| 25 | 11 ® ®
. = g 18| |a
Material mg§§§§$§$§2§§n§
06pa6atbiBaemble MaTepuanbl HB fla|a|d|l=|=l=|== | &|=2|GF &=
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskonernposaHHas cTanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - llernpoBaHHas cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHcUTHan HepX. CTanb 200-240 140-60 130-60 160-60 150-60
Stainless steel aust - AycteHUTHaA HepX. CTanb 180-230 120-60 120-60 140-60 150-60
Hig. temp. alloy - XKaponpouHble cnnasbl 200-320 50-40 | 75-25
Titanium - TutTaHoBbIe CnnaBbl 400-1050 50-40 | 75-25
R_X16FM
- 6.00 - 5
E 5.50 E
é 5.00 g 4
o 450
® 400 © T
550 3 R_XT6FM
250 e N 2
2.00
1.50 1
1.00
0.50 | T~
0.00 ‘ | 0
000 010 020 030 040 050 060 070 080 0.90 0.2 0.5 0.8
f (mm) f (mm)
R_X16 SDMX15 G
—~ 6.00 6
E 550 |—— ‘E;_ T
= i AN ° 3 Fsomxis -
® 400 \\ 4 | |
3.50 SN I| R_X16 —
3.00 S 3
2.50 ] |
2.00 RN 2 |
150 ‘ < |
1.00 —% 1
0.50 = ‘ |
0.00 | | b | 0
000 010 020 030 040 050 060 070 080 0.90 0.1 0.45 0.8
f,(mm) f,(mm)
Chipbreaker
Onucanue CTpyKoNnomoB
MS MR
Stable cutting edge for dedicated exotic materials and Strong cutting edge for general steel
titanium. applications and hard conditions milling.
MonyuuncroBas 06pa6oTka KaponpPoOUHbIX CMIABOB U YcuneHHas pexxyLuas KpomKka ans o6paboTkm
TUTaHa. Bcex BMAoB ctanein. Moaxoaut ana
M-AE ¢$ppe3epoBaHNA B TAMKENbIX YCIOBUAX.

Sharp cutting edge for general stainless steel applications
and for finishing in steels.

OcTpas pexyLuas KpomKa fJisl Nony4rcToBoi 06paboTkm
Hep»KaBeloLLen ctanu. YuctoBas obpaboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1088... FM1088AT..
0D 1 12 h d dA a é
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) (mm) z
FM1088.032.12.70.131.3 32 131 70 - - 32 3 RN/RO..12 11037484
FM1088.032.12.70.165.3 32 165 70 - - 32 3 RN/RO..12 11037484
FM1088AT.040.12.16.4 40 - - 40 38 16 4 RN/RO..12 1345432
FM1088AT.050.12.22.5 50 - - 40 43 22 45 5 RN/RO..12 1345432
FM1088AT.063.12.22.6 63 = = 40 48 22 6 RN/RO..12 1345432
FM1088AT.080.12.27.8 80 - - 50 58 27 8 RN/RO..12 1345432
FM1088AT.100.12.32.10 100 - - 50 78 32 10 RN/RO..12 1345432
FM1088AT.050.16.22.3 50 - - 40 43 22 3 RN/RO..16 188399
FM1088AT.063.16.22.5 63 - - 40 48 22 5 RN/RO..16 188399
FM1088AT.080.16.22.6 80 - - 50 58 27 6 6 RN/RO..16 188399
FM1088AT.100.16.22.7 100 - - 50 78 32 7 RN/RO..16 188399
FM1088AT.125.16.22.8 125 - - 63 88 40 8 RN/RO..16 188399
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1 o o oo o|lo|o
E % @ x O|l0|l0| 0| e |0 |0 e °
X
“ SECTION 8-8 o Clo]e]@ o
°
o | o
H °
= S S i
d s 1odon X ig g2 2 8 X § 82| 5 8 8B
Art./ Apr. (mm) (mm) (mm) mm) mm) () & | & | 2|2 | =|=|=|=| & || | =2/ 5|5
RNKU 1204MOER MR 12 |59 (118, 45| 23 0 [ ] )
ROHU 1204MOER M-AF 12 | 59 (118, 45| 23 3 [} [ )
RNKU 1605MOER MR 16 | 6.7 |157| 58 | 2.7 0 (] [
ROHU 1605MOER M-AF 16 | 6.7 |157| 58 | 2.7 3 [ J [ ]
H = ] “n
Material RS E R % & A|elc|elE| 3 85
06pabatbiBaeMble MaTepuanbl HB lala|a@d|s|s|s|s|E || =z|F5| a|=x
Not alloy steel - HenernposasanHas ctanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskonervposaHHas ctanb 180-350 185-70 185-60 150-60 140-60
Alloy steel - JlernpoBaHHas cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHcUTHas Hep3K. CTanb 200-240 140-60 130-60 160-60 150-60
Stainless steel aust - AycTeHUTHas Hepx. CTanb 180-230 120-60 120-60 140-60 150-60
Hig. temp. alloy - XXaponpouHble crasb 200-320 30-40
Titanium - TutaHoBble crasb! 400-1050 50-40
R_U12 R__U16
4.50 -‘ — 5
£ 400 ‘ ’é
£ s AY E 4
o 3.0 \\ = R _U16 \
2.50 NS No 3 —
2.00 ~ ~ Ri11U12
’ L N N 2 |
1.50 ~ |
~— |
1.00 ~ 1 "
0.50 i S 1
0.00 ‘ 0
0.00 010 020 030 040 050 0.60 070 0.80 0.90 0.1 0.45 0.8
f,(mm) f,(mm)
Chipbreaker
OnucaHue CTPYKKONOMOB
MR

Strong cutting edge for general steel applications
and hard conditions milling.

YcuneHHas pexxyLuas Kpomka s 06paboTku Bcex
BuAoB cTaneii. MogxoauT ana ppesepoBaHna B
TAKENbIX YCNIOBUAX.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpasn pexyLas KpoMKa ansa nosiyuyncTtoBon
06paboTKm HeprKaBetoLell ctanu. YictoBas
ob6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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HF9000... HF9000G... HF9000AT...

oD n 12 h d dA a é

Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) z
HF9000.016.07.50.200.2 16 200 50 - - 16 2 XPLT 07 76913
HF9000.020.07.50.200.3 20 200 50 - - 20 3 XPLT 07 76913
HF9000.025.07.50.200.4 25 200 50 - - 25 4 XPLT 07 76913
HF9000G.016.07.43.2 16 - - 43 13.8 M8 08 2 XPLT 07 76913
HF9000G.020.07.49.3 20 - - 49 18 M10 3 XPLT 07 76913
HF9000G.025.07.57.4 25 - - 57 21 M12 4 XPLT 07 76913
HF9000.025.10.50.225.3 25 225 50 ® o 25 3 XDLT/X 10 54976
HF9000AT.040.10.16.4 40 - - 40 38 16 4 XDLT/X 10 165795
HF9000AT.050.10.22.5 50 - - 40 43 22 1 5 XDLT/X 10 165795
HF9000AT.063.10.22.6 63 - - 40 48 22 6 XDLT/X 10 165795
HF9000.035.13.63.250.3 25 250 63 = = 32 3 XOLT 13 106022
HF9000AT.050.13.16.4 40 - - 40 43 22 4 XOLT 13 106022
HF9000AT.063.13.22.5 50 = = 40 48 22 2 5 XOLT 13 106022
HF9000AT.080.13.22.7 63 - - 50 58 27 7 XOLT 13 106022

= D = =
<F £ =P
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e o o |0 o
OO/ O[O |e 0o o o ()
o e o o (o)
°
e o
H )
= INEIRP
dsrd1|I1Xng§§§$££Eg§§m§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) () 2|2 2|2 |=s|=|=| =S| | &\ =& &=
XPLT 070305 MR 7 |275] 05 | 2.8 - - 11 ® °
XPLT 070305 M-AF 7 |275]| 05 | 28 - - 11 [ J [ N}
XDLT 10T308 MR 10 397 08 | 44 - - 9 ([ ] (]
XDLT 10T308 M-AF 10 [397)| 08 | 44 - - 9 [} [ N}
XDLX 107308 MR 10 |4.38|0.85| 4.4 = - 15 o o
XDLX 107308 M-AF 10 |4.38|0.85| 4.4 - - 15 ° [}
XOLT 130410 MR 13 |4.76| 1.0 | 55 - - 9 [ ] [}
XOLT 130410 M-AF 13 [476| 1.0 | 55 - - 9 L] e o
H 5 S in
Material ngEﬂ§§£"‘_‘:2ﬁﬂmE
06pabaTbiBaemble MaTepuanbl HB ||l gl s\ =SS HE
Not alloy steel - HenernposasaHHas cTasnb 125-300 22085 220-80 200-60 180-75)
Low alloy steel - HuskonervnpogsaHHas ctanb 180-350 185-70 135'60‘ ‘5(*60‘ 140-60
Alloy steel - NlernposaHHas cTanb 200325 150-60 ‘40'60‘ ‘4&60‘ 140'50‘
Stainless steel mart - MapTeHcUTHas Hepsk. CTanb 200-240 140'60‘ 130'60‘ 160-60 150'50‘
Stainless steel aust - AycTeHUTHas Hepx. CTalb 180-230 120-60 120-60 140-60 150-60
Hig. temp. alloy - XXaponpouHbie crnnasbl 200-320 75-25|70-30
Titanium - TutaHoBbIE CNNaBbl 400-1050 75-25 | 80-40
09 HFCO07
e = 1.00
E os £
E or =P E o015 ——
a 06 ~ . -
: o — s HFC07
oa ~ 0.50
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Chipbreaker
Onucanue CTPYXKONIOMOB
MR

Strong cutting edge for general steel applications >xand
hard conditions milling.

YcuneHHan pexyluasn Kpomka ana o6paboTki Bcex
BWAOB cTaneit. Moaxoaut ansa ¢ppesepoBaHIiA B TAKENbIX
YCNoBUAX.

M-AF

Sharp cutting edge for general stainless steel applications
and for finishing in steels.

OcTpas pexyLuasn KpoMKa AnA Noy4ncroBoil o6paboTku

HepX<aBeloLLen ctanu. YucroBasa obpaboTka cTanu.
O Onrequest/ no 3anpocy P 1 P

® Instock/ B Hannumn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTJIABHBIMU NIACTUHAMU

FM1200AT... FM1200ATP...
oD @D2 | 13 d a
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) z

FM1200AT.050.12.22.4 50 63 40 20 22 6 4 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,10
FM1200AT.063.12.22.5 63 76 50 20 22 6 5 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,10
FM1200AT.080.12.27.6 80 93 50 22 27 6 6 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,12
FM1200AT.100.12.32.6 100 | 113 | 50 25 32 6 6 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,17
FM1200AT.125.12.40.7 125 | 138 | 63 30 40 6 7 SEK.. 1203.. 1006L | 2063 3010 4016 5004 =
FM1200AT.160.12.40.8 160 | 173 | 63 30 40 6 8 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,52
FM1200AT.200.12.60.10 200 | 213 | 63 40 60 6 10 SEK.. 1203.. 1006L | 2063 3010 4016 5004 | 912,56

oD oD2 | 13 d a

Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) 2z

FM1200ATP.080.12.27.6 80 92 50 22 27 6 6 SEK..1203.. | 1077 [912,12 - - - - 1460
FM1200ATP.100.12.32.8 100 | 112 | 50 25 32 6 8 SEK..1203.. | 1077 [912,17 - - - - 1460
FM1200ATP.125.12.40.8 125 | 137 | 63 30 40 6 8 SEK.. 1203.. | 1077 - - - - - 1460
FM1200ATP.160.12.40.10 160 | 172 | 63 30 40 6 10 | SEK..1203..| 1077 |912,52 = = = = 1460
FM1200ATP.200.12.60.12 200 | 212 | 63 40 60 6 12 | SEK..1203.. | 1077 |912,56 - - - - 1460
FM1200ATP.250.12.60.16 250 | 262 | 63 40 60 6 16 | SEK..1203.. | 1077 | 912,56 - - - - 1460
FM1200ATP.080.15.27.6 80 98 50 22 27 9 6 SEK.. 1504.. | 1077 | 912,12 | 5520 | 6488 | 6489 | 6918 | 1460
FM1200ATP.100.15.32.8 100 | 118 | 50 25 32 9 8 SEK.. 1504.. | 1077 | 912,17 | 5620 | 6488 | 6489 | 6918 | 1460
FM1200ATP.125.15.40.8 125 | 143 | 63 30 40 9 8 SEK.. 1504.. | 1077 - 5620 | 6488 | 6489 | 6918 | 1460
FM1200ATP.160.15.40.10 160 | 178 | 63 30 40 9 10 | SEK..1504.. | 1077 | 912,52 | 5620 | 6488 | 6489 | 6918 | 1460
FM1200ATP.200.15.60.12 200 | 218 | 63 40 60 9 12 | SEK..1504.. | 1077 | 912,56 | 5620 | 6488 | 6489 | 6918 | 1460
FM1200ATP.250.15.60.16 250 | 268 | 63 40 60 9 16 | SEK..1504.. | 1077 | 912,56 | 5620 | 6488 | 6489 | 6918 | 1460
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° ° [ ] [ ] OoO|(O | O
o O| e o o o °
o [ ] [ ] [ ] (o] o
°
oo
H )
3 S ] ™
I s ap N r a1 Ximg T2 R 3§ A2/ 5 3 485
Art./ Apr. (mm) (mm) (mm) mm) mm) mm) ) & | 2| 2| 2SS | 2| S| S| S| F|=|=|F| 5=
SEKN 1203AFSN MR 12.7 13.18| 6.3 2 045/ 25|25 @ | @ ° )
SEKR 1203AFSN M-AF 12.7 13.18| 6.4 2 04525 |25 | @ [ I (o]
SEKR 1504AFSN M-AF 15.875/4.72| 85 | 1.7 1 25125 | @ [ I o
3 S ] "
Material 28 E 5 232 &2 2z s E 88 E
06pa6arbiBaemble MaTepuanbl HB g ===\ x|/ =\ =53 &=
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85220-85 1220-85 1200-60 180-75
Low alloy steel - HuskonermposaxHas ctanb 180-350 185-70185-70 185-70 150-60140-60 140-60
Alloy steel - JlernposaHHas cTanb 200-325 [150-60150-60 150-60 140-60130-60 140-60‘
Stainless steel mart - MapTeHcuTHas Hep. cTanb 200-240 1140-60140-60 140-60 160-601150-60 150—60‘
Stainless steel aust - AycTeHUTHas Heps. CTanb 180-230 120-60 150-60135-60 150-60
. 320-
Cast iron- YyryH 100
Hig. temp. alloy - *KaponpouHble cnnasbl 200-320 50-40
Titanium - TutaHoBble crnaBbi 400-1050 50-40
SEK_12 SEK_15
- 9 - 10
[ [ [ [
£ S \ E
=7 X = By
o 6 \ © SEK_15 T
5 \ N\ ~—_
4 NN 5 —
N\ CSEK 12
3 \\ \\ SEN 12
2
1 AN N\
| | | i E—
0 0
000 005 010 0.15 020 025 030 0.13 0.21 0.28
f,(mm) f,(mm)
Chipbreaker
Onucanme CTPYKONOMOB

) MR

Strong cutting edge for general steel

applications and hard conditions milling.

\ ) YcuneHHas pexylian KpomKka gna

06paboTku Bcex BMAOB cTaneii. Moaxoant

AnA GppesepoBaHNA B TAXKENbIX YCTIOBUAX.

0 M-AF

Sharp cutting edge for general stainless steel

applications and for finishing in steels.
OcTpas pexylan KpoMmKa gna

NoNy4NCTOBOI 06PaboTKMN HepKaBetoLLelt

cranu. YuctoBas o6paboTka cTanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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FM1202AT... FM1202ATP...
d
7
[ i L ] A A J A
i Ay '
___E__ L L
i o) 1
i a \
\ \— Y
N T I
D2 D2
oD 0 D2 | 13 d a
Art./ Apr. (mm)  (mm)  (mm) (mm) (mm) (mm) z
FM1202AT.040.12.16.3 40 46 40 18 16 3 SP.. 1203.. 1006 | 2066 - - 1058
FM1202AT.050.12.22.3 50 56 40 20 22 3 SP.. 1203.. 1006 | 2066 | 3012 | 4012 |912.10
FM1202AT.063.12.27.4 63 69 50 22 27 4 SP.. 1203.. 1006 | 2066 | 3012 | 4012 |912.12
FM1202AT.080.12.32.5 80 86 50 25 32 5 SP.. 1203.. 1006 | 2066 | 3012 | 4012 |912.17
FM1202AT.100.12.40.6 100 106 50 30 40 ? 6 SP.. 1203.. 1006 | 2066 | 3012 | 4012 |912.20
FM1202AT.125.12.40.6 125 131 63 30 40 6 SP.. 1203.. 1006 | 2066 | 3012 | 4012 -
FM1202AT.160.12.40.7 160 166 63 30 40 7 SP.. 1203.. 1006 | 2066 | 3012 | 4012 [912.52
FM1202AT.200.12.60.8 200 206 63 40 60 8 SP.. 1203.. 1006 | 2066 | 3012 | 4012 |912.56
oD 0D2 | 3 d a
Art./ Apr. (mm)  (mm)  (mm) (mm) (mm) (mm) z
FM1202ATP.080.12.27.5 80 86 50 22 27 5 SP.. 1203.. 1077 | 6437 | 6438 | 6914 (912.12| 1460
FM1202ATP.100.12.32.7 100 106 50 25 32 7 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.20| 1460
FM1202ATP.125.12.40.8 125 131 63 30 40 8 SP.. 1203.. 1077 | 6437 | 6438 | 6914 - 1460
FM1202ATP.160.12.40.10 160 166 63 30 40 10 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.52| 1460
FM1202ATP.200.12.60.12 200 206 63 40 60 9 12 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.56| 1460
FM1202ATP.250.12.60.16 250 256 63 40 60 16 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.52| 1460
FM1202ATP.315.12.60.20 315 321 63 40 60 20 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.56| 1460
FM1202ATP.400.12.60.26 400 406 63 40 60 26 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.52| 1460
FM1202ATP.500.12.60.34 500 506 63 40 60 34 SP.. 1203.. 1077 | 6437 | 6438 | 6914 |912.56| 1460
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[ ] [ ] ° ° o/ 0|0
(o] [ ] [ ] [ ] [ ] [ ]
(o] L] o [ ] (o)
°
[ NI
H °
2 5] & in
| H ap I r a1 X | a|e|E |2 E E § E wl o] ; é @ ;
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) () & | & | 2| & |=|=|=|=s|E|=| & |2 | | &=
SPKN 1203EDTR MR 127 {31898 | 1.2 | 05 | 25 | 15 ® ® [}
SPKR 1203EDER M-AF 127 131898 | 14 | 09 | 25 | 15 ® o
S = S “n
Material a2 E|E E § § E »n E S E é n E
06pa6atbiBaemble MaTepuanbl HB || 8=l =5 4|
Not alloy steel - HenernposaBaHHas cTanb 125-300 22085 220-85 200-60 180-75
Low alloy steel - HuskonervposaHHas cTanb 180-350 185-70 185-70 150-60 140-60
Alloy steel - llernposaHHas cTanb 200-325 150-60 150-60 140-60 140-60
Stainless steel mart - MapTeHcTHas HepX. CTanb 200-240 140-60 140-60 160-60 150-60
Stainless steel aust - AycTeHWUTHas Hepx. cTarnb 180-230 120-60 120-60 140-60 150-60
i 320-
Cast iron- YyryH =
Hig. temp. alloy - XXaponpouHble cnnasbl 200-320 50-40
Titanium - TutTaHoBbIE CNNaBbI 400-1050 50-40
10 ‘ 15
— 9 | \ I —_
E . \ E
E, E
a \ a 10
© 6 \\ (]
5 } } \7\ } 7 \
a \ SPK_12
N\ 5
3
2 \\
N\,
1 N
[ N I
(V] [ [ [ [ [~ | 0
0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.10 0.17 0.23
f,(mm) f,(mm)
Chipbreaker
Onucanue CTpyxKoNnomos

) MR
Strong cutting edge for general steel
applications and hard conditions milling.
\ J YcuneHHas pexyLuas Kpomka ans
06paboTkm Bcex BMAOB cTaneii. Mogxogut
Ans dpe3epoBaHNs B TAXKENbIX YCTIOBUAX.
0 M-AF
Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexyLyas KpoMKa s

NoJlyuncToBoii 06paboTKN HepXKaBetoLLel
cTanu. YucrtoBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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ApTukyn D L L, L, d Pasmepbl nnactuH
DIS 014x3D S05 14 55 42 50 20 SOLT 0502...
DIS 014.5x3D S05 14.5 59 45 50 20 SOLT 0502...
DIS 015x3D S05 15 59 45 50 20 SOLT 0502...
DIS 015.5x3D S05 15.5 64 48 50 20 SOLT 0502...
DIS 016x3D S05 16 64 48 50 20 SOLT 0502...
DIS 016.5x3D S05 16.5 68 51 50 20 SOLT 0502...
DIS 017x3D S06 17 68 51 50 20 SOLT 06T2...
DIS 017,5x3D 506 175 7 51 56 25 SOLT 06T2...
DIS 018x3D S06 18 n 54 56 25 SOLT 06T2...
DIS 018,5x3D 506 18.5 75 55.5 56 25 SOLT 06T2...
DIS 019x3D S06 19 75 57 56 25 SOLT 06T2...
DIS 019.5x3D 506 19.5 78 60 56 25 SOLT 06T2...
DIS 020x3D S07 20 78 60 56 20 SOLT 0703...
DIS 020.5x3D S07 205 82 615 56 25 SOLT 0703...
DIS 021x3D S07 21 85 66 56 25 SOLT 0703...
DIS 021.5x3D S07 215 85 66 56 25 SOLT 0703...
DIS 022x3D S07 22 85 66 56 25 SOLT 0703...
DIS 022.5x3D S07 25 89 69 56 25 SOLT0703....
DIS 023x3D S07 23 89 69 56 25 SOLT 0703...
DIS 023.5x3D S08 235 92 7 60 32 SOLT 0803....
DIS 024x3D S08 24 92 72 60 32 SOLT 0803...
DIS 024.5x3D S08 245 9% 75 60 32 SOLT 0803...
DIS 025x3D S08 25 96 78 60 32 SOLT 0803...
DIS 025.5x3D 508 255 9% 78 60 32 SOLT 0803...
DIS 026x3D S08 26 99 81 60 32 SOLT 0803...
DIS 026.5x3D S08 26.5 103 81 60 32 SOLT 0803...
DIS 027x3D S08 27 103 81 60 32 SOLT 0803...
DIS 027.5x3D S08 275 106 84 60 32 SOLT 0803...
DIS 028x3D S08 28 106 84 60 32 SOLT 0803...
DIS 028.5x3D S10 285 100 87 60 32 SOLT 10T3...
DIS 029x3D 10 29 110 87 60 32 SOLT 10T3...
DIS 029.5x3D S10 29.5 113 90 60 32 SOLT 10T3...
DIS 030x3D S10 30 113 90 60 32 SOLT 10T3...
DIS 030.5x3D S10 30.5 117 93 68 40 SOLT 10T3...
DIS 031x3D 10 31 117 93 68 40 SOLT 10T3...
DIS 031.5x3D 10 315 120 96 68 40 SOLT 10T3...
DIS 032x3D S10 32 120 96 68 40 SOLT 10T3...
DIS 032.5x3D 10 325 124 99 68 40 SOLT 10T3...
DIS 033x3D S10 33 124 99 68 40 SOLT 10T3...
DIS 033.5x3D 511 335 127 102 68 40 SOLT1104...
DIS 034x3D S11 34 127 102 68 40 SOLT1104...
DIS 034.5x3D S11 345 131 102 68 40 SOLT1104...
DIS 035x3D S11 35 131 105 68 40 SOLT1104...
DIS 035.5x3D S11 35.5 134 105 68 40 SOLT1104...
DIS 036x3D S11 36 134 108 68 40 SOLT1104...
DIS 036.5x3D S11 36.5 138 108 68 40 SOLT1104...
DIS 037x3D S11 37 138 m 68 40 SOLT1104...
DIS 037.5x3D S11 37.5 141 m 68 40 SOLT1104...
DIS 038x3D S11 38 M 114 68 40 SOLT 1104...
DIS 038.5x3D S13 38.5 145 17 68 40 SOLT 1305....
DIS 039x3D $13 39 145 117 68 40 SOLT 1305...
DIS 039.5x3D S13 39.5 148 120 68 40 SOLT 1305...
DIS 040x3D S13 40 148 120 68 40 SOLT 1305...
DIS 040.5x3D S13 405 152 123 68 40 SOLT 1305...
DIS 041x3D 13 1 152 123 68 40 SOLT 1305...
DIS 041.5x3D S13 a5 155 126 68 40 SOLT 1305...
DIS 042x3D S13 42 155 126 68 40 SOLT 1305...
DIS 042.5x3D S13 a5 159 129 68 40 SOLT 1305...
DIS 043x3D S13 43 159 129 68 40 SOLT 1305...
DIS 043.5x3D S13 35 162 132 68 40 SOLT 1305...
DIS 044x3D S13 44 162 132 68 40 SOLT 1305...



. umt DRILLS WITH CARBIDE INSERTS * CBEPIEHUE CO CMEHHbIMU MJIACTUHAMU

ApTukyn
DIS 014x4D 05
DIS 014.5x4D 505
DIS 015x4D 05
DIS 015.5x4D S05
DIS 016x4D S05
DIS 016.5x4D S05
DIS 017x4D 506
DIS 017,5%4D 06
DIS 018x4D 506
DIS 018,5%4D 06
DIS 019x4D 506
DIS 019.5%4D 06
DIS 020x4D 07
DIS 020.5x4D S07
DIS 021x4D 507
DIS 021.5x4D S07
DIS 022x4D 07
DIS 022.5x4D S07
DIS 023x4D 07
DIS 023.5x4D 08
DIS 024x4D S08
DIS 024.5x4D S08
DIS 025x4D S08
DIS 025.5x4D S08
DIS 026x4D S08
DIS 026.5x4D 08
DIS 027x4D 08
DIS 027.5x4D S08
DIS 028x4D S08
DIS 028.5x4D 10
DIS 029x4D 10
DIS 029.5x4D S10
DIS 030x4D $10
DIS 030.5x4D S10
DIS 031x4D $10
DIS 031.5x4D S10
DIS 032x4D $10
DIS 032.5x4D S10
DIS 033x4D $10
DIS 033.5x4D S11
DIS 034x4D S11
DIS 034.5x4D S11
DIS 035x4D S11
DIS 035.5x4D S11
DIS 036x4D S11
DIS 036.5x4D S11
DIS 037x4D S11
DIS 037.5x4D S11
DIS 038x4D S11
DIS 038.5x4D S13
DIS 039x4D $13
DIS 039.5x4D S13
DIS 040x4D S13
DIS 040.5x4D S13
DIS 041x4D $13
DIS 041.5x4D S13
DIS 042x4D S13
DIS 042.5x4D S13
DIS 043x4D $13
DIS 043.5x4D S13
DIS 044x4D S13

215
2
25
23
35
24
245
25
255
26
26.5
27
275
28
285
29
295
30
30.5
31
315
32
325
33
335
34
345
35
35.5
36
36.5
37
37.5
38
38.5
39
39.5
40
40.5
41
a5
Iy
425
43
435
4

69
74
74
80
80
85
85
89
89
9
9
98

98
103
103
107
107
112
112
116
116
121
121
125
125
130
130
134
134
139
139
143
143
148
148
152
152
157
157

161
161
166
166
170
170
175
175
179
179
184
184
188
188
193
193
197
197

202

202

206

206

50
50
50
50
50
50
50
56
56
56
56
56
56
56
56
56
56
56
56
60
60
60
60
60
60
60
60
60
60
60
60
60
60
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68
68

20
20
20
20
20
20
20
25
25
25
25
25
20
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
32
32
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

Pa3mepbl nnacTtuH
SOLT 0502...
SOLT 0502...
SOLT 0502...
SOLT 0502...
SOLT 0502...
SOLT 0502...
SOLT 06T2...
SOLT 06T2...
SOLT 06T2...
SOLT 06T2...
SOLT 06T2...
SOLT 06T2...
SOLT 0703...
SOLT 0703...
SOLT 0703...
SOLT 0703...
SOLT 0703...
SOLT 0703...
SOLT 0703...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT 0803...
SOLT10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT10T3...
SOLT10T3...
SOLT10T3...
SOLT10T3...
SOLT10T3...
SOLT10T3...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
SOLT 1305...
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ApTukyn D L L, L, d Pasmepbl nnactuH
DIS 014x5D S05 14 83 70 50 20 SOLT 0502...
DIS 014.5x5D 505 145 89 75 50 20 SOLT 0502...
DIS 015x5D S05 15 89 75 50 20 SOLT 0502...
DIS 015.5x5D S05 15.5 9% 80 50 20 SOLT 0502...
DIS 016x5D S05 16 96 80 50 20 SOLT 0502...
DIS 016.5x5D 505 16.5 102 85 50 20 SOLT 0502...
DIS 017x5D S06 17 102 85 50 20 SOLT 06T2...
DIS 017,5x5D S06 175 107 9% 56 2 SOLT 06T2...
DIS 018x5D S06 18 107 90 56 25 SOLT 06T2...
DIS 018,5x5D S06 18.5 113 95 56 25 SOLT 06T2...
DIS 019x5D S06 19 113 95 56 25 SOLT 06T2...
DIS 019.5x5D 06 19.5 118 100 56 25 SOLT 06T2...
DIS 020x5D S07 20 118 100 56 25 SOLT 0703...
DIS 020.5x5D S07 205 124 105 56 25 SOLT 0703...
DIS 021x5D S07 21 124 105 56 25 SOLT 0703...
DIS 021.5x5D 507 215 129 110 56 25 SOLT 0703...
DIS 022x5D S07 22 129 110 56 25 SOLT 0703...
DIS 022.5x5D S07 25 135 115 56 25 SOLT 0703...
DIS 023x5D S07 23 135 115 56 25 SOLT 0703...
DIS 023.5x5D S08 235 140 120 60 £ SOLT 0803...
DIS 024x5D S08 24 140 125 60 32 SOLT 0803...
DIS 024.5x5D S08 245 146 125 60 32 SOLT 0803...
DIS 025x5D S08 25 146 130 60 32 SOLT 0803...
DIS 025.5x5D S08 255 151 130 60 32 SOLT 0803...
DIS 026x5D S08 26 151 135 60 32 SOLT 0803...
DIS 026.5x5D S08 265 157 135 60 32 SOLT 0803...
DIS 027x5D S08 27 157 135 60 32 SOLT 0803...
DIS 027.5x5D S08 275 162 140 60 32 SOLT 0803...
DIS 028x5D S08 28 162 140 60 32 SOLT 0803...
DIS 028.5x5D $10 28.5 168 145 60 32 SOLT 10T3...
DIS 029x5D S10 29 168 145 60 32 SOLT 10T3...
DIS 029.5x5D S10 29.5 173 150 60 32 SOLT 10T3...
DIS 030x5D S10 30 173 150 60 32 SOLT 10T3...
DIS 030.5x5D S10 30.5 179 155 68 40 SOLT 10T3...
DIS 031x5D S10 31 179 155 68 40 SOLT 10T3...
DIS 031.5x5D S10 31.5 184 160 68 40 SOLT 10T3...
DIS 032x5D S10 32 184 160 68 40 SOLT 10T3...
DIS 032.5x5D S10 32.5 190 165 68 40 SOLT 10T3...
DIS 033x5D S10 33 190 165 68 40 SOLT 10T3...
DIS 033.5x5D S11 335 195 170 68 40 SOLT1104...
DIS 034x5D S11 34 195 170 68 40 SOLT1104...
DIS 034.5x5D S11 345 201 175 68 40 SOLT1104...
DIS 035x5D S11 35 206 175 68 40 SOLT1104...
DIS 035.5x5D S11 35.5 206 180 68 40 SOLT1104...
DIS 036x5D S11 36 212 180 68 40 SOLT1104...
DIS 036.5x5D S11 36.5 212 185 68 40 SOLT1104...
DIS 037x5D S11 37 212 185 68 40 SOLT1104...
DIS 037.5x5D S11 37.5 2117 190 68 40 SOLT1104...
DIS 038x5D S11 38 217 190 68 40 SOLT1104...
DIS 038.5x5D S13 38.5 m 195 68 40 SOLT1305...
DIS 039x5D S13 39 223 195 68 40 SOLT 1305...
DIS 039.5x5D $13 39.5 28 200 68 40 SOLT 1305...
DIS 040x5D S13 40 228 200 68 40 SOLT 1305...
DIS 040.5x5D $13 405 234 205 68 40 SOLT 1305...
DIS 041x5D S13 1 234 205 68 40 SOLT 1305...
DIS 041.5x5D $13 as 239 210 68 40 SOLT 1305...
DIS 042x5D S13 42 239 210 68 40 SOLT 1305...
DIS 042.5x5D S13 a5 25 215 68 40 SOLT 1305...
DIS 043x5D S13 43 245 215 68 40 SOLT 1305...
DIS 043.5x5D $13 835 250 20 68 40 SOLT 1305...
DIS 044x5D S13 44 250 220 68 40 SOLT 1305...
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ApTukyn IC R
SOLT 050204 MR 5.0 21 0.4 °
SOLT 050204 M-AF 5.0 21 0.4 °
SOLT 050204 SCE 5.0 2.1 0.4 [ ]
SOLT 050204 MS 5.0 21 0.4 °
SOLT 06T206 MR 5.8 25 0.6 °
SOLT 06T206 M-AF 5.8 25 0.6 °
SOLT 06T206 SCE 5.8 25 0.6 °
SOLT 067206 MS 5.8 25 0.6 °
SOLT 070308 MR 6.9 3.0 0.8 °
SOLT 070308 M-AF 6.9 3.0 0.8 °
SOLT 070308 SCE 6.9 3.0 0.8 °
SOLT 070308 MS 6.9 3.0 0.8 °
SOLT 080308 MR 8.4 35 0.8 °
SOLT 080308 M-AF 8.4 35 0.8 [ ]
SOLT 080308 SCE 8.4 35 08 °
SOLT 080308 MS 8.4 35 0.8 °
SOLT 107308 MR 10.3 4.0 0.8 [
SOLT 107308 M-AF 10.3 4.0 0.8 [ J
SOLT 107308 SCE 103 40 0.8 °
SOLT 10T308 MS 103 4.0 0.8 °
SOLT 110408 MR 11 44 0.8 °
SOLT 110408 M-AF 11 44 08 °
SOLT 110408 SCE 1.1 44 08 °
SOLT 110408 MS 1.1 44 0.8 [ J
SOLT 130508 MR 133 5.0 0.8 °
SOLT 130508 M-AF 133 5.0 0.8 °
SOLT 130508 SCE 133 5.0 0.8 °
SOLT 130508 MS 133 5.0 0.8 °
g g ¢
a = x
°
o
°
°

Ve

p.272
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Bumt

Alloy description
OnucaHuve cnnaBoB

P125D

HC-P25 1 HC-M25

Specification:

Composition: Composition: Co 9.0%; mixed carbides 4.0%; WC balance;
Grain size: fine/medium

Hardness: HV30 1510;

Coating specification: PVD TiAIN/TiN;

Recommended application: Particularly suitable for the machining of steels.

CocraB: Co 9.0%; CoeaviHeHuA Kapbugos 4.0%; WC ocTanbHoe;

Pasmep 3epHa: menkuii / cpefHnn

Teeppoctb: HV30 1510;

Cocras nokpbitusa: PVD TiAIN/TiN;

P Aauum K MepBbii BbIGOP A58 06paboTKM CTanu.

P

M40D

HC-M40 | HC-P40

Specification:

Composition: Co 9.0%; mixed carbides 0.7%; WC balance;

Grain size: submicron

Hardness: HV30 1590;

Coating specification: PVD TiAIN;

Recommended application: The first choice for the machining of austenitic steels as well as heat-resistant alloys.

CocraB: Co 9.0%; CoeauHeHuns Kap6upos 0.7%; WC octanbHoe;

Pa3mep 3epHa: CyOMUKPOHHbBIN

TeeppocTtb: HV30 1590;

CoctaB nokpbitua: PVD TiAIN;

P Aauun K np Huto: MepBblil BbIGOP ANA 06paboTKM ayCTEHUTHON CTanN U XKapOoNPOYHbIX Cr1aBoB

K115D

HC-K15

Specification:

Composition: Co 6.0%; WC balance; mixed carbides 2.0%;
Grain size: fine

Hardness: HV30 1630;

Recommended application: Suitable for cast iron machining.

CocraB: Co 6.0%; CoeanHeHuna Kap6uaos 2.0%;

Pa3mep 3epHa: menkui

Teeppoctb: HV30 1630;

CocTaB NOKPbITUA: 6€3 NOKPbITHS;

Py Aauuu K np Huto: P3paboTtaH Ana o6paboTky YyryHoB
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Guideline values for solid drilling

Cutting speed vc (m/min)

E £ > %: S 8 .x"‘
o= £ E ﬁ £ g8 % ) -
£ it - g3 \*
= & = :e
= =2 P125D M40D K115D
min opt. max min opt. max min opt. max
1.0037 (S235JR)
<500 non-alloy steels 1.0715 (11SMn30) 200 260 320 200 250 300 250 300 350
1.0044 (S2575JR)
1.0050 (E295)
500-900 non-alloy / low alloy steels 1.0535 (C55) 250 270 300 250 270 300 250 270 300
1.7131 (16Mn(r5)
<500 lead alloys 1.0718 (11SMnPb30) 200 260 320 160 220 280 250 300 350
low alloy steels: heat resistant
structural, 1.7225 (42CrMo4)
>900 heat treated, nitride and tools 1.1221 (C60E) L Y 2 120 1y ALY ALY 2 2
steels
. 1.2341 (6CrMo15-5)
>900 high alloy steels 1.2601 (X165CrMoV12) 120 160 200 120 160 200 200 240 280
HSS 50 70 90 40 60 80 170 200 230
special alloys: Inconel (ol
250 stte"o r{ir;lonic sté (NiuCr19Fe19Nb5Mo3) on request
y ' 2.4631 (Nimonic 80A)
400 t!tan!um, 3.7115 (TiAI5Sn2.5) on request
titanium alloys
X 1.4306 (X2CrNi19-11)
<600 stainless steels 1.4401 (X5CrNiMo17-12-2) 150 170 210 140 180 220 210 240 270
X 1.4511 (X3CrNb17)
<900 stainless steels 14571 (X10CrNiMaTi17-12-2) 120 150 200 120 160 200 190 220 250
X 1.4713 (X10CrAISi7)
>900 stainless / fireproof steels 1.4862 (XBNICrSi38-18) 110 150 190 120 160 200 190 220 250
) 0.6025 (EN-GJL-250)
180 | graycastiron 0.6035 (EN-GJL-350) 120 160 200 110 150 190 160 240 320
250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 120 150 80 110 140 100 140 180
<600 559 :EE;‘:'“' graphite castiron, | o 7040 (EN-GJ5-400-15) 1200 160 20 | 10 | 150 19 | 120 160 | 200
spheroidal graphite cast iron G0 )
230 | DU ’ g " | 07055 (@s-55) M0 140 170 | 10 130 60 | 100 140 180
P 0.8055 (GTW-55)
spheroidal graphite cast iron, 0.7060 (EN-GJS-600-3)
>600 250 perlitic malleable iron 0.8165 (GTS-65) <l e L e (L [ 2 (2 E
alloyed spheroidal 0.7661
200 graphite cast iron (EN-GJSA-XNiCr20-2) % 120 130 80 110 140 20 120 150
X ) EN-GJVTi<0,2
300 | vermicular castiron EN-GIVTi > 0.2 80 100 120 70 90 110 70 100 130
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Feed f (mm/rev)
014-16.5 017-19.5 020-23 023.5-28 028.5-33 033.5-38 038.5-44
f (mm/min) f (mm/min) f (mm/min) f (mm/min) f (mm/min) f (mm/min) f (mm/min)
0.04-0.1 0.08-0.1 0.06-0.12 0.06-0.12 0.06-0.12 0.06-0.12 0.06-0.12
0.04-0.14 0.1-0.15 0.11-0.16 0.11-0.16 0.11-0.13 0.11-0.16 0.11-0.16
0.06-0.16 0.1-0.16 0.13-0.18 0.13-0.2 0.15-0.2 0.15-0.2 0.15-0.2
0.06-0.16 0.11-0.16 0.13-0.22 0.14-0.22 0.14-0.22 0.14-0.22 0.14-0.22
0.06-0.15 0.1-0.15 0.12-0.22 0.14-0.22 0.14-0.22 0.14-0.22 0.14-0.22
on request
on request
0.06-0.12 0.08-0.12 0.1-0.18 0.12-0.18 0.1-0.18 0.1-0.18 0.1-0.18
0.06 -0.12 0.08-0.12 0.1-0.18 0.12-0.18 0.12-0.18 0.12-0.18 0.12-0.18
0.06-0.1 0.06-0.16 0.09-0.16 0.1-0.16 0.1-0.16 0.1-0.16 0.1-0.16
0.1-0.16 0.1-0.18 0.14-0.25 0.18-0.3 0.2-0.3 0.2-0.3 0.2-0.3
0.08-0.16 0.1-0.16 0.12-0.23 0.16-0.28 0.18-0.28 0.18-0.28 0.18-0.28
0.08-0.18 0.12-0.18 0.14-0.25 0.18-0.3 0.2-0.3 0.2-0.3 0.2-0.3
0.08-0.18 0.12-0.18 0.14-0.25 0.18-0.3 0.2-0.3 0.2-0.3 0.2-0.3
0.08-0.18 0.12-0.18 0.14-0.25 0.18-0.3 0.2-03 0.2-0.3 0.2-0.3
0.08-0.16 0.1-0.16 0.12-0.23 0.16-0.28 0.18-0.28 0.18-0.28 0.18-0.28
0.08 -0.15 0.09-0.15 0.11-0.22 0.15-0.27 0.17-0.27 0.17-0.27 0.17-0.27
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XPNT Inserts
XPNT Mnactunbl

(= (=
= 3 5
gd I s r d, ] a a
Destignation (mm) (mm) (mm) (mm) (mm) & = =
XPNT 040204EL 4.50 4.00 1.80 0.40 2.10 o o
XPNT 040204ER 4.50 4.00 1.80 0.40 2.10 o °
XPNT 050204EN 5.80 5.00 2.10 0.40 2.25 ° o
XPNT 060204EN 6.50 6.00 292 0.40 2.50 o o
XPNT 070304EN 7.60 7.00 3.87 0.40 2.80 on ° °
request
XPNT 080304EN 8.50 8.00 3.87 0.40 3.40 o °
XPNT 090404EN 9.60 9.00 4.66 0.40 3.40 no o o
3anpocy

XPNT 100404EN 10.60 10.00 4.66 0.40 4.40 o °
XPNT 100408EN 10.60 10.00 4.66 0.80 4.40 ° °
XPNT 130504EN 13.50 12.50 5.45 0.40 5.30 [ [

XPNT 130508EN 13.50 12.50 5.45 0.80 5.30 [
XPNT 170608EN 17.50 16.00 6.25 0.80 5.30 [ °
= =
= 3 =
0 Q Q
= = =
o [-™ -9
° ° °

M Stainless steel aust. - AycteHuTHaA Hepx. cTanb () °
o °

o

°

O Main application
® Extended application
s Ap
Ve fn
p. 280 p. 281 p.279 p.276-277
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XPET Inserts for aluminium
XPET lMnactuubl ana antommHmna

[
od I s r d =
Destignation (mm) (mm) (mm) (mm) (mm) =
XPET 050204FN 5.80 5.00 2.10 0.40 2.25 °
XPET 060204FN 6.50 6.00 292 0.40 2.50 °
XPET 070304FN 7.60 7.00 3.87 0.40 2.80 °
XPET 080304FN 8.50 8.00 3.87 0.40 3.40 o
XPET 09T304FN 9.60 9.00 4.66 0.40 3.40 °
XPET 10T304FN 10.60 10.00 4.66 0.40 4.40 °
XPET 130504FN 13.50 12.50 545 0.40 5.30 o
XPET 170608FN 17.50 16.00 6.25 0.80 530 o
—_
=
sl
=

M Stainless steel aust. - AycteHuTHas Hep. cTanb
°

O Main application

® Extended application

~ Ap
Ve fn
p. 280 p. 281 p. 279 p.276-277
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Drilling depthup to 1.5xD
Available range for XPNT and XPET

oD dA ! I f
(mm) Type Description [mm] [mm] [mm] [mm]

8.00 VTR/L D08x12.0x04* 12.00 80.00 12.00 4.00 XPNT 0402 | 11807484 @ 11843205
10.00 VTR/L D10x15.0x05 12.00 90.00 15.00 5.00 XP..T 0502 | 11807480 - 11843205
12.00 VTR/L D12x18.0x06 16.00 100.00 18.00 6.00 XP.T0602 | 11684214 - 11488748
14.00 VTR/L D14x21.0x07 16.00 110.00 21.00 7.00 XP..T0703 | 11684216 - 11206195
16.00 VTR/L D16x24.0x08 20.00 125.00 24.00 8.00 XP..T 0803 | 11227305 - 11843208
18.00 VTR/L D18x27.0x09 25.00 135.00 27.00 9.00 XP..T 0904 | 11227305 - 11843208
20.00 VTR/L D20x30.0x10 25.00 150.00 30.00 10.00 XP..T 1004 | 11610311 | 11450858 -
25.00 VTR/L D25x37.5x13 32.00 180.00 37.50 12.50 XP..T1305 | 11801441 | 11816974 -
32.00 VTR/L D32x48.0x17 40.00 200.00 48.00 16.00 XP..T1706 | 11801441 | 11816974 -

* Right-hand holder / Right-hand indexable insert
* Left-hand holder / Left-hand indexable insert
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Drilling depth up to 2.25xD
Available range for XPNT and XPET

oD d, d, I, l, 1, f

(Mm) Type Description [mm] [mm] [mm] [mm] [mm] [mm]

8.00 VTR/L D08x18.0x04 10.00 1500 | 60.00 | 18.00 | 22.00 4.00 | XPNT0402 | 11807484 - 11843205
10.00 VTR/L D10x22.5x05 12.00 1800 | 69.50 | 2250 | 27.50 5.00 | XP.T0502 | 11807480 - 11843205
12.00 VTR/L D12x27.0x06 16.00 2200 | 7800 | 27.00 | 33.00 6.00 | XP.T0602 | 11684214 - 11488748
14.00 VTR/L D14x31.5x06 16.00 2300 | 8350 | 3150 | 3850 7.00 | XP.T0703 | 11684216 - 11206195
16.00 VTR/L D16x36.0x08 20.00 2800 | 9400 | 36.00 | 44.00 8.00 | XP.T0803 | 11227305 - 11843208
18.00 VTR/L D18x40.5x09 25.00 36.00 | 10950 | 4050 | 53.50 9.00 | XP.T0904 | 11227305 - 11843208
20.00 VTR/L D20x45.0x10 25.00 3500 | 111.00 | 4500 | 5500 | 10.00 | XP.T1004 | 11610311 | 11450858 -
25.00 VTR/L D25x56.5x13 32.00 4400 | 129.00 | 56,50 | 69.00 | 12.50 | XP.T1304 | 11801441 | 11816974 -
32.00 VTR/L D32x72.0x17 40.00 5400 | 158.00 | 7200 | 8800 | 16.00 | XP.T1706 | 11801441 | 11816974 -

* Right-hand holder / Right-hand indexable insert
* Left-hand holder / Left-hand indexable insert
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]
Grade overview
Standard
designation
g 2 -
g £ E G
) s 2| 2 2%
£ L =1 ES| =% § T
22 E| 8 £z
&.2 Application/ _ | &8 £ - £ o| B g E %
Grade g O6nacTb NpYMeHeHnA 3 E E s 22 E = 85 %
description ISO ANSI  F 01 05 10 15 20 25 30 35 40 45 50 |9 | ST |95 | =S5 axX =0
HC-P25 c6 C L
P125MT HC-K30 cl C °
HC-M20 - C o
HC-P30 c6 P L
HC-M25 - P
PMS30MT HC-S25 - P o °
HC-K30 |l P o
HC-N25 2 P o
HC-P35 cs P L
PMSS35MT HC-M30 - P °
HC-530 - p C
N15MT HW-K15 (@) K °

® Main application

O Extended application
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Alloy description
OnucaHuve cnnaBoB

P125MT HC-P25 | HC-K30 | HC-M20
Composition: Co 7.0%; mixed carbides 8.1%; WC balance
Grain size: 1-2 ym
Hardness: HV30 1450
Coating specification: CVD Ti(CN) + Al203 multi-layer
Recommended application: The wear-resistant solution for steel and cast iron under stable conditions and with high cutting speed
Cocras: Co 7.0 %; CoeprHeHnA kap6uaos 8.1%; WC ocTanbHoe
Pa3mep 3epHa: 1-2 ym
Teeppoctb: HV30 1450
CocraB nokpbitna: CVD Ti(CN) + Al203 MHOrocnonHbIN
PeKkomeHAaLMM K npyMeHeHuIo: NepBbiii BbIGOP 51 06paboTKM YyryHa.
PMS30MT HC-P30 | HC-M25 | HC-525 | HC-K30 |
Composition: Co 9.0%; others 0.75%; WC balance
Grain size: 0.85 pm
Hardness: HV30 1590
Coating specification: PVD TiAIN
Recommended application: The universal high-performance grade for steel, austenitic steel and heat-resistant alloys
Cocras: Co 9.0 %; CoepyiHeHna kap6raos 0.75%; WC ocTanbHoe
Pa3mep 3epHa: 0.85um
Teeppoctb: HV30 1590
Coctas nokpbitua: PVD TiAIN
P Aauun K np 1M10: YHMBEpPCanbHIi BCOKOIDEKTUBHbIN CraB Ay1A 06paboTKM CTanm, ayCTEHUTHOW CTau U XKapOMPOUHbIX
cnnasos
PMS35MT HC-P35 | HC-M30 | HC-S30
Composition: Co 10.3%; others 1.2%; WC balance
Grain size: 0.7 um
Hardness: HV30 1600
Coating specification: PVD TiN / TiAIN
Recommended application: The universal high-performance grade for steel, austenitic steel and heat-resistant alloys
Cocras: Co 10.3 %; CoepvHeHnA kap6uaos 1.2%; WC octanbHoe
Pasmep 3epHa: 0.7 pm
Teeppoctb: HV30 1600
Coctas nokpbitua: PVD TiAIN
P LM K Np 1Mi0: YHMBEpPCanbHii BCOKOIOEKTMBHbIN CrNaB 1A 06paboTKM CTanm, ayCTEHUTHOW CTanM U XKapOMpPOYHbIX
CnnaBoB.
N15MT HW-K15

Composition: Co 6.0% | WC balance; other: 0.20%

Grain size: 0.8-1.3 ym

Hardness: HV30 1650

Coating specification: without

Recommended application: The uncoated carbide grade for the machining of aluminium and other non-ferrous metals.

CocraB: Co 6.0 %; CoeanHeHna kap6upos 0.20%; WC octanbHoe

Pasmep 3epHa: 0.8-1.3 um

TeeppocTb: HV30 1650

CocTaB NOKPbITUA: HET

PeKkomeHAauMy K NPUMEHEHMIO: HEMOKPbITbIA CiaB Ana 06paboTKM antoMUHIA U APYTVIX MaTepUanoB MaTePUAOB HE COAEPKALLNX
xeneso.
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Grades / materials

Cutting data

Coated carbide

Type of treatment / P125MT PMS30MT PMS35MT N15MT
Work piece material alloy Vc [m/min] Vc [m/min] Vc [m/min] Vc [m/min]
Non-alloyed steel 270-90 230-50 250 -70 -
Low-alloyed steel 270-70 160 - 50 180 - 60 -
Steel
High-alloyed steel 170 - 60 150 - 50 160 - 50 -
Corrosion-resistant steel 200-90 180 -50 180 -70 -
Stainless steel 200-90 160 - 50 180 - 90 -
Stainless steel - ; - -
Grey castiron 250-120 180 -90 230-90 -
Spheroidal cast iron 250-110 180 -90 230-110 -
Castiron
Malleable cast iron 250-100 140 - 60 230-90 -
Aluminium wrought - 1800 - 70 1800 - 70 100 - 2250
alloys
Aluminium cast alloys - 1350 - 70 1350 - 70 100 - 1250
Non-ferrous metals
Copper and copper
- 360 -7 - -
alloys (bronze, brass) 0 360-70 100-600
Non-metallic materials - 180 -50 180 - 50 60— 220
Heat-resistant alloys - 80-20 50-10 -
Titanium alloys - 90 - 30 110-30 -

Heat resistant alloys
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Depth of cut / feed rate- 1.5 xD
My6uHa o6pabotkm / nogaua-1,5xD

Turning of Internal profiles

TokapHas 06paboTka BHyTPEHHUb Npodunen

Facing operations
Moppe3ska Topua
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Depth of cut / feed rate - 2.25 xD
My6aHa o6pa6oTku / nogava-2.25xD

Turning of Internal profiles
TokapHas 06paboTKa BHYTPEHHUX Npodunen

Facing operations
Moppeska Topua
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Drilling depth / feed rate
My6aHa o6paboTku / nogaua-2.25x D

Drilling depth
Tny6uHa cBepneHns

Drilling feed rate
Mopaua npu cBepneHuns
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Application reference
PyKoBOACTBO MO NPUMEHEHNIO

Axial displacement of the machine

OcoBoe cmelleHne

Displacement in x - direction
CmelleHMA B HanpaBAeHun X
Correct tool positioning

I'IpanmHoe nosnymnoHnpoBaHne
WHCTPYMEHTa

Mounting of the insert

For tools @ 8 mm right-hand or left-hand inserts are
required. From @ 10-32 mm neutral inserts are applied.

3amsAHa pexyLieil NacTHbI
ina nHcTpymeHTOB @ 8 MM TpebytoTcs

NpaaBOCTOPOHHIE U IEBOCTOPOHHME NNACTUHbI. OT @
10-32 MM NPUMEHAIOT HENTPaJbHble MIACTUHbI.

Angular error
YrnoBas owun6Ka
Turret and/or spindle adjustment
Heo6xoauma perynnpoBkKa
peBoNIbBEPHOI FOIOBKU U/unn
wnuHpena

Through hole
With through holes a sharp-edged disk is created as
tool break-out occurs. Safety measures are necessary.

CKBO3HOe OoTBepcTue

Turret position error

Owunb6Ka nonoxeHus
peBONIbBEPHOI FONOBKU

Adjust turret plate (Y-axis)

OTperynupyiite AnNcK
peBonbBepHOBIA ronoBKu (Y-ocb)

I'Ipvl CBepPJIEHNN CKBO3HbIX OTBepCTI/IVI, 13 3arotToBKN

BblAaBIMBaeTCA AUCK C OCTPbIMU KpasaMU, TaK Kak
npou3xXoanT NPOBbIB MHCTPYMEHTA. Heo6X0ﬂVIMbI mMepbl
npeaoCToOPOKHOCTH.
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Off-centre drilling
CmelleHve ocn cBepfieHuns

Thanks to the special design of the holder
and the indexable inserts off-centre drilling is possible.

Brarofaps cneumanbHoOM KOHCTPYKLMM EPKaBKM 1 PeXyLLei NAacTUHbI, BO3MOXHO
CMeLLeHne NHCTPYMEHTa OTHOCUTEKBHO LIeHTPa OCY BPaLLEeHWUs 3aroTOBKY.

Type of tool Nominal tool Workpiece bore diameter Dmin  Workpiece bore diameter

Solid carbide D [mm] [mm] Dmax [mm]
VTR/L 08 ... 04 8.00 7.85 8.30
VTR/L10...05 10.00 9.85 10.50
VTR/L12 ... 06 12.00 11.85 12.50
VTR/L 14 ... 07 14.00 13.85 14.50
VTR/L 16 ... 08 16.00 15.85 16.50
VTR/L 18 ... 09 18.00 17.85 18.50
VTR/L20...10 20.00 19.80 20.50
VTR/L25...13 25.00 24.80 25.80
VTR/L32...17 32.00 31.80 33.00
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