Bumt

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

0 KOMNAHUX UMT

UMT - 370 coBpeMeHHast KoMMaHusi no Npon3BoacTBy
PEXYLLEro MHCTPYMEHTA, PAcNOOXEHHAS Ha TEPPUTOPUM

Bonrapum. ﬂpOEKTI/IpOBaHI/Ie NpoLEcCcoB BKt0YaeT

UMT to satisfy vast
range of industrial
needs. The company
follows quality
standards according
to IS0 9001:2015
and prides itself with
the quality, efficiency
and responsibility of
its work. UMT has

B ce0s HoBelLWee 000pyAoBaHNE

VI NPOV3BOACTBEHHBIE KOHLENUMK,
nosgonstoLime komnanm UMT
YO0BNETBOPUTH LLUMPOKMIA CNEKTP
MPOMbILLNEHHBIX HYXx a. Komnanus UMT
NpUaepXKMBaeTCs CTaHAAPTOB KavyecTea
cornacHo IS0 9001:2015 v ropauTcs
Ha/EXHOCTbI0, ONEPATUMBHOCTbHIO 1
OTBETCTBEHHOCTbHH BLINONHEHMS PabOT.

built expertise on
variety of 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

Komnanna UMT npriobpena cBov onbIT Ha
PA3NYHBIX MEX/1YHAPOAHbLIX U NOKaNIbHbIX
pbiHKax, obecneyrsas 6onbLIOK Cnpoc
noTpe6HOCTEN B TBEPAOCMNIABHOM VHCTPYMEHTE
CTaHAAPTHbIX W CeLnanbHbIX No3nLKIA.

MPOU3BOACTBEHHbIV
NMOTEHUWAN KOMIMAHUW UMT

KomnaHus UMT pacnonaraeT nepeaoBbiM
MapKoM CTaHKOB, YTO MO3BONSET NPOM3BOANTD
VCKIIIOUMTENBHO KAYeCTBEHHbIN PEXY LI
VHCTPYMEHT. 115 NpeLm3vioHHoro TOpLEBOro

grinding, the company
uses range of the latest
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

WwnncoBaHMa 1 06paboTKM KaHaBOK,
KOMMaHUs UCNoNb3YeT P HOBEMLWMX
wnucosanbHbix cTaHkos YITY WALTER
1 ANCA, a ans lwnndosKy LMANHAPOB -
uMAMHApOLLNoBanbHble cTaHku HITY
ROLLOMATIC n REINECKER.

KomnaHnus UMT npuMeHsieT pasnmyHble
PVD nokpbITWs nocneaHero NoKoeHns, YTo
[ocTuraeTcs 6narofaps 1cnonb3oBaHmio
BbICOKOKAYECTBEHHOW CUCTEMbI MOKPLITAN
PLATIT. EcTb cobcTBEHHbIN BpeHs,
MHOrOC/0MHBIX HAHOKOMMO3WTHbIX
NOKPLITUIA MMeHyeMbIx nanaTECT,

an excellent use
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-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 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.

nanoTEC2 1 nanoTEC3, obecneunBatoLLymx
OT/IMYHbIE Ka4YecTBa B NflaHe TBEPAOCTH, M3HOCOCTOMKOCTY 1
TEMI0CTOMKOCTH, a TaKXKe COMPOTUBEHNS TPEHWIO 1 CKOJIOB.

[lng npoBeaeHust 3aMepoB, TEXHVYECKOra KOHTRONS 1

0CMOTpa NpoayKLmMK 1cnonbayetces obopynosarne WALTER
HELICHECK PRO 1 ALICONA, a Takxe pa3nuyHble MUKPOCKONbI
v 000py0BaHVe AN U3MEPEHNI, BKITI0YAS TPEXMEPHOE
ONTWYECKOE V1 MUKPO-CKaHVPOBaHME, YTO AAeT BO3MOXHOCTb
NPOM3BECTY 3aMepbl Ha 060M pexyLLEM
VHCTPYMeHTE B Ntoboe Bpemst paboThl.

Henpes3oiigeHHble 3D-nporpamHele NPoayKThl
HELITRONIC TOOL STUDIO (npegoctaeneH
WALTER Machinenbau) v ToolRoom
eIl (1penoctasned ANCA) 13nonb3yioTes
B NpOLLECCe AM3aliHa 1 NPO3BOACTBA.
lporpamMMHoe 0becneyeHe NO3BONSET
NPOBOAUTbL NPAKTUYECKM HEOrPaHUYEHHbIE
TECTVPOBAHMS, KOPPEKTUPOBKY 1
BMPTYasnbHOe NpeacTaBfeHne BCero npoLiecca
_ 3aT0YKM, 10 MOMEHTa Havana NpoV3BOACTRa,
_WNRNUSNE  BiTi04as HE3aMeAIMTENbHbIA CTapT
NPOM3BOACTBEHHOIO LMKNA.
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SYMBOL LEGEND / YCJIOBHbIE OBO3HAYEHUA
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High hardness nanocomposite coating (4000 - 4500 HV)
~~~~~~~ HaHoKoMNO3WTHOE NoKpbLITHE C
noBbiLLEHHON TeepaocTbio (4000 - 4500 HV)

Nanocomposite coating with high tensile strength and wear
""""" resistance (*4000 HV)
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[ ] UME  ENDMILLS SELECTION CHART - SOLID CARBIDE CUTTING TOOLS

UMT manufactures generous range of standard carbide milling
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.

UMT is also producing and delivering special milling cutters
according to customer’s requirements.

Komnanns UMT npov3BoauMT LUMPOKUI aCCOPTUMEHT CTaHAAPTHBIX
TBEPOCMNABHbIX (hpes, B TOM uncne 1 dpes no ctaHaapty DIN.
06beamnHss Hoy-xay 1 OTAMYHOE KaYecTBO, TBEPAOCTaBHbIe (hpesbl
UMT onTviManbHo obecneyunBatoT 06paboTKy pasnmnyHbIX TVMNOB
06pabaTbiBaEMOro MaTepurana no A0CTYMHbIM LieHaM.

KomnaHys Takoke NPpon3BOAMT 1 NOCTABNAET CNeunanbHbIe
TBEpAoCnaBHbI d3p83bl cornacHo Tp86OBaHI/IﬂM KNMEHTa.
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Work material / ObpabatbiBaembili MaTeprian
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Work material / 06pabaTbiBaembiii MaTepyan
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Work material / ObpabatbiBaembili MaTeprian

P \MNk NN __Ns ____NH N

[9nnHedLd dawoy
Jaguinu aged

32
32

32

34

34

35

36

J¥H 09 > 1WreL) 3I9HaUBYRE
J4H 09 > [331s pauapuey

[9gewLa aiaHhoduodey
Ao|[e Jue)sISal JeaH
19gBL/LID BI980HBLY |

Kojle wniuey|
HeLn|
wniuey|

[9gBULID 8I9HT3N
Koj|e yaddo)

19gBL/LID 31988V HUWOILY
Kojje wniuiwn|y

HAJAR yiIaHhodU0X0019g
uoJ| )Sed JejnpoN
HAIAR yiada)

uoJi 3se)

yUeLd aumolsgexday
19938 SSa|ulelS

JYH Gf7 > MUeLd

3l aHHeL0gedgoowda |

JYH G > [881s pakoj[e YSIH
VILre1d ai9HHesoduIa|f
‘ULreLd aiqLonTodal

[993s A0j|y ‘[883s UogJe)

auLado| | / Buireo)

Shape / ®opma

o

oy / apo) (4343 €1v6 ¢1S6 (4447 €26 €SV6 2596
VIXERHEN
/I0801H1E BHOLMBH L0 £ / 3|8Ue XI|aH oSV oSV SV SV oSV oSV SV
8390A€ 08.108hLOY| / S3)N|4 JO JBqUINN 2z € 2z 2z € € 2z
godaneed Hoeeuew / 93Uel azig 02 - €0 0¢o-€Q [48%58 4% 9T -EY 9D -EY 020 -99 0¢-€Q
0¢-€04 0€-904
319HaL0IA0WEd| 3[aHau0IAoWEdY | VIOXWOOH amiashmdath)
un] /adAL Jasenbg yoxWody vioHoAuted 9 Jasenbg yoroAutted 9 /asou |eg
/ SnipeJ Jauio) aiaHavoAoned) I

/snipel Jauio) asenbg

not recommend / HepeKOMEHAYEMbIIA BapyaHT

i apnaqt Q) 2nd recommend / 2-0it peKOMEHYEMBIi BapuaHT

-bI PEKOMEHLYEMbI

@ istrecommend / 1




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

DIN IR

UMT 9202 Z=2 es23 |2

End mills

KoHueBble chpe3bl

0.1:0.2x45°
@ | | é a1=10

@d

@ d1

no
Cc2
ART No

3 7 3 38 °

9202030003800-2
4 8 4 50 e |9202040005000-2
5 10 5 50 e |59202050005000-2
6 10 6 57 e |9202060005700-2
8 16 8 63 e |9202080006300-2
10 19 10 72 e |95202100007200-2
12 22 12 83 e |9202120008300-2
14 22 14 83 e |9202140008300-2
16 26 16 92 e |59202160009200-2
18 26 18 92 e |9202180009200-2
20 32 20 104 e |9202200010400-2
@ |n stock / B Hanuyum

UMT 9204 Z-4 DIN )28

. 30°
End mills

KoHueBble hpesbl

0.1:0.2x45°
@ | | é d1210
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o
S
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no
C2
3 10 3 38 °

9204030003800-2

11 4 50 9204040005000-2

9204050005000-2

13 6 57 9204060005700-2

4
5 13 5 50
6
8

19 8 63 9204080006300-2

10 22 10 72 9204100007200-2

12 26 12 83 9204120008300-2

14 26 14 83 9204140008300-2

16 32 16 92 9204160009200-2

18 32 18 92 9204180009200-2

104 9204200010400-2

® In stock / B Hannumm

UMT 9203 Z2-3
End mills
KoHueBble hpesbl

DIN
6523 |1}~ I

0.1:0.2x45°
@ | |é @110

L

Dd1

3 7 3 38 °

,X ,,,,,,,,,, _

Bd

no
Cc2
ART No

9203030003800-2

4 8 4 50 e 39203040005000-2
5 10 5 S0 ® 3203050005000-2
6 10 6 57 e |35203060005700-2
8 16 8 63 e |3203080006300-2
10 19 10 72 e 39203100007200-2
12 22 12 83 e 5203120008300-2
14 22 14 83 e 39203140008300-2
16 26 16 92 e 39203160008200-2
18 26 18 92 e |395203180009200-2
20 32 20 | 104 e 139203200010400-2

@ |n stock / B Hanuyum




KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

Recommended cutting conditions for end mills 9202, 9203, 9204 - Shoulder milling
PekoMeHOyeMble pexumbl pesanuns ana dpes 9202, 9203, 9204 - O6paboTka ycTynoB

Cutting
. speed . . .
Work material Ap CKODOCTS d1- diameter in mm fz - feed per tooth in mm
ObpabaTtbiBaeMbIl MaTepuan — pe3§va d1- AvaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae 3 -6 26 - 28 28-210 | @10-014 | @14- 216 | D16- 320

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTble, <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
JlernpoBaHHbie cTanu,
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBaHHble, <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
VIHCTpyMeHTanbHbIE CTanw,
TBEpAoCcTbio 25-45 HRC

Stainless steel
HepxxaBetoLiyie ctann

Cast iron GG

Cepbint wyryH GG

Nodular cast iron GGG
BbicokonpouHbint 4yryn GGG

<1d1 | <0.1d1 40-60 0.01-0.02 | 0.025-0.04 | 0.03-0.04 | 0.04-0.06 0.05-0.07 | 0.06-0.08

<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

<1d1 | <0.2d: | 80-100 0.01-0.02 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 | 0.06-0.09

Recommended cutting conditions for end mills 9202, 9203 - Slotting
PekomeHayeMble pexkMbl pedaHns ana dpe3 9202, 9203 - ObpaboTtka na3os

Cutting
. speed . . .
Work material Ap CKODOCTE d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMbI MaTepuan pesEva d1- avameTp VHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap 3 -6 26 - 28 28-010 | @10-g14 | S14-16 | D16 - 20

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTbie, <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
JlervpoBaHHble cTanu,
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlervipoBaHHble, <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
VIHCTpyMeHTambHbIE CTaNw,
TBEpAOCTbi0 25-45 HRC

Stainless steel

<0.2d1 30-50 0006002 | 0015003 | 002-004 | 003007 | 0.025006 | 003007
HepxxasetoLyie ctann
Bkt E1e <0.5d1 90-110 0010025 | 0.02-0.05 | 0025007 | 0.026-0.07 | 0.035-0.08 | 0.0350.11
Cepoitt wyryH GG
Nodular cast iron GGG <0.3d1 7090 001002 | 002004 | 002006 | 002-005 | 0027-0.07 | 0.03-0.10

BeicokonpoyHbi wyryH GGG




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9302 2-2
Long end mills

Y anHeHHble KOHLIEBbIE (DPE3bl

@)

=Y
™ 30°

0.1:0.2x45°
| ! E d1210

QD d1

@d

UMT 9304 Z2=4
Long end mills

Y annHeHHble KoHLIEBbIE (DPE3bl

-
30°

0.1:0.2x45°
| ! é d1210

®|

Dd1

Gd

Stock | ART No

Stock | ART No

3 18 3 60 e 39302030006000-2
4 24 4 60 e 39302040006000-2
5 26 5 75 ® 3302050007500-2
6 30 6 75 e 39302060007500-2
8 30 8 75 ® 3302080007500-2
10 40 10 100 e 139302100010000-2
12 45 12 100 e 15302120010000-2
16 45 16 100 e [39302160010000-2

® In stock / B Hanuumn

3 18 3 60 e 3304030006000-2
4 24 4 60 ® 39304040006000-2
5 26 5 75 ® 3304050007500-2
6 30 6 75 ® 39304060007500-2
8 30 8 75 ® 3304080007500-2
10 40 10 100 ® 139304100010000-2
12 45 12 100 e 15304120010000-2
16 45 16 100 e 139304160010000-2

@ |n stock / B Hanuyum

Recommended cutting conditions for end mills 9302, 9304 - Shoulder milling
PekoMeHayeMble pexkmbl pesaHust ans dpes 9302, 9304 - ObpaboTka ycTynos

Cutting
Work material Ap[ E?(Zeicm d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMblit MaTEPUAN — DEBZEHVIH d1 - AyaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae @3- 6 26 - 28 @8- 210 @10- 12 @12 - 216
Carbon steel and
Alloy steel < 25 HRC
YrnepogycTbie, <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
JlernpoBaHHbie cTanu,
TBEpAOCTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernposanHbile, <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
VIHCTpyMeHTabHbIE CTanu,
TBepaocTbio 25-45 HRC
af;:('zzzztu‘j‘;'e o <1d1 | <0.1d: | 30-40 | 0005-001 | 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05
EZ;L';T;:;;H o <1di | <0.1d1 | 3070 0005001 | 001-002 0.02-0.03 0.02-0.04 0.03-0.06
Nodular cast iron GGG
BbICOKONPOUHBIIT dyryH GGG <1d1 | <0.1d1 30-40 0.005-0.01 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05




KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9264 Z=4 NEW Geometry
End mills with different helix angles, irregular

teeth and relieved neck

KoHueBble pe3bl C NEPEMEHHbBIM YTIOM
HaK/0Ha BMHTOBOW KaHaBKW, HEPABHOMEPHbIM
PacnonoXeHeM 3yObeB 1 3aHMKEHHON LLIENKOM

DIN
6527L

o,

;\

DIN 6535
Form HA

=3

DIN 6535

36°
38°
0.1:0.2x45°
Form HB W

Type 1

ad

Type 2

ad

o~
°
Q

no

ART No ART No
1

Shank Style DIN 6535 HA
°

Shank Style DIN 6535 HB
o)

3 8 18 28| 6 57
11 | 21 | 36 57

9264030005700-2 9264030005700-2-HB

4 : 6 1 e | 9264040005700-2 | o |9264040005700-2-HB
5 13 | 21 4.6 6 57 | 1 e | 9264050005700-2 | o |9264050005700-2-HB
6 | 13 | 21 5.5 6 57| 2 e | 9264060005700-2 | o |9264060005700-2-HB
8 [ 19 | 27 | 75 8 63 | 2 ® | 9264080006300-2 | o |9264080006300-2-HB
10 | 22 | 32 95| 10 72 | 2 e | 9264100007200-2 | o |9264100007200-2-HB
12 | 26 | 38 | 115 12 83 | 2 ® | 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 ® | 9264200010400-2 | o [9264200010400-2-HB

® In stock / B Hanuumm

O Produced to order only / arotoBneHue no 3anpocy

Recommended cutting conditions for end mills 9264 - Shoulder milling and slotting
PekoMeHayeMble pexunMbl pesanHns ans gpes 9264 - O6paboTtka ycTynoB v Na3os

Work material
O6pabatbiBaeMblit MaTepuan

Cutting speed
CkopocTb pesaHus

Ap Ve
(m/min)
Ae

Ap Ae

Carbon steel and

Alloy steel < 25 HRC
YrnepogucTble,
JlervipoBaHHele cTanm,
TBepaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBaHHbile,
MHCTpYyMEHTabHbIE CTaN,
TBepaocTbio 25-45 HRC
HepxxasetoLye cTanu
Stainless steel

<2d1 |<0.5d1

<2d1 |<0.4d1

<1.5d1(<0.3d1

Stainless steel
Hepx«asetouyie ctann
Cast iron GG

Cepbitt wyryH GG

<2d1 |<0.5d1

<2d1 |<0.4d1

Cutting speed
CxopocTs pesany d1 - diameter in mm fz - feed per tooth in mm
Ap Ve d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
(m/min)
Ap 23-06 | K6-08 | @8-10 |F10-P14|514-216|316-220
<1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-
max 12mm 0.03 0.04 0.05 0.075 0.0 0.11
<0.7d1 0.015- | 0.025- | 0.035- | 0.045- | 0.065- 0.07-
max 12mm 0.03 0.04 0.05 0.075 0.09 0.11
<0.5d1 0.01- 0.02- 0.03- 0.04- 0.045- 0.055-
’ 0.025 0.035 0.045 0.07 0.08 0.10
<1d1 0.015- | 0.025- | 0.035 | 0.045- | 0.065- 0.07-
max 12mm 0.03 0.04 0.05 0.075 0.09 0.11
<1d1 0.015- | 0.025- | 0.035 | 0.045- | 0.065- 0.07-
max 12mm 0.03 0.04 0.05 0.075 0.09 0.11

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
1. BbilenpuBeaeHHbIE PEXUMBI YKa3aHb! A5 IKECTKOI TEXHOMOMHYECKOI CUCTEMbI
2. [inst BbicOKOMErMpoBaHHbIX cTanei (>12% Cr) 1 HepXKaBeloLwyx CTasnei, CKopocTb pe3aHus AomKHa ObiTb yMeHblieHa Ha 20-30% npiu 1Cnonbi30BaHni My IsCum




[ ] UME  SOLID CARBIDE CUTTING TOOLS + END MILLS

UMT 9364 Z2-4

Long end mills with different helix

angles, irregular teeth and relieved neck

Y aNVHEHHbIE KOHLIEBLIE (pe3bl C NepeMEHHbIM
Yr/I0M Hak/l0Ha BUHTOBOW KaHaBKM, HEPaBHOMEPHbIM .
pacnonoXeHneM 3y0beB 1 3aHNKEHHON LLIENKON Lo

. 9364060006300-2
8 | 26 | 42 7.5 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
® In stock / B Hanuumn
Recommended cutting conditions for end mills 9364 - Shoulder
PekoMeHayeMble pexMbl pesaHust ans dpes 9364 - 0bpaboTtka ycTynos
Cutting
Work material Ap[ speed d1 - diameter in mm fz - feed per tooth in mm
. - CkopocTb
OBpabaTbiBaeMbIN MaTepuran pesaHa d1 - oMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae 6 8 10 12 16 @20

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTole, <2d1 | <0.4d1
JlervpoBaHHbie cTanu,
TBEpaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBanHble, <2d1 | <0.3d1
VIHCTpyMeHTanbHble cTanu, Teep-
noctbio 25-45 HRC

Stainless steel

HepxxasetoLLye cranu

Cast iron GG

Cepbit wyryH GG

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10

0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10

<1.5d1 | <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

<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

<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

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

1. BblLenpuBeneHHbIE PEXVMBI YKa3aHbl 1151 JKECTKON TEXHONOMYECKOI CUCTEMBI

2. [Ins BuicokonervposarHbix craneit (>12% Cr) 1 HepKaseloLLmx CTanei, CKopoCTb pe3aHis [omkHa 6biTb yMeHblueHa Ha 20-30% npu MCMONBI30BaHNN 3MYIbCUM



KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9265 Z=5 ﬂd;. W @

HPC end mills with irregular teeth
DIN 6535 0.1:0.2x45°
Form HB ‘ | l{ d1210 ’

DIN 6535
Form HA

for machining different types of steel
BbicOKONpOV3BOAMTENbHbIE KOHLIEBLIE (hpe3bl C
HepaBHOMEPHbIM PACcrosoXeHeM 3yObes s

AVHAaMMYecKoro dpe3epoBaHis CTanel

I - Type 1
S °
S S
L
L1
AN - 3| Type2
|
i 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 | 9265050005700-2-HB
6 13 6 57 2 ° 9265060005700-2 O | 9265060005700-2-HB
8 19 8 63 2 ° 9265080006300-2 O |9265080006300-2-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
® In stock / B Hannumm
O Produced to order only / N3rotoBnexne no 3anpocy
Recommended cutting conditions for end mills 9265 - Shoulder milling and slotting
PekoMeHOyeMble pexunMbl pesaHns ana dpes 9265 - O6paboTka ycTynoB v Na3os
Cutting speed Cutting speed
Work material Copoct pesanna Ckopoct pesanna d1 - diameter in mm fz - feed per tooth in mm
O6pabartbiBaemblit MaTepuan | ap Ve Ap Ve d1 - onaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)
Ae
Ap Ae Ap 3 4 5 6 @8 | @10 | @12 | ¥16 | @20

Carbon steel and
Alloy steel < 25 HRC
YrnepoaycTble, <1.5d1|<0.5d1
JlervpoBaHHble cTanm,
TBEpAoCThi0 < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlervipoBaHHbile, <1.5d1[<0.4d1
MHCTpYMEHTabHbIE CTanu,
TBEpAoCTbi0 25-45 HRC
Stainless steel
HepxxagetoLLue ctanu

<1d1

0.012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 |0.074 | 0.087 | 0.095
max 12mm

<0.7d1
max 12mm

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

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

E:;L';":yf; " <15d1|<0.5d1 ma;11d21mm 001 | 0015|0018 | 0,026 | 0045 | 0.056 |0.067 | 0.079 | 0.09
Nodular cast iron GGG <0.7d1
ooty GGG | <1591 <0441 IR 0.009 | 0012|0015 | 002 |0.034 [0.043 | 0.05 | 0.059 | 0.067

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

1. BolluenpyiBejeHHbIE PEXMMBI YKa3aHbl 4151 KECTKOM TEXHOOTVHECKON CCTEMBI

2. [Inst BbICOKOMErMPOBaHHbIX cTaneil (>12% Cr) u HepKaBetoLwx CTasel, CKopoCTb pe3aHns AomkHa BbiTb yMeHblieHa Ha 20-30% Npiu 1Cronbi30BaHni My IbCN




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9764 Z-4 NEW
HPC Roughing end mills with different helix angles and irregular
teeth for machining different types of steel

DIN
6527L

-
~

%o
38°

®)

DIN 6535
Form HA

BblCOKOI’IpOI/BBO,D‘l/ITeﬂbeIe KOHLIEBbIE C|3p83b| C NEPEMEHHLIM

YINOM HaK/OHa BUHTOBOW KaHABKW 1 HEPABHOMEPHBIM
pacnonoxeHnem 3y0bes 14 YepHOBOWM 00paboTKK cTanew

.

ART No

DIN 6535 0.1:0.2x45°
Form HB | | { d1210

L2

L1

]

@d1
I

@d

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

® In stock / B Hannumm

O Produced to order only / /13roToBnexve no 3anpocy

Recommended cutting conditions for end mills 9764 - Shoulder milling and slotting
PekoMeHayeMble pexkmuMbl pesanns ans tpes 9764 - 06paboTka ycTynos v nasos

Cutting speed Cutting speed
CkopocTb pe3aHust CkopocTb pesaHust
Work material d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMbliii MaTepUan Ap VC. Ap VC. d1 - onameTp MHCTpyMeHTa MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)
Ae

Ap Ae Ap 6 @8 | @10 | @12 | @14 | @16 | @18 | @20
Carbon steel and
Alloy steel < 25 HRC
YrnepoaycTble, <1.8d1| <0.5d1 [k ploos ol 0.03 | 0.04 | 0.047 | 0.052 | 0.058 | 0.061 | 0.063 | 0.067
NIErViPoBaHHbIE CTanm
TBEpaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlerviposaHHbie, <1.8d1| <0.4d1 0.025 | 0.035| 0.042 | 0.047 | 0.052 | 0.055| 0.06 | 0.065
VHCTPYMEHTaSIbHbIE CTaNN,
TBEpaocTbio 25-45 HRC
ata'”'ESSStee' <18d1| <0.3d1 SRR 0.022 | 0.033| 0.04 |0.045 | 0,048 |0.052 | 0.057 | 0.062

ep)xaBetoLLme cTanm

Cast iron GG <18d1| <0.5d1 [EEBISEN 0.03 | 004 | 0.047 | 0.052 | 0.058 | 0.061 | 0.063 | 0.067
Cepbih wyryH GG
Nodular cast iron GGG <18d1| <0.4d: [EEUSEN 0.025 | 0.035| 0.042 | 0.047 | 0.052 |0.055| 0.06 | 0.065
BbicokonpoyHbiit yyryH GGG

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
1. BblLEnpuBeaeHHbIE PEXVMBI YKa3aHbl /151 JKECTKON TEXHOMOMYECKOI CUCTEMBI

2. [ns BbicokonervposanHbix cranei (>12% Cr) n HepxasetoLLmx CTanei, CKopocTb Pe3aHus [omkHa ObiTb YMeHbLueHa Ha 20-30% npu UConbi3oBaHmnm amMyabeum



KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9104 Z=4 NEW m %-v @
Chamfer end mill 90° %

®pesa hacoyHast 90°

[te]

e
N

@d1
@d

5 5 50 °

9104050005000-1
6 | 6] 57 e [ 9104060005700-1
8 [ 8] 63 e [ 9104080006300-1
10 | 10 | 65 e [ 9104100006500-1
12 | 12 | 65 e [ 9104120006500-1
® In stock / B Hanuumm
Recommended cutting conditions for end mills 9104 - Chamfer milling
PekoMeHayeMble pexunmbl pesanuns ans dpes 9104 - OpeseposaHne hackm
Cutting
Work material speed d1- diameter in mm fz - feed per tooth in mm
; CkopocTb
ObpabatbiBaeMbIN MaTepuan pesaHms d1- aMameTp VHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ve (m/min)
@5 6 8 210 @12

Carbon steel and
Alloy steel < 25 HRC
YrnepoaucTbie, 110-150 0.025-0.035 0.035-0.045 0.045-0.05 0.05-0.06 0.06-0.07
JlervpoBaHHble cTanu,
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC

JlerviposanHble, 0.02-0.03 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
VIHCTpyMeHTanbHbIE CTanu,

TBEpaocTbio 25-45 HRC

SIS E e 0.02-0.03 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
HEp)KaBEIOLLI,I/lE cTannm

CestTram[Ele 0.025-0.035 0.035-0.045 0.045-0.05 0.05-0.06 0.06-0.07
Cepoitt wyryH GG

Nodular cast iron GGG 0.02-003 0.03-0.04 0.04-0.045 0.045-0.055 0.055-0.065
BbicokonpouHbiit yyryH GGG

Titanium alloy 0.02-003 0.03-004 0.04-0.045 0.045-0.055 0.055-0.065

TvTaHoBbIE CM1aBbI

For high alloyed steels (> 12 Cr), INOX, titanium alloys, cutting speed most be reduced by 20-30% when used emulsion
[Ins BuicokonernposaHHbix craner (>12 Cr), HepaBeloLyx CTanel v TUTaHOBbLIX CMIaBoB, CKOPOCTb Pe3aHmns [0/KHa ObiTh
ymeHbLueHa Ha 20-30 % npu vcnonbi3oBaHmy aMynsLCumn




. umt SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9612 2=-2 m;» UMT 9614 Z2=4

Ball nose end mills Ball nose end mills

Aﬁ:’
Cdhepuyeckme dpesbl @ Cdhepuyeckme cpesbl |'\_ﬁ'|

@d

@di

ascol Lo | aon | L s i ascol L | don | 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 |9614050005000-1
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 [9614080006300-1
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 [100] e [9612200010400-1 20 | 38 | 20 | 104 [10.0] e [9614200010400-1
® In stock / B Hanuuun ® In stock / B Hanuuun
Recommended cutting conditions for end mills 9612, 9614 - Shoulder milling
PekomeHayemble pexkMbl pe3aHns ans dpes 9612, 9614 - ObpaboTka ycTynos
Cutting
: i speed : : .
Work material d1 - diameter in mm fz - feed per tooth in mm
. Ap | CkopocTb
ObpabaTbiBaeMbliii MaTepUan pe3aHNS d1 - AMameTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap Ae @3-04 | @5-06 | @6-@8 | @8-@10 | @10-@14 | @14-320

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTble, <0.1d1 | <0.2d1
JlernpoBaHHbie cTany,
TBepocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBaHHbile, <0.1d1 | <0.1d1
VIHCTpyMeHTanbHble cTany,
TBepaocTbio 25-45 HRC

Stainless steel
Hepxxagetoume ctanm

Cast iron GG

Cepbitt wyryH GG

Nodular cast iron GGG
BoicokonpoyHbiit yyryH GGG

0.005-001 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 | 0.04-0.07 | 0.04-0.07

0.004-0.01 | 0.01-002 | 0.015-0.03 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06

<0.1d1 | <0.1d1 0.004-001 | 0.01-0.02 | 0.015-003 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06

<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 0.004-001 | 0.01-002 | 0.0150.03 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06
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UMT 9644 Z2=-4

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

Cchepuryeckie thpesbl C NEPEMEHHBIM YTIOM HaK/10Ha
BMHTOBOW KaHABKM 1 HEPABHOMEPHBIM PacrooKeHem
3ybbeB AN1s Tpy,AHO0OpabaThiBaEMbIX MaTepKasnos

L1

I — Type 1

& Dd

@d

L1

D

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

@ |n stock / B Hannyun

(NN NN BE BN BE BN J
NN [N N[N [N | [

O Produced to order only / V3roToBneHve no sanpocy

Recommended cutting conditions for end mills 9644
PekoMeHayeMble pexurMbl pesanHust ans gpes 9644

e Cutting speed
Work material CropocTb pesarus d1- diameter in mm fz - feed per tooth in mm
ObpabaTtbiBaeMblil MaTepran Ap Ve d1 - AYaMeTp MHCTPYMEHTA MM fz - nofaya Ha 3y6 MM
(m/min)
Ap Ae a3 4 %5 6 8 210 12 16 220

Carbon steel and
Alloy steel < 25 HRC
YrnepoayucTble, <0.2d1 | <0.3d1
JlernpoBaHHble cTanm,
TBEpAoCThi0 < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBaHHble, <0.2d1 | <0.3d1
MHCTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC
Stainless steel
HepxxagetoLLyie ctany

002 | 0025 | 003 | 0035 | 005 0.06 | 0065 | 0.075 | 0.09

0.015 | 002 | 0025 | 0.028 | 004 | 0.048 | 0.052 | 0.06 0.07

<0.15d1| <0.2d1 0015 | 002 | 0.025 | 0.028 | 0.04 | 0048 | 0.052 | 0.06 | 0.07

Uiz alsy <0.15d1| <0.2d1 0015 | 002 | 0.025 | 0028 | 004 | 0048 | 0052 | 006 | 007
TMTaHOBbIe cnnaBbl

Titanium

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

Heat resistant alloy

KaponpouHble crnass 0.01 | 0012 | 0.015 | 0.018 | 0.025 | 0.032 | 0.038 | 0.046 | 0.055

<0.1d1 | <0.1d1

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

1. BhilenpuBefeHHbIE PEXUMBI YKasaHbl 4151 IKECTKOI TEXHONOMYECKOI CUCTEMbI

2. [inst BbIcOKOMErMpoBaHHbIX cTaneil (>12% Cr) u HepaBeloLL X CTasel, CKopoCTb pe3aHns AomKHa BbiTb yMeHblieHa Ha 20-30% Npiu 1Cnonbi30BaHv My IsCUn




[ ] UME  SOLID CARBIDE CUTTING TOOLS + END MILLS

i piN 12
UMT 9224 Z=4 DIN I

End mills
KoHueBble hpesbl

L1

T~ — Type 1
g Q‘g s 3110 3| 38 ° 2 19224030003800-2
L 3 8 6 | 57 9224030005700-2
L 4 | 11 4 | 50 9224040005000-2
4 | 11 6 | 57 9224040005700-2
5| 13 5| 50 9224050005000-2
g BNNN\NY B 5 Type 2 5] 13 6 | 57 9224050005700-2
6 | 13 6 | 57 9224060005700-2
& 6 | 13 6 | 57/05 9224060005705-2
6 | 13 6 | 57|10 9224060005710-2
6 | 13 6 | 57|15 9224060005715-2
8 | 19 8 | 63 9224080006300-2
8 | 19 8 | 63|05 9224080006305-2
8 | 19 8 | 63|10 9224080006310-2
8 | 19 8 | 63|15 9224080006315-2

9224100007200-2
9224100007205-2
9224100007210-2
9224100007215-2
9224100007220-2
9224120008300-2
9224120008305-2
9224120008310-2
9224120008315-2
9224120008320-2
9224120008330-2
9224140008300-2
9224160008200-2
9224160009215-2
9224160008220-2
9224160008230-2
9224160009240-2
92241800038200-2
9224200010400-2
9224200010430-2
9224200010440-2
9224200010450-2

10 [ 22 | 10 | 72|05
10 [ 22 |10 | 72|10
10 [ 22 |10 | 72|15
10 | 22 | 10 | 72|20

12 | 26 | 12 | 83|05
12 [ 26 | 12 | 83| 10
12 | 26 | 12 | 83| 15
12 | 26 | 12 | 83| 20
12 | 26 | 12 | 83| 30

18 | 32 | 18 | 92
20 | 38 | 20 | 104
20 | 38 | 20 | 104 3.0
20 | 38 | 20 | 104 | 4.0
20 | 38 | 20 | 104| 5.0

® In stock / B Hannumm

O|0O|0O|®|®O|O|O|O|®|®O0O|O|OCO|OC|®@0O|O|OCO|®@|O|O|OC|®@O|O|C|® @ @ & e e
NI N[NNI NI N[RN[R NN RN N[RN[R NN NN N[ [N [ [N [

O Produced to order only / M3roToBneHvie no 3anpocy
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Recommended cutting conditions for end mills 9224 - Shoulder milling
PekoMeHOyeMble pexuMbl pesaHus ans dpes 9224 - 0bpaboTtka ycTynos

Cutting
: speed . . .
Work material Ap CKODOCTS d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMblil MaTepyan — peszE)va d1- avaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae 3 -6 6 - 28 28-010 | 10-g14 | S14-16 | F16- 320

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTbie, <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
JlervipoBaHHble cTanu,
TBepaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlervpoBaHHble, <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
MHCTpYMEHTaNbHbIE CTau,
TBEpAoCThio 25-45 HRC

Stainless steel
HepxkagetoLLe cTanu

Cast iron GG

Cepbint wyryH GG

Nodular cast iron GGG
BbicokanpoyHbin w4yryH GGG

<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

<1.5d1 | <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

<1.5d1 | <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

Titanium alloy

TP <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

For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
[ins BbicoKonervpoBaHHbix cranen (>12% Cr), HepKaBeoLLyX CTaneil 1 TUTaHOBLIX Cr/IaBoB,
CKOPOCTb pe3aHnst fo/MkHa 6biTb yMeHbLueHa Ha 20-30% npy MCnobi30BaHUM 3MybCHN

Recommended cutting conditions for end mills 9224 - Slotting
PekoMeHayeMble pexnMbl pesanHns ans gpes 9224 - 0bpabotka nasoB

Cutting
: speed . . .
Work material Ap CKODOCTE d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMbI MaTepuan pe3§Hl/Iﬂ d1- AvameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap 3 -6 26 - 28 08-010 | @10-g14 | S14-216 | D16 - D20

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTbie, <1d1 70-80 0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 0.04-0.08
JlernpoBaHHbie cTanu,
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlervipoBaHHble, <1d1 30-50 | 0.006-0.018 | 0.015-0.03 | 0.02-0.04 0.02-0.05 | 0.025-0.06 | 0.03-0.07
VIHCTpyMeHTambHbIE CTaNu,
TBEpAoCcTbi0 25-45 HRC

Stainless steel

<0.5d1 4050 0006-002 | 0015003 | 002004 | 002005 | 0025006 | 003007
HepxxasetoLye ctann
Bt et B2 <1d1 90-110 0010025 | 0.02-0.05 | 0025007 | 003007 | 0.0350.08 | 0.0350.11
Cepoitt wyryH GG
Nodular cast iron GGG <idi 80-100 | 001002 | 002004 | 002006 | 0026007 | 0.027-007 | 0.030.10
BeicokanpoyHbin wyryH GGG
UEnimyellgy <0.5d1 4050  0.003-0.015| 0005004 | 0008004 | 001005 | 0.015-0.06 | 0.015-0.08

TvTaHoBbIE CMTaBbI

For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
[ns BbicoKoervpoBarHex cranei (>12% Cr), HepkaBetoLLyx cTanem v TUTaHoBLIX Crasos,
CKOpOCTb pe3aHns AomkHa BbiTb yMeHbleHa Ha 20-30% npy Mcnonbi3oBaHmy 3MybCUm




[ ] UME  SOLID CARBIDE CUTTING TOOLS + END MILLS

UMT 9324 2-4
Long end mills
YAanVMHeHHbIE KOHLEBbIE hpesbl

kel
NN - g
e’-‘"&
no
Cc2
CEIRERNEIET
9324060007500-2
30 75 e [9324080007500-2
10 36 10 100 ® 9324100010000-2
12 45 12 100 e [9324120010000-2
16 50 16 115 ® [9324160011500-2
20 55 20 120 ® [9324200012000-2
@ |n stock / B Hannyum
Recommended cutting conditions for end mills 9324 - Shoulder milling
PekomeHayeMble pexvMbl pe3aHns ans dpes 9324 - 0bpaboTtka ycTynos
Cutting
) speed . . .
Work material Ap CKODOCTS d1 - diameter in mm fz - feed per tooth in mm
OBpabaTbiBaeMbIN MaTepuran — pESEIIJHMﬂ d1 - AnameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae 6 8 10 12 16 @20

Carbon steel and
Alloy steel < 25 HRC
YrnepogucTble, <2.5d1 | <0.05d1
JlernpoBanHbie cTany,
TBepaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBaHHbie, <2d1 | <0.05d1
VIHCTpyMeHTasbHbIE CTanu,
TBepocTbio 25-45 HRC

Stainless steel
HepxxaseloLuye crany

Cast iron GG

Cepbit 4yryH GG

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10

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

<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

Titanium alloy

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

<2d1 | <0.02d1

For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
[ns BicoKoNernpoBaHHbIX ctaneil (>12% Cr), HepxaBetoLLmx cTaneil 1 TUTaHOBbIX CMNaBoB,
CKOPOCTb pe3aHis AomkHa 6biTb yMeHbLueHa Ha 20-30% npu ncnonbi3oBaHUM 3MyNbCUN
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UMT 9243 Z-3 NEW

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

KoHLeBble pesbl ¢ NepeMEHHbLIM YT10M HaK/I0Ha BHTOBOM
KaHaBKY, HEPABHOMEPHbIM PacnooXeHVeM 3yObeB U
3aHVDKEHHOW LLEKOW

L2

@d1

,,,,,,,,, ,}g

no
C2
ART No

@d2

6 13 21 5.5 6 57 °

9243060005700-2

8 |19 | 27 | 75 8 | 63 e |9243080006300-2
10 | 22 | 32 | 95| 10 | 72 e |9243100007200-2
12 | 26 | 38 | 115 | 12 | 83 ® |9243120008300-2
14 | 26 | 38 [135 | 14 | 83 o 19243140008300-2
16 | 32 | 44 |155 | 16 | 92 ® |9243160009200-2
18 | 32 | 44 |175 | 18 | 92 o 19243180009200-2
20 | 38 | 54 |195 | 20 [104 | e |9243200010400-2

® In stock / B Hanuymn
O Produced to order only / M3rotoeneHue no 3anpocy

Recommended cutting conditions for end mills 9243 - Shoulder milling and slotting
PekoMeHOyeMble PexKmMMbl pesanns ans tpes 9243 - 06paboTka ycTynos v Nas3os

Cutting speed Cutting speed
Work material Cropocte pesarins BRI IEE d1- diameter in mm fz - feed per tooth in mm
O6pabaTbiBagMbiil MaTepUa Ap Vc‘ N Ve d1- onameTp MHCTpyMeHTa MM fz - nogaya Ha 3y6 MM
(m/min) P (m/min)
Ae

Ap

Ae

Carbon steel and

Alloy steel < 25 HRC
YrnepogucTbile,
NIErVIpoBaHHbIe CTan
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlervpoBaHHble,
MHCTPYMEHTa/bHbIE CTaN,
TBEpaocTbio 25-45 HRC
Stainless steel
HepxxasetoLye ctanu

<1.5d1

<1.5d1

<1.5d1

<0.5d1

<0.4d1

<0.3d1

Cast iron GG

Cepbit wyryH GG

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

<1.5d1

<1.5d1

<0.5d1

<0.4d1

Titanium alloy
TwTaHoBbLIE CMIaBbI

<1.5d1

<0.4d1

Ap

<0.7d1
max 12mm

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

1. BblLLIeI'IpMBe,ELeHHbIe pexurMebl yKasaHbl ond YKECTKOW TEXHONOMMYECKON CUCTEMBI

2. [ins BbicokonerviposaHHbix cTanei (>12% Cr) u HepxaseloLLux CTanei, CKopocTb Pe3aHus [oskHa ObiTb yMeHbLueHa Ha 20-30% npy UCronbi30BaHmi aMyibeum

6

8

10

12

14

16

18

20

0.029

0.022

0.019

0.049

0.036

0.032

0.061

0.045

0.04

0.074

0.055

0.048

0.086

0.063

0.056

0.10

0.074

0.064

0.103

0.077

0.066

0.107

0.08

0.069

0.029

0.022

0.049

0.036

0.061

0.045

0.074

0.055

0.086

0.063

0.10

0.074

0.103

0.077

0.107

0.08

0.019

0.032

0.04

0.048

0.056

0.064

0.066

0.069




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9244 Z2-4

End mills with different helix angles and irregular teeth
KoHLieBble thpesbl ¢ NepeMeHHbLIM YTI0M HaK/10Ha BUHTOBO
KaHaBKW 11 HepaBHOMEPHbLIM PacnosioxeHneM 3yObes

L

@d1

Type 1

®d

°
IS

Type 2

Q‘Q

3 8 6 57 °

28
6527L

1 [9244030005700-2

4 | 11 6 57| e 1 ]9244040005700-2
5 13 6 57| e 1 [9244050005700-2
6 13 6 57| e 2 19244060005700-2
8 19 8 63 | e 2 19244080006300-2
10 | 22 | 10 72 | e 2 19244100007200-2
12 | 26 | 12 83| e 2 19244120008300-2
14 | 26 | 14 83| e 2 19244140008300-2
16 | 32 | 16 92 | e 2 19244160009200-2
18 | 32 | 18 92 | e 2 19244180009200-2
20 | 38 | 20 | 104 | e 2 19244200010400-2

® Instock / B Hanuyun

Recommended cutting conditions for end mills 9244 - Shoulder milling / PexomeHyeMble pexwmbl pe3aHis ans dpes 9244 - 06paboTka ycTynos

Cutting speed
Work material API CropocTb d1 - diameter in mm fz - feed per tooth in mm
ObpabaTbiBaeMbI MaTepuan I pesanus d1- AMameTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM

Ae Ve (m/min)

Ap | Ae @3-06 | 26-08 | @8-010 | 10-@14 | @14-216 | @16- 220
Carbon steel and
Alloy steel < 25 HRC
YrnepoaucTye, <2d1 |<0.4d1 0015005 | 0.03-007 | 004009 | 0.045-0.10 | 0.06-0.12 | 007-0.16
JlernpoBaHHble cTany,
TBepaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernposanHbe, <2d1 |<0.3d1 0012004 | 0.025-0.06 | 0.035-0.075| 0.04-0.08 | 0.045-0.09 | 0.055-0.11
MHCprMeHTaﬂbeIE CTanu,
TBeprocTbio 25-45 HRC
ﬁ?;?.liéiéﬂiﬁ'e Camn <1.5d1 | <0.3d1 0012004 | 0.025-0.06 | 0035007 | 0.04-0.08 | 0.045-0.09 | 0.055-0.11
EZZL‘;{’I‘yffH oG <2d1 |<0.4d1 0025007 | 0.045-0.10 | 0.06-0.13 | 0.07-0.15 | 0.080.18 | 0.10-0.20
Nodular cast iron GGG <2d1 |<0.3d1 0021-006 | 0.038-009 | 005011 | 006013 | 0.07-015 | 0.08-0.18
Bbicokonpoyrbiin yyryH GGG
R:f;‘:;’;‘bﬂ'gﬂaw <1.5d1 | <0.2d1 0015004 | 003006 | 004009 | 00450.10 | 0.06-0.12 | 0.07-0.16

Recommended cutting conditions for end mills 9244 - Slotting / Pekomeryemble pexmbl pesaHus ans dpes 9244 - 06paboTka nasos

Work material

ObpabaTbiBaeMbI MaTepuran

4]

Ap

Carbon steel and

Alloy steel < 25 HRC

YrnepogucTble,

JlernpoBaHHbIe cTanu,
TBEpAOCThio < 25 HRC

Alloy steel and Tool
25-45 HRC
JlernpoBsaHHsble,

VIHcTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC

Stainless steel

HepxasetoLuye cranm

<1d1

steel

<0.7d1

<0.7d1

Cast iron GG
Cepbin 4yryH GG

Nodular cast iron GGG
BbicokonpoyHbiit 4yryH GGG

<1d1

<1d1

Titanium alloy
TuTaHoBLIE CMaBhI

<0.3d1

Cutting speed

CkopocTb d1 - diameter in mm fz - feed per tooth in mm
pesaHus d1 - AyameTp MHCTPYMEHTa MM fz- nopgaya Ha 3y6 MM
Ve (m/min)

&3 -6 26 - 8 @8-210 | @10-214 | @14- 16 | D16 - 320
0.008-0.03 | 0.017-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07

0.01-004 | 0.02-0.05 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11

0.01-0.03 | 0.02-0.04 | 0.02-0.06 | 0.026-0.07 | 0.027-0.07 | 0.03-0.10

0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08
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UMT 9544 2-4

End mills with different helix angles and
irregular teeth for difficult to cut materials
KoHLeBble hpesbl C nepeMeHHbIM

Yr710M HaK/1I0Ha BUHTOBOW KaHaBKM ¥
HEepaBHOMEPHbBIM PaCcrofiOXEHVEM 3yObeB A1
TpyAHoobpabaThiBaEMbIX MaTEPVANOB

DIN [IZI//A
6527L IR oo

‘ D R0.2:0.3|

=

Ddi

o
S

o]
C2
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

9544080006310-2

10 | 22 | 10 72

9544100007200-2

10 | 22 | 10 72 | 05

9544100007205-2

10 | 22 | 10 72 1 10

9544100007210-2

10 | 22 | 10 72 | 20

9544100007220-2

12 | 26 | 12 83

9544120008300-2

12 | 26 | 12 83 | 05

9544120008305-2

12 | 26 | 12 83 | 10

9544120008310-2

12 | 26 | 12 83 | 20

9544120008320-2

16 | 32 | 16 92

9544160009200-2

16 | 32 | 16 92 | 10

9544160009210-2

16 | 32 | 16 92 | 20

9544160009220-2

16 | 32 | 16 92 | 30

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

® In stock / B Hannymm

O Produced to order only / Msrotoenenue no 3anpocy

Recommended cutting conditions for end mills 9544 - Shoulder milling and slotting
PekomeHayeMble pexkvMbl pe3aHns ans dpe3 9544 - ObpaboTtka ycTynos 1 nasos

Work material
ObpabaTbiBaeMblil MaTepuan

Cutting speed
CkopocTb pe3aHus

Cutting speed
CkopocTb pesaHus

Ap Ve
(m/min)
Ae

d1- diameter in mm

fz - feed per tooth in mm

Ap Ae

Carbon steel and

Alloy steel < 25 HRC
YrnepogucTble,
JlernpoBaHHbie cTany,
TBepaocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBanHbile,

MHCprMeHTaﬂbele cTanu,

TBepocTbio 25-45 HRC

Stainless steel
HepxxaseloLuye crany

<2d1 |<0.4d1

<2d1 |<0.3d1

<1.5d1{<0.3d1

Titanium alloy
TWUTaHOBbLIE CraBbl
Titanium

TuTaH

Heat resistant alloy
JKaponpoyHsle cnnasbl

<1.5d1|<0.2d1

<1.5d1{<0.1d1

<1.5d1|0.05d1

Ap Ve d1 - AvaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
(m/min)
Ap 6 8 210 @12 16 @20
e 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
max 12mm
<0.7d1 0.025- 0.045-
max 12mm 0035 0055 0.05-0.06|0.06-0.07|0.07-0.08| 0.08-0.09
0.025- 0.035- 0.055- 0.06- 0.065-
<05di 0035 | 0055 | 006 | 0065 | o0g7 |%97008
0.015- 0.045- 0.06- 0.065-
<05d1 0035 | 0055 |299008 qgg5 | g7 |007008
<0.3d1 0.012 0.015 0.019 0.025 0.034 0.042
<0.3d1 0.015 0.018 0.023 0.028 0.037 0.043

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
1. BollenpriBeeHHblIe PeXIMbI YKa3aHb! 4151 ECTKON TeXHONOrMYeCKOoN CUCTEM
2. [Ins BbicokonernposanHblx cTaneit (>12% Cr), Hepxaselolmx CTanei v TUTaHOBbIX CTIIaBOB, CKOPOCTb Pe3aHiis 0KHa BbiTh yMeHbLueHa Ha 20-30% Npu 1Crobi30BaHNy 3MyI6CHM




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9554 Z2-4

End mills with different helix angles,
irregular teeth, short cutting length and

relieved neck for difficult to cut materials

KoHueBble (hpe3bl C NEPEMEHHBIM YTI10M
HaK/I0Ha BUHTOBOW KaHaBKW, HEPABHOMEPHbIM
pacnoioXeHreM 3yObeB, KOPOTKON PexyLLEel
YaCTbH0 M 3aHVKEHHOW LLIEMKOW NS

TpyaHoobpabaTeiBaeMbIX MaTeEpMAoB

L2

L1

D d1

@d

6 26 58 6 75 ® [9554060007500-2

6 26 5.8 6 751 05 | o ]9554060007505-2

6 26 58 6 /5] 10 | o ]9554060007510-2

8 | 12 | 34 | 78 8 75 ® [9554080007500-2

8 | 12 | 34 | 78 8 751 05 | o 19554080007505-2

8 | 12 | 34 | 78 8 /5] 10 | o ]9554080007510-2
10 | 15 | 42 9.7 | 10 | 100 e [9554100010000-2
10 | 15 | 42 9.7 ] 10 | 100 | 0.5 | o ]9554100010005-2
10 | 15 | 42 9.7| 10 | 100 | 1.0 | o ]9554100010010-2
10 | 15 | 42 97| 10 | 100 | 20 | o ]9554100010020-2
12 | 18 | 50 | 117 | 12 | 100 ® 19554120010000-2
12 | 18 | 50 | 117 | 12 | 100 | 05 | o |9554120010005-2
12 | 18 | 50 | 117 | 12 | 100 | 1.0 | o |9554120010010-2
12 | 18 | 50 | 117 | 12 | 100 | 20 | o |9554120010020-2
16 | 24 | 65 | 155 | 16 | 115 ® 19554160011500-2
16 | 24 | 65 |155| 16 | 115 | 1.0 | o |9554160011510-2
16 | 24 | 65 |155] 16 | 115 | 20 | o |9554160011520-2
16 | 24 | 65 |155| 16 | 115 | 3.0 | o |9554160011530-2
20 | 30 | 82 195 | 20 | 140 ® [9554200014000-2
20 | 30 | 82 |1895| 20 | 140 | 10 | o ]9554200014010-2
20 | 30 | 82 [185)| 20 | 140 | 20 | o ]9554200014020-2
20 | 30 | 82 [185| 20 | 140 | 30 | o ]9554200014030-2

® In stock / B Hannumm

O Produced to order only / /13roToBneHve no sanpocy

Recommended cutting conditions for end mills 9554 - Shoulder milling and slotting
PekomeHayeMble pexkMbl pe3aHns ans dpe3 9554 - ObpaboTtka ycTynos 1 Nasos

Work material
ObpabaTbiBaeMblit MaTepuan

Cutting speed
CkopocTb pe3aHus

Cutting speed
CkopocTb pesaHus

Ap Ve
(m/min)
Ae

Ve
A"@ (m/min)

d1 - diameter in mm
d1- AMaMeTp MHCTPYMEHTa MM

fz - feed per tooth in mm
fz - nogaya Ha 3y6 MM

Ap Ae Ap
Carbon steel and
Alloy steel < 25 HRC <Ad1
YrnepogucTble, <1d1 |<0.4d1 max 12mm
JlervipoBaHHble cTanm,
TBeprocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBanHbile, <1d1 |<0.3d1 <O'172dl
VIHCTpyMeHTabHbIE CTann, max Lemm
TBepaocTbio 25-45 HRC
Stainless steel <1d1 |<02d1 <05d1
Hepyxasetowye cranm
Titanium alloy
TUTaHoBbIE CM/1aBbl <1d1 |<0.2d1 <0.5d1
Titani
T <1d1 |<0.1d1 <0.3d1
Heat resistant alloy
JKaponpoyHele cnnasel <ol {UlB: <0.3d1

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
1. BolwenpriBeeHHbIe PeXMbI YKa3aHb! 4151 ECTKON TeXHONOTMYECKO CUCTEMS
2. [Ins BbicokonernposarHblx cTaneit (>12% Cr), HepxaseloLmx CTaneil v TUTaHOBbIX CTIIaBOB, CKOPOCTb Pe3aHiis 0/KHa BbiTb yMeHbLueHa Ha 20-30% Npu 1CnobI30BaHY 3MyI6CHM

26 28 | ow0 | o2 | o6 | 220
0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
0025 | 0045

202> | 008> 10050.06|0060.07/007-008|0080.09
0025 | 0035 | 0055 | 006- | 0.065

0035 | 0055 | 006 | 005 | o0o7 (007008
0015 | 0045 006- | 0.065

0035 | 0055 |99%096| gogs | o7 |007008
0012 | 0015 | 0019 | 0025 | 0034 | 0042
0015 | 0018 | 0023 | 0028 | 0037 | 0043




KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

/)
UMT 9744 Z=4 NEW @
HPC Roughing end mills with different helix _ 42
angles and irregular teeth for difficult to cut T
materials @ u

Bbicokonpon3BoanTeNbHbIE KOHLEBLIE (DPe3bl C
NEPEMEHHBIM YI/I0M HaK/10Ha BMHTOBOW KaHaBKM L
VI HEpPaBHOMEPHbLIM PACnOfIOXKeHVEM 3yObeB AN
TpyaHooOpabaThiBaeMbIX MaTepranos

no
Cc2
ART No

] 1o | L s
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 ® |9744120008300-2
16 32 16 92 e |9744160009200-2
20 38 20 104 ® |9744200010400-2
® |n stock / B Hanvymn
Recommended cutting conditions for end mills 9744 - Shoulder milling and slotting
PekomeHyeMble pexuMbl pesanns ans tpes 9744 - 06paboTka ycTynos v nasos
Cutting speed Cutting speed
Work material Cropocte pe3ar Cropocte pesanis d1 - diameter in mm fz - feed per tooth in mm
ObpabaTbiBaeMblil MaTepyan Ap Ve Ap Ve d1 - AMaMeTp MHCTPYMeHTa MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)
Ae
Ap | Ae Ap o6 28 210 @12 | @16 220
Carbon steel and
Alloy steel < 25 HRC Adi
YrnepogucTble, <1.8d1|<0.4d1 0.034 0.044 0.052 0.054 0.064 0.075
max 12mm
nerVIpOBaHHbIE CcTann,
TBEpaocThio < 25 HRC
Alloy steel and Tool steel
25-45 HRC <07d1
JlervpoBanHbie, <1.8d1(<0.3d1 . 0.022 0.028 0.034 0.04 0.052 0.064
max 12mm
VIHCTpYMeHTaNbHbIE CTaNN,
TBEpAocTbio 25-45 HRC
Stainless steel <1.8d1K0.25d1 <0.5d1 002 | 0025 | 0028 | 0032 | 0038 | 005
HepxxaseoLume cranm
1:?:;%’:;8"2;’11&%' <1.8d1[<0.3d1 ma;11d21mm 0025 | 0034 | 004 | 005 | 0065 | 0074
Titani
T <1.8d1|<03d1 m;ffg:]m 0025 | 0034 | 004 | 005 | 0065 | 0074
';Keat resistant alloy <1.8d1|<0.15d1 <0.3d1 002 | 0025 | 0028 | 0032 | 0038 | 005
aponpoYyHble CriaBbl

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

1. BhilenpyseaeHHble pexuMbl ykasaHsl A5 KECTKON TEXHONOMMYECKOI CUCTEMBI
2. [Ing Bbicokonernposatblx cTanei (>12% Cr), HepxaBeioLmx CTaneil v TUTaHOBbIX CTIIaBoB, CKOPOCTb Pe3aHiis A0/KHa ObiTh yMeHblueHa Ha 20-30% Npy 1CTIONBI30BaHNM 3MYIbCUM ry



[ ] UME  SOLID CARBIDE CUTTING TOOLS + END MILLS

UMT 9545 Z=5 Aol &
HPC end mills with irregular teeth for stainless =
steel and difficult to cut materials Borm A

DIN 6535 R
Form HB | l/_

Bricokonpovi3aBoauTeNbHbIE KOHLEBbIE (hpe3bl C
HepaBHOMEPHbIM PacrnoOXeHVEM 3yObeB s

OMHAMMYecKoro (pe3epoBaHist HePXKaBEHLLVIX L
CTanen 1 TpyaHoobpabaTbiBaeMbIX MaTepranos ’ﬁ.

——————— - Type 1
Q.

L1

ad1
od

Type 2

[e]
Cc2
ART No Stock | ART No
di(hio) L1 |de) R:0.02)| Type
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

ad

9545030005702-2 9545030005702-2-HB
9545040005702-2
9545050005703-2
9545060005703-2
9545080006304-2
9545100007205-2
9545120008305-2
9545160009205-2
9545200010405-2

9545040005702-2-HB
9545050005703-2-HB
9545060005703-2-HB
9545080006304-2-HB
9545100007205-2-HB
9545120008305-2-HB
9545160009205-2-HB
9545200010405-2-HB

57 1 03

4 6

5 13 6 57 0.3
6 6

8

Oof0|0[|O|e|® (@ |@®
®e(®@|® @@ O |O(O|O

—
o
N
N
=
o
~J
N
OIOO|O|C
al
NP [N [N N[N | = [

® In stock / B Hanuuun
O Produced to order only / /3roToBnexve no sanpocy

Recommended cutting conditions for end mills 9545 - Shoulder milling and slotting
PekomeHayemble pexkmbl pe3aHns ans gpe3 9545 - 0bpaboTtka ycTynos 1 na3os

Cutting speed Cutting speed
Work material Cropocts pesaky Cropocts pesariva d1 - diameter in mm fz - feed per tooth in mm
O6pabaTbiBaeMbI MaTepUan | ap Ve Ap Ve d1- AvaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)
Ae
Ap Ae Ap 3 a4 5 26 28 | @10 | @12 | @16 | @20

Carbon steel and
Alloy steel < 25 HRC
YrnepogycTble, <1.5d1
JlernpoBaHHble cTanu,
TBEpAoCTbi0 < 25 HRC
Alloy steel and Tool steel
25-45 HRC
JlernpoBanHbie, <1.5d1
MNHCTpyMeHTanbHbIE CTamm,
TBepaocTbio 25-45 HRC

Stainless steel

<1d1
max 12mm

0.012 | 0.018 | 0.022 | 0.029 | 0.0439 | 0.06 | 0.074 | 0.087 | 0.095

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

<15d1 0008 | 001 [0014|0017 | 0.03 | 0037|0043 | 005 | 0.058
HEp)KaBE}OLIJ,VIe CTanm

Utttz oy <1d1 0.009 [0.011 | 0.015 | 0.019 | 0.032 | 0.04 | 0.048 | 0.056 | 0.064
TuTaHoBbLIE CrNaBbI

Titani

S <1di 0.007 | 0.009 | 0.013 | 0.016 | 0.025 | 0.034 | 0.04 |0.046 | 0.052

Heat resistant alloy

<1d1
JXaponpoyHble cnnasbl

0.006 | 0.008 | 0.01 |0.012 | 0.02 |0.024 | 0.028 | 0.034 | 0.04

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

1. BolluenpuiBeeHHble PEXVMBI YKa3aHbl AJ1sh XKECTKOM TEXHONOMMYECKON CUCTEMBI

2. s BuicokonerviposaHHbix cTaneit (>12% Cr) u HepxaBetoLLmMx CTaneil, CKopocTb pe3aHus [omkHa ObiTb yMeHblieHa Ha 20-30% npu UCroNbi30BaHN 3MyabCum



KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9226 Z=-6 NEW Geometry
End mills with especially designed
irregular teeth for excellent high

speed semi-finishing and finishing.

4

i

45°

@k

KoHLeBble pe3sbl ¢ HepaBHOMEPHbLIM
pacnoNoKeHeM 3yObeB 115 BbICOKOCKOPOCTHOM
MoJYYMCTOBON ¥ YMCTOBOV 06paboTKM

L1

@ d1

@d

UMT 9326 Z=6 NEW Geometry
Long end mills with especially desi

irregular teeth for excellent high speed

semi-finishing and finishing.
YO MHEHHbIE KOHLEBLIE (DPE3bl C

I
45°

gned

HEPABHOMEPHbLIM PACMNO/I0XEHNEM SY6b€B ans

BbICOKOCKOPOCTHOW MOJYYMCTOBOM
006paboTKy

N YNCTOBOW

6 13 6 57 ® 39226060005700-2
8 19 8 63 e |39226080006300-2
10 22 10 72 ® 39226100007200-2
12 26 12 83 ® |9226120008300-2
16 32 16 92 ® 5226160009200-2
20 38 20 104 ® |39226200010400-2

® |n stock / B Hanuumm

6 30 6 75 ® 3326060007500-2
8 30 8 75 e 39326080007500-2
10 40 10 | 100 ® 139326100010000-2
12 45 12 | 100 ® 19326120010000-2
16 55 16 115 ® 5326160011500-2
20 65 20 | 120 ® 9326200012000-2

® In stock / B Hanuumm

Recommended cutting conditions for end mills 9226, 9326 - Shoulder milling
PekomeHayeMble pexkMbl pe3aHus ana dpe3 9226, 9326 - O6paboTka ycTynos

Cutting speed - 9226 Cutting speed - 9326
. 22 -
Work material S 2l NG vk ek D20 d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMblii MaTepyan Ap Ve Ap Ve d1 - AMameTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)
Ae Ae
Ap Ae Ap Ae 6 8 210 712 16 @20
Carbon steel and
Alloy steel < 25 HRC
0.05- 0.055- | 0.065- 0.075-
YrnepoancTbie, <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0.03-0.04 | 0.04-0.05 0,055 0,065 0.075 0,085
JlervipoBaHHble cTanu,
TBeppocTbio < 25 HRC
Alloy steel and Tool steel
25-45 HRC
flervipoBasHbie, <1.5d1 |<0.05d1 <2d1 |<0.05d1 %%2355 %%fg 060355_ 0.05-0.06|0.06-0.07 | 0.07-0.08
MHCTpYMeHTaNbHbIE CTanu, ’ ’ ’
TBepaocTbio 25-45 HRC
Stainless steel 0.025- 0.035- 0.045-
IR G <1.5d1 |<0.05d1 <2d1 [<0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
Cast iron GG 0.05- 0.055- | 0.065- | 0.075-
T <1.5d1 | <0.1d1 <2.5d1<0.05d1 0.03-0.04|0.04-0.05 0.055 0.065 0075 0.085
Nodular cast iron GGG 0.025- | 0.035- | 0.045-
BLicoKONpOUHBi UyryH GGG <1.5d1 | <0.1d1 <2.5d1<0.05d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
Titanium alloy 0.025- | 0.035- | 0.045-
TUTaHOBLIE ChiaB <1.5d1 |<0.05d1 <2d1 <0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08

For high alloyed steel (>12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
[ins BIcOKONernpoBaHHbIx cranen (>12% Cr), HepxaBeloLLmMx CTaneil 1 TUTaHOBbIX Cr/IaBos,
CKOPOCTb pe3aHus Ao/kHa 6biTb yMeHblueHa Ha 20-30% npu Mcnonbi3oBaHy aMynbeun




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9060 2-6-10

End mills for hardened materials
KoHueBble hpesbl 419 06paboTkm
3aKa/IeHHbIX MaTep1anoB

L1

Ddi

@d

6 13 6 57 6 °

9060060005700-1
819 ] 8 [ 63| 6| e |9060080006300-1
10 | 22 | 10 | 72| 6 | e |9060100007200-1
12 [ 26 | 12 | 83| 8 | e [9060120008300-1
16 | 32 | 16 | 92 | 10 | e |9060160009200-1
® |n stock / B Hanuumm
Recommended cutting conditions for end mills 9060 - Shoulder milling and slotting
PekoMeHayeMble pexxMbl pesaHus ans dpes 9060 - ObpaboTtka ycTynoB 1 Na3os
Cutting
) speed . . .
Work material Ap Ap CKODOCTE d1 - diameter in mm fz - feed per tooth in mm
ObpabaTbiBaeMblii MaTepvan — pe3§Hl/lﬂ d1 - guaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae Ap 56 - 28 @8- 210 210-@12 | @12-216
Hardened steel 45-55HRC |~ 14, | 09545 <0.1d1 0020025 | 0025003 | 003-0.04 0.03-0.05
3akaneble ctanm 45-55 HRC
Hardened steel 55-60 HRC <1d1 |<0.05d1 <0.05d1 0.01-002 0.02-003 0.03-0.04 0.03-004
3akanensle ctanm 55-60 HRC




KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9654 Z=4 Aﬂ:

Ball nose end mills with short cutting length and - =
relieved neck for hardened materials @
Cdhepuyeckme pesbl C KOPOTKOW PEXYLLIEN HACTbH 1 —

3aHVKEHHOW LLIENKOM O0Ji4 OGDaGOTKI/I 3aKaJIEHHbIX MaTEPWanoB

&~<{---F--——-—-—-- Type 1
o !
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 ]19654040007500-1
5 8 | 16 4.9 6 751 25| e 1 ]19654050007500-1
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 |11.7 ]| 12 | 100 | 60 | e 2 19654120010000-1
® [n stock / B Hanmuum
Recommended cutting conditions for end mills 9654
PekoMeHOyeMble pexurMbl pesaHuns ans dpes 9654
Ae Cutting
. speed . . .
Work material d1 - diameter in mm fz - feed per tooth in mm
. Ap | CkopocTe
ObpabatbiBaeMblil MaTepan p B d1 - AnaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap Ae 3 4 5 6 8 10 @12

Hardened steel 45-55 HRC
3akaneHsble ctanm 45-55 HRC
Hardened steel 55-60 HRC
3akaneHsle ctann 55-60 HRC

<0.02d1 | <0.03d1 [Eee[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




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9412 Z2-2

End mills for aluminium
KoHueBble dpesbl 414
00paboTKM antMUHUS

DIN
6528

ol 8

EE

2™

OST 8
HM

di (e8) L1 d (h6) L Stock | ART No
3 7 3 38 e [9412030003800-0
4 8 4 50 e [9412040005000-0
5 10 5 50 e [9412050005000-0
6 10 6 57 e [9412060005700-0
8 16 8 63 e [9412080006300-0
10 19 10 72 e [9412100007200-0
12 22 12 83 e [9412120008300-0
14 22 14 83 e [9412140008300-0
16 26 16 92 e [9412160009200-0
18 26 18 92 e [9412180009200-0
20 32 20 104 e [9412200010400-0

® In stock / B Hanmuum

UMT 9512 Z2-2

End mills with corner radius

for aluminium

KoHueBble hpesbl C paanycoMm
nns 06paboTkm aNtMUHKA

A — 1 =
Q.

HM

aveol L1 | aon |1 [a]u]
4 8 4 50 0.3 e |9512040005003-0
6 12 6 57 0.5 e [9512060005705-0
8 16 8 63 0.5 e |9512080006305-0
8 16 8 63 1.0 e |9512080006310-0
8 16 8 63 15 e |9512080006315-0
10 20 10 72 0.5 e |9512100007205-0
10 20 10 72 1.0 e |9512100007210-0
10 20 10 72 15 e [9512100007215-0
12 24 12 83 1.0 e |9512120008310-0
12 24 12 83 1.5 e |9512120008315-0
12 24 12 83 2.0 e [9512120008320-0

® In stock / B Hannumm

UMT 9413 2-3

End mills for aluminium

KoHueBble dpesbl 415
00paboTKM antoMUHUS

@ d1

HM
(o ool L ol
\ 3 7 3 38 e |9413030003800-0
4 8 4 50 e |9413040005000-0
5 10 5 50 e |9413050005000-0
6 10 6 57 e |9413060005700-0
8 16 8 63 e |9413080006300-0
10 19 10 72 e |9413100007200-0
10 19 10 72| 05| o |9413100007205-0
10 19 10 72 | 1.0 | o [9413100007210-0
12 | 22 12 83 e |9413120008300-0
12 | 22 12 83| 05| o |9413120008305-0
12 22 12 83| 1.0 o 9413120008310-0
14 | 22 14 83 e |9413140008300-0
16 | 26 16 92 e |9413160009200-0
16 | 26 16 92| 05| o |9413160009205-0
16 | 26 16 92| 10| o |9413160009210-0
18 | 26 18 92 e |9413180009200-0
20 | 32 | 20 | 104 e |9413200010400-0

® In stock / B Hanmuum

O Produced to order only / V3roToBneHuve no sanpocy



KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

Recommended cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling
PekoMeHOyeMble pexuMbl pesanuns ana dpes 9412, 9413, 9512 - O6paboTka ycTynos

Cutting
. speed . . .
Work material Ap CKODOCTD d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMblil MaTepyan — peaEng d1- AvaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae HM 23- 6 26-08 | @8-210 | 10-P12 | P12 - P16 | D16 - F20

Aluminium alloy Si<8%
AnioMUHVEBbIE cnaBbl Si<8%
Cast aluminium Si>8%
AnioMUHVEBbIe cnnaBbl Si>8%

Copper alloy
LseTHble crnasbl

<1.5d1 | <0.3d1 220-230 0.05-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.14 | 0.14-0.18 | 0.18-0.20
<1.5d1 | <0.3d1 180-190 0.04-0.06 | 0.06-0.07 | 0.07-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18

<1.5d1 | <0.3d1 140-155 0.04-0.06 | 0.06-0.07 | 0.07-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18

Recommended cutting conditions for end mills 9412, 9413, 9512 - Slotting
PekoMeHOyeMble pexunMbl pesanus ans dpes 9412, 9413, 9512 - O6paboTka nasos

Cutting
. speed . . .
Work material A CKODOCTE d1- diameter in mm fz - feed per tooth in mm
ObpabaTtbiBaeMbI MaTepuan 2 pe3§HVIﬂ d1 - AnaMeTp UHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap HM @3- 26 @6-28 | @8-210 |210-@12 | @12 - 216 | @16 - @20
Aluminium/alloySisBsEE <dds 180-190  0.02-0.04 | 0.04-006 | 006008 | 008-0.11 | 0.11-0.13 | 0.13-0.16
AnioMUHVEBbIE cnlaBbl Si<8%
Cast aluminium Si>8% Ad1 160-170  0.02-004 | 0.040.06 | 0.06-008 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
AnioMUHVEBbIe cnnaebl Si>8%
Copper alloy <1d1 130-140  0.02-004 | 004006 | 0.06-008 | 0.080.11 | 0.11-0.13 | 0.13-0.16
LipeTHble cnnasbl

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

1. BblLenpuBefeHHbIE PEXIMbI YKa3aHbl 7151 JKECTKOIN TEXHOMOMYECKOI CUCTEMBI

2. Mpy Bpe3aHny Nof, YrioM, PEKOMEHLYETCs CHU3UTL PeXxmMbl pesaHis Ha 30-60% 0T ykasaHHbIX B Tabnuuax

High speed cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling
BbICOKOCKOPOCTHbIE pEXMMBI pe3aHuns ana dpes 9412, 9413, 9512 - O6paboTka ycTynos

Cutting
Work material ADI Epeed d1 - diameter in mm fz - feed per tooth in mm
, - KopocTb
ObpabaTbiBaeMbil MaTepan 0633HMS d1- AvaMeTp VHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ap Ae HM D3 -6 26-28 | @8-210 | 210-@12 | @12 - 216 | &16 - B20

Aluminium alloy Si<8%

oo <0.8d1 | <0.3d1 360-400 0.04-0.055 | 0.055-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.18 | 0.18-0.20
AnioMIHVEBbIE cnnaBbl Si<8%

Cast aluminium Si>8%
AntoMyHMeBble cnnasel Si>8%
Copper alloy

LseTHble crnnassl

<0.8d1 | <0.3d1 330-350  0.035-0.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

<0.8d1 | <0.3d1 260-280  0.035-0.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

High speed cutting conditions for end mills 9412, 9413, 9512 - Slotting
BbIcOKOCKOPOCTHbIE peXUMBI pe3aHuns ans dpes 9412, 9413, 9512 - O6paboTka naszos

Cutting
. speed )
Work material A CKODOCTE d1- AMaMeTp MHCTPYMEHTa MM fz - feed per tooth in mm
ObpabaTbiBaeMbil MaTepan p pe3§H|/|ﬂ d1 - diameter in mm fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap HM @3-06 | 26-28 | 28-210 |@10-212 |@12- @16 | @16 - @20
Al elley e <0.5d1 360-380 002004 | 004006 | 0.06-0.07 | 0.07-008 | 0.08-0.11 |0.11-0.125
AntoMuHMEBbIE cniasbl Si<8%
Cast aluminium Si>8% <0.5d1 290-300 002004 | 004005 | 0.05-006 | 0.06-007 | 007-009 | 0.09-0.11
AntoMuHMeBbIe cnniasbl Si>8%
Gt alloy <0.5d1 210230 002004 | 0.04-005 | 005006 | 0.06-007 | 0.07-0.09 | 0.09-0.11
LlBeTHble crnnasbl

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

1. BolluenpuiBeieHHbIE PEXMMBI YKa3aHbl 4151 KECTKOM TEXHOOTVHECKON CCTEMBI

2. MNpv BpesaHWy nof, yrioM, peKoMeH4YeTCst CHU3WTL pexvMbl pe3aHns Ha 30-60% 0T ykasaHHbIX B Tabnmuax




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9422 2-2

Long end mills for aluminium
YanHeHHbIE KOHLEBbIE (hpe3bl
[N 00paboTKM aNtMUHNA

Z»;
45°

P

L1

R -3
HM
di(es)| L1 d (he) L Stock | ART No

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 e |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

® In stock / B Hannumm

UMT 9423 Z2-3
Long end mills for aluminium

Y AMHEHHbIE KOHLIEBBIE (hpe3bl
AN 00paboTKK aMOMUHKS

e e it

Eal/d

3

1 el

S

HM

di(es)| L1 d (he) L | Stock [ART No

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 e |9423160010000-0

® In stock / B Hannumm

Recommended cutting conditions for end mills 9422, 9423 - Shoulder milling
PekoMeHayeMble pexmMbl pesaHus ans gpes 9422, 9423 - ObpaboTka ycTynos

Cutting
) speed . . .
Work material Ap CKODOCTS d1 - diameter in mm fz - feed per tooth in mm
ObpabatbiBaeMbIit MaTepUan * pengm d1 - AMaMeTp MHCTPYMeEHTa MM fz - nogaya Ha 3y6 MM
Ae Ve (m/min)
Ao | Ae HM 23-26 26 - 28 28-210 | @10-@12 | @12-16

Aluminium alloy Si<8% | 454 101541 170180 003005 | 006008 | 0085010 | 0100125 | 0.125:0.15

AntoMUHVEBBIE CniaBbl Si<8%

CastaluminiumS>8% | 45410154, 140-150 = 0025005 | 006008 | 008010 | 0100125 | 0125015

AntoMUHVEBBIE cnasbl Si>8%

Copper alloy <15d1|<0.15d1  90-100 0025005 | 006008 | 008009 | 009012 | 012015

LIBeTHbIE CNNaBbl




KOHLIEBLIE ®PE3bl « TBEPAOCMIABHbIN UHCTPYMEHT . umt

UMT 9453 Z2-3

End mills with short cutting length and
relieved neck for aluminium
KoHueBbIE (hpe3bl C KOPOTKOW PEXYLLIEN HACTbH 1
3aHVKEHHOW LenKow ans 06paboTky antoMUHKS

L2

L1

Dd1

@d

@)

Be

45°

D R0.2:0.3|

Is

HM
W o1 Jaon L s

6 10 26 5.6 6 75 ® [9453060007500-0
6 10 26 5.6 6 75| 0.5 o |9453060007505-0
6 10 26 5.6 6 75| 1.0 o 19453060007510-0
8 12 34 74 8 75 e (9453080007500-0
8 12 34 7.4 8 75| 0.5 o 19453080007505-0
8 12 34 74 8 75| 1.0 o |9453080007510-0
10 15 42 94| 10 | 100 e [9453100010000-0
10 15 42 94| 10 | 100 | 0.5 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 ] 1.0 o [9453120010010-0
12 18 50 | 114 | 12 | 100 | 2.0 o ]9453120010020-0
16 24 65 | 152 | 16 | 115 e |9453160011500-0
16 24 65 | 152 | 16 | 115| 10 o [9453160011510-0
16 24 65 | 152 | 16 | 115] 20 o 19453160011520-0
16 24 65 | 152 | 16 | 115 ] 3.0 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 | 2.0 o 19453200015020-0
20 30 82 | 180 | 20 | 150 | 3.0 o [9453200015030-0

® In stock / B Hanuumm

O Produced to order only / V3roToBnexue no 3anpocy

Recommended cutting conditions for end mills 9453 - Shoulder milling
PekoMeHOyeMble pexunMbl pesanus ans dpes 9453 - ObpaboTtka ycTynos

Work material

Cutting speed
CkopocTb pe3aHus

High Speed Cutting
BbicoKacKopoCTHBIV pexim

d1 - diameter in mm

fz - feed per tooth in mm

ObpabatbiBaeMblil MaTepan Ap@ Ve Ap@ Ve d1 - guaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
AL (m/min) N (m/min)

Ap | Ae HM Ap | Ae HM 56 8 210 | @12 | @16 | @20
Aluminium alloy Si<B% | 454 |0 1ds 165175 <1d1 |<0.1d1 270-310 005 | 008 | 010 | 012 | 016 | 018
AnoMUHVEBbIE cnslasbl Si<8%
Castaluminium S>8% | 454,10 1d; 135145 <idi |<0.1d1 250270 0045 | 007 | 009 | 011 | 014 | 016
AntoMuHKeBbIe cnnasbl Si>8%
Gopperalloy <1.2d1|<0.1d1 105-120 <1idt |<0.1d1 195215 0045 | 007 | 009 0.11 014 | 016
LIBeTHbIE CMNaBbl

Recommended cutting conditions for end mills 9453 - Slotting
PekoMeHayeMble pexunMbl pesanHuns ans gpes 9453 - Obpabotka nasoB

Work material

Cutting speed
CKOpoCTb pesaHust

High Speed Cutting
BbICOKOCKOPOCTHBIN peXMM

d1 - diameter in mm

fz - feed per tooth in mm

ObpabatbiBaeMbI MaTepuan Ap@ Ve Ap Ve d1 - oyamMeTp UHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
(m/min) (m/min)

Ap HM Ap HM 6 8 @10 12 16 @20
Aluminium alloy Si<8% ~ “\  ggy 435445  <04d1 270290 004 | 006 | 007 | 008 | 011 | 0125
AnioMIHVEBbIE cnnaBbl Si<8%
Cast aluminium S8 <08di 120130  <0A4di 220230 004 | 005 | 006 | 007 | 003 | 011
AntoMyHMeBble cnnasel Si>8%
eyl <08d1  100-110  <04d1  160-180 004 | 005 | 006 | 007 | 009 | 011
LlBeTHbIE cnnaBbl

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

1. BuiluenpyiBejeHHbIE PEXMMBI YKa3aHbl 4151 JKECTKOM TEXHOMOTVHECKON CHCTEMBI
2. Ecnv BbineT uHcTpymeHTa Gonee 4d, cKopocTb pesaHust Jo/kHa BbiTb CHIDKEHA
3. MNpv Bpe3aHWy Nof, yrnoM, pekoMeHAYeTCst CHU3WTL pexxmMbl pe3aHns Ha 30-60% 0T ykasaHHbIX B Tabamuax




Bumt

SOLID CARBIDE CUTTING TOOLS « END MILLS

UMT 9652 Z=2

Ball nose end mills with short cutting length

and relieved neck for aluminium

Cdhepuyeckiie dpesbl C KOPOTKOW PEXYLLIEN HACTbH 1
3aHVKEHHOW LenKow ans 06paboTky antoMUHKS

Type 1
©
S
L
L2
L1
g S AN\ B I o Type?2
< )
S
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

® In stock / B Hanmumm

Recommended cutting conditions for end mills 9652
PekoMeHayeMble pexrMbl pesanHvs ans gpes 9652

Cutting
Ae speed
Work material Cio ocTh d1 - diameter in mm fz - feed per tooth in mm
ObpabaTbiBaeMbliii MaTepuan Ap pe3§HI/IFI d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Ve (m/min)
Ap Ae HM @3-06 | ©6-28 | @8-210 |@10- 212 | 12- @16 | @16 - @20
AluminiumalloySi<8% | 454 | (0341  130-180  0018-004 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
AntoMUHVEBbIE cnnasbl Si<8%
CastaluminiumS>8% | g54 | (034, 100130 0018004 | 0.036-0.06 | 0.05-0.08 | 0060.12 | 0.080.15 | 0.10-0.20
AnoMUHVEBbIE cnnasbl Si>8%
Loz llay <0.1d1 | <0.3d1 90-130  0.011-0.03 | 0.022-0.06 | 0.03-0.08 | 0.04-0.12 | 0.050.15 | 0.06-0.20
LLBETHbIE CrinaBbl

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
1. Ecnvi BbineT vHCTpyMeHTa 6onee 4d, ckopocTb pe3aHns AomKHa ObiTb CHUKEHA

2. Tpv Bpe3aHwW Nof, YroM, PEKOMEH/YETCS CHU3UTb PexMel pesaHus Ha 30-60% oT ykasaHHbIX B Tabamuax
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SOLID CARBIDE CUTTING TOOLS
TBEPIOCM/IABHbIN MHCTPYMEHT

DRILLS
CBEPJIA




[ ] UME  SOLID CARBIDE CUTTING TOOLS » DRILLS

UMT produces general range of standard solid carbide drills with KomnaHus UMT npov3BoaumT accopT/MEHT CTaHLAPTHbIX

3D and 5D lengths, with and without internal cooling. The UMT TBEpAOCNaBHbIX ceepn, aAnuHoi 3D v 5D, ¢ v be3 BHyTpeHHero
drills are also being produced according to DIN standard — with nonsoaa COX. Ceepna npomssoastes no craHaapTy DIN — ¢
reinforced shank. Thanks to the improved UMT cutting geometry, YCWNEHHbIM XBOCTOBMKOM. briaroaps ynyyLweHHoN pexyLLen
the drills are fit to machine variety of materials. reomeTpun UMT, ceepna obecneynsatoT 06paboTky pasnmyHbIx

TMNOB 0BpabaThiBaEMOro MaTepuana.

The company is able to produce special carbide drills upon request.
KoMnaHus Takxe MMEEeT BOSMOXHOCTb NOCTABKM CrieUymabHbIX
TBEPAOCMNaBHbIX CBEPJT MO 3anpacy.

DRILLS SELECTION CHART / TABJINLIA BbIBOPA CBEPJI

= Work material / ObpabatbiBaeMbiit MaTepuan
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CBEPJIA - TBEPJIOCMABHbBIA UHCTPYMEHT . umt

UMT 8101
NC center drills
LleHTpoBO4YHbIE CBEpNA AN CTaHKoB ¢ YITY

L1

@d1

ART No
3 9 38 e |81010300038-1
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

® |n stock / B Hanuyun

Recommended cutting conditions for drills 8101 / PekomeHayemble pexuMbl pesaHns ans ceepn 8101

Work material EE;tIEETipe:gaHm d1- diameter in mm f - feed per revolution in mm/rev.
ObpabaTbiBaeMbIt MaTepuan Ve [ra/min)p d1 - AYaMeTp MHCTPYMEHTa MM f - nopaya Ha obopoT MM/06.

3 - 4 B4 - D5 &5 - 6 26 - 28 28-210 | &10-212

Carbon steel and Alloy steel < 25 HRC
YrnepoaycTsie, JlerpoBaHHbie ctanu,
TBepaocTbio < 25 HRC

Alloy steel and Tool steel 25-45 HRC

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

JlernpoBaHHble, VIHCTpyMeHTabHbIE CTanu, 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
TBepaocTbio 25-45 HRC

Stainless steel / HepxxasetoLue ctanm 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
Cast iron GG / Cepbitt YyryH 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

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

Aluminium alloy / AntoMUHVEBbIE CMNaBbl 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
Copper alloy / MegHble cninasbl 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
Titanium alloy / TutarHoBble crniasbl 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




[ ] UME  SOLID CARBIDE CUTTING TOOLS » DRILLS

UMT 8211
Twist drills with reinforced shank
CnupanbHble cBepa € YCUAEHHBIM XBOCTOBUKOM

adi
7
é

|

|

|

|

ART No ART No
3.0 20 6 62 ° 82110300062-1 74 | 41 8 79 ° 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
3.2 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
35 20 6 62 ° 82110350062-1 79 | 41 8 79 o 82110790079-1
3.6 20 6 62 o 82110360062-1 8.0 | 41 8 79 ° 82110800079-1
3.7 20 6 62 ° 82110370062-1 8.1 | 47 10 89 o 82110810089-1
3.8 24 6 66 o 82110380066-1 8.2 | 47 10 89 o 82110820089-1
318 24 6 66 o 82110330066-1 83 | 47 10 89 o 82110830089-1
4.0 24 6 66 ° 82110400066-1 8.4 | 47 10 89 o 82110840089-1
4.1 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 8.7 | 47 10 89 o 82110870089-1
E 4.4 24 6 66 o 82110440066-1 8.8 | 47 10 89 ° 82110880089-1
4.5 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 821104390066-1 93 | 47 10 89 ° 82110930089-1
5.0 28 6 66 ° 82110500066-1 94 | 47 10 89 o 82110940089-1
51 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
5 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 o 82110560066-1 100 | 47 10 89 ° 82111000089-1
5.7 28 6 66 o 82110570066-1 10.2 55 12 102 ° 82111020102-1
5.8 28 6 66 o 82110580066-1 10.3 55 12 102 o 82111030102-1
5.8 28 6 66 o 82110590066-1 10.5 55 12 102 ° 82111050102-1
6.0 28 6 66 o 82110600066-1 10.8 55 12 102 ° 82111080102-1
6.1 34 8 79 o 82110610079-1 11.0 55 12 102 ° 82111100102-1
6.2 34 8 79 o 82110620079-1 11.2 55 12 102 ° 82111120102-1
6.3 34 8 79 o 82110630079-1 115 55 12 102 o 82111150102-1
6.4 34 8 79 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 79 o 82110660079-1 125 60 14 107 ° 82111250107-1
6.7 34 8 79 o 82110670079-1 12.7 60 14 107 o 82111270107-1
6.8 34 8 79 o 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 79 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 79 o 82110720079-1 16.0 65 16 115 ° 82111600115-1
73 | 41 8 79 o 82110730079-1

® In stock / B Hanuunn
O Produced to order only / /13roToBneHve no sanpocy

Recommended cutting conditions for drills 8211 / Pekomerayemeble pexkumel pe3aHus ans ceepn 8211

Work material (Cluttlng SR d1 - diameter in mm f - feed per revolution in mm/rev.
. KOpPOCTb pe3aHus
ObpabatbiBaeMblIit MaTepUan Ve (m/min) d1 - gyaMeTp MHCTPYMEHTa MM f - nogaya Ha obopoT MM/06.

&3 - 26 6 - &8 28-210 | @10-212 | @12-214 | &14- 16

Carbon steel and Alloy steel < 25 HRC
YrnepogucTele, JIerviposaHHble cTany,
TBEpAOCTbi0 < 25 HRC

Alloy steel and Tool steel 25-45 HRC

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

JlervipoBanHble, IHCTpyMeHTabHbIE CTanu, 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
TBEpaocTbio 25-45 HRC
Cast iron GG / Cepbitt 4yryH 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

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

m Aluminium alloy / AntoM1HIEBbIE MBI 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




CBEPJIA - TBEPJIOCMABHbBIA UHCTPYMEHT . umt

UMT 8221
Twist drills with reinforced shank

CnupanbHble cBepna ¢ YCUAEHHBIM XBOCTOBMKOM

ad

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

. 82210300066-1 ° 82210740091-1
3.1 28 6 66 o 82210310066-1 7.5 53 8 91 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 o 82210770091-1
3.4 28 6 66 o 82210340066-1 7.8 53 8 91 ° 82210780091-1
3.5 28 6 66 ° 82210350066-1 7.9 53 8 91 o 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 o 82210810103-1
3.8 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 82210440074-1 8.8 61 10 103 ° 82210880103-1
4.5 36 6 74 ° 82210450074-1 8.9 61 10 103 o 82210890103-1
4.6 36 6 74 [ 82210460074-1 9.0 61 10 103 ° 82210900103-1
4.7 36 6 74 o 82210470074-1 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 95 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 822109701031
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 [ 82210680091-1 @ Instock / B nanvnn
6.9 53 8 91 o 82210690091-1
7.0 53 38 g1 ° 82210700091-1 O Produced to order only / M3roToeneHvie no 3anpocy
7.1 53 8 91 o 82210710091-1
7.2 53 8 91 o 82210720091-1
7.3 53 8 91 o 82210730091-1

Recommended cutting conditions for drills 8221 / Pekomerayemeble pexumsl pe3aHus ans ceepn 8221

Work material Euttlng e d1 - diameter in mm f - feed per revolution in mm/rev.
., KOpOCTb pe3aHust
ObpabatbiBaeMbI MaTepuan Ve (m/min) d1- avaMeTp MHCTPYMEHTa MM f - nopaya Ha obopoT MM/06.

&3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | F14- 16

Carbon steel and Alloy steel < 25 HRC
YrnepopavcTele, JlerviposanHble ctany,
TBEpAOCTbi0 < 25 HRC

Alloy steel and Tool steel 25-45 HRC

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

JlernpoBaHHble, VIHCTpyMeHTanbHbIE CTanu, 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
TBEpaocTbio 25-45 HRC
Cast iron GG/ Cepbitt 4yryH 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

Nodular cast iron GGG
BbicokonpouHbin wyryH GGG

m Aluminium alloy / AntoMUHVEBbIE CMNaBb 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




[ ] UME  SOLID CARBIDE CUTTING TOOLS » DRILLS

UMT 8222 5xd OE
Twist drills with reinforced shank and internal cooling 1o

CnupanbHble cBepna ¢ YCUAEHHBIM XBOCTOBUKOM
1 BHYTpeHHVM noasoaom COX 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
35 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 [ 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 82220970103-1
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 [ 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 [ 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 © In stock/ B rani
72 53 38 g1 o 82220720091-1 O Produced to order only / M3roToBneHvie no 3anpocy
7.3 53 8 9i o 82220730091-1

Recommended cutting conditions for drills 8222 / Pexomernyemeble pexxumel pe3aHus ans ceepn 8222

Work material Euttlng il d1 - diameter in mm f - feed per revolution in mm/rev.
. KOpOCTb pe3aHust
ObpabaTbiBaeMbIN MaTepuan Ve (m/min) d1- AvaMeTp MHCTPYMEHTa MM f - nopaya Ha obopoT MM/06.

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

Carbon steel and Alloy steel < 25 HRC
YrnepogvcTele, JlerviposanHble ctany,
TBEpAOCTbi0 < 25 HRC

Alloy steel and Tool steel 25-45 HRC

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

JlernpoBaHHble, VIHCTpyMeHTanbHbIE CTanu, 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
TBepaocTbio 25-45 HRC
Cast iron GG/ Cepbitt 4yryH 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

Nodular cast iron GGG
BbicokanpouHbin wyryH GGG

m Aluminium alloy / AntoMuHVEBbIE CMaBb! 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




CBEPJIA - TBEPJIOCMABHbBIA UHCTPYMEHT . umt

UMT 8311
Twist drills with reinforced shank 6537K

for difficult to cut materials
CnupanbHble cBepna C YCUNEHHbIM XBOCTOBMKOM A15
00paboTky TpyaHOOOpabaThiBAEMBIX MaTEPNASIOB

L1

DS T =

d1
I

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 80 | 41 8 79 o |83110800079-2
37 | 20 6 62 o | 83110370062-2 81 | 47 10 89 © | 83110810089-2
38 | 24 6 66 o |83110380066-2 82 | 47 10 89 o |83110820089-2
39 | 24 6 66 o | 83110390066-2 83 | 47 10 89 © | 83110830089-2
40 | 24 6 66 o | 83110400066-2 84 | 47 10 89 o |83110840089-2
41 | 24 6 66 o | 83110410066-2 85 | 47 10 89 © | 83110850089-2
42 | 24 6 66 O |83110420066-2 86 | 47 10 89 o |83110860089-2
43 | 24 6 66 o | 83110430066-2 87 | 47 10 89 o | 83110870089-2
E 44 | 24 6 66 o | 83110440066-2 88 | 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
L 49 | 28 6 66 O | 83110490066-2 93 | 47 10 89 © | 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 96 | 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 © | 83110990089-2
56 | 28 6 66 o |83110560066-2 100 | 47 10 89 o |83111000089-2
57 | 28 6 66 o | 83110570066-2 102 | 55 12 102 o |83111020102-2
58 | 28 6 66 o |83110580066-2 103 | 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 |83111100102-2
6.2 | 34 8 79 o ]83110620079-2 112 | 55 12 102 o 183111120102-2
63 | 34 8 79 o | 83110630079-2 115 | 55 12 102 o |83111150102-2
6.4 | 34 8 79 o |83110640079-2 120 | 55 12 102 o 183111200102-2
6.5 | 34 8 79 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 79 o | 83110670079-2 127 | 60 14 107 o | 83111270107-2
6.8 | 34 8 79 o |83110680079-2 13.0 | 60 14 107 o 183111300107-2
69 | 34 8 79 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 | 41 8 79 o |83110710079-2 145 | 65 16 115 O |83111450115-2
7.2 | 41 8 79 o ]83110720079-2 16.0 | 65 16 115 o 183111600115-2
73 | 41 8 79 o | 83110730079-2

O Produced to order only / /13roToBnerve no 3anpocy

Recommended cutting conditions for drills 8311/ Pekomerayemeble pexkumsl pe3aHus ans ceepn 8311

Work material Euttlng izl d1 - diameter in mm f - feed per revolution in mm/rev.
, KOpOCTb pe3aHust
O6pabaTbiBaeMblil MaTepran Ve (mymin) d1 - AnaMeTp MHCTPYMEHTA MM f - nogaya Ha 06opoT MM/0b.

&3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | F14- 216

Stainless steel
Low alloy austenitic 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
HepxxaBetoLme cTanm

Stainless steel

High alloy austenitic 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
Hep>xasetoLwyie ctanu

Titanium alloy / TutaHoBble crinassl 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
Titanium / TutaH 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

Heat resistant alloy

X 525 0.025-0.055 | 0.055-0.084 | 0.063-0.094 | 0.07-0.10 0.08-0.12 0.09-0.13
aponpoYHbIe Crasel




[ ] UME  SOLID CARBIDE CUTTING TOOLS » DRILLS

UMT 8322 5xd I
Twist drills with reinforced shank and 65371 S 6

internal cooling for difficult to cut materials
CnunpanbHble cBepia ¢ YCUNEHHBIM XBOCTOBMKOM U
BHYyTpeHH1M noasogom COX ans 0bpaboTku L

L
TpYAHO0BpabaThIBAEMbIX MaTEPVANoB ' ‘

ART No ART No
3.0 28 6 66 ° 83220300066-2 74 53 8 91 ° 83220740091-2
31 28 6 66 o 83220310066-2 75 53 8 91 o 83220750091-2
3.2 28 6 66 o 83220320066-2 7.6 53 8 91 o 83220760091-2
33 28 6 66 ° 83220330066-2 7.7 53 8 91 o 83220770091-2
34 28 6 66 o 83220340066-2 7.8 53 8 91 ° 83220780091-2
35 28 6 66 ° 83220350066-2 79 53 8 91 o 83220790091-2
3.6 28 6 66 o 83220360066-2 8.0 53 8 91 ° 83220800091-2
37 28 6 66 ° 83220370066-2 8.1 61 10 103 o 83220810103-2
3.8 36 6 74 o 83220380074-2 8.2 61 10 103 [¢] 83220820103-2
39 36 6 74 o 83220390074-2 8.3 61 10 103 o 83220830103-2
4.0 36 6 74 ° 83220400074-2 8.4 61 10 103 [¢] 83220840103-2
4.1 36 6 74 o 83220410074-2 8.5 61 10 103 ° 83220850103-2
4.2 36 6 74 ° 83220420074-2 8.6 61 10 103 [¢] 83220860103-2
4.3 36 6 74 o 83220430074-2 8.7 61 10 103 o 83220870103-2
4.4 36 6 74 o 83220440074-2 8.8 61 10 103 ° 83220880103-2
4.5 36 6 74 ° 83220450074-2 8.9 61 10 103 o 83220890103-2
4.6 36 6 74 ° 83220460074-2 9.0 61 10 103 ° 83220900103-2
4.7 36 6 74 o 83220470074-2 9.1 61 10 103 o 83220910103-2
4.8 44 6 82 o 83220480082-2 9.2 61 10 103 [¢] 83220920103-2
4.9 44 6 82 o 83220490082-2 8.3 61 10 103 ° 83220930103-2
5.0 44 6 82 ° 83220500082-2 9.4 61 10 103 [¢] 83220940103-2
5.1 44 6 82 o 83220510082-2 9.5 61 10 103 ° 83220950103-2
5.2 44 6 82 ° 83220520082-2 9.6 61 10 103 [¢] 83220960103-2
5.3 44 6 82 o 83220530082-2 9.7 61 10 103 o 83220970103-2
5.4 44 6 82 o 83220540082-2 9.8 61 10 103 [¢] 83220980103-2
5.5 44 6 82 o 83220550082-2 g1y 61 10 103 o 83220990103-2
5.6 44 6 82 ° 83220560082-2 10.0 61 10 103 ° 83221000103-2
5.7 44 6 82 o 83220570082-2 10.2 71 12 118 ° 83221020118-2
5.8 44 6 82 o 83220580082-2 10.5 71 12 118 ° 83221050118-2
59 44 6 82 o 83220590082-2 10.8 71 12 118 ° 83221080118-2
6.0 44 6 82 ° 83220600082-2 11.0 71 12 118 ° 83221100118-2
6.1 53 8 91 o 83220610091-2 11.2 71 12 118 ° 83221120118-2
6.2 53 8 91 o 83220620091-2 11.7 71 12 118 [¢] 83221170118-2
6.3 53 8 91 o 83220630091-2 12.0 71 12 118 ° 83221200118-2
6.4 53 8 91 o 83220640091-2 12.5 77 14 124 [¢] 83221250124-2
6.5 53 8 91 o 83220650091-2 13.0 77 14 124 o 83221300124-2
6.6 53 8 91 o 83220660091-2 14.0 77 14 124 [¢] 83221400124-2
6.7 53 8 91 o 83220670091-2 14.5 83 16 133 o 83221450133-2
6.8 53 8 91 ° 83220680091-2 15.0 83 16 133 [¢] 83221500133-2
6.9 53 8 91 o 83220690091-2 16.0 83 16 133 o 83221600133-2
7.0 53 8 91 o 83220700091-2 ® In stock / B Hanvm
7.1 53 8 91 o 83220710091-2
72 53 3 91 ° 332207200912 O Produced to order only / M3roToBneHvie no 3anpocy
7.3 53 8 91 o 83220730091-2

Recommended cutting conditions for drills 8322 / PekomeHayeMble pexxuMbl pe3aHus ans ceepn 8322

Work material E:;tlggipe:gamﬂ d1 - diameter in mm f - feed per revolution in mm/rev.
ObpabaTbiBaeMbIl MaTepuan Ve (Ew/min)p d1 - AYaMeTp MHCTPYMEHTA MM f - nopaya Ha obopoT MM/06.

&3 - 6 26 - I8 @8-210 | ¥10-J12 | @12-J14 | S14- 516

Stainless steel
Low alloy austenitic 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
Hepxxasetowime cranu

Stainless steel

High alloy austenitic 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
HepxxasetoLme ctanm

Titanium alloy / TutaHoBble crinagbl 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
Titanium / TutaH 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

Heat resistant alloy

X 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
apomnpoYHbIe Craskl
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UMT 8411 Z=-3
Twist drills with reinforced shank
CnupanbHble cBepa € YCUAEHHBIM XBOCTOBNKOM

L1

ad1
od

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
7.5 41 8 79 o 84110750079-1 125 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 13.5 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 ® In stock / B Haum
8.4 47 10 89 o 84110840089-1 O Produced to order only / M3roToBneHve no 3anpocy

Recommended cutting conditions for drills 8411 / PekomeHnyemele pexxumbl pe3aHus ans ceepn 8411

Work material (Cluttlng SR d1 - diameter in mm f - feed per revolution in mm/rev.
. KOPOCTb pe3aHus
ObpabatbiBaeMbliii MaTepuan Ve (m/min) d1 - AyaMeTp MHCTPYMEHTa MM f - nogaya Ha obopoT MM/06.

&5 - 26 6 - &8 28-210 | @10-212 | @12-214 | B14- 16

Carbon steel and Alloy steel < 25 HRC
YrnepogucTele, JIerviposaHHble ctany,
TBEpAoCTbio < 25 HRC

Alloy steel and Tool steel 25-45 HRC

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

JlervipoBanHble, VIHCTpYyMeHTabHbIE CTanu, 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
TBepaocTbio 25-45 HRC
Cast iron GG / Cepbitt 4yryH 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

Nodular cast iron GGG
BbicokonpoyHbiit yyryH GGG

m Aluminium alloy / AntoMUHVEBbIE CriNaBbl 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
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SPECIAL END MILLS / CNELVAJTBHBIE ®PE3bI
Date/[ata: ...........................

CUStOMEr / KB HT:
AttN / K BHUMAHMIO VHKEHEPA: ..o

B NI

Select type of tool / YkaxuTe Tn MHCTpyMeHTa

L
A L2
N L ad mm
—‘ MM
mm
SO I Al I:l i2d1 MM
3| o - d2 mm
S g S MM
. L mm
A L MM
: L1 mm
MM
e I— 1T 1 O L2 mim
— MM
“ w 8 L3 mm
L MM
L3 ‘ o
A L2 o
L1
MM
= | > dr bl D aCh °
Q N . °
kel & Q
. Rer mm
MM
Select shape A / Ykaxute Bug A R mm
MM
- " mm
@ ' </ MM

0O O 0O o O

Material to be machined / O6pabaTbiBAEMBIN MATEPUAS: ...
Internal cooling / BHyTpeHHee oxnaxaeHue: |:| Yes/ [la |:| No / Het

Number of flutes / KonMUecTBO 3YBbEB: ...
Helix angle / Yron HakNoHa BUHTOBOM KAHABKM: ........oiv i
Coating / Mokpeitve:  [] Yes/fa  [] No/Her

NOtES / TTPUMEBYAHIS:
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STEP DRILLS / CTYNEHYATBIE CBEPJIA

mm
MM

mm
MM

mm
MM

mm
MM

mm
MM

mm
MM

mm
MM

mm
MM

mm
MM

Date/[lata: ...........................
CUStOMEr / K BHT:
Attn / K BHUMAHMIO MHMKEHEDA: ..o
PRONE /T
BNl
ad
Select type of tool / YkaxuTe TMn MHCTpyMeHTa di
L
L3 Jd2
L2
L1 @ds
Do
<O~ i (] L
3 NS S L1
S
L2
L
L4 L3
Ls ‘
— Ut La
Do
¢
I s | — =
Q g S g & g o1
(0%
Material to be machined / O6pabaTbiBaEMbIN MATEPUAST: ..o

Internal cooling / BHyTpeHHee oxnaxaeHue: |:| Yes/ [la |:| No / Het

Number of flutes / KoMYECTBO 3YObEB: ..o

Helix angle / Yron HaknoHa BUHTOBOWM KAHABKIM: ...

Coating / Mokpeitne: [ ] Yes/Ha  [] No/Her

NOtES / TTPUMEYAHIS: e



B UM®€ T100LS ONREQUEST - MHCTPYMEHT M0 3AMPOCY

T-SLOT END MILLS / T-OBPA3HbIE ®PE3bI

Date/[ata: ........................
CUSEOMEr /K HT:
Attn / K BHUMAHMIO MHMKEHEDA: ..o
PRONE /T O
BNl
ad mm
MM
@d1 mm
. MM
&d2 mm
L2 MM
A mm
i L1 L MM
8 § L1 mm
] ( ) MM
1 _ | mm
o b I L2 MM
MM
Ch1 mm
MM
Chz m
Ykaxute Bug A / Select shape A o
o.Ch1
Rer1 mm
O O O O L
Rcr2
MM
R mm
MM
Material to be machined / O6pabaThiBAEMbIN MATEPUAST: ..o

Internal cooling / BryTpenHee oxnaxaerve: [ ] Yes/[a  [] No/Her

Number of flutes / KOAMYECTBO 3YObEB: ...
Helix angle / Yron HaknoHa BUHTOBOW KAHABKWL ...
Coating / Mokpsitve: [ ] Yes/fa  [] No/Her

NOEES / TTPUIMEBUAHMIS: .o oo
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Date/[ata: ..........................
CUSEOMET /KT HT: o

Attn / K BHUMAHUMIO VHMKEHEPA - oo

B MU

REAMERS / PASBEPTKN

Select type of tool / YkaxuTe TMn MHCTpyMeHTa

L
L2
L1

ad mm
MM
- - - - - @d1 mm
MM
5 3 N mm

S S &d2
MM
L mm
MM
L1 mm
L2 MM
L1 |_2 mm
MM

——— —— - _ i} -
sz;—;':—:‘_—;?
g 8 8

Material to be machined / O6pabaThiBaEMbIN MATEPUAI: ..o

Internal cooling / BryTpenhee oxnaxaerve: [ ] Yes/[la  [] No/Her

Number of flutes / KofMUECTBO 3YObEB: ...
Helix angle / Yron HaknoHa BUHTOBOM KAHABKML ...
Coating / Mokpsitve: [ Yes/[la

NOLES / TTDUIMEUAHMIS oo oo

[] No/Her
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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
| ‘ ‘ Recommended application: The uncoated cermet grade for the finishing of hardened
01234 567 1 steel.
M3HococToMKOCTb

CocraB: KepmeT Co/Ni 12.2%; WC 15.0%; TaNbC 10.0%; TiCN ocTanbHoe;

TBeppocTb: HV 1620;
P HAALMM K Np Bbicokan ckopocTb pe3aHua. ipeanbHo ana
UHULWIHON 06PabOoTKYM CTanu 1 HepXKaBeloLen cTanv

01 23 4 567 il

P115T HC-P15 | HC-K25 | HC-M10

MpouHocTb 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.

s

01 23456782910

W3HococTolKocTh
Cocra: Co 5.8%; coearHeHuna Kapouaos 6.4%; WC octanbHoe; Pa3mep 3epHa: 1-2 um;

Teepgoctb: HV 1550;

CoctaB nokpbitua: CVD Ti (CN) + Al203; 18.5 pm;

P HAY npum M3HOCOCTOWKNIA, BbICOKOMPOW3BOANUTENbHDIV CNNas
LA YUCTOBOW 11 MOYyUYNCTOBOW 06PabOTKYM CTanu.

\

01 23 4 567891

P125T HC-P25 | HC-K30 | HC-M20

n
PoUHOCTL 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.

CocraB: Co 7.0%; coeaviHeHnA Kapbugos 8.0%; WC octanbHoe; Pasmep 3epHa: 1 -2 um;
TeeppocTb: HV 1450;

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

P HAYyemoe np : I3HOCOCTOWKNIA, BbICOKONPOW3BOANUTENbHDIV CNNaB
LNA YNCTOBOWA 1 NOSTyYNCTOBOM 06paboTKmM cTanu.

W3HococTonKocTb

01 23 4 567 1

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
01234567891 Recommended application: The first and premium choice for the universal machining
of steel.

/3HOCOCTOMKOCTb
CocraB: Co 7.6 %; coeanHeHuns Kapbuaos 7.0 %; WC octanbHoe; Pasmep 3epHa: 1-2mm
TeeppocTb: HV30 1470, CoctaB nokpbitvis: CVD TiCN-AI203 BepxHuii crioi
PekomeHayemoe npumeHeHue: MepBbiii BbIGOP AN1A NONYUYNCTOBON 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.

N3HococTonKocTb
CocraB: Co 9.6%; coeavHeHNA Kapbugos 6.7%; WC octanbHoe; Pasmep 3epHa: 1 -2 um;
TeeppocTb: HV 1460; CoctaB nokpbitua: CVD Ti (C,N) + Al203 MHOrocnoiiHbIii;
PekomeHayemoe npumeHeHme: [1517 TAXKeN0ro npepbiBUCTOrO TOYEHNA.

01 23 4 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%; coeguHeHunn Kapbupos 2.0%; WC octanbHoe; Pasmep 3epHa: 1-2um;
TeepgocTb: HV 1400; Coctas nokpbitusa: PVD TiAIN; 2 - 5um;
P y np MNprMeHaeTcA AnA YNCTOBOW 1 NONYUYNCTOBOWA
‘ 06paboTKU HepKaBeloLLeN CTany 1 YNCTOBO 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>KaBeloLLelt cTanm.
01 23 4 567 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 TiAITaN;
P Ay p MonyunctoBoe ToueHNe HepxaBetoLLeit 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 um |
(1] ‘ Hardness: HV30 1330
01 2345 10 Recommended application: Universal stainless steel turning grade. The best in difficult
situations.
M3HococTonKoCTb
Cocra: Co 8.0%; coeanHeHusn Kap6upos 4.2%; WC octanbHoe; Pa3mep 3epHa: 1.5-3.0 pm;
TeepgocTb: HV30 1330; Coctas nokpbitvsa: PVD TiN/TiAIN; 6pum;
PekomeHayemoe npumeHeHue: MonyyepHoBoe ToUeHNe HepXKaBeloLLen 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; Pasmep 3epHa: 0.8-1.3 um; Teepgoctb: HV30 1630;
CocTaB nokpbitus: PVD TiAIN;
P ny np MepBbil BbIGOP ANA 06paboTKM HepXKaBetoLlen cTanv
1 apOmnpOUYHbIX CNIaBoB
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.
WUsnococroiikocte CocraB: Co 5.0 %; coeprHeHua Kapbuaos 2.0 %; WC octanbHoe; Pa3mep 3epHa:
submicron, TeeppocTb: HV30 1810; Cocta nokpbitusa: CVD TiCN-AI203;
P ayemoe np ime: VI3HOCOCTONKMIA cnnae ana 06paboTKm YyryHa Ha
BbICOKOW CKOPOCTN pe3aHuna
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; TeepgocTtb: HV 1630;
Coctas nokpbitua: CVD TiICN-AI203; 15.5 um;
P Ayemoe np CnnaB ANnA NONy4YMCTOBON 06PabOTKM YyryHa Ha

| | BbICOKMX CKOPOCTAX pe3aHus, rae Tpebyetcsa TBepfoCTb.
012345678910
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 ine: HenoKpbITbI cnnae Ana 06paboTKM anioMUHUA 1
LPYrUX LUBETHBIX 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 ime: [1nA nonyumcToBoi 06paboTKM XaponpouHbix
CMnaBsos.

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

W3HococToiikocTb CocraB: Co 6.0%; WC ocTanbHoe; Pasmep 3epHa: 0.8 um;
TeepgocTb: HV 1820; CocTaB nokpbitus: PVD TiAIN-TIN; 4um;
P ny p : MepBbii BbIGOP 418 06PabOTKM XKAPOMPOUHbIX
CnnaBos.
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2 £
& g
%5 2 £
Cutting o €2 » 2
material Application/ 8z |€S5| 52
Grades/ Pexywnia 06nacTb NpUMeHeHNs E § E f-; % i E % ;-'. %
Cnnasbl 1SO marepuan 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-525 C
HC-M20 P [ ]
M120T HC-K20 P o (o)
HC-M25 P [ ]
M125T HC-P35 P )
HC-525 P
HC-M20 P [ ]
M120GP HC-P25 P [ ]
HC-P35 p )
M135T HC-S35 P o
HC-M15 P [ ]
M217T HC-S15 P o
HC-K10 C °
KT1oGP HC-P05 C o
K120T HC-K20 C °
HC-P10 C o
HW-N15 W °
N216T HW-K15 W °
s110T HC-S15 P
HC-M15 P o
HC-S15 P
STIST HC-M15 P (o)
* PEXKYLLIMIA MATEPUAJT/ CUTTING MATERIAL 01 05 10 15 20 25 30 35 40 45 50 @ Firstchoise
T - cermet/kepmeT 6€3 NOKpPbITUA Haunyuluee npumeHeHve

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

O Second choise
[Jonyctumoe nprimeHeHve



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

Positive angle

MnacTnHbI C NONOXKNTENbHbIM 3agHUM yrjiiom

pe3anus. Hu3Kkas cknoHHOCTb K Bmﬁpauuu.

Jlerkoe YAaneHune CTpyxKu.

Types of cutting Types of machining
Bup pesaxua Bup obpabotkm
= E]
2 £ z
g S| Bl s
@ = ==
. g s .- |2 _Z|E53| 55| £58| ct 25 Depth of cut and feed rate
§ g % 2 § Description % g ﬁ = § g § g § 2|2t % z E g Tny6uHa pesams
£ELE S 5| Onucanme ES |SI=E |82 | EE | &2 | =8 |3 1 nogaya (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 ; 7
P 40
. /| Y | YucroBan o6pabotka crany 1 HepxaBeroweil 110 ° X X A i
—— D | cTanu. Bbicokoe KauecTBo NoOBEpPXHOCTH. Tolm
Xopowuuii KOHTpONb Haj CTPyXKoapo6NeHneM 05
npu HeGonbwoii ry6uHe pesanna. Huskaa cana 010204051620 "
pe3aHna. Hu3kas Temnepatypa B 30He pe3aHna.
Fine finishing machining of steel and stainless steel.
High surface quality.
OuHnwHaA cTanum i
v ' P125T QJT’
Bi KauecTBo 06p it PXHOCTH . o X A map
80 17°
< | Withthe same feed rate aninsert with Masterfinish 40 4
™ . o 20
cutting edge reaches a roughness value Ra which is many 0
times higher than the one of a conventional insert. 05
Tpy 0AMHaKOBOI CKOPOCTH NOAAYM PEXYLLAA KPOM- 0102 0408 16 20
Ka M1aCTHHbI 10CTUraeT 3HaYeHN LIePoXOBaTOCTH M135T ® o o
Ra, KoTopoe Bo MHOro pa3 np 3HaueHu
LLIEPOXOBATOCTH 06bIYHOI NNACTUHDI.
a 0.10
Finishing and semi-finishing machining Of steel and AL ® o X A A b
+ | stainless steel. Great capabilities with dual chipbraker. 40 4} 70
E YucroBas u nonyuncroBas o6paboTka cranu u P125T () o X A A ig il
HepxaBeroweil cranu. Lnpokue BO3MOXHOCTH 0
Gnarosiapa ABO/iHOMY CTPYXKONOMY. L PS o X A A 70707051625
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 10
M125T
pe3aHus. Hu3KaA Temnepartypa B 30He pe3aHus. o o X A A 08 Y
010204 08 1.6 20
mst | @ () () A | A
Ki20T | @ | @ X A | A
q
Finishing machining of steel. High quality of the 160
._\ % | processed surface. o 4} S
= | Uncrosas o6patoTka HepxaBeloweil 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 @
4| feedratein bar turning. Low tendency to vibration S L o X A . A
w | Easy chip removal. 0 ¥
E, YucroBasn o6paboTka Hep i cTanu. 20
E TMonyuncrosas 06pa6oTka anioMunmA. ;2
YBenuueHHbli cpok cnyx6bl. Huskaa cuna N216T Y ® o A A Ly

@ Tepsoe npumereHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpuMeHeHe

X He pekomeHpyetcs

A Mepsoe npumereHne
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Negative angle

MnacTuHbl ¢ oTpuyartesibHbiM 3agHUM yriom

npepbiBUCTOe pe3anue. Huzkas cuna pesanus.

Types of cutting Types of machining
Bup pesanua Bupa o6paboTku
9] 2 | &
= s g
g3 3 I ¢ 58 g
g5 g5 £5 |58 | g2 | =25 8| o5
2o = =8 3 £ |E53.| 25| £8 E S Ea Depth of cut and feed rate
£9 0 g % . s 8 E5 || 2o | &z | 22| £
g23¢c 22| Desciption S & £85| 59 32| %85 28 ny6uHa pesaHus
£Exc S5 | Onucanve 5 O SEe | E&E| Ec = =cC = 1 nogaya (mm)
Finishing machining of steel and stainless steel.
Increased life expectancy. Cermet inserts. Good chip o]
F: 4 control at small depth of cut. 80 v
> — 10
/ /'> / L | Yncrosas 06pa6oTka cTanu u HepiaBeloweil Tct0 ° X X A :g
| bl || 2 | cranu. Boicokoe kauecTBo o6pabaTbiBaemoii 0 |
= NOBEPXHOCTU. XOpOLUMil KOHTPONb Hajl 05 )
CTpyKKOApo6NneHnem npu He6onbLIOi ry6uHe 0170204 0816 20
pe3anus. Huskas cuna pesaxus.
16.0ap
80
< | Fine finishing machining of steel. o
ﬁ Y= | Ounmwnan o6pabotka cranu. e ® X X A .
05
0.1 02 04 08 16 20 L
ap
160 0.10
r g Semi-finishing-finishing machining of steel. Increase P115T ] O X A A 80 /\ -
+ ife ti 40 o
e, ' & | lifetime » =
= | Mepexopas unctoas- nonyuncrosas o6pa- 10
6oTKa cranu. YBenuyeHHbIi oK cnyx6bl. P125T ) o X A A 05
070204051620 h
PI1sT | @ | O | X A
P25sT | @ | @ | O A ?
160 0.20,,
n The first choice for semi-finishing machining steel. ig W /Mga
= | Mepebiii BbiGop AnA nonyuucrosoit o6paborkn | P125GP [ ) [ ) (0] A 01—y o
cTanu. ;‘;
P135T [ ) [ ) o A 0102 04 08 16 20 /
Ki2oT | @ | O | X A
PI5ST | @ | @ | O | A | A : 030
16.0
& | Roughingstee o e
oughing steel. .
E YeproBas o6pabotka cranu. by L L o A A » el %
05
P135T . . o A A 0102 04 08 16 20 fn
P 0.25
16.0
80 o
K| Semi-finishing machining steel. 40 L_I C o —
E TMonyumcrosas o6pabotka cranu. ity L b 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 160 50
~ | (800N/mm?) 80 B 2
I OpHocTopoHHAA NnacTuHa. llepexopHas 40
E NoNy4MCTOBasA YepHOBasA 06paboTka cTanm ¢ P125T L4 o o A A fs
npouHocTbio 800N/mm?, Pa6oTa Ha BbICOKOI N0- 05
[Aaye 1 c6onbLuoii rny6uHoii pesanus. Taxenoe P135T ® Y Y A A 0020408160

@ Tepsoe npumeHeHne

A Nepsoe npumereHve

(O BoswmoxHoe npumeHeHne /\ Bo3aMoxHOe NpuMeHeHe

X He pexkomeHgyetcs
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Negative angle

MnacTuHbi ¢ oTpuyaTesibHbIM 3agHM yrjiioM

¥aponpoyHbIX CN/1aBoB.

Types of cutting Types of machining
Buz pesatua Buz 06pabotku
o 2 2
£ g _§ s
¢ o = 2 S| o€ S =
2= T = - | EDE S =2
g g - s 2 s £ 2 §‘ % 'ﬂ;-‘. % 2=| gE| 2% Depth of cut and feed rate
= £ w 5 2 _= |G 2 s @ = =
T &t S X| Description £z |88 852 E2| B g 22 8¢ Ty6uHa pesanns
w o ® = © = o O S
EZ2E | & omcanne §E |Se=|E8&8  EE | &F | 28| £ unogasa (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] 030
1 | duetolow cutting force. 50 - i 2
40
:.: 0pHOCTOpOHHAA NnacTuHa. MepexopHas P125T ° ® o A A "
E nony4ucToBas-yepHoBas 06paboTka cranu. 0
Huskasa cuna pesanus. YHuBepcanbHas reome- 05
TPUA ANA NPAKTUYECKN BCEX MaTepuanoB. 0102 04 08 16 20
TopXopuT ANt HeCTaBUNbHBIX YCNOBMI pabo- P135T [ [} A A
Tbl 6naropapa HU3Koi CUAbI pe3aHua.
One-way insert. Heavy steel turning. Work at a deep a
045
cutting depth. Designed for heavy, intermittent *Z‘; D oo
% handling. 10 ,
= | Onwocropownsa nnactuka. Tawenoe Touene | P125T [ ] [ ] [ ) A 20 X il
Wi | cTanu. Pa6ota Ha GonbLuoil rny6uHe pe3anus. ;: ‘
TNpepHasHayeHa AnA TAKENON, NPepbIBUCTON ' . L L
06pa6°TK". 01020408 1.6 20
y
16.0 |
Roughing stainless steel processing. Low cutting force. 22 |
a v o6patorka weit cranu. | M125T ([} ([ (o] A A 20
Huskaa cuna pesanua. RN
| "
01020408 1.6 20
. . . al
Low cutting force. The first choice for semi- S110T ] (o) X A /\ 160
finishing processing of superalloys. " —
& | Huskaa cuna pe3aHus. Mepsblit 20
.~ 10
BbIGOp ANA NonyuncroBoil 06paboTky 0
S115T . o X A A 0.1 02 04 08 1.6 20 fn

@ Tepsoe npumeHeHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpuMeHeHe

A Mepsoe npumereHne

X He pekomeHpyetcs
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Negative angle
MnacTviHbl C OTpULATENIbHBIM 3aAHUM YT/IOM

Types of cutting Types of machining
Bup pesaHna Bup 06paboTkn
9] g | £
§ gg g ] E
23 = =g | £ 50 3
5¢ H g8 | £ RS 3
£53 gs .| €5 |28 | 23| 28 5| o8
25 $3 . 3 £1 | B tz| 53| £ § E 3| £38 Depth of cut and feed rate
S Y © < O B = =
g9¢ 22| Description g2 28 E23| 52 E’ 5| 85 2 E’ ny6uHa pesaHns
Esc &5 | Onucanve 50 Sc | 2| ECc | &5 | =EcCc | &7 1 noaaua (mm)
st | @ | O A|A : T
160
Roughing and semi-finishing steel. Universal use. jg — ';13
. =
& | YepHosas u nonyuncrosas o6pa6otka cranuu | P135T (] ) O | A | A 2
vyryHa Yuusep p ;2
K120T () o X A A T0204 081620 "

>
>

UEN

Semi-finish, easy roughing of nodular cast iron. 10
TMonyuucroBas, nerkas yepHoBas o6paboTka K120T o o O 20 %

YyryHa C WapoBUAHBIM rpaduTom.

0.1 020408 1.6 20

SN-R

YHuBepcanbHoe npumMeHeHue. P135T . . o A A 05

0.1 02 0408 1.6 20

Semi-finishing machining of steel. P125T P o X A i

MonyuucroBas o6pa6otka cranu. 10

M1

Rough and semi-finishing steel processing. Universal P125T ® O X A A TZ‘;
application. 40 a )
YepHoBas 1 nonyuucrosas obpabotka cranu. fg

01020408 1.6 20

XK

Finishing machining of stainless steel and titanium 80 _A}”.
-~ aloys. maor | @ | O | X A 2
YncroBasn 06paboTka HepkaBeloweii CTanm n fﬂ I

TUTAHOBbIX CNNIaBOB. 05

I
01020408 1.6 20

Semi-finishing stainless steel processing. Low
probability of formation of surface defects. High
quality of the processed surface. Low cutting force.
High cutting parameters with constant cooling. ol
MonyuncroBas o6pa6otka Hep i 2
ctanu. Huskas BepoATHOCTb 06pa3oBaHua W
NOBEPXHOCTHBIX iedeKTOB. Bbicokoe KauecTBo

p pxHocu. Huskaacuna | M120GP | @ [} (o) A
p B pameTpbi p npu
YCNOBUM NOCTOAHHOTO OXNaXKACHNA.

M125T [ J ([ J O A we.oa

K+

fn
01020408 1.6 20

@ epsoe npumereHve A Tepsoe npumereHne

(O BosmoxHoe npumeHeHe /\ Bo3moxHoe NpumeHeHne

m X' He pekomenpyertca
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Top angle
Yron npwu
BepLHe

4

35°

55°

75°

80°

86°

Yron npwu
BeplUnHe

55°

82°

85°

90°

108°

120°

135°

Other hapes

920°

60°

o> meeleed J@

80°

Insert shape
Dopma nNnacTuHbl

Slidlnimiolzlovlrir»lolxIZIAalmlol <

Brad 1

d+ m* st

0,025 | 0,005 0,025
F ] 0,013 | 0,005 0,025
C| 0,025 | 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 [005-015%| 0,025 0,025
M [0,05-0,15%( 0,08-0,20 | 0,13
N | 005-0,15% | 0,08-0,20 | 0,025
U | 0,08-0,25* [0,13-0238| 0,013

Tolerance
[onyckn

O <

\/
M

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

3apHui yron He
BKJIIOUYEHHbIN B
CTaHZapT, He06X0AUMO
yKasblBaTb
[ONONHUTENIbHO

0]

@

[eomeTpua noBepxHocTemn
Type of chip breaker/clamping

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

06 16

08 20

—J| 10 25 g
12 32

e Pagunyc
@ ﬁ Q 3aKpyrneHns, Mm
L L —

00 <0,05
mm |goim| mm | mm 01 01
06 |5/32]396| 03 02 0,2
09 |7/32]556]| 05 04 04
11 1/4 | 635 | 06 08 08
16 3/8 | 952 | 09 12 12
16 1,6
22 172 12,7 12
24 2,4
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 Papuyc 3akpyrneHuma

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
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CN

Negative angle

@@ e [1nacTuHbI C oTpnuaTeibHbIM 3aAHUM YTTIOM

7\80 0O603HaueHne d s
NV CN...090... 9.52 3.18
@ | CN...120.. 12.70 476
N . CN... 190... 19.05 6.35
Grades
3. 2s Cnnagbl
£ = £ 5 S =
e 3 58 =3
Tx: <2 85 &
$SE g% 2% Description 5 5 o I § g s 58
ELE a3 &5 0603HaueHue r & &8 2 =E =E =E & & @
2% | o | cNMG120404-UsF 0.40 ° o
28 |5 !
25 =) 40
T3 CNMG 120408-UJF 0.80 ® 10 i
€5 2 =
£s < CNMX 120404-NFA+ 040 | ® 0
2 3 B
23 CNMX 120408-NFA+ 080| ® fn
& 01 02 03 04 05 06
CNGP 120402-XK 0.20 ° ol
40
\ 28 CNGP 120404-XK 0.40 [}
AN £ o 30
28 | X 20
g CNGP 120408-XK 0.80 ([ ] 1.0
05
CNGP 120412-XK 1.20 ® 0702030405 08"
$ »
= CNMG 090304-WL+ 040 | @ 80
= 60
2 § 23 4 40
£85 28 2 | (NMG120404WLt 040| ® | ® 20
ESEC 10
£ 05 +
% CNMG 120408-WL+ 08 | @ | @ fn
2 01 02 03 04 05 06
N |£2E CNMG 120404-E+ 0.40 o o »
-5 SESg +
O HEEEE
W =ES CNMG 120408-E+ 0.80 °o o 40 T
30 o -
2 CNMG 090304-K+ 0.40 o | o 20 RN
G2 '
= CNMG 090308-K+ 0.80 e o 10
=" ; 0.5 =+
£EZ CNMG 120404-K+ 0.40 oo o
38 01 02 03 04 05 06
st CNMG 120408-K+ 0.80 o o
(-9
5 5 o S| S| 5% 5|8 8
T E|l=E =5 alaA
* |k | Kk * |k *
M Stainless steel aust. - AycTeHUTHas HepXK. CTasnb dibidb dib dib dib dbidbidibie Best choice
Haunyuywee npumeHeHne
* |k | e >e ¥¥ Second choice
Y% [lonycTmoe npumeHeHue
Y|k | k| K

p. 88-89

p.91-111

NN

p. 62-64

p. 123-132
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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
N . CN...190... 19.05 6.35
Grades
5. 2s Cnnagbl
: E = s é £ g inti —_ —_ % —_ = % 5
28 & 8 2X Description E 5 8 5 2 8 ]
S o = = — ~m = — a
EL = 25 &5 0603HaueHue r & &8 &8 & = & k£
p
CNMG 120404-W+ 040 @ | @ | @ 50 a
2= ' [ 1]
= ] 4.0
B | £¢ |2 | i
19, £3 | 5 |CNMG120408-W+ | 080 @ @ e o o 20— 4
= 10
z 2 0s I (W
CNMG 120412-W+ 120/ @ | ® | ® | ©® ® fn
0.1 02 03 04 05 06
CNMG 120408-90+ 0.80 [ ap
o 60
£ = CNMG 120412-90+ | 1.20 . 5 [\ CN[19D...
52 CN[160...
3 %_ + | CNMG 160608-90+ 0.80 [ ] ® 40
T ) 30
EZ | CNMG160612-90+ | 1.20 . oo 2
S O ' (N[120...
gc CNMG 190612-90+ | 1.20 o . 10
fn
CNMG 190616-90+ 1.60 ° ° 0.1 02 0.4 05 06 08
Lo g CNMA 120408-UEN 0.80 [ ap
S8 2 60
o 5528 § | OWAT20412UBN | 120 . ‘0 s
=eg CNMA 120416-UEN | 1.60 ° 40 -
T 30
g2 § ~ | CNMM 120408-EN-H2| 0.80| @ | ® ® 20
<> Sca| % 10
29 2
=eg| " | CNMM120412-EN-H2| 1.20 o 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. - AycteHrTHas HepX. cTanb % 5% | % |V | Kk X Best choice
* * * * Hal/lnyqu.lee npumeHeHne
A e Second choice
ﬂ,OI‘IyCTVIMOG npumMmeHeHne
¥ |

P

p. 88-89 p.62-64  p.91-111  p.123-132
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C N Negative angle
@@ e [1nacTuHbl C OTpULATENIbHBIM 33 HUM YITIOM

7\80 0O603HaueHne d s
N / CN... 120... 12.70 476
@ ] CC... 160.. 15.88 6.35
N p CC...190... 19.05 6.35
Grades CC... 2507... 25.40 7.94
£ = Cnnasbl CC... 2509.. 25.40 9.52
£z EE &=
T S o == oS
s %z - S § § o —
%%— E ;-,_E £z Description 5 5 2 4 2
Ezs s3 S5 0603HaueHue r & & & & =
o>
(=
£ CNMG 120408-UWR+ | 0.80 | ® | ® aD
da 3z | & 7 UMWRH
\g’ £3 :3, 50
25 CNMG 120412-UWR+ | 1.20 ° 40 L
SE 20
10 -
A 2 § CNMG 120408-R+ 0.80 ® 0.5
@'\, 59 + fn
54 e« 0.1 02 04 0.5 06 08
e CNMG 120412-R+ 1.20 °
CNMM 120412-EN-H5| 1.20| @ | @ »
o CNMM 120416-EN-H5| 1.60 ° 14.0 250
S = 1z
2 §8 | , | CNMM 160612-EN-H5| 1.20| ® | ® ‘;g TP
A 2 '
AR | 28 | 3| CNMM190612-EN-H5 | 1.20 o 60|
¥ 25 | ™ | CNMM 190616-EN-H5| 1.60 o o
=< 290,01 190
CNMM 250724-EN-H5| 2.40 hd 020406081070
CNMM 250924-EN-H5| 2.40 [ J
CNMM 190616-SN-H8| 1.6 ° ap
140 FSN-H8+2
o CNMM 190624-SN-H8| 2.4 ° 120
/\ £E | ® 80 i
4= =) I f |
L - 60
R &% | Y | CNMM 250924-SN-H8| 2.4 . 40 e
20
fn
CNMM 250932-SN-H8| 3.2 A 02 0408 1.2 16 20
(-9
5% % & E
| =|&8 || =
b db db b dib ¢
M Stainless steel aust. - AycTeHUTHasA HEPX. CTa b Yo [ % | Y [k | & KX Best choice
* | % Hannyuwee npumeHeHne
Y% second choice
[lonyctumoe nprimeHeHne
Y | Y
pAd

NN

p. 123-132

p. 88-89

p. 62-64

p.91-111




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

D N Negative angle
@ @ @ [1nacTuHbI C OTpULUATENbHBIM 3aAHUM YTIOM

0O603HaueHue d s
DN... 110.. 9.52 476
DN... 150... 12.70 6.35
Grades
S . 2= Cnnasbl
£Z EE Es
S % = v: S E § —_ — S [
$SE g8 £% Description 5 5 5 o 5§ 5 5 5 5 &
EgsE =3 §§& 0603HaueHme r & & & 28 £ E =E £ &5 &
28 DNMG 110404-UJF | 0.40 ° »
= w 50
Z 8 ) 40
T = DNMG 150604-UJF | 0.40 ° e
ga = 20 =
Z € | 4 | DNMX 150604-NFA+ | 0.40| ® 10
=
25 | % | DNMX 150608-NFA+ | 080 ® 0702 03 04 05 06 "
ic
x
Lo E DNMG 110404-WL+ | 040| @ | @
EZe| + »
£ 5| 2 | DNMG 150604-WL+ | 040 @ b
(I |
=<5 DNMG 150608-WL+ | 0.80| ® " N
DNGP 150404-XK 0.40 ° 15 T
o ® 1.0 -
/\ £ g DNGP 150602-XK 0.20 ° 4
| 58 % 1) S
\/ £ = DNGP 150604-XK 0.40 L] 0.05 0.1 015 0.2 025 06
DNGP 150608-XK 0.80 °
. o8
A 88 & v
? £ 5% S | DNMG 150608-90+ | 0.80 . 50
W > 40
= g 10 90+
= 20|l
< L
| o 1.0
. EZe 05 L
. - |35 5| & | DNMG 150608-E+ 0.80 oo | “
‘\' %’ c = 0.1 02 03 0406 08
<35
—
DNMG 110404-K+ 0.40 o | o
[o)]
£3 DNMG 110408-K+ 0.80 o | o
2 o
8 ¢ DNMG 150404-K+ 0.40 o | ol
£2 DNMG 150408-K+ | 0.80 oo 0 | ] l
ge DNMG 150604-K+ | 0.40 oo WEEENDE
DNMG 150608-K+ 0.80 oo 10
0.5
x
g 8 DNMG 150608-R+ 0.80 ° T TR
52 | &
S Q
e DNMG 150612-R+ 1.20 °
(-9
55 Bl e 5 5 8 5 5 &
T =l B E =5\ =|a|a
* | k| k| Kk * | K&
M Stainless steel aust. - AycTeH/THasA Hep. CTalb rdbidiian dib dib di ¢ X Best choice
* | K | & * Haunyuywee npumeHeHne
A ¥¥ Second choice
[lonyctmoe npumeHeHne
Y A e * |k

N

p. 88-89 p.62-64  p.91-111  p.123-132




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

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
g % . CnnaBbl
g = EE §s
5 £ SE 8§ o
:w".g'i 2S 2 % Description E 55 38 E 5
EzZ 22 &5 0603HaueHue r & & a a = =
DNMG 110404-W+ 040 | @ | @ ap
P DNMG 110408-W+ | 080/ @ [ @ | @ | @ ig
Z23 DNMG 150404-W+ | 0.40 . o 0
E G + : W_.|..
£2 | 2 [ DNMG150408-W+ | 0.80 o o 2
28 DNMG 150604-W+ | 0.40| @ | @ ° 10
[}
=" DNMG 150608-W+ | 080/ @ | @ | @ | @ ° 0s —
DNMG 150612-W+ 12000 | @ | @] @ ° 070203040506
a
o DNMG 150608-UWR+| 0.80 ®© | @ | @ 8.0
S =
= 60 UWR+
3 % o 40
£2 = 30
25 | > 20
U
= DNMG 150612-UWR+| 1.20| ® | ® | ® 10 .
01 02 03 04 05 06
(28w »
258 | = | DNMM150612-EN-H5| 1.2 | @ | @ | @ 60
33| & 50
=02 | W ~——
8 40
= 30
©
LE2S | g b
£59 | % | DNMM150608-EN-H2| 0.80| ® | ® | ® B o
=3%| w 01 02 0.4 05 06 07
2
_ = | = % al =
2 QA m Q| s8R
alae|lalal=s &
K|k |k k& 5k X Best choice
M Stainless steel aust. - AycTeHUTHas Hep. CTab Yo | Y | Y| Y| K Haunyuliuee npumeHeHme
* | & * DA Second choice
* ﬂOI'IyCTI/IMOe npumeHeHne
pAd pA

NN

p.62-64  p.91-111  p.123-132

p. 88-89




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

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

O6o3HaueHne | 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.. 25.40 7.94
Grades
5. 2 (nnasbl
£z £ £z
&5 E S8 = ¥ Description 5 5 K ¢ 1 8 5 &
8 & ax S - & M- 8 o8 2 & =
EL = =25 S5 0603HayeHme r & & &8 = = £ £ 2
§ SNMM 190612-EN-H5 | 1.20 [
LD
E£ 2| P | SNMM190616-EN-H5 | 1.60 B »
851 2 ol BNLZ5
=o> u SNMM 250724-EN-H5 | 2.40 [ 120 sed IV
= SNMM 250924-EN-H5 | 2.40 ° 80 S
= 60
©
¢ 28| 4 | SNMG 120408-UWR+ | 0.80 . o
%%3 ‘; : SNWHB “
$33|3 02 04 06 08 10 1.2
=2 5 SNMG 120412-UWR+ | 1.20 [
|
§ SNMG120408-90+ 0.80 °
LD
S| & | SNMG12041290+ | 120 o B
il g g_J & N o 6.0 B AR B
232 SNMG 150612-90+ | 1.20 s0f sN19D... 90+
= SNMG 190612-90+ | 1.20 ° o 40
30
o & SNMM 190616-SN-H8 | 1.60 o 20
120... 90+
£ 8 | 2 | SNMM 190624-SN-H8 | 2.40 o 10 S
o I 3 fn
2 S | & | SNMM250924-SN-H8 | 2.40 ° 02 03 0405 06 10
[a's
7 SNMM 250932-SN-H8 | 3.20 o
55 5 5 5 2|5 %
- N m | SN - ~N -
| s|s2|l=s| =\ 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 npumeHeHune
Y PA S

P

p. 88-89 p.62-64  p.91-111  p.123-132




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

S N Negative angle
@ @@ [11acTVHbI C OTpMLATENbHbIM 3aHMM YTJIOM

;
0O6o3Ha4yeHne d s
SN... 120... 12.70 4.76
d SN... 190... 19.05 6.35
SN... 250... 25.40 9.52
ES Grades
£ e = (nnasbl
2o £ 2
e = £ E 3 =
vl 7} 5 3 == o
T% g2 £ S & = n
&8 z,_‘g s £ Description E R B g g 8682
EZ =3 &85 06o3HaueHve r & &8 & & = =5 =T 5 0
(2]
-
— | £33 SNMG 120408-W+ 080|® | o o o °
N4 | EE | # ¥
! m £E3 | S 120
L 2 g 80 —
e SNMG 120412-W+ | 120/ @ | @ | @ " EN-T
= 30
2§ SNMM 190616-EN-T | 1.60 ° 10
53 -EN- . W+
E5 = 0.5
TS | 2 fn
EZ | w 0102 03 0.4 0608
58 SNMM 250924-EN-T | 2.40 °
=
Zs
— = §
3 2o a
(A | €2 | & | SNMG120408-E+ | 0.80 o o 50 T
22 40
g8 30 —
< !
@ 20
z g 10
28 05
€5 | &£ | SNMG120408-K+ | 0.80 oo m
EZL 01 02 03 04 05 06
Be
=
P
o 100
€ x
_%'é 8.0
3 I 2 6.0
28 | @ | SNMA 120408-UEN | 0.80 ° 10
E I =] | UEN
S 2 20
= 10
< }
010203040506
AR
5% 5 355858
&l a|laal=s= =S\ & &
| ok [k |k |k | k|
M Stainless steel aust. - AycTeHUTHasA HepPX. CTasb 5 | N |V | k| X %% | K Best choice
Hawnnyuwee npumeHeHne
* | K * y P
Y Second choice
ﬂonycmmoe npumeHeHne
PA pA * | Kk

NN

p. 88-89 p.62-64  p.91-111  p.123-132



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

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

607 O603HaueHvne | d s
TN... 160... 9.52 476
TN... 220... 12.70 | 476
Grades
5. 2 Cnnasbl
£ E5 £:
"gfa\g- § Z,_E £z Description 5 7 3 4 2 8 g & &
EZ2 = 23 &5 0603HaueHme r & & & & = = &£ & &
2« TNMG 160404-W+ | 040 | ® | ®
‘= @©
28 TNMG 160408-W+ | 080 @ | @ | @ | @ . ,
£2 | £ [TNMG160412W+ [ 1.20( @ | ® 50
28 TNMG 220404-W+ | 0.40 o .
== TNMG 220408 W+ | 0.80 ° ° 2 4
§ 1.0 = .
éj_gg 05 HeH- =
TGS di | TNMG 160408-E+ 0.80 e o 0702030405 06"
¢ I
SE g
]
|-
£28 TNMG 160404-K+ | 0.40 o o
SESE +
Toid x
=& .:5 TNMG 160408-K+ 0.80 oo ap
5 o [94+120...
£2% TNMG 160408-90+ | 0.80 ° ' N
Scox X 40 ]
TSI} g 10 ||
[T
=95 TNMG 220412-90+ 1.20 ° 20
= 10 | UEN/90+160...
é,g’% > 0702030405 06"
252 & W | TNMA 160408-UEN | 0.80 °
Q3> > >
=925
|
S
£ .g’ § é TNMG 160408-UWR+ | 0.80 ° ap
Sca 70
993 o T b DWRH
=23 TNMG 160412-UWR+ | 1.20 o 0
= W
B 10
A £ E § TNMG 160408-R+ 0.80 L] s
/@\ 2o + fn
N[ T2 “:; e 01 02 0.4 05 06 08
=23 TNMG 160412-R+ 1.20 °
_
] ]
5 5 %5255 55
E|lg|s|g =|=|lg|&|&
| ok [k |k |k | k|
M Stainless steel aust. - AycTeHUTHasA HepX. CTanb 5 | || k| K ¥ | Y KX Best choice
* | % * Hannyuwee npumeHeHne
X Second choice
,Elonycmmoe npumeHeHmne
PA PAY * | Kk

N

p. 88-89 p.62-64  p.91-111  p.123-132




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

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

O603HaueHvne | d s
@ VN... 160... 9.52 476
sl
Grades
5. 2= Cnnasbl
%%E g€ -'g'_é Description E 5§ 5 o 'g § g E 5 &
ELE =& 5 0603HaueHme r & & &8 ¥ = = = = & &
&
§.g§§ +
2282 2 | VNMG 160404 WL+ | 040 | ®
vc s ;
= ic E‘ >
[S) 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 ®
2 VNMG 160404-W+ 040| ® | @
<8
20
E & +
£3 | =
22
T2 ®
= VNMG 160408-W+ 080| ® | @ 50
40
304
[S 20
.t 10
£2¢ 05 Wit
3G S | W | VNMG 160408-E+ 0.80 o0 ) .
o¢ % 01 02 03 04 05 06
Yt g5
-
g
E2¢
553 | & | VNMG 160408-K+ 0.80 oo
¢ L,
SE g
[e]
|
— 95 — —
5 5 5/ B8 8 B st
T =l B|E|=E|E|=5 &
* | k| k| & * | % | Y%
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb dbidii i dib dib dib dib dibidibie KX Best choice
* * * * * Havmyt-lLueenpmmeHeHme
A PA Y Second choice
Llonycmmoe nprvmeHeHne
¢ PA Y Y * | %

p. 88-89 p. 62-64



TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

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

O6o3HaueHne | d s
WN... 060... 9.52 4.76
WN... 080... 12.7 4.76
Grades
s 2= Cnnasbl
£z EE B
s % = < E g § = = % - 5 S = = =
SSE 28 2 £ Description m R R B R S5 E kL
EZ2E /3 $& 0603HaueHme r & & & & = £ £ & &
&
£285 , | WNMGO060404-WL+ | 040 e ap
2268 4 sob——T—1"1
$23E =
0 c < 4.0
Zc g3 WNMG 080404-WL+ | 0.40 | ® iy
5= 20 NEA
£8 | L | WNMX080404-NFA+ | 0.40| ® iy
£3 | E o5 ]
= T = - fn
2 5 WNMX 080408-NFA+ | 0.80| @ 0102 03 04 05 06
£
a
WNGP 080404-XK 0.40 [ 50
40
" o %
72N £ 2 v 30
\ S5 | X 20
=
ic 1.0
0.
WNGP 080408-XK | 0.80 . ’ .
0102 03 04 05 06
o WNMG 060404-W+ 040 @ | @
53 WNMG 060408-W+ | 0.80| ® | ®
cF
@ £2 | £ | WNMG080404W+ | 040 @ | @
25 WNMG 080408-W+ | 0.80| ® | ®
-
= WNMG 080412-W+ | 120 @ | @ | @ | @ »
£s 5 904
53 WNMG 080408-90+ | 0.80 o o 40
2 I 30
& 23 | +
£e | ] 20 —]
@ EI | O 10
25 WNMG 080412-90+ | 1.20 o o o P
° W,
n
= 0102 03 04 05 06
. Lo B
AN -
VL |56 5| d | WNMG 080408-E+ 0.80 o | o
-l 2ER
=
= | = % -5 & = = =
2| QR RS2
alalalals =S al &
* | % | k| Kk O [V |
M Stainless steel aust. - AycTeHUTHas HepX. CTab Y |5 | Y| e | Kk Y | X Best choice
* | % * | 7| % | % Haunyuwee npnmeHeHmne
Y¥ Second choice
[onyctumoe npumeHeHune
PA G * | %

P

p. 88-89 p.62-64  p.91-111  p.123-132




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

WN

Negative angle

@@ e [lnactuHbl C oTpuuaTesbHbIM 3a0HUM YTIIOM

O603HaueHne | d s
WN... 060... 9.53 3.97
WN... 080... 12.70 | 4.76
ES Grades
g E R . Cnnasbl
s = e 5 o =
= T S o = oS
s £ 2 858 a a
&8 38 &% Description £ 5 8 2 8 5 8 g &
EZ =5 && 0603HaueHue r & & = = =5 £ g £ 2
o WNMG 060404-K+ 0.40 e o
C x®
= g WNMG 060408-K+ 0.80 o o
c P 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
S 05
[ o)) a fn
ES?| > 0102 03 04 05 06
% 5o g WNMA 080408-UEN | 0.80 e o
232
o
[y
2«
£3 WNMG 080408-UWR+| 0.80 o
4 S 7 +
AA | E7 |8 i
L == 70
= 2
25 WNMG 080412-UWR+| 120 | ® so [ JUWR+
[T 40
= 20
0% WNMG 080408-R+ | 0.80 . o
— o :
< o +
5 | 010204050608 "
o w
e WNMG 080412-R+ 1.20 °
& a
F 5 58k 5858 E
S|l2|lS == =g g2
* | & * | % | PAd
M Stainless steel aust. - AycTeHTHasA HepX. CTalb i dih dib db db ¢ * )
Best choice
* * * * * HaVlﬂyHLLlee npumeHeHne
PAG Y Second choice
* D,OI'IyCTVIMOe npumeHeHmne

NN

p. 88-89

p.62-64  p.91-111  p.123-132




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

KN Negative angle
eee [InacTuHbl C oTprLATENBHBIM 3aJ4HNM YTIOM

150 O603HaueHne | d s L

[$))
/ f\° ﬂ/\ KN... 160... 952 | 476 16.0
L ) o @
-

E Grades
g = (nnasbl
g S £z
S x g g8 - 5 5
g2 g‘g s £ Description bR 8 888 E 5 &
EE =2 &8 0603HaueHue r & &8 &8 2 = = £ 2 5 &
KNUX 160405L-M1 0.50 [ e o P
2« 50
< B 40
v 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 . 01020304 05 06
= | =
2 85 =888 E &8s
alalalg|==|=|= & |&
* | K | Kk *
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb ¥ | | Y * | K ¥ | K Best choice
* * * * HaVU'lquLlee npumeHeHne
¥X Second choice
,D,Ol'lyCTVlMOe npumeHeHmne
PAe * | Kk

g4 Ap
/ Ve fn ’

p. 88-89 p. 62-64 p.97




. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

Positive angle

cc @@ @ [11aCTMHbI C MONOXNTENbHbBIM 3agHUM yrinom

7\80
_ i f 0O603HaveHne d s
S 70
N CC...0602... 6.35 238
d CC...09T3... 9.52 3.97
- CC... 1204... 12.7 4.76
;
S ——
" Grades
2o £3 . Cnnagbl
=] £E5 g=
3 2SS ® S
°S2E s §§ g Descripti E = 8 = 5 £ 52 5 = 5 K
€% 222 escription 2 & & 82 2 8 8 38 283 8 2 3
ELE 25865 0603HaueHe r & & & &8 ¥ = = =E = £ 2 =
= 5 CCMT 060204-UJF 0.40 [ ap
£ 8 ¥ 50
25> 40
=5 CCMT 09T304-UJF 040 ° 20
20 A
E 8 CCMX 09T304-FA 0.40 [ ] [ ] 10 UJF
E 5| w Ll | fn
£3 CCMX 09T308-FA 0.80 ° ° 01 02 03 0.4 05 06
3 CCMT 060202-WF+ 0.20 e | o e | o
SE CCMT 060204-WF+ 040 @ [ @ | @ oo "
= & & | CCMT09T302-WF+ 0.20 oo °o | o 50
£ 3| 3 | CCMT09T304-WF+ 040| @ | @ | @ oo 40
£ g CCMT 09T308-WF+ 080 @ | ® | @ ° W
= CCMT 120404-WF+ 040 @ fg
< CCGT 060200-FN-F 0.05 ° os| WAL L
Z~\ |£ & w | CCGT060201-FN-F 0.10 ° ‘ fn
e =z 01 02 03 04 05 06
£ =| & | CCGT09T300-FN-F 0.05 ®
CCGT 09T301-FN-F 0.10 [}
CCMT 060204-W+ 040 @ | © @ O o o [ ] ap
= CCMT 060208-W+ 080| @ | @ | @ | @ oo ig
g g CCMT 09T304-W+ 040 @ @ | @ | @ e | o o o 10
< 2| £ | CCMT09T308-W+ 080| @ [ e | e | @ e/ e e e 2
v E CCMT 120404-W+ 040 D oo 10
= CCMT 120408-W+ 0.80 oo oo . 05 “
CCMT 120412-W+ 1.20 e o [J 0102 03 04 0506
CCGT 060201-FN-MF+ 0.10 e o »
CCGT 060202-FN-MF+ | 0.20 oo a0
£ 5| , | CCGT060204-FN-MF+ | 040 oo 60
©w @
EE E CCGT 09T302-FN-MF+ 0.20 [ I 30
E Z] 2 | CCGT09T304-FN-MF+ | 0.40 oo 20 \
5 3| W 10
£= CCGT 09T308-FN-MF+ | 0.80 oo | .
CCGT 120404-FN-MF+ 0.40 e o fn
0.1 02 03 04 05 06
CCGT 120408-FN-MF+ 0.80 [ N
—_ —_ % — = % = = —_ = -
2 8|83 2|8/ 82 28 2|=5
£ a|s|8 |2 E|E|5|5 |2 =2
* |k [k | k| Kk * | % | Y | Y
M Stainless steel aust. - AycTeHUTHas Hepx. CTab i didRi il db dib Jdb dib ¢ % | ¥ Best choice
* * * * * * * Hamnyqu.lee npumMmeHeHne
A * ¥X Second choice
ﬂOI'IyCTVIMOE npumeHeHne
7 RAY *

p. 88-89

e B

p.62-64  p.112-122

p. 133-141




TURNING CARBIDE INSERTS  TOKAPHbBIE TBEPAOCMIABHBIE MTACTUHDI . umt

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

550 0O603HaueHue d s
1 DC...070... 6.35 248
= DC.. 11T... 9.52 3.97
S| Grades
‘é . 2s _ (nnasbl
£F I5 s .
© = - S S
$2E S5 £¢% Description E 5 2 5 o BE 8 5 &5 5 & K
8 s 3 ag =2 = o & @ 2 8 a4 4Ad = § <= g
EZE /3 &$& 0603HaueHme r & & & &8 E = = = = &£ Z =
28 DCMT 070204-UJF | 0.40 .
2 | 5 ?
= U
£ 5 DCMT 11T304-UJF | 0.40 ° .
30 ;
o DCMX 070204-FA | 0.40| | ® 20f—R A
£ 8 i
23 | o 05 UJF
£5 £ | DCMX11T304-FA 0.40 o . ST "
g 5 0102 03 04 0506
= DCMX 11T308-FA 0.80 [ °
g '§ DCMT 070202-WF+ 0.20 e o [ 3N )
S5, DCMT 070204-WF+ | 0.40| ® | ® | ® o .
g +
- 558 & DCMT11T302WF+ 020 | @ o 50
£ 40
$8” DCMT 11T304-WF+ | 0.40| ® | @ | @ oo 0
c
3 DCMT 11T308-WF+ | 0.80| | ® | ® . 20| W
10
) DCGT 070200-FN-F | 0.05 ° sl L |
o fn
é g ; DCGT 070201-FN-F 0.10 ° 01 oiz 0.3 04 05 06
:u§_ ;s_’ w | DCGT 11T300-FN-F 0.05 °
DCGT 11T301-FN-F 0.10 )
DCMT 070204-W+ 0.40 e o o [ N )
2«
‘= @©
Z8 DCMT 070208-W+ | 080 | ® . oo
£3 2
ISy
b RS DCMT11T304-W+ [ 040| @ | @ | @ | @ e o o o »
SE 100 |
DCMT 11T308-W+ 080 ®© | @ o @ e o o o 60 W_H‘
30 I
DCGT 070201-FN-MF+ 0.10 ) 20 \
o DCGT 070202-FN-MF+ 0.20 ® :)(; EN-ME+
é g + | DCGT 070204-FN-MF+ 0.40 ° R R ERTR T
€ 2 | F | DCGT070208-FN-MF+ 0.80 o
Z
2 & | © | DCGT 11T302-FN-MF+ 0.20 °
o C
= DCGT 11T304-FN-MF+ 0.40 °
DCGT 11T308-FN-MF+ 0.80 °
=5 % 555885 ¢8¢
|88 |8 | B|=S|=|=|=|e|2| =
% |k |k | k| Kk * | K | | * B .
est choice
M Stainless steel aust. - AycTeHUTHasA HEPX. CTarb dib i dib db db dib ¢ * Hannyuwee
* * * * * * * npumMeHeHne
A * ¥ Second choice
Honyctnmoe
Y% Y * nprYMeHeHve

NN

p. 88-89 p.62-64  p.112-122  p.133-141
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S c Positive angle
(X X} [MnacTnHbl € NONOXNUTENbHBIM 3agHUM yrinom
y 0O603HaveHne d s
70
SC...09T... 9.52 3.97
d T 5C... 120... 127 476
Ji< Grades
5 . - Cnnasbl
£z EE &=
s 2z < & E § . e = B = = K
£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 ° 40
: £ 8 + 30
= 2 | £ |SCMT120404W+ | 040 © | @ oo 2
£ £ 3 W+
Cesd sus =] E‘ 10
g = SCMT 120408-W+ 0.80 o o o o ° 05
fn
SCMT 12041 2-W4 1.20 o B 3 01 02 03 04 05 06
SCGT 09T304-FN-MF+| 0.40 [ 3N )
Ze
G 3 + ap
£ g | & 80
£ s E SCGT 09T308-FN-MF+| 0.80 o o 5
*% g w 40
= 20
= 20 L ENME+
SCGT 120408-FN-MF+| 0.80 ° 05 S
070203040505
s -
55 5 2 5 E/EEEE:
|||l |=|=s|=|=|5|/2|=
* |k [k |k * | ok | Y |k
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb dbrdidn db dib db dib < * K Best choice
* * * * * * Hal/lnyqu.lee npumeHeHne
A * ¥ Second choice
)J,onycmmoe npumMmeHeHne
PA Y PAe

NN

p.62-64  p.112-122  p.133-141

p. 88-89
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Tc Positive angle
@@ e [1nacTuHbI C NONOXKUTENBHBIM 3aAHNM 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 s Grades
.g % R _ Cnnagbl
£: %: s 5
S X - 3 g é
&5 28 %‘, z Description =38 ¢ g BB S = E
ES 23 S8 0603HaueHHe r &8 & & 2 E E =E ¢ 2 =
[2)]
£
& g TCGT 110202-UJF 0.20 ® ap
EL | K 50
T S
£z | P 30
S8 TCMT 110204-UJF 0.40 ° 20 e
= 10 H —
& 05 H
§ g o + 025 Uik
£5 3| & | TCMT 110202-WF+ 0.20 L] fn
SZI| 3 0102 03 04 0608
=t g
-
TCMT 090204-W+ 0.40 ® e | o [
ap
= TCMT 110204-W+ 040 ®© | ® | @ o o o 120
= 3 80
< o
£ g0 TCMT 110208-W+ 0.80 o | o e o o 50
e E % E 30 Wi+
5% TCMT 16T304-W-+ 0.40 oo o o o 0
..iuu v .uoj g
05
= TCMT 16T308-W+ 0.80 oo oo ° .
01 02 03 04 0608
TCMT 16T312-W+ 1.20 [ ®
TCGT 110204-FN-MF+| 0.40 e o ap
2 50
8 40
ge 4 "
€3 v | TCGT 16T304-FN-MF+| 0.40 ) 20
S > = 10 = F - +
=2 B ™™ :
T O \
[T 0.5
= fn
0.1 02 03 04 05 06
TCGT 16T308-FN-MF+| 0.80 ®
& _| = —_
55 E 82 8EEES
s gl =g 2=
* |k |k |k | k| k| Y
M Stainless steel aust. - AycTeHUTHas Hepx. CTanb i dib din dib dib dib ¢ % *
Best choice
* * * * Havmquuee nprmeHeHmne
X * DAY Second choice
* * * ,ElonyCvaloe npumeHeHmne

P

p. 88-89 p.62-64  p.112-122  p.133-141
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VC

Positive angle
@@ e [11aCTVHbI C NONOXKUTENBbHBIM 3aAHVIM YTJIOM

0O6o3HauyeHne d s
iZH VC.. 110... 6.35 3.18
VC/B... 160 9.52 4.76
S Grades
g g o Cnnasbl
$s £z
2 g: s .
S -3 93
&5 g8 A% Description 58 5 e c 8k k€ E
EE =3 &5 06o3HaueHme r &8 & & 2 = = = = 2 =
§3 VCMT 110302-WF+ | 0.20 o oo
e
28| + |VCMT110304WF+ | 040 | @ oo »
x
£88 | 3 |veMT160404-WF+ | 040 | @ oo "
c = - ° ° 30
T3> VCMT 160408-WF+ 0.80 - WE+H
VCGT 110300-FN-F | 0.05 o 0
28 | w | VCGT110301-FN-F | 0.10 ° o [l |
gL 2 | fn
28 | & | VCGT160400-FNF | 0.05 B 0170203040506
VCGT 160401-FN-F 0.10 [
5 »
o 2 VBMT 160404-X1+ 040 @ | @ 50
£0 40
21+ 30
3 ! 20
Sg | ™ 10
g ; 05 14
5 VBMT 160408-X1+ | 0.80 ° fn
= 01 02 03 04 05 06
o VCMT 110304-W+ 0.40 e | o e o o
£ R
26 | , |vCMT110308:W+ | 080 |e|e oo o
TS
\ 52 = [veMT 160408 W+ | 0.40 oo o o
. 5o
= VCMT 160408-W-+ 0.80 L) oo it
VCGT 110302-FN-MF+| 0.20 e | o 8.0
VCGT 110304-FN-MF+| 0.40 S jg W
2 VCGT 130302-FN-MF+| 0.20 oo 10
< o + X A — =
25 | & | VCGT130304-FN-MF+ 040 oo SN
T = 0.1 02 03 04 0608
B E VCGT 160404-FN-MF+| 0.40 e o
T O
St VCGT 160408-FN-MF+| 0.80 e o
VCGT 160412-FN-MF+| 1.20 e o
VCGT 220530-FN-MF+| 3.00 L]
= | S| = | = -
S8 B35 88 8%
T g|g|lg| = =s|=|=|2|=
* | % |k | & * | % [ Y
M Stainless steel aust. - AycTeHUTHaA HepX. CTalb rdibididn db db dib dib ¢ *
KX Best choice
* | * ¥ | ¥ * Haunyuwee npnmeHeHmne
YA ¢ Y Second choice
e e X [lonyctumoe npumeHeHune

NN

p. 88-89

p.62-64  p.112-122

p. 133-141
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WC Positive angle
@ @ @ [111aCTVHbI C NONOXUTENBHBIM 3aAHUM YTIOM

701/ O603HaveHve | 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 T Grades
g % R (Cnnasbl
£ EE £z
S E "; é g § .. _ = = 5 K K =
53 gS 21 Description v 8 8 28 8 2 3
EZ =3 S5 0603HaueHme r & a a 2 = = = £
o &
£ 8 w
6 & | 3 |WCGT020102-UF | 0.20 .
LRl i 3
a
50
WCMT 040204-W+ 0.40 L] ° 40
o WCMT 040208-W+ | 0.80 o . AW
g .
£8 WCMT 06T304-W+ | 040 | ® . 10
c F
0 £% | £ | WCMTO06T308-W+ | 080 | ® . “ [T UIF .
>
_% é WCMT 080404-W-+ 0.40 ° ° 01 02 03 04 05 06
=
WCMT 080408-W+ 0.80 ° °
WCMT 080412-W+ 1.20 (] °
555585 %
E 5 8|8 5= =&
* | k| k| Kk * | Y% [
M Stainless steel aust. - AycTeHUTHasA Hep. CTalb dbAdibidn dib db dib ¢
K Best choice
* | * ¥ | ¥e * Haunyuwee npumeHeHne
A ¢ Y Second choice
¥ v [onyctmoe npumeHeHne

g4 Ap
/ Ve fn

p. 88-89 p. 62-64
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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 Cnnasbl
£z EE &=
s % z E E § % = = = 5 = k=
©5E g€ £E% Description L R R 2 8 2 £ =8
Eg: Z3 &5 0603HaueHie r &8 & &8 2 = 2 = &
£ RCMT 0803MO-W+ °
» o
£C | &
TS = | RCMT 1003MO-W+ [ P
i £Z 75 I
T O
2c RCMT 1204MO-W+ ° ig SN-R
30 \S
o® RCMT 1606-SN-R L) 15
= 05
<0 [ WhH o
g’é_ z 0102 03 04 05 06
e RCMT 2006-SN-R oo
= [~
288 e/8 85k
Z|lElElg =2 ==
* | K
M Stainless steel aust. - AycteHnTHasA HepX. cTanb Y | K Best choice
* Haunnyulwee npumeHeHne
Y Second choice
Llonycwlmoe nprmMmeHeHne
Y

p. 88-89 p.62-64  p.112-122
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. umt TURNING CARBIDE INSERTS * TOKAPHbIE TBEPAOCMJIABHBIE MTACTUHDI

CKopocTb pe3aHua gns cnnasos Vc (M/muH)

06pa6artbiBaembilii TBepaocTb
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
- 10-25
Rm 440* 75-140
Rm 1050* 25-45

*Rm - npegen npoyHoctn, MPa
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06pa6atbiBaembiii
marepuan

M120GP 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
CTaJb

100-240 110-190 120-180 135-190 120-175

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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TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbIMW TBEPZIOCMNTABHBIMW NTACTUHAMU

EXTERNAL TOOLHOLDERS
TOKAPHbIE OEPXXABKW A1
HAPY>XXHOW OBPABOTKW




. UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 111 HAPYXKHOI OBPABOTKM

«D» Dimple lock

«M» Wedge clamp

«M-K» Double lock

«P» Lever lock

«S» Screw lock




EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKM il HAPYXHOW 06PAGOTKM [ umt

PIC|LI|N|R|25 25 |M|/12
-+ J 2§ s J 4 ) s 6] 7 8 J oo

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°
el B S I 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 |
Cmlv | A A A =
L 140 |V 400 L TiL L -
M 150 X Special
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EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKU ANA HAPYXHOW O6PABOTKM

Top clamp

CKIN 93° CKNN 63°

H Dw E : [[U
& o

< a

Page 97 KNUX 1604.. | Page 97 KNUX 1604..

Dimple lock

DCLN 95°-N DDJN 930-N DSSN 45°-N DTGN 90°-N DVJN 93°0-N DWLN 95°-N

H,guc—ﬁ“ < | 0 ﬁ% ﬁ WW o0
CN..1204.. DN.. 1104.. SNM.. 1204.. TNM.. 1604..

Page 98 CN.. 1906.. | Page 98 DN.. 1506.. | Page 99 SNM.. 1906.. | Page 99 TNM.. 2204.. | Page 100 VN..1604.. | Page 100 WNMG 0804..
PCBN 75° PCKN 75° PCLN 95° CMN 50° PCSN 45° PDJN 93°
Tpm— | T

o
' & 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 102 Page 102 Page 103 Page 103 Page 104 Page 104
_DNN 63° PRDC ERSC /PRSN PSBN 75° ~ PSDN 45° PSKN 75°
60/ - O 40 '
\ VAN 4 Y VAN
G <] [> RC% 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 105 Page 105 Page 106 Page 107 Page 107 Page 108
PSSN 45° PTDN 45° P_TFN 90° PTGN 90° PTTN 60° PWLN 95°
& o | i o«
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 108 Page 109 Page 109 Page 110 Page 110 Page 111




EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU AN HAPYXHOW O6PABOTKM . umt

SCAC90° SCLC 95° SDJC93° SDNC 62°30' SRDC SSBC 75°
| el otagy| RN [rpmm——
< & v P
Q <] <] [:> RC..0602M0 <]
CC..0602.. CC..0602.. O 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 112 Page 112 Page 113 Page 113 Page 114 Page 114
SSDC 45° SSSC45° STAC90° STDC 45° STFC90° STGC 90°
J ) —— J ) —h \ ' ]
PERpY | T > MM | B
O
£ O
' G | & < 4 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 115 Page 115 Page 116 Page 116 Page 117 Page 117
STIC 93° | sTTC60° SVHC 107°30' | sviB93° | swico3° | svicos .
<:] 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 118 Page 118 Page 119 Page 119 Page 120 Page 120
SVVB 72°30' .SWC 72°30' S_VXC 113° §VZC 100°

;2; o8\
<n‘°|:>'

VBMT 1604..

Page 121

L

e

VCMT 1303..

Page 122

N

VC.. 1604..
Page 122
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EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKU ANA HAPYXHOW O6PABOTKM

Toolholders with wedge and double clamping (on request) / [lep»aBku ¢ BONHbIM NPUKMMOM

MCLN 95° MCLN-K 95° MDJN-K 93° MSSN-K 45° MSSN 45° MTEN 60°
VAN VAN H
< 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 50° 50°
a a P a
A4 A4 < <
TNM.. 1604.. TNM.. 1604.. TNM.. 1604..
TNM.. 2204.. TNM.. 2204.. TNM.. 2204.. VN.. 1604.. VN.. 1604.. VN.. 1604..
MWLN 95° MWLN-K 95°
e &
A4 A4
WNMG 0604..
WNMG 0804.. WNM.. 0804..
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W 05

>
-

=]

IES

L1

General angle 93°
[naBHbI yron B nnaHe 93°
CKJN h=h1 | b Ly L2 f Plates 1. Ji. W APa Il 4 W W
CKJN RI/L 2020 K16 20 20 125 34 30 KNUX 1604.. | 0,390 2316 2326 1614 5004 4295 4203 3226 3236 4012
CKJN RI/L 2525 M16 25 25 150 34 32 KNUX 1604.. | 0,700 2316 2326 1614 5004 4295 4204 3226 3236 4012
CKJIN R/L 3225 P16 32 25 170 34 32 KNUX 1604.. = 1,000 2316 2326 1614 5004 4295 4204 3226 3236 4012
CKJIN R/L 3232 P16 32 32 170 34 40 KNUX 1604.. | 1,250 2316 2326 1614 5004 | 4295 4204 3226 3236 4012
CKJN RI/L 4025 R16 40 25 200 38 32 KNUX 1604.. | 1,500 2316 2326 1614 5004 | 4295 4204 3226 3236 4012

KNUX s d | KNUX

KNUX 1604.. ‘ 16,00 4,76 9,52 ‘ H

h hi1
; _
T
L2 L1

General angle 63°
[naBHbIN yron B NnaHe 63°
CKNN h=h 1 b L1 L2 f Plates d. . WAV W 4 O YV
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 | s d | KNUX

KNUX 1604.. ‘ 16,00

4,76 952 | H




. UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPKABKM 11 HAPYXKHOW OBPABOTKM

2|
- L1 >
General angle 95 °
[naBHbIV yron B nnaHe 95 °
o 0
DCLN 95 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 | 1696 4295 5004
DCLNR/L3232P12-N 32 32 170 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 | 1696 4295 5004
DCLN R/L3232P16-N 32 | 32 /170 42 40 |CN..1606.. | 1,300 ICSN-533 @ 1768 2716 | 1696 4295 5004
DCLN R/L3232P19-N 32 | 32 /170 42 40 |CN..1906.. @ 1,300 [|CSN-633 @ 1770 2719 @ 1696 4295 5004
DCLN R/L4040S19-N 40 40 | 250 45 50 |CN..1906.. 3,050 |CSN-633 | 1770 | 2719 | 1696 @ 4295 5004

Zuz S CN.. [ s d CNMG ‘ CNMA ‘ CNMM
CN.. 1204.. 12,90 4,76 12,70

] CN.. 1606.. 16,10 6,35 15,88
CN.. 1906.. 19,30 6,35 19,05

'LZ." L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

DDIJN93° | .., 4 o Plates
DDJN R/L 2020 K11-N 20 120 125 34 25 DN.. 1104.. 0,400 IDSN-322 1764 2708 1695 4294 | 5004
DDJNR/L2525M11-N 25 25150 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 25150 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

T

I s d DNMA ‘ DNMG ‘ DNMM
] DN.. 1104.. 1160 4,76 952
DN.. 1506.. 15,50 | 6,35 12,70
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|

G

nt

L

\

2
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
g |
ZMZE
T SNM I s d SNMG-MHC SNMM
O\\ SNM.. 1204.. 12,70 4,76 12,70
% SNM.. 1506.. 15,88 6,35 15,88
\ I SNM.. 1906.. 19,05 6,35 19,05
| | o i}
4 W !
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
DTGNR/L2525M16-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
[ s TNM I s d TNMA TNMG
I
TNM.. 1604.. 16,50 | 4,76 9,52
TNM.. 2204.. 22,00 | 4,76 [12,70

Mo

1




B UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPKABKM 11 HAPYXKHOW OBPABOTKM
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Yo 1B g

A

General angle 93°
[nasHbIN yron B nnaHe 93 °

DV\]N 930 h=h1 b L1 | L2 f Plates /\

DVJIN R/L 2020 K16-N 20 1201125 34 25 | VN..1604.. 0,400 [IVSN-322 | 1764 2708 | 1695 4294 5004
DVJN R/L 2525 M16-N 25 | 25/150 34 32 | VN..1604.. 0,700 [IVSN-322 | 1764 2708 | 1695 4294 5004
DVJIN R/L 3225 P16-N 32 1 25/170 34 32 | VN..1604.. 1,040 IVSN-322 | 1764 2708 | 1695 4294 5004
DVJIN R/L 3232 P16-N 32 1 32/170 34 40 | VN..1604.. 1,250 [IVSN-322 | 1764 2708 | 1695 4294 5004

VN... ‘ | ‘ S ‘ d ‘ VNGP ‘ VNMG
VN..1604.. = 1650 | 4,76 @ 952 | \

>
|

>

[EEY

General angle 95 ° - >
[nasHbIN yron B nnaHe 95 °

DWLN 950 h=h1 | b | L1 | L2 | f Plates /\

DWLN R/L 2020 K06-N 20 120 125 | 34 25 |WNMG 0604.. 0,400 IWSN-322 @ 1764 2708 1695 4294 | 5004

DWLN R/L 2525 M06-N 25 25 150 34 | 32 WNMG 0604.. 0,700 @ IWSN-322 @ 1764 2708 1695 4294 5004

DWLN R/L 2020 K08-N 20 20 125 34 25 WNMG 0804.. 0,400 @ IWSN-433 | 1766 2712 1696 4295 5004

DWLN R/L 2525 M08-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

v
A Ws N ' s d WNMG
g ' WNMGoO604. | 645 @ 476 952
> WNMG 0804.. | 814 4,76 12,70
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<=

L2

o L1

A A

General angle 95 °
MMaBHbIV yron B nnaHe 95 °

MCL N h=h1 b L1 L2 f Plates ‘ /\ a

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
—s; 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

Ll

|-t

|
|

& :
. f y

L2

-

A

General angle 45 °
naBHbI yron B NnaHe 45 °

MSSN btz o e R oes
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 | 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

g SN... | S d SNMG-MHC ‘ SNMM
| SNM..1204. | 12,70 4,76 | 12,70
T\O/ SNM.. 1506.. | 1588 6,35 & 15,88
. | SNM..1906.. | 19,05 6,35 19,05
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||

L1

General angle 75 °
[nasHbIV yron B nnaHe 75 °

PCBN h=h1 b L1 L2 f Plates L o B |

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 ‘
A VA s 5

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

o CN.. 1606.. 16,10 6,35 15,88 Q’

CN.. 1906.. 19,30 6,35 19,05
| CN.. 2509.. 25,80 9,52 25,40

=
~
=
= |

General angle 75 °
[nasHbIV yron B nnaHe 75 °

PC KN h=h1 b L1 L2 f Plates

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.. 2500.. 5,850 8025 1612 | 5005 | 3625 | 4125 | 0025
i
V/A.W s CN.. | s d CNGP CNMA CNMG
T

CN.. 1204.. 12,90 4,76 12,70 7 !ﬁ(!g
CN.. 1906.. 19,30 6,35 19,05 . Q, =
| CN.. 2509.. 25,80 9,52 25,40
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o B
Y !

Lz‘

L1

General angle 95 °
MnaBHbIV yron B nnaHe 95 °

PC L N h=h1 b L1 L2 f Plates

PCLN R/L 1616 H09 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 516 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 519 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
T . CN.. | s d CNGP | cNMA | cNMG | cnmm
A 4
f CN..0903.. 9,65 3,18 9,52 - o
CN..1204.. 12,90 4,76 12,70 -)
CN.. 1606.. 16,10 635 15,88
1 CN.. 1906.. 19,30 6,35 19,05
CN..2509.. 25,80 9,52 25,40

General angle 50°
[nasHbI yron B nnaxe 50 °

PCMN h=h1 b L1 L2 f Plates | " VAN - e

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
p 4 CN 1 d CNGP CNMA CNMG CNMM

ZEZK o :

CN.. 1204.. 12,90 4,76 12,70 ” %
CN.. 1906.. 19,30 6,35 19,05 -)
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General angle 45 °
[naBHbIV yron B nnaHe 45 °

PCSN h=h1 b L1 L2 f Plates | "R SN - N e

PCSN R/L 2020 K12 20 20 125 28 25 CN.. 1204.. 0,400 8012 1608 | 5003 | 3612 | 4112 @ 0012
PCSN R/L 2525 M12 25 25 150 28 32 CN.. 1204.. 0,750 8012 1608 | 5003 | 3612 | 4112 @ 0012
PCSN R/L 2525 M16 25 25 150 34 32 CN.. 1606.. 0,750 8016 1618 | 5003 | 3616 | 4115 | 0015
PCSN R/L 3225 P16 32 25 170 34 32 CN.. 1606.. 1,050 8016 1618 | 5003 | 3616 | 4115 | 0015
PCSN R/L 3232 P16 32 32 170 42 40 CN.. 1606.. 1,300 8016 1618 | 5003 | 3616 | 4115 | 0015
PCSN R/L 3225 P19 32 25 170 42 32 CN.. 1906.. 1,050 8019 1610 | 5004 | 3619 | 4119 @ 0019
PCSN R/L 3232 P19 32 32 170 42 40 CN.. 1906.. 1,300 8019 1610 | 5004 | 3619 | 4119 @ 0019
PCSN R/L 4040 S19 40 40 250 42 50 CN.. 1906.. 3,050 8019 1610 | 5004 | 3619 | 4119 | 0019
o CN | s d CNGP | CNMA | cNMG | cNmm

A s -

CN.. 1204.. 12,90 4,76 12,70 | e
— CN.. 1606.. 16,10 6,35 15,88 a |
CN.. 1906.. 19,30 6,35 19,05

J;
N
-

-

General angle 93 °
[naBHbIV yron B nnaxe 93 °

PDJN h=h1 b L1 L2 f Plates Lo ot s o @

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.. ! s d DNGP DNMA | DNMG | DNMX
/ DN.. 1104.. 11,60 4,76 9,52
DN..1504.. 1550 4,76 12,70 ’ ’ ” g
DN.. 1506.. 15,50 6,35 12,70 e |
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[

General angle 63 °
[naBHbIV yron B nnaHe 63 °

PDNN h=h1 = b L L2 f Plates o o€ 0o Q

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 g
=

]

=2
~—|

=
|

PRDC h=h 1 b L1 L2 f Plates L s 0O € s

PRDC N 2020 K10 20 20 125 2 15,0 RC.1003MO | 0400 8110 | 1705 | 5002 | 3810 4110 0009
PRDC N 2525 M10 25 25 150 2 18,5 RC.1003MO | 0,750 8110 | 1705 | 5002 | 3810 4110 0009
PRDC N 3225 P10 32 25 170 2 18,5 RC.1003MO | 1,050 8110 | 1705 | 5002 | 3810 4110 0009
PRDC N 2020 K12 20 20 125 28 16,0 RC.1204MO | 0400 8112 | 1606 | 5025 | 3812 4110 0009
PRDC N 2525 M12 25 25 150 28 185 RC.1204M0 | 0,750 8112 | 1606 | 5025 | 3812 4110 0009
PRDC N 3225 P12 32 25 170 28 18,5 RC.1204MO | 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 34 205 RC.1606MO | 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 42 260 RC.2006MO | 1,300 | 8120 | 1708 | 5003 | 3820 4115 | 0015
PRDC N 4040 520 40 40 250 42 30,0 RC.2006MO | 3,050 | 8120 | 1708 | 5003 & 3820 4115 | 0015
PRDC N 4040 S25 40 40 250 45 325 RC.2507MO | 3,050 8125 | 1710 | 5004 | 3825 4119 | 0019
PRDC N 4040 U25 40 40 350 45 325 RC.2507MO | 3,050 8125 | 1710 | 5004 | 3825 4119 0019
PRDC N 5050 U25 50 50 350 45 375 RC.2507MO | 5850 8125 | 1710 | 5004 | 3825 4119 | 0019
PRDC N 5050 V32 50 50 400 52 41,0 RC.3209M0 | 5850 | 8132 | 1612 | 5005 | 3832 4125 | 0025
WK RC.. s RCGT RCMT
A A
T RC.. 1003M0 3,18 10,00 V<

RC.. 1204M0 4,76 12,00 ’ J

RC.. 1606M0 6,35 16,00 ;

RC..2006M0 6,35 20,00

d RC.. 2507M0 7,94 25,00

RC.. 3209M0 9,52 32,00
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i
=
z |

®
LA

PRSC h=h1 b L1 L2 f Plates L '. /\ ° f /

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..1606M0 | 0,750 8116 | 1706 | 5025 | 3816 | 4116 | 0012
PRSC R/L 3225 P16 32 25 170 34 32 RC.. 1606M0 1,050 8116 | 1706 | 5025 | 3816 | 4116 | 0012
PRSC R/L 3232 P20 32 32 170 42 40 RC.. 2006M0 1,300 8120 | 1708 | 5003 | 3820 | 4115 | 0015
PRSC R/L 4040 520 40 40 250 48 50 RC.. 2006M0 3,050 8120 | 1708 | 5003 | 3820 | 4115 | 0015
PRSC R/L 4040 S25 40 40 250 48 50 RC.. 2507MO 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.. 1204M0 4,76 12,00 !

RC.. 1606M0 6,35 16,00

RC.. 2006MO 6,35 20,00

d ‘ RC.. 2507MO 7,94 25,00
RC.. 3209M0 9,52 32,00

L
(| 4o b
_ L2

L1

General angle 95 °
[naBHbIV yron B nnaxe 95 °

PRSN h=h1 b L1 L2 f Plates L o O € 7

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/L 3232 P19 32 32 170 42 40 RNMG 190600 | 1,300 8019 | 1610 | 5004 = 3919 | 4119 | 0019
PRSN R/L 4040 525 40 40 250 45 50 RNMG 250900 | 3,050 8025 | 1612 | 5005 | 3925 | 4125 | 0025
A
- RNM s d RNMG
)= s G
! RNMG 090300 3,18 9,52 PN
RNMG 120400 4,76 12,70 ;
RNMG 150600 6,35 15,88 e
RNMG 190600 6,35 19,05
P RNMG 250900 9,52 25,40
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L1

General angle 75 °
[MaBHbIVi yron B nnaHe 75 °

PSBN h=h1 b L1 L2 f Plates

PSBN R/L 1212 F09 12 12 80 18 11 SNM..0903. = 0,100 8005 | 1715 5002 | - - -
PSBN RIL 1616 H09 16 16 100 2 13 SNM..0903. | 0250 | 8009 1606 | 5025 3509 | 4110 = 0009
PSBN R/L 2020 K09 20 20 125 2 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 22 SNM.1204. | 0,750 | 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 RIL 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.. . 1,300 | 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.. | 3,50 | 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
- |
R . I s d SNMA SNMM
A W s SNM
) SNM.. 0903.. 9,52 3,18 9,52 - —
d—7 SNM..1204.. 12,70 4,76 12,70 o ﬁ
SNM..1506.. | 15,88 6,35 15,88 prwi——o
SNM..1906.. 19,05 635 19,05
SNM..2507.. | 2540 7,94 25,40

L1

General angle 45 °
[naBHbI yron B nnaHe 45 °

PSDN h=h+ b L1 L2 f Plates L o B &

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 50 250 SNM.. 2507.. 5,850 8025 | 1612 | 5005 | 3525 | 4125 | 0025

SNM.. | s d SNMA | SNMG |
d SNM.. 0903.. 9,52 3,18 9,52 e

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

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

SNM.. 2507.. 25,40 7,94 25,40
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i »‘

General angle 75 °
[naBHbIV yron B nnaHe 75 °

PS KN h=h1 b L1 L2 f Plates

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
1
B - . 1 s d SNMA SNMG SNMM
A W s SNM
SNM.. 0903.. 9,52 3,18 9,52 e Sy
d 12,70 476 12,70 ~

15,88 6,35 15,88
19,05 6,35 19,05
25,40 7,94 25,40

..,
o

.=

=

™

L1

General angle 45 °
[nasHbIV yron B nnaHe 45 °

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

PSSN R/L 1616 H09 16 16 100 22 20 SNM..0903. | 0250 8009 1606 5025 3509 | 4110 | 0009
PSSN R/L 2020 K09 20 20 125 25 25 SNM..0903. | 0400 8009 1606 5025 | 3509 | 4110 | 0009
PSSN R/L 2020 K12 20 20 125 28 25 SNM.1204. | 0400 | 8012 | 1608 & 5003 | 3512 | 4112 0012
PSSN R/L 2525M12 25 25 150 28 32 SNM..1204. | 0750 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. | 5850 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.. | 5850 | 8025 | 1612 | 5005 @ 3525 | 4125 | 0025
TV s SNM.. ! s d SNMA SNMG SNMM
T SNM.. 0903.. 9,52 3,18 9,52 P— —
S SNM.. 1204.. 12,70 4,76 12,70 = )

SNM..1506.. | 1588 635 15,88 el

SNM..1906.. | 19,05 635 19,05

SNM..2507.. | 25,40 7,94 25,40
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L1

General angle 45 °
[naBHbIV yron B nnaHe 45 °

PTDN h=h1 b L1 L2 f Plates L oL A €

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
7 77 s TNM.. 1 s d TNMG
I

TNM.. 2204.. ‘ 22,00 4,76 ‘ 12,70
" IO\ A A
/A

1

=
=

7L2‘

L1

General angle 90 °
[naBHbIVi yron B nnaxe 90 °

PTFN h=h1 b L1 L2 f Plates L '. /\ a f rd

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
o TNM I s d TNMA | TNMG
A V) 7-‘; =

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




Bumt

EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKU ANA HAPYXHOW O6PABOTKM

L2 ‘
L1
General angle 90 °
maBHbIV yron B nnaHe 90 °
PTG N h=h1 b L1 L2 f Plates
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 2525 M16 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
_
I W s TNM.. | s d TNMA TNMG TNMX
f TNM.. 1604.. 16,50 4,76 9,52
d—y TNM..2204.. | 22,00 4,76 12,70 A
E TNM.. 2706.. 27,50 6,35 15,88
TNM.. 3307.. 33,00 793 19,05
]
\\\ = =
) "
{

y

e L2

L2
L1
General angle 60 °
[nasHbIV yron B nnaHe 60 °
PTTN h=h1 b L1 L2 f Plates L '. /A f 7
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
W s TNM.. 1 s d TNMA TNMG TNMX
T
TNM.. 1604.. 16,50 4,76 9,52
TNM.. 2204.. 22,00 4,76 12,70

A,

A A



EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU AN HAPYXHOW O6PABOTKM . umt

Y

1
=
B

.=

L1

General angle 95 °
[naBHbIV yron B nnaHe 95 °

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

PWLN R/L 1616 H06 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 A
WNM.. 0804.. [=_o
8,14 4,76 12,70 i.@f5
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General angle 90 °
[naBHbIV yron B nnaxe 90 °

SCAC h=h1 b L1 f Plates ' ) 5 '

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
T cC | s d cceT | cmt | cemw
A [ s -

CC..0602.. 6,45 2,38 6,35 n

CC..09T3.. 9,65 3,97 9,52 E g‘

CC.. 1204.. 12,90 4,76 12,70 N

E——

L1

General angle 95 °
[nasHbIV yron B nnaHe 95 °

SC LC h=h1 b L1 L2 f Plates ' )I a '

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 = B
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

CC.. I s d CCGT \ ccmT \

CC..0602.. 6,45 2,38 6,35
CC..09T3.. 9,65 3,97 9,52 E g
CC.. 1204.. 12,90 4,76 12,70 .




EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU AN HAPYXHOW O6PABOTKM . umt

n Bl N

z_|

L=

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SDJC h=h1 b L1 L2 f Plates

SDJC R/L 1010 EO7 10 10 70 14 12 DC..0702.. 0,070 1225 5507 - -
SDJC R/L 1212 Fo07 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.. | s d DT | bpemt | Demw

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

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

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

SDNC h=h1 b L1 L2 f Plates P A4 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
S DC.. | s d pcT | bpeMt | Demw

7wz -

DC..0702.. 7,75 2,38 6,35 .
DC.. 11T3.. 11,60 3,97 9,52 d g ’
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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 HO06 16 16 100 16 13,0 RC..0602M0 0,200 1225 5507 - -
SRDC N 2020 K06 20 20 125 20 15,0 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 HO8 16 16 100 16 13,0 RC..0803M0 0,200 1230 5508 - -
SRDC N 2020 K08 20 20 125 20 15,0 RC..0803MO 0,400 1230 5508 - -
SRDC N 2525 M08 25 25 150 25 17,5 RC..0803M0 0,700 1230 5508 - -
SRDC N 2020 K10 20 20 125 22 15,0 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
% RC.. s d RCGT
T RC..0602M0 2,38 6,00
RC.. 0803MO 3,18 8,00
RC.. 10T3MO 3,97 10,00
RC.. 1204M0 4,76 12,00

1]
e

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 1 SC..09T3.. 0,100 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
577 . SC.. | s d scGT | scMw
D U s
! SC..09T3.. 9,52 3,97 9,52
SC..1204.. 12,70 476 12,70
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General angle 45°
[naBHbIi 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 H09 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 | scmMw
SC..09T3.. 9,52 3,97 9,52

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

General angle 45°
[naBHbI yron B nnaHe 45°

SSSC h=h1 b L1 L2 f Plates s > A @

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 sceT | scMwW
SC..09T3.. 9,52 3,97 9,52

SC..1204.. 12,70 4,76 12,70
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General angle 90 °
[naBHbIV yron B nnaHe 90 °

STAC h=h1 b L1 f Plates ' ) 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
XD s TC.. | s d TCGT ‘ TCMT TCMW
' TC..0902.. 9,62 2,38 5,55 y
d—y /A\ TC..1102.. 11,00 2,38 6,35 K_8
‘I TC.. 16T3.. 16,50 3,97 9,52 y
1

1]
[
Z.

.=,

L2
L1

General angle 45 °
[nasHbIV yron B nnaHe 45 °

STDC h=h1 b L1 L2 f Plates

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 n 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 2525M16 25 25 150 28 27 TC..16T3.. 0,700 1335 5516 3414 1750

TC.. I s d TCGT \ TCMT \ TCMW

TC..0902.. 9,62 2,38 5,55 y
TC..1102.. 11,00 2,38 6,35 X _N
TC.. 16T3.. 16,50 3,97 9,52 :

@ X
N

:
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General angle 90 °
[naBHbIV yron B nnaHe 90 °

STF C h=h1 b L1 L2 f Plates ’ , A '

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
i
B s TC.. | s d TCGT TCMT TCMW
! TC..0902.. 9,62 2,38 5,55 y/

d—y TC..1102.. 11,00 2,38 6,35 / .

@ TC..16T3.. 16,50 3,97 9,52 =

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

TC.. | s d TceT | TemT | TeMw

TC..0902.. 9,62 2,38 5,55 /4
TC..1102.. 11,00 2,38 6,35 / \
TC..16T3.. 16,50 3,97 9,52 -

7

v N
o> [
e

g
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o
O,

General angle 93 °
[nasHbIV 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 - -
STJC 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
|
7 . TC.. | s d TeeT | Temr TcMW
! TC..0902.. 9,62 2,38 5,55 y/
TC..1102.. 11,00 2,38 6,35 A A
TC..16T3.. 16,50 3,97 9,52

B

General angle 60 °
[naBHbIVi 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 n 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 n 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
B ] s TC.. I s d TCGT \ TCMT \ TCMW
T

1C..0902.. 9,62 238 5,55 y
TC..1102.. 11,00 2,38 6,35 é
1C.. 16T3.. 16,50 3,97 9,52

B
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>
-

z |
-

=] |

L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SVH C h=h1 b L1 L2 f Plates ' )’ = '

SVHC RI/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 R/L 2525 M22 25 25 150 28 32 VC.2205. | 0,700 1540 5520 3722 1760
SVHC R/L 3225 P22 3 25 170 34 32 VC.2205. | 0900 1540 5520 3722 1760
W% VC.. I s d veeT | vemr
! VC..1604.. 16,50 476 9,52 I
VC..2205.. 22,10 5,56 12,70 g W

SAmDeC

L=

-
o
||

———

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 ‘ s d VBMT
VBMT 1604.. ‘ 16,50 4,76 9,52
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= S

el
2

L=

L1

General angle 93 °
[naBHbIV yron B nnaHe 93 °

SVJ c h=h1 b L1 L2 f Plates ’ , = '

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 2525M16 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
_t ‘

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

VC.. 1604.. 16,50 476 9,52 ” Z g?/

General angle 95 °
[naBHbIV yron B nnaHe 95 °

SV LC h=h1 b L1 L2 f Plates ’ ’

SVLC R/L 1212 G13 12 12 920 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 | L s d VCMT
VC..1303.. ‘ 13,00 3,18 8,00




EXTERNAL TOOLHOLDERS * TOKAPHbIE JEPXXABKU AN HAPYXHOW O6PABOTKM . umt

-
-
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 37 131 VBMT 1604.. 0,900 1335 5516 3718 1750

VBMT I s d VBMT

VBMT 1604.. ‘ 16,50 4,76 9,52 M

L1

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

SVVC h=h1 b L1 L2 f Plates

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
SWVC N 3225 P16 2 2 170 37 13 VC.1604. | 0900 | 1335 | 5516 | 3718 1750
W—l VC.. | s d veeT | vemr
T

VC.. 1103.. 11,00 3,18 635 _
VC..1604.. 16,50 4,76 9,52 ” W




. UMt  EXTERNAL TOOLHOLDERS * TOKAPHbIE IEPXKABKM 111 HAPYXKHOI OBPABOTKM
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y
|

|
=
.

*
e

L1

General angle 113 °
[nasHbIV yron B nnaHe 113 °

SVXC h=h1 b L1 L2 f Plates ' ,

SVXC R/L 1212 G13 12 12 90 11,5 16 VCMT 1303.. 0,100 1230 5508
SVXC RIL 1616 H13 16 16 100 138 20 VCMT 1303. | 0,200 1230 5508
SVXC RIL 2020 K13 20 20 125 28,0 25 VCMT 1303. | 0,400 1230 5508
SVXC R/L 2525M13 25 25 150 28,0 32 VCMT 1303. | 0,700 1230 5508
= VEOMT | 1 s d vemT
! VC.1303. | 1300 3,18 8,00 —

L1

General angle 100 °
[naBHbIVi yron B nnaxe 100 °

SVZC h=h1 b L1 L2 f Plates P pd = 0

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 veeT | vemr

VC.. 1604.. 16,50 4,76 9,52 ” @




TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbIMW TBEPZLOCMTABHBIMW NMTACTUHAMU

INTERNAL TOOLHOLDERS
TOKAPHbIE OEPXABKW 114
BHYTPEHHEW OBPABOTKW
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«D» Dimple lock

«M» Wedge clamp

«M-K» Double lock

«P» Lever lock

«S» Screw lock

124
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S|25| T |S D||U|C R| |11 - EX
- § 2 ] 3 g 4 | s J o J 7 J s QN o NN 10|
] N E

Type of holder Holder diameter, mm. Holder length, mm. H 100 T | 300
A | With internal coolant o _ f Q___tl____ ———%— J | 110 | U | 350
: 7T | K [ 125 | V | 400
H | Anti-vibration shank 4 L L I\I;I 1:8 ‘3’ :gg
o = Q | 180 | X | Special
Anti-vibration shank 7
I 'é R | 200
S | 250
S | Steelshank

m P s F

A\

(g}
=
-

| |
I =
]

= E Cutting edge length, mm.

B e (F W A L

T T O T o

i-mE o=@ R

Additional manufacturer options
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Lever lock / PbiyaXkHbii NpyKumM

PCKN 75° PCLN 95° PDUN 93° PDUN 93°-EX PSKN 75° PSSN 45°
I — - PR P, P,
305 e
4 O
CN..0903.. <]
¢ am |EOgR &o, | D ¢ |
N.. 1606.. .. 1606.. . 1104.. ..1204..
Page 128 CN.. 1906.. Page 128 CN.. 1906.. Page 129 DN.. 1506.. Page 129 DN.. 1506.. Page 130  SNM..1906.. Page 130  SNM..1204..
PTFN 90° PWLN 95°
TNM.. 1604.. O WNM.. 0604..
Page 131 TNM.. 2204.. Page 132 WNM.. 0804..
Screw lock / BuHTOBOI NpVKUM
SCLC 95° SDQC 107°30' SDUC 93° SDUC 93°-EX SSKC 75°
I , Tl 1T "~ 7 "7 |
Y RS O &
& c. 0602. v &
CC..09T3.. DC..0702.. DC..0702.. DC..0702.. SC..09T3..
Page 133 CC..1204.. Page 134 DC.. 11T3.. Page 135 DC.. 11T3.. Page 136 DC.. 11T3.. Page 137  sC.1204.
STFC90° STUC93° SVJC 52¢ SVQC 107°30' SVUB 93° SVuUC93°

TC.. 1102..
cTp. 138 TC..16T3..

TC..1102..

Page 139 TC..16T3..

VC..1103..

Page 139  vC.1604.

4H
<] VC.. 1103..

VC..1303..

Page 140 VC.. 1604..

Page 140

VBMT 1604..

FeN

Page 141

VC..1103..
VC.. 1604..




INTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKMW ANSA BHYTPEHHEA O6PABOTKM . umt

Dimple lock (on request) / [1BoiiHoi npwxum (no 3anpocy)

DCLN 95°

%

CN..1204..

DDUN 93°

DN.. 1506..

Toolholders with wedge and double clamping (on request) / lep»kaBKu ¢ KNMHOBbIM U ABOIIHbIM 32)KMMOM (Mo 3anpocy)

MCLN-K 95° MDUN-K 93° MSKN-K 75° MTFN 90° MTFN-K 90° MTUN 93°
- it ) I Il A I A [ R
e a &
<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°

VN..1604..

WNM.. 0604..
WNM.. 0804..

%

WNM.. 0804..

127
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General angle 75 °
[nasHbIV yron B nnaHe 75 °

PCKN D h h1 L1 L2 f A Plates L '. /\ c f /

S§25T PCKN R/L 12 25 23 11,5 300 40 17 31 CN.. 1204.. 0,700 8212 | 1626 | 5025 - - -

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
i

VT VA s CN.. 1 s d CNGP CNMA CNMG CNMM

CN.. 1204.. 12,90 4,76 12,70 . By
CN.. 1606.. 16,10 6,35 15,88 g
CN.. 1906.. 19,30 6,35 19,05 f

General angle 95 °
[nasHbIV yron B nnaHe 95 °

PCLN D h h1 L1 L2 f A Plates

S16R PCLN R/L 09 16 15 7,5 200 26 n 20 CN.. 0903.. 0,300 8005 | 1605 | 5002 - - -
S20S 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

A-PCLN D h  h L1 Lo f | A | Plates | "V SRVl - 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
T . CN.. | s d cNGP | onMA | oNmG |
N CN..0903.. 9,65 3,18 9,52 y
CN.. 1204.. 12,90 4,76 12,70 . g ﬁ
| 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 f‘/\‘g‘f‘/‘g o

| | | | | | | | |
S25T PDUN R/L 11 ‘ 25 ‘ 23 ‘ 1,5 ‘ 300 ‘ 35 ‘ 173 ‘ DN.. 1104.. ‘ 0,700 ‘3009 ‘ 1606‘ 5025 | 3711 ‘ 4109‘ 0009‘ ‘
$32U PDUN R/L 11 } 32 } 30 } 150 } 350 } 40 } 2 | 40 } DN.. 1104.. } 2,050 }8009 } 1606 | 5025} 3711 } 4109} 0009} - } -
S32U PDUN R/L 15 32 | 30 | 150 | 350 | 50 | 22 | 39 | DN.1506. A 2050 | 8415 | 1648 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
S40V PDUN RIL 15 40 | 37 | 185 | 400 | 60 | 27 | 48 | DN.1506. & 3,750 | 8415 | 1638 | 5003 | 3715 | 4112 | 0012 | 3725 | 4135
S50WPDUN RIL 15 | 50 = 47 | 235 450 @ 65 | 35 61 | DN.1506. | 6500 8415 | 1638 | 5003 3715 | 4112 0012 | 3725 4135
T DN.. I s d DNGP | DNMA | DNMG

T DN.. 1104.. 11,60 476 9,52
DN.. 1504.. 15,50 476 12,70 ’ ' ”
DN.. 1506.. 15,50 6,35 12,70

With internal coolant

A-PDUN D h  hi L1, Lz, f A Plates L v arx -4 e S & o

| | | | | | | | | | | | |
A25R PDUN R/L 11 ‘ 25 ‘ ‘ 1,5 ‘ 200 ‘ 40 ‘ 17 ‘ 31 ‘ DN.. 1104.. ‘ 0,700 ‘ 8009‘ 1606 ‘ 5025 ‘ 3711 ‘4109 ‘ 0009‘ ‘
A32Ss 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 ° '—\.___‘\

[nmaBHbI yron B nnaHe 93 °

PDUN D h h1 L1 L2 f A Plates L '. /\g f 7 V-4 f

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 47 235 450 65 35 61 DN..1506.. | 6,500 @ 8415 | 1638 @ 5003 | 3715 | 4112 | 0012 | 3725 4135

DN.. I 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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L1

General angle 75 °
[naBHbIV yron B nnaHe 75 °

PSKN D h h1 L1 L2 f A Plates

$25T PSKN R/L 12 25 23 1,5 | 300 40 17 31 | SNM.1204. 0700 | 8212 | 1626 5025 | - - -
$32U PSKN R/L 12 32 30 150 | 350 50 22 39 | SNM.1204. 2050 | 8312 | 1648 | 5003 | 3512 | 4112 0012
S40V PSKN R/L 12 40 37 185 | 400 60 27 48 | SNM.1204. | 3,750 8012 1608 5003 | 3512 | 4112 | 0012
S50W PSKN R/L 19 50 47 235 | 450 65 35 61 | SNM.1906. | 6500 | 8219 1710 5004 3519 | 4129 | 0019
- |
. . I s d SNMA SNMG SNMM
A s SNM
F SNM.. 1204.. 12,70 4,76 12,70 e —
d SNM..1906.. 19,05 635 19,05 -
IS A

With internal coolant
PacTouHble gepKaBKun
C BHyTpeHHUM noasoaom COXK

A'PSKN D h h1 L1 L2 f A Plates L e B f yd
A25R PSKN R/L 12 25 23 1,5 200 40 17 31 | SNM.1204. | 0700 | 8212 | 1626 @ 5025 - - -
A32S PSKN R/L 12 32 30 150 | 250 50 22 39 | SNM.1204. 1,400 8312 | 1648 5003 @ 3512 | 4112 @ 0012
A40T PSKN R/L 12 40 37 185 | 300 60 27 48 | SNM.1204. | 2650 8012 | 1608 5003 | 3512 @ 4112 0012
D
[ —
7N
e e
" ==
I ]
1 ]
O SN —_—— - —= —
f = ] !-
1"
L2

L1

General angle 45 °
[naBHbIV yron B nnaHe 45 °

With internal coolant
PacTouHble flepXKaBKu
¢ BHyTpeHHUM noasogom COXK
A'PSSN D h h1 L1 L2 f A Plates L '.

p
b}
)
N\

A25R PSSN R/L 12 25 23 11,5 200 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
e B SNM.. | s d SNMA | SNMG SNMM
7 U Ts | | |

SNM..1204.. | 1270 4,76 12,70 - -
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L2

L1

General angle 90 °
[naBHbIV yron B nnaHe 90 °

Boring holders

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

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 W2 s TNM.. | s d TNMA ‘ TNMG
! TNM.. 1604.. 16,50 4,76 9,52
d TNM.. 2204.. 22,00 4,76 12,70 A

L]

With internal coolant
PacTouHble gepxaBKu
C BHYTpeHHUM nogsogom COXK
A-PTFN D h kLt Lz f A _Plates L &L~ A &

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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.
1 — T
N\
S = D
1 A 5
I
I 1 |
. aF = — — —
f BL/ i 1
"
L2
L1
General angle 95 °
[naBHbI yron B NnaHe 95 ° Boring holders
PWLN D h h1 L1 L2 f A Plates L , /\ b f /
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 - B -
S$32U PWLN R/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
* |
’ 7] < d WNMG
0 V) s WNM.. | s WNMA
r WNM..0604.. 645 476 9,52 .
WNM.. 0804.. 4,7 12,7 (= 2
8,14 6 0 i@f&

L2
L1
General angle 95 ° B With internal coolant
[naBHbIV yron B nnaHe 95 PacTouHble fiepKaBKun
C BHYTpeHHUM nogsoaom COXK
A-PWLN D h h1 L1 L2 f A Plates L , /\ b ' /
A16M PWLN R/L 06 16 15 7,5 150 24 1 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 WNMG
7 V) 75‘ WNM.. | s d WNMA

WNM.. 0604.. 6,45 4,76 9,52 2
d I~ <

WNM.. 0804.. 8,14 4,76 12,70 ‘ —— 2N

O
oL

\
~
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L1

General angle 95 °

fnasribiii yron 6 nnawe 95 Boring holders with steel shank

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

S08K SCLC R/L 06 8 7 35 125 16 5 n 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 55 150 25 9 16 CC..0602.. 0,150 1425 | 5507 - -

S12M SCLC R/L 09 12 n 55 150 25 9 16 CC..09T3.. 0,150 1440 = 5515 - -

5$12Q SCLC R/L 09 12 n 55 180 25 9 16 CC..09T3.. 0,150 1440 | 5515 - -

S16R SCLC R/L 09 16 15 7,5 200 30 n 20 CC..09T3.. 0,300 1440 = 5515 - -

§20S 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 1,5 300 40 17 31 CC..09T3.. 0,550 1240 = 5515 - -

S§20S SCLC R/L 12 20 18 9,0 250 35 13 24 CC.. 1204.. 0,550 1250 | 5520 - -

S25§d 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
J CcC I s d CCGT \ ceMmT \ ccmw

A s -

‘ CC..0602.. 6,45 2,38 6,35 1 /
CC..09T3.. 9,65 3,97 9,52 E gw
CC..1204.. 12,90 4,76 12,70 -3

With internal coolant
;& PacTouHble gepKaBKu

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 1 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 1 55 125 25 9 16 CC..0602.. 0,100 1425 | 5507 - -
A16M SCLC 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 1,5 200 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 N

7 Anti-vibration shank 2
[lepKaBKM C aHTUBNGPALMOHHBIM

XBOCTOBMKOM M 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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h1

General angle 107°30°
[naBHbIii yron B nnaHe 107°30°

Boring holders

SDQC D h h1 L1 L2 f A Plates ' ) V<4 '

S10M SDQC R/L 07 10 9 4,5 150 25 7 13 DC..0702.. 0,060 1425 | 5507 - -
S$12M SDQC R/L 07 12 n 55 150 25 9 16 DC..0702.. 0,150 1225 | 5507 - -
S16R SDQC R/L 07 16 15 7,5 200 30 n 20 DC..0702.. 0,300 1225 | 5507 - -
§20S SDQC R/L 07 20 18 9,0 250 35 13 24 DC..0702.. 0,550 1225 | 5507 - -
S$20S SDQC R/L 11 20 18 9,0 250 35 13 24 DC.. 11T3.. 0,550 1240 | 5515 - -
S§25T SDQC R/L 11 25 23 11,5 300 40 17 31 DC.. 11T3.. 0,700 1240 | 5515 - -
S$32U sSDQC 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.. | s d DCGT-AL | DCMT DCMW

DC..0702.. 7,75 238 6,35 -
DC.. 11T3.. 11,60 3,97 9,52 d g ’

With internal coolant
PacTouHble gepKaBKun
C BHyTpeHHUM noasoaom COXK
A'SDQC D h h1 L1 L2 f A Plates ' , o4 '

A12K sSDQC R/L 07 12 n 55 125 25 9 16 DC..0702.. 0,100 1225 | 5507 - -
A16M SDQC R/L 07 16 15 75 150 30 n 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 - -
A325 sSDQC 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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General angle 93°
[naBHbIV yron B nnaHe 93°

Boring holders

SDUC D h h1 L1 L2 f A Plates ' } V-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 - -
S12Q 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 - -
S$20S 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
oy DC | s d pcT | Dpemt | pcmw

7? -

DC..0702.. 7,75 238 6,35 ,
DC.. 11T3.. 11,60 3,97 9,52 d g ’

With internal coolant
PacTouHble gepxaBKkun
C BHyTpeHHUM noasoaom COXK
(o) o
A'SDUC 93 D h h1 L1 L2 f A Plates

A12K SDUC R/L 07 12 n 55 125 25 9 16 DC..0702.. 0,100 1225 | 5507 - -
A16M SDUC R/L 07 16 15 7,5 150 30 n 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

7/ _'& Anti-vibration shank
A [epXaBK1 C aHTUBNGPaLNOHHbIM
D h

XBOCTOBMKOM N BHYTpeHHUM noasogom COX

E-SDUC93°

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 1 55 150 25 9 16 DC..0702.. 0,250 1225 | 5507

E16R SDUC R/L 07 16 15 7,5 200 30 1 20 DC..0702.. 0,600 1225 | 5507
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T

|
g
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i

General angle 93 °
[naBHbIV yron B nnaHe 93 °

Boring holders

SDUC D h h1 L1 L2 f A Plates ' / o4 '
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 n 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 | Demw

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

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

h1

B

|
4

I

Il

|

i

i

General angle 93 °
[naBHbIVi yron B nnaHe 93 °

With internal coolant
PacTouHble aepXaBku
C BHYTpeHHUM nogsopom COXK

A-SDUC

D h h1 L1 L2 f A Plates

A12K SDUC R/L 07-EX 12 1 55 125 25 9 16 DC..0702 0100 | 1225 5507
A16M SDUC R/L 07-EX 16 15 7,5 150 30 1 20 DC..0702 0200 | 1225 | 5507
A20Q SDUC R7L 11-EX 20 18 9,0 180 35 13 24 DC. 1173 0400 | 1240 | 5515
A25R SDUC R/L 11-EX 25 3 1,5 200 40 17 31 DC. 1173 0,700 | 1240 | 5515

- DC.. I s d DGT | DpeMT | pemw

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

DC..11T3.. 11,60 3,97 9,52 d g ’




INTERNAL TOOLHOLDERS * TOKAPHbIE JEPXKABKMW ANSA BHYTPEHHEA O6PABOTKM . umt

D
1" — -
7 N\
Ser== Lo
[l =2 L

L2
L1

General angle 75 °
[naBHbIi yron B nnaHe 75 ° Boring holders
S S KC D h h1 L1 L2 f A Plates
S16R SSKC R/L 09 16 15 7,5 200 30 n 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.. ! s d sceT | | scmw

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

SC.. 1204.. 12,70 4,76 12,70 E | @
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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 - -
S$12Q STFC R/L 1M1 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 y/
d—/A\ TC.. 1102.. 11,00 2,38 6,35 7 N A
@ TC..16T3.. 16,50 3,97 9,52
L
With internal coolant
PacTouHble gepxaBkn
C BHyTpeHHUM noasogom COXK
o o
A'STFC 90 D h h1 L1 L2 f A Plates ' /
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 1 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 R/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
’A -1 Oey CaHT pay
XBOCT W BHYTpP nogsopom COXK
E-STFC 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 7,5 200 30 1 20 TC..1102.. 0,600 1440 5515
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General angle 93 °
[naBHbIV yron B nnaHe 93 °

Boring holders

STUC D h h1 L1 L2 f A Plates ' , A ’

$12M STUC R/L 11 12 1 55 150 25 9 16 TC.1102. | 0150 | 1225 5507 - -
S16R STUC RIL 16 16 15 7,5 200 30 1 20 TC.16T3. | 0300 | 1240 5515 - -
5205 STUC RIL 16 20 18 9,0 250 35 13 24 TC.16T3. | 0550 | 1240 5515 - -
S25T STUC RIL 16 25 23 15 300 40 17 31 TC.16T3. | 0700 | 1240 5515 - -
$32U STUC RIL 16 32 30 15,0 350 50 2 39 TC.16T3. | 2050 | 1335 | 5516 | 3414 | 1750
i
G TC.. | s d TCGT TCMT TCMW
! 1C.. 1102.. 11,00 2,38 6,35
1C.. 16T3.. 16,50 3,97 9,52 A A A

b

fl:r—éf%-_]‘ll

| N |

General angle 52° With internal coolant
- o PacTouHble fepXaBKmN
[naBHbIV yron B nnaHe 52 € BHyTpeHHIM nogBoaoM COX
SVJ C D h h1 L1 L2 A f Yo Plates V
A16M SVJCRIL 11 16 15 7,5 150 30 22 2 6 VC.. 1103.. 0,000 1225 | 5507
A20Q SVICR/L 11 20 18 9,0 180 38 25 2 5 VC.. 1103.. 0,350 1225 | 5507
A25R SVJCRIL 16 25 23 115 200 44 28 2 4 VC.. 1604.. 0,000 1240 | 5515
G s VC.. | s d VCGT ‘ VCMT
ot VC.. 1103.. 11,00 3,18 6,35

VC.. 1604.. 16,50 4,76 9,52 ” W

AQ7
|
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D
1 _
7\
S ==L
1} N~
1]
| i )
W —S—o—o—o o —-—}
f ; ! )
L2
‘ L1
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 " 20 VC..1103.. 0,300 1225 5507 - -
§20S SVQC R/L 11 20 18 9,0 250 35 13 24 VC..1103.. 0,550 1225 5507 - -
S16R SvVQC R/L 13 16 15 75 200 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 - -
S25T SvVQC R/L 16 25 23 1,5 300 40 17 31 VC.. 1604.. 0,700 1335 5516 | 3718 | 1750
7= VC.. | s d veeT | vemr
7

VC..1103.. 11,00 318 635 —
g K VC..1303.. 13,00 318 8,00 ” w
@ VC..1604.. 16,50 476 9,52
I|

With internal coolant
PacTouHble gepaBKu
C BHYTpeHHUM nogsopom COXK
A-SVQC D h h1 L1 L2 f A Plates ' -

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 11,5 200 40 17 31 VC.. 1604.. 0,700 1335 5516 | 3718 1750
A32S SVQC R/L 16 32 30 15,0 250 50 22 39 VC.. 1604.. 1,400 1335 5516 | 3718 1750
A40T SvVQC R/L 16 40 37 18,5 300 60 27 48 VC.. 1604.. 2,650 1335 5516 | 3718 1750

o

1" _ _

i \

e aj Gl

1] XN=—~ 1|

I |l |

e ——

L2
| L1

General angle 93 °

InaBHbI yron B nnaHe 93 ° Boring holders
SVUB D h h1 L1 L2 f A Plates # ) o &
S25T SVUB R/L 16 25 23 1,5 300 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 ‘ o s d VBMT
} VBMT 1604.. ‘ 16,50 4,76 9,52
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I Ji )
[ =
"
L2
B
General angle 93 °
[nasHbIii yron B nnaxe 93 ° Boring holders
SVUC D h h1 L1 L2 f A Plates # )V = &
S16R SVUC R/L 11 16 15 75 200 30 11 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
S32U SVUC RI/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 veeT | vemr
| VC..1103.. 11,00 3,18 6,35 _
VC..1604.. 16,50 4,76 9,52 ” W

dj

With internal coolant
PacTouHble gepaBku
C BHyTpeHHUM nogsogom COX
A'SVUC D h h1 L1 L2 f A Plates ’ , = '

A16M SVUC R/L 11 16 15 7,5 150 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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TOOLS WITH CARBIDE INSERTS
NHCTPYMEHT CO CMEHHBIMW TBEPLOCIITABHBIMU NITACTUHAMM

GROOVING AND PARTING OFF
KAHABKA U OTPE3KA
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TABLE OF CONTENTS / COAEPXAHUE

SOLID CARBIDE TOOLS
TBEPOCM/IABHbIA NHCTPYMEHT

1 Carbide mills
TeepmocnnasHble thpesbl
2 Carbide drills
TseppocnnaeHble cBepna
3 Special tools

Cneu,maan bleé MUHCTPYMEHTbI

TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbBIMW TBEPOCIJ/TABHbIMU MITACTUHAMU

4 Turning carbide inserts
TOKaprIe TBEPAOCN/1aBHbIE MNNIACTUHbI

Toolholders for external turning

5 .

ToKapHble fepXXaBKu AJist HapyxHol 06paboTkm
6 Toolholders for internal turning

TokapHble fepxcaBKu o BHyTpeHHel 06paboTku
- Grooving and parting off

KaHaBka 1 oTpeska

Alloy description
OnvicaHue cnnaBos

Chipbreakers

OnucaHue CTPYXKKOOMOB
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Mp1MeHseMOCTb MHCTPYMEHTa
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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.

(‘)W‘Z‘S‘JSG 1

MN3HococTolikocTb
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 YHuBepCanbHbI BbICOKONPOW3BOANTENbHbIN CMNaB ANnA
R i CTanu, HepxaBeloLLiell CTanu, YyryHa v >kapornpoyHbIX CMiaBoB.
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 kapbuaos 2.0% WC octanbHoe; Pa3mep 3epHa: Tum;
TeepgocTb: HV 1400; Coctas nokpbitusa: CVD TiCN-AI203 mHorocnoiiHoe;
‘ P Aauum K np [ina 06paboTKM CTanm 1 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.

N3HococTonKOoCTb

3 v,.l.‘:_' AN

LFge B, g"@h-' 2%
Yok O DR

[ ED PN

CocraB: Co 12.5%;coeanHeHna Kapbugos 2.0% WC ocTanbHoe; Pasmep 3epHa: 1-1,5um;
TeepgocTb: HV 1380; CocTaB nokpbitus: PVD TiAIN;

P Knp HapgexxHoe pelueHve ana o6paboTkm ctanu n
HepXKaBeloLMX cTanem B yCroBUAX HECTabWIbHOTO pe3aHuis.

0123 45 1

N216T HW-N15 | HW-K15

MpouHocTb . N
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; Pasmep 3epHa: 1um; TeepgocTb: HV 1630; Coctas
nokpbITuA: bes nokpbITs;
P By np : HenokpbITbIfi TBEPAbIV CNaB Ans 06paboTKy antoMUHNA 1

APYyrux uBeTHbIX METaNoB.

01 23 4567 1

-
g s
g g
E z =
Cutting = g EE| 32
material Application/ g E = =
Grades/ Pexywnn O6nacTb NpYMeHeHnA 8 5 E ?3. 2 i E £ ;-‘. =8
Cnnasbl 1SO marepuan 01 05 10 15 20 25 30 35 40 45 50 el ~ EEE = e
HC-P30 P d
HC-M25 P °
M120G
HC-K30 P °
HC-S30 P °
HC-P35 C °
PK320T HC-K35 C °
HC-M30 C o
HC-P45 P bt
M345G HC-M40 P [}
HC-540 P °
HC-N15 W ()
N216T
HC-K15 w
* PEXKYLLUW MATEPUAT 01 05 10 15 20 25 30 35 40 45 50 ® First choise
T - cermet/kepmeT 6€3 NOKPbITUA Hannyuwee npumeHeHne
C - with CVD coating/cnnas c nokpbitnem CVD O Second choise

P - with PVD coating/cnnas ¢ nokpbitiem PVD

. . [onycTmoe npumeHeHne
W - without coating/cnnas 6e3 nokpbiTua 4 P
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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 A9 06PabOTKN HeprKaBetoLLen
CTanu 1 >KaponpPOoYHbIX CMIaBOB

UF1 B

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

OcTpas reomeTpua CTPY>KKONOMa C HU3KOI CUMOii pe3aHns
Bblcokas cTabunbHOCTb PaboTbl peXyLLei KpOMKI
06paboTKa TOHKOCTEHHDBIX 3/IEMEHTOB 1 BA3KVX MaTepranos

uT B

For grooving and turning
Universl application

MnacTHa AnA KaHaBOK 1 TOYeHUA
YHuBepcasnbHoe NpuMeHeHmne




GROOVING AND PARTING OFF » KAHABKA U OTPE3KA . umt

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

MnacTuHa Ana pagnycHbiX KaHaBOK 1 ToueHUs npoduns
CneumanbHo pa3paboTaHHas reoMeTprs A4St HePXKaBetoLen
CTanv 1 XapornpoUHbIX CMIaBOB
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OO THR/LX00...IC / p.168

Module holder / MogynbHble aepxaBku

ER/L..WD24/WF24 /p.162 RCE...WD24/WF24 /p.163 GIN...WD24 / p.169 ICR/L...WD24 /p.165
External grooving / Hapy»Has kaHaBka Reinforced / YcuneHHan KaHaBKka Internal / BHyTpeHHan kaHaBka Cartridge / CmeHHble KapTpuaxmn
.\
N
N 3
Cutting width Cutting width Cutting width Cutting width
LnprHa KaHaBKM LnpuHa KaHaBKM LnpuHa KaHaBKK LLnprHa 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
PagnanbHble NnacTuHbI 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.
UF1 uT1
h=20..4.0 h=20..4.0
UL1 UR UL1
h=20..4.0 h=2.0..6. h=20..4.0
4
p.150 p.154
ER/L...WD24/WF24-IC / p.172 RCE...WD24/WF24-IC/p.173 EN...WF24N...
External grooving with cooling / Reinforced with cooling / EN...WSN... / p.1 72
Hapy»Has kaHaBKka ¢ nogsopom COXK YcuneHHas KaHaBKa ¢ nogsogom COXK EN...WF24N...IC
P Blades / OTpe3Hble HOXK
4' 2 -: il
k: B
05 0 —
D w
- % "‘:- > 1
Cutting width Cutting width Cutting width
LnpwvHa KaHaBKM LnprHa KaHaBKM LnpuHa KaHaBKM
h=1.5..8.0 h=2.0..3.0 h=20..3.0
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0 THR/Lx45..IC/p.168

Module holder / MogynbHble fiepxaBKku

45

THR/Lx90...1C / p.168

9 O Module holder / MogynbHble fepxaBKu

|
ER/L...WSN / p.164

External grooving / Hapy»xHas kaHaBKa

ICR/L...G24 / p.165

Face grooving cartridge / TopueBble KapTpuaxu

E25R/L...FG24 / p.166

Face grooving / TopLeBas KaHaBKa

Cutting width Cutting width ) Cutting width
LLinprHa KaHaBKMn LinprHa KaHaBKun LLivnprHa KaHaBKMn
h=2.0..6.0 h=3.0..4.0 h=3.0..5.0

1 1
WSN FG24
1 1
Radial inserts Axis inserts
PagnanbHble nnacTuHbl TopueBble NIaCTUHbI
UM1 SST1 uT
h=2.0..6.0 h=2.0..6.0 h=3.0..5.0
UT1 ULM1 UR
h=2.0..6.0 h=2.0..6.0 h=3.0..4.0
p.156 p.160
END... / p.173 END...IC /p.173

Blocks / Bnoku oTpesHbIx HoXel

Blocks with cooling / Bniokun oTpe3sHbix
Hoxew ¢ nogsogom COX
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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 1.5.015-00-UM1 15 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 2.0 0.15 24 6 L] [ ] ®
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 (]
SST1 N| WD24N 1.5.015-0.0-SST1 15 0.15 24 - ° ° °
L | WD24L 2.015-06-SST1 2.0 0.15 24 6 [} [ ] [}
N| WD24N 2.02-00-SST1 2.0 0.2 24 0 (] [ ] ®
R | WD24R 2.015-06-SST1 2.0 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 [} [ ] ®
N| WD24N 4.04-00-SST1 4.0 0.4 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 [} [ ] ®
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
* * *
M Stainless steel aust. - AycteHnTHasA HepX. CTanb * Y *
* *
*
* *

p.160 p.145 p.165 p.172 p.169
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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 2 c
O6pabaTbiBaembli MaTepuan e 120G | PK320T | M345G
\ A 4 HB vCim/ | veim/ | vCim/
min] min] min]
l Non alloyed steel 0.15% - 0.45% C HenernpoBaHHas 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 BbicokonervposaHHas cTanb 350 50-120 70-160 | 60-100
6 Corrosion resistant steel annealed Cranb ycToiumsas K Kopposum 200 50-200 | 120-200 | 90-160
s 2| Annealed pearlitic OTox>keHHan nepinTHas 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-$epprTHaA (BynneKc) 230-260 50-100 70-110 | 70-110
£E S5
£E 3 *| Hardened martensitic MapTeHcuTHaA 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'Iapameprl nogayn ana KaHaBOYHbIX
11 0Tpe3HbIX MAacTuH (SST1)
M S
Cutting Speed/
. . Hardness | CkopocTb pesaHua, m/min
1! 1SO Cutting material/ TepnocTs > -
O6pabaTbiBaeMblii MaTepuan PA M120G | PK320T | M345G
[l HB vCim/ | vcim/ | vCim/
@ min] min] min]
. Non-quenched ferritic He3zakaneHHas depputHan 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-bepprTHaA (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 unn KobanbTa 250 - - 15-25
0 00501 01502 025 03 035 04 Titanium alloys TuTaHOBble CrinaBbl 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 v lmm
I Nlepopmmpyembie cnnasbl 100 200-2000
6 —
5 N JluteiiHble cnnaBbl <12% Si 90 400-1500
4 C MepgHble cnnasbl 90 200-600

1

Cutting width
s [mm]

0 005 011 015 02 025 03 035 04
Feed rate f[mm/rev]
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W r 2y

L R
Grades
Cnnasbl
Sort of isert § g § S
BuA nnacTuHb Art./ Apr. ] t/s I a%/d1 = = s =
WD24L 2.015-06-UF1 20 0.15 24 6 [ ] [ ] o
WD24N 2.02-00-UF1 2.0 0.2 24 0 [ ] [ ] o
WD24R 2.015-06-UF1 20 0.15 24 6 [ ] [ ] [ ]
WD24L 3.02-06-UF1 3.0 0.2 24 6 [ ] [ ] o
WD24N 3.02-00-UF1 3.0 0.2 24 0 [} [} o
WD24R 3.02-06-UF1 3.0 0.2 24 6 o ° ®
WD24N 4.03-00-UF1 4.0 0.3 24 0 [} [} °
WD24N 5.04-00-UF1 5.0 0.4 24 0 [ ] [ ] °
WD24L 2.02-06-UT 2.0 0.2 24 6 [} [} °
WD24N 2.02-00-UT 2.0 0.2 24 0 [ ] [ ] °
WD24R 2.02-06-UT 2.0 0.2 24 6 (] [ ] °
WD24L 3.02-06-UT 3.0 0.2 24 6 [ ] [ ] °
WD24N 3.03-00-UT 3.0 0.3 24 0 [} [} o
WD24R 3.02-06-UT 3.0 0.2 24 6 [ ] [ ] °
WD24N 4.04-00-UT 4.0 0.4 24 0 [ ] [ ] [
WD24N 5.04-00-UT 5.0 0.4 24 0 [ ]
WD24N 2.00S-1.0-UR 2 1.0 24 - [ ] [ ] [ ]
WD24N 3.00S-1.5-UR 3 1.5 24 [ ] [ ] [}
WD24N 4.00S-2.0-UR 4 2.0 24 - [} ® °
WD24N 5.00S-2,5-UR 5 25 24 - [ ] [ ] o
WD24N 6.00S-3.0-UR 6 3.0 24 - [} [} °
WD24N 2.00S-1.0-URM 2 1.0 24 - [ ] [ [}
WD24N 3.005-1.5-URM 3 1.5 24 - [ ] (] o
WD24N 4.005-2.0-URM 4 2.0 24 - [} ® °
WD24N 5.00S-2,5-URM 5 25 24 - [} [} [
WD24N 6.00S-3.0-URM 6 3.0 24 - [ ] [ ] °
g § 8§ | g
= = 2 2
* * *
M Stainless steel aust. - AycteHnTHas Hepx. CTanb * PAg *
* *
*
* *

* Havmquuee npumeHeHmne * ,uOI'IyCTVIMOE npumMmeHeHne

p.160 p.165 p.172
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Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl nogaun Ans KaHaBOUHbIX MapameTpbl Noauy ANA KaHABOYHBIX MapameTpbl nofaun ANA KaHaBOUHbIX 1
1 otpe3Hbix nnactut (UF1) 1 oTpe3HbIx nnactun (UT) oTpe3Hbix nnactiH (UR)

v v vy
i I} I}
U L Y

M S

6 6 6

5F—m—! 5 5 —
= 4 — - 4 4
b g, £

33— H = 3
£F o= i
EE £ [ £E
so 2 g5 EE 2

3>
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 025 03 035 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
. TBeppocTb
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 BbicokonervpoBaHHas 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
IES
= g Quenched duplex AycteHuUTHO-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 LLapoBuaHbiin uyryH 160 100-180 100-160 -
Quenched castiron 3akaneHHbIli YyryH 160 80-160 80-150 -
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Wy IR
\ T7a°
R P

L
Grades
(nnasbl
Sort of isert § E § :‘E
Bu nnactukbl Art./ Apr. W r/s | a°’/d1 = = = E=
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 . ° °
WF24N 2.02-00-UF1 2.0 0.2 24 0 ° ° L
WF24N 3.02-00-UF1 3.0 0.2 24 0 L ° ®
WF24N 4.03-00-UF1 4.0 0.3 24 0 ° L °
WF24N 2.02-00-SST1 2.0 0.2 24 0 ® ® °
WF24N 3.03-00-SST1 3.0 0.3 24 0 ° ® °
WF24N 4.03-00-SST1 4.0 0.3 24 0 o L °
WF24N 2.02-00-UT 2.0 0.2 24 0 ° ® °
WF24N 3.03-00-UT 3.0 0.3 24 0 ° ° o
WF24N 4.04-00-UT 4.0 0.4 24 0 ° ° °
WF24N 2.02-00-UL1 2.0 0.2 24 0 ®
WF24N 3.02-00-ULT | 3.0 0.2 24 0 °
WF24N 4.03-00-ULT | 4.0 0.3 24 0 .
g€ 5§ | § =
= = 2 =
* * *
M Stainless steel aust. - AycTeHUTHasA HEPX. CTaslb * x *
* *
*
* *

* Haunyuwee npumeHeHne AT [lonyctumoe npumeHeHne

p.164 p.145 p.172 p.173
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Feed rate for partig off inserts
MapameTpbl noaaun Ans KaHaBOUHbIX
1 otpe3Hbix nnactud (UM1/UF1)

vY
I}
N

Feed rate for partig off inserts
MapameTpbl Noauy 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
=] 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
0 005 071 015 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
Ob6pabaTbiBaeMbiii 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
3E
< =| Quenched austenitic 3akanenHas aycteHnTHas 180 50-180 100-170 80-150
3 3
£ | Quenched duplex AycTennTHO-deppuTHas (AyrnseKc) 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 3akaneHHblii YyryH 160 80-160 80-150 -
Iron based Ha ocHoBe xenesa 200 - - 20-45
Nickel or Cobalt based Ha ocHose HuKkena unu kobanbta 250 - - 15-25
Titanium alloys TuTaHoBble cnnasbl Rm 440 - - 50-120
Feed rate for partig off inserts
ﬂapameprl noAayn ana KaHaBOYHbIX
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 v lmm
I Nlepopmmpyembie cnnasbl 100 200-2000
6 -
5 N JluteiiHble cnnaBbl <12% Si 90 400-1500
4 C MepgHble cnnasbl 90 200-600
3
=
5
2 )
o —
£ E
EE ———
v 0 005 01 015 02 025 03 035 04

Feed rate f[mm/rev]
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W W W w
W= -1 r [inlad } r r r
a’ § a’ ﬂ r
I @
|
: R
Grades
(Cnnasbl

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

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 0.3 - - ° ° °

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 0.4 - - ° ° °

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 0.2 - - ° ° °

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 - - ° ° °
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 - - °
2 g -4 5
~ ~ < -
= £ = 2

* * *

M Stainless steel aust. - AycteHnTHasA HepX. cTanb * PAd *

* *

*

* *

* Haunyuywee npumeHeHne PAS [onyctmoe npumeHeHne

p.164 p.145 p.172 p.173

156
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Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl Noaaum AnA KaHaBOUHbIX MapameTpbl NoAaum AnA KaHaBOUHbIX MapameTpbl noaum AnA KaHaBOYHbIX
1 oTpe3HbIX nnactut (UM1) 1 0Tpe3HbIX NNacTuH (SST1) 1 oTpe3HbIx nnactut (UT)

M M

M v v
) ) )
— =y e

6 —
6 6
5
5 5
< 4
2 4 4 ——
5‘»,—, 3 < £
£E T 3 2 3
5E : =
© E €
£E 21— EE 2—
= S o«
1 o v o
0 00501 01502 025 03 035 04 1 T T T T T T T ] 1 T T T T T T T d
0 005 01 015 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/ CkopocCTb pe3saHusi, 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 HenernpoBaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernpoBaHHasA 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 MapreHcnTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii UyryH 180 100-200 90-180 -
Spheroidal LlllapoBuaHbiii 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
MapameTpbl noaaun Anst KaHaBOUHBIX
1 oTpe3HbIx nnactuH (UL1)

v
}

Hard Cutting Speed/
@ Cutting material/ TBZTD,E::;i CKOpOCTb pe3aHusa, m/min
O6pabaTbiBaemblii MaTepuasn HB N216T
6 — VC [m/min]
5— I ledopmmpyemble cnnasbl 100 200-2000
4
N JluteiiHble cnnasbl <12% Si 90 400-1500
3 —
g C MepgHble cnnaBbl 90 200-600
2 5
o —
£ E
£E
3=

0 005 01 015 02 025 03 035 04
Feed rate f[mm/rev]
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W= T r fimelpd \ rﬂ\ [*W r rw
\ f a’
LAl
: R
Grades
Cnnasbl
Sort of isert g S 2 S
Bup nnactunbl Art./ Apr. W r/s | a°’/d1 = = 2 =
UR WSN 2.00.00-UR 2.0 1.0 - - ®
WSN 3.00.00-UR 3.0 15 - - °
WSN 4.00.00-UR 4.0 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 - - o
WSN 5.00.00-URM 5.0 2.5 - - [
WSN 6.00.00-URM 6.0 3.0 - - °
g€ 5§ % g
= = 2 2
* * *
M Stainless steel aust. - AycTeHUTHasA Hep. CTasb * PAY *
* *
*
* *

p.164

p.172

p.173

* Haunyuwee npumeHeHve e [Jonyctimoe nprveHeHne
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Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl Noaaum AnA KaHaBOUHbIX MapameTpbl NoAaum ANA KaHaBOUHbIX
1 otpe3Hbix nnactut (UR) 1 otpe3Hbix nnactud (URM)

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 T,
g€ 2
£E 2—— £E 2——
3 — 3 —
O v O
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 025 03 035 04
Feed rate f[mm/rev] Feed rate f[mm/rev]
Cutting Speed/
. . Hardness .
Cutting material/ CKopOoCTb 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 HuskonervposaHHas cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToitunBas K Kopposun 200 50-200 120-200 90-160
2| Annealed pearlitic OtoxxeHHas nepinTHas 200 50-200 120-200 100-180
é g Quenched austenitic 3akaneHHas aycTeHUTHaA 180 50-180 100-170 80-150
S
= § Quenched duplex AycteHVTHO-$epprTHaA (BynneKc) 230-260 50-100 70-110 70-110
=5
T| Hardened martensitic MapTeHcuTHas 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 crinaBbl Rm 440 - - 50-120




. UIM€  GROOVING AND PARTING OFF » KAHABKA M OTPE3KA  AXIAL GROOVING * TOPLIEBASI KAHABKA

W W
Fi a7 e (S i y S A
a Y -?7 7ao
|
. R
Grades
Cnnasbl
=
Sort of isert § § § :‘E
Bu nnactukbl Art./ Apr. w t/s | a°/d1 = = = 2
ut ) FG24N 3.03-00-UT 3.0 03 24 0 ® ® °
FG24N 4.04-00-UT 4.0 0.4 24 0 ° ° L4
FG24N 5.04-00-UT 5.0 0.4 24 0 ° ® ®
& : FG24N 3.00-00-UR 3.0 1.5 24 0 . J o
FG24N 4.00-00-UR 4.0 2.0 24 0 ° L] ®
g § 8§ | g
E o = 2
* * *
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * Y *
* *
*
* *

* Hamnquuee npumeHeHne * ,D,OI'IyCTI/IMOG npumeHeHne

.166 .145
160 P P
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Feed rate for face grooving Feed rate for face grooving
[TapameTpbl nogaum Ans 0bpaboTku [apameTpbl nogauu Ans 06paboTku
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
Ob6pabatbiBaembiii MaTepuan HB M120G PK320T M345G
VC [m/min] VC [m/min] VC [m/min]

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

Hardened martensitic MapteHcuTHasA 3akaneHHas 330 60-90 60-90

161
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Toolholders for external turning of grooves / [lepaBku 4na HapyXXHOro TOUeHNA KaHABOK

4Tmaxr
17 P! 7/
£l £ / <
! ~ in a
(o] \ |3
- - |1
— - 7/
Y- // X o
-
Right hand / 1306paeHa npaBaa aepxaBka 2
ART. APT. Insert type. om b o ’ P
Tun nnacTuHbI b !

E12R/L0023-1212K-WD24-1.5 WD24 1.5 23 12 12 125 7897218/T20 7897207/T20
E16R/L0023-1616K-WD24-1.5 1.5 23 16 16 125 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 MO0102554/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 MO0102554/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 MO0102554/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/Wr24 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-WD35-08 WD35 32 25 25 170 7897218/T20 7897207/T20
E32R/L0032-3232P-WD35-08 32 32 32 170 11007006 120165558
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Toolholders for external turning of grooves / [lepaBku 4na HapyXXHOr0 TOUeHNA KaHABOK

h\ /i

) G &

“ 7/ )\

Y— // o
v Y
: I
Right hand / 1306paxeHa npaBas aepxaBka .
Insert type.
ART. APT, W T om b h L,
Tun nnactuHbl
RCE12R/L0013-1212K-WD24-2 2 13 12 12 125 195068 12380791
WD24/WF24
RCE16R/L0013-1616K-WD24-2 2 13 16 16 125 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. e W T h b L, P

E16R/L0020-1616K-WSN-2 WSN 2 20 16 16 125 11007006 12380793
E20R/L0020-2020K-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

Tmax

0 & | < @
— N
14 I~
D
D
e . L0
Right hand / 1306paxeHa npaBas aepxaBka 12
ART. APT. T;::Sreu;ta?;a:u W T wm D wm 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
E25R/L0013-2525K-60-70-FG24-3 G4 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
E25R/L0013-2525K-60-70-FG24-4 FGo4 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 23,3 125
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 28 75 100 33 25 25 47 23,3 125
E25R/L0028-2525K-100-180-FG24-5 5 28 100 180 33 25 25 47 23,3 125
E25R/L0032-2525K-180-400-FG24-5 5 32 180 400 33 25 25 51 233 125
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Radial Cartridge / (meHHble KapTuaxu

i

Right hand / 1306paeHa npaBas AepxaBka

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

WF24/WD24

Insert type.
Tun nnacTuHbl

(%]

O 00 1l L1 DDA W W NN

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 KapTULKK

] l
g <0
2 _Jo
_/
v
o
Tmax
w
| T
e

Right hand / 1306paxeHa npaBas aepxaBka

w

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 FG24 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 3 15 100 140 30 25 22 4.9
ICR/L0015-2525K-140-200-FG24-3 3 15 140 200 30 25 22 4.9
ICR/L0015-2525K-40-50-FG24-4 4 15 40 50 30 25 22 4.9
ICR/L0015-2525K-50-60-FG24-4 4 15 50 60 30 25 22 4.9
ICR/L0015-2525K-60-70-FG24-4 FG2a 4 15 60 75 30 25 22 4.9
ICR/L0015-2525K-75-100-FG24-4 4 15 75 100 30 25 22 4.9
ICR/L0015-2525K-100-140-FG24-4 4 15 100 140 30 25 22 4.9
ICR/L0015-2525K-140-200-FG24-4 4 15 140 = 200 30 25 22 4.9
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Module Holder / MoaynbHble gepaBku

y

BuMKa Pasmep XBOCTOBMKa
h 1

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

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

BuKa Pasmep XxBOoCTOBMKa
h 1

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

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

BuKa Pasmep XxBOoCTOBMKa
h 1

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

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

168
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Internal grooving / BHyTpeHHAA KaHaBKa

-

Dmin

w

Insert type. ’ ‘
ART. APT. — T om da L h D, L f /V

5255 GINR/L-008-WD24-02 8 25 | 52 244 32 200 21 195069 1338306 220985
$25S GINR/L-009-WD24-03 9 25 52 245 32 200 22 195069 1338306 220985
$32S GINR/L-011-WD24-03 1 32 64 31 42 250  27.5 195069 1338306 220985
S32S GINR/L-011-WD24-04 11 32 64 31 42 250  27.5 195069 1338306 220985
S40T GINR/L-012-WD24-04 12 40 80 385 53 300 325 195069 1338306 220985
S40T GINR/L-012-WD24-05 12 40 80 385 53 300 325 195069 1338306 220985

WD24

u A DA W W N
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Blades for parting off / Otpe3Hble HOXu

0 = | —
RL— — :
ART. APT. TJ:S:;ZZEEH T em L h, s P
ER/L-2602-WF24N-02 25 26 10 214 20 WN-3
ER/L-3202-WF24N-02 25 32 150 250 20 WN-3
EN-2602-WF24N-02 25 26 10 214 20 WN-3
EN-3202-WF24N-02 25 32 150 250 20 WN-3
EN-2603-WF24N-03 35 26 10 214 30 WN-3
WF24/WD24
EN-3203-WF24N-03 50 32 150 250 30 WN-3
EN-2604-WF24N-04 35 26 110 214 40 WN-4
EN-3204-WF24N-04 50 32 150 250 40 WN-4
EN-3205-WF24N-05 60 32 150 250 5.0 WN-4
EN-3206-WF24N-06 60 32 150 250 60 WN-4
ER/L-2602-WSN-02 25 26 110 214 20 WN-3
ER/L-3202-WSN-02 25 32 150 250 20 WN-3
EN-2603-WSN-03 35 26 10 214 30 WN-3
EN-3203-WSN-03 50 32 150 250 30 WN-3
EN-2604-WSN-04 WaN 40 26 110 214 40 WN-4
EN-3204-WSN-04 50 32 150 250 40 WN-4
EN-3205-WSN-05 55 32 150 250 50 WN-4
EN-3206-WSN-06 60 32 150 250 60 WN-4

IC-Internal coolant / C BHyTpenHum nogogom COX

ART. APT. Tl::f;ggﬁ:bl T om  h L h, B P
EN-2602-WF24N-02-1C 25 26 110 250 20 WN-3
EN-3202-WF24N-02-1C 25 32 150 250 20 WN-3
EN-2603-WF24N-03-1C Whaanb24 35 26 1m0 214 30 WN-3
EN-3203-WF24N-03-IC 50 32 150 250 30 WN-3
ER/L-2602-WSN-02-IC 25 26 10 214 20 WN-3
ER/L-3202-WSN-02-IC 25 32 150 250 20 WN-3
EN-2603-WSN-03-1C e 35 26 1m0 214 30 WN-3
EN-3203-WSN-03-IC 50 32 150 250 30 WN-3
EN-2604-WSN-04-1C 40 32 110 214 40 WN-4
EN-3204-WSN-04-1C 50 32 150 250 40 WN-4
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Clamping block / 3axumHble 6710K1 0TPe3HbIX HOXeEN

Ll J |
/ £ < O 12
I | b
_ b1

22485
22485

END 2620
END 3225 EN32 32 110 25 25

IC-Internal coolant / C BHyTpeHHum nogogom COX

;o

11776816 & 11960993
11776816 =~ 11960993

END 2620-IC
END 3225-IC EN32 32 95 25 25
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Toolholders with cooling / [lepxaBku ¢ BHyTpeHHum nogsogom COX

<;Tmax

i

4

l,

Right hand / 1306paeHa npaBas fepxaBka

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-IC 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-WD24-6-1C

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

>~ A D Db w w w w w N

%1

Tmax(mm) 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

V P

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

Vi

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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ATmax
A \ /L

ol A P /4 A

L = / <

|
A - - Vi Y
- A

7 i

Y— // o

/L 1

2

Right hand / 1306paeHa npaBas AepxaBka

Insert type.
ART. APT. P W Tem b B L ' P

RCE12R/L0013-1212K-WD24-2-IC WD24/WE24 2 13 12 12 125 195068 12380791

RCE16R/L0013-1616K-WD24-2-IC 2 13 16 16 125 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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TOOLS WITH CARBIDE INSERTS
NHCTPYMEHT CO CMEHHBIMW TBEPLOCIITABHBIMU NITACTUHAMM

THREADING INSERTS
PE3bbOHAPE3HbIE MIACTUHbI




. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

TABLE OF CONTENTS / COOEP>XXAHUE

SOLID CARBIDE TOOLS
TBEP[OCMNABHbIA MHCTPYMEHT
~—
1 Carbide mills
TeeppocnnaeHble dpesbl
2 Carbide drills
TeepaocnnaBHble cBEpna
~— .
3 Special tools
CneuuanbHble UHCTPYMEHTI

TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbIMW TBEP[OCIJ/TABHbIMU NMNACTUHAMU

a
Y

Turning carbide inserts
TokapHble TBEPAOCM/IABHbIE MAACTUHBI

Toolholders for external turning
TokapHble fepXaBKu AJist HapyxHoi 06paboTkm

Toolholders for internal turning
TokapHble fep)XaBKu AJist BHyTpeHHel 06paboTku

Grooving and parting off
KaHaBka 1 oTpe3ka

8000000

Threading inserts
Pe3bboHapesHble NnacTvHbI

Alloy description
OnvcaHwe cnnasoB 177

Partial profile 60°/55° 178
HenonHeiit npocuns 60°/55°

I1SO - metric
ISO - MeTpuyeckas 181

UN - Unified
UN - YHudmupposaHHas 184

Whitworth 55°
ButeopTa 55° 187

o 1o
o 15
s 2
Acme 196

Acme

Stub Acme
Acme 197

Trapezoidal
TpanevuenpansHas 198

PG - DIN 40430/Thrust thread - DIN 513 199
PG - DIN 40430/YnopHas pesbba -DIN 513

Round 200

Kpyrnas pessba

U

N 201
M

M} 202
Buttress 203

AmepukaHckas Buttress

OIL Threads 204
Pesbba no HedhTsiHoMy cTaHaapTy API

Extreme - Line Casing 207
TpaneuenpanbHas pesbba ons obcagHbix Tpy6

Buttress Casing 207
Buttress nns obacaHbix Tpy6

Cutting speed

PexxuMbl pe3aHus. 209
Recommendations for use 210
PekoMeHpaumm K npyMeHeHNI0

Toolholders

[epxaBku 214

Milling with carbide inserts
®pe3sbl Co CMEHHbIMY TBEPAOCTIABHBIMU MIACTUHAMM

Drills with carbide inserts
CBepna co CMeHHbIMY MIacTUHAMK

[5] « 0000000000000 000000oOo0|=|l~ll- [m] »
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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). (on request)

Oco60 MenKo3epHUCTbIV TBEPAbIN CMIaB C BbICOKOV MPOYHOCTBIO, A ONTUMaribHON 06paboTKY 3aKaleHHbIX CTaflel U YyryHa TBepAOCTbIo
o 62HRc, TTaHOBbBIX )aponpouHbix crnaBos (Hastel-loy, Inconel cnnaBoB Ha ocHoBe HuKens). (Mo 3anpocy)

MS1515

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

Oco60 MenKo3epHUCTbIN TBEPABIN CMNaB C MHOrOCIONHbIM PVD noKpbiTriem Ans 06paboTKy HeprKaBetoLLeln CTanu, YyryHa, TuTaHa, LiBETHbIX
MeTanoB 1 6ONbLINHCTBA BbICOKOTEMMNEPATYPHbIX CMIaBoB. (MO 3anpocy)

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

Ocob60 Menko3epHUCTbI TBepablii cnnaB ¢ nokpbitem TiAIN (meTogom PVD) gna o6paboTKy Hep»KaBetowen CTannM M HeOoObIYHbIX
MaTepranoB Ha CPELHVX 1 BbICOKUX CKOPOCTAX. (MepBbIi BbI6OP)

Uncoated alloys CnnaBbl 6e3 nokpbitua

N20K

Carbide grade for non ferrous metals, aluminum and cast iron. on request
Teepablii cnnaB Ana 06paboTKM LBETHBIXMETAIOB, altOMUHKA 1 YyryHa. (Mo 3anpocy)

Grade availability per inserts size Pa3mepbl nnacTH BbINOAHAEMbIX U3 CNIABOB

Insert sizes/
Pa3zmepbl nnactmH

11,16,22,27 11,16,22 06,08,11,16,22,27,33U, | 06,08,11,16,22,27,33U
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Partial profile 60 °/ HenonHblii npodunb 60 °

o Internal -
60 A
) ~ > X - L
. O B
IC \\\ ///
External EX-RH TS
IN-LH U TYPE

Designation/O603Ha4eHue

Grades / CnnaBbl
External/BHelunas Internal/BHyTpeHHas ) T —— Pitch/War

8 = S

RH LH RH LH Sz 5§

o = = x

11ERA60 | 11TELA60 | 11IRA60 11 IL A60 08 | 09 11 1/4 0.5-1.5 48-16 | ® | O OO
16 ERA60 | 16ELAG0 | 16IRA60 16 IL A60 08 | 09 16 3/8 0.5-1.5 48-16 | ® | O OO
16 ERG60 | 16ELG60 | 16IR G60 16 IL G60 1.2 1.7 16 3/8 1.75-3.0 14-8 e 0|0 O
16ERAG60 | 16ELAG60 | 16 IRAG60 | 16ILAG60 | 1.2 1.7 16 3/8 0.5 -3.0 48-8 e 0,00
22ERN60 | 22ELN60 | 22IRN60 22 1L N60 1.7 2.5 22 1/2 3.5-5.0 7-5 e 0,00
) O | O

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

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* | X

% | X | X | X | X | PK3025
*

*

* %

p.214 p215 p.177 p.211
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Partial profile 55 °/ HenonHblii npodunb 55 °

External

1 ‘JX¢

Designation/O603Ha4eHmne

Grades / CnnaBbl
External/BHewwHsas Internal/BHyTpeHHsAs Dirmensions/Pasmepb Pitch/War

£ 2 8|2
11ERA55 | 11ELA55 | 11IRA55 | 11ILA55 | 08 | 0.9 11 1/4 0.5-1.5 48-16 | ® | OO | O
16 ERA55 | 16ELA55 | 16IRA55 | 16ILA55 | 0.8 | 09 16 3/8 0.5-1.5 48-16 | ® | O] 0| O
16ERG55 | 16ELG55 | 16IRG55 | 16ILG55 | 1.2 | 1.7 16 3/8 1.75-3.0 14-8 e O0|0|O
16ERAG55 | 16 ELAG55 | 16IRAG55 | 16ILAG55 | 1.2 1.7 16 3/8 0.5-3.0 48-8 ¢ O0/0|0
22ERN55 | 22ELN55 | 22IRN55 | 22ILN55 17 | 25 22 1/2 3.5-5.0 7-5 ¢ O0/0|0
27ERQ55 | 27ELQ55 | 27IRQ55 | 27ILQ55 | 20 | 29 | 27 5/8 5.5-6.0 45-4 | ® o]0

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHaA HepX. cTanb

% | | | X | X | PK3025
*

* ¢
»*

*

V&

Vc

p.211

p.214 p.215 p.177

179
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Partial profile 60 °/ Henonubiin npoduns 60 °

Vertical 60°
BeptukanbHaa 60°
600 Internal
V) Y
=
External
Designatio D00
Grades / CnnaBbi
al/B al/B 1]~ Dime 5 , =
w wn o
o1 EAREIREE:
210 £ 2|8 ¢
16V ER A60 1.0 09 | 36 | 16 3/8 05-15| 4816 | ® | O | O | O
16V ER G60 1.0 18 | 36 | 16 3/8 |1.75-30| 148 | ®|[O| OO
16V ER AG60 1.0 18 | 36 | 16 3/8 |0530| 488 | ® OO0 |O
. Y
Vertical 55° -
- T
BepTukanbHas 55° L= ¥

Designation/O603HavyeHne

External/BHewnan

Internal/BHyTpeHHAs

16V ER A55 1.0 | 09 | 3.6 16 3/8 | 0.5-1.5 | 48-16 0|00
16V ER G55 1.0 | 1.7 | 3.6 16 3/8 |1.75-3.0| 14-8 0|00
16V ER AG55 1.0 | 1.8 | 3.6 16 3/8 | 0.5-3.0 48-8 0|00

M Stainless steel aust. - AycteHuTHas Hep. cTanb

p.214 p215

Ve

p.211

Ms1515
N20K
HS2020

* |

% |2 & |t | X | PK3025
*

*

* ¢
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1SO - metric/ IS0 - meTpuueckan

2 Internal
60
£ N

m

<

Designation/O603HaueHue

External/BHewnsas Internal/BHyTpeHHas

Dimensions/Pasmepbi

Grades / CnnaBbl

n |2 o
Alonm a | = | = | =
06 IR 0.5 1SO|06 IL 0.5 ISO| 09 | 0.5 6 | 5/32 0.5 ° o
06 IR 0.75 1SO |06 IL 0.75 ISO| 0.8 | 0.5 6 |532| 075 | ® ¢
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 ISO|08IL0.5 ISO| 0.6 | 0.5 8 | 3/16 0.5 o o
08 IR 0.75 I1SO|081L0.75 ISO| 0.6 | 0.5 8 [3/16| 075 | ® o
08 IR 1.0 ISO|08IL1.0 ISO| 06 | 06 8 | 3/16 1.0 ° o
08 IR 1.25 ISO|08IL1.25 ISO| 0.6 | 0.7 8 | 316 | 125 | @ ©
08 IR 1.5 ISO|08IL 1.5 ISO| 06 | 0.7 8 | 3/16 1.5 ° o
08 IR 1.75 1SO|081L 1.75 I1SO| 0.6 | 0.8 8 | 316 | 175 | ® o
0.8 04 | 11ER0.351SO | 11EL0.351SO | 111IR0.351SO | 111L0.351SO | 0.8 | 03 | 11 1/4 035 | ®| O] 0|0
0.7 04 | 1MER0.4ISO | 11EL04ISO | 11IR041SO | 111L041SO | 0.8 | 04 | 11 1/4 0.4 e O 0|0
0.7 04 | 11ER0.45ISO | 11EL0.45ISO | 11IR0.45ISO | 111L0.45I1SO | 0.8 | 04 | 11 1/4 045 | ® O] 0|0
0.6 06 | 11ER0.51SO | 11EL0.51SO | 11IR0.51SO | 111LO51SO | 06 | 06 | 11 1/4 0.5 e O 0|0
0.6 06 | 1TER06ISO | 11EL0.6ISO | 11IR0.61SO | 111L0.61SO | 06 | 06 | 11 1/4 0.6 e 0|00
0.6 06 | 11ER0.7ISO | 11EL0.7ISO | 11IR 0.71SO | 111L0.71SO | 06 | 06 | 11 1/4 0.7 ® 0|00
0.6 06 | 11ER0.751SO | 11 EL0.751SO | 11IR0.751SO | 111L0.75I1SO | 0.6 | 0.6 | 11 1/4 075 | ® | O] 0|0
0.6 06 | 11ER0.8ISO | 11EL0.81SO | 11IR0.81SO | 111L0.81SO | 06 | 06 | 11 1/4 0.8 e 0,00
0.7 0.7 | 11ER1.0I1SO | 11EL1.01SO | 11IR1.01SO | 11IL1.0ISO | 06 | 0.7 | 11 1/4 1.0 e 0|00
0.8 09 | 11ER1.251SO | 11 EL1.251SO | 11IR1.251SO | 111L1.25I1SO | 0.8 | 0.8 | 11 1/4 125 |®| O] OO
0.8 1.0 11ER1.51SO | 11EL1.51SO | 11IR1.51SO | 11IL1.51SO | 0.8 1.0 | 11 1/4 1.5 e O 0|0
0.8 11 | 11 ER1.751SO | 11EL1.751SO | 111R1.751SO | 111L1.751SO | 0.8 1.1 1 1/4 175 | ®| 0| O] 0O
0.8 1.1 11ER2.01SO | 11EL2.0ISO | 11IR2.01SO | 111L201SO | 08 | 09 | 11 1/4 2.0 e 00O
8B 2
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
* Y
* |k | K
* | % *
*

p.214

181
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IS0 - metric/ S0 - meTpuueckas

- Internal
60
VR

Grades / Cnnaebl

(7. w

g a8

2 2 8|2
08 | 04 | 16ER0.351SO | 16 EL0.35ISO | 161R0.351SO | 161L0.351SO | 0.8 | 0.3 16 3/8 0.35 ® O 0|0
0.7 | 04 16 ER0.41SO | 16EL0.4 1SO | 16IR0.4 I1SO | 16IL0.41SO | 0.8 | 0.4 16 3/8 0.4 ® O 0|0
0.7 | 04 | 16ER0.45ISO | 16 EL0.45ISO | 16I1R0.451SO | 161L0.45I1SO| 0.8 | 0.4 16 3/8 0.45 e O|)0|0O
06 | 06 16 ER0.51SO | 16EL0.5 SO | 16IR0.51SO | 16I1L0.51SO | 06 | 0.6 16 3/8 0.5 ® 000
06 | 06 16 ER0.61SO | 16EL0.6 1SO | 16IR 0.6 ISO | 16IL 0.6 ISO| 0.6 | 0.6 16 3/8 0.6 ® 0|00
06 | 06 16 ER0.71SO | 16EL0.7 ISO | 16IR0.7 ISO | 161L0.7 ISO | 0.6 0.6 16 3/8 0.7 e O |0 |0
06 | 06 | 16ER0.751SO | 16 EL0.751SO | 161R0.751SO | 16IL0.751SO | 0.6 0.6 16 3/8 0.75 ® OO0 |0
06 | 06 16 ER0.81SO | 16EL0.81SO | 16IR0.8 I1SO | 161L0.8 ISO | 06 | 06 16 3/8 0.8 ® 0|00
0.7 | 07 16 ER1.01SO | 16EL1.01SO | 16IR1.0 ISO | 16IL1.01SO | 0.6 | 0.7 16 3/8 1.0 ® O 0|0
08 | 09 | 16ER1.251SO | 16 EL1.25I1SO | 16I1R1.251SO | 16IL1.25I1SO| 0.8 | 0.9 16 3/8 1.25 ® O 0|0
08 | 1.0 16 ER1.51SO | 16EL1.51SO | 16IR1.51SO | 16IL1.51SO | 0.8 1.0 16 3/8 1.5 ® 0|00
09 | 1.2 | 16ER1.751SO | 16EL1.751SO | 16IR1.751SO | 16IL1.751SO| 0.9 | 1.2 16 3/8 175 | ® /0|0 |0
10 | 1.3 16 ER2.01SO | 16EL2.01SO | 16I1R2.01SO | 16I1L2.01SO | 1.0 | 1.3 16 3/8 2.0 ® O 0|0
1.1 1.5 16 ER2.51SO | 16EL2.51SO | 16IR2.51SO | 16IL2.5 1SO | 1.1 1.5 16 3/8 2.5 e O 0|0
12 | 16 16 ER3.01SO | 16EL3.01SO | 16IR3.0 1SO | 16IL3.0 ISO | 1.1 1.5 16 3/8 3.0 ® O|O0|O
12 | 1.7 16 ER3.51SO | 16EL3.51SO | 16IR3.51SO | 16IL3.51SO | 1.2 1.7 16 3/8 3.5 e 000
16 | 23 | 22ER3.51SO | 22EL351SO | 22IR3.51SO | 22IL351SO | 16 | 23 | 22 1/2 35 e 0 0|0
16 | 23 | 22ER4.01SO | 22EL4.0I1SO | 22IR4.0I1SO | 22IL4.01SO 1.6 23 22 1/2 4.0 e O 0|0
1.7 | 24 | 22ER451SO | 22EL45ISO | 22IR451SO | 221L4.51SO 1.6 2.3 22 1/2 45 e O 0|0
1.7 | 25 | 22ER5.01SO | 22EL5.01SO | 22IR5.0I1SO | 22IL5.01SO | 16 | 23 | 22 1/2 5.0 e O 0|0
1.9 | 2.7 | 27ER5.51SO | 27EL5.51SO | 27IR551SO | 27IL551SO | 16 | 23 27 5/8 5.5 ® 000
20 | 29 | 27ER6.0I1SO | 27EL6.01SO | 27IR6.01SO | 271L6.01SO | 1.8 | 25 27 5/8 6.0 ° o |0

M Stainless steel aust.

** Special holder required
** HeobxoAvMa CneuyanbHas aepkaBKka

- AyCTeHNTHasA HepX. CTanb

p.214

MS1515
N20K
HS2020

* | X

3% | X | X | X | X | PK3025
*

*

*
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Multitooth
MHoro3y6ble NnacTUHbI

Internal

60°

KN

External

Designation/O603Ha4eHune

No. of Grades / CnnaBbl

: External/BHewnsas Internal/BuyTpenHas ‘ Dimension 5/Pa3|v|ep|,| Pitch, | teeth/ SRS
mm | Kon-eo =R S
e s HEHE
nnacTvHa nnacTuHa mionm |LHarMm| 3y0bes - S
16 ER 1.0 1SO 3M ES16M 16 IR 1.01SO 3M IS16M 3/8 0.5 3 ¢ 0|00
16 ER 1.5 1SO 2M ES16M 16 IR 1.5 1SO 2M IS16M 1.5 2.3 16 3/8 | 0.75 2 ® 0100
22 ER 1.5 1S0 3M ES22M 22IR 1.51SO 3M 1S22M 23 [ 37 22| 1/2 0.8 3 e 0|00
22 ER2.01SO 2M ES22M 221R2.01SO 2M 1522M 20 | 30 | 22| 1/2 1.0 2 ® 0|00
22 ER2.01S0 3M ES22M 221R2.01SO 3M 1S22M 31 [ 50 | 22| 1/2 | 1.25 3 ¢ O0]0|0
27 ER3.01SO 2M ES27M 27IR3.01SO 2M 1S27M 29 | 46 | 27 | 5/8 1.5 2 ° 0|0

ISO - metric/ 150 - meTpuueckas

Vertical
BeptukanbHas

Designation/O603Ha4yeHue

External/BHewnsas Internal/BHyTpeHHAs

| °
16V ER 1.01SO 1007|3616 | 38 | 10 |®| O S
16VER1.25150 10[09[36|16| 38 | 125 |®|O o
16V ER 15150 1009|3616 | 38 | 15 |®/0O o
16V ER 2.01SO 1013|3616 | 38 | 20 |® O )

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* | X

% | ¢ | % | X | PK3025
*

*
* | %

p.214 p.215 p.177 p.211

183
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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/

wn | 0N
SR .8
M - ~
£ 2 8 2
5/32 32 ° o
06 IR 28 UN 06 IL 28 UN 0.8 0.6 6 5/32 28 o o
06 IR 24 UN|06 IL 24 UN| 0.7 | 06 6 5/32 24 ° o
06 IR 20 UN|06 IL 20 UN| 06 | 06 6 5/32 20 ° o
06 IR 18 UN|06 IL 18 UN| 06 | 0.7 8 5/32 18 ° o
08 IR 32 UN|08 IL 32 UN| 06 | 05 8 3/16 32 ° o
08 IR 28 UN|08 IL 28 UN| 06 | 06 8 3/16 28 o 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 | 0.7 8 3/16 20 ° o
08 IR 18 UN|08 IL 18 UN| 06 | 0.7 8 3/16 18 ° o
08 IR 16 UN|08 IL 16 UN| 06 | 0.7 8 3/16 16 ° o
08 IR 14 UN|08 IL 14 UN| 06 | 038 8 3/16 14 ° o
06 | 06 | 1TER72UN | 11EL72UN | 11IR72UN 111L 72 UN 08 | 03 | 1 1/4 72 e O 0|0
06 | 06 | 1TER64UN | 1TEL64UN | 11IR64UN 11 1L 64 UN 08 | 04 | 1M 1/4 64 ® O|O0|O
06 | 06 | 1TER56UN | 11EL56UN | 11IR56 UN 111L 56 UN 07 | 04 | M 1/4 56 ® 0|00
0.7 | 0.7 | TTER48UN | 11EL48UN 11 IR 48 UN 11 1L 48 UN 06 | 06 | 11 1/4 48 e O 0|0
08 | 09 | TTER44UN | 11EL44UN 11 IR 44 UN 11IL44 UN 0.6 0.6 11 1/4 44 e O 0|0
0.8 | 1.0 | TTER40UN | 11 EL40UN 11 IR 40 UN 11IL40 UN 0.6 0.6 11 1/4 40 e O|0|O
0.8 | 1.1 | 1TER36UN | 11EL36UN | 111R36 UN 111L 36 UN 06 | 06 | 1 1/4 36 ® O 0|0
wn | 0N
gL |8
22 8|2
*
M Stainless steel aust. - AycTeHUTHas Hep. CTab * | Kk
* pi g
* | % | %
* | % *
*

p.214 p215 p.177 p.211



THREADING INSERTS  PE3bBOHAPE3HbBIE MTACTUHDI . umt

UN - Unified / yaudpuumposannaa 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/O603HaueHune
Grades / Cnnasbl

External/BHewwHan Internal/BHyTpeHHAs Dimensions/Pasmepbi

Y
I.C. HNTOK/ § E = §
06 | 06 [16ER 32 UN|16EL 32 UN[16 IR 32 UN|161IL 32 UN| 06 | 06 | 16 3/8 32 e 0|00
06 | 0.7 |[16ER 28 UN|[16EL 28 UN|16 IR 28 UN|161IL 28 UN | 06 | 07 | 16 3/8 28 e 0|00
0.7 | 08 [16ER 27 UN|16EL 27 UN|[16 IR 27 UN|161IL 27 UN | 07 | 08 | 16 3/8 27 e 0|00
0.7 | 08 [16ER 24 UN|16EL 24 UN[16 IR 24 UN|161IL 24 UN | 07 | 08 | 16 3/8 24 ®¢ 00O
0.8 | 0.9 [16ER 20 UN[16EL 20 UN|16 IR 20 UN|161IL 20 UN | 08 | 09 | 16 3/8 20 e 0|00
08 | 1.0 [16ER 18 UN|16EL 18 UN|16 1R 18 UN|161L 18 UN| 08 | 10 | 16 | 3/8 18 |®|0][0]|O]
09 | 1.1 [16ER 16 UN|16EL 16 UN|[16 IR 16 UN|161IL 16 UN | 09 1.1 16 3/8 16 e 00O
1.0 | 1.2 |16ER 14 UN|16EL 14 UN|[16 IR 14 UN|16IL 14 UN | 09 12 | 16 3/8 14 e 0|00
1.0 | 1.3 |16 ER 13 UN|16EL 13 UN|[16 IR 13 UN|[161IL 13 UN | 1.0 13 | 16 3/8 13 e 0|00
1.1 | 1.4 |16 ER 12 UN|16EL 12 UN|[16 IR 12 UN[161IL 12 UN | 1.1 14 | 16 3/8 12 ¢ 0|00
1.1 | 1.5 |16 ER 11 UN|16EL 11 UN|[16 IR 11 UN[161IL 11 UN | 1.1 15 | 16 3/8 1 ¢ 0|00
1.1 | 1.5 |16 ER 10 UN|16EL 10 UN|[16 IR 10 UN[161IL 10 UN | 1.1 15 | 16 3/8 10 ¢ 0|00
1.2 | 1.7 |16ER 9 UN|16EL 9 UN[16IR 9 UN[161IL 9 UN | 1.2 17 | 16 3/8 9 e 0|00
12 | 1.6 |16ER 8 UN|16EL 8 UN|[16IR 8 UN[161IL 8 UN | 1.1 15 | 16 3/8 8 e 0| 0|0
16 | 23 |22ER 7 UN|22EL 7 UN|[22IR 7 UN[22IL 7 UN| 16 | 23 | 22 1/2 7 e 0|00
16 | 23 |22ER 6 UN|22EL 6 UN|22IR 6 UN[22IL 6 UN | 16 | 23 | 22 1/2 6 ¢ 0|00
17 | 25 |22ER 5 UN|[22EL 5 UN|[22IR 5 UN|[221IL 5 UN| 16 | 23 | 22 1/2 5 e O0|0|O
1.9 | 2.7 |27ER 45 UN|27EL 45UN|[27 IR 45UN|27IL 45 UN | 1.7 | 24 | 27 5/8 4.5 ° ©|0
21 | 30 [27ER 4 UN|27EL 4 UN|27IR 4 UN|27IL 4 UN | 18 | 27 | 27 5/8 4 ° o]0
Q=2 S
*
M Stainless steel aust. - AycTeHUTHas HEpXK. CTasb * | X
* Y
* | K | Kk
* | K *
*

p.214
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186

. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

UN - Unified / yaudmumposaHHas

Internal

Multitooth
MHoro3y6ble nnacTUHbI

Designation/O603Ha4eHmne

Grades / CnnaBbl
External/BHewunsas Internal/BHyTpeHHaA Dimensions/Pasmepbl | py | No-of teeth/ Ergem
HUTOK/ Kon-so § in = §
Ay Z = 2 2 ¢
16 ER 20 UN 2M ES16M 16 IR 20 UN 2M IS16M 14 | 20 16 3/8 20 2 e O0/0|O
16 ER 16 UN 2M ES16M 16 IR 16 UN 2M IS16M 15 | 23 16 3/8 16 2 e 0|00
16 ER 14 UN 2M ES16M 16 IR 14 UN 2M IS16M 17 | 2.7 16 3/8 14 2 e 0|00
16 ER 12 UN 2M ES16M 161R 12 UN 2M IS16M 2.0 | 3.1 16 | 3/8 12 2 ¢ 0,00
22 ER 12 UN2M ES22M 22IR12UN2M | 1S22M 22 | 34 | 22 | 12 12 3 0|00
22 ER 12 UN 3M ES22M 22IR12UN3M | 1S22M 33 [ 53 | 22 | 1/2 12 3 ®¢ 0]0|0
27 ER8 UN 2M ES27M 27 IR8 UN 2M IS27M 3.1 49 | 27 5/8 8 2 (O NCR NG
Vertical
=
BeptukanbHaa <t== ?
Designation/O603HauyeHne
External/BHewwnss TPI
HUTOK/
L
16V ER 20 UN 1.0 0.9 36 16 | 3/8 20 e O /0|0
16V ER 16 UN 1.0 1.1 3.6 16 3/8 16 e O 0|0
16V ER 14 UN 1.0 1.2 3.6 16 3/8 14 e O 0|0
16V ER 12 UN 1.0 14 3.6 16 3/8 12 e O 0|0
v | 0N
=R S
2 2 § g
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasnb * | X
* P g
* | k| &
* | % *
*

p.214 p215 p.177 p.211




THREADING INSERTS  PE3bBOHAPE3HbBIE MTACTUHDI . umt

Whitworth/Butsopra - 55° BSW, BSF, BSP, BSB

Internal X Y X Y
v
RO, 137P
55° AN X
) 7 N L
z @) ®
h o ©
RO,137P c N\~
External EX-RH c
IN-LH
U TYPE

Designation/O603HauyeHne Grades / Cnnagb!

External/BHewwnas Internal/BHyTpenHas Dimensions/Pazmepbi " o
» o | = ~
I.C. S| = =58
06 IR 26 W 06 IL 26 W | 07 | 06 6 5/32 26 4 o
06 IR 22 W 06 IL 22 W | 06 | 06 6 5/32 22 ° o
06 R 18 W 06 IL 18 W | 06 | 07 6 5/32 18 ° o
08 IR 28 W 08 IL 28 W | 06 | 06 8 3/16 28 ° o
08 IR 24 W 08 IL 24 W | 06 | 06 8 3/16 24 ° o
08 IR 20 W 08 IL 20 W | 06 | 07 8 3/16 20 ° o
08 IR 19 W 08 IL 19 W | 06 | 07 8 3/16 19 4 o
08 IR 18 W 08 IL 18 W | 06 | 0.7 8 3/16 18 ° o
08 IR 16 W 08 IL 16 W | 06 | 0.7 8 3/16 16 ° o
11 ER 72 W [11EL 72 W |11 IR 72 W 1M1 IL72 W 07 | 04 11 1/4 72 e O| 0|0
11 ER 60 W [11TEL 60 W |11 IR 60 W 11 IL60 W 07 | 04 11 1/4 60 e O| 0|0
11 ER 56 W [11EL 56 W |11 IR 56 W 11 IL56 W 07 | 04 11 1/4 56 e O| 0|0
11 ER 48 W [11EL 48 W |11 IR 48 W 11 IL48 W 06 | 06 11 1/4 48 e O| 0|0
11 ER 40 W [11EL 40 W |11 IR 40 W 11 IL40 W | 06 | 06 11 1/4 40 e 0, 0|0
11 ER 36 W |11 EL 36 W 06 | 06 1 1/4 36 e O, 0|0
11 ER 32 W [11EL 32 W |11 IR 32 W 11 IL32 W 06 | 06 11 1/4 32 e O| 0|0
11 ER 28 W [11EL 28 W |11 IR 28 W 11 1IL28 W 06 | 0.7 11 1/4 28 e O| 0|0
11 ER 26 W [11EL 26 W |11 IR 26 W 11 IL26 W | 07 | 07 11 1/4 26 e O 0|0
11 ER 24 W [11EL 24 W |11 IR 24 W 11 IL24 W 07 | 08 11 1/4 24 e O| 0|0
11 ER 22 W |11 EL 22 W 0.8 | 09 11 1/4 22 e O| 0|0
11 ER 20 W [11EL 20 W |11 IR 20 W 11 IL20 W 08 | 09 11 1/4 20 e O| 0|0
11 ER 19 W |11 EL 19 W [ 11 IR 19 W 11 IL19 W 0.8 1.0 11 1/4 19 e O| 0|0
11 ER 18 W [11EL 18 W |11 IR 18 W 1 IL18 W 0.8 1.0 11 1/4 18 e O| 0|0
11 ER 16 W [11EL 16 W |11 IR 16 W 1 IL16 W 0.9 1.1 11 1/4 16 e O| 0|0
11 ER 14 W [11EL 14 W |11 IR 14 W 11 IL14 W 0.9 1.1 11 1/4 14 e O| 0|0
M Special holder is required or standard holder can be ammended by customer.
' Heobxofvma cneuranbHan aepkaBKka Uy caMocToATelbHaA AOPaboTKa CTaHAAPTHOMN AeprKaBKu. Pl .
22 8 ¢
*
M Stainless steel aust. - AycteHnTHasA HepX. CTanb * | %k
*
* | % |k
* | % *
*

p.214
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Whitworth/Butsoprta - 55° BSW, BSF, BSP, BSB

S Y

Internal X X Y
RO, 137P -
55° Y
= X
1O - 6
w_RO,137P c
External EX-RH IN-RH 1C

Designation/O603Ha4eHmne Grades / Cnnags!

External/BHewHsas Internal/BHyTpeHHsas

w wn
U 2 2 = 8
HuTok/aronm (NN~
16 ER 72 W |16 EL 72 W [16 IR 72 W |16 IL 72 W | 0.7 | 04 16 3/8 72 e O| 0O
16 ER 60 W | 16 EL 60 W [16 IR 60 W [16 IL 60 W | 07 | 04 16 3/8 60 e O /0|0
16 ER 56 W | 16 EL 56 W [16 IR 56 W [16 IL 56 W | 0.7 | 04 16 3/8 56 e O 0|0
16 ER 48 W |16 EL 48 W [16 IR 48 W |16 IL 48 W | 06 | 06 16 3/8 48 e O 0|0
16 ER 40 W |16 EL 40 W [16 IR 40 W |16 IL 40 W | 06 | 06 16 3/8 40 e 0|00
16 ER 36 W | 16 EL 36 W [16 IR 36 W [16 IL 36 W | 06 | 06 16 3/8 36 e O /0|0
16 ER 32 W |16 EL 32 W [16 IR 32 W [16 IL 32 W | 06 | 06 16 3/8 32 e O /0|0
16 ER 28 W | 16 EL 28 W [16 IR 28 W |16 IL 28 W 0.6 0.7 16 3/8 28 e O 0|0
16 ER 26 W | 16 EL 26 W [16 IR 26 W [16 IL 26 W | 07 | 07 16 3/8 26 e O 0|0
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 0|0
16 ER 22 W [16 EL 22 W |16 IR 22W |16 IL 22W 0.8 0.9 16 3/8 22 e O 0|0
16 ER 20 W |16 EL 20 W |16 IR 20W |16 IL 20W | 08 | 0.9 16 3/8 20 e O 0|0
16 ER 19 W |16 EL 19 W |16 IR 19W | 16 IL 19 W 0.8 1.0 16 3/8 19 e O 0|0
16 ER 18 W |16 EL 18 W |16 IR 18 W | 16 IL 18 W 0.8 1.0 16 3/8 18 e O 0|0
16 ER 16 W |16 EL 16 W |16 IR 16W |16 IL 16 W | 09 1.1 16 3/8 16 e O 0|0
16 ER 14 W [16 EL 14 W |16 IR 14W | 16 IL 14 W 1.0 1.2 16 3/8 14 e O 0|0
16 ER 12 W [16 EL 12 W |16 IR 12W |[161IL 12W | 11 1.4 16 3/8 12 e O|0|O
16 ER 11T W [16 EL 11 W |16 IR 11TW |16 1L 11TW | 1.1 1.5 16 3/8 11 e O[O0
16 ER 10 W [16 EL 10 W |16 IR 10W |16 IL 10W | 1.1 1.5 16 3/8 10 e/O[0O]|O
16 ER 9 W [16 EL 9 W |16 IR 9 W |16 IL 9w | 12 | 17 16 3/8 9 e/O|O]|O
16 ER 8 W |16 EL 8 W |16 IR 8 W |16 IL 8W | 12 | 15 16 3/8 8 e/ O[O0
2ER 7 W |2E 7 W|[22IR 7W |21 7W | 16 | 23 22 1/2 7 e O[O0
22ER 6 W |22EL 6 W|[22IR 6W |22IL 6 W | 16 | 23 22 1/2 6 elO[0O]|O
22ER 5 W |2EL 5 W|[22IR 5W |221IL 5W | 1.7 | 24 22 1/2 5 e/ O[O0
27 ER 45W |27 EL 45W |27 IR 45 W |27 IL 45W | 18 | 26 27 5/8 45 ° oo
27 ER 4 W |27 EL 4 W |27 IR 4 W |271IL 4 W | 20 | 29 27 5/8 4 ° o Ne)
wv wn
S5 .| 8
22/ 8|2
*
M Stainless steel aust. - AycTeHnTHas HepX. CTanb * | %
* Y
* | % | %
* | X *
*

p.214 p215 p.177 p.211
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Vertical
BepTukanbHaa

Designation/O603HaueHne

External/BHewunas Internal/BHyTpeHHAA Dimensions/Pasmepbi

16V ER 19 W 1.0 | 09 3.6 16 3/8 19

Grades / CnnaBbl

PK3025
MS1515
N20K
HS2020

HUTOK/A0NM

[ J
O
(@)
(@)

[ J
(@)
(@)
O

16V ER 14 W 1.0 1.2 3.6 16 3/8 14

[ ]
@)
@)
©)

16V ER 11 W 1.0 15 3.6 16 3/8 11

MS1515
N20K
HS2020

M Stainless steel aust. - AycTeHUTHas HepX. cTanb

* |2

% | | | X | PK3025
*

* | %

* | %

Vc

V&

p.214 p.215 p.177 p.211
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190

. UIMC€  THREADING INSERTS « PE3bBOHAPE3HDIE MIACTUHbI

Whitworth/Butsoprta - 55° BSW, BSF, BSP, BSB

Multitooth
MHoro3y6ble nnacTuHbI

Designation/O603Hau4eHmne

Grades / CnnaBbl

External/BHewwnsas ‘ Internal/BHyTpeHHAA o= -
OnopHas OnopHas . 2/ =5

naacTuHa nnacTuHa HUTOK/AOM = 22| g

16 ER 14 W 2M ES16M 16 IR 14 W 2M IS16M 17 | 27 | 16 3/8 14 2 e O 00
22ER 14 W 3M ES22M 22IR14W3M 1S22M 28 | 45 | 22 1/2 14 3 ¢ 000
22ER11W2M ES22M 22IR11W2M 1S22M 23 | 34| 22 1/2 11 2 ¢ 0100

M Stainless steel aust. - AycteHnTHasA HepX. CTanb

p.214 p215 p.177 p.211

MS1515
N20K
HS2020

* |2

% | % | X | % | X% | PK3025
*

*
*




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

NPT 60°

Internal

9%,

Grades / CnnaBbi
External/BHewwnan Internal/BHyTpeHHas Dimensions/Pazmepbi

mia o
I.C. TPI § n) x| g
e w o w xovs O HERE

06 IR 27 NPT |06 IL 27 NPT | 06 | 0.6 6 | 5/32 27 ° o

08 IR 27 NPT (08 IL 27 NPT | 06 | 07 8 | 3/16 27 ° o

08 IR 18 NPT |08 IL 18 NPT | 06 | 0.6 8 | 316 18 ° O
11 ER 27 NPT|11 EL 27 NPT |11 IR27 NPT | 11 IL 27 NPT | 07 | 08 | 11 1/4 27 e O|/O0|O
11 ER 18 NPT|11 EL 18 NPT |11 IR18 NPT | 11 IL 18 NPT | 08 | 1.0 | 11 1/4 18 e O| 0|0
11 ER 14 NPT|[11 EL 14 NPT |11 IR14 NPT |11 IL 14 NPT | 08 | 1.9 [ 11 1/4 14 e O|0O0|O
16 ER 27 NPT|16 EL 27 NPT |16 IR27 NPT | 16 IL 27 NPT | 07 | 08 | 16 | 3/8 27 e O 0|0
16 ER 18 NPT |16 EL 18 NPT |16 IR 18 NPT | 16 IL 18 NPT | 08 | 1.0 | 16 | 3/8 18 e O| 0|0
16 ER 14 NPT|16 EL 14 NPT |16 IR 14 NPT |16 IL 14 NPT | 09 | 1.2 16 3/8 14 e O|0O|O
16 ER 115 NPT |16 EL 11.5 NPT [ 16 IR 11.5 NPT | 16 IL 11.5 NPT | 1.1 15 | 16 | 3/8 11.5 e O|O0|O
16 ER 8 NPT|16 EL 8 NPT |16 IR8 NPT| 16 IL 8 NPT| 13 | 18 | 16 | 3/8 8 e O|O0|O
= o
L x| 38
2/ 8 2

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* | 2

% |t | X | X | X | PK3025
*

*
* | %

p.214
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192

. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

NPT 60° Multitooth

MHoro3y6ble niacTuHbI

Internal

Designation/O603Ha4yeHue

Grades / CnnaBbl
External/Buewmnas Internal/BuyTpennas Dimensions/Pasmepbl | 1py |No-of teeth/ Eagem
Kon-Bo [~ S
OnopHas OrnopHas (&, | Gty 2z 5|8
nnactvHa naacTMHa X ‘ Y ‘ L nronm | AoVM 3y6bes = 2|2 ¢
22ERT1.5NPT2M | ES22M | 22IR11.5NPT2M |  1S22M 23 | 35 | 22 | 1/2 | 115 2 010 |0
27ER11.5NPT3M | ES27M | 27IR11.5 NPT 3M 1S27M 33 | 55 | 27 | 5/8 | 115 3 0|0
27ER 8 NPT2M | ES27M | 27IR 8 NPT2M | IS27M 31 | 50 | 27 | 5/8 8 2 ° © |0
Y
Vertical LT
BeptukanbHas t
Designation/O603Ha4eHune
16V ER 27 NPT 16V EL 27 NPT | 10 | 08 | 36 16 3/8 27 e 0 0O
16V ER 18 NPT 16V EL 18 NPT | 10 | 10 | 36 16 3/8 18 e 0|0 |0
16V ER 14 NPT 16V EL 14 NPT | 1.0 1.2 3.6 16 3/8 14 e O|O0|O
16V ER  11.5 NPT 16V EL 115 NPT | 1.0 | 1.5 | 36 16 3/8 11.5 e 0|00
v |
S L .| 8
22 82
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
* pAd
* | % |k
* | % *
*

Ve

)
m [ <
s X S,
p.214 p215 p.177 p.211




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

NPTF-Dryseal

Internal

External

Grades / CnnaBbl
External/BHewunas
Q= S
06 IR 27 NPTF |06 IL 27 NPTF | 0.7 | 06 6 5/32 27 ° o
08 IR 27 NPTF |08 IL 27 NPTF| 06 | 06 8 3/16 27 L o
08IR 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 | 0.7 07 | 11 1/4 27 e 0|00
11 ER 18 NPTF |11 EL 18 NPTF |11 IR 18 NPTF |11 IL 18 NPTF | 0.8 1.0 | 11 1/4 18 ¢ 0|00
11 ER14 NPTF |11 EL 14 NPTF |11 IR 14 NPTF |11 IL 14 NPTF | 08 1.0 | N 1/4 14 e 0,00
16 ER27 NPTF |16 EL 27 NPTF|16 IR 27 NPTF |16 IL 27 NPTF| 07 | 07 | 16 3/8 27 e OO0
16 ER18 NPTF |16 EL 18 NPTF |16 IR 18 NPTF |16 IL 18 NPTF | 0.8 10 | 16 3/8 18 e 0|00
16 ER 14 NPTF |16 EL 14 NPTF|16 IR 14 NPTF |16 IL 14 NPTF| 09 | 1.2 | 16 3/8 14 e O 0|0
16 ER 11.5 NPTF [16 EL 11.5 NPTF |16 IR 11.5NPTF |16 IL 11.5NPTF | 1.1 15 | 16 3/8 11.5 e 0, 0|0
16 ER8 NPTF |16 EL 8 NPTF|16 IR8 NPTF|16 IL 8 NPTF| 13 1.8 | 16 3/8 8 e 0|00
Q= S
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
* bA's
* | % | K
* |k *
*

&

p.214 p.215 p.177 p.211
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194

. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

BSPT

RO,137P

Internal

Grades / CnnaBbl
L | LG TPI g5 = §
AOAM HuTok/aronm [l R BEE= R
06I1R 28 BSPT| 06 IL 28 BSPT| 0.7 | 06 | 6 5/32 28 ° o
08 IR 28 BSPT| 08 IL 28 BSPT| 0.6 | 06 | 8 3/16 28 ° o
08I1R 19 BSPT| 08 IL 19 BSPT| 06 | 06 | 8 3/16 19 ° o
11 IR 28 BSPT| 11 IL 28 BSPT| 06 | 0.6 | 11 1/4 28 e 0|0 |0
11 IR 19 BSPT| 11 IL 19 BSPT| 0.8 | 0.9 | 11 1/4 19 e O 0|0
11 IR 14 BSPT| 11 IL 14 BSPT| 09 | 1.0 | 11 1/4 14 e O 0O
16 ER 28 BSPT | 16 EL 28 BSPT| 16 IR 28 BSPT| 16 IL 28 BSPT| 0.6 | 0.6 | 16 3/8 28 e O 0|0
16 ER 19 BSPT | 16 EL 19 BSPT| 16 IR 19 BSPT| 16 IL 19 BSPT| 0.8 | 0.9 | 16 3/8 19 e 0 0|0
16 ER 14 BSPT | 16 EL 14 BSPT| 16 IR 14 BSPT| 16 IL 14 BSPT| 1.0 | 1.2 | 16 3/8 14 e O 0|0
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 OO
vl o
*
W Seinlesssteelaust_pycrowmonepn o % *
* bie
* | k| Kk
* | Kk *
*

M Special holder is required or standard holder can be ammended by customer.
) Heobxoauma creupranbHas AepaBKa Uim camocTosTeNibHas 4opaboTKa CTaHAAPTHOM JepKaBKu.

p.214

Ve

p.211




THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

BSPT

Vertical
BepTukanbHas

Designation/O603Ha4eHmne

Grades / CnnaBbl
Q= S
16V ER 28 BSPT 1.0 0.6 3.6 16 3/8 28 ® O O
16V ER 19 BSPT 1.0 0.9 3.6 16 3/8 19 ® O o
16V ER 14 BSPT 1.0 1.2 3.6 16 3/8 14 ® O &
16V ER 11 BSPT 1.0 15 36 16 3/8 1 e O o

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. CTanb

% |t | X | X | X | PK3025
*

EAS
* | %
* *
*
& .
Ve
p.214 p.215 p.177 p.211
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196

. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Acme

Xl = Y
Internal -
29°
(i e A= X
’ ‘\ /_\ L
e @
ic =\
EX-RH
External IN-LH IC
Designation/O603Ha4eHmne
Grades / Cnnasbl
External/BHewwnsas Internal/BHyTpeHHAA
| N
TPI g/h .| 8§
11 ER 16 ACME| 11 EL 16 ACME| 11 IR 16 ACME| 11 IL 16 ACME| 09 | 1.0 | 11 1/4 16 e O|O0|O
16 ER 16 ACME| 16 EL 16 ACME| 16 IR 16 ACME| 16 IL 16 ACME| 09 | 1.0 | 16 3/8 16 e O 0|0
16 ER 14 ACME| 16 EL 14 ACME| 16 IR 14 ACME| 16 IL 14 ACME| 1.0 | 1.2 | 16 3/8 14 e OO0 0O
16 ER 12 ACME| 16 EL 12 ACME| 16 IR 12 ACME| 16 IL 12 ACME| 1.1 | 1.2 | 16 3/8 12 e O 0|0
16 ER 10 ACME| 16 EL 10 ACME| 16 IR 10 ACME| 16 IL 10 ACME| 13 | 13| 16 3/8 10 e O |00
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|™16IR 6 ACME|™16IL 6 ACME| 1.7 | 18| 16 3/8 6 e O 0|0
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 OO0 |0
22 ER' 5 ACME| 22 EL 5 ACME| 22 IR 5 ACME| 22 IL 5 ACME| 2.0 | 23| 22 1/2 5 e O|0|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 |0 |0
22U ER/L 4 ACME 22U IR/L 4 ACME 23 [11.0| 22U 1/2U 4 e OO0
27 ER 4 ACME| 27 EL 4 ACME| 27 IR 4 ACME| 27 IL ACME| 23 | 2.7 | 27 5/8 4 ® o]0
27U ER/L 3 ACME 27U IR/L 3 ACME 2.8 [13.7| 27U 5/8U 3 ° o] O
33U ER/L 2 ACME 33U IR/L 2 ACME 43 |16.9| 33U 3/4U 2 (@)
** One cutting edge
M Special holder is required or standard holder can be ammended by customer.
** OfHa pexyLlan Kpomka H E S
) HeobxofMMa creymanbHas AepXKaBKa UIu camocTonaTeNbHaA AopaboTka 5 > § S
a | = | = | =
*
* *
* PA Y
* | % |k
* |k *
*
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Stub Acme

Internal

29°

¥ 4

Dimensions/Pasme- Grades/ Cnnagsi
pbl — =
AONiM HuToK/Aronm (- =R ]
11 ER 16 STACME| 11 EL 16 STACME 10 | 1.0 | 11 | 1/4 16 e O| 0|0
16 ER 16 STACME| 16 EL 16 STACME| 16 IR 16 STACME| 16 IL 16 STACME| 1.0 | 1.0 | 16 | 3/8 16 e O|0|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 e O|0|O
16 ER 12 STACME| 16 EL 12 STACME| 16 IR 12 STACME| 16 IL 12 STACME| 12 | 12 | 16 | 3/8 12 e O|0|O
16 ER 10 STACME| 16 EL 10 STACME| 16 IR 10 STACME| 16 IL 10 STACME| 13 | 1.3 | 16 | 3/8 10 e O| 0|0
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| 0|0
16 ER 6 STACME| 16 EL 6 STACME| 16 IR 6 STACME| 16 IL 6 STACME| 1.8 | 1.8 | 16 | 3/8 6 e O| 0|0
22 ER 5 STACME|22 EL 5 STACME| 22 IR 5 STACME| 22 IL 5 STACME| 20 | 23| 22 | 12 5 e O| 0|0
22 ER 4 STACME| 22 EL 4 STACME| 22 IR 4 STACME| 22 IL 4 STACME| 23 | 24 | 22 | 1/2 4 e O| 0|0
22U ER/L 4 STACME 22U IR/L 4 STACME 25 | 11.0[22U| 12U 4 e O|0|O
22U ER/L 3 STACME 22U IR/L 3 STACME 33 |11.0[22U| 12U 3 e O|0|O
27 ER 4 STACME|27 EL 4 STACME| 27 IR 4 STACME| 27 IL 4 STACME| 23 | 24 | 27 | 5/8 4 ° o |0
27 ER 3 STACME|27 EL 3 STACME| 27 IR 3 STACME| 27 IL 3 STACME| 28 | 29 | 27 | 5/8 3 ° o| O
33U ER/L 2 STACME 33U IR/L 2 STACME 50 |16.9|33U| 3/4U 2 ° o
-
a | = =|
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
*
* | % | K
* | & *
*

** One cutting edge
** OfHa pexyLlaa KpoMKa
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Trapezoidal/ TpaneuenpanbHas pe3b6a-DIN103

External

Designation/O603HaveHue

Grades / CnnaBbl
External/BHewunss Internal/BHyTpeHHAA 1
w»n | N
HNTOK/ § E = §
moiim (IR
16 ER 1.5 TR | 16 EL 15 TR 10 | 1.1 | 16 3/8 1.5 ® 0|0 |0
16 ER 2 TR |16 EL 2 TR| 16 IR 2 TR|[ 16 IL 2 TR| 1.0 | 1.3 | 16 3/8 2.0 ®¢ 0|00
16 ER 3 TR |16 EL 3 TR| 16 IR 3 TR| 16 IL 3 TR| 13 | 15 | 16 3/8 3.0 ®¢ 0|00
16 ER 4 TR |16 EL 4 TR| 16 IR 4 TR| 16 IL 4 TR| 13 | 15 | 16 3/8 4.0 ® 0|00
22 ER 4 TR 22 EL 4 TR|22 IR 4 TR|[22 1L 4 TR| 1.8 | 19 | 22 1/2 4.0 ® 0|00
22 FR5 TR 22 EL 5 TR|2 IR 5 TR|[221IL 5 TR| 20 | 24 | 22 1/2 5.0 ® 0|00
22 ER 6 TR 22 EL 6 TR |22 IR 6 TR| 22 IL 6 TR | 2.0 24 22 1/2 6.0 e O 0|0
22UER/L6 ®¢ 0,00
27 ER 6 TR |27 EL 6 TR|27 IR 6 TR| 27 IL 6 TR| 23 | 27 | 27 5/8 6.0 ®¢ 0|00
27 ER 7 TR 27 EL 7 TR| 27 IR 7 TR| 27 IL 7 TR| 2.2 2.6 27 5/8 7.0 L4 o0
27UER/L 8 TR 27UIR/L 8 TR 2.5 13.7 | 27U 5/8U 8.0 L 6|0
27UER/L 9 TR 27UIR/L 9 TR 3.0 | 13.7 | 27U | 5/8U 9.0 ® o|O
**27U ER/L 10 TR **27UIR/L10 TR 32 | 13.7 | 27U | 5/8U 10.0 ° o]0
33U ER/L12TR 33UIR/L12TR 3.9 16.9 | 33U 3/4U 12.0 ® O
wn ﬁ (=]
S| | x |8
2 2 A
a |l == | =
*
M Stainless steel aust. - AycTeHUTHas Hep. cTanb * | %
* Y
* | k| Kk
* | Kk *
*
** One cutting edge ** OfHa pexyLlan KpomKa
*** To be used only with holder SIR/L0014M16UB *** cnonb3yeTca ToNbKo ¢ fepaskoi SIR/LO0T4M16UB
M Special holder is required or standard holder can be ammended by customer. M Heobxoguma crieyuanbHas AepKaBKa UM cCamocTosTebHasA aopaboTka
@ Special holder is required or standard holder can be ammended by customer CTaHAAPTHOW AeprKaBKMU.
or to used with holders: SIR/L0012L16B; SIR/L0014L16B. @ Heobxoguma crieymanbHas AepxaBka, CaMmoCToATeNIbHaA JOpaboTKa
 Only for Tr 40 x 7.0. To be used only with holder SIR/L0025522UB. CTaH[apTHOW fepaBku unu fepxasku: SIR/L0012L16B; SIR/L0014L16B

®) Tonbko AnsA pe3bbbl Tr 40 x 7.0.
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

PG - DIN 40430

Internal

Grades / CnnaBbl
External/BHewunas
] o
TPI § v« | 8
CTAHAAPT Hutok/atonm -] § 2
11 IR 18 PG (PG9) 0.8 0.9 11 1/4 18
16 ER 20 PG (PG 7) 07 | 08 | 16 3/8 20 e 0/ 0|0
16 ER 18 PG| (PG9,11,13.5,16) |16 IR 18 PG| (PG11,135,16) | 08 | 09 | 16 3/8 18 e 0|00
16 ER 16 PG| (PG 21,29,36,42,48)| 16 IR 16 PG|(PG21,29,36,42,48)| 08 | 1.0 | 16 3/8 16 ¢ 0|00
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 MCNOJIHEHNN NNAaCcTUH CTOPOHa C 6onbWNM yrnom asnaetca rnaBHON
pexyluei KpomKoi. Ecniv Bam HEOOGXOAVMbI Apyriie NapameTpbl, yTOUHUTE 3TO B 3aKase.
External
External/BHewunss Internal/BHyTpeHHAs
RH LH
16 ER 2 SAGE| 16 EL 2 SAGE| 1.1 | 16| 16 IR 2 SAGE| 16 IL 2 SAGE| 1.2 17 16 3/8 20 ®©/O0|0O|O
22 ER 3 SAGE| 22 EL 3 SAGE| 15| 24| 22 IR 3 SAGE| 22IL 3 SAGE| 19 2.9 22 12 30 /0| 0|0
22 ER 4 SAGE| 22 EL 4 SAGE| 19| 31| 22 IR 4 SAGE| 22 IL 4 SAGE| 23 35 22 12 40 | ® | O] O|O
* Special support plate required
* Heobxoguma crieymanbHas onopHas nnactuHa AER 22U-1.5 SAGE 5/6, | n -
AEL 22U-1.5 SAGE 5/6, AIR 22U-1.5 SAGE 5/6, AIL 22U-1.5 SAGE 5/6. § E = | S
= 2 8 2
*
M Stainless steel aust. - AycTeHWTHas Hep». CTanb * | %k
* Y
* *
* |k *
*
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

Round/Kpyrnasa pe3bba - DIN 405

R0,2385P
External

Grades / CnnaBbl
External/BHewwHsas Internal/BHyTpeHHAA _

S o S

‘ LH 22 5|8

a | = = x

16 ER 10 RD| 16 EL 10 RD| 1.1 12 | 16 IR 10 RD | 16IL 10 RD| 1.1 | 12 | 16 3/8 10 /0|0 |0
16 ER 8 RD| 16 EL 8 RD| 14 13 |16 IR 8 RD|16IL 8 RD| 14 | 14 | 16 3/8 8 e O00|0
16 ER6 RD|16 EL 6 RD| 1.5 17 |16 IR 6 RD|16IL 6 RD| 14 | 15 | 16 3/8 6 e O|O|O
22ER 6 RD|[22 EL 6 RD| 15 17 |22 IR 6 RD|22IL 6 RD| 15 | 1.7 | 22 1/2 6 e O 0|0
22ER 4 RD| 22 EL 4 RD| 22 23 |22 IR 4 RD | 22IL 4 RD| 22 | 23 | 22 1/2 4 e O|O|O
27 ER 4 RD|27 EL 4 RD| 22 23 |27 R 4 RD [27IL 4 RD| 22 | 23 | 27 5/8 4 ° 0|0

Round/Kpyrnasa pe3bba - DIN 20400

Internal

R0,22104P
i \
—___/
|
" |ro,23851P

R0,22104P External

External/BHewwnan

22 IR 40  RD20400 40 |®|lo]o]o0O

22 ER 4.0 RD 20400

)

5.0 e O| O

22 ER 5.0 RD 20400 22 IR 50 RD 20400

6.0 e O O|O

22 ER 6.0 RD 20400 22 IR 6.0 RD 20400

* Same insert for Internal and External Right Hand Thread
* OpHa v Ta e nnactvHa ana BHYTPEHHEWN v BHELLHEW Npasoi pe3b6bl

MS1515
N20K
HS2020

M Stainless steel aust. - AycteHuTHas Hep. cTanb

* | X

% |2 & |t | X | PK3025
*

*

* %
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THREADING INSERTS  PE3bBOHAPE3HbBIE MTACTUHDI . umt

UNJ UNJC, UNJF, UNJEF, UNJS

Internal

60°

R max 0,18042P
External

Designation/O603HaueHmne

External/ BHeuJHsm Internal/BHyTpeHHAan Dimensions/Pazmepbi
IC. TPI
e kv LS

Grades / CnnaBbl

PK3025
MS1515
N20K
HS2020

11 ER 32 UNJ| 11 EL 32 UNJ | 11 IR 32 UNJ|111IL 32 UNJ| 06 0.6 11 1/4 32 e O|0O0|O
11 ER 28 UNJ | 11 EL 28 UNJ| 11 IR 28 UNJ|111IL 28 UNJ| 06 | 06 | 11 1/4 28 e O|O0|O
11 ER 24 UNJ| 11 EL 24 UNJ| 11 IR 24 UNJ|111IL 24 UNJ| 07 0.8 1 1/4 24 e O|0O0|O
11 ER 20 UNJ | 11 EL 20 UNJ| 11 IR 20 UNJ|111IL 20 UNJ| 08 | 09 | 11 1/4 20 e O 0|0
11 ER 18 UNJ| 11 EL 18 UNJ | 11 IR 18 UNJ| 11 IL 18 UNJ| 0.8 1.0 11 1/4 18 e O|O0|O
11 ER 16 UNJ | 11 EL 16 UNJ| 11 IR 16 UNJ| 11 1IL 16 UNJ| 08 10 | M 1/4 16 e O 0|0
11 ER 14 UNJ| 11 EL 14 UNJ | 11 IR 14 UNJ| 11 IL 14 UNJ| 09 1.0 11 1/4 14 e O|/O0|O
16 ER 32 UNJ | 16 EL 32 UNJ |16 IR 32 UNJ|161IL 32 UNJ| 06 | 06 | 16 3/8 32 ® O 0|0
16 ER 28 UNJ | 16 EL 28 UNJ |16 IR 28 UNJ| 16 IL 28 UNJ| 06 | 06 | 16 3/8 28 e O 0|0
16 ER 24 UNJ| 16 EL 24 UNJ | 16 IR 24 UNJ| 16 IL 24 UNJ| 0.7 0.8 16 3/8 24 e O|O0|O
16 ER 20 UNJ | 16 EL 20 UNJ | 16 IR 20 UNJ| 16 IL 20 UNJ| 08 | 09 | 16 3/8 20 ® O 0|0
16 ER 18 UNJ | 16 EL 18 UNJ| 16 IR 18 UNJ| 16 IL 18 UNJ| 08 10 | 16 3/8 18 ® O 0|0
16 ER 16 UNJ| 16 EL 16 UNJ | 16 IR 16 UNJ| 16 IL 16 UNJ| 0.8 1.0 16 3/8 16 e O|O0|O
16 ER 14 UNJ| 16 EL 14 UNJ | 16 IR 14 UNJ| 16 IL 14 UNJ| 1.0 1.2 16 3/8 14 e O|O|O
16 ER 13 UNJ | 16 EL 13 UNJ 1.0 13 | 16 3/8 13 e O 0|0
16 ER 12 UNJ | 16 EL 12 UNJ| 16 IR 12 UNJ[ 16 IL 12 UNJ| 1.1 14 | 16 3/8 12 ® O 0|0
16 ER 11 UNJ | 16 EL 11 UNJ |16 IR 11 UNJ[ 16 IL 11 UNJ| 1.1 15 | 16 3/8 11 ® O 0|0
16 ER 10 UNJ | 16 EL 10 UNJ |16 IR 10 UNJ| 16 IL 10 UNJ| 1.1 1.5 16 3/8 10 e O|O0|O
16 ER 9 UNJ|16 EL9 UNJ|16 IR 9 UNJ|161IL 9 UNJ| 12 1.6 16 3/8 9 e O|O0|O
16 ER 8 UNJ|16 EL8 UNJ|16 IR 8 UNJ|161IL 8 UNJ| 1.2 16 | 16 3/8 8 e O| 0|0

] o

N x| 8

28| 2

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* |2

% | % | % | X | PK3025
*

%
* %
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. UIMC€  THREADING INSERTS « PE3bBOHAPE3HDIE MIACTUHbI

MJ - 150 5855

Internal

External

Grades / CnnaBbl

External/BHewwnss Internal/BHyTpeHHsAs

11 IR 125 MJ 0.8 0.9 11 1/4 1.25

1M IR 15 M 0.8 1.0 11 1/4 1.5

1M IR 20 M 0.9 1.0 11 1/4 2.0

16 ER 1.0 MJ 16 IR 1.0 M 0.7 0.8 16 3/8 1.0

16 ER 125 MJ 16 IR 125 MJ 0.8 0.9 16 3/8 1.25

16 ER 15 MJ 16 IR 15 M) 0.8 1.0 16 3/8 1.5

e 6 o6 o o o o o PK3025
O| Ol O] O] O] O O| O|Ms1515
O| Ol O] O] O] O O] O|N20K

O| Ol O] O] O] O O O|Hs2020

16 ER 20 MJ 16 IR 20 M) 1.0 13 16 3/8 2.0

MS1515
N20K
HS2020

M Stainless steel aust. - AycTeHUTHas Hep. cTanb

* |2

X% | % | X% | % | > | PK3025
*

* ¢
* | %
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Amepukanckas Buttress

Internal

v FI\IXI__T-!H :ENXFII_ﬁ EX-RH vnwn IN-LH
> oy
P o o
L k@/’ &@ A L
L d - ~J ‘
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 rNaBHOM pe)Kyu.leVl KpOMKOI‘/‘I. Ecnv Bam Heobxoaumbl Apyrue napameTpbl, yTOYHNTE 3TO B 3aKase.

0,16316P
45

External

Grades / CnnaBbl
External/BHewuHas Internal/BHyTpennas II. TPl .
.C. HI/IT?K/ g b0 = §
Y | L | goiim | proiim x 2 3\ g
11 ER 20 ABUT |11 EL 20 ABUT |11 IR 20 ABUT [11 IL 20 ABUT| 1.0 | 13| 11 | 1/4 20 e 0|00
11 ER 16 ABUT |11 EL 16 ABUT |11 IR 16 ABUT [11 IL 16 ABUT | 1.0 | 15| 11 | 1/4 16 ®¢ 0 0|0
16 ER 20 ABUT |16 EL 20 ABUT |16 IR 20 ABUT |16 IL 20 ABUT | 1.0 | 1.3 | 16 | 3/8 20 e 0|0 O
16 ER 16 ABUT |16 EL 16 ABUT |16 IR 16 ABUT [16 IL 16 ABUT| 1.0 | 15| 16 | 3/8 16 ® O 0|0
16 ER 12 ABUT |16 EL 12 ABUT |16 IR 12 ABUT (16 IL 12 ABUT| 14 |20 | 16 | 3/8 12 e O 0|0
16 ER 10 ABUT |16 EL 10 ABUT |16 IR 10 ABUT |16 IL 10 ABUT | 15 |23 | 16 | 3/8 10 e 0|00
22 ER 8 ABUT |22 EL 8 ABUT |22 IR 8 ABUT |22 IL 8 ABUT| 21 |33 |22 1/2 8 e 0|00
22 ER 6 ABUT |22 EL 6 ABUT |22 IR 6 ABUT (22 IL 6 ABUT| 2.1 |34 |22 | 1/2 6 ®¢ 0 0|0
[inA BbINoNHeHMA 60NbLINHCTBA PaboT TpebyeTca onopHasa nnacTHa
Q= S
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | %
* Yo
* | % | Kk
* | X *
*
/,

&
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. umt THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI

OIL Threads/Pe3b6a no HepTAHOMY cTaHaapTy APl Round
Spec 5B: 2008 (3amkoBas)

Internal

30° 30°

Grades / CnnaBbl
(7.1 sl
8 L. 8
228 8
16 ER 10 APIRD 16 IR 10 APIRD 1.5 1.4 16 3/8 10 ¢ 0 00
16 ER 8 APIRD 16 IR 8 APIRD 1.3 1.6 16 3/8 8 ¢ 0 00
Y
X
[ ]
Multitooth =
O)
MHoro3y6ble nnacTuHbl N
IN-RH
EX-LH
Designation/O603HaueHne
External/BHewunas Internal/BHyTpeHHAA 1p| | No-ofteeth/
OnopHas OnopHas L. | HuTOK/ Kog—Bo
naacTMHa nnactvHa Atonm hesEs
22 ER10APIRD2M | ES22M 22IR10APIRD2M | 1S22M | 24 | 37 | 22 | 12 10 2 e O
27 ER10APIRD 3M |  ES27M 27 IR10APIRD3M | 1S27M | 38 | 62 | 27 | 5/8 10 3 °
27ER 8APIRD2M | ES27M 27IR 8APIRD2M | 1S27M | 3.0 | 45 | 27 | 5/8 8 2
v | N
[~ 2
*
M Stainless steel aust. - AycTeHITHas Hep». CTanb * | %k
* A
* | % | Kk
* | % *
*

o m
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

OIL Threads/ Pe3b6a no HedtaHoMy cTanaapty APl Round
Spec7:2001 (3amkoBas)

. . Internal
30° 30

EX LH

V-0.040

Connection Grades / CnnaBbl

Taper/IPF TPI No. or Size v | 10 -
|.C. KoHycHOCTb HUTOK/ Homep coepnHeHnA § E = | o
LH X | Y L |goim| goiw/dyt pi{leJ7 1] Uy pasmep =2 E g
22 ER 5 API403 22 IR 5 API403 1.8 25| 22 | 1/2 3 5 23/8-41/2REG | ® | O | O | O
V-0.038R
Connection
External/BHewnaa | Internal/BHyTpeHHAs S ———
KoHycHoOCTb
L |gwoiim| goim/dyt
27 ER 4 API382 27 IR 4 API382 21|28 |27 | 5/8 2 4 NC23-NC50 e 0/ 0|0
27 ER 4 API383 27 IR 4 API383 21 (28|27 | 5/8 3 4 NC56-NC77 ¢ 0,00
723 n
[~ S
*
M Stainless steel aust. - AycTeHUTHas Hep. cTanb * | K
* pXe
* | k| &
* | K *
*
v

V&

p.214 p.215 p.177 p.211

Vc




. UIMC€  THREADING INSERTS « PE3bBOHAPE3HDIE MIACTUHbI

OIL Threads/ Pe3b6a no HedtaHoMmy cTanaapty APl Round

Internal

30° 30°

e

IN-RH
External v
V-0.050
Cormaaion Grades / CnnaBbl
External/BHewnaa | Internal/BHyTpeHHAA g S o
Homep coeanHeHus § y < 2
WM pasmep 2232
27 ER 4 API502 27 IR 4 API502 20 30|27 | 5/8 65/8 REG e O 0O
27 ER 4 API503 27 IR 4 API503 20 (30|27 | 5/8 51/2,75/8,85/8REG | ® | O | O | O
w
85 . 8
~N
2 2/8 2
*
M Stainless steel aust. - AycTeHUTHas Heps. CTasb * [k
* Y
* | k| Kk
* | & *
*

p.214
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THREADING INSERTS ¢ PE3bBOHAPE3HBIE MJIACTUHbI . umt

Extreme - Line Casing/ TpaneuenaanbHas pe3b0a Ana o0cagHbIX Tpyo

Internal

Connection Grades / CnnaBbi
Taper/IPF No. or Size 9 n °
KoHycHocTb 2l o= g
aonm/eyT = =2 2
22 ER 6 EL15 22 IR 6 EL15 19 [ 19 | 22 | 12 1.50 6 57, e O o
22 ER 6 EL1.25 22 IR 6 EL1.25 24 | 23 | 22 | 12 1.25 5 8,510, ® O o
Buttress Casing/ Buttress nna 06cagHbIx Tpy6
o o
External
External/BHewnaa | Internal/BuyTpeHHss Connection
Taper/IPF No. or Size
KoHycHoCTb Homep coegnHeHus
nnn pasmep
22 ER 5 BUTO0.75 22 IR 5 BUTO0.75 22 (24(22| 12 0.75 5 4 13, ® O o
22 ER 5 BUT1.0 22 IR 5 BUT1.0 2324|221 172 1.00 5 16-20 e O
|
S h|.|8
M - ~
£l2 8|2
*
M Stainless steel aust. - AycTeHUTHas HepX. CTasb * | X
* Xx
* | Kk |k
* | K *
*

V&
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THREADING INSERTS * PE3bBOHAPE3HDBIE MIACTUHbI . umt

Recommended cutting speed (m/min) for thread turning inserts
PekomeHzaumum no ckopocTn pe3aHna (M/MIuH) Ana TokapHbIX pe3bb0BbIX MNACTUH

Grades /CnnaBbl
Cran- = a a
e Material ) Specifications S n i
so | ObpabatbiBaembiii maTepuan XapakTepuctunku & E 5 §
o= = o =
Annealed
<0.25%C 0T0XKEHHasA
™ 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 oTnyLieHHas
Annealed
0T0XKeHHasA
Hu3KonernpoBaHHas 1 nuTeiiHas cranb (MeHee 5% (nerupyowLnx 406aBoK 90-140 | 80-130
Quenched & Tempered
3aKaneHHas v OTNyLeHHas
Annealed
High Alloy Steel  — A [
Hu3konernpoBaHHas n nuTeiiHaA cTanb (MeHee 5% (nerupytowmx fo6asok Quenched & Tempered
3aKaneHHas 1 TMyLLeHHas
Pearlitic/Martensitic
(eppuTHO-MapTeHCUTHAA
Stainless Steel =
Martensitic - 5 b
HepxxaBetoLaa n nuTeitHas cranb MaprencutHas 110-160 | 90-130 50-80
Austenitic
AycTeHuTHasA
Ferritic/ Pearlitic
Cast Iron Nodu!ar (GGG) (eppiTHo-NEpMUTHI 120-150 | 100-130
BbicokonpouHbiii uyryH GGG Pearlitic/ MlepnuTHbii
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
AnlOMUHEBbIE CNBbI, OTUBKIA Cured/C otBepxaeHus
>12%Si High Temperature Maponpoutble
Free Cutting
Copper Alloys >1%Pb JlerkooGpabatbiBaemble
M Brass / NlatyHb 190-350 150-250
AL Electrolytic Copper
IneKTpONUTUYECKAR Meflb
. Duroplastics,
Non Metalic Fiber Plastics 100-200
HemeTannb Tepmopeak. NacTMacca, 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 1 Cured /0TOXeHHble
Kobanbra Cast /Tutble
TP Alpha + Beta
itaviin Hloys loys Cured 3060 | 40-50 | 3545 | 3545
UITAHOBbIE CMaBbl OtBepxzeHHble 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
(0T6eneHHbIil 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 =
D

4 - 6 T X

Simplified formula
3 B 8 p=20P/D
25 10
5 1o Example:
15 16 D =30mm (1.18)
. oy | P =1:5mm (161P)

B = 20x15_
0.5 48 30

mm 10 20 30 40 50 60 75 Zhameter
inch  3/8 3/4 125 15 2 25 3

Standard and Slanted Anvils
OnopHble MNACTUHbI CTAaHAAPTHBIE 1 € YIAIOM HAKNOHa

Toolholder Pockets have a built in 1.5° helix angle. This angle may be adjusted to
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.

Y pep)aBOK OMOpHaA MNOCKOCTb MO MNacTMHy pacnonaraetca nog yraom 1,5°. [Ona
NMONYYEHUA HYXKHOTO Yyrfia noagbema pe3bObl 3TOT Yron MOXeT ObiTb M3MeHeH MpoCToin
3aMeHOW ONOPHOW NAACTUHbI.

OTpuuatenbHbI yron nogbema Heobxonmm npu obpaboTke Mpasoii (RH) pe3bbbl JleBoi
(LH) pep<aBkoii, nn6o Jleson (LH) pe3bbbl MNMpasoi (RH) gepxaBkoi.

Negative 3/
Helix  — <
;y,ﬁ,,,, J
[
Toolholder

* Insert/Pexywan nnactuHa
** Anvil/
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Number of passes and depth of cut per pass for multitooth insert
Yncno npoxof1oB u rybuHa pe3bobl A1 MHOT03Y0bIX MNACTUH

Insert Size No. of Depth of Cut per pass
Pitchmm | Pasmep nnactuHbl NokofTeeth Ordering Code Passes My6viHa 0fgHOro Npoxoaa
LWar mm L .C. (in) _,;gl;ig 0O603HaueHne Yucno ; 5 3 4
(roim) NpoxofoB
1.00 16 3/8 3 16 ER 1.0 ISO 3M 2 038 | 0.25
1.50 16 3/8 2 16 ER 1.5 ISO 2M 3 0.42 | 030 | 0.20
ISO 1.50 22 12 3 22 ER 1.5 1SO 3M 2 055 | 037
External
BhewwHss 2.00 22 1/2 2 22 ER 2.0 I1SO 2M 3 0.57 | 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 | 025
1.50 16 3/8 2 16 IR 1.5 1SO 2M 3 0.38 | 02 | 020
150 1.50 22 12 3 22 IR 1.5 1SO 3M 2 0.50 | 0.37
Internal
E— 2.00 22 12 2 22 IR 2.0 ISO 2M 3 052 | 037 | 0.26
2.00 22 1/2 3 22 R 2.0 ISO 3M 2 0.70 | 0.45
3.00 27 5/8 2 27 IR 3.0 ISO 2M 4 058 | 046 | 039 | 030
16 16 3/8 2 16 ER 16 UN 2M 3 044 | 031 | 022
UN 16 22 1/2 3 22 ER 16 UN 3M 2 0.58 | 0.39
External 12 22 1/2 2 22 ER 16 UN 3M 3 059 | 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 221R 16 UN 3M 2 0.55 | 037
Internal 12 22 1/2 2 22 1R 12 UN 2M 3 053 | 038 | 031
BHyTpeHHsAs 12 22 1/2 3 221R 12 UN 3M 2 0.74 | 0.48
8 27 5/8 2 27 1R 8 UN 2M 4 0.63 | 0.50 | 0.40 | 030
Whitworth 14 16 3/8 2 16 ER 14 W 2M 3 052 | 037 | 027
= 14 22 1/2 3 22 ER 14 W 3M 2 0.70 | 0.46
External
Butsopta 55° 11 2 12 2 22 ER11W 2M 3 067 | 047 | 034
BHewHAA
Whitworth 14 16 3/8 2 16 IR 14W2M 3 052 | 037 | 027
29 14 22 1/2 3 22 IR14 W 3M 2 0.70 | 046
Internal
Butsopra 55° 11 2 12 2 22 IRTTW2M 2 067 | 047 | 034
BHyTpeHHAA
14 16 3/8 2 16 ER 14 NPT 2M 3
c ';“’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 | 0.54 | 0.38
8 27 5/8 2 27 ER 8 NPT 2M 4 0.81 | 060 | 0.55 | 0.45
14 16 3/8 2 16 IR 14 NPT 2M 3
| L“PT | 1.5 22 172 2 22 IR 11.5 NPT 2M 4 054 | 047 | 037 | 030
nterna
Ty r—— 11.5 27 5/8 3 27 IR11.5 NPT 3M 4 0.76 | 0.54 | 0.38
8 27 5/8 2 27 IR 8 NPT 2M 4 0.81 | 060 | 0.55
API Round 10 22 1/2 2 22 ER 10 APIRD 2M 3 0.60 | 0.50 | 031 | 0.45
External 10 27 5/8 3 327 ER 10 APIRD 3M 2 1.00 | 0.41
BHewHan 8 27 5/8 2 27 ER 8 APIRD 2M 3 0.80 | 0.60 | 0.41
API Round 10 22 1/2 2 22 IR10 APIRD 2M 3 0.60 | 0.50 | 031
Internal 10 27 5/8 3 27 IR10 APIRD 3M 2 1.00 | 0.41
BHyTpeHHss 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 YiCSIo NPOXOL0B HEOOX0AMMO CAenaTh.
3. O6Lee NpaBuno: Nyylle CAenaTb MeHbLLEE YCIIO NMPOXOA0B, 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
) Al
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 > = R 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 BHeLWHel pe3b0Obl pasHble BbICOTa screw nut internal inserts with an external
1 paanyc npodpunsa, nosTomy holder will result in distortion
WHCTPYMEHT BHeLU. 1 BHYTP. He of angle and insert geometry.
B3alMO3aMeHAEMbIN. Mpodunn BHeWwHeN N BHYTPEHHeN
2. Thelnsertrelief angle of a _ MAIACTUHDI C BbICOKOTOUHOW

3aTOYKOl 0b6ecrneyrBaloT TOYHOCTb
reomeTpum pe3bbbl, KOrga nnacTyHbl
NCMOJb3YIOTCA B COOTBETCTBYIOLLMX
nepxaBKax. icnonb3oBaHune
BHYTPEHHel NnacTHbl BO BHELLHEN

standard external toolholder is 4
10°; for an internal toolholder it is ﬂ
15¢. This 5° difference is to provide
additional necessary radial 1

clearance.
Y cTaHZapTHbIX BHELUHUX ep>KaBOK AeprKkaBKe NpuBeaeT K NCKaXKeHno
3agHui yron 10° a y BHYTPEHHUX YrnoB 1 reoMeTpum niacTUHbI.
15°.9Ta pa3HuLa B 5° Hy»Ha, 4To6bI 5. Insert and toolholder should
obecneynTb JONONHUTENIBHO always match. An IN-RH insert
HeobOXOANMbIN paaranbHbIN 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 BCcerna AoMmxHa
clearance. COOTBETCTBOBATL AepKaBke. B IN-RH

(BHyT.-MpaB.) fepKaBKe JOMKHa
6bITb IN-RH (BHYT.-[MpaB.) nnacTtrHa.
HecootBeTtctBre HE AOMYCTUMO!

Yron HaknoHa ornopHO NIOCKOCTN
nop NnacTuHy 3agaeT HeobXoANMBIN
3afHWI Yron pexyLuen 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'IOpHOI7I NNacCTUHbI.

Pitch Mpy Heob6xoAMMOCTU 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.
2.5

10 e ACME

pecial A
9 1 holder ¥ A STUB
required |/ ¢ o
3| 8 03' & &@ ACME
£y 03 Ay TRAPEZ (DIN 103)
O
85| 7 & ROUND (DIN 405)
4| 6 / Standard anvil
/ (supplied with

5| 5 / toolholder)
==

3.5
8| 3 / —
10| 25| [/ —
12| 2 L] [Change to anvil AE or Al+0.5° | —|
16| 1.5 i i i i i
mm: 5 10 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, GOSbLIMHCTBO CllyyYaeB He TpebyeT 3amMeHbl OMOPHON NAAcTVHbI. [py 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

TPILMM | (BHew.-JleB.) AepKaBOK.
25| 10
‘ PARTIAL PROFILE
9 HSpecial 60°PARTIAL
holder o
3 | 8 Hrequired - PROFILE 55°1SO
UN
85 7 WHIT.
4|6 NPT
5| 5 standard anvil BSPT
(supplied with
6| 4 / toolholder)
3.5 /
8 3 /
10| 25 /
12| 2
16115
S
mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140 Di
Inch: 025 050 075 1 125 150 2 250 3 4 5 iameter
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.
KaknokasaHo Ha aviarpaMme, 60bLUMHCTBO CNlyyaeB TpebyeT 3aMeHbl ONOPHON NAACcTUHBI. Kak npaBuno, Heobxoarma oTpulatenbHas
Pitch onopHasa nnactunHa. VMicnonbsyinte AE nnactuHbl gna EX-RH (BHew.-MNpas.) n IN-LH (BHyT.-/leB.) aepxaBok, n Al nnactnHbl ana IN-RH
TPl mm (BHyT.-MpaB.) n EX-LH (BHeLw.-J1eB.) fep>kaBoK.
25| 10 .
| eoied o AMERICAN
9 | —1Special s ttoolholder) — BUTTRESS
holder @
3 8 |t required %*
as| 7 Qlé‘ 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 D
) Z;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

213
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-

STXN 90°

Reference

STXNR/L1212F16
STXNR/L1616 H16
STXN R/L 2020 K16
STXN R/L 2525 M16
STXNR/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.

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
Y15

SY3
SY3
SY3
SY3
SY3
SY4
SY4
SY4
SY5
SY5
SY5
SY5
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A
S e @l

|

STXN 90°

Reference D h h1 | L1 L2 f A Ir;:ze:t , ) S AL ' Nm

STOKSTXNR/L11| 10 9 45 1125 | 16 | 73 | 13 | 11 NR/L.. | 0,070 | 1225 | 5507 - - - 0.9
S1I6MSTXNR/L 11| 16 15 | 75 | 150 | 25 | 89 | 16 | 11 NR/L.. | 0,200 | 1225 | 5507 - - - 0.9
S16M STXNR/L 16| 16 15 | 75 | 150 | 30 | 11,5]| 20 | T6NR/L.. | 0,200 | SN3 | 5510 - - - 2.0

S20Q STXN R/L 16| 20 18 | 90 | 180 | 35 | 13,4 | 24 | T6 NR/L.. | 0,400 | SA3T | 5510 | YI3 YE3 | SY3 | 2.0
S25RSTXNR/L 16| 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 | 258 | 47 | 22NR/L.. | 2,850 | SA4 | 5520 | YI4 YE4 | SY4 | 4.0
S32SSTXNR/L27| 32 30 | 150|250 | 45 | 22,4 | 40 | 27 NR/L.. | 1,500 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S40T STXNR/L 27| 40 37 | 185|300 | 50 | 26,4 | 48 | 27 NR/L.. | 2,850 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S50U STXNR/L 27| 50 47 235|350 | 60 | 31,4 | 58 | 27NR/L.. | 5,200 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
S60V STXNR/L27| 60 57 | 285|400 | 60 |36,4 | 69 | 27 NR/L.. | 8550 | SA5 | 5525 | YI5 YE5 | SY5 | 5.0
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TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHBIMW TBEPZIOCTTABHBIMW NJTACTUHAMM

MILLING WITH CARBIDE INSERTS
®PE3bl CO CMEHHbIMU

TBEPAOCMNABHbIMW NMNACTUHAMU
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TABLE OF CONTENTS / COAEPXAHUE

SOLID CARBIDE TOOLS 3
TBEPAOCM/IABHbIA UHCTPYMEHT
) . .
1 Carbide mills
TeeppocnnaeHble dpesbl
2 Carbide drills
TseppocnnaeHble cBepna
3 Special tools
CneunanbHble MHCTPYMEHTI

TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbIMU TBEPJOCMNABHBIMW NMNACTUHAMU

(7,
Y

4 Turning carbide inserts

\ ) TOKaprIe TBEPAOCN/1aBHbIE MNNIACTUHbI

Toolholders for external turning
TokapHble fepxaBKu A1 HapyxHo 06paboTku

Toolholders for internal turning
TokapHble fepXXaBKu A1 BHYTPeHHeN 06paboTku

Grooving and parting off
KaHaBka 1 oTpeska

Threading inserts
Pe3bboHapesHble NnacTyiHbI

Milling with carbide inserts

ravj
poE3bI CO CMEHHbIMK TBEpAoCNIaBHbIMUK NJ1IACTUHAMU

Alloy application 219
06nacTb NpMMEHEHWs CNIaBOB

Classification
Knaccungpmkayms 222

Shoulder milling cutters 224
®pesbl gns 06paboTKM Na3oB 1 ycTynoB

Shoulder milling cutters with APKT 232
WMHcTpyMeHT gnst 06paboTky nasoB 1 ycTynoB ¢ nnactuHamu APKT

Face milling
Topuesble dhpesbl 248

Milling with round inserts 256
®pe3sbl ¢ KPYrabIMU NAaCTUHAMM

High feeds milling 266
®pesbl Ans paboThbl Ha BLICOKOW Nofaye

Drills with carbide inserts

271
CBepsia co CMEHHBIMU NACTUHAMU

[y

b]ooooooo o
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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
OnuncaHune cnnaBoB

P3530M

HC-P35 | HC-M30

e

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 %; coefiuHeHns 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 pm | 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 nprimeHeHmto: MepBbii Bbibop ana 06paboTky ctanm 6e3 COXK Ha BbICOKOW CKOPOCTN pe3aHus.

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 TiAITaN

Recommended application: Particularly suitable for the wet machining of steels.

Cocras: Co 10.5 %; coeanHeHva kapbupaos 2.0 %; WC ocT. | pasmep 3epHa: 1-2 um | TBepaocTb: HV30 1400 | coctas nokpbitvs: PVD
TIAITAN

PekomMeHpaLmn K npuMeHeHMIo:

OT1nnyHo nofgonaeT Ana 06paboTky ctanm ¢ COX

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 pm
Recommended application: Milling Grade designed for Alloyed Steel cutting.
Cocras: Co 12.5%; coefmHeHua kapouaos 2.0 %; WC ocT. | pa3mep 3epHa: 0,8-1,3 pm | 1BepgocTb: HV30 1380 | cocTa noKpbITUs:
CVDTIiCN-AI203 +TiN; 7 pm
PekomeHpaLmn K npuMeHeHMIo:
MpenHa3HayeH Ans 06paboTKM NerMpoBaHHON CTanu

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.
Cocras: Co 11 %; npoyee 0,75%; WC ocT. | pasmep 3epHa: 0,5-0,8 um | TBepaocTb: HV30 1500 | coctas nokpbitvis: PVD TiAlTaN
PekomeHpaLmn K NpUMeHeHUIo:
lMNepBbliii 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
HyPERCS 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

PekomMeHAaLmn K MpUMeEHEHUIO:

[Ina 06paboTKM HepXKaBeloLLell CTanu.

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 %; coeanHeHMs Kapbraos 2.0%; WC ocT. | pasmep 3epHa: 1 um | TBepaocTb: HV30 1380 | cocTas nokpbitus: PVD
TiAlITaN

PekomeHgaLum K NprYiMeHeHuo:

MepBbiii BbIGOP [ 06PabOTKMN ayCTEHUTHOM CTanu.
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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

PekomeHpaLum K npumeHeHuto: MpefHO3HaueH Ansa 06paboTKM BbICOKONErMpOBaHHOM CTanu. (ayCTeHUTHOW)

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.

Cocrtas: Co 6.0 %; coefvHeHUA Kapbuaos 2.0%; WC ocT. | pasmep 3epHa: 1 um | 1BepgocTb: HV30 1630 | coctas nokpbitua: CVD
Ti(C,N) + Al203; 5 um

PekomeHZaLUmMy K NPUMEHEHMIO:

lNepBbiii BbIGOP ANA 06PabOTKM UyryHa.

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; AI203

Recommended application: The first choice for the machining of cast iron at high cutting spreeds.

CocTag: Co 6.0 %; coeayHeHua kapouaos 2.0%; WC ocT. | pasmep 3epHa: 1 um | TBepaocTb: HV30 1600 | cocTtas nokpbitua: CVD TN,
MT-TiCN; Al203

PekomeHfaLmM 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.
Cocras: Co 6.0 %; coeauHeHus kapbuaos 2.0%; WC ocT. | pasamep 3epHa: 1 um | TBepaocTb: HV30 1630 | coctas nokpbitus: PVD
TiAITaN

PekomeHpaLwn K NprMeHeHwo:

OnTyMarnbHbIN CraB AnA 06paboTKM UyryHOB, rae TpebyeTca NPOYHOCTL

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.

Cocras: Co 6.0 %; WC ocT. | pa3mep 3epHa: T um | TBepgocTb: HV30 1630 | 6e3 nokpbITyis

PekomeHpaLwn K NprMeHeHwo:

CnnaB ana 06paboTKM KapOMpPOUHbIX CTasel 1 CniaBbl HA OCHOBE Xefe3a

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 | TBepgocTb: HV30 1330 | coctas nokpbiTvia: CVD TICN-AI203 mynsTu-crioi
PekomeH[aLmM K NpYMEHEHMIO:

CnnaB ana 06paboTKy XapornpoyHbIX CMIaBOB Ha OCHOBE Xere3a.

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 nokpbitus: CVD TiN +TiB2; 4 um

PekomeHfaumMy K NpriMeHeHMo:

Cnnas ana 06paboTKy TUTAHOBbIX CM/1IABOB.

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.

Cocras: 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
CepuAl NHCTPYMEHTa OnuncaHue O6nacTb NPUMEHEeHUs

Shouldering 3 x 90° N Page 224
SM5000... TOKX07 320-63 g
B =
E— —
Shouldering 2 x 90° Page 232
SM5500 evideme Page 236
N APKT 10 @ @50-160 @ g /I/
APKT / APHT 16 =
Shouldering 4 x 90°
— Page 230
SM5010... SDKT 09 | 225-80 _a  Z
SDKT 12 — @ =7
Shouldering 4 x 90° @ /’;? Page 228
SM5006... tgx ‘; @50-80
1 e
=& &7 =
Shouldering 4 x 90° Page 228
SM5060...
LNMX 12 -
Shouldering 2 x 90° . Page 240
SM5550SK... APKT / APHT 16 @50-80 4} ‘t;jga Q
Shouldering 3 x 90° Page 242
SM5005... TPKN /TPKR 16 ' 25250 | (5P EF P Page 246
TPKN / TPKR 22
Face milling 6 x 45°
HPKT 06 Page 248
FM1000.... HOKT 06 @40-125 7
HPCT 06 L @ h/ g
HOCT 06
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The series of tool Description Application
Cepua MHCTPYMEHTa OnwncaHne O6nactb NpUMeHeHMs

Face milling 8 x 45° Page 250
SOKU 12 340-160 @ @ g

SOKU 15

FM1080....

Face milling 12 x 45° Page 254

HOKU 08

FM1022...

Form milling

RPMX 10/12
RDHX 10/12

RPHX 10/12 @
RDHW 10/12 ' ©20-125
RPMX 16 4
RDHX 16

RPHX 16
RDHW 16

P3000...

Page 260
FM1088...

Form milling
RNKU 12/16 ° 2160-500 @ e 47
ROHU 12/16 = /

High feed cutting

XPLT 07 Page 264

XDLX 10 B16-63
XDLT 10

e =
XOLT 13 Q d@ @

HF9000...

Page 252

FM1090...

Face milling 8 x 88°
SNMX 12 250-250 @ g

fﬁ_ﬁ Face milling 4 x 45°

SEKN 12

‘ 5° Page 266
FM1200... J_ ® SEKR 12 @50-250 @ e
o) SEKR 15

Face milling 4 x 75° 4 Page 268
FM1202.... SPKN 12 O 340-500 @

SPKR 12
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SMS000AT..

d1 n 12 h d dA ap o ‘ ‘
Art./Apt. (mm) (mm)  (mm) (mm)  (mm) (mm) (mm) )

z
SM5000.20.07.25.077.3 20 77 25 = = 20 3 14 TOKX 07 24645
SM5000.25.07.34.090.4 25 90 34 - - 25 4 1.2 TOKX 07 24645
SM5000.32.07.40.102.5 32 102 40 = = 32 5 0.8 TOKX 07 24645
SM5000G.20.07.052.M10.3 20 - - 52 18 M10 3 14 TOKX 07 24645
5
SM5000G.25.07.057.M12.4 25 = = 57 21 M12 4 1.2 TOKX 07 24645
SM5000G.32.07.063.M16.5 32 - - 63 29 M16 5 0.8 TOKX 07 24645
SM5000AT.40.07.16.5 40 = = 40 38 16 5 0.6 24645
TOKX07 @ —
SM5000AT.50.07.22.6 50 - - 40 43 22 6 0.5 24645
SM5000.32.09.40.102.3 32 102 40 = = 32 3 1.1 77613
TOKX09
SM5000AT.40.09.16.4 40 - - 40 38 16 4 0.8 77613
8
SM5000AT.50.09.22.5 50 = = 40 43 22 5 0.5 77613
TOKX09 ———
SM5000AT.63.09.22.6 63 - - 40 48 22 6 0.5 77613
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o o | o | o ol o0 | o
o 0| O e o o o [
Ny o o o | o o
°
o | o
°
-t = % & -
d s orodon @ le 228 2/ 8B 2 g B 8 a8 E
Art./ Apr. (mm) (mm) (mm) (mm) (mm) la|la|la|s|ls|=slslEs |z l=z& &=
TOKX 070305PDER MR 59 [3.15] 05 | 28 | 1 o o
TOKX 070305PDER M-AF 59 315/ 05 |28 | 1 [ )
TOKX 070308PDER MR 59 1315, 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] °
TOKX 09T316PDER MR 9525/ 38 |16 |34 |15 L] o
TOKX 09T316PDER M-AF  |9.525| 38 | 1,6 | 3,4 | 1,5 ° °
= = S “n
Material ngE§§§§.ﬁ§sﬁn:~,§
06pabaTbiBaemble MaTepuanbl B |28 2|2 2 5|2 2\ =|g 2 =53 & =
Not alloy steel - HenernpoeasaHHas 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 200325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHCUTHaA HepX. CTarb 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 - *KaponpouHble cnnagbi 200-320 50-40
Titanium - TutaHoBble crnasbi 400-1050 50-40
TOKX07 TOKX09
E o E o
E s E s -
= = TOKX09 —
s 7 ~ © 7 | TOKX07 T~
6 N 6 :
5 - 5 :
4 N ] 4 :
3 S 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
e
. MR
"Q" (;) . Strong cutting edge for general steel applications and hard conditions milling.
: ) l) / YcuneHHan pexyLuas KpomKa ans o6paboTku Bcex BUAOB cTaneit. Moaxoaut
L AN Gpe3epoBaHUA B TAXKENbIX YCIOBUAX.

M-AF
> Sharp cutting edge for general stainless steel applications and for finishing in
\ 4 4 "/ steels.

OcTpas pexyLias KpoMKa AJiA Nony4rcToBoli 06paboTku Hep)KaBetoLen
e, - cTanu. Yncroeas o6paboTKa ctanm.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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(@

)

oD d 1A h dA a ’
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) z
SM5006AT.40.12.22.4 40 38 20 40/40.44* - 22 4 LOKU/LNKU 11042274
SM5006AT.50.12.22.5 50 43 20 40/40.44* = 22 5 LOKU/LNKU 11042274
SM5006AT.63.12.22.6** 63 48 21 40/40.44* - 22 2 6 LOKU/LNKU 11042274
SM5006AT.80.12.27.7** 80 58 22 50/50.44* = 27 7 LOKU/LNKU 11042274

sy Ay O

* with LOKU insert/ ¢ nnactuHamun LOKU
**0n request / no 3anpocy
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L T Y o|lo0| O
M O O0| O e o o o )
o e o |0 | O o
°
o | o
°
= S ] n
d s r d1 11 1 x algelE |8 ] E § = e c| 8 ; § n ;
Art./ Apr. (mm) (mm) (mm) (mm) (mm)(mm) [’] e a8 =s=s|s|\ s\ s\=z/c 5|
LNKU 120608 MR 15.27/6.78| 0.8 | 44 2.84/ 10 | - e o
LNKU 120608 SCE 15.27/6.78| 0.8 | 44 |2.84/ 10 | - [
ED ! 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 |0
s S S n
Material QEEEEE§E$EQ§§Q§
06pabatbiBaeMble MaTepuanbl B &2 22| 8|s|l=s|l=s|=s| &S =&\ =25 &=
Not alloy steel - HenernpogasaHHas ctanb 125-300 1220-85220-80 1200-60 180-75
Low alloy steel - HuzkoneruposaHHas ctanb 180-350 135'70185'60‘ 150-60 140-60
Alloy steel - JlernposaHHas cTanb 200325 150—6%140—60‘ 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
Grey cast iron - Cepbiil YyryH 320-100
Spheroidal - CyryH c wapoBuaHbIM rpadutom 260-80
Hig. temp. alloy - *KaponpouHble cnnasbl 200-320 50-40
Titanium - TuTaHOBble CrNaBbl 400-1050 50-40
£
S T 16
= 14 £ 14
12 T‘E 12
10 N 10
s N s LNKU 12/ LOKU12
N
6 N 6
4 4
2 -~ = 2
0 ‘ 0
0.00 0.10 0.20 0.30 0.40 0.05 0.178 0.305
Chipbreaker
Onucanune CTPYXXKoNnomoB
MR

SCE

Strong cutting edge for cast ironapplications.
YcuneHHas pexkywias KpoMKa gnsa o6pa6oTkm
YYryHOB.

Strong cutting edge for general steel applications and
hard conditions milling.

YcuneHHas pexkywiasa KpoMKa gnsa o6paboTkm Bcex
BuAoOB cTaneii. Moaxoaut ans ¢ppesepoBaHunn B
TAXKENbIX YC/IOBUAX.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexylas KpoMKa AnsA Nony4ncToBo
06paboTKu HepXKaBeloLel ctanu. YucroBas
o6paboTKa cTanu.

Ms

Stable cutting edge for dedicated exotic
materials and titanium.

MonyuncroBasn 06pa6oTKa XKaponpoUHbIX
CnnaBoB 1 TUTaHa.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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- @D1 -

H7

[

oD gd  oD1 H h z \ 150 Q‘ Py 7 /
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+5,0 A AL 16x35
S5060AT.125.40.11 125 40 95 63 12 11 3,20 | 3,8+5,0 A-B AL 20x45
S5060AT.125.40.17 125 40 95 63 12 17 3,17 | 3,850 A-B AL 20x45
S5060AT.160.40.12 160 40 115 63 12 12 4,00 | 3,8+5,0 C-D =
S5060AT.160.40.19 160 40 115 63 12 19 3,98 | 3,8+5,0 C-D -

= 4

o=y
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d r—
r
- \\,.__ e oo o o|lo|o
g N # M o|o|o|0|e e e|e .
[ \ O d1 o oo |00 o
\ / T °
N e
] S P °
s S S n
d s r d 1 a RS EE 2R & 2 e E 2B 2|88
Art./ Apr. (mm) (mm) (mm) (mm) (mm) [] e 2|2 s s Elel=l3 o=
o LNMX 131308 MR 13.0| 7.0 | 0.8 | 46 | 13| - oo
A LNMX 131308 SCE 130 70 | 08 | 46 | 13| -
s S S n
Material m3§555§§ﬁ52§§2§
06pabatbiBaemble MaTepuanbl HB a2 a =|=|=s|=s|8|\ | &\ =5 |5|=x
Not alloy steel - HenernposasaHHas cTanb 125-300 20 | 220 20
Low alloy steel - HuskonernmposaxHas ctanb 180-350 190 | 180 180
Alloy steel - JlernpoBaHHas cTanb 200325 170 | 180 160
Stainless steel mart - MapTeHcUTHas Hepsk. CTalb 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
t €
E E 16
Qo
S 14 c 14
12 12
10 10
8 8
SN
: : LNMX 13...
4 4
2 2
0 V]
000 015 020 0400 0.50 0.15 0.20 0.50
fz(mm) fz(mm)
Chipbreaker
Onucanue CTPYXXKONOMOB

MR

Strong cutting edge for general steel applications and hard
conditions milling.

YcuneHHas pexkyliasn KpomKa ans o6paboTkm Bcex BUJoB
ctaneii. MoaxoanTt ansa ¢pesepoBaHmNA B TAXKENbIX YCIOBUAX.

SCE

Strong cutting edge for cast ironapplications.
YcuneHHas pexkyliasa KpomKa ana o6paboTkm
UyryHOoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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SM5010... SM5010AT... SM5010G...
d, h6
|
| dx h6
d
@ d, He
a
. | N
| L
‘ ) <
\ -
JE £ <
I m — ‘“g,
@dl f dl

d1 n ) h d dA a . D, a é ‘
(mm) []

Art. / Apt. (mm) (mm) (mm) (mm) (mm) (mm) z (mm) (m"|1nn)

SM5010.25.009.32.088.3 25 88 32 = = 25 3 48 37 4.4 77613
SM5010.32.009.40.100.4 32 100 40 - - 32 4 62 47 2.2 77613
SM5010G.25.09.M12.3 25 - 35 - - 12.5 3 48 37 44 77613
SM5010G.32.09.M16.4 32 - 40 - - 17 4 62 47 2.2 S._09.. 77613
SM5010AT.40.009.16.5 40 - - 40 38 16 5 ° 78 63 0.75 77613
SM5010AT.50.009.22.6 50 - - 40 43 22 6 98 83 0.5 77613
SM5010AT.63.009.22.7 63 - - 40 48 22 7 124 109 0.35 77613
SM5010AT.80.009.27.9 80 - - 50 58 27 9 158 143 0.25 77613
SM5010.032.12.40.100.3 32 100 40 - - 32 3 62 41 2.0 11037484
SM5010AT.040.12.16.4 40 - - 40 38 16 4 78 57 20 1345432
SM5010AT.050.12.22.5 50 - - 40 43 22 5 " 98 77 1.2 512 1345432
SM5010AT.063.12.22.6 63 - - 40 48 22 6 124 103 0.7 1345432
SM5010AT.080.12.27.7 80 = = 50 58 27 7 158 137 0.6 1345432

7B
vz

D, [mm] = maximum diameter for flat bottom ground
D,,..[Imm] = minimum hole diameter
—d1 orD_. —d1

m = Dmax
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o | o o | o OoO|O0 | O
o 0| O e | o o o °
(o] [ ] [ ] [ ] o
[ ]
L] °
H °
3 =] S "
¢ s roaon 1 XKiala 2R I8 2§ 82 |8 B8 28 8 B
Art./Apr. (mm) (mm) (mm) mm) mm) m) | () & | 2|2 | & S| 2|2 S| 2| 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 °
H ] ] n
Material RIS EE| 2 R &2 E 8|53 g =&
06pabatbiBaemble MaTepuanbl B & 2|2 2 S22 =S| g s 2|53 5 =
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 - AnioM1HVeBbIe CNNaBbl 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 E 10 ety ot
£ e A NEAN E SDKT12 o
mn. \\ AN un. = ~
8 L 8 SDKT09
N S L AN \
N .
6 N 1 \\ N AN 6
&) \ N S
4 RIS AR NS 4
[\ NN R
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

Strong cutting edge for cast ironapplications.
YcuneHHas pexyLian KpoMKa Ana o6paboTku
YyryHOB.

MR

Strong cutting edge for general steel applications
and hard conditions milling.

YcnneHHas pexyluas KpoMKa ansa o6paboTkum
BCex BUaoB ctanei. Moaxognt gna

M-F dpesepoBaHNA B TAXKESbIX YCIIOBUAX.

M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexylasa KpoMKa s nony4ncroBoi
06paboTKM HepXKaBeloLweli cTanu. YucroBas
obpaboTKa cTanu.

Sharp cutting edge for aluminium

and non-ferrous metal.

OcTpas pexylyas KpomKa ans o6paboTku
anioMUHNA N HEMEeTalIoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

SM5500... SM5500L... SM5500W... SM5500...M SM5500AT...
< i
A B — A
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O“’Aw os| 1 "“4 A
- = .t -
oD L 12 3 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 = = = 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

*To install insert with a large radius,
itis necessary to make revision of the
Modification of seat insert on the cutter body.
cutter bodies
*[1NA yCTaHOBKM MIACTUH C 60MbLLINM
papnycom, HeobxoarMo cAenaTb
opaboTKy NocafouHOro mecTa
NNacTuHbl Ha Kopryce pesbl.




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt
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Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) () 2|22 |2 |=|=|=|= | &S|\ &\ =& &=
APKT 1003PDER MR 10 | 35 1675] 1 05128 | 1 (] (]
APKT 1003PDER M-AF 10 | 35 1675] 1 05128 | 1 [ J °
APKT 1003PDER SCE 10 | 351675 1 | 05|28 | 11 [
APHT 100302FR M-F 10 3 1675|2202 )28 11 [
APHT 100304FR M-F 10 | 3 67522 |04 |28 11
APHT 100308FR M-F 10 | 3 |675(22 |08 |28 11
g APKT 100308 RMR 10 | 3.5 |6.70(0.64 |0.85| 2.8 | 11 ° ) o
m APKT 100312 RMR 10 | 356701 05 | 1.2 | 28 | 11 ([ ] [} (o]
APKT 100316 RMR 11534 /670 0 |16 |28 | 11 ° ° o
g *APKT 100330 RMR 115] 34 /670 0.2 | 3.0 | 28 | 11 ([ ] [} (o]
H 5] S "
Material mgﬁﬁmﬁéﬁﬁzﬁﬁﬂmﬁ
06pabatbiBaemble MaTepuanbl HB o s2s s lEs=FaE
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85) 220-85) 200-60 180-75
Low alloy steel - HuskonervposaHHas ctanb 180-350 185-70 185-70) 155'50‘ 140-60
Alloy steel - IlerupogaHHas crans 200325 15060 [150:60 140-60\ 140-60\
Stainless steel mart - MapTeHcUTHan HeEpX. CTanb 200-240 140-60‘ 140-60‘ 160-60‘ 150-60‘
Stainless steel aust - AycTeHWUTHan HeEpX. CTanb 180-230 120-60 120-60 140-60 150-60
Cast iron- YyryH 280-80
Aluminium - AnloMrHVEBbIe CNnaBbl 60-130 <2000
Hig. temp. alloy - XKaponpouHble cnnasbl 200-320 50-40
Titanium - TuTaHoBbIE CMNaBbl 400-1050 50-40
£ T } T £ 15
€ 10 £
ANEIAN 5
(-] 8 ANIAN < 10
. <\ \ APKT10
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000 005 010 0.15 020 0.25 0.30 0.2 0.14 0.25
(hipbreaker fz (mm) fz(mm)
Onucanne CTPYXKKONIOMOB
Yy Ms M-F
Stable cutting edge for dedicated exotic v Sharp cutting edge for aluminium and nonferrous metal.
' materials and titanium. ﬂ OcTpas pexyluas KpomKa fjis 06paboTKu anloMUHNSA
MonyuncroBas 06paboTKa »KapONpPOUHbIX 2 I HEMeTaJ/oB.
CMNaBoOB M TUTaHa. MR
\  M-AF Strong cutting edge for general steel applications and
v Sharp cutting edge for general stainless steel hard conditions milling.
. applications and for finishing in steels. YcnneHHas pexyLuas KpoMka gna o6paboTku Bcex
4 OcTpas pexyLyas KpoMKa i Nosy4ncToBom BUAOB
06paboTku HepxaBetoweii cTanu. Ynctosas craneii. Moaxogut ans ¢ppesepoBaHns B TAXKENbIX
06paboTKM cTanu. YCNOBUAX.

O Onrequest/ no 3anpocy
® Instock /B Hannunn
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MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt
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| s d ap o r &1 XIRIgIXE 2 3 S 22 C|RE D aE
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) (mm) ) | & | & 2|2/ S| 2 S| S| = E S| S35 =
ADKT 1505PDER MR 15.5|5.65/945|13.8| 14 |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| 1.5 |0.75]| 45 |12 o
ADHT 1505PDER MS 15.5|5.65]945|138| 1.5 |0.75]| 45 |12 [eJNie)
@ APKT 150516 RMR 156 6.1 [9.45|138| 06 | 1.6 | 45 [12| O o o [o)
m APKT 150524 RMR 16.2| 6.1 |945|14.1| 0.7 | 24 | 45 (12| O o o o
g APKT 150532 RMR 163| 6.1 |[945|142| 04 | 3.2 |45 12| 0O o o o
3 s ] "
Material a2 2 a4 I
06pabatbiBaeMble MaTepuanbl HB a2 S EcEEsEnE
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85) 200-60 180-75
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70 150-60‘ 140-60
Alloy steel - JlernpoBaHHas ctanb 200325 150-60 140-60‘ 14060‘
Stainless steel mart - MapTeHcUTHas HepX. CTanb 200-240 140-60 160-60‘ 150150‘
Stainless steel aust - AycteHuUTHaA HepX. cTanb 180-230 140-60 150-60
Cast iron- YyryH ‘?0%
Aluminium - AnloM1MH1eBble cnnaebl 60-130 <2000
Hig. temp. alloy - aponpouHble cnnasbl 200-320 50-40 | 75-25
Titanium - TuTaHoBbIEe CNNaBbl 400-1050 50-40|75-25
'é 14 I I \ I ’E‘ 15
E n N\ E
o N\ o
o LAY © 10
8 N\ | ADKT15
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f.(mm) f,(mm)
Chipbreaker
OnucaHue CTPYKKONOMOB
T\ Ms M-F
Stable cutting edge for dedicated exotic v Sharp cutting edge for aluminium and nonferrous metal.
. materials and titanium. - OcTpas pexyLuas KpoMKa 1A 06paboTKY anioMUHNA
MonyuncroBas 06paboTKa >kaponpoUHbIX 1 HEMETA/IOB.
CrIaBOB 1 TUTaHa. MR
T\ - . -
v M-AF . . B 4 Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel hard conditions milling.
. applications and for finishing in steels. 1! YcuneHHas pexyliias KpoMKa Anst 06paboTKI Bcex
N Octpas pexyuas kpomka Ans BUAOB cTaneii. MoaxoauT ans dpesepoBaHNA B

NoNYYNCTOBOI 06paboTKM HepKaBetoLern

TAXESbIX YC/IOBUAX.
cranu. YucroBas obpaboTka cranu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

SM5500W... SM5500L... SM5500..M SM5500UW...
—|
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oD | 12 d M d1 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 - - h 1+1 AP..1003.. 1425
SM5500UW.032.16.50.125 32 125 50 32 = = T+1 AP.. 1604.. 1440
SM5500UW.040.16.50.125 40 125 50 32 - - " 1+1 AP.. 1604.. 1440

=30 *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
paanycom, HeobxoaNMo caenatb
AOPaboTKy NOCafouHOro MecTa
NNacTViHbl Ha Kopnyce ¢pesbl.




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt
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Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) ) 2| & 2|2 |=s|=|=| = | S| & =G| &=
APKT 1604PDER MR 153 |525| 95 | 1.4 [0.85| 44 |11.5 ° [
APKT 1604PDER M-AF 153 |525| 95| 1.4 |0.85| 44 |11.5 ° °
APKT 1604PDER SCE 153 |525| 9.5 | 1.4 [0.85| 44 |11.5 [
APHT 1604FR M-F 153 |4.65| 95 2 1085| 44 115 [ ]
Q APKT 160416 RMR 153 |525| 9.5 |0.65| 1.6 | 44 |11.5 ° ° )
*APKT 160424 RMR 153 |525| 95 | 06 | 24 | 44 115 [ ] ° [e)
m *APKT 160432 RMR 153 |525| 95| 03 | 3.2 | 44 |11.5 ° ° (o) o
g *APKT 160440 RMR 153 52595 | 03 | 40 | 44 |115 [e] (] (o)
*APKT 160448 RMR 153 | 58 | 95|03 | 48 | 44 |115 [ ] ° (o)
i g n § a § = n
Matea B8 EEELEELEREERE
06pabaTbiBaemble MaTepuanbl HB glalad === =\ S\ x|\ =& &
Not alloy steel - HenernposaBaHHas cTanb 125-300 22085 220-85) 200-60 180-75
Low alloy steel - HuskonernposaHHas ctanb 180-350 185-70 185-70 170'60‘ 140-60
Alloy steel - llernposaHHas ctanb 200-325 150-60 150-60 150'60‘ 140'50‘
Stainless steel mart - MapTeHcuTHas HepX. cTanb 200-240 140'50‘ 140'50‘ 150'60‘ 150'50‘
Stainless steel aust - AycTeHVUTHas HepPX. CTanb 180-230 120-60 120-60 150-60 150-60
Cast iron- YyryH 320-100
Aluminium - AnloMUHVEBbIe CrNaBbl 60-130 <2000
Hig. temp. alloy - XXaponpouHbie crnasb 200320 30-40
Titanium - TutaHoBble cnnaebl 400-1050 50-40
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Chipbreaker f.(mm) f.(mm)
OnucaHue CTPYKKONOMOB
Y Ms M-F
Stable cutting edge for dedicated exotic v Sharp cutting edge for aluminium and nonferrous metal.
. materials and titanium. - OcTpas pexyLias KpomKa fjia 06paboTKu anioMnHna
MonyumncroBas 06paGoTKa XKaponpoUHbIX 1 HEMETAIOB.
Cn1aBoB U TUTaHa. MR
3 M-AF | W Strong cutting edge for general steel applications and
\4 Sharp cutting edge for general stainless steel | hard conditions milling.
. applications and for finishing in steels. 11 YcuneHHas pexyLuan Kpomka ia 06paboTku Bcex
; OcTpas pexyLas KpomKa gnis BuAOB cTaneii. Mopgxoaut ana ppesepoBaHnA B
NoNy4NCTOBOI 06PaboTKMN HepKaBetoLLel TAXKENbIX YCNOBUAX.

cranu. YuctoBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

SM5500AT... SM5500ATP...

N

Art./ Apr. (33) (mlm) (mdm) (n:?'n) (mam) @ ’ // / ’ ﬂ &

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
paanycom, HeobxoaNMo caenatb
AOPaboTKy NOCafouHOro MecTa
NNacTViHbl Ha Kopnyce ¢pesbl.
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Art./ Apr. (mm) (mm) (mm) (mm) mm) mm) ) || 2| 2|2 S|2| S| = E|F =SS =
APKT 1604PDER MR 153 |525| 95 | 1.4 [0.85| 44 |11.5 ° °
APKT 1604PDER M-AF 153 |525| 95 | 14 |085| 44 (115 [} °
APKT 1604PDER SCE 153 |525| 95 | 1.4 [085| 44 |11.5 )
APHT 1604FR M-F 15.3 |4.65| 9.5 2 |085| 44 115 [ ]
APKT 160416 RMR 15.3 |5.25| 95 |065| 1.6 | 44 |11.5 [ ] [ ] °
Q *APKT 160424 RMR 153|525/ 95| 06 | 24 | 44 |115 [ ] [} o
m *APKT 160432 RMR 153 525| 95|03 |32 |44 |115 ° ® o o
*APKT 160440 RMR 153 525195 | 03 | 40 | 44 115 o [} (o]
g *APKT 160448 RMR 153 | 58 | 95| 03 | 48 | 44 |11.5 ® ° o
S =] S "
Material RS E S22 S 22| B8 aE
06pabatbiBaemble MaTepuanbl HB g aas2 s cE=FaE
Not alloy steel - HenernposasaHHas cTanb 125-300 22085 220-85 200-60 180-75
Low alloy steel - Hi3konervposaHHas ctanb 180-350 185-70 185-70 170%0‘ 140-60
Alloy steel - llernpoBaHHas cTanb 200-325 150-60) 150-60 150-60‘ 140—60‘
Stainless steel mart - MapTeHcUTHan HepX. CTanb 200-240 140-60‘ 140-60‘ 150-60‘ 150-60‘
Stainless steel aust - AycTeHWUTHaA HEPX. CTanb 180-230 120-60 120-60 150-60 150-60
Cast iron- YyryH 320-100
Aluminium - AfIlOMUHMEBbIE CMaBbI 60-130 <2000
Hig. temp. alloy - XaponpouHble cnnasbl 200-320 50-40
Titanium - TutTaHoBbIe CnnaBbl 400-1050 50-40
—~ 16 - 20
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Chipbreaker M-E
Onucanme cTpyKonomos v Sharp cutting edge for aluminium and nonferrous metal.
VY4 M-AF _— OcTpas pexyLuan KpomKa AJia 06paboTku anlomMnHna
B . . 1 HEMeTaJINoB.
Sharp cutting edge for general stainless steel MR
applications and for finishing in steels. | W Strong cutting edge for general steel applications and
Ocrpan pe)Kyli.tas; KngKa Ana . | hard conditions milling.
Mofy4ncToBo1 00PabOTKM HEpAABEIoLEN 11 YcuneHHas pexyLuan KpomKa AJia 06paboTku Bcex
cranu. YuctoBas o6pa6oTka cranu.

Bugos craneii. Mogxoaut ana ppeseposaHns B
TAXKENbIX YC/IOBUSX.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

SM5550SK/BT...

oD L1 K L2 d L a ’ /
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) No (mm)
SM5550.050.16.5K40.3 50 65 SK40 120 - - 15 AP.. 1604.. 1240 5515
SM5550.050.16.5K50.3 50 65 SK50 130 = = 15 AP.. 1604.. 1240 5515
SM5550.063.16.5K50.3 63 65 SK50 130 - - 15 AP.. 1604.. 1240 5515
SM5550.080.16.5K50.3 80 80 SK50 140 = = 18 AP.. 1604.. 1240 5515
SM5550.050.16.BT40.3 50 65 BT40 105 - - 12 1 AP.. 1604.. 1240 5615
SM5550.050.16.BT50.3 50 65 BT50 105 = = 15 AP.. 1604.. 1240 5615
SM5550.063.16.BT50.3 63 65 BT50 130 - - 15 AP.. 1604.. 1240 5615
SM5550.080.16.BT50.3 80 80 BT50 140 = = 18 AP.. 1604.. 1240 5515




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt
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L 883 EEEEE g SEEE
Art./ Apt. (mm) (mm) (mm) (mm) (mm) (mm) () & & | | & | =|= | == | &£\ x| | =z|&| &|x
APKT 1604PDER MR 153 |525| 95 | 14 |085| 44 (115 [ ] °
APKT 1604PDER M-AF 153 |525| 95 | 14 |085| 44 (115 [ ] [ ]
APKT 1604PDER SCE 153 |525| 95 | 14 |085| 44 |11.5 [ )
APHT 1604FR M-F 153 |4.65| 9.5 2 1085| 44 115 [ ]
i g = n § a § = n
Mot HEHEEHEEEFEEEHBEEE:
06pabaTbiBaemble MaTepuabl HB glaladld=s=s=s=s\S\ /&= & &
Not alloy steel - HenernpogagaHHas ctasnb 125-300 220-85 220-85 200-60 180-75
Low alloy steel - HuskonermposaHHas cTanb 180-350 185-70 185-70 170'60‘ 140-60
Alloy steel - JlernpoBaHHas cTanb 200-325 150-60 150-60 150'50‘ 140’50‘
Stainless steel mart - MapTeHcUTHas HepPX. CTanb 200-240 140-60 140-60 150'6"‘ 150’50‘
Stainless steel aust - AycTeHUTHas Hepx. CTab 180-230 120-60 120-60 150-60 150-60
Cast iron- Yyryn 320-100
Aluminium - AnlomMUHVEBbIE CraBb! 60-130 <2000
Hig. temp. alloy - *KaponpouHbie cnnasbl 200-320 50-40
Titanium - TutaHoBble cnnasbl 400-1050 30-40
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f,(mm) f, (mm)
Chipbreaker
OnucaHue CTPYXKoNomoB
Ms M-F
Stable cutting edge for dedicated exotic v Sharp cutting edge for aluminium and nonferrous metal.
- materials and titanium. - OcTpas pexylas KpomKa ans 06paboTku anioMUHNA
MonyuncroBas 06paboTKa *KaponpPoUHbIX - 1 HeMETaJTIOB.
CMIaBoOB M TWTaHa. MR
\V4 M-AF | W Strong cutting edge for general steel applications and
Sharp cutting edge for general stainless steel hard conditions milling.
. applications and for finishing in steels. N YcuneHHas pexyLuas Kpomka Ans 06paboTKi Bcex
OcTpan pexyLas KpomKa ans BMAOB cTaneii. MopgxoanT ansa ppesepoBaHus B

NoJy4ncToBOIi 06PaGOTKN HepXKaBetoLLel TAKENbIX YCTIOBUSIX.
ctanun. Yuctosas o6paboTKa cTanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

SM5005... SM5005MK... SM5005AT...
-
‘ | \ d
-
X [ L ] LA
N - 13
= s Yy
\ i N
AF 9 % i | | al y
© v\ el 2 ;
i g .o
fa) o
gp I 2 B 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 12535 | - | 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 TBEPAOCTIABHBIMUA MNACTUHAMU . umt

e o oo o/ 0|0
o o o |0 o °
(o) e o o O o
[ ]
e o
H °
2 s & n
I s d ap I1rd1xmg§§§§§£g§2§mmﬁ
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) mm) ) & | 2| 2|2 S| 2|2 S| S| ES 2|3
TPKN 1603PDR MR 16.5 |3.189.52|13.3|1.45|0.20 | 2.5 |11.25 o o o
TPKR 1603PDR M-AF 16.5 13.1819.52|124|1.20|0.40 | 2.5 |11.25 (o] o o
= s S "
Material QEE§QE§£552§§RE‘=
06pa6atbiBaemble MaTepuanbl HB 22| s|=|s=|=sE = =G4 =
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 - JlervposaHHas cTanb 200325 150-60/150-60 150-60 160-60‘160-60‘ 14&60‘
Stainless steel mart - MapTeHcuTHas Hep. CTanb 200-240 140-60‘140-60‘ 140-60‘ 160-60‘160-60‘ 15&60‘
Stainless steel aust - AycTeHTHas Hepx. CTanb 180-230 120-60(120-60 120-60 150-60/150-60 150-60)
i 320-
Cast iron- YyryH et
Hig. temp. alloy - XXaponpouHble cnnasbl 200-320 50-40
Titanium - TuTaHoBble cnnaBbl 400-1050 50-40
20
_ I I —~ 20
E 18 | | E
€ 16 €
e N
o 14 AN s 15
(-] 12 \\ (]
I [\ I o
10 ‘ - ‘ 10 \-
8 \C TPK 16
6 \\ ITN_190
4 \\ 5
2 ! \ I
[ [ [ [ |
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 pexyLian Kpomka ana
06paboTkm Bcex BUAOB cTaneii. Moaxoanut
ansa ¢ppesepoBaHnA B TAXKENbIX YCIIOBUAX.
M-AF

v Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexyLas KpoMKa ans
NoJly4YnCcToBO 06paboTKM HepKaBeloLen
ctanu. Yucrosas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

SM5005ATP...

Art./ Apr. (:ulv)l) (mlm) (n:i\) (mdm) (mam) z /7; ’ / / Q ’ ' /

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 TBEPAOCTIABHBIMUA MNACTUHAMU . umt

e o oo o/ 0|0
[e] o o |0 o °
(o) e e o O o
°
e o
H °
2 s & n
I s d ap I1rd1xmg§§§§§£g52§nn§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) mm) ) 2| 2| 2|2/ S| 2SS S|FE S| S|FF =
TPKN 1603PDR MR 16.5 |3.189.52 133 |1.45| 0.2 | 2.5 |11.25 o o o
TPKR 1603PDR M-AF 16.5 13.189.52|124|1.20| 04 | 25 |11.25 (o] o o
= s S "
Material ﬁ8§§£5§£252§§n§
06pa6aTbiBaemble MaTepuanb HB 2 2 s|=|s === F K|
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‘ 140—60‘
Stainless steel mart - MapTeHcuTHasA HepX. CTanb 200-240 140-60‘140-60‘ 140-60‘ 160-60‘160-60‘ 150—60‘
Stainless steel aust - AycTeHTHaA Hepx. CTanb 180-230 120-60(120-60 120-60 150-60/150-60 150-60
i 320-
Cast iron- YyryH et
Hig. temp. alloy - XXaponpouHbie cnnasbl 200-320 50-40
Titanium - TutaHoBble cnnaBbl 400-1050 50-40
20
— I I —~ 20
E 18 I I E
E 16 £
o 14 A 2 15
(] 12 \\ (4]
| [N\ | T
10 ‘ - ] 10 \-
8 \C TDW 14
6 AN Irn_1v
\\ 5
4 AN
2 — \
I I I
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 pexyLian Kpomka ana
06paboTkm Bcex BUAOB cTaneii. Moaxoanut
ansa ¢ppesepoBaHnA B TAXKENbIX YCIIOBUAX.
M-AF

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexyLas KpoMKa ans
NoJly4YnCcToBO 06paboTKM HepKaBeloLen
ctanu. Yucrosas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

SM5005AT... SM5005ATP...

[ |_J ] A A
13
- ¥ 5
]
]
r"--'
; a8 ¥
D
oD | 3B 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
18
SM5005AT.125.22.40.6 1251 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
O e, B P QRSP
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
18
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 TBEPAOCTIABHBIMUA MNACTUHAMU . umt

o o oo o/0|O
O|O[0O(O|e® |0 o o °
o e e o O (o]
[ ]
e o
H ®
= g 18| |w
Isdapl1rd1xmg§§§§$§2§3§§m§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) mm) () 2|22 |2 |=s|=|=|= ||| & =& &=
TPKN 2204PDR MR 22.0 (476|127 187 |1.55| 0.2 | 2.5 |11.25 ® ® [}
TPKR 2204PDR M-AF 22.0 (476|127 |177165| 03 | 25 |11.25| ® oo o
. = g .18 |w
Material mg?ﬁﬁﬁsﬁﬁiﬁﬁﬁmﬁ
06pabaTbiBaemble MaTepuanbl HB R as=s=s =SS\ =F 0=
Not alloy steel - HenernposaBaHHas cTanb 125-300 1220-85(220-85) [220-85 200-601200-60 180-75)
Low alloy steel - HuskoneruposaHHas ctanb 180-350 185-70/185-70 185-70 150460‘15%0‘ 140-60)
Alloy steel - JlernposaHHas ctanb 200325 150-60(150-60 150-60 14%0‘14&60‘ 140-60‘
Stainless steel mart - MapTeHcnTHas Hep. cTanb 200-240 140-60‘140-60‘ 140-60‘ 16%0‘16060‘ 150-60‘
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 120-60/120-60 120-60 150-60(150-60 150-60
. 320-
Cast iron- YyryH W
Hig. temp. alloy - XXaponpouHbie crnnasbl 200-320 50-40
Titanium - TutaHoBbIE CNNaBbl 400-1050
20
— I I I —~ 20
E 18— | E
E 16 \ £
= \ =
a 14 \\ a 15 \\
® 1 X © TPK_22 —
N\
10 N— ; 10
8
6 N\,
N\
4 \\\ 5
. = | | SN
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
Onucanne CTPYXXKONIOMOB
MR
v) Strong cutting edge for general steel

applications and hard conditions milling.
YcuneHHas pexyLian Kpomka ana
06paboTKu Bcex BUAOB cTanei. Moaxoaut
Ans ¢ppesepoBaHNA B TAKESbIX YCIIOBUSAX.
A 4 M-AF
Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexylian KpomKa gna
MoNyuNCTOBOI 06PabOTKM HepKaBetoLel
cTanu. Yucrtoasa o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




Bumt

MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

FM1000W...

1

FMT1000AT...

a, max

gd1 @D2 I 12 h d dA a
Art./ Apr. (mm) (Mm) (mm) (mm) (mm) (mm) (mm) (mm) z ‘
FM1000W.040.06.50.110.4 40 522 | 110 50 - - 32 4 HO/HP 06 1345432
FM1000AT.040.06.16.4 40 52.2 - - 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 | 112,22 - - 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 TBEPAOCTIABHBIMUA MNACTUHAMU . umt

e | o o o o | O
/ O[O | O e (o o o )
‘FE.'E*'** ) o oo )
) .
s
; 3 [ ] [ ]
H °
Ls |
= S S i
) () o) om0 | B BB B|E|E| 8 E|E|E|EE|E EE
Art./ Apt. (mm) (mm) (mm) mm) mm) () | & & | & | & | = |=|=|=|& || & | =& &=
HPKT 0604AZER MR 16345 |04 | 44 | 1.7 | 11 [ [}
HPKT 0604AZER M-AF 163| 45|04 |44 |17 |11 [}
HPCT 0604AZER M-F 163| 45|04 | 44 | 1.7 | 11 [}
HOKT 0604AZER MR 163| 45|04 |44 |17 |11 ® °
HOCT 0604AZER M-AF 163| 45|04 | 44 | 1.7 | 11 [} [}
= S S "
Material 2 § § E 238 2 c| 8 B é 9| =
06pabaTbiBaemMble MaTepuanbl HB gla|a|la| | =|l=|l=|=| = | x| &\ =2|&F|&|=x
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 - JlernpoBaHHas 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 - AycTeHUTHaA HepX. CTanb 180-230 120-60] 120-60] 140-60 150-60]
Aluminium - AnloM1MH1eBble CnnaBbl 60-130 <2000
Hig. temp. alloy - aponpouHble cnnasbl 200-320 50-40
Titanium - TutaHOBbIE CNNaBbl 400-1050 50-40
HPTKO6 HOKT06
5
€ 45 €
E 40 E 4 e
S 35 N \ < HPKTO06 RSN
N, 'Y | S
3.0 N X 3 :
e N  HOKT06
2.0 N 2 :
1.5 e :
1.0 N> N 1 I
N |
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

=0V 7%
{O) (v)-
C»-} N

Strong cutting edge for general steel
applications and hard conditions milling.
YcnneHHas pexyLiasa KpoMKa gns
o06paboTku Bcex BMAoB cTanei. Mogxoaut
AnA GpesepoBaHNA B TAXKENbIX YC/IOBUAX.

O Onrequest/ no 3anpocy

In stock / B Hannumn

|

[

a4

&~

Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexylasn KpomKa Ana nosyuncroBo
06paboTKN HepKaBetoLwel cTanu. YucroBas
obpaboTtka ctanu.

M-F

Sharp cutting edge for aluminium and
non-ferrous metal.

OcTpas pexylasa Kpomka ana o6paboTkm
ANIOMUHUA N HEMETaI0B.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

FM1080AT...

L ]
T g =
— ' &
| 4 |
¢ d,

gd1 0d2 h d dA a ‘ ‘
Art./ Apr. (Mmm) (mm) (mm) (mm) (mm) (mm)

N

FM1080AT.040.13.16.4 40 524 45 38 16 4 SOKU 12 11042274
FM1080AT.050.13.22.5 50 624 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 80 924 50 58 27 o 8 SOKU 12 11042274
FM1080AT.100.13.32.10 100 1124 50 78 32 10 SOKU 12 11042274
FM1080AT.125.13.40.12 125 137.4 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 63 754 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.125.15.40.8 125 137.4 63 88 40 8 SOKU 15 1345431
FM1080AT.160.15.40.10 160 172.4 63 104 40 10 SOKU 15 1345431




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt

o | o o o oO| 0| O
o]0 O e o o o [
o) e o | e | O o
°
o | o
H °
= . (-9
s r d1on X| R g =54 g 3 § in é s 2| almal=
Art./ Apt. (mm) mm)mm)mm)(mm) ) | & 2| 2| 2| =S| 2| | =S| ||l =2|3| x|
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 ()
= . (-9
Material 2lel=|= - g S § ) é S| E = vl S
06pabatbiBaemble MaTepuanbl B | 22225 2 S|sS| 2| =253 a =
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. cTasb 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
E . .
- \‘\ s Tl
< s ’\1\:\ © 5 SOKU12
4 NS 4
3 \\ S N 3
2 : ™y 2
~ ~
1 ‘ RN N 1
0 I o~ ‘ ‘ | T\\\~\ 0 [ P
0.00 0.05 0.10 0.15 0.20 0.5 0.30 0.35 0.40 0.45 0.50 0.08 0.19 03 05
f,(mm) f, (mm)
Chipbreaker
Onucanne CTPYXXKONOMOB
MR M-AF

Strong cutting edge for general steel
applications and hard conditions milling.
YcuneHHas pexylias Kpomka ans

Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexylas KpomMKa Ans Nony4ncToBoil

06paboTKM BCex BUAOB CTanen. 06paboTKu HepxKaBetowel ctanu. YucrtoBas
MNoaxoput ansa ¢ppesepoBaHns B obpaboTKa cTanu.
TAXKeNbIX YCIIOBUAX. 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 TBEPAOCI/TABHBIMU NAACTUHAMU

FM1090AT...

H7
ad

—

88°

@D .
%
o 6 H h z \ :T S /7 /
Art./ Apt. (mm) (mm) (mm) (mm) (mm) kg Nm /
FM1090AT.50.22.4 50 22 40 11,5 4 027 | 3,8+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 0,94 | 3,8+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 11 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 3,91 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 TBEPAOCTIABHBIMUA MNACTUHAMU . umt

v 4

L T Y o|lo0| O
( = \\ i M o|o|lo|lo|e|e|e|e °
O a1 (o) e o o O o
Pz .
d\ > J e | o
\/ 4>‘ S l—— ®
s S o S n
d s v A 1 x 28 F E B2 2§ 22288 8k
Art./ Apr. (mm) (mm) (mm) (mm) (mm) [] el agladlslsls=ss|\zxl=zG  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 127 1635| 1.2 | 54 12.7] - [] °
SNMX 120612 SCE 12716.35| 1.2 | 54 [12.7| - o
, = 3 18] |
Material mg§§§§35252§§3§
06pabatbiBaemble MaTepuanbl HB || a s|s|s|s|lgE| s\ =za|a|=
Not alloy steel - HenernposasaHHas cTanb 125-300 230 220
Low alloy steel - HuskonermposaxHas cTtanb 180-350 190 180
Alloy steel - JlernposaHHas cTanb 200325 165 180
Stainless steel mart - MapTeHcUTHas HepX. CTanb 200-240 150
Stainless steel aust - AycTeHUTHas HepX. CTab 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
o \ & 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 pexyLias 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 pexyluas KpoMKa Ans Nony4YncToBoi
SCE 06paboTKMn HepKaBetowel ctanu. YucrtoBas

Strong cutting edge for cast ironapplications. o6pabotka ctanu.

YcuneHHas pexyLias KpoMKa asia 06paboTku
UYryHoB.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

FM1022AT...

d

) d, H6

a

’6—9‘

L]

14

ap, max

d;
I 1
d,
g B h d dA a @ Py
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm)

FM1022AT.040.14.16.4 40 52 40 38 16 HNKU 08 1345432
FM1022AT.050.14.22.4 50 62 40 43 22 HNKU 08 1345432
FM1022AT.063.14.22.5 63 75 40 48 22 HNKU 08 1345432
FM1022AT.080.14.27.6 80 92 50 58 27 o HNKU 08 1345432
FM1022AT.100.14.32.8 100 102 50 78 32 HNKU 08 1345432
FM1022AT.125.14.40.9 125 137 63 88 40 HNKU 08 1345432




MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt

e o o o o|lO0|O
o e o o o °
(o] e e o | O (o)
[ ]
o0
H ®
= a. (-9
¢ 1 s v o@on x Ble=zzaisdeiclzsaz
Art./ Apr. (mm) (mm) (mm) (mm) (mm) (mm) ) 2| 2| 2|2 S 2 2| FE == F0=E
HNKU 0806AZER MR 147 | 75 51910 | 45 | 15 | - ° )
i " r‘ HNKU 0806AZER M-AF 147 | 751519/ 10 | 45| 15| - o °
HOKU 0806AZER MR 147 | 75 1523|110 | 45 | 15 |45 ° [
HOKU 0806AZER M-AF 14,7 | 75152310 | 45| 15 |45 ° )
= (-9 (-9
Material §g§§§§§§ﬁésﬁmmﬁ
06pa6arblBaemble MaTepuanbl B 222 S| 2SS\ s =(aa=
Not alloy steel - HenernposasaHHas cTanb 125-300 i 2B 575
Low alloy steel - HuskonernposaHHas ctanb 180-350 BT 54D D
Alloy steel - llernposaHHas ctanb 200-325 D e e
Stainless steel mart - MapTeHCUTHas HepX. CTasb 200-240 140-60 130-60 150-60
Stainless steel aust - AycTeHUTHas HepX. CTanb 180-230 (2050 12060 20060 E)
Hig. temp. alloy - XXaponpouHbie cnnasbi 200-320 3040
Titanium - TutaHoBbIe CraBbl 400-1050 S0
5 5
€ €
E 4 E 4
o \\\ o HNKU 08 ~_
3 \\ 3
N
2 AN 2
1 1
|
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

4 v

@ w7 Strong cutting edge for general steel

\ 4- o L .

py applications and hard conditions milling.
= YcuneHHas pexyLiana KpoMmKa Ans

06paboTKu BCcex BMAOB cTanei. Mogxognt
AnA GpesepoBaHnA B TAXKENbIX YCJIOBUAX.

- M-AF
@m - Sharp cutting edge for general stainless steel
= _ 2/ applications and for finishing in steels.
OcTpas pexyulasa Kpomka ans

nony4ncToBor 06paboTKy HepXKaBetoLwen
ctanu. YucroBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

P3000AT...
d
d, H6
rij
| L.
—
g M7
<
) 3
e d
g 1
<
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 5 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.042.10.16.5 42 - - 40 38 16 5 RP/RD...10 11689894
P3000AT.050.10.22.5 50 - - 40 43 22 5 RP/RD...10 11689894

=7 B =
7 & o



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt

A
e o o o oO|lO0|O
1 o e o o o °
o o e o | @ O [e]
T
)
% L N )
H °
§ = g |8 |uw
(=3
d s r i n X | alselg8 2 § § me c|s E é n E
Art./Apr. (mm) (mm) (mm) (mm) mm) () 2| &2 |2 |=|=|=|=| &\ | & =& K=
RPMX 10T3MO MR 10 (397 - 34 - 11 ® °
RPMX 10T3MO M-AF 10 |397| - 34 - 1 ® °
RDHX 10T3MO M-F 10 (397 - 34 - 15 [ ]
RPHX 10T3MO MS 10 397 - 34 - 11 [ N )
RDHW 10T3MO MS-S 10 (397 - 34 - 15 [ ]
3 5 & w“
Material Rl2|E| 2 E § § E i E S E 8, E
06pabatbiBaeMble MaTepuanbl lR|ala|slslss|Ez =G K=
Not alloy steel - HenernposaBaHHas cTanb 125-300 2085 22080 20060 180-75
Low alloy steel - Hu3konervposaHHas cTanb 180-350 18570 185-60 150-60 140-60
Alloy steel - llernpoBaHHan cTanb 200-325 150-60 140-60 140-60 140-60
Stainless steel mart - MapTeHCUTHaA HepX. CTanb 200-240 140-60 130-60 160-60 15060
Stainless steel aust - AycTeHVUTHaA HEPX. CTanb 180-230 TR 120-60 T40-60 150-60
Aluminium - AnloMUHNEBbIE CMNaBbI 60-130 <2000
Hig. temp. alloy - XXaponpouHble crnasbl 200-320 50-40 | 75-25
Titanium - TutaHoBble cnnaBbl 400-1050 50-40 | 7525
Hardened materials - 3akaneHHble cTanu 65-60 180-100)
g 3 3
£ £
= 25 = R_X10
L - N ] _ \
2 a\ NG
1.5 —L\\ N
<\ \\ \\
1 + \\ N
0.5 }7‘
0 ‘ 1 ‘ ‘
0.00 0.10 0.20 0.30 0.40 0.50 0.60 0.08 0.29 0.5
f,(mm) f,(mm)
Chipbreaker
Onucanue CTPYXKoNomMoB
Ms M-F

Stable cutting edge for dedicated exotic
materials and titanium.

OcTpas pexylyasn KpomKa Ans

nonyumcroBoii o6paboTku

HepxaBelolei ctanu. Yncroas

obpaboTtka ctanu. .

O Onrequest/ no 3anpocy
® Instock /B Hannunn

MonyuncroBas o6pa6oTka \ g
»KaponpouYHbIX CMJIaBOB 1 TUTaHa.

. M-AF , <
Sharp cutting edge for general stainless / M '/
steel applications and for finishing in \i

. steels. L

Sharp cutting edge for aluminium and nonferrous
metal.

OcTpas pexylas Kpomka ana o6paboTkmu
ANIOMUHNA N HEMETASIOB.

MS-S

Strong reinforced cutting edge for hard
material.

YcuneHHas pexylias Kpomka ana o6paboTtkm
TpyAHooGpabaTbiBaeMbIX MaTepuanos.

MR

Strong cutting edge for general steel
applications and hard conditions milling.
YcuneHHas pexylan Kpomka gnsa o6paboTku
BCeX BUAoB ctanen. NMogxogut gnsa
PppesepoBaHNA B TAXKENbIX YCIOBUAX.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

P3000... P3000AT...

d
d, H6
a
1]
<
-~

| 5
<
@ r

d,

0 di h l2 h d dA a @ ‘
Art./ Apr. (mm)  (mm) (mm) (mm) (mm) (mm) (mm)

N

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
P3000.032.12.70.130.3 32 130 70 - - 32 3 RP/RD...12 11037484
P3000AT.040.12.16.4 40 = = 40 38 16 4 RP/RD...12 11036880
P3000AT.042.12.16.4 42 - - 40 38 16 4 RP/RD...12 1345432
P3000AT.050.12.22.5 50 = = 40 43 22 o 5 RP/RD...12 1345432
P3000AT.052.12.22.5 52 - - 40 43 22 5 RP/RD...12 1345432
P3000AT.063.12.22.6 63 = = 40 48 22 6 RP/RD...12 1345432
P3000AT.066.12.22.6 66 - - 40 58 27 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

=T = = =
<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 nanactud RPMX 1204MO FMR n RPMX npu ncnonb3osaHumn nnactud EOMT 120416 MR n EOMT
1204MO FM-AF pnameTp paboueri YaCcT yMEHbLUUTCA Ha 120416 M-AF guameTtp pabouerii 4YacTu YMEeHbLUNTCA Ha
0,25MM; AnviHa pexyLen YacTn yMeHblwnTca Ha 0,13mm. 0,3MM; ANNHa peXyLuein YacTu YMeHbLINTCA Ha 0,5Mm.
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o | o | o | o o|o| o
O[O |O|O | e ° () () ()
(o] [ ] [ ] L] (o] o]
°
o | o
H °
s S ] "
dsrd1||1xmg§§§§§§:52§§mﬁ
Art./ Apr. (mm) (mm) (mm) (mm) mm) mm) () & & | 2| & | = |=|=|=| & | & |=2|&| x| =
RPMX 1204MO MR 12 |14.76| - 4.4 @ - 11 [ [ ]
6 RPMX 1204MO M-AF 12 |14.76| - 4.4 - - 11 ° [}
- RDHX 1204MO M-F 12 1476 - 4.4 - - 15 ([ ]
RPHX 1204MO MS 12 |476| - 4.4 - - 11 e | o
RDHW 1204MO MS-S 12 |1476| - 4.4 - - 15 °
’ SDMX 1105AEER MR 11 | 59 - 4.4 - - 15 [ ] [ ]
\ SDMX 1105AEER M-AF 1M |59 - |44 - - 15 ) )
ﬁ RPMX 1204MO FMR 12 |4.76| - 44 11.75 24 | 11 [ ] [ ]
®
A =4 RPMX 1204MO FM-AF 12 |476| - 44 11.75 24 | 11 (]
’ EOMT 120416 MR 12 5 16 | 44 |105| 24 9 [ ] [ ]
EOMT 120416 M-AF 12| 5 | 16 | 44 |105| 24 | 9 ° )
X = S o S n
Material mgﬁﬁgﬁggﬁgsﬁégﬁ
06pa6atbiBaemble MaTepuanbl B | & & & & |=|=|=|=\&| x| &\ =|&8| &=
Not alloy steel - HenernposasaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HuskonermpoBaHHas ctasnb 180-350 18570 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 - AnloM1HKEBble caBbl 60-130 <2000
Hig. temp. alloy - *KaponpouHble cnnasb 200-320 5040 | 75-25
Titanium - TutaHoBble cnasbl 400-1050 5040 | 75-25
H | Hardened materials - 3akaneHHble cTanu 65-60 180-100
T 35 T 4
£ 50 £
© 25 © 3
- \Q N il
2
15 R__X12
1.0 4
05 i
0.0 0
000 010 020 030 040 050 060 070 080 0.90 0.1 0.45 0.8
f, [mm] f, [mm]
T 40 I E 4
E 35 £ _‘_‘\L
& 30 N &,
. ~N
2.5 N
2.0 N 2
15 SDMX11
1.0 1
0.5
0.0 0 ]
000 005 010 045 020 025 030 035 040 045 0.08 0.24 0.4
f, Imm] f, Imm1
Chipbreaker
OnucaHue CTPYKKONOMOB
Ms / M-F
Stable cutting edge for dedicated exotic O b Sharp cutting edge for aluminium and nonferrous metal.
materials and titanium. d OcTpas pexyLas Kpomka ans 06paboTku
Monyuncrosas 06paboTka *aponpPOUHbIX | 2 g ANIOMUHNA 1 HEMETANIOB.
CrIaBoOB 1 TUTaHa. MS-S

applications and for finishing in steels. o6pabaTbiBaeMbIX MaTepUanos.

M-AF N " Strong reinforced cutting edge for hard material.
Sharp cutting edge for general stainless steel 4 / YcuneHHas pexxyLLas Kpomka il 06paboTKm TpyaHO-
\.\: )

OcTpasn pexylan KpoMKa ana MR
NoNyunCTOBOI 06PaboTKMN HepKaBetoLLeln . Strong cutting edge for general steel applications and
cranu. YucroBas obpaboTka ctanu. v 7/ «» hard conditions milling.
4 ‘ B ; / YcnneHHan pexyluas Kpomka ans 06paboTku Bcex
O Onrequest/no 3anpocy >~ BMAOB cTanei. MopxoanT ansa ppesepoBaHus B

® Instock /B Hannunn TAXENbIX YC/IOBUAX.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU

P3000AT...
d
¢ d, H6
]
<l |
<
B
] gl <
(éh
@ r
d,
B d 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.052.16.22.4 52 40 48 22 4 RP/SD...X 1345431
P3000AT.063.16.22.5 63 40 48 22 5 RP/SD...X 1345431
P3000AT.066.16.22.5 63 40 48 22 8 5 RP/SD...X 1345431
P3000AT.080.16.27.6 80 50 58 27 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

=X & = =
<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 ncnonb3oBaHuy niactud RPMX 1605MO FMR n RPMX 1605MO FM-AF gnametp
pabouyeii YacTy yMeHbLINTCA Ha 0,2MM; ANIMHA peXyLLei YacTh yMeHbLNTCA Ha 0,TMMm.
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O 0|0
O[O | O O |e o o o °
o L o e o o O o
°
e o
X H °
z 5] S "
dsrd1II1Xmg§§§§§§$Eg§§gﬁ
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) () | 2|2 || === |=| &S| | & | =G| &=
RPMX 1605MO MR 16 |5.56 55 11 [ ] °
@ RPMX 1605MO M-AF 16 |5.56 5.5 1 [
RPMX 1605MO MS 16 |5.56 55 11 e o
SDMX 1506AEER MR 15 16508 |55 15| 15 ® [
’ SDMX 1506AEER M-AF 15 | 65|08 |55 1.5 | 15 ® ®
@ RPMX 1605MO FMR 16 |5.56 55 (158| 25| 11 [ J [}
&  RPMX 1605MO FM-AF 16 |5.56 55 (158| 25 | 11 ® o
. = s |3 "
Material mgﬁﬁgﬁgg.‘egﬁﬁénﬁ
06pa6atbiBaemble MaTepuanbl HB fla|a|d|l=|=l=|== | | =25 &=
Not alloy steel - HenernposaBaHHas cTanb 125-300 220-85 220-80 200-60 180-75
Low alloy steel - HnskonernposaHHas 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 © I
350 3 R_XT6FM
250 SN 2
2.00
1.50 1
1.00
0.50 ‘ \
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 —E
~—~ 6.00 13 6
E 550 |—— ‘;_ T
[ LN )
= i bY ° 3 Fsomxis -
S 400 \\ 4 I !
3.50 SN I| R_X16 —
3.00 S 3
2.50 ] |
2.00 [ T 2 i
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

MonyuncroBas 06paboTKa *KapOonpPOYHbIX CM/IABOB U - _ YcuneHHas pexyLuas KpoMKa fis 06paboTkm
TWTaHa. BCcex BUAoB ctanen. Moaxoaut ans

. M-AF dpesepoBaHA B TAXENbIX YC/IOBUAX.
l @V // " Sharp cutting edge for general stainless steel applications
I M ]

( Z Y\ MS 0 MR
v Stable cutting edge for dedicated exotic materials and g (;) V/] Strong cutting edge for general steel
Ea titanium. - - applications and hard conditions milling.

and for finishing in steels.
OcTpas pexyLuas KpomKa fJisl Nony4rcToBoi 06paboTku
Hep»KaBeloLLen ctanu. YuctoBas obpaboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

FM1088...

FM1088AT..

<] L S|
=
| =) ﬁ e
g
D
r dl
0 di h l2 h d dA a *
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.080.16.27.6* 80 - - 50 58 27 6 6 RN/RO..16 188399
FM1088AT.100.16.32.7* 100 - - 50 78 32 7 RN/RO..16 188399
FM1088AT.125.16.40.8% 125 - - 63 88 40 8 RN/RO..16 188399

* Onrequest/no 3anpocy



MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHBIMUA MNACTUHAMU . umt

1 o o o o o|lo|o
E % @ x O|l0|l0 |0 |e |0 |0 e °
X
SECTION B-B o Clo]e]® o
°
o | o
H °
= S S i
d s 1 odon X ig 822 8 % § 22| 8 8 a =
Art./ Apr. (mm) (mm) (mm) mm) mm) () & | & | 22| 2| =|=|=|=|& || | =2/ 5|5
RNKU 1204MOER MR 12 |59 |11.8| 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 = ] "
Material mgﬁaaﬁgaﬁgsﬁm:ﬁ
06pabatbiBaemble MaTepuanbl HB a2 s g5 a =
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 crasbl 200-320 30-40
Titanium - TuTaHoBblE CMNaBbl 400-1050 50-40
R_U12 R__U16
4.50 -‘ — 5
£ 400 ‘ E
£ s AY E 4
o 3.0 \\ = R_U16 \
2.50 NS No 3 —
2.00 N - Ri1/U12
i N N 2 |
~
1.50 NS |
1.00 B |
: =3 1 i
0.50 i S~ 1
0.00 ‘ 0
000 010 020 030 040 050 0.60 070 0.80 0.90 0.1 0.45 0.8
f,(mm) f,(mm)
Chipbreaker
OnucaHue CTPYKKONOMOB
) MR
(;) j Strong cutting edge for general steel applications
1 <, v’ and hard conditions milling.
- p 2 YcuneHHas pexyLuas Kpomka s 06paboTku Bcex

i
v
L 4

O Onrequest/ no 3anpocy
® Instock /B Hannunn

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
06paboTKu HeprKaBetoLell cTanu. YictoBas
o6paboTka ctanu.




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

HF9000... HF9000G... HF9000AT...
d, h6
|
d, h6
M
d
BYD -
o
t
d
gd1 1 12 h d dA a g 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 - - 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 35 250 63 = = 32 3 XOLT 13 106022
HF9000AT.050.13.22.4 50 - - 40 43 22 4 XOLT 13 106022
HF9000AT.063.13.22.5 63 = = 40 48 22 2 5 XOLT 13 106022
HF9000AT.080.13.27.7 80 - - 50 58 27 7 XOLT 13 106022

=7 &=
<F £ =P

=7 =
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X_LT XDLX
e o o |0 [}
OO/ O[O |@ e o o ()
(o} o o o o)
°
L)
H ®
= 5 S in
Art./Apt. (mm) (mm) (mm) (mm) (mm) mm) () & & | & | & =|=| ==& ==& & |
XPLT 070305 MR 7 |275] 05 | 2.8 = - 11 ® ®
XPLT 070305 M-AF 7 |275]| 05 | 28 - - 11 [} [ 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 [ [
B XDLX 10T308 M-AF 10 |438(085| 44| - | - |15 ° °
# XOLT 130410 MR 13 |476] 10 55| - | - | 9 . .
XOLT 130410 M-AF 13 |4.76| 1.0 | 55 - - 9 [ ] [ N}
= 5 S in
Material QQEEE§§£“—‘§2§§:&§
06pabatbiBaemble MaTepuanbl HB |l sl s\ =S K=
Not alloy steel - HenernposasaHHas cTasnb 125-300 22085 22080 200-60 180-75)
Low alloy steel - HuskonervnposaHHas 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‘ 160-60 150'60‘
Stainless steel aust - AycTeHUTHas Hep. CTarb 180-230 120-60 120-60 140-60 150-60
Hig. temp. alloy - XXaponpouHbie crasb 200-320 75-25170-30
Titanium - TutaHoBble crnasbl 400-1050 75-2580-40
HFCO07
= <= 1.00
E os £
E oz = E o e
a 06 ~ . -
< o — s HFC07
oa ~ 0.50
03 ~~
0.2 0.25
0.1
0.0 0.0
0.00 020 040 060 080 1.00 120 140 1.60 0.15 0.825 1.5
f,(mm) f,(mm)
HFC10 HFC13
- 25 = 250
£ €
E 20 | £ 200 -
o N o =~
L] 1.5 > ~ (] 1.50 HFC1 3
-~ ~
10 | “ ~_ 1.00
05 \?\ \};\ - 0.50 HFC10
| - == -
0.0 [ | [ ] I ~ 1 0.0 ==
000 050 1.00 150 200 250  3.00 3.50 0.1 1.55 3.0
f,(mm) f.(mm)
Chipbreaker
Onucanue CTPYXKONIOMOB
MR
Strong cutting edge for general steel applications »xand
;, hard conditions milling.
. ﬂ YcuneHHas pexxyLuas KpomKka anst 06paboTkm Bcex
BMAOB cTaneii. Mogxoant anA ¢ppesepoBaHNs B TAXKENbIX
yCnoBusX.
M-AF
= Sharp cutting edge for general stainless steel applications
o v . and for finishing in steels.
OcTpas pexyLyas KpoMKa i Nosy4ncToBor 06paboTkm

HepX<aBeloLLen ctanu. YucroBasa obpaboTka cTanu.
O Onrequest/ no 3anpocy P 1 P

® Instock/B Hannumn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCI/TABHBIMU NAACTUHAMU

FM1200AT... FM1200ATP...

Art./ Apr. (:.:v).) (?\nlznz) (mlm) (nli?;n) (mdm) (mam) 0 l ° / /\ /

N

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

Art./ Apr. (?mlv)l) g\nI::) (mlm) (nlifn) (mdm) (mam) z 0 ’ / )/ / Q ’ 9 &

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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ﬁ [ ] ° [ ] ° OoO|(O | O
o O| e o o o °
o [ ] [ ] [ ] (o] o
]
g 5
oo
if 2 H °
X
H S ] “n
Isapl1rd1Xmg§§§§§§2§2ﬁmmi‘,
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
= S S n
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 200-325 150'5%150'6% 150'5% 140-60130-60 140-60
Stainless steel mart - MapTeHcuTHas HepaK. CTab 200-240 140-5[*40-5({ 140-6J 160-60150-60 150-60
Stainless steel aust - AycTeHUTHaa HepX. CTanb 180-230 120'5d 150-60135-60 150-60
. 320-
Cast iron- YyryH 100
Hig. temp. alloy - >KaponpouHble cnnasbl 200-320 50-40
Titanium - TuTaHoBble crasbl 400-1050 50-40
SEK_12 SEK_15
~ 9 _ 10
[ [ [ [
£ S \ E
e X = By
© 6 N © SEK 15 T~
5 NN\ ——
4 \\\ \\ 5 —
AN SEK 12
3 \\ \\ SEN 12
2
1 N\ N\
| | | i E—
0 0
000 005 010 015 020 025 0.30 0.13 0.21 0.28
f,(mm) f,(mm)
Chipbreaker
Onvcanme CTPyKKONOMOB
\ MR
v .
N4 Strong cutting edge for general steel
applications and hard conditions milling.
\ YcuneHHas pexylian KpomKka gna

06paboTKu Bcex BUAOB cTaneii. Moaxoant
ans bpesepoBaHNs B TAXKENbIX YCIIOBUSX.
A\ M-AF

\4 Sharp cutting edge for general stainless steel
applications and for finishing in steels.
OcTpas pexylan KpoMmKa gna

MoNy4NCTOBOI 06PaboTKM HepKaBetoLLel
cranu. YuctoBas o6pab6oTtka cTanu.

O Onrequest/ no 3anpocy

® Instock /B Hannumn
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FM1202AT... FM1202ATP...
T
[ Col ] A A
L__:__ Y L
1
i o) __1
1
: a \
A \—
D D
D2
oD 0 D2 | 13 d a
Art./ Apr. (mm)  (mm)  (mm) (mm) (mm) (mm)
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
9
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

gD 9D2 | 13 d a Q Q ? /
Art./ Apr. (mm)  (mm)  (mm) (mm) (mm) (mm) / . &

N

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
L]
[ )
H °
2 5] & in
Isapl1rd1xmg§§‘§§§§£§g§§:§
Art./ Apr. (mm) (mm) (mm) (mm) (mm) mm) () & | & | 2| & |=|=|=|=|&E|Z|&E|Z2|F|&|=
SPKN 1203EDTR MR 127 1318 98 | 1.2 | 0.5 | 25 | 15 ® ® [}
SPKR 1203EDER M-AF 127 1318198 | 14 | 09 | 25 | 15 ® o
S = S "
Material 98§§§§§5ﬁ58§§n§
06pa6atbiBaemble MaTepuanbl HB || 8=l =5 & X
Not alloy steel - HenervposaBaHHas 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 - AycTeHUTHas Hepx. cTarnb 180-230 120-60 120-60 140-60 150-60
. 320-
Cast iron- YyryH =
Hig. temp. alloy - XXaponpouHble crinasbl 200-320 50-40
Titanium - TutTaHoBbIE CNNaBbI 400-1050 50-40
10 ‘ ‘ I 15
— 9 I \ I —_
E . \ E
E, £
o \ a 10
© 6 \\ (]
= e e , =
a \ SPK_12
N\ 5
3
2 \\
N\,
1 N
[ N I
0 \ \ \ \ ™ \ 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
OnucaHue CTPYKKONOMOB
v ) MR
(Vv Strong cutting edge for general steel

applications and hard conditions milling.
\ J YcuneHHas pexyLuas Kpomka ans
06paboTkm Bcex BMAOB cTaneii. Mogxogut
Ans dpesepoBaHNs B TAXKENbIX YCTIOBUAX.
(= . ) M-AF

\4 Sharp cutting edge for general stainless steel
applications and for finishing in steels.

OcTpas pexyLyas KpoMKa s

noJIyuncToBoii 06paboTKN HepXKaBetoLLel
cTanu. YucrtoBas o6paboTka ctanu.

O Onrequest/ no 3anpocy
® Instock /B Hannunn




. umt MILLING WITH CARBIDE INSERTS * OPE3bl CO CMEHHbIMU TBEPAOCTIABHbIMU NTACTUHAMU




TOOLS WITH CARBIDE INSERTS
NHCTPYMEHT CO CMEHHBIMW TBEPLOCIITABHBIMU NITACTUHAMM

DRILLS WITH CARBIDE INSERTS
CBEPJIEHWUE CO CMEHHbIMWU NNACTUHAMU




. umt DRILLS WITH CARBIDE INSERTS ¢ CBEP/IEHWUE CO CMEHHbIMW NAACTUHAMU

TABLE OF CONTENTS / COAEPXAHUE

SOLID CARBIDE TOOLS
TBEPOOCM/IABHbIN NIHCTPYMEHT

1 Carbide mills
TeepmocniaBHble (hpesbl
S
2 Carbide drills
TBeprocniaBHbIe CBEpa
) .
3 Special tools
CneuyanbHble MHCTPYMEHTI

TOOLS WITH CARBIDE INSERTS
WHCTPYMEHT CO CMEHHbIMU TBEPJOCMNABHLIMW NMIACTUHAMU

8800600000

4 Turning carbide inserts
{ ) TokapHble TBEpAOCMNAaBHbIE MAACTUHbI
—
5 Toolholders for external turning
TokapHble fepxaBKu A5 HapyHo 06paboTKu
6 Toolholders for internal turning
TokapHble fep)XaBKu AJist BHYyTpeHHel 06paboTkm
—
7 Grooving and parting off
KaHaBka 1 oTpe3ka
—
8 Threading inserts
Pe3bboHapesHble NnacTyHbI
9 Milling with carbide inserts 217
(®pe3sbl Co CMEHHbIMY TBEPAOCMIABHBIMU MACTUHAMM
—
10 Drills with carbide inserts 271
CBepna co CMeHHbIMY NacTUHAMK
3D Drilling
0 Ceepna 3D 273
4D Drilling
O Ceepna 4D 274
5D Drilling
O Ceepna 5D 275
O Inserts for drilling 276
MnacTuHbl oNist cBEpReHus
Alloy description
O OnucaHue cnnaBoB 277
O Cutting speed for drilling 278
PexuMbl pesaHusi ans cBepieHus
D Inserts for multiturning 280
MnacTyHbl A1 MHOTOYHKLMOHAILHOTO CBEP/IEHMS
O Toolholders for multiturning 282
[NepxxaBku multiturning
Alloy description
O OnwucaHve cnnasoB 283
O Cutting speed for multiturning 286
Pexx1Mbl pesaHust gns multiturning
O Recommendations for use 290

PEKOMGHJJ,aLI,VIVI K UCMNOJ1Ib30BaHUK
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ApTukyn

DIS 014x3D S05
DIS 014.5x3D S05
DIS 015x3D S05
DIS 015.5x3D S05
DIS 016x3D S05
DIS 016.5x3D S05
DIS 017x3D S06
DIS 017,5x3D S06
DIS 018x3D S06
DIS 018,5x3D 506
DIS 019x3D 506
DIS 019.5x3D 506
DIS 020x3D 507
DIS 020.5x3D 507
DIS 021x3D 507
DIS 021.5x3D 507
DIS 022x3D 507
DIS 022.5x3D 507
DIS 023x3D 507
DIS 023.5x3D 508
DIS 024x3D S08
DIS 024.5x3D S08
DIS 025x3D S08
DIS 025.5x3D 508
DIS 026x3D S08
DIS 026.5x3D S08
DIS 027x3D S08
DIS 027.5x3D S08
DIS 028x3D 508
DIS 028.5x3D $10
DIS 029x3D 510
DIS 029.5x3D §10
DIS 030x3D 510
DIS 030.5x3D §10
DIS 031x3D 510
DIS 031.5x3D §10
DIS 032x3D 510
DIS 032.5x3D §10
DIS 033x3D 510
DIS 033.5x3D 511
DIS 034x3D 511
DIS 034.5x3D 511
DIS 035x3D 511
DIS 035.5x3D S11
DIS 036x3D 511
DIS 036.5x3D 511
DIS 037x3D 511
DIS 037.5x3D S11
DIS 038x3D 511
DIS 038.5x3D 513
DIS 039x3D 513
DIS 039.5x3D 513
DIS 040x3D 513
DIS 040.5x3D 513
DIS 041x3D 513
DIS 041.5x3D 513
DIS 042x3D 513
DIS 042.5x3D 513
DIS 043x3D 513
DIS 043.5x3D 513
DIS 044x3D 513

215
b)
25
3
2.5
24
245
25
255
26
26.5
27
275
28
28.5
29
29.5
30
30.5
31
315
32
325
33
335
34
345
35
355
36
36.5
37
37.5
38
38.5
39
39.5
40
40.5
41
a5
)
25
43
435
44

55
59
59
64
64
68
68
n
n
75
75
78
78
82
85
85
85
89
89
92
92
96
96
99
99
103
103
106
106
100
110
113
113
17
17
120
120
124
124
127
127
131
131
134
134
138
138
M
1“4
145
145
148
148
152
152
155
155
159
159
162
162

+0.30

2D _0.10

42
45
45
48
48
51
51

54
55.5
57
60

60
615
66
66
66
69
69
7
7
75
78
78
81
81
81
84
84
87
87
90
90
93
93
9
9
99
99
102
102
102
105
105
108
108
m
m
114
17
n7
120
120
23
123
126
126
129
129
132
132

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

8885858585858 8588588&8885888 8383

Pasmepbl nnacTuH
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...
SOLT10T3...
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
DIS 014x4D S05
DIS 014.5x4D 505
DIS 015x4D S05
DIS 015.5x4D S05
DIS 016x4D S05
DIS 016.5x4D S05
DIS 017x4D S06
DIS 017,5%4D 06
DIS 018x4D S06
DIS 018,5%4D 06
DIS 019x4D S06
DIS 019.5%4D 06
DIS 020x4D 07
DIS 020.5x4D S07
DIS 021x4D 507
DIS 021.5x4D S07
DIS 022x4D 507
DIS 022.5%4D S07
DIS 023x4D S07
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 508
DIS 027.5x4D S08
DIS 028x4D S08
DIS 028.5x4D 10
DIS 029x4D 510
DIS 029.5x4D $10
DIS 030x4D $10
DIS 030.5x4D $10
DIS 031x4D $10
DIS 031.5x4D $10
DIS 032x4D 10
DIS 032.5%4D $10
DIS 033x4D $10
DIS 033.5x4D S11
DIS 034x4D 511
DIS 034.5x4D S11
DIS 035x4D 511
DIS 035.5x4D S11
DIS 036x4D 511
DIS 036.5x4D S11
DIS 037x4D 511
DIS 037.5x4D S11
DIS 038x4D 511
DIS 038.5x4D S13
DIS 039x4D 513
DIS 039.5x4D S13
DIS 040x4D 513
DIS 040.5x4D S13
DIS 041x4D 513
DIS 041.5x4D S13
DIS 042x4D 513
DIS 042.5x4D S13
DIS 043x4D 513
DIS 043.5x4D S13
DIS 044x4D 513

215
b)
2.5
3
2.5
24
245
25
25.5
26
26.5
27
275
28
28.5
29
29.5
30
30.5
31
315
32
32,5
33
335
34
345
35
35.5
36
36.5
37
37.5
38
38.5
39
39.5
40
40.5
4
45
2
45
43
435
44

69
74
74
80
80
85
85
89
89
94
94
98
98
103
103
107
107
112
112
116
116
1
1
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

+0.35
-0.10

@D

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...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
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

DIS 014x5D S05
DIS 014.5x5D 05
DIS 015x5D S05
DIS 015.5x5D 05
DIS 016x5D S05
DIS 016.5x5D S05
DIS 017x5D S06
DIS 017,5x5D 506
DIS 018x5D S06
DIS 018,5x5D S06
DIS 019x5D S06
DIS 019.5x5D S06
DIS 020x5D 07
DIS 020.5x5D S07
DIS 021x5D 507
DIS 021.5x5D 507
DIS 022x5D 507
DIS 022.5x5D 507
DIS 023x5D S07
DIS 023.5x5D 508
DIS 024x5D S08
DIS 024.5x5D 508
DIS 025x5D S08
DIS 025.5x5D 508
DIS 026x5D S08
DIS 026.5x5D 508
DIS 027x5D S08
DIS 027.5x5D 508
DIS 028x5D S08
DIS 028.5x5D 510
DIS 029x5D $10
DIS 029.5x5D 510
DIS 030x5D $10
DIS 030.5x5D 510
DIS 031x5D $10
DIS 031.5x5D 510
DIS 032x5D 510
DIS 032.5x5D 510
DIS 033x5D $10
DIS 033.5x5D 511
DIS 034x5D 511
DIS 034.5x5D 511
DIS 035x5D 511
DIS 035.5x5D 511
DIS 036x5D 511
DIS 036.5x5D $11
DIS 037x5D 511
DIS 037.5x5D $11
DIS 038x5D 511
DIS 038.5x5D 513
DIS 039x5D 513
DIS 039.5x5D 513
DIS 040x5D 513
DIS 040.5x5D 513
DIS 041x5D 513
DIS 041.5x5D 513
DIS 042x5D 513
DIS 042.5x5D 513
DIS 043x5D 513
DIS 043.5x5D 513
DIS 044x5D 513

14
145
15
155
16
165
17
175
18
185
19
195
20
20.5
21
215
b)
2.5
3
2.5
24
245
25
25.5
26
26.5
27
275
28
28.5
29
29.5
30
30.5
31
315
32
32,5
33
335
34
345
35
35.5
36
36.5
37
37.5
38
38.5
39
39.5
40
40.5
4
45
2
45
43
435
44

83
89
89
96
96
102
102
107
107
113
113
118
118
124
124
129
129
135
135
140
140
146
146
151
151
157
157
162
162
168
168
173
173
179
179
184
184
190
190
195
195
201
206
206
212
212
212
217
217
223
223
228
228
234
234
239
239
245
245
250
250

+0.40

2D 010

70
75
75
80
80
85
85
90
90
95
95
100
100
105
105
110
110
115
115
120
125
125
130
130
135
135
135
140
140
145
145
150
150
155
155
160
160
165
165
170
170
175
175
180
180
185
185
190
190
195
195
200
200
205
205
210
210
215
215
220
220

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
25
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...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT 10T3...
SOLT10T3...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT1104...
SOLT 1104...
SOLT 1104...
SOLT 1104...
SOLT 1104...
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 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 1.1 44 08 °
SOLT 110408 SCE 11 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 08 °
g1 g ¢
a = x
°
o
°
°

Ve

p.278
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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%; CoeavHeHuA Kapbugos 4.0%; WC ocTanbHoe;

Pasmep 3epHa: menkuii / cpegHnn

Teeppoctb: HV30 1510;

Coctas nokpbitua: PVD TiAIN/TiN;

P Aauun K : MepBbIit BbIGOP Ans 06paboTKy 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%; CoeauHeHunsn Kap6upos 0.7%; WC octanbHoe;

Pa3mep 3epHa: CyOMUKPOHHbIN

TeeppocTtb: HV30 1590;

Cocras nokpbitua: PVD TiAIN;

PekomeHpauuu K npuMmeHeHuio: MepBblii BbIGOP 418 06pabOTKMN ayCTEHUTHOW CTanw U »KaponpOoYHbIX CMIaBOB

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%; CoepnHeHuna Kap6uaos 2.0%;

Pa3mep 3epHa: menkui

TeeppocTtb: HV30 1630;

CocTaB NOKpbITUA: 6€3 NOKPLITUS;

PekomeHpauuu K npuMmeHeHuIo: P3paboTaH Ansa 06paboTku YyryHoB

277
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Guideline values for solid drilling

Cutting speed vc (m/min)

Material group

s = e
£ | ¢ HE -
& — x — E g ' -
£'E g 2 g3 !
S E 2 2 gy |
S = = = S8
- | 2 z s
=g 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 = ALY ALY 28 2
steels
. 1.2341 (6(rMo15-5)
>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 (D A0
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 &y U 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
od | s r d, n a Q
Destignation (mm) (mm) (mm) (mm) (mm) & =z =
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 ° [}
XPNT 050204EN 5.80 5.00 2.10 0.40 2.25 o L]
XPNT 060204EN 6.50 6.00 292 0.40 2.50 L] °
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 ° °
XPNT 100408EN 10.60 10.00 4.66 0.80 4.40 o o
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 [ [
= =
s 3 =
0 Q Qa
= = =
o [-™ a.
° ° °

M Stainless steel aust. - AycteHuTHaA HepX. cTanb () °
o °

o

°

O Main application
® Extended application
v
4 /°/
p. 286 p. 287 p. 285 p. 282-283
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XPET Inserts for aluminium
XPET lMnacTuubl ana antommHmna

[
gd 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 L]
XPET 080304FN 8.50 8.00 3.87 0.40 3.40 °
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

s Ap/ S
IL, fn E L

p. 286 p.287 p. 285 p. 282-283
281
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Drilling depthup to 1.5xD

Available range for XPNT and XPET

Drawing shows right-hand tool

[o]

oD dA I I f & & )/

(mm) Type Description [mm] [mm] [mm] [mm] PN P

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..T 1305 | 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

|y

i

|

|l

|

i

I
@d,
@d,

@D
f

9
®

I

Drawing shows right-hand tool

oD dA dz I1 Iz Is f @ & \“’. )(
(Mm) Type Description [mm] [mm] [mm] [mm] [mm] [mm]  [XPNT/XPET] -

8.00 VTR/L D08x18.0x04 10.00 15.00 60.00 18.00 22.00 4.00 XPNT 0402 | 11807484 = 11843205
10.00 VTR/L D10x22.5x05 12.00 18.00 69.50 22.50 27.50 5.00 XP..T0502 | 11807480 - 11843205
12.00 VTR/L D12x27.0x06 16.00 22.00 78.00 27.00 33.00 6.00 XP.T 0602 | 11684214 = 11488748
14.00 VTR/L D14x31.5x06 16.00 23.00 83.50 31.50 38.50 7.00 XP..T0703 | 11684216 - 11206195
16.00 VTR/L D16x36.0x08 20.00 28.00 94.00 36.00 44.00 8.00 XP..T0803 | 11227305 = 11843208
18.00 VTR/L D18x40.5x09 25.00 36.00 109.50 | 40.50 53.50 9.00 XP..T0904 | 11227305 - 11843208
20.00 VTR/L D20x45.0x10 25.00 35.00 111.00 | 45.00 55.00 10.00 | XP.T1004 | 11610311 | 11450858 =
25.00 VTR/L D25x56.5x13 32.00 44.00 129.00 | 56,50 69.00 12.50 | XP.T1304 | 11801441 | 11816974 -
32.00 VTR/L D32x72.0x17 40.00 54.00 158.00 | 72.00 88.00 16.00 | XP.T1706 | 11801441 | 11816974 -

* Right-hand holder / Right-hand indexable insert
* Left-hand holder / Left-hand indexable insert
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]
Grade overview
Standard
designation
5 = g8 3
g £ £ G
@ e 2 2 ﬁ g
£ 3 EC| =% § T
a2 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 L4
HC-M25 - P
PMS30MT HC-525 - P o °
HC-K30 cl P o
HC-N25 2 P o
HC-P35 cs P L
PMSS35MT HC-M30 - P °
HC-S30 - P O
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 kKap6uaos 8.1%; WC ocTanbHoe

Pa3mep 3epHa: 1-2 ym

Teeppoctb: HV30 1450

CocraB nokpbitna: CVD Ti(CN) + Al203 MHOrocnonHbINn
PeKkomeHAaLMM K npyMeHeHuIo: NepBbiii BbIGOP 51 06paboTKM YyryHa.

PMS30MT

HC-P30 | HC-M25 | HC-S25 | 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 %; CoepyiHeHnsA kap6uaos 0.75%; WC ocTanbHoe

Pasmep 3epHa: 0.85um

Teeppoctb: HV30 1590

CocraB nokpbitus: PVD TiAIN

PeKomeHAALMN K NPUMEHEHUIO: YHMBEPCaNbHIA BCOKOIDDEKTMBHDIN CMaB AnsA 06paboTKi CTanu, ayCTEHUTHOW CTa U >KapOMNPOUHbIX
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 %; CoepnHeHuA kapbugos 1.2%; WC octanbHoe
Pasmep 3epHa: 0.7 pm
Teeppoctb: HV30 1600
CocraB nokpbitus: PVD TiAIN
P Aaunn K np 1M10: YHMBEpCanbHIN BCOKOIGPEKTVBHbIN Crinas Ana 06paboTKM CTanu, ayCTEHUTHOW CTa 1 )KapOMpPOYHbIX
CMnaBoB.
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.

Cocras: Co 6.0 %; CoegyHeHna kap6raos 0.20%; WC ocTanbHoe

Pasmep 3epHa: 0.8-1.3 um

Teeppoctb: HV30 1650

CocTaB NOKPbITUA: HET

PeKkomeHAauMy K NPUMEHEHMIO: HEMOKPbITbINA CriaB Ana 06paboTKM antoMUHKA 1 APYTIX MaTepUanoB MaTePUasoB HE COAEPKaLLMX
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
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Depth of cut / feed rate - 2.25 xD
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Drilling depth / feed rate
My6aHa o6paboTku / nogaua - 2.25x D
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Drilling feed rate
Mopaya npu cBepneHns
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Application reference
PyKoBOACTBO MO NPYIMEHEHNI0

Axial displacement of the machine

OcoBoe cmelleHne

Displacement in x - direction
CmelleHMA B HanpaBAeHun X
Correct tool positioning

MpaBunHoe No3nuMoHNpoOBaHNe
WHCTPYMEHTa

Angular error
YrnoBas owun6Ka
Turret and/or spindle adjustment
Heo6xoauma perynupoBka

peBoONIbBEPHOI rONOBKN n/unn
wnuHAaens

Turret position error
Owunb6Ka nonoxeHus
peBONIbBEPHOI FONOBKU

Adjust turret plate (Y-axis)

OTperynupyiite AnNcK
peBonbBepHOBIA ronoBKu (Y-ocb)

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

NpPaaBOCTOPOHHME U NEBOCTOPOHHKME MIaCTUHbI. orQ

10-32 MM NPUMEHAIOT HENTPaJbHble MIACTUHbI.

Through hole
With through holes a sharp-edged disk is created as
tool break-out occurs. Safety measures are necessary.

CKBO3HOe OoTBepcTuMe

Mpu cBepnieHUN CKBO3HbIX OTBEPCTWIA, N3 3aroTOBKM
BblAaBIMBaeTCA AUCK C OCTPbIMU KpasaMU, TaK Kak
npon3XoanT NPOBbIB NHCTPYMEHTA. Heo6x0,q|/|M|>l mMepbl
npefoCTOPOXKHOCTY.
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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/L 12 ... 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




. umt DRILLS WITH CARBIDE INSERTS ¢ CBEP/IEHWUE CO CMEHHbIMW NAACTUHAMU




