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OBRABANIE - MACHINING

Monolitické obrabacie nastroje, vlozky, drziaky vloziek a prislusenstvo pre obrabacie stroje
Solid round tools, inserts, toolholders & accessories



Zamerajte sa NA KVALITU
a PRODUKTIVITU
Dosiahnite PRIEMYSELNU
EXCELENTNOST!



4MP je nova referencna znacka pre profesie v odvetvi priemyslu, ktora
predstavuje spojenie technologického know-how a poziadaviek na vysoku
kvalitu. Zameriava sa na vykonnost, zabezpecenie spolahlivosti postupov

a optimalizaciu nakladov. Cielom je, aby bol vas vyrobny nastroj Spi¢kou

vo vasom priemyselnom sektore.
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4 Lvl P obrabanie,

zodpovedne riesenia pre
UDRZATELNU BUDUCNOST

4MP je -zodpovedny partner presvedceny, ze udrzatelnost je zakladnym prvkom trvanlivosti a buducnosti

priemyselnych odvetvi.

V ramci globalneho pristupu k respektovaniu zivotného prostredia sa sortiment 4MP - obrabanie snazi
zachovat kvalitu a Zivotnost vasich vyrobkov a zaroven zvysit vasu produktivitu.

-RENOVACIA

4MP ponuka renovéciu vasich reznych nastrojov s cielom optimalizovat
ich Zivotny cyklus, zniZit spotrebu surovin, a minimalizovat potrebu novych
EN(e)[)'A

Tdto sluzba sa vykondva lokdlne s cieflom obmedzit uhlikovu stopu spojent
s dopravou.

- RECYKLACIA

Sortiment 4MP - obrabanie podporuje recyklaciu vasich karbidovych
nastrojov. Recyklaciou prispievate k zachovaniu prirodnych zdrojov a zéroven
zvysujte svoj ekonomicky zisk..

Vedeli ste ? Vyroba nastrojov z recyklovaného karbidu prinasa 70 % uUspory
energie a zaroven emituje 0 40 % menej CO,.

« ZNIZENIE EMISIi UHLIKA

Znizenie emisii uhlika je dlhodobym cielom spolo¢nosti 4MP, ktora sa snazi
¢o najviac spolupracovat s eurépskymi vyrobcami. Tato vizia odréza zavazok
k udrzatelnosti a tuzbu prispiet k zodpovednejsej a ekologickejsej budicnosti.

Mozete zacat' s ochranou

nasej planéty uz dnes 4\

v
4 V' P/\/Iach/n/ng, responsible solutions for a sustainable future

CIRKULACIA REZNYCH NASTROJOV
CIRCULARITY OF CUTTING TOOLS

Vdaka tymto udrzatelnym a nakladovo efektivhym
pristupom je sortiment obrabacich nastrojov
spolo¢nosti 4MP sucastou pristupu obehového
hospodérstva a zaroven splfia poziadavky na
kvalitu a vykon.

Through  these  sustainable and  cost-effective
approaches, the 4MP Machining range embraces
a circular economy mindset while meeting quality and
performance requirements.

AN

RECYCLING

ODPADU

@ USE&REUSE

4MP Machining, the partner for responsible performance, believes that sustainability is an essential element for the longevity and future of industries. In an overall approach
to environmental respect, the 4MP Machining range works to preserve the quality and longevity of your products, while improving your productivity gains.

« Reconditioning : 4MP offers the reconditioning of your cutting tools to optimize their lifecycle, reduce the use of raw materials, and minimize the need for new tools.

Services are performed locally to reduce the carbon footprint associated with transportation.

« Recycling : The 4MP Machining range promotes the recycling of your carbide tools. By recycling, you contribute to the preservation of natural resources while

realizing economic benefits.

Did you know ? Manufacturing tools from recycled carbide generates 70% energy savings and emits 40% less CO,.

« Reduction of carbon emissions : Reducing carbon emissions is a long-term goal for 4MP, striving to work with European manufacturers whenever possible. This vision
reflects a commitment to sustainability and a desire to contribute to a more responsible and environmentally friendly future.

Preserving our planet starts today with 4MP!




ZHOL N00LY™ d7 b

Monolitické Nastroje
Solid round tools
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MONOLITICKE NASTROJE

SOLID ROUND TOOLS

Monolitickeé vitaky Solid drilling

Vrtaky z karbidu bez povrchovej Upravy Uncoated solid carbide drills 11
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1 2 4 5
|I| Typ Material Material
Type Material Material
D:D - Vrtak D - karbid C - karbid
D - Drill D - Carbide (- Carbide
C - ocel _
C- Steel GRS
B - HSSE-Co5
C-HSS-Co8
D: HSSE-PM
Povrchova vrstva Generacia Aplikacia
Coating Generation Application

0 - bez povrchovej Upravy
0 - Uncoated

1-VAP
2-TIN

3 - ALTIN
4 -TICN
5-TIALN

9 - SPECIALNA
9 - SPECIAL

n Priemer DC
DC diameter

030-3,0mm

0 - prva generécia
0 - First generation

E Upevnenie

Attachment

A - valcovy
A - (lindrica

W - Weldon

C - Morseov kuzel
C - Morse tapper

U - univerzalny
U- Universal

P - ocel

P - Steel

K - zliatina
K - Cast iron

M - nehrdzavejuca ocel
M - Stainless steel

m Mazanie
Coolant

1-vnutorné
1- Internal
O - vonkajsie
0 - External

Kodifikacia

Designation system

U-030-A1

Dizka
Length

1 - kratke
1-Short

2 -dlhé

2 - length

3-3xD
5-5xD
8 -8xD

S - superzliatina
S - High temperature alloy

H - tvrda ocel
H - Hard steel

N - hlinik

N - Aluminum

C - kompozit
C- Composite

Jednodielne vftanie / Solid drilling
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Prehlad zostavy jednodielnych vrtakov
|
Overview of solid drills

lrdnka katalogu: P11 P13 P16 P16 P20 P22 P24 P27 P31 P35 P36 P36 P37
DDC300U | DDCSOOU | DDCISOU | DDC3SOU | DDCSSOU | DDCBSOU | DCBISOU | DCABIOU | DCBSYOU | DCB20OU | DCBISOU | DCAT00U | COFFRET/SET
o
A
|
Séria 1‘ :
Series m 3
/ g
QL
mz{g{ié' w w w w w w HSSE-Co5% Hss HSSE-Co5% | HSSE-Co5% | HSSE-Cos% Hss s
WHAvEE DIN 1897 DIN338 30 50 80 DIN1897 | DIN338 Din338 DIN340 - - -
rill length
22){:;“0"3 vrstva TIALN TIALN TIALN TIALN 60LD - 60LD 60LD TIALN - -

Zavlazovanie
Coolant

H | ocel, popustana
Hardened steel

ggﬁgsf%%mm) 112 1-12 3-12 1-16 1-16 3-12 2-13 05-20 05-13 -8 4-16 4-125 -
g}:ﬂg’?;]iaz’)"g'rezania Vic (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) Vi (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) Vic (m/mn) -
m%gygygg,“@r ®60-75 ®60-75 ®60-75 ®80-90 | ©100-110 | ©90-100 ®3-15 ®5-30 ®3-15 ®3-15 ®45-55 ®30-35 -
Pzt edoanaoeel ©50-60 | ©50-60 | ®35-40 | ®60-70 | 75-85 | ©70-8 | e8-15 o315 | ®8-15 | 4050 | ©20-25 .
};geg‘s’ggé“er ©25-35 ©25-35 ©30-35 ©50-60 ®60-70 ©55-65 ®3-12 312 ®3-12 ®35-45 ®15-25 -
Duplexnd
nehrdzavejica ocel ©25-30 ©45-55 ©40-50 05-10 05-10 =
Duplex stainless steel
M | Austenitickd nehrdzavejiicaocel” | o30.35 | 030-35 | ea0-s0 | oa-45 | 5565 | eso-e0 | ew-15 [ o510 | ew-15 | ew-15 | 1520 | e6-10 .
Velmi pevn, vysoko legovana
nehrdzavejiica ocel ©25-30 040-45 | 040-45 05-10 05-10 -
Precipitation hardening stainless steel
2 Grey castiron :
3 Nodular cast iron -
=
=
5 -
B Malleable cast iron
Superzliatina na baze Zeleza ©25-35 05-10 B
Fer based alloy
Superzliatina na baze kobaltu
s (arb'zsed alloy €25-35 05-10 -
iybggmaytiny na béze niklu ©25-35 ®10-15 ®10-15 ®10-15 05-10 -
Elt’i]ry\ova'zliatina ©30-40 ®10-15 ®10-15 ®10-15 05-10 =
,'J'UL”,-Q,‘J?;Z? ©180-200 | ©180-200 | ©180-200 | ©180-200 | ©O180-200 | O180-200 | O180-200 | ©60-80 | ©060-80 | 060-80 ©50-90 ©60-80 -
N
m%%%yzhanna ©100-120 | ©100-120 | ©100-120 | ©180-200 | ©180-200 | O180-200 | O180-200 | ©40-50 | ©060-80 | 060-80 ©50-90 ©60-80 -
Povrchovo kalend, néstrojova
030-40 .




Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

Jednodielne vftanie / Solid drilling

u ' Jednodielny vrtak z karbidu,

; - kratka séria DDC300U Solid carbide drill short DDC300U

TYPE | @ @— @ umvsnsn] Norma DIN 1897 , Norm DIN 1897

E F2 ot \hied S Odooricant navieabecné pousite. Recommended orgenerl applaton

Kataldgové islo D1h7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DDC300U-010-A0-4MP 1 1 26 6 0,03-0,04 71174158
DDC300U-015-A0-4MP 15 15 32 9 0,03-0,04 71174166
DDC300U-020-A0-4MP 2 2 38 12 0,05-0,06 71174174
DDC300U-025-A0-4MP 25 25 43 14 0,05-0,06 71174182
DDC300U-030-A0-4MP 3 3 46 16 0,06-0,08 71174190
DDC300U-031-A0-4MP 31 31 49 18 0,06-0,08 71174204
DDC300U-032-A0-4MP 3,2 3,2 49 18 0,06-0,08 71174212
DDC300U-033-A0-4MP 33 33 49 18 0,06-0,08 71174220
DDC300U-034-A0-4MP 34 34 52 20 0,06-0,08 71174239
DDC300U-035-A0-4MP 35 35 52 20 0,06-0,08 71174247
DDC300U-036-A0-4MP 3,6 3,6 52 20 0,06-0,08 71174255
DDC300U-037-A0-4MP 3,7 3,7 52 20 0,06-0,08 71174263
DDC300U-038-A0-4MP 38 38 55 22 0,06-0,08 71174271
DDC300U-039-A0-4MP 39 39 55 22 0,06 - 0,08 71174298
DDC300U-040-A0-4MP 4 4 55 22 0,06-0,08 71174301
DDC300U-041-A0-4MP 4,1 41 55 22 0,06-0,08 71174328
DDC300U-042-A0-4MP 4, 4,2 55 22 0,06-0,08 71174336
DDC300U-043-A0-4MP 43 43 58 24 0,06-0,08 71174344
DDC300U-044-A0-4MP 44 4,4 58 24 0,06-0,08 71174352
DDC300U-045-A0-4MP 45 4,5 58 24 0,06-0,08 71174360
DDC300U-046-A0-4MP 4,6 4,6 58 24 0,06-0,08 71174379
DDC300U-047-A0-4MP 47 4,7 58 24 0,06-0,08 71174387
DDC300U-048-A0-4MP 48 48 62 26 0,06-0,08 71174395
DDC300U-049-A0-4MP 49 49 62 26 0,06-0,08 71174409
DDC300U-050-A0-4MP 5 5 62 26 0,06-0,08 71174417
DDC300U-051-A0-4MP 51 51 62 26 0,07-0,09 71174425
DDC300U-052-A0-4MP 52 5,2 62 26 0,07-0,09 71174433
DDC300U-053-A0-4MP 53 53 62 26 0,07-0,09 71174441
DDC300U-054-A0-4MP 54 54 66 28 0,07-0,09 71174468
DDC300U-055-A0-4MP 55 55 66 28 0,07-0,09 71174476
DDC300U-056-A0-4MP 5,6 56 66 28 0,07-0,09 71174484
DDC300U-057-A0-4MP 57 5,7 66 28 0,07-0,09 71174492
DDC300U-058-A0-4MP 58 58 66 28 0,07-0,09 71174506

DDC300U-059-A0-4MP 59 59 66 28 0,07-0,09 71174514




Vftanie, jednodielne vrtaky z karbidu
Drilling, solid carbide drills

Jednodielne vitanie/Solid drilling

u ' Jednodielny vrtak z karbidu,

; - kratka séria DDC300U Solid carbide drill short DDC300U

TYPE | @ @— @ umvsnsn] Norma DIN 1897 , Norm DIN 1897

E Fo o \Thied S Odooricant navieabecné pousite. Recommended orgenerl applaton

Kataldgové islo D1h7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T

DDC300U-060-A0-4MP 6 6 66 28 0,07-0,09 71174522
DDC300U-061-A0-4MP 6,1 6,1 70 31 0,08-0,12 71174530
DDC300U-062-A0-4MP 6,2 6,2 70 31 0,08-0,12 71174549
DDC300U-063-A0-4MP 6,3 6,3 70 31 0,08-0,12 71174557
DDC300U-064-A0-4MP 6,4 6,4 70 31 0,08-0,12 71174 565
DDC300U-065-A0-4MP 6,5 6,5 70 31 0,08-0,12 71174573
DDC300U-066-A0-4MP 6,6 6,6 70 31 0,08-0,12 71174581
DDC300U-067-A0-4MP 6,7 6,7 70 31 0,08-0,12 71174603
DDC300U-068-A0-4MP 6,8 6,8 74 34 0,08-0,12 71174611
DDC300U-069-A0-4MP 6,9 6,9 74 34 0,08-0,12 71174638
DDC300U-070-A0-4MP 7 7 74 34 0,08-0,12 71174 646
DDC300U-071-A0-4MP 71 71 74 34 0,08-0,12 71174654
DDC300U-072-A0-4MP 7,2 72 74 34 0,08-0,12 71174662
DDC300U-073-A0-4MP 73 73 74 34 0,08-0,12 71174670
DDC300U-074-A0-4MP 74 74 74 34 0,08-0,12 71174689
DDC300U-075-A0-4MP 75 75 74 34 0,08-0,12 71174697
DDC300U-076-A0-4MP 7,6 7,6 79 37 0,08-0,12 71174700
DDC300U-077-A0-4MP 7,7 7,7 79 37 0,08-0,12 71174719
DDC300U-078-A0-4MP 78 7.8 79 37 0,08-0,12 71174727
DDC300U-079-A0-4MP 79 79 79 37 0,08-0,12 71174735
DDC300U-080-A0-4MP 8 8 79 37 0,08-0,12 71174743
DDC300U-081-A0-4MP 8,1 8,1 79 37 0,08-0,12 71174751
DDC300U-082-A0-4MP 8,2 8,2 79 37 0,08-0,12 71174778
DDC300U-083-A0-4MP 83 83 79 37 0,08-0,12 71174786
DDC300U-084-A0-4MP 84 84 79 37 0,08-0,12 7117479
DDC300U-085-A0-4MP 85 8,5 79 37 0,08-0,12 71174808
DDC300U-086-A0-4MP 8,6 8,6 84 40 0,08-0,12 71174816
DDC300U-087-A0-4MP 8,7 8,7 84 40 0,08-0,12 71174824
DDC300U-088-A0-4MP 838 838 84 40 0,08-0,12 71174832
DDC300U-089-A0-4MP 89 89 84 40 0,08-0,12 71174 840
DDC300U-090-A0-4MP 9 9 84 40 0,08-0,12 71174859
DDC300U-091-A0-4MP 9,1 9,1 84 40 0,11-0,14 71174867
DDC300U-092-A0-4MP 9,2 9,2 84 40 0,11-0,14 71174875
DDC300U-093-A0-4MP 93 93 84 40 0,11-0,14 71174883




Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

Jednodielne vftanie / Solid drilling

U ' Jednodielny vrtak z karbidu,

. - kratka séria DDC300U Solid carbide drill short DDC300U

| TYPE | @ @— @ umvsnsn] Norma DIN 1897 Norm DIN 1897

N Bez povrchovej Upravy, rovna stopka Uncoated, cylindrical shank

2 olK 118° HAJ N Odport¢ané na véeobecné pouzitie Recommended for general application

Kataldgové islo D1h7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DDC300U-094-A0-4MP 94 9,4 84 40 0,11-0,14 71174891
DD(C300U-095-A0-4MP 9,5 9,5 84 40 0,11-0,14 71174905
DD(C300U-096-A0-4MP 9,6 9,6 89 40 0,11-0,14 71174913
DDC300U-097-A0-4MP 9,7 9,7 89 43 0,11-0,14 71174921
DDC300U-098-A0-4MP 98 98 89 43 0,11-0,14 71174948
DDC300U-099-A0-4MP 99 99 89 43 0,11-0,14 71174956
DDC300U-100-A0-4MP 10 10 89 43 0,11-0,14 71174964
DDC300U-102-A0-4MP 10,2 10,2 89 43 0,14-0,17 71174972
DDC300U-103-A0-4MP 10,3 10,3 89 43 0,14-0,17 71174980
DDC300U-105-A0-4MP 10,5 10,5 89 43 0,14-0,17 71174999
DD(C300U-110-A0-4MP N N 95 47 0,14-0,17 71175 006
DDC300U-115-A0-4MP 1,5 1,5 95 47 0,14-0,17 71175014
DDC300U-120-A0-4MP 12 12 102 51 0,14-0,17 71175022
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u ' Jednodielny vrtak z karbidu,

; - dlha séria DDC800U Solid carbide drill long DDC800U

| TYPE | @ @— Léé LJ umvsns;u] Norma DIN 338 Norm DIN 338

N Bez povrchovej Upravy, rovna stopka Uncoated, cylindrical shank

e oK 118° HAJ Odpordéané na véeobecné pouzitie Recommended for general applications

Kata|()gove' Cislo D1h7 D2h6 L1 [2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DDC800U-010-A0-4MP 1 1 34 12 0,03-0,04 71175030
DD(C800U-015-A0-4MP 1,5 15 40 18 0,03-0,04 71175049
DDC800U-020-A0-4MP 2 2 49 24 0,05-0,06 71175057
DDC800U-025-A0-4MP 2,5 25 57 30 0,05-0,06 71175065
DDC800U-030-A0-4MP 3 3 61 33 0,06-0,08 71175073
DDC800U-031-A0-4MP 3,1 3,1 65 36 0,06-0,08 71175081
DDC800U-032-A0-4MP 3,2 3,2 65 36 0,06-0,08 71175103
DDC800U-033-A0-4MP 33 33 65 36 0,06-0,08 711751
DDC800U-034-A0-4MP 34 34 70 39 0,06-0,08 71175138
DD(C800U-035-A0-4MP 35 35 70 39 0,06-0,08 71175146
DDC800U-036-A0-4MP 3,6 3,6 70 39 0,06-0,08 71175154
DDC800U-037-A0-4MP 3,7 3,7 70 39 0,06-0,08 71175162
DDC800U-038-A0-4MP 38 38 75 43 0,06 - 0,08 71175170
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Drilling, solid carbide drills
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Jednodielne vitanie/Solid drilling

u ' Jednodielny vrtak z karbidu,

; - dlha séria DDC800U Solid carbide drill long DDC800U

TYPE | @ @— @ umvsnsn] Norma DIN 338 , Norm DIN 338

E Fo o \Thied S Odooricant navieabecné pousite. Recommended orgeneal appications

Kataldgové islo D1h7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T

DDC800U-039-A0-4MP 39 39 75 43 0,06-0,08 71175189
DDC800U-040-A0-4MP 4 4 75 43 0,06-0,08 71175197
DDC800U-041-A0-4MP 4,1 41 75 43 0,06 - 0,08 71175200
DDC800U-042-A0-4MP 4,2 4,2 75 43 0,06-0,08 71175219
DDC800U-043-A0-4MP 43 43 80 47 0,06-0,08 71175227
DDC800U-044-A0-4MP 44 44 80 47 0,06-0,08 71175235
DDC800U-045-A0-4MP 45 45 80 47 0,06-0,08 71175243
DDC800U-046-A0-4MP 4,6 4,6 80 47 0,06-0,08 71175251
DDC800U-047-A0-4MP 47 4,7 80 47 0,06-0,08 71175278
DDC800U-048-A0-4MP 48 4.8 86 52 0,06-0,08 71175286
DDC800U-049-A0-4MP 4,9 49 86 52 0,06-0,08 7117529
DDC800U-050-A0-4MP 5 5 86 52 0,06-0,08 71175308
DDC800U-051-A0-4MP 51 51 86 52 0,07-0,09 71175316
DDC800U-052-A0-4MP 52 52 86 52 0,07-0,09 71175324
DDC800U-053-A0-4MP 53 53 86 52 0,07-0,09 71175332
DDC800U-054-A0-4MP 54 54 93 57 0,07-0,09 71175340
DDC800U-055-A0-4MP 55 55 93 57 0,07-0,09 71175359
DDC800U-056-A0-4MP 56 5,6 93 57 0,07-0,09 71175367
DDC800U-057-A0-4MP 5,7 5,7 93 57 0,07-0,09 71175375
DDC800U-058-A0-4MP 58 58 93 57 0,07-0,09 71175383
DDC800U-059-A0-4MP 59 59 93 57 0,07-0,09 71175391
DDC800U-060-A0-4MP 6 6 93 57 0,07-0,09 71175405
DDC800U-061-A0-4MP 6,1 6,1 101 63 0,08-0,12 71175413
DDC800U-062-A0-4MP 6,2 6,2 101 63 0,08-0,12 71175421
DDC800U-063-A0-4MP 6,3 6,3 101 63 0,08-0,12 71175448
DDC800U-064-A0-4MP 6,4 6,4 101 63 0,08-0,12 71175456
DDC800U-065-A0-4MP 6,5 6,5 101 63 0,08-0,12 71175 464
DDC800U-066-A0-4MP 6,6 6,6 101 63 0,08-0,12 71175472
DDC800U-067-A0-4MP 6,7 6,7 101 63 0,08-0,12 71175480
DDC800U-068-A0-4MP 6,8 6,8 109 69 0,08-0,12 71175499
DDC800U-069-A0-4MP 6,9 6,9 109 69 0,08-0,12 71175502
DDC800U-070-A0-4MP 7 7 109 69 0,08-0,12 71175510
DDC800U-071-A0-4MP 71 71 109 69 0,08-0,12 71175529
DDC800U-072-A0-4MP 7,2 7,2 109 69 0,08-0,12 71175537
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Jednodielne vftanie / Solid drilling

U ' Jednodielny vrtak z karbidu, Solid carbide drill long

, - dlha séria DDC800U DDC800U

TYPE | @ @— @ umvsnsn] Norma DIN 338 , Norm DIN 338

E Fo o ied Sl Odooricant navieabecné pousite. Recommended orgeneal appications

Kataldgové islo D1h7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DDC800U-073-A0-4MP 73 73 109 69 0,08-0,12 71175545
DDC800U-074-A0-4MP 74 74 109 69 0,08-0,12 71175553
DDC800U-075-A0-4MP 75 75 109 69 0,08-0,12 71175561
DDC800U-076-A0-4MP 7,6 7,6 7 75 0,08-0,12 71175588
DDC800U-077-A0-4MP 7,7 7,7 17 75 0,08-0,12 7117559
DDC800U-078-A0-4MP 78 78 n7 75 0,08-0,12 71175618
DDC800U-079-A0-4MP 79 79 17 75 0,08-0,12 71175626
DDC800U-080-A0-4MP 8 8 n7 75 0,08-0,12 71175634
DDC800U-081-A0-4MP 8,1 8,1 1n7 75 0,08-0,12 71175642
DDC800U-082-A0-4MP 8,2 8,2 n7 75 0,08-0,12 71175650
DDC800U-083-A0-4MP 83 83 n7 75 0,08-0,12 71175669
DDC800U-084-A0-4MP 84 8,4 n7 75 0,08-0,12 71175677
DDC800U-085-A0-4MP 8,5 85 117 75 0,08-0,12 71175685
DDC800U-086-A0-4MP 8,6 8,6 125 81 0,08-0,12 71175693
DDC800U-087-A0-4MP 8,7 8,7 125 81 0,08-0,12 71175707
DDC800U-088-A0-4MP 8,8 88 125 81 0,08-0,12 71175715
DDC800U-089-A0-4MP 89 89 125 81 0,08-0,12 71175723
DDC800U-090-A0-4MP 9 9 125 81 0,08-0,12 71175731
DDC800U-091-A0-4MP 9.1 9,1 125 81 0,11-0,14 71175758
DDC800U-092-A0-4MP 9,2 9,2 125 81 0,11-0,14 71175766
DDC800U-093-A0-4MP 9,3 9,3 125 81 0,11-0,14 71175774
DDC800U-094-A0-4MP 94 9,4 125 81 0,11-0,14 71175782
DDC800U-095-A0-4MP 95 95 125 81 0,11-0,14 71175790
DDC800U-096-A0-4MP 9,6 9,6 133 87 0,11-0,14 71175804
DDC800U-097-A0-4MP 9,7 9,7 133 87 0,11-0,14 71175812
DD(C800U-098-A0-4MP 98 98 133 87 0,11-0,14 71175820
DDC800U-099-A0-4MP 99 99 133 87 0,11-0,14 71175839
DDC800U-100-A0-4MP 10 10 133 87 0,11-0,14 71175847
DDC800U-102-A0-4MP 10,2 10,2 133 87 0,14-0,17 71175855
DDC800U-105-A0-4MP 10,5 10,5 133 87 0,14-0,17 71175863
DDC800U-110-A0-4MP 1 1" 142 94 0,14-0,17 71175871
DDC800U-115-A0-4MP 1,5 1,5 142 94 0,14-0,17 71175898
DDC800U-120-A0-4MP 12 12 151 101 0,14-0,17 71175901
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2 _ Jednodielny vrtak z karbidu, Solid carbide spotting drill 90°
g |TYPE @— |@ Ilu “T| ALN UNNERSAL] navrtavaci DDC150U 90° DDC150U
2 N Rovna stopka Cylindrical shank
E oK ¥ HA \ Povrchové Uprava TIALN TIALN coating
Kata|6gové Cislo D1 D2h6 L1 L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DDC150U-030-A0-4MP 3 3 38 8 0,01-0,06 7118419
DDC150U-040-A0-4MP 4 4 50 10 0,02-0,08 71184218
DDC150U-060-A0-4MP 6 6 57 13 0,07-0,14 71184226
DDC150U-080-A0-4MP 8 8 63 19 0,07-0,16 71184234
DDC150U-100-A1-4MP 10 10 66 20 0,07-0,16 71184242
DDC150U-120-A1-4MP 12 12 73 22 0,07-0,16 71184250
Jednodielny vrtak z karbidu Solid carbide drill 3xD
. _ 3xD DDC350U DDC350U
Bez vnutorného chladenia Without internal coolant
TY’\I;’E @ @— LQQ M hlALN UNIVERSAL Zosilnena rovna stopka , uC,y/indrica/ shank
2 oK 140 HA \ Na vseobecné pouzitie For general application
Kataldgové islo D1m7 D2 h6 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DDC350U-010-A0-4MP 1 3 38 8 0,02-0,05 71175928
DDC350U-015-A0-4MP 15 3 50 8 0,02-0,05 71175936
DDC350U-020-A0-4MP 2 3 50 16 0,02-0,05 71175944
DDC350U-025-A0-4MP 2,5 3 50 20 0,06-0,14 71175952
DDC350U-030-A0-4MP 3 6 62 20 0,06-0,14 71175960
DDC350U-031-A0-4MP 3,1 6 62 20 0,06-0,14 71175979
DDC350U-032-A0-4MP 3,2 6 62 20 0,06-0,14 71175987
DDC350U-033-A0-4MP 33 6 62 20 0,06-0,14 71175995
DDC350U-034-A0-4MP 34 6 62 20 0,06-0,14 71176 002
DD(350U-035-A0-4MP 3,5 6 62 20 0,06-0,14 71176010
DD(350U-036-A0-4MP 3,6 6 62 20 0,06-0,14 71176 029
DD(350U-037-A0-4MP 3,7 6 62 20 0,06-0,14 71176 037
DDC350U-038-A0-4MP 38 6 66 24 0,06-0,14 71176045
DDC350U-039-A0-4MP 3,9 6 66 24 0,06-0,14 71176 053
DDC350U-040-A0-4MP 4 6 66 24 0,07-0,17 71176 061
DDC350U-041-A0-4MP 41 6 66 24 0,07-0,17 71176 088
DDC350U-042-A0-4MP 4,2 6 66 24 0,07-0,17 71176 096
DDC350U-043-A0-4MP 43 6 66 24 0,07-0,17 71176 118
DDC350U-044-A0-4MP 44 6 66 24 0,07-0,17 71176 126
DDC350U-045-A0-4MP 45 6 66 24 0,07-0,17 71176134




Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

Jednodielne vftanie / Solid drilling

Jednodielny vrtak z karbidu Solid carbide drill 3xD

. _ 3xD DDC350U DDC350U

| @ (D) [ Jfomof ovems] ™ e

72 oK) \"140° HA \ Na vieobecné poutitie For general application

Kataldgové islo D1m7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DDC350U-046-A0-4MP 4,6 6 66 24 0,07-0,17 71176142
DDC350U-047-A0-4MP 4,7 6 66 24 0,07-0,17 71176150
DD(350U-048-A0-4MP 48 6 66 28 0,07-0,17 71176 169
DDC350U-049-A0-4MP 49 6 66 28 0,07-0,17 71176177
DD(350U-050-A0-4MP 5 6 66 28 0,07-0,17 71176185
DDC350U-051-A0-4MP 51 6 66 28 0,09-0,20 71176193
DD(350U-052-A0-4MP 5,2 6 66 28 0,09-0,20 71176 207
DDC350U-053-A0-4MP 53 6 66 28 0,09-0,20 71176 215
DDC350U-054-A0-4MP 54 6 66 28 0,09-0,20 71176223
DDC350U-055-A0-4MP 55 6 66 28 0,09-0,20 71176 231
DD(350U-056-A0-4MP 56 6 66 28 0,09-0,20 71176 258
DDC350U-057-A0-4MP 57 6 66 28 0,09-0,20 71176 266
DDC350U-058-A0-4MP 58 6 66 28 0,09-0,20 71176274
DDC350U-059-A0-4MP 59 6 06 28 0,09-0,20 71176 282
DDC350U-060-A0-4MP 6 6 66 28 0,09-0,20 71176 290
DDC350U-061-A0-4MP 6,1 8 79 34 0,10-0,24 71176304
DDC350U-062-A0-4MP 6,2 8 79 34 0,10-0,24 71176312
DD(350U-063-A0-4MP 6,3 8 79 34 0,10-0,24 71176320
DDC350U-064-A0-4MP 6,4 8 79 34 0,10-0,24 71176339
DDC350U-065-A0-4MP 6,5 8 79 34 0,10-0,24 71176 347
DDC350U-066-A0-4MP 6,6 8 79 34 0,10-0,24 71176355
DD(350U-067-A0-4MP 6,7 8 79 34 0,10-0,24 71176363
DDC350U-068-A0-4MP 6,8 8 79 34 0,10-0,24 71176371
DD(350U-069-A0-4MP 6,9 8 79 34 0,10-0,24 71176398
DDC350U-070-A0-4MP 7 8 79 34 0,10-0,24 71176 401
DD(350U-071-A0-4MP 71 8 79 4 0,10-0,24 71176428
DDC350U-072-A0-4MP 7,2 8 79 41 0,10-0,24 71176 436
DD(350U-073-A0-4MP 73 8 79 4 0,10-0,24 71176 444
DDC350U-074-A0-4MP 74 8 79 41 0,10-0,24 71176 452
DD(350U-075-A0-4MP 75 8 79 4 0,10-0,24 71176 460
DDC350U-076-A0-4MP 7,6 8 79 41 0,10-0,24 71176 479
DDC350U-077-A0-4MP 7,7 8 79 4 0,10-0,24 71176 487
DDC350U-078-A0-4MP 78 8 79 41 0,10-0,24 71176 495
DDC350U-079-A0-4MP 79 8 79 4 0,10-0,24 71176 509
DDC350U-080-A0-4MP 8 8 79 41 0,10-0,24 71176517
DDC350U-081-A0-4MP 8,1 10 89 47 0,12-0,28 71176525




Vftanie, jednodielne vrtaky z karbidu
Drilling, solid carbide drills

Jednodielne vitanie/Solid drilling

Jednodielny vrtak z karbidu solid carbide drill 3xD

. _ 3xD DDC350U DDC350U

| @ (D) [ Jfomof ovems] ™ e

D2 olK 140 HA \ Na vieobecné poutitie For general application

Kataldgové islo D1m7 D2 h6 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T

DD(350U-082-A0-4MP 8,2 10 89 47 0,12-0,28 71176533
DDC350U-083-A0-4MP 83 10 89 47 0,12-0,28 71176 541
DDC350U-084-A0-4MP 84 10 89 47 0,12-0,28 71176 568
DDC350U-085-A0-4MP 85 10 89 47 0,12-0,28 71176576
DDC350U-086-A0-4MP 8,6 10 89 47 0,12-0,28 71176 584
DDC350U-087-A0-4MP 8,7 10 89 47 0,12-0,28 71176592
DDC350U-088-A0-4MP 838 10 89 47 0,12-0,28 71176 606
DDC350U-089-A0-4MP 8,9 10 89 47 0,12-0,28 71176614
DDC350U-090-A0-4MP 9 10 89 47 0,12-0,28 71176622
DDC350U-091-A0-4MP 9,1 10 89 47 0,12-0,28 71176630
DDC350U-092-A0-4MP 9,2 10 89 47 0,12-0,28 71176 649
DDC350U-093-A0-4MP 93 10 89 47 0,12-0,28 71176 657
DDC350U-094-A0-4MP 9,4 10 89 47 0,12-0,28 71176 665
DDC350U-095-A0-4MP 9,5 10 89 47 0,12-0,28 71176673
DDC350U-096-A0-4MP 9,6 10 89 47 0,12-0,28 71176 681
DDC350U-097-A0-4MP 9,7 10 89 47 0,12-0,28 71176703
DDC350U-098-A0-4MP 98 10 89 47 0,12-0,28 71176 711
DDC350U-099-A0-4MP 99 10 89 47 0,12-0,28 71176738
DDC350U-100-A0-4MP 10 10 89 47 0,15-0,35 71176 746
DDC350U-101-A0-4MP 10,1 12 102 55 0,15-0,35 71176754
DDC350U-102-A0-4MP 10,2 12 102 55 0,15-0,35 71176762
DDC350U-103-A0-4MP 10,3 12 102 55 0,15-0,35 71176770
DDC350U-104-A0-4MP 10,4 12 102 55 0,15-0,35 71176789
DDC350U-105-A0-4MP 10,5 12 102 55 0,15-0,35 71176797
DDC350U-110-A0-4MP N 12 102 55 0,15-0,35 71176 800
DDC350U-115-A0-4MP 1,5 12 102 55 0,15-0,35 71176 819
DDC350U-120-A0-4MP 12 12 102 55 0,15-0,35 71176 827
DDC350U-125-A0-4MP 12,5 14 107 60 0,15-0,35 71176 835
DDC350U-130-A0-4MP 13 14 107 60 0,18-0,43 71176 843
DDC350U-135-A0-4MP 13,5 14 107 60 0,18-0,43 71176 851
DDC350U-140-A0-4MP 14 14 107 60 0,18-0,43 71176 878
DDC350U-145-A0-4MP 14,5 16 15 65 0,20-0,45 71176 886
DDC350U-150-A0-4MP 15 16 15 65 0,20-0,45 71176 894
DD(350U-160-A0-4MP 16 16 15 65 0,20-0,45 71176908




Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

Jednodielne vftanie / Solid drilling

U ' Jednodielny vrtak z karbidu Solid carbide drill 5xD

: - 5xD DDC350U DDC550U

@ _ @ LQ’) LQQ LLJ tl A UNWERSAL] Bez vnitorného chladenia With internal coolant

NP U i S \ Kaviesbecné poutiie Forgenerl applcation

Kataldgové islo D1 D2 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DDC550U-010-A1-4MP 1 4 55 10 0,017-0,03 71176916
DDC550U-015-A1-4MP 15 4 55 12 0,025-0,045 71176924
DDC550U-020-A1-4MP 2 4 57 21 0,033-0,06 71176932
DD(C550U-025-A1-4MP 25 4 57 21 0,05-0,09 71176 940
DDC550U-030-A1-4MP 3 6 66 28 0,05-0,09 71176959
DDC550U-031-A1-4MP 31 6 66 28 0,05-0,09 71176 967
DDC550U-032-A1-4MP 3,2 6 66 28 0,05-0,09 71176975
DDC550U-033-A1-4MP 33 6 66 28 0,05-0,09 71176983
DDC550U-034-A1-4MP 34 6 66 28 0,05-0,09 71176991
DDC550U-035-A1-4MP 35 6 66 28 0,08-0,16 71177009
DDC550U-036-A1-4MP 3,6 6 66 28 0,08-0,16 71177017
DDC550U-037-A1-4MP 3,7 6 66 28 0,08-0,16 71177025
DDC550U-038-A1-4MP 38 6 74 36 0,08-0,16 71177033
DDC550U-039-A1-4MP 39 6 74 36 0,08-0,16 71177041
DDC550U-040-A1-4MP 4 6 74 36 0,08-0,16 71177068
DDC550U-041-A1-4MP 4,1 6 74 36 0,08-0,16 71177076
DDC550U-042-A1-4MP 4, 6 74 36 0,08-0,16 71177084
DDC550U-043-A1-4MP 43 6 74 36 0,08-0,16 71177092
DDC550U-044-A1-4MP 44 6 74 36 0,08-0,16 71177106
DDC550U-045-A1-4MP 45 6 74 36 0,08-0,16 7117714
DDC550U-046-A1-4MP 4,6 6 74 36 0,08-0,16 71177122
DDC550U-047-A1-4MP 4,7 6 74 36 0,08-0,16 71177130
DDC550U-048-A1-4MP 48 6 82 44 0,08-0,16 71177149
DDC550U-049-A1-4MP 49 6 82 44 0,08-0,16 71177157
DDC550U-050-A1-4MP 5 6 82 44 0,08-0,16 71177165
DD(C550U-051-A1-4MP 51 6 82 44 0,08-0,16 71177173
DDC550U-052-A1-4MP 52 6 82 44 0,08-0,16 71177181
DD(C550U-053-A1-4MP 53 6 82 44 0,08-0,16 71177 203
DDC550U-054-A1-4MP 54 6 82 44 0,08-0,16 71177211
DDC550U-055-A1-4MP 55 6 82 44 0,12-0,22 71177238
DDC550U-056-A1-4MP 56 6 82 44 0,12-0,22 71177 246
DDC550U-057-A1-4MP 57 6 82 44 0,12-0,22 71177 254
DDC550U-058-A1-4MP 58 6 82 44 0,12-0,22 71177 262
DDC550U-059-A1-4MP 59 6 82 44 0,12-0,22 71177270
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Jednodielne vitanie/Solid drilling

U Jednodielny vrtak z karbidu Solid carbide drill 5xD

, - 5xD DDC550U DDC550U

@ _ @ LQ’) LQQ LLJ tl A UNWERSAL] Bez vnitorného chladenia With internal coolant

NP U e S \ Kaviesbecné poutiie Forgenerl applcation

Kataldgové islo D1 D2 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T

DDC550U-060-A1-4MP 6 6 82 44 0,12-0,22 71177 289
DDC550U-061-A1-4MP 6,1 8 91 53 0,12-0,22 71177297
DDC550U-062-A1-4MP 6,2 8 91 53 0,12-0,22 71177300
DD(C550U-063-A1-4MP 6,3 8 91 53 0,12-0,22 71177319
DDC550U-064-A1-4MP 6,4 8 91 53 0,12-0,22 71177327
DDC550U-065-A1-4MP 6,5 8 91 53 0,12-0,22 71177335
DDC550U-066-A1-4MP 6,6 8 91 53 0,12-0,22 71177343
DDC550U-067-A1-4MP 6,7 8 91 53 0,12-0,22 71177351
DDC550U-068-A1-4MP 6,8 8 91 53 0,12-0,22 71177378
DDC550U-069-A1-4MP 6,9 8 91 53 0,12-0,22 71177 386
DDC550U-070-A1-4MP 7 8 91 53 0,12-0,22 71177 3%
DDC550U-071-A1-4MP 71 8 91 53 0,12-0,22 71177 408
DDC550U-072-A1-4MP 7,2 8 91 53 0,12-0,22 71177416
DDC550U-073-A1-4MP 73 8 91 53 0,12-0,22 71177424
DDC550U-074-A1-4MP 74 8 91 53 0,12-0,22 71177432
DDC550U-075-A1-4MP 75 8 91 53 0,12-0,22 71177 440
DDC550U-076-A1-4MP 7,6 8 91 53 0,12-0,22 71177 459
DDC550U-077-A1-4MP 7,7 8 91 53 0,12-0,22 71177 467
DDC550U-078-A1-4MP 78 8 91 53 0,12-0,22 71177 475
DDC550U-079-A1-4MP 79 8 91 53 0,12-0,22 71177 483
DDC550U-080-A1-4MP 8 8 91 53 0,12-0,22 71177 491
DDC550U-081-A1-4MP 8,1 10 103 61 0,12-0,22 71177 505
DDC550U-082-A1-4MP 8,2 10 103 61 0,12-0,22 71177513
DDC550U-083-A1-4MP 83 10 103 61 0,12-0,22 71177 521
DDC550U-084-A1-4MP 84 10 103 61 0,12-0,22 71177 548
DDC550U-085-A1-4MP 85 10 103 61 0,15-0,28 71177 556
DDC550U-086-A1-4MP 8,6 10 103 61 0,15-0,28 71177 564
DD(C550U-087-A1-4MP 8,7 10 103 61 0,15-0,28 71177572
DDC550U-088-A1-4MP 838 10 103 61 0,15-0,28 71177580
DDC550U-089-A1-4MP 89 10 103 61 0,15-0,28 71177599
DDC550U-090-A1-4MP 9 10 103 61 0,15-0,28 71177 602
DDC550U-091-A1-4MP 9,1 10 103 61 0,15-0,28 71177610
DDC550U-092-A1-4MP 9,2 10 103 61 0,15-0,28 71177629
DDC550U-093-A1-4MP 93 10 103 61 0,15-0,28 71177637

20



Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

Jednodielne vftanie / Solid drilling

u ' Jednodielny vrtak z karbidu Solid carbide drill 5xD

; - 5xD DDC550U DDC550U

TYPE | @ Lé\ﬁ LQQ LJ b ALN UNWERSAL] Bez vnitorného chladenia With internal coolant

G Fo U e Sa \ Kaviesbecné poutiie Forgenerl applcation

Kataldgové cislo D1 D2 1 12 Posuv (mm/ot) Kéd
Reference (mm) (mm) (mm) (mm) Feed (ode

DDC550U-094-A1-4MP 94 10 103 61 0,15-0,28 71177 645
DDC550U-095-A1-4MP 9,5 10 103 61 0,15-0,28 71177 653
DDC550U-096-A1-4MP 9,6 10 103 61 0,15-0,28 71177 661
DDC550U-097-A1-4MP 9,7 10 103 61 0,15-0,28 71177 688
DDC550U-098-A1-4MP 9,8 10 103 61 0,15-0,28 71177 696
DDC550U-099-A1-4MP 99 10 103 61 0,15-0,28 71177718
DDC550U-100-A1-4MP 10 10 103 61 0,15-0,28 71177726
DDC550U-101-A1-4MP 10,1 12 18 Al 0,15-0,28 71177734
DDC550U-102-A1-4MP 10,2 12 118 Al 0,15-0,28 71177742
DDC550U-103-A1-4MP 10,3 12 18 Al 0,15-0,28 71177750
DDC550U-104-A1-4MP 10,4 12 18 Al 0,15-0,28 71177769
DDC550U-105-A1-4MP 10,5 12 18 Al 0,15-0,28 77771
DDC550U-110-A1-4MP 1" 12 118 A 0,15-0,28 71177785
DDC550U-115-A1-4MP 1,5 12 118 Al 0,15-0,28 71177793
DDC550U-120-A1-4MP 12 12 118 VAl 0,15-0,28 71177 807
DDC550U-125-A1-4MP 12,5 14 124 77 0,20-0,34 71177815
DDC550U-130-A1-4MP 13 14 124 77 0,20-0,34 71177823
DDC550U-135-A1-4MP 13,5 14 124 77 0,20-0,34 71177 831
DDC550U-140-A1-4MP 14 14 124 77 0,20-0,34 71177 858
DDC550U-145-A1-4MP 14,5 16 133 83 0,20-0,34 71177 866
DDC550U-150-A1-4MP 15 16 133 83 0,20-0,34 71177874
DDC550U-160-A1-4MP 16 16 133 83 0,20-0,34 71177 882
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Vftanie, jednodielne vrtaky z karbidu
Drilling, solid carbide drills

Q
—

| Jednodielny vrtak z karbidu

Jednodielne vitanie/Solid drilling

" 8xD DDC850U Solid carbide drill 8xD

TYPE @ é\{j é@ IEJ TIALN u-mvsnsn ;;g:igiglgvna stopka With ingr?ascsogloa:lt

L N L 4 L IK L 135° L HA L \ ] B;’?slf;obset:nee pouzitie For geii'r'ﬂf,i’/figﬁﬂﬁ

Kataldgové islo D1 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T

DD(850U-030-A1-4MP 3 6 72 34 0,05-0,09 71177 890
DDC850U-031-A1-4MP 3,1 6 72 34 0,05-0,09 71177 904
DDC850U-032-A1-4MP 3.2 6 72 34 0,05-0,09 71177912
DDC850U-033-A1-4MP 33 6 72 34 0,05-0,09 71177920
DDC850U-034-A1-4MP 34 6 72 34 0,05-0,09 71177939
DD(850U-035-A1-4MP 35 6 72 34 0,07-0,14 71177947
DD(850U-036-A1-4MP 36 6 72 34 0,07-0,14 71177955
DD(850U-037-A1-4MP 37 6 72 34 0,07-0,14 71177963
DDC850U-038-A1-4MP 38 6 81 L] 0,07-0,14 71177971
DD(850U-039-A1-4MP 39 6 81 L] 0,07-0,14 71177998
DD(850U-040-A1-4MP 4 6 81 43 0,07-0,14 71178005
DD(850U-041-A1-4MP 41 6 81 3] 0,07-0,14 71178013
DD(850U-042-A1-4MP 42 6 81 L] 0,07-0,14 71178021
DD(850U-043-A1-4MP 43 6 81 83 0,07-0,14 71178048
DDC850U-044-A1-4MP 44 6 81 LX) 0,07-0,14 71178056
DDC850U-045-A1-4MP 45 6 81 X} 0,08-0,17 71178 064
DDC850U-046-A1-4MP 46 6 81 X} 0,08-0,17 71178072
DDC850U-047-A1-4MP 4,7 6 95 57 0,08-0,17 71178080
DD(850U-048-A1-4MP 48 6 95 57 0,08-0,17 71178099
DD(850U-049-A1-4MP 49 6 95 57 0,08-0,17 71178102
DD(850U-050-A1-4MP 5 6 95 57 0,08-0,17 71178110
DDC850U-051-A1-4MP 51 6 95 57 0,08-0,17 71178129
DDC850U-052-A1-4MP 52 6 95 57 0,08-0,17 71178137
DDC850U-053-A1-4MP 53 6 95 57 0,08-0,17 71178145
DDC850U-054-A1-4MP 54 6 95 57 0,08-0,17 71178153
DD(850U-055-A1-4MP 55 6 95 57 0,08-0,17 71178161
DD(850U-056-A1-4MP 56 6 95 57 0,10-0,17 71178188
DD(850U-057-A1-4MP 57 6 95 57 0,10-0,17 711781%
DDC850U-058-A1-4MP 58 6 95 57 0,10-0,17 71178218
DDC850U-059-A1-4MP 59 6 95 57 0,10-0,17 71178226
DDC850U-060-A1-4MP 6 6 95 57 0,10-0,17 71178234
DD(850U-061-A1-4MP 6,1 8 114 76 0,10-0,17 71178242
DD(850U-062-A1-4MP 6,2 8 114 76 0,10-0,17 71178250
DD(850U-063-A1-4MP 63 8 114 76 0,10-0,17 71178269
DDC850U-064-A1-4MP 6,4 8 114 76 0,10-0,17 71178277
DDC850U-065-A1-4MP 6,5 8 114 76 0,10-0,17 71178 285
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Vftanie, jednodielne vrtaky z karbidu O 1
Drilling, solid carbide drills

| Jednodielny vrtak z karbidu

Jednodielne vftanie / Solid drilling

" 8xD DDC850U Solid carbide drill 8xD

TYPE @ é\{j é@ IEJ TIALN u-mvsnsn ;;g:igiglgvna stopka With ingr?ascsogloa:lt

L N L 4 L IK L 135° L HA L \ ] B;’?slf;obset:nee pouzitie For geii'r'ﬂf,i’/figﬁﬂﬁ

Kataldgové islo D1 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DD(850U-066-A1-4MP 6,6 8 114 76 0,12-0,20 71178293
DDC850U-067-A1-4MP 6,7 8 114 76 0,12-0,20 71178307
DDC850U-068-A1-4MP 6,8 8 114 76 0,12-0,20 71178315
DDC850U-069-A1-4MP 6,9 8 114 76 0,12-0,20 71178323
DD(850U-070-A1-4MP 7 8 114 76 0,12-0,20 71178331
DD(850U-071-A1-4MP 71 8 114 76 0,12-0,20 71178358
DD(850U-072-A1-4MP 7.2 8 114 76 0,12-0,20 71178366
DD(850U-073-A1-4MP 73 8 114 76 0,12-0,20 71178374
DDC850U-074-A1-4MP 74 8 114 76 0,12-0,20 71178382
DD(850U-075-A1-4MP 75 8 114 76 0,12-0,20 71178390
DDC850U-076-A1-4MP 7,6 8 114 76 0,12-0,20 71178 404
DD(850U-077-A1-4MP 77 8 114 76 0,12-0,20 71178412
DD(850U-078-A1-4MP 78 8 114 76 0,12-0,20 71178420
DD(850U-079-A1-4MP 7.9 8 114 76 0,12-0,20 71178439
DDC850U-080-A1-4MP 8 8 114 76 0,12-0,20 71178 447
DDC850U-081-A1-4MP 8,1 10 142 95 0,13-0,27 71178455
DDC850U-082-A1-4MP 8.2 10 142 95 0,13-0,27 71178463
DDC850U-083-A1-4MP 83 10 142 95 0,13-0,27 71178471
DD(850U-084-A1-4MP 8,4 10 142 95 0,13-0,27 71178498
DD(850U-085-A1-4MP 8,5 10 142 95 0,13-0,27 71178501
DD(850U-086-A1-4MP 8,6 10 142 95 0,13-0,27 71178528
DDC850U-087-A1-4MP 87 10 142 95 0,13-0,27 71178536
DDC850U-088-A1-4MP 88 10 142 95 0,13-0,27 71178 544
DDC850U-089-A1-4MP 89 10 142 95 0,13-0,27 71178552
DDC850U-090-A1-4MP 9 10 142 95 0,13-0,27 71178 560
DD(850U-091-A1-4MP 91 10 142 95 0,13-0,27 71178579
DD(850U-092-A1-4MP 9,2 10 142 95 0,13-0,27 71178587
DD(850U-093-A1-4MP 93 10 142 95 0,13-0,27 71178595
DDC850U-094-A1-4MP 9,4 10 142 95 0,13-0,27 71178609
DDC850U-095-A1-4MP 9,5 10 142 95 0,13-0,27 71178617
DDC850U-096-A1-4MP 9,6 10 142 95 0,13-0,27 71178625
DD(850U-097-A1-4MP 9,7 10 142 95 0,13-0,27 71178633
DD(850U-098-A1-4MP 9,8 10 142 95 0,13-0,27 71178 641
DD(850U-099-A1-4MP 9,9 10 142 95 0,13-0,27 71178668
DDC850U-100-A1-4MP 10 10 142 95 0,13-0,27 71178676
DDC850U-120-A1-4MP 12 12 162 14 0,15-0,28 71178 684
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Vftanie, vrtaky z rychloreznej ocele
Drilling, HSS drills

g

< [ - | Vrtak HSS-E, kratka séria

E } | DCB190U

B g HSSE-Co5% HSS-E short drill DCB190U

e e W

§ E P u ras: L_HA] N ] e vieheent e Forgeneral appiicaton
Kataldgové islo D1h8 D2 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T
DCB190U-0200-A0-4MP 2 2 38 12 0,02-0,03 71178757
DCB190U-0210-A0-4MP 21 2,1 38 12 0,02-0,03 71178765
DCB190U-0220-A0-4MP 2,2 2,2 40 13 0,02-0,03 71178773
DCB190U-0230-A0-4MP 23 23 40 13 0,02-0,03 71178781
DCB190U-0240-A0-4MP 24 24 43 14 0,02-0,03 71178803
DCB190U-0250-A0-4MP 25 2,5 43 14 0,02-0,03 7117881
DCB190U-0260-A0-4MP 2,6 26 43 14 0,02-0,03 71178 838
DCB190U-0270-A0-4MP 2,7 2,7 46 16 0,02-0,03 71178 846
DCB190U-0280-A0-4MP 28 28 46 16 0,02-0,03 71178 854
DCB190U-0290-A0-4MP 29 29 46 16 0,02-0,03 71178 862
DCB190U-0300-A0-4MP 3 3 46 16 0,03-0,04 71178 870
DCB190U-0310-A0-4MP 3,1 31 49 18 0,03-0,04 71178 889
DCB190U-0320-A0-4MP 3,2 3,2 49 18 0,03-0,04 71178897
DCB190U-0330-A0-4MP 33 33 49 18 0,03-0,04 71178900
DCB190U-0340-A0-4MP 34 34 52 20 0,03-0,04 71178919
DCB190U-0350-A0-4MP 35 35 52 20 0,03-0,04 71178927
DCB190U-0360-A0-4MP 3,6 3,6 52 20 0,03-0,04 71178935
DCB190U-0370-A0-4MP 3,7 3,7 52 20 0,03-0,04 71178943
DCB190U-0380-A0-4MP 3,8 38 55 22 0,03-0,04 71178951
DCB190U-0390-A0-4MP 39 39 55 22 0,03-0,04 71178978
DCB190U-0400-A0-4MP 4 4 55 22 0,04-0,05 71178986
DCB190U-0410-A0-4MP 41 41 55 22 0,04-0,05 71178994
DCB190U-0420-A0-4MP 4,2 4, 55 22 0,04-0,05 71179001
DCB190U-0430-A0-4MP 43 43 58 24 0,04-0,05 71179028
DCB190U-0440-A0-4MP 4.4 4,4 58 24 0,04-0,05 71179036
DCB190U-0450-A0-4MP 4,5 45 58 24 0,04-0,05 71179 044
DCB190U-0460-A0-4MP 4.6 4,6 58 24 0,04-0,05 71179052
DCB190U-0470-A0-4MP 4,7 4,7 58 24 0,04-0,05 71179 060
DCB190U-0480-A0-4MP 4.8 48 62 26 0,04-0,05 71179079
DCB190U-0490-A0-4MP 49 49 62 26 0,04-0,05 71179087
DCB190U-0500-A0-4MP 5 5 62 26 0,05-0,06 71179095
DCB190U-0510-A0-4MP 51 51 62 26 0,05-0,06 71179109
DCB190U-0520-A0-4MP 5,2 52 62 26 0,05-0,06 71179117
DCB190U-0530-A0-4MP 53 53 62 26 0,05-0,06 71179125
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

g

[ - | Vrtak HSS-E, kratka séria 3

: : DCB190U g

! HSSE-Co5% HSS-E short drill DCB190U s

TvPe | (4 m QQ u . Elr:rsn(:gyom 1807 o é

E @, L U ] b e

Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DCB190U-0540-A0-4MP 54 54 66 28 0,05-0,06 71179133
DCB190U-0550-A0-4MP 55 55 66 28 0,05-0,06 71179141
DCB190U-0560-A0-4MP 5,6 5,6 66 28 0,05-0,06 71179168
DCB190U-0570-A0-4MP 57 57 66 28 0,05-0,06 71179176
DCB190U-0580-A0-4MP 58 58 66 28 0,05-0,06 71179184
DCB190U-0590-A0-4MP 59 59 66 28 0,05-0,06 71179192
DCB190U-0600-A0-4MP 6 6 66 28 0,06-0,07 71179 206
DCB190U-0610-A0-4MP 6,1 6,1 70 31 0,06-0,07 71179214
DCB190U-0620-A0-4MP 6,2 6,2 70 31 0,06-0,07 71179222
DCB190U-0630-A0-4MP 6,3 6,3 70 31 0,06-0,07 71179230
DCB190U-0640-A0-4MP 6,4 6,4 70 31 0,06-0,07 71179249
DCB190U-0650-A0-4MP 6,5 6,5 70 31 0,06-0,07 71179257
DCB190U-0660-A0-4MP 6,6 6,6 70 31 0,06-0,07 71179 265
DCB190U-0670-A0-4MP 6,7 6,7 70 31 0,06 - 0,07 71179273
DCB190U-0680-A0-4MP 6,8 6,8 74 34 0,06-0,07 71179281
DCB190U-0690-A0-4MP 6,9 6,9 74 34 0,06-0,07 71179303
DCB190U-0700-A0-4MP 7 7 74 34 0,06-0,07 7117931
DCB190U-0730-A0-4MP 73 73 74 34 0,06 -0,07 71179338
DCB190U-0740-A0-4MP 74 74 74 34 0,06 -0,07 71179 346
DCB190U-0750-A0-4MP 75 75 74 34 0,06-0,07 71179354
DCB190U-0770-A0-4MP 7,7 7,7 79 37 0,06-0,07 71179362
DCB190U-0780-A0-4MP 78 78 79 37 0,06-0,07 71179370
DCB190U-0790-A0-4MP 79 79 79 37 0,06-0,07 71179389
DCB190U-0800-A0-4MP 8 8 79 37 0,07-0,09 71179397
DCB190U-0810-A0-4MP 81 8,1 79 37 0,07-0,09 71179 400
DCB190U-0820-A0-4MP 8,2 8,2 79 37 0,07-0,09 71179419
DCB190U-0830-A0-4MP 83 83 79 37 0,07-0,09 71179427
DCB190U-0840-A0-4MP 8,4 8,4 79 37 0,07-0,09 71179435
DCB190U-0850-A0-4MP 85 85 79 37 0,07-0,09 71179443
DCB190U-0860-A0-4MP 8,6 8,6 84 40 0,07-0,09 71179451
DCB190U-0870-A0-4MP 8,7 8,7 84 40 0,07-0,09 71179478
DCB190U-0880-A0-4MP 8.8 88 84 40 0,07-0,09 71179 486
DCB190U-0890-A0-4MP 89 89 84 40 0,07-0,09 71179494
DCB190U-0900-A0-4MP 9 9 84 40 0,07-0,09 71179508
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills

3 . STaTam| D2

% e Y e —

< I - | Vrtak HSS-E, kratka séria

5 f | DCB190U

£ H HSSE-Co5% HSS-E short drill DCB190U

2 ; - Braseny N HSSE-Co5%

3 o @ m Norma DIN 1897 Norm DIN 1897

E E T = L QQ u UNIVERSAL] ZLATA povrchové Uprava O”GnOLD finish

E r 2 oK 1359 HAl Na vieobecné pouzitie For general application
Kataldgové cislo D1h8 D2 L1 12 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DCB190U-0930-A0-4MP 9,3 93 84 40 0,07-0,09 71179516
DCB190U-0950-A0-4MP 9,5 9,5 84 40 0,07-0,09 71179524
DCB190U-1000-A0-4MP 10 10 89 43 0,08-0,10 71179532
DCB190U-1020-A0-4MP 10,2 10,2 89 43 0,08-0,10 71179 540
DCB190U-1030-A0-4MP 10,3 10,3 89 43 0,08-0,10 71179559
DCB190U-1050-A0-4MP 10,5 10,5 89 43 0,08-0,10 71179567
DCB190U-1100-A0-4MP 1 1 95 47 0,08-0,10 71179575
DCB190U-1150-A0-4MP 11,5 11,5 95 47 0,08-0,10 71179583
DCB190U-1200-A0-4MP 12 12 102 51 0,10-0,12 71179591
DCB190U-1300-A0-4MP 13 13 105 51 0,10-0,12 71179 605
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

g

: - | Standardny vrtak HSS E:

: : : DCA810U £

. ) I[:rsusseny HSS standard drill DCA81 gg E

TYPE Norma DIN 338 Norm DIN 338 2

E @, 1), @ ] G povchovs roa

Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DCA810U-0050-A0-4MP 0,5 0,5 22 6 0,03-0,05 71179613
DCA810U-0060-A0-4MP 0,6 0,6 24 7 0,03-0,05 71179621
DCA810U-0070-A0-4MP 0,7 0,7 28 9 0,03-0,05 71179 648
DCA810U-0080-A0-4MP 0,8 0,8 30 10 0,03-0,05 71179656
DCA810U-0090-A0-4MP 0,9 09 32 n 0,03-0,05 71179 664
DCA810U-0100-A0-4MP 1 1 34 12 0,03-0,05 71179672
DCA810U-0110-A0-4MP 11 1,1 36 14 0,03-0,05 71179 680
DCA810U-0120-A0-4MP 1,2 1,2 38 16 0,03-0,05 71179699
DCA810U-0130-A0-4MP 13 13 38 16 0,03-0,05 71179702
DCA810U-0140-A0-4MP 14 14 40 18 0,03-0,05 71179710
DCA810U-0150-A0-4MP 1,5 1,5 40 18 0,03-0,05 71179729
DCA810U-0160-A0-4MP 1,6 1,6 43 20 0,03-0,05 71179737
DCA810U-0170-A0-4MP 1,7 1,7 43 20 0,03-0,05 71179745
DCA810U-0180-A0-4MP 18 18 46 22 0,03-0,05 71179753
DCA810U-0190-A0-4MP 19 1,9 46 22 0,03-0,05 71179761
DCA810U-0200-A0-4MP 2 2 49 24 0,045-0,08 71179788
DCA810U-0210-A0-4MP 2,1 2,1 49 24 0,045-0,08 7117979
DCA810U-0220-A0-4MP 2,2 2,2 53 27 0,045-0,08 71179818
DCA810U-0230-A0-4MP 23 23 53 27 0,045-0,08 71179 826
DCA810U-0240-A0-4MP 24 24 57 30 0,045-0,08 71179834
DCA810U-0250-A0-4MP 25 25 57 30 0,045-0,08 71179842
DCA810U-0260-A0-4MP 2,6 2,6 57 30 0,045-0,08 71179850
DCA810U-0270-A0-4MP 2,7 2,7 61 33 0,045-0,08 71179 869
DCA810U-0280-A0-4MP 28 28 61 33 0,045-0,08 71179877
DCA810U-0290-A0-4MP 29 29 61 33 0,045-0,08 71179 885
DCA810U-0300-A0-4MP 3 3 61 33 0,055-0,11 71179893
DCA810U-0310-A0-4MP 31 31 65 36 0,055-0,11 71179907
DCA810U-0320-A0-4MP 32 3,2 65 36 0,055-0,11 71179915
DCA810U-0330-A0-4MP 33 33 65 36 0,055-0,11 71179923
DCA810U-0340-A0-4MP 34 34 70 39 0,055-0,11 71179931
DCA810U-0350-A0-4MP 35 35 70 39 0,055-0,11 71179958
DCA810U-0360-A0-4MP 3,6 3,6 70 39 0,055-0,11 71179 966
DCA810U-0370-A0-4MP 3,7 3,7 70 39 0,055-0,11 71179974
DCA810U-0380-A0-4MP 38 38 75 43 0,055-0,11 71179982
DCA810U-0390-A0-4MP 39 39 75 43 0,055-0,11 71179990
DCA810U-0400-A0-4MP 4 4 75 43 0,07-0,13 71180018
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills

g

§ D1 1 e :

§ [ - | Standardny vrtak HSS

£ : : : DCA810U

§ . ) I[:rsusseny HSS standard drill DCA81 gg

g TYPE Norma DIN 338 Norm DIN 338

C @, E@— @ ] e oo e
Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T
DCA810U-0410-A0-4MP 41 41 75 43 0,07-0,13 71180 026
DCA810U-0420-A0-4MP 4,2 4,2 75 43 0,07-0,13 71180034
DCA810U-0430-A0-4MP 43 43 80 47 0,07-0,13 71180 042
DCA810U-0440-A0-4MP 44 44 80 47 0,07-0,13 71180 050
DCA810U-0450-A0-4MP 45 45 80 47 0,07-0,13 71180 069
DCA810U-0460-A0-4MP 4,6 4,6 80 47 0,07-0,13 71180077
DCA810U-0470-A0-4MP 4,7 4,7 80 47 0,07-0,13 71180085
DCA810U-0480-A0-4MP 4.8 4,8 86 52 0,07-0,13 71180093
DCA810U-0490-A0-4MP 49 49 86 52 0,07-0,13 71180107
DCA810U-0500-A0-4MP 5 5 86 52 0,08-0,15 71180115
DCA810U-0510-A0-4MP 51 51 86 52 0,08-0,15 71180123
DCA810U-0520-A0-4MP 52 52 86 52 0,08-0,15 71180131
DCA810U-0530-A0-4MP 53 53 86 52 0,08-0,15 71180158
DCA810U-0540-A0-4MP 54 54 93 57 0,08-0,15 71180 166
DCA810U-0550-A0-4MP 55 55 93 57 0,08-0,15 71180174
DCA810U-0560-A0-4MP 5,6 5,6 93 57 0,08-0,15 71180182
DCA810U-0570-A0-4MP 5,7 5,7 93 57 0,08-0,15 71180190
DCA810U-0580-A0-4MP 58 58 93 57 0,08-0,15 71180204
DCA810U-0590-A0-4MP 59 59 93 57 0,08-0,15 71180212
DCA810U-0600-A0-4MP 6 6 93 57 0,10-0,19 71180220
DCA810U-0610-A0-4MP 6,1 6,1 101 63 0,10-0,19 71180239
DCA810U-0620-A0-4MP 6,2 6,2 101 63 0,10-0,19 71180 247
DCA810U-0630-A0-4MP 6,3 6,3 101 63 0,10-0,19 71180255
DCA810U-0640-A0-4MP 6,4 6,4 101 63 0,10-0,19 71180263
DCA810U-0650-A0-4MP 6,5 6,5 101 63 0,10-0,19 71180271
DCA810U-0660-A0-4MP 6,6 6,6 101 63 0,10-0,19 71180298
DCA810U-0670-A0-4MP 6,7 6,7 101 63 0,10-0,19 71180301
DCA810U-0680-A0-4MP 6,8 6,8 109 69 0,10-0,19 71180328
DCA810U-0690-A0-4MP 6,9 6,9 109 69 0,10-0,19 71180336
DCA810U-0700-A0-4MP 7 7 109 69 0,10-0,19 71180344
DCA810U-0710-A0-4MP 71 71 109 69 0,10-0,19 71180352
DCA810U-0720-A0-4MP 7.2 7,2 109 69 0,10-0,19 71180 360
DCA810U-0730-A0-4MP 73 73 109 69 0,10-0,19 71180379
DCA810U-0740-A0-4MP 74 74 109 69 0,10-0,19 71180387
DCA810U-0750-A0-4MP 7,5 75 109 69 0,10-0,19 71180395
DCA810U-0760-A0-4MP 7,6 7,6 n7z 75 0,10-0,19 71180409
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

g

: - | Standardny vrtak HSS E:

: : : DCA810U £

. ) I[:rsusseny HSS standard drill DCA81 gg E

TYPE Norma DIN 338 Norm DIN 338 2

E @, 1), @ ] G povchovs roa

Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed Tk

DCA810U-0770-A0-4MP 7,7 7,7 17 75 0,10-0,19 71180417
DCA810U-0780-A0-4MP 78 78 17 75 0,10-0,19 71180425
DCA810U-0790-A0-4MP 79 79 17 75 0,10-0,19 71180433
DCA810U-0800-A0-4MP 8 8 17 75 0,12-0,22 71180441
DCA810U-0810-A0-4MP 8,1 8,1 17 75 0,12-0,22 71180468
DCA810U-0820-A0-4MP 8,2 82 n7 75 0,12-0,22 71180476
DCA810U-0830-A0-4MP 83 83 17 75 0,12-0,22 71180484
DCA810U-0840-A0-4MP 84 84 n7 75 0,12-0,22 71180492
DCA810U-0850-A0-4MP 85 85 n7 75 0,12-0,22 71180506
DCA810U-0860-A0-4MP 8,6 8,6 125 81 0,12-0,22 71180514
DCA810U-0870-A0-4MP 8,7 8,7 125 81 0,12-0,22 71180522
DCA810U-0880-A0-4MP 838 838 125 81 0,12-0,22 71180530
DCA810U-0890-A0-4MP 89 89 125 81 0,12-0,22 71180549
DCA810U-0900-A0-4MP 9 9 125 81 0,12-0,22 71180557
DCA810U-0910-A0-4MP 9.1 9.1 125 81 0,12-0,22 71180565
DCA810U-0920-A0-4MP 9,2 9,2 125 81 0,12-0,22 71180573
DCA810U-0930-A0-4MP 93 93 125 81 0,12-0,22 71180581
DCA810U-0940-A0-4MP 9,4 94 125 81 0,12-0,22 71180603
DCA810U-0950-A0-4MP 95 9,5 125 81 0,12-0,22 71180611
DCA810U-0960-A0-4MP 9,6 9,6 133 87 0,12-0,22 71180638
DCA810U-0970-A0-4MP 9,7 9,7 133 87 0,12-0,22 71180 646
DCA810U-0980-A0-4MP 98 98 133 87 0,12-0,22 71180654
DCA810U-0990-A0-4MP 99 9,9 133 87 0,12-0,22 71180662
DCA810U-1000-A0-4MP 10 10 133 87 0,15-0,26 71180670
DCA810U-1010-A0-4MP 10,1 10,1 133 87 0,15-0,26 71180689
DCA810U-1020-A0-4MP 10,2 10,2 133 87 0,15-0,26 71180697
DCA810U-1030-A0-4MP 10,3 10,3 133 87 0,15-0,26 71180700
DCA810U-1040-A0-4MP 10,4 10,4 133 87 0,15-0,26 71180719
DCA810U-1050-A0-4MP 10,5 10,5 133 87 0,15-0,26 71180727
DCA810U-1060-A0-4MP 10,6 10,6 133 87 0,15-0,26 71180735
DCA810U-1070-A0-4MP 10,7 10,7 142 94 0,15-0,26 71180743
DCA810U-1080-A0-4MP 10,8 10,8 142 94 0,15-0,26 71180751
DCA810U-1090-A0-4MP 10,9 10,9 142 94 0,15-0,26 71180778
DCA810U-1100-A0-4MP n n 142 94 0,15-0,26 71180786
DCA810U-1110-A0-4MP 11 11 142 94 0,15-0,26 71180794
DCA810U-1120-A0-4MP 1,2 11,2 142 94 0,15-0,26 71180808
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills

g

§ D1 1 m——" ‘

§ : - | Standardny vrtak HSS

£ : : : DCA810U

§ . ) I[:rsusseny HSS standard drill DCA81gg

g TYPE Norma DIN 338 Norm DIN 338

C @, E@— @ ] e oo e
Kataldgové islo D1h8 D2 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed T
DCA810U-1130-A0-4MP 1,3 13 142 94 0,15-0,26 71180816
DCA810U-1140-A0-4MP n4 n4 142 94 0,15-0,26 71180824
DCA810U-1150-A0-4MP 11,5 1,5 142 94 0,15-0,26 71180832
DCA810U-1160-A0-4MP 11,6 11,6 142 94 0,15-0,26 71180 840
DCA810U-1170-A0-4MP 1,7 1,7 142 94 0,15-0,26 71180859
DCA810U-1180-A0-4MP 18 18 142 94 0,15-0,26 71180867
DCA810U-1190-A0-4MP 11,9 11,9 151 101 0,15-0,26 71180 875
DCA810U-1200-A0-4MP 12 12 151 101 0,16-0,30 71180883
DCA810U-1210-A0-4MP 12,1 12,1 151 101 0,16-0,30 71180891
DCA810U-1220-A0-4MP 12,2 12,2 151 101 0,16-0,30 71180905
DCA810U-1230-A0-4MP 12,3 12,3 151 101 0,16-0,30 71180913
DCA810U-1240-A0-4MP 12,4 12,4 151 101 0,16-0,30 71180921
DCA810U-1250-A0-4MP 12,5 12,5 151 101 0,16-0,30 71180948
DCA810U-1260-A0-4MP 12,6 12,6 151 101 0,16-0,30 71180956
DCA810U-1270-A0-4MP 12,7 12,7 151 101 0,16-0,30 71180 964
DCA810U-1280-A0-4MP 12,8 12,8 151 101 0,16-0,30 71180972
DCA810U-1290-A0-4MP 12,9 12,9 151 101 0,16-0,30 71180980
DCA810U-1300-A0-4MP 13 13 151 101 0,16-0,30 71180999
DCA810U-1350-A0-4MP 13,5 13,5 160 108 0,16-0,30 71181006
DCA810U-1400-A0-4MP 14 14 160 108 0,16-0,30 71181014
DCA810U-1450-A0-4MP 14,5 14,5 169 14 0,16-0,30 71181022
DCA810U-1500-A0-4MP 15 15 169 14 0,16-0,30 71181030
DCA810U-1550-A0-4MP 15,5 15,5 178 120 0,16-0,30 71181049
DCA810U-1600-A0-4MP 16 16 178 120 0,18-0,38 71181057
DCA810U-1650-A0-4MP 16,5 16,5 184 125 0,18-0,38 71181065
DCA810U-1700-A0-4MP 17 17 184 125 0,18-0,38 71181073
DCA810U-1750-A0-4MP 17,5 17,5 191 130 0,18-0,38 71181081
DCA810U-1800-A0-4MP 18 18 191 130 0,18-0,38 71181103
DCA810U-1850-A0-4MP 18,5 18,5 198 135 0,18-0,38 71181111
DCA810U-1900-A0-4MP 19 19 198 135 0,18-0,38 71181138
DCA810U-1950-A0-4MP 19,5 19,5 205 140 0,18-0,38 71181146
DCA810U-2000-A0-4MP 20 20 205 140 0,18-0,38 71181154
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

| ) Standardny vrtak HSS-E

I
I

12
I
t

Jednodielne vftanie / Solid drilling

T ! DCB890U

HSSE-Co5% HSS-E standard drill DCB890U

C Y t@‘ @ ] Norma DIN 338 Norm DN 38

I\ A AL N N

Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DCB890U-0050-A0-4MP 0,5 0,5 22 6 0,02-0,03 71181162
DCB890U-0060-A0-4MP 0,6 0,6 27 7 0,02-0,03 71181170
DCB890U-0070-A0-4MP 0,7 0,7 28 9 0,02-0,03 71181189
DCB890U-0080-A0-4MP 0,8 0,8 30 10 0,02-0,03 71181197
DCB890U-0090-A0-4MP 09 0,9 32 n 0,02-0,03 71181200
DCB890U-0100-A0-4MP 1 1 34 12 0,02-0,03 71181219
DCB890U-0110-A0-4MP 11 11 36 14 0,02-0,03 71181227
DCB890U-0120-A0-4MP 12 1,2 38 16 0,02-0,03 71181235
DCB890U-0130-A0-4MP 13 13 38 16 0,02-0,03 71181243
DCB890U-0140-A0-4MP 14 14 40 18 0,02-0,03 71181251
DCB890U-0150-A0-4MP 1,5 15 40 18 0,02-0,03 71181278
DCB890U-0160-A0-4MP 1,6 1,6 43 20 0,02-0,03 71181286
DCB890U-0170-A0-4MP 1,7 1,7 43 20 0,02-0,03 71181294
DCB890U-0180-A0-4MP 18 18 46 22 0,02-0,03 71181308
DCB890U-0190-A0-4MP 1,9 1,9 46 22 0,02-0,03 71181316
DCB890U-0200-A0-4MP 2 2 49 24 0,02-0,03 71181324
DCB890U-0210-A0-4MP 2,1 2,1 49 24 0,02-0,03 71181332
DCB890U-0220-A0-4MP 2,2 2,2 53 27 0,02-0,03 71181340
DCB890U-0230-A0-4MP 23 23 53 27 0,02-0,03 71181359
DCB890U-0240-A0-4MP 24 24 57 30 0,02-0,03 71181367
DCB890U-0250-A0-4MP 25 25 57 30 0,02-0,03 71181375
DCB890U-0260-A0-4MP 26 26 57 30 0,02-0,03 71181383
DCB890U-0270-A0-4MP 2,7 2,7 61 33 0,02-0,03 71181391
DCB890U-0280-A0-4MP 28 28 61 33 0,02-0,03 71181405
DCB890U-0290-A0-4MP 29 29 61 33 0,02-0,03 71181413
DCB890U-0300-A0-4MP 3 3 61 33 0,03-0,04 71181421
DCB890U-0310-A0-4MP 31 3,1 65 36 0,03-0,04 71181448
DCB890U-0320-A0-4MP 32 32 65 36 0,03-0,04 71181456
DCB890U-0330-A0-4MP 33 33 65 36 0,03-0,04 71181464
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills

g

E D1 I

8 : - | Standardny vrtak HSS-E

E I o | DCB890U

s HSSE-Co5% HSS-E standard drill DCB890U

£ : = ElrusenyDlN 138 HSSE-Co5%

kY TYPE orma N DIN 338

E N @ @— @ UNIVERSAL] ZLATA povrchové Uprava o(grgLD finish

E : 2 o.K| 1357 HAl Na véeobecné pouzitie For general application
Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DCB890U-0340-A0-4MP 34 34 70 39 0,03-0,04 71181472
DCB890U-0350-A0-4MP 3,5 35 70 39 0,03-0,04 71181480
DCB890U-0360-A0-4MP 3,6 3,6 70 39 0,03-0,04 71181499
DCB890U-0370-A0-4MP 3,7 3,7 70 39 0,03-0,04 71181502
DCB890U-0380-A0-4MP 38 38 75 43 0,03-0,04 71181510
DCB890U-0390-A0-4MP 3,9 39 75 43 0,03-0,04 71181529
DCB890U-0400-A0-4MP 4 4 75 43 0,04-0,05 71181537
DCB890U-0410-A0-4MP 41 4,1 75 43 0,04-0,05 71181545
DCB890U-0420-A0-4MP 4, 42 75 43 0,04-0,05 71181553
DCB890U-0430-A0-4MP 43 43 80 47 0,04-0,05 71181561
DCB890U-0440-A0-4MP 44 44 80 47 0,04-0,05 71181588
DCB890U-0450-A0-4MP 45 45 80 47 0,04-0,05 7118159
DCB890U-0460-A0-4MP 46 4,6 80 47 0,04-0,05 71181618
DCB890U-0470-A0-4MP 4,7 47 80 47 0,04-0,05 71181626
DCB890U-0480-A0-4MP 4.8 4.8 86 52 0,04-0,05 71181634
DCB890U-0490-A0-4MP 49 49 86 52 0,04-0,05 71181642
DCB890U-0500-A0-4MP 5 5 86 52 0,05-0,06 71181650
DCB890U-0510-A0-4MP 51 51 86 52 0,05-0,06 71181669
DCB890U-0520-A0-4MP 5.2 52 86 52 0,05-0,06 71181677
DCB890U-0530-A0-4MP 53 53 86 52 0,05-0,06 71181685
DCB890U-0540-A0-4MP 54 54 93 57 0,05-0,06 71181693
DCB890U-0550-A0-4MP 55 55 93 57 0,05-0,06 71181707
DCB890U-0560-A0-4MP 56 56 93 57 0,05-0,06 71181715
DCB890U-0570-A0-4MP 57 57 923 57 0,05-0,06 71181723
DCB890U-0580-A0-4MP 58 58 93 57 0,05-0,06 71181731
DCB890U-0590-A0-4MP 59 59 93 57 0,05-0,06 71181758
DCB890U-0600-A0-4MP 6 6 923 57 0,06-0,07 71181766
DCB890U-0610-A0-4MP 6,1 6,1 101 63 0,06-0,07 71181774
DCB890U-0620-A0-4MP 6,2 6,2 101 63 0,06-0,07 71181782
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

| ) Standardny vrtak HSS-E

I
I
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Jednodielne vftanie / Solid drilling

T ! DCB890U

HS§E'C95% HSS-E standard drill DCB890U

C Y t@‘ @ ] Norma DIN 338 Norm DN 38

v T (Gl L € e e

Kataldgové islo D1h8 D2 L L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DCB890U-0630-A0-4MP 6,3 6,3 101 63 0,06-0,07 71181790
DCB890U-0640-A0-4MP 6,4 6,4 101 63 0,06-0,07 71181804
DCB890U-0650-A0-4MP 6,5 6,5 101 63 0,06-0,07 71181812
DCB890U-0660-A0-4MP 6,6 6,6 101 63 0,06-0,07 71181820
DCB890U-0670-A0-4MP 6,7 6,7 101 63 0,06 -0,07 71181839
DCB890U-0680-A0-4MP 6,8 6,8 109 69 0,06 -0,07 71181847
DCB890U-0690-A0-4MP 6,9 6,9 109 69 0,06-0,07 71181855
DCB890U-0700-A0-4MP 7 7 109 69 0,06-0,07 71181863
DCB890U-0710-A0-4MP 71 7,1 109 69 0,06-0,07 71181871
DCB890U-0720-A0-4MP 7.2 7,2 109 69 0,06-0,07 71181898
DCB890U-0730-A0-4MP 73 73 109 69 0,06-0,07 71181901
DCB890U-0740-A0-4MP 74 74 109 69 0,06-0,07 71181928
DCB890U-0750-A0-4MP 7,5 75 109 69 0,06-0,07 71181936
DCB890U-0760-A0-4MP 7,6 7,6 17 75 0,06-0,07 71181944
DCB890U-0770-A0-4MP 7,1 7,7 117 75 0,06-0,07 71181952
DCB890U-0780-A0-4MP 78 78 17 75 0,06-0,07 71181960
DCB890U-0790-A0-4MP 79 79 17 75 0,06-0,07 71181979
DCB890U-0800-A0-4MP 8 8 17 75 0,07-0,09 71181987
DCB890U-0810-A0-4MP 8,1 8,1 17 75 0,07-0,09 71181995
DCB890U-0820-A0-4MP 8,2 8,2 n7 75 0,07-0,09 71182002
DCB890U-0830-A0-4MP 8,3 8,3 n7 75 0,07-0,09 71182010
DCB890U-0840-A0-4MP 84 84 117 75 0,07-0,09 71182029
DCB890U-0850-A0-4MP 8,5 8,5 1n7 75 0,07-0,09 71182037
DCB890U-0860-A0-4MP 8,6 8,6 125 81 0,07-0,09 71182045
DCB890U-0870-A0-4MP 8,7 8,7 125 81 0,07-0,09 71182053
DCB890U-0880-A0-4MP 8,8 838 125 81 0,07-0,09 71182061
DCB890U-0890-A0-4MP 89 8,9 125 81 0,07-0,09 71182088
DCB890U-0900-A0-4MP 9 9 125 81 0,07-0,09 71182096
DCB890U-0910-A0-4MP 9,1 9,1 125 81 0,07-0,09 71182118
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills

g

E D1 I

8 = - | Standardny vrtak

E I o | HSS-E DCB890U

£ HSSE-Co5% HSS-E standard drill DCB890U

% ; = ElrusenyDlN 18 HSSE-Co5%

kY TYPE orma N DIN 338

E N @ @— @ UNIVERSAL] ZLATA povrchové Uprava o(grgLD finish

3 : 2 o.K| 1357 HAl Na véeobecné pouzitie For general application

3
Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DCB890U-0920-A0-4MP 9,2 9,2 125 81 0,07-0,09 71182126
DCB890U-0930-A0-4MP 93 93 125 81 0,07-0,09 71182134
DCB890U-0940-A0-4MP 9,4 9,4 125 81 0,07-0,09 71182142
DCB890U-0950-A0-4MP 9,5 9,5 125 81 0,07-0,09 71182150
DCB890U-0960-A0-4MP 9,6 9,6 133 87 0,07-0,09 71182169
DCB890U-0970-A0-4MP 9,7 9,7 133 87 0,07-0,09 71182177
DCB890U-0980-A0-4MP 98 98 133 87 0,07-0,09 71182185
DCB890U-0990-A0-4MP 9,9 9,9 133 87 0,07-0,09 71182193
DCB890U-1000-A0-4MP 10 10 133 87 0,08-0,10 71182207
DCB890U-1010-A0-4MP 10,1 10,1 133 87 0,08-0,10 71182215
DCB890U-1020-A0-4MP 10,2 10,2 133 87 0,08-0,10 71182223
DCB890U-1030-A0-4MP 10,3 10,3 133 87 0,08-0,10 71182231
DCB890U-1040-A0-4MP 10,4 10,4 133 87 0,08-0,10 71182258
DCB890U-1050-A0-4MP 10,5 10,5 133 87 0,08-0,10 71182 266
DCB890U-1100-A0-4MP n 1 142 9% 0,08-0,10 71182274
DCB890U-1150-A0-4MP 1,5 1,5 142 94 0,08-0,10 71182282
DCB890U-1200-A0-4MP 12 12 151 101 0,10-0,12 71182290
DCB890U-1250-A0-4MP 12,5 12,5 151 101 0,10-0,12 71182304
DCB890U-1300-A0-4MP 13 13 151 101 0,10-0,12 71182312
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Vftanie, vrtaky z rychloreznej ocele O 1
Drilling, HSS drills

g

ny In §

: - | Vrtak HSS-E, dlha séria 2

F T | DCB200U §

HSSE-Co5% HSS-E long drill DCB200U 3

TYPE | @ @— @ _NWERSAL] ot DIN 340 s 3

@ L)@l 2T porchord e

Kataldgové islo D1h8 D2 N L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode

DCB200U-0200-A0-4MP 2 2 85 56 0,02-0,03 71182320
DCB200U-0250-A0-4MP 25 25 95 62 0,02-0,03 71182339
DCB200U-0300-A0-4MP 3 3 100 66 0,03-0,40 71182347
DCB200U-0325-A0-4MP 3,25 3,25 106 69 0,03-0,40 71182355
DCB200U-0350-A0-4MP 35 35 12 73 0,03-0,40 71182363
DCB200U-0375-A0-4MP 3,75 3,75 12 73 0,03-0,40 71182371
DCB200U-0400-A0-4MP 4 4 119 78 0,04-0,05 71182398
DCB200U-0425-A0-4MP 4,25 4,25 119 78 0,04-0,05 71182401
DCB200U-0450-A0-4MP 45 45 126 82 0,04-0,05 71182428
DCB200U-0475-A0-4MP 4,75 4,75 126 82 0,04-0,05 71182436
DCB200U-0500-A0-4MP 5 5 132 87 0,05-0,06 71182444
DCB200U-0525-A0-4MP 5,25 5,25 132 87 0,05-0,06 71182452
DCB200U-0550-A0-4MP 55 55 139 91 0,05-0,06 71182 460
DCB200U-0575-A0-4MP 5,75 5,75 139 91 0,05-0,06 71182479
DCB200U-0600-A0-4MP 6 6 139 91 0,06-0,07 71182487
DCB200U-0650-A0-4MP 6,5 6,5 148 97 0,06-0,07 71182495
DCB200U-0700-A0-4MP 7 7 156 102 0,06-0,07 71182509
DCB200U-0750-A0-4MP 75 75 156 102 0,06-0,07 71182517
DCB200U-0800-A0-4MP 8 8 165 109 0,07-0,09 71182525
DCB200U-0850-A0-4MP 85 85 165 109 0,07-0,09 71182533
DCB200U-0900-A0-4MP 9 9 175 15 0,07-0,09 71182541
DCB200U-0950-A0-4MP 9,5 9,5 175 15 0,07-0,09 71182568
DCB200U-1000-A0-4MP 10 10 184 121 0,08-0,10 71182576
DCB200U-1050-A0-4MP 10,5 10,5 184 121 0,08-0,10 71182584
DCB200U-1100-A0-4MP 1 n 195 128 0,08-0,10 71182592
DCB200U-1150-A0-4MP 11,5 1,5 195 128 0,08-0,10 71182 606
DCB200U-1200-A0-4MP 12 12 205 134 0,10-0,12 71182614
DCB200U-1250-A0-4MP 12,5 12,5 205 134 0,10-0,12 71182622
DCB200U-1300-A0-4MP 13 13 205 134 0,10-0,12 71182630
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Vftanie, vrtaky z rychloreznej ocele

Drilling, HSS drills
g
] Se———
g — . .
g o , Vrtak HSS-E, navrtavaci,
£ . DCB150U
2 . - HSSE-Co5% HSS-E spotting drill DCB150U
£ TYPE @ TIALN| [unversaL Na centrovanie a zrazanie hran v jednej HSSE-Co5%
2 N [ N operacii Centering and chamfering are obtained in a single
E 2 0K 5 HA \ operation
Kata|6gove’ Cislo D1 D2 L1 L2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) (mm) Feed (ode
DCB150U-040-A0-4MP 4 4 52 12 0,08-0,10 71182789
DCB150U-060-A0-4MP 6 6 66 20 0,15-0,25 71182797
DCB150U-080-A0-4MP 8 8 79 25 0,15-0,25 71182 800
DCB150U-100-A0-4MP 10 10 89 25 0,15-0,25 71182819
DCB150U-120-A0-4MP 12 12 102 30 0,15-0,25 71182827
DCB150U-160-A0-4MP 16 16 15 35 0,20-0,30 71182835
Strediaci vrtak HSS
DCA100U
I T 1 Strediaci vrtak HSS, 60° HSS center drill DCA100U
- Norma ISO NFE 66051-A 60° HSS center drill
DIN 333-A /JIS-1 Norm ISO NFE 66051-A
UNIVERSAL] Bez povrchovej tpravy DIN333-A/JIS-1
\ Univerzalne pouzitie ) Uncoated
Universal application
Kataldgové islo D1 D2 N DizkaL2 Posuv (mm/ot) Kod
Reference (mm) (mm) (mm) min. max. Feed (ode
Length[2
DCA100U-040X1-A0-4MP 4 1 35 13~17 0,08-0,10 71182 649
DCA100U-040X1.6-A0-4MP 4 1,6 35 2~26 0,08-0,10 71182657
DCA100U-050X1.5-A0-4MP 5 15 40 2~26 0,08-0,10 71182 665
DCA100U-050X2-A0-4MP 5 2 40 25~3,1 0,08-0,10 71182673
DCA100U-060X2-A0-4MP 6 2 45 2,5~3,1 0,08-0,10 71182681
DCA100U-063X2.5-A0-4MP 6,3 25 45 31~38 0,08-0,10 71182703
DCA100U-080X2.5-A0-4MP 8 2,5 50 31~38 0,08-0,10 7118271
DCA100U-080X3.15-A0-4MP 8 3,15 50 31~38 0,08-0,10 71182738
DCA100U-100X3-A0-4MP 10 3 55 39~46 0,08-0,10 71182746
DCA100U-100X4-A0-4MP 10 4 55 5~59 0,08-0,10 71182754
DCA100U-120X4-A0-4MP 12 4 63 5~59 0,08-0,10 71182762
DCA100U-125X5-A0-4MP 12 5 63 63~172 0,08-0,10 71182770
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Vftanie, vrtaky z rychloreznej ocele
Drilling, HSS drills

01

Suprava 25 vrtakov HSS
DCA810U

Kapacita 1az 13 mm x 0,5 mm

Set of 25 HSS drills DCA810U
Capacity 1to 13mm
per0,5mm

Suprava 25 vrtakov
HSS-E DCB890U

Kapacita 1az 13 mm x 0,5 mm

Set of 25 HSS-E drills DCB890U
Capacity 1to 13 mm
per 0,5mm

Kataldgové cislo Kdd
Reference (ode

Kataldgové cislo Kod
Reference (ode

SET25-DCA810U-1-13-4MP 71178692

SET25-DCB890U-1-13-4MP 71178706

i Suprava 19 vrtakov HSS
il | DCA810U

Kapacita 1 az 10 mm x 0,5 mm
"\ "
=

&

=
A

Set of 19 HSS drills DCA810U
Capacity 1to 10 mm
per0,5mm

Suprava 19 vrtakov HSS-E
DCB890U

Kapacita 1 az 10 mm x 0,5 mm

Set of 19 HSS-E drills DCB890U
Capacity 1 to 10 mm
per0,5mm

Kataldgové cislo Kéd
Reference (ode

Kataldgové cislo Kdd
Reference (ode

SET19-DCA810U-1-10-4MP 71178714

SET19-DCB890U-1-10-4MP 71178722

Suprava 91 vrtakov HSS
DCA810U

Kapacita 1 az 10 mm x 0,1 mm

Set of 91 HSS drills DCA810U
Capacity 1to 10 mm
per 0,1 mm

Kataldgové cislo Kéd
Reference (ode

SET91-DCA810U-1-10-4MP 71178749
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Zavitnik
Tap

Povrchova vrstva
Coating

1 - bez povrchovej tpravy
0- Uncoated

1-VAP

2-TIN

3 - ALTIN
4-TICN
5-TIALN

9 - SPECIALNA
9- Special

Priemer DC
DC diameter

[2] T

Type

D - pravy

D - Straight flute

H - Spiralovy
H - Helical flutes

N - deformacia
N - Forming tap

Generacia
Generation

0 -}prvé generacia
0 - First generation

Kodifikacia

Designation system

-Ms

Sortiment
Range

1 - Metricky

1- Metric

2 - Metricky, ocel
2 - Metric stee:

3 - Metricky, nehrdzavejuca ocel
3 -Stainless steel metric

4 - Metricky, hlinik

4 - Aluminum metric

5 - Jemny metricky

5 - Fine metric

6 - PLYN

6-GAZ

7 - UNC

E Aplikacia

Application

U - Univerzalny

U - Universelle

P - Ocel

P - Steel

K - zliatina

K - Cast iron

M - nehrdzavejuca ocel
M - Stainless steel

S - superzliatina

S - High temperature alloy
H - tvrda ocel

H - Hard steel

N - hlinik

N - Aluminum

C - kompozit

(- Composite



Prehlad strojovych zdvitnikov
T —

Overview of machine taps

i ndstrojmi/ Solid taping

by

:|
Stranka katalogu: P40 | P40 | P41 | P41 | P42 | P42 | P43 | P43 | P44 | P44 | P45 | P45 | P46 | P46 | P47 | P47 £
<
TD110U | TH110U | TD220P | TH220P | TD350M | TH350M | TD410N | TH400N | TN190U [TN190U-6G| TD500U | TH500U | TD610U | TH610U | TD700U | TH700U .g
N
i
Q
|
Séria ]
Series | 3|
m?;g/riél HSSE HSSE HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM HSSE HSSE HSSE-PM | HSSE-PM HSSE HSSE HSSE HSSE HSSE HSSE
Rezanie zdvitov WETRCKY | METRCKY | METRCKY | METRCKY | METRCKT | METRGKY | METRK? | MRk | wermcoy | wermcer | (JERME | BME o | e | e | e
Threading METRIC METRIC METRIC METRIC METRIC METRIC METRIC METRIC METRIC METRIC WETRIC METRIC GAZ GAZ
L%!::gn(ia 1502 (6H) |ISO2 (6H) |  6HX 6HX 6HX 6HX 1502 (6H) [ISO2(6H)|  6HX 6GX 1502 (6H) 1502 (6H) | 1505969 | 150 5969 28 28
Universel Optima- Optima- | Optima-
Pouzitie materialu Univerzdlne | Univerzélne| qptimise lizované e | B e Hink | fizované | izované | yoiverzsine | Univerzéine Univerzalne | Univerzéine | Univerzalne | Univerzine
Material application Universal Universal Universal | univerzdlne vejucaocel vejucaocel Aluminum Aluminum | univerzalne | univerzalne | Universal Universal Universal Universal Universal Universal
optimized Universal | Stainless steel | Stainless steel Universal Universal
optimized optimized optimized
{'}gg;jm%mm) M3-M24 | M3-M20 | M3-M16 | M3-M16 | M3-M16 | M3-M16 | M3-M12 | M3-M12 | M3-M12 | M3-M12 | M4-Mi6 | M4-M16 | 1/8-1" | VB-3/4 | NA-3/4 | Na-34
Podmienky rezania Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve
Cutting parameter (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn)
Nelegovana ocel
Nelegovan: o10-15 | @8-12 | ®20-30 | 1525 °13-20 o445 | @45 | @20-35 | e12-15 | e2-25 | ®12-15 | ©20-25 | en-15
P B 0§-10 | ®6-8 | ©10-20 | o5-15 ©35-40 | ©35-40 | #15-20 | #10-12 | @15-20 | #10-12 | ®15-20 | #10-12
Legovand ocel 06-8 | 05-6 | 08-10 | 05-8 | e18-20| €15-20 15-20 | #15-20 | ®12-15 | 06-8 | e1-15 | o6-8 | ®12-15 | 06-8
Duplexnd nehrdzaveju I'
B O 06-8 | 05-7 |e10-12| 8-10 02-3 | 06-8 | 02-3 | 06-8 | 02-3 | 06-8
Austenitickd nehrdzavejiica ocel
| R 06-8 | 05-6 [ 010-20 | 010-15| 018-20 | #15-20 15-20 | #15-20 | 05-7 05-7 05-7
Velmi pevnd, vysoko
legovand nehrdzavejtica ocel ©10-12 | ©8-10
Precipitation hardening stainless steel

% S il s _
z
08-10 | 06-8 | 08-10 | 06-8 | 08-10 | 06-8 | 08-10
Hinik < 9%
| LS ©18-20 | ©12-15 | #40-45 | 40-45 | #15-25 | 018-20 | #15-25 | 018-20 | #15-25 | 018-20
Hinikova zlatina 015-18 [ 012-15 | #30-40 | #25-35 *15-18 | #12-15 | 040-45 | 040-45 | #15-18 | #15-18 | 15-13 [ #15-18 | #15-18 | #15-18
Povrchovo kalend, néstrojova
H| ocel, popustana
Hardened steel
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Rezanie zavitov, strojové zavitniky

Taping, machine taps
s
3 L
g L
'§; L ¥ 2 Strojoy)’( zévitr!ik HSS-E .
3 - pre priechodny otvor TD110U HSS-E through hole machine tap
g I IW:I/} Na rezanie metrickych zavitov (M) TD110U
g N A taan DIN 371 VAP (prava pre lepsiu odolnost proti For metric threading (M)
% y opotrebovaniu VAP treatment for good wear resistance
‘§ 1 i Odportcané pre ocele < 1100 N/mm? For steel < 1100N/mm?
< L, | ~ a
hsi ¢—»] el
'§ -] W\- T ° ‘NX_T] RH B (4-5) 1S02 3xD
5 ) e i3~ DIN376 M HSSE & 6H
N
2
<
§ Kataldgové islo d Stdpanie L1 L2 13 d2 a Norma  @otvoru Kod
Reference (mm) — (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm— (mm) Code
Pitch Drilling
TD110U-M3-4MP M3 0,5 56 9 18 35 2,7 DIN371 25 71171272
TD110U-M4-4MP M4 0,7 63 12 21 4,5 34 DIN371 33 71171280
TD110U-M5-4MP M5 0,8 70 13 25 6 49 DIN 371 4,2 71171299
TD110U-Mé6-4MP M6 1 80 15 30 6 49 DIN 371 5 71171302
TD110U-M8-4MP M8 1,25 90 18 35 8 6,2 DIN 371 6,8 71171310
TD110U-M10-4MP M10 15 100 20 39 10 8 DIN 371 85 71171329
TD110U-M12-4MP M12 1,75 110 23 = 9 7 DIN 376 10,2 71171337
TD110U-M14-4MP M14 2 110 25 - 1 9 DIN 376 12 71171345
TD110U-M16-4MP M16 2 10 25 = 12 9 DIN 376 14 71171353
TD110U-M20-4MP M20 25 140 30 - 16 12 DIN376 17,5 71171361
TD110U-M24-4MP M24 3 160 36 = 18 14,5 DIN 376 21 71171388
L |
L
: a Strojovy zavitnik HSS-E
pre slepy otvor TH110U HSS-E blind hole machine tap
—— - DIN 371 VAP Uprava pre lepsiu odolnost proti TH110U
opotrebovaniu For metric threading (M)

Odporicané pre ocele < 1100 N/mm? VAP treatment for good wear resistance

a ‘ For steel < 1100N/mm?
e M EEEEE
Kataldgoveé cislo d1 Stiipanie L1 12 13 d2 a Norma @ otvoru Kod
Reference (mm) — (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm (mm) Code
Pitch Drilling

TH110U-M3-4MP M3 05 56 5 18 35 2,7 DIN 371 2,5 71171167
TH110U-M4-4MP M4 0,7 63 7 21 45 34 DIN371 33 71171175
TH110U-M5-4MP M5 08 70 8 25 6 49 DIN371 42 71171183
TH110U-M6-4MP M6 1 80 10 30 6 49 DIN 371 5 71171191
TH110U-M8-4MP M8 1,25 90 13 35 8 6,2 DIN 371 6,8 71171205
TH110U-M10-4MP M10 15 100 15 39 10 8 DIN 371 8,5 71171213
TH110U-M12-4MP M12 1,75 110 18 = 9 7 DIN 376 10,2 71171221
TH110U-M14-4MP M14 2 110 20 - 1 9 DIN 376 12 71171248
TH110U-M16-4MP M16 2 110 20 = 12 9 DIN 376 14 71171256
TH110U-M20-4MP M20 2,5 140 25 - 16 12 DIN 376 17,5 71171264
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Rezanie zavitov, strojové zavitniky
Taping, machine taps

01

g
5
T
3
e el S
L Strojovy zavitnik HSSE-PM HSSE-PM through hole £
L pre priechodny otvor TD220P machine tap TD220P g
= a Na rezanie metrickych zavitov (M) For metric threading (M) £
s Povrchové tprava TIN Tin coating S
“ } Zavitnik optimalizovany pre tvrdu Optimized tap
DIN 371 ocel > 1100 N/mm? for hard steel > 1100 N/mm?
| L k:
L—w < = RH ||B (4-5) 3xD N
o == : ! M %& PMIlI-o @ 6HX 5
“E%iym | —J DIN 376 3
Kataldgové islo d1 Stipanie L1 L2 3 d2 a Norma @ otvoru Kod }
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Norm (mm) (ode
Pitch Drilling
TD220P-M3-4MP M3 0,5 56 10 18 35 2,7 DIN371 2,5 71171485
TD220P-M4-4MP M4 0,7 63 12 21 45 34 DIN 371 33 71171493
TD220P-M5-4MP M5 0,8 70 14 24,5 6 49 DIN 371 4,2 71171507
TD220P-M6-4MP M6 1 80 16 29 6 49 DIN 371 5 71171515
TD220P-M8-4MP M8 1,25 90 18 33 8 6,2 DIN 371 6,8 71171523
TD220P-M10-4MP M10 1,5 100 20 36 10 8 DIN 376 85 71171531
TD220P-M12-4MP M12 1,75 110 24 = 9 7 DIN 376 10,2 71171558
TD220P-M16-4MP M16 2 110 28 - 12 9 DIN 376 14 71171566
L' . ra e . )
L Strojovy zavitnik HSSE-PM HSSE-PM blind hole
: pre slepy o.tvor THZZOP machine tap TH220P
Na rezanie metrickych zavitov (M) For metric threading (M)
DIN 371 Povrchové tprava TIN Tin coating
Zavitnik optimalizovany pre tvrdu Optimized tap for
J‘ ocel'> 1100 N/mm? hard steel > 1100 N/mm?
‘ C(2-3) 3xD
,,,,,,,H;i, DIN 376 M émo PM /I:H) % 6HX
Kataldgové islo d1 Stipanie L1 L2 3 d2 a Norma @ otvoru Kod
Reference (mm)  (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm (mm) (ode
Pitch Drilling
TH220P-M3-4MP M3 0,5 56 7 15 35 2,7 DIN 371 2,5 7117139%
TH220P-M4-4MP M4 0,7 63 85 21 45 34 DIN 371 33 71171418
TH220P-M5-4MP M5 0,8 70 10 24,5 6 49 DIN 371 4,2 71171426
TH220P-M6-4MP M6 1 80 12 29 6 49 DIN 371 5 71171434
TH220P-M8-4MP M8 1,25 90 14 33 8 6,2 DIN 371 6,8 71171442
TH220P-M10-4MP M10 15 100 17 39 10 8 DIN 371 85 71171450
TH220P-M12-4MP M12 1,75 110 18 = 9 7 DIN 376 10,2 71171469
TH220P-M16-4MP M16 2 10 20,5 - 12 9 DIN 376 14 1171477
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Rezanie zavitov, strojové zavitniky

Taping, machine taps
g
s
S
S
£ )
g L < B, pre priechodny otvor TD350M machine tap TD350M
E T Bl Na rezanie metrickych zavitov (M) For metric threading (M)
S - DIN 371 Povrchové Uprava TIALN TIALN coating
‘§ N Zavitnik optimalizovany pre nehrdzavejicu ocel Optimized tap for stainless steel
§ | N 1 - - |
N — © - PM RH ||B4-5) 6HX 3xD
2 i |
3 o e = — =4 DbiN3Te o
S 1 rebrrrmyr——
2
<
§ Kataldgové islo d1 Stdpanie L1 L2 13 d2 a Norma  @otvoru Kod
Reference (mm) — (mm) (mm) (mm) (mm) (mm) ~ (mm) Norm (mm) (ode
Pitch Drilling
TD350M-M3-4MP M3 0,5 56 10 18 35 2,7 DIN371 2,5 71171655
TD350M-M4-4MP M4 0,7 63 12 21 45 34 DIN371 33 71171663
TD350M-M5-4MP M5 0,8 70 14 24,5 6 49 DIN 371 4,2 71171671
TD350M-M6-4MP M6 1 80 16 29 6 49 DIN 371 5 71171698
TD350M-M8-4MP M8 1,25 90 18 33 8 6,2 DIN 371 6,8 71171701
TD350M-M10-4MP M10 1,5 100 20 36 10 8 DIN 371 85 71171728
TD350M-M12-4MP M12 1,75 110 24 = 9 7 DIN 376 10,2 71171736
TD350M-M16-4MP M16 2 110 28 - 12 9 DIN 376 14 71171744
L1
. Strojovy zavitnik HSSE-PM HSSE-PM blind hole
pre slepy otvor TH350M machine tap TH350M
[ DIN 371 Na rezanie metrickych zavitov (M) For metric threading (M)
Povrchova tprava TIALN TIALN coating
Zavitnik optimalizovany pre nehrdzavejicu ocel Optimized tap for stainless steel
|
= } | RH |[c(2-3) 3xD
PM o
,,,,,,,,,Bé, DIN 376 . émo & % 6HX
Kataldgové islo d1 Stdpanie L1 12 13 d2 a Norma  @otvoru Kod
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Norm (mm) Code
Pitch Drilling
TH350M-M3-4MP M3 0,5 56 7 15 3,5 2,7 DIN 371 2,5 71171574
TH350M-M4-4MP M4 0,7 63 85 21 45 34 DIN 371 33 71171582
TH350M-M5-4MP M5 0,8 70 10 24,5 6 49 DIN 371 4,2 71171590
TH350M-M6-4MP M6 1 80 12 29 6 49 DIN 371 5 71171604
TH350M-M8-4MP M8 1,25 90 14 33 8 6,2 DIN371 6,8 71171612
TH350M-M10-4MP M10 1,5 100 17 39 10 8 DIN371 8,5 71171620
TH350M-M12-4MP M12 1,75 110 18 = 9 7 DIN 376 10,2 71171639
TH350M-M16-4MP M16 2 110 20,5 - 12 9 DIN 376 14 71171647
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Rezanie zavitov, strojové zavitniky O 1
Taping, machine taps

g
5
)
3
X
L Strojovy zavitnik HSS-E £
5 = . a pre priechodny otvor TD410N g
'—2'{ s Na rezanie metrickych zavitov HSS-E through hole <
5T ] (M) Striedavé ozubenie machine tap TD410N 3
L e L] I DIN371 Zavitnik optimalizovany pre hlinik For metric threading (M)
i a nezelezné materialy Optimized tap for aluminum and non ferrous
[ 1 |
L | a k
L - v RH |[8@5)][1s02 |[2.5x0 R
T M HSSE 2
nﬁmﬁmm. | = oinszs % = @ 6H I 3
Kataldgové islo d1 Stdpanie L1 L2 13 d2 a Norma  @otvoru Kod }
Reference (mm) — (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm (mm) (ode
Pitch Drilling
TD410N-M3-4MP M3 0,5 56 10 18 35 2,7 DIN371 2,5 71171825
TD410N-M4-4MP M4 0,7 63 12 21 45 34 DIN371 33 71171833
TD410N-M5-4MP M5 0,8 70 14 24,5 6 49 DIN371 4,2 71171841
TD410N-M6-4MP M6 1 80 16 29 6 49 DIN371 5 71171868
TD410N-M8-4MP M8 1,25 90 18 33 8 6,2 DIN371 6,8 71171876
TD410N-M10-4MP M10 1,5 100 20 36 10 8 DIN371 8,5 71171884
TD410N-M12-4MP M12 1,75 110 24 = 9 7 DIN 376 10,2 71171892
= Strojovy zavitnik HSS-E
pre slepy otvor TH400N HSS-E blind hole
Na rezanie metrickych zavitov (M) machine tap TH410N
DIN371 Zavitnik optimalizovany pre hlinik For metric threading (M)
| a nezelezné materialy Optimized tap for Aluminum and non ferrous
N w
RH ||< (@3] 1s02 || 25xp
%— DIN 376 M g§§° HSSE S % 6H
Kataldgové islo d1 Stdpanie L1 L2 13 d2 a Norma  @otvoru Kod
Reference (mm) — (mm) (mm) — (mm)  (mm)  (mm)  (mm) Norm(mm) (ode
Pitch Drilling
TH400N-M3-4MP M3 0,5 56 10 18 35 2,7 DIN 371 2,5 71171752
TH400N-M4-4MP M4 0,7 63 12 21 4,5 34 DIN371 33 71171760
TH400N-M5-4MP M5 08 70 14 24,5 6 4,9 DIN371 4,2 71171779
TH400N-M6-4MP M6 1 80 16 29 6 49 DIN371 5 71171787
TH400N-M8-4MP M8 1,25 90 18 33 8 6,2 DIN371 6,8 71171795
TH400N-M10-4MP M10 1,5 100 20 36 10 8 DIN371 85 71171809
TH400N-M12-4MP M12 1,75 110 24 = 9 7 DIN 376 10,2 71171817
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Rezanie zdvitov jednodielnymi ndstrojmi/ Solid taping

Rezanie zavitov, strojové zavitniky

Taping, machine taps

Strojovy zavitnik HSSE-PM

na tvarnenie TN190U
Na rezanie metrickych zavitov (M)
Na tvarnenie zavitov deforméaciou
s mazacimi drazkami

HSSE-PM Thread former
machine tap TN190U

For metric threading (M)

For thread forming

with lubrication grooves

R e — M IE R pm % =

sl bmww——=|_ | | |] DIN2174 & 1;;));
Kata|6gove’ Gislo d1 Stlpanie L1 L2 13 d2 a Norma @ otvoru Kod
Reference (mm) — (mm) (mm) — (mm)  (mm)  (mm)  (mm) Norm (mm) Code

Pitch Diiling

TN190U-M3-4MP M3 0,5 56 5 17 35 2,7 DIN 2174 28 71172 465
TN190U-M4-4MP M4 0,7 63 7 21 45 34 DIN 2174 3,7 71172473
TN190U-M5-4MP M5 08 70 8 25 6 49 DIN 2174 4,65 71172481
TN190U-M6-4MP M6 1 80 10 29 6 4,9 DIN 2174 56 71172503
TN190U-M8-4MP M8 1,25 90 13 35 8 6,2 DIN 2174 7,45 7117251
TN190U-M10-4MP M10 15 100 15 39 10 8 DIN 2174 9,35 71172538
TN190U-M12-4MP M12 1,75 110 18 - 9 7 DIN 2174 1,25 71172 546

Strojovy zavitnik HSSE-PM

na tvarnenie TN190U-6G

Na rezanie metrickych zavitov (M)

Na tvarnenie zavitov deformaciou s mazacimi

HSSE-PM Thread former

machine tap TN190U-6G
For metric threading (M)
For thread forming

— L . drazkami with lubrication grooves
E‘Iﬂ {\{ ﬁﬂ% DIN 2174 M IE /R4H> PM % 6GX 0

Kataldgové islo d1 Stpanie L1 L2 13 d2 a Norma @ otvoru Kod

Reference (mm) m) (mm)  (@mm)  (mm)  (mm)  (mm) Norm [()m)g (ode

TN190U-M3.6G-4MP M3 0,5 56 5 17 35 2,7 DIN 2174 2,8 71172554
TN190U-M4.6G-4MP M4 0,7 63 7 21 45 34 DIN 2174 3,7 71172562
TN190U-M5.6G-4MP M5 08 70 8 25 6 49 DIN 2174 4,65 71172570
TN190U-M6.6G-4MP M6 1 80 10 29 6 4,9 DIN 2174 56 71172589
TN190U-M8.6G-4MP M8 1,25 90 13 35 8 6,2 DIN 2174 7,45 71172597
TN190U-M10.6G-4MP M10 15 100 15 39 10 8 DIN 2174 9,35 71172600
TN190U-M12.6G-4MP M12 1,75 10 18 = 9 7 DIN 2174 11,25 71172619




Rezanie zavitov, strojové zavitniky O 1
Taping, machine taps

g
5
§
S
: - Strojovy zavitnik HSS-E HSS-E through hole £
'****’7 pre priechodny otvor TD500U machine tap TD500U 3
L Na rezanie jemnych metrickych zavitov (MF) Forfine metric threading (MF)Z £
= . ; ’[ Odporti¢ané pre ocele < 1100 N/mm? For steel < 110N/mm 3
2 o
Q
o @@ 21,\11,\111)“ (I
s Em«\m | ) DIN374 ME HSSE RH ||B@-5]] 1502 |]2.5xD 3
= 6H | 1]
S
S
N
Kataldgové cislo d1 Stipanie L1 L2 13 d2 a Norma @ otvoru Kod |
Reference (mm) — (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm (mm) Code k
Pitch Drilling
TD500U-MF4X0.5-4MP MF4 0,5 63 12 - 28 2,1 DIN 374 35 71172007
TD500U-MF5X0.5-4MP MF5 0,5 70 14 - 35 2,7 DIN 374 45 71172015
TD500U-MF6X0.75-4MP MF6 0,75 80 16 - 45 34 DIN 374 52 71172023
TD500U-MF8X1-4MP MF8 1 90 16 - 6 49 DIN 374 7 71172031
TD500U-MF10X1-4MP MF10 1 100 18 = 7 55 DIN 374 9 71172058
TD500U-MF12X1-4MP MF12 1 110 22 - 9 7 DIN 374 n 71172 066
TD500U-MF12X1.5-4MP MF12 1,5 10 22 = 9 7 DIN 374 10,5 71172074
TD500U-MF16X1-4MP MF16 1 10 22 - 12 9 DIN 374 15 71172082
TD500U-MF16X1.5-4MP MF16 1,5 110 22 - 12 9 DIN374 14,5 71172090
= Strojovy zavitnik HSS-E HSS-E blind hole
- pre slepy otvor TH500U machine tap TH500U
L Na rezanie jemnych metrickych zavitov (MF) Forfine metric threading (MF)
§ ! - A ‘ Odporuti¢ané pre ocele < 1100 N/mm? For steel < 110N/mm
.—.<Z ©
Q
< ; RH [|c(2-3)]] 1502 || 2:5xD
NIW | =3 o ME émo HSSE | / | e
Kataldgové cislo d1 Stipanie L1 L2 13 d2 a Norma @ otvoru Kod
Reference (mm) — (mm) (mm)  (mm)  (mm)  (om)  (mm) Norm (mm) (ode
Pitch Drilling
TH500U-MF4X0.5-4MP MF4 0,5 63 4,9 = 28 2,1 DIN 374 35 71171906
TH500U-MF5X0.5-4MP MF5 0,5 70 6,4 - 35 2,7 DIN 374 45 71171914
TH500U-MF6X0.75-4MP MF6 0,75 80 75 = 45 34 DIN 374 52 71171922
TH500U-MF8X1-4MP MF8 1 90 10 - 6 49 DIN 374 7 71171930
TH500U-MF10X1-4MP MF10 1 100 10 - 7 55 DIN374 9 71171949
TH500U-MF12X1-4MP MF12 1 110 13 - 9 7 DIN374 n 71171957
TH500U-MF12X1.5-4MP MF12 1,5 110 14 = 9 7 DIN 374 10,5 71171965
TH500U-MF16X1-4MP MF16 1 110 14,5 - 12 9 DIN374 15 71171973
TH500U-MF16X1.5-4MP MF16 1,5 110 15,5 = 12 9 DIN 374 14,5 71171981
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Rezanie zdvitov jednodielnymi ndstrojmi/ Solid taping

Rezanie zavitov, strojové zavitniky
Taping, machine taps

46

Strojovy zavitnik HSS-E
pre priechodny otvor TD610U

Na rezanie plynovych zavitov (G)

Norma EN ISO 228

Odporucané pre ocele < 1100 N/mm?

HSS-E through hole

machine tap TD610U
For withworth threading (G)
Norm EN ISO 228

For steel < 1100 N/mm?

N - |
|
el
) e — DIN5156 RH [|B@-5)]] I1s0 ||2.5xD
G % HSSE|| - > 5969| [ 1]
Kataldgové islo d1 Stdpanie L1 L2 13 d2 a Norma @ otvoru Kod
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Norm (mm) (ode
Pitch Drilling
TD610U-G1/8-4MP G1/8 28 90 18 = 7 55 DIN 5156 838 71172155
TD610U-G1/4-4MP G1/4 19 100 22 - N 9 DIN 5156 11,8 71172163
TD610U-G3/8-4MP G3/8 19 100 22 - 12 9 DIN 5156 15,25 71172171
TD610U-G1/2-4MP G172 14 125 25 - 16 12 DIN 5156 19 71172198
TD610U-G3/4-4MP G3/4 14 140 28 - 20 16 DIN 5156 245 71172201
TD610U-G1-4MP G1 n 160 30 - 25 20 DIN 5156 30,75 71172228
Strojovy zavitnik HSS-E )
pre slepy otvor TH610U HsS-E blind hole
Na rezanie plynovych zavitov (G) machine tap TH610U
Norma EN 1SO 228 For withworth threading (G)

Odporutcané pre ocele < 1100 N/mm?

Norm EN 1SO 228
For steel < 1100 N/mm?

DIN 5156 G ékm HSSE /Rg % 5589 %
Katalégové Gislo d1 Stlpanie L1 L2 13 d2 a Norma @ otvoru Kod
Reference (mm) — (mm) (mm)  (mm)  (mm)  (mm)  (mm) Norm (mm) Code
Pitch Drilling
TH610U-G1/8-4MP G1/8 28 920 17 - 7 55 DIN 5156 88 71172104
TH610U-G1/4-4MP G1/4 19 100 23 - n 9 DIN 5156 11,8 71172112
TH610U-G3/8-4MP G3/8 19 100 23 = 12 9 DIN 5156 15,25 71172120
TH610U-G1/2-4MP G172 14 125 29 - 16 12 DIN 5156 19 71172139
TH610U-G3/4-4MP G3/4 14 140 29 = 20 16 DIN 5156 24,5 71172147




Rezanie zavitov, strojové zavitniky O 1
Taping, machine taps

g
5
p,
Strojovy zavitnik HSS-E Hss-E through hole &
pre priechodny otvor TD700U machine tap TD700U £
. Na rezanie zavitov UNC Fo[\’[gr’yncg/’;g‘;’;’g g
i | . °
L | - 3 (’\)‘g;)n;?uA&anéE;lL cele For steel < 1100 N/mm? £
CUUUUOUC Y e <1100N/mm2 3
o [ (|
QIL“MWW, \ —J DIN 2184-1
k:
RH | IB (4-5)] | 2,5xD N
UNC i% HSSE " @ I 2B ‘E
N
Kataldgové islo d1 Stdpanie L1 L2 13 d2 a Norma @ otvoru Kod }
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Norm (mm) (ode
Pitch Drilling
TD700U-UNC.N4-4MP N4 n 56 10 18 3,5 2,7 DIN 2184-1 2,35 71172341
TD700U-UNC.N6-4MP N6 32 56 N 20 4 3 DIN 2184-1 2,85 71172368
TD700U-UNC.N8-4MP N8 32 63 13 22 45 34 DIN 2184-1 3,5 71172376
TD700U-UNC.N10-4MP N10 24 70 16 26,5 6 49 DIN 2184-1 39 71172384
TD700U-UNC.1/4-4MP 1/4 20 80 17 30 7 55 DIN 2184-1 5,1 71172392
TD700U-UNC.5/16-4MP 5/16 18 90 18 - 6 49 DIN 2184-1 6,6 71172 406
TD700U-UNC.3/8-4MP 3/8 16 100 22 - 7 55 DIN 2184-1 8 71172414
TD700U-UNC.7/16-4MP 716 14 100 24 - 8 6,2 DIN 2184-1 9,4 71172422
TD700U-UNC.1/2-4MP 12 13 10 26 - 9 7 DIN 2184-1 10,8 71172430
TD700U-UNC.5/8-4MP 5/8 N 10 28 - 12 9 DIN 2184-1 13,5 71172449
TD700U-UNC.3/4-4MP 3/4 10 125 32 - 14 n DIN 2184-1 16,5 71172457

Strojovy zavitnik HSS-E HSS-E blind hole

pre slepy otvor TH700U machine tap TH700U

Na rezanie zavitov UNC For UNC threading

= ! Norma ASME B1.1 Norm ASME B1.1

2 ‘ Odportéané pre ocele For steel < 1100 N/mm?

. <1100 N/mm?
% DIN 2184-1 NG é HSSE RH C(2-3) .s 2B
R0 R [ S
Kataldgové cislo d1 Stpanie L1 L2 13 d2 a Norma @ otvoru Kod
Reference (mm) — (mm) (mm) — (mm)  (mm)  (mm)  (mm) Norm (mm) Code
Pitch Drilling

TH700U-UNC.N4-4MP N4 40 56 6,5 21 3,5 2,7 DIN 2184-1 2,35 71172236
TH700U-UNC.N6-4MP N6 32 56 75 22,5 4 3 DIN 2184-1 2,85 71172244
TH700U-UNC.N8-4MP N8 32 63 75 26 45 34 DIN 2184-1 3,5 71172252
TH700U-UNC.N10-4MP N10 24 70 10 28,5 6 49 DIN 2184-1 39 71172260
TH700U-UNC.1/4-4MP 1/4 20 80 1,5 32 7 55 DIN 2184-1 51 71172279
TH700U-UNC.5/16-4MP 5/16 18 90 13 - 6 49 DIN 2184-1 6,6 71172287
TH700U-UNC.3/8-4MP 3/8 16 100 14 - 7 55 DIN 2184-1 8 71172295
TH700U-UNC.7/16-4MP 7/16 14 100 17 - 8 6,2 DIN 2184-1 9,4 71172309
TH700U-UNC.1/2-4MP 112 13 110 19 - 9 7 DIN 2184-1 10,8 71172317
TH700U-UNC.5/8-4MP 5/8 n 110 22,5 - 12 9 DIN 2184-1 13,5 71172325
TH700U-UNC.3/4-4MP 3/4 10 125 26 - 14 n DIN 2184-1 16,5 71172333
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Fréza
Mill

Generacia
Generation

0 - prva generacia
0 - First generation

Pracovné dlzka

Useful length

Kodifikacia

Designation system

1/3

5

|

7

U -

060

8

RO50

0
L20 - A

10 1

Tvar
Form

D - pravy

D - Straight

T - toroidny
T - Profil

B - polkruhovy
B - Ball nose

C - skoseny
(- Chamfering

R - hrubovaci
R - Roughing

F - dynamicky
F—Dyr)llamic Y

Aplikacia

Application

U - univerzalne
U - Universelle

P - ocel

P - Steel

K - zliatina

K - Cast iron

M - nehrdzavejuca ocel

M - Stainless steel
S - superzliatina

S - High temperature alloy

H - tvrda ocel
H - Hard steel

N - hlinik

N - Aluminum

C - kompozit
C- Composite

E Upevnenie

Attachment

A - valcova
A - Gylindrical

W - Weldon

C - Morseov kuzel
C- Morse tapper

Material
Material

C - karbid
(- Carbide

A - ocel
A - Steel

n Priemer DC
DC diameter

060 - 6,0 mm

Mazanie
Coolant

1 -vnutorné
1- Internal

0 - externa
0 - External

Sortiment
Range

1 - sortiment
1- T"range

2 - sortiment
2-2"range

i)

Povrchova vrstva
Coating

0 - bez povrchovej
Uprav

0 - Uncoate

1-VAP

2-TIN

3 - ALTIN

4 -TICN

5-TIALN

9 - SPECIALNA
9- Special

E Rozmer polomer/skosenie
Corner radius / chamfer dimension

R - polomer
R - Corner radius

C - skosenie

C- Chamfer



Prehlad fréz z karbidu
I

Carbide end mills overview

Jednodielne frézovanie / Solid milling

ptranka kataldgu: PSO | PS50 | P51 | P51 | P52 | P52 | P53 | P53 | P54 | P54 | P54 | PS5 | PS5 | P56 | PS6
MDC150U | MDC250U | MDCS50U | MRC190U | MDC490U | MDC490S | MFCT90P | MFC290U | MDC390U | MDC650U | MBC150U | MTCI50U | MCCT00U | MDCT9N | MDC290N
Séria
Series
Material
Ma?eng/"a w
Pocet zubov (2) 4
Nrof teeth (2)
Aplikdcia
Application
Rozsah @ (mm
Mfgemms ) 1-20 1-20 6-16 4-20 4-16 4-16 6-20 6-20 6-20 6-20 3-12 2-12 3-12 4-16 4-16
Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve Ve
Podmienky rezania (m/mn)* | (m/mn)* | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn) | (m/mn)
Lty Pz Ap=05xD | Ap=1xD ApTxd Ap=05xD | Ap=1xD | Ap=1xD | Ap=25xD | Ap=25xD | Ap15xD Ap2xD | Ap=003xD | Ap=005xD | Ap1xD Ap=1xD | Ap=1xD
Ae=1xD Ae=05xD Ae=0,1xD Ae=1xD Ae=1xD Ae=1xD Ae=02xD Ae=0,1xD Ae=0,1xD Ae=0,1xD Ae=03xD | Ae=005xD | Ae=05xD Ae=05xD Ae=05xD
,'f;';,gy‘j;jg“‘e" ©90-100 | ®60-70 | ®150-170 | @130-150 | ®130-140 | ®100-120 | @300-340 | 280-300 | ©270-300 | ®200-220 | 400-450 | ®160-180 | ®90-110
P[f,g'ge,[;ggygg,ﬂ'“el' ®60-70 | ©50-60 | 130-150 | ®130-150 | ®100-110 ©200-230 | ©190-210 | @180-220 | 180-200 | ©260-280 | ®140-160 | ®70-90
logorand ot 045-50 | o40-45 | @100-120 | 130-150 | e80-90 ©130-150 | ®160-180 | ©150-200 | ®160-130 | ©220-240 | ®110-120 | 50-60
Duplexna nehrdzavejica ocel
e e 030-35 ©40-60 ©50-60 80-110 | ©80-110 | ®60-70
Austeniticka nehrdzavejica ocel
| 35-45 | ©45-50 | ©85-95 | 50-70 | €60-70 | 70-80 100-130 | ®110-130 | ©90-110 70-80
Velmi pevnd, vysoko legovand
nehrdzavejica cel 040-60 ©50-60 ©80-110 | ©80-110 | 60-70
Precipitation hardening stainless steel

Grey cast iron

Nodular cast iron

Malleable cast iron

Poutitie Applications

Superzliatina na baze Zeleza _
Felgﬂsed alloy ©20-40

Superzliatina na béze kobaltu
(o-ga:ed alloy ©20-40 ©40-60 | 40-60

Superzliatiny na baze niklu
M-l?axedalloyy ©20-40 ©25-30 ©50-70 | ©50-70

Titanovd zliatina
Traloy ©30-50 ©35-40 ©80-120 | @90-110

Hink <9% 180-200 | 400-600 oM0-600 | 020-300 0250-300 | @450-520 | e 400-700

Aluminium < 9%

Hinkovs fatina ©150-170 | ©180-230 0180-30 | O10-160 ©180-200 | ©250-300 | e 20-4m

Aluminum alloy

Povrchovo kalend, ndstrojova
ocel, popustana O140-160 | ©80-110

Hardened steel

-

“ Pri drdzkovani znizte rychlost rezania 0 25 %
* For slot milling, decrease the cutting speed of 25%
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Frézy z karbidu

Solid carbide end mills

[

12

. , . i bid d mill 3 flut.
Jednodielna fréza z karbidu, Solid carbide end mi utes

Jednodielne frézovanie / Solid milling

U
- . 7. MDC150U
/e S 2 [ e o
e HA 30° \ Odportéa sa na drazkovanie a konttrovanie and shoulder milling
Kataldgové Cislo @D1f8 @D2h5 L1 L2 C Typ ndstavca z Posuv fz Kod
Reference (mm) (mm) (mm) (mm) (mm) Shank type g:;néot.) (Code
MDC150U-010-A0-4MP 1 4 40 3 0,05 L 3 0,008-0,01 71182843
MDC150U-015-A0-4MP 15 4 40 4 0,05 L 3 0,008-0,01 71182851
MDC150U-020-A0-4MP 2 4 40 55 0,05 L 3 0,008-0,01 71182878
MDC150U-025-A0-4MP 25 4 40 6,5 0,05 L 3 0,008-0,01 71182886
MDC150U-030-A0-4MP 3 6 50 8 0,1 L 3 0,008-0,01 71182 894
MDC150U-040-A0-4MP 4 6 50 1 0,1 L 3 0,01-0,015 71182908
MDC150U-050-A0-4MP 5 6 50 13 0,1 L 3 0,012-0,018 71182916
MDC150U-060-A0-4MP 6 6 50 13 0,1 L 3 0,015-0,02 71182924
MDC150U-080-A0-4MP 8 8 58 21 0.2 L 3 0,018-0,025 71182932
MDC150U-100-A0-4MP 10 10 66 22 0.2 L 3 0,02-0,03 71182940
MDC150U-120-A0-4MP 12 12 73 26 03 L 3 0,025-0,035 71182959
MDC150U-160-A0-4MP 16 16 83 36 03 L 3 0,035-0,045 71182967
MDC150U-200-A0-4MP 20 20 92 4 03 YL 3 0,045-0,06 71182975

Solid carbide end mill 4 flutes

L1
~ Jednodielna fréza z karbidu,
e HA 30° \ Odporu¢a sa na drazkovanie a dokon¢ovanie millingand finishing

Kataldgové Cislo gD1f3 @D2h5 L 2 C Typ néstavca z Posuv z Kod

Reference (mm) (mm) (mm) (mm) (mm) Shank type (mm/ot.) (ode

Feed fz

MDC250U-010-A0-4MP 1 4 40 3 - L 4 0,008-0,01 71182983
MDC250U-015-A0-4MP 15 4 40 4 - L 4 0,008-0,01 71182991
MDC250U-020-A0-4MP 2 4 40 55 = L 4 0,008-0,01 71183009
MD(C250U-025-A0-4MP 2,5 4 40 6,5 - L 4 0,008-0,01 71183017
MDC250U-030-A0-4MP 3 6 50 8 = L 4 0,008 -0,01 71183025
MD(C250U-040-A0-4MP 4 6 50 n - L 4 0,01-0,015 71183033
MDC250U-050-A0-4MP 5 6 50 13 = L 4 0,012-0,018 71183041
MD(C250U-060-A0-4MP 6 6 50 13 - YL 4 0,015-0,02 71183068
MDC250U-080-A0-4MP 8 8 58 21 - QYL 4 0,02-0,025 71183076
MDC250U-100-A0-4MP 10 10 66 22 - L 4 0,025-0,03 71183084
MDC250U-120-A0-4MP 12 12 73 26 = L 4 0,03-0,035 71183092
MD(C250U-160-A0-4MP 16 16 83 36 - i 4 0,04-0,045 71183106
MDC250U-200-A0-4MP 20 20 92 4 - L 4 0,05-0,06 71183114
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Frézy z karbidu O 1

Solid carbide end mills

. ) by
D1 1 W| D2
. Y
5 '

. , . Solid carbide I d mill 4 flut.
Jednodielna fréza z karbidu, olid carbide fong end mi ures

1 '
- MDC550U
3 PP
| b | I TIALN| uners| dlh@ séria Z4 MDC550U Sharp corer
N[ Ostry uhol Recommended tool for shoulder
I NS 30° \ Odportéa sa na drazkovanie a dokoncovanie millingand finishing

Jednodielne frézovanie / Solid milling

Kataldgové islo @D1h9 @D2 h6 1 L2 C Typ néstavca A Posuv fz Kod
Reference (mm) (mm) (mm)  (mm)  (mm)  Shankipe (mm/ot) (ode
Feedfz
MDC550U-060-A0-4MP 6 6 75 30 = WLD 4 0,03-0,05 71183 637
MDC550U-080-A0-4MP 8 8 100 45 - WLD 4 0,03-0,06 71183 645
MD(550U-100-A0-4MP 10 10 100 45 = WLD 4 0,035-0,07 71183653
MD(550U-120-A0-4MP 12 12 100 45 - WLD 4 0,04-0,09 71183 661
MDC550U-160-A0-4MP 16 16 150 65 = WLD 4 0,045-0,12 71183688

Hrubovacia jednodielna Solid carbide roughing
F T fréza z karbidu MRC190U end mill MRC190U
— Hrubovaci profil Roughing profile
A | S ochranou rohu 45° With corner protection 45°
% m -' L} LLS L%> % UNIVERSAL] TIALN Odporuca sa na hrubovanie pri drazkovani Recommended tool in roughing
¢4 HA. HB 30°; \ a konturovani for slotting and shoulder milling
Kataldgové cislo @D1f10  @D2h6 11 12 13 D3 C Typ ndstavca z Posuv fz Kod
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Shank type ﬁm?f/ot.) (ode
eed fz
MRC190U-040-A0-4MP 4 4 50 1 13 3,6 0,1 QYL 3 0,013-0,025 71183181
MRC190U-050-A0-4MP 5 5 50 13 15 4,6 0,1 QYL 4 0,013-0,025 71183203
MRC190U-060-A0-4MP 6 6 50 13 15 5,6 0,1 QYL 4 0,02-0,04 71183211
MRC190U-080-A0-4MP 8 8 58 21 23 7,6 0,1 QYL 4 0,02-0,04 71183238
MRC190U-100-W0-4MP 10 10 66 22 25 9,6 0,1 WLD 4 0,035-0,05 71183 246
MRC190U-120-W0-4MP 12 12 73 26 29 11,6 0,15 WLD 4 0,04-0,06 71183254
MRC190U-160-W0-4MP 16 16 83 36 40 15,6 0,15 WLD 4 0,055-0,08 71183 262
MRC190U-200-W0-4MP 20 20 92 41 46 19,6 0,2 WLD 4 0,07-0,10 71183270
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Frézy z karbidu

Solid carbide end mills

<l o i MDC490U-080-A0

Jednodielne frézovanie / Solid milling

u Vysokovykonna jednodielna Solid carbide end mill high
- fréza z karbidu MDC490U performance MDC490U
-- %} % UNIVERSAL Vysokovykonné fréza na znizenie vibracii High performance end mill allowing to reduce
Z G pocas obrabania a zvysenie produktivity. vibration and increase productivity.
iz HA HBJ '\ 35°/38° N Odporuca sa na drazkovanie a konttdrovanie Recommended tool for slot and side milling
Kataldgové cislo @D1 @D2 h6 L L2 C Typ ndstavca A Posuv fz Kod
Reference h10 (mm) (mm) (mm) (mm) Shank type (mm/ot.) (ode
(mm) Feed fz
MDC490U-040-A0-4MP 4 4 50 12 = L 4 0,010-0,022 71183289
MDC490U-050-A0-4MP 5 5 50 13 - L 4 0,010-0,022 71183297
MDC490U-060-A0-4MP 6 6 57 13 = YL 4 0,02-0,03 71183300
MDC490U-080-A0-4MP 8 8 63 19 - L 4 0,03-0,05 71183319
MDC490U-100-A0-W0-4MP 10 10 72 22 = WLD 4 0,035-0,06 71183327
MDC490U-120-A0-W0-4MP 12 12 83 25 - WLD 4 0,035-0,06 71183335
MDC490U-160-A0-W0-4MP 16 16 92 32 = WLD 4 0,05-0,07 71183343
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Vysokovykonna jednodielna
fréza z karbidu MDC490S

Solid carbide end mill high
performance MDC490S

INOX Vysokovykonna fréza na znizenie vibracii High performance end mill allowing to reduce
VA pocas obrabania a zvysenie produktivity. vibration and increase productivity.
Odporuca sa na drazkovanie a konturovanie Recommended tool for slot and side milling
Kata|()gové Cislo @D1h10 0D2 h6 L1 L2 L3 D3 R Typ néstavca L Posuv fz Kod
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Shank type (an/ot.) (ode
Feedfz
MD(4905-060L18-A0-4MP 6 6 57 13 18 58 0,3 QYL 4 0,02-0,03 71184005
MD(4905-080L25-A0-4MP 8 8 63 19 25 7.8 0,3 QYL 4 0,03-0,05 71184013
MD(490S-100L30-W0-4MP 10 10 72 22 30 98 0,3 WLD 4 0,035-0,06 71184021
MD(4905-12034-W0-4MP 12 12 83 25 34 11,8 03 WLD 4 0,035-0,06 71184048
MD(490S-160L42-W0-4MP 16 16 92 32 42 15,8 0,3 WLD 4 0,05-0,07 71184056




Frézy z karbidu O 1

Solid carbide end mills

— ‘ S
0 1 N— Im B
=
. e . =
2] I D),mamICka J ednodielna Dynamic solid carbide end mill 8
o fréza z karbidu MFC190P g
’ 1 ' MFC190P With chip-breaker and corner %
i S lamacom triesok a 45° chrani¢om rohu protection 45° 9
Vysokovykonné fréza odporicana na High performance end mill for steel Recommended b
L % steel | frézovanie ocele v trochoidalnej a dynamickej for trochoidal and dynamic strategies in slot <
= 5 HA 40° stratégii pri drazkovani a kontdrovani. and shoulder milling. 3
<
S
Kataldgoveé cislo @D1h9 @D2 h6 1 12 13 D3 C Typ néstavca z Posuv fz Kod =
Reference (mm) (mm) (mm) — (mm)  (mm)  (mm)  (mm)  Shankipe (mmf/ot.) Code
Feedz
MFC190P-060L25-A0-4MP 6 6 62 18 25 58 0,1 YL 5 0,05-0,065 71184 064
MFC190P-080L30-A0-4MP 8 8 68 24 30 78 0,15 L 5 0,06-0,075 71184072
MFC190P-100L35-A0-4MP 10 10 80 30 35 98 0,2 L 5 0,07-0,10 71184080
MFC190P-120L45-A0-4MP 12 12 93 36 45 18 0,2 YL 5 0,09-0,12 71184099
MFC190P-160L55-A0-4MP 16 16 108 48 55 15,8 03 YL 5 0,11-0,15 71184102
MFC190P-200L70-A0-4MP 20 20 126 60 70 19,8 04 L 5 0,13-0,20 71184110
Dynamicka jednodielna
fréza z karbidu
MFC290U L .
S lamac¢om triesok a centralnym Dynamic solid carbide
b chladenim. end mill MFC290U
: - Vysokovykonna fréza odporti¢ana With chip-breaker and internal coolant
% % % UNIVERsAL| M@ frézovanie v trochoidélnej a High performance end mill Recommended
=" | dynamickej stratégii pri drazkovani for Trochoidal and dynamic strategies in
= Y-IK 156 HA 40 ER N\ a kontdrovani. slot and shoulder milling.
Kataldgoveé cislo gp1f9  @b2he L1 12 13 D3 R Typ néstavca z Posuv fz Kod
Reference (mm)  (mm) (mm) ~ (mm)  (mm)  (mm)  (mm)  Shankipe (mmf/ot.) Code
Feedfz
MFC290U-060R050L25-A1-4MP 6 6 62 18 25 5,6 0,5 YL 5 0,027 - 0,041 71184129
MFC290U-080R080L30-A1-4MP 8 8 68 24 30 7,6 0,8 QYL 5 0,04-0,062 71184137
MFC290U-100R100L35-A1-4MP 10 10 80 30 35 9,6 1 QYL 5 0,055-0,082 71184145
MFC290U-120R120L45-A1-4MP 12 12 93 36 45 11,6 1,2 QYL 5 0,072-0,10 71184153
MFC290U-160R150L55-A1-4MP 16 16 108 48 55 15,6 1,5 QYL 7 0,10-0,144 71184161
MFC290U-200R200L70-A1-4MP 20 20 126 60 70 19,6 2 L 7 0,12-0,185 71184188
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Frézy z karbidu

Solid carbide end mills

CX45°
N _ ) ,

MDC390U-100-A0

| Dokoncovacia jednodielna
fréza z karbidu, kratka séria

: 1
A l N MDC390U Solid carbide finishing end mill
Odporuca sa na dokon¢ovanie MDC390U
168 T 45° \ pri konturovani

Recommended for finishing operations

Jednodielne frézovanie / Solid milling

Kataldgové cislo aD119 @D2h6 11 12 13 D3 C Typ ndstavca z Posuv fz Kod
Reference (mm) (mm) (mm) (mm) (mm) (mm) (mm) Shank type ﬁg%ot.) (ode
MD(C390U-060-A0-4MP 6 6 50 13 15 5,6 0,1 Q] 6 0,027-0,041 71183122
MDC390U-080-A0-4MP 8 8 58 21 23 7,6 0,1 L 6 0,041-0,062 71183130
MDC390U-100-A0-4MP 10 10 66 22 25 9,6 0,1 L 6 0,055 - 0,082 71183149
MDC390U-120-A0-4MP 12 12 73 26 29 11,6 0,15 L 6 0,072-0,103 71183157
MDC390U-160-A0-4MP 16 16 83 36 40 15,6 0,15 L 7 0,10-0,14 71183165
MDC390U-200-A0-4MP 20 20 92 4 46 19,6 0,2 L 8 0,12-0,185 71183173

x4
\

, I m— Ivz
| =

Dokoncovacia jednodielna
fréza z karbidu, dlha séria

1 :
' - MDC650U Solid carbide finishing long end mill
- [ . 8- PAIVERSAL Odporuéa sa na dokonéovanie MDCé650U
: 6- \

457 pri kontdrovani Recommended for finishing operations
Kataldgové islo @D1f8 @D2h5 1 L2 C Typ néstavca A Posuv fz Kod
Reference (mm) (mm) (mm)  (mm)  (mm)  Shankipe (mm/ot) (ode

Feedfz

MDC650U-060-A0-4MP 6 6 62 18 0,1 L 6 0,015-0,02 71183718
MDC650U-080-A0-4MP 8 8 68 24 0,1 L 6 0,02-0,025 71183726
MDC650U-100-A0-4MP 10 10 80 30 0,1 L 6 0,025-0,03 71183734
MDC650U-120-A0-4MP 12 12 93 36 0,1 L 6 0,035-0,045 71183742
MDC650U-160-A0-4MP 16 16 108 48 0,1 YL 8 0,045-0,05 71183750
MDC650U-200-A0-4MP 20 20 126 60 0,1 L 8 0,05 - 0,065 71183769
R

\

R e —
e

Jednodielna polkruhova Solid carbide ball nose mill

k 0 1
: fréza z karbidu, kratka séria MBC150U
21 jlz 2 @ steel MBC150U Recommended for profiling and form operations
) HA 30° R

Odportéa sa na profilovanie a tvérnenie oceli in steel

Katalogoveé islo @D1h9  @D2h6 L1 L2 R Typ néstavca z Posuv fz Kod

Reference (mm) (mm) (mm) (mm) (mm) Shank type gr;:jnéot.) (ode

MBC150U-030-A0-4MP 3 3 50 6 15 YL 2 0,007-0,011 71183 351
MBC150U-040-A0-4MP 4 4 54 8 2 L 2 0,025-0,035 71183378
MBC150U-050-A0-4MP 5 5 54 10 25 L 2 0,025-0,035 71183386
MBC150U-060-A0-4MP 6 6 54 12 3 L 2 0,032-0,045 7118339%
MBC150U-080-A0-4MP 8 8 58 14 4 L 2 0,040- 0,055 71183408
MBC150U-100-A0-4MP 10 10 66 18 5 L 2 0,045 - 0,065 71183416
MBC150U-120-A0-4MP 12 12 73 22 6 L 2 0,045 - 0,065 71183 424
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Frézy z karbidu O 1

Solid carbide end mills

R\ l—D_’:
7] S —
— :
L2
o
13

Solid carbide profile mill with

f T |
| Toroidna jednodielna fréza :
(AED " corner radius MTC150U
& L - @ % steel z karbidu Z4 MTC150U Recommended for profiling and form
4 ER

Jednodielne frézovanie / Solid milling

30° Odporuéa sa na profilovanie a tvarnenie ocelf operations in steel
Kataldgové islo @D1 @D2 1 12 13 D3 R Typ ndstavca z Posuv fz Kod
Reference h9 hé (mm) — (mm)  (mm)  (mm)  (mm)  Shankipe (mm/ot) Code
(mm)  (mm) Feedfz
MTC150U-020R020L21-A0-4MP 2 6 57 4 21 18 0.2 L 4 0,006-0,011 71183432
MTC150U-020R050L21-A0-4MP 2 6 57 4 21 1,8 05 L 4 0,006-0,011 71183 440
MTC150U-030R030L21-A0-4MP 3 6 57 6 21 2,8 03 L 4 0,009-0,016 71183459
MTC150U-030R050L21-A0-4MP 3 6 57 6 21 28 0,5 L 4 0,009-0,016 71183 467
MTC150U-040R050L21-A0-4MP 4 6 57 6 21 36 0,5 L 4 0,018-0,027 71183 475
MTC150U-040R100L21-A0-4MP 4 6 57 6 21 36 1 L 4 0,018-0,027 71183483
MTC150U-050R050L21-A0-4MP 5 6 57 6 21 4,6 05 L 4 0,027 -0,040 71183491
MTC150U-050R100L21-A0-4MP 5 6 57 6 21 4,6 1 L 4 0,027 -0,040 71183505
MTC150U-060R050L21-A0-4MP 6 6 57 7 21 55 0,5 L 4 0,045-0,054 71183513
MTC150U-060R100L21-A0-4MP 6 6 57 7 21 55 1 L 4 0,045-0,054 71183521
MTC150U-080R050L27-A0-4MP 8 8 63 9 27 74 0,5 L 4 0,054-0,072 71183548
MTC150U-080R100L27-A0-4MP 8 8 63 9 27 74 1 L 4 0,054-0,072 71183556
MTC150U-080R150L27-A0-4MP 8 8 63 9 27 74 15 L 4 0,054-0,072 71183 564
MTC150U-100R050L32-A0-4MP 10 10 72 " 32 9.2 05 L 4 0,063 - 0,081 71183572
MTC150U-100R100L32-A0-4MP 10 10 72 il 32 9.2 1 L 4 0,063-0,081 71183580
MTC150U-100R150L32-A0-4MP 10 10 72 n 32 9.2 15 L 4 0,063 - 0,081 71183599
MTC150U-120R050L38-A0-4MP 12 12 83 12 38 n 0,5 L 4 0,072-0,09 71183 602
MTC150U-120R100L38-A0-4MP 12 12 83 12 38 11 1 L 4 0,072-0,09 71183610
MTC150U-120R150L38-A0-4MP 12 12 83 12 38 1 15 L 4 0,072-0,09 71183629
ot 1 @\ Vg}z
I - m | Sr?i‘,ai:?a‘,?rcé. : ; , Solid carbide multito%, z:g ggg
z& %ﬂ & @ Lu @ @ U—N'VERSAL] Igg prol:r)jglsla Mfgzu?o?/gﬂe, drazkovanie, o deb;’;’:;%:ﬁ;";gg;’frﬂi
2 Bl 30° 207 zrézanie hran
Katalogové cislo @D1h9 (mm) @D2 h6 (mm) 1 L2 A Posuv fz Kod
Reference (mm) (mm) grer;(rjnéot.) Code
MCC100U-030-A0-4MP 3 4 50 75 2 0,005 - 0,007 71183920
MCC100U-040-A0-4MP 4 5 50 10 2 0,010-0,015 71183939
MCC100U-050-A0-4MP 5 6 50 12,5 2 0,018-0,025 71183 947
MCC100U-060-A0-4MP 6 8 58 15 2 0,018-0,025 71183955
MCC100U-080-A0-4MP 8 10 72 20 2 0,022-0,032 71183963
MCC100U-100-A0-4MP 10 12 90 23 2 0,030-0,045 71183971
MCC100U-120-A0-4MP 12 12 90 26 2 0,045-0,065 71183998
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Frézy z karbidu

Solid carbide end mills
g
E
h~]
2
<
2
§ I 0 | Jednodielna fréza z karbidu Aluminium solid carbide end mill Z2
2 . AluZ2 MDC190N ~ MDC190N
3 ALU zrN  Odporica sa na kontdrovanie a drazkovanie Recommended for slot and side milling operations
2 | il NE hlinika a nezeleznych kovov in aluminium and non ferrous
3 C 2 HA 45°
Kataldgové ¢islo @D1h9 @D2 h6 1 12 13 D3 C Typ néstavca z Posuv fz Kod
Reference (mm) (mm) (mm)  (mm)  (mm)  (mm)  (mm)  Shankipe ﬁmg\f/ot.) Code
eedfz
MDC190N-040L18-A0-4MP 4 6 57 n 18 39 0,1 (YL 2 0,0259 71183777
MDC190N-050L20-A0-4MP 5 6 57 13 20 49 0,1 QYL 2 0,0259 71183785
MDC190N-060L20-A0-4MP 6 6 57 13 20 59 0,1 QYL 2 0,0259 71183793
MDC190N-080L26-A0-4MP 8 8 63 19 26 7,7 0,1 YL 2 0,033 71183 807
MDC190N-100L29-A0-4MP 10 10 72 22 29 9,7 0,1 QYL 2 0,0407 71183 815
MDC190N-120L36-A0-4MP 12 12 83 26 36 n,7 0,1 YL 2 0,0481 71183823
MDC190N-160L42-A0-4MP 16 16 92 32 42 15,7 0,1 (YL 2 0,0592 71183831
’ - 0 = Jednodielna fréza z karbidu Aluminium solid carbide end mill Z3
. Alu Z3 MDC290N MDC290N
ALU Lestené drazky _  Polished flutes
% NE ZrN Odportca sa na konturovanie Recommended for s/_ot ands_/d_e milling operations
3 HA| N\ 45°) a drazkovanie hlinika a nezeleznych kovov in aluminium and non ferrous
Kataldgové islo @D1h6 @D2 hé6 L1 12 13 D3 Typ ndstavca z Posuv fz Kod
Reference (mm) (mm) (mm)  (mm)  (mm)  (mm)  Shankipe imrdnéot.) (ode
ee
MDC290N-040L18-A0-4MP 4 6 57 n 18 39 L 3 0,015-0,025 71183 858
MDC290N-050L20-A0-4MP 5 6 57 13 20 49 (YL 3 0,015-0,025 71183 866
MDC290N-060L20-A0-4MP 6 6 57 13 20 59 (YL 3 0,025-0,040 71183874
MDC290N-080L26-A0-4MP 8 8 63 19 26 7,7 YL 3 0,040- 0,045 71183 882
MDC290N-100L29-A0-4MP 10 10 72 22 29 9,7 (YL 3 0,050 - 0,065 71183 890
MDC290N-120L36-A0-4MP 12 12 83 26 36 1,7 YL 3 0,065 - 0,080 71183 904
MDC290N-160L42-A0-4MP 16 16 92 32 42 15,7 QYL 3 0,090- 0,105 71183912
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Prehlad fréz HSSE-PM

HSSE-PM end mills overview

Jednodielne frézovanie / Solid milling

Stranka katalégu:
e atdoe: Y P58 P58 P59 P59 P60 P61 P61
MDA230U MDA330U MDA430U MRA130U MDAS530U MCA100U MCA290U
Séria
Series |
Materidl
e HSSE-PM HSSE-PM HSSE-PM HSSE-PM HSSE-PM HSSE HSSE
Pocet zubov (Z
ety 2 g g g g 3 g
i % % % % % % % % %
Application % i t
m;j'{gr(nf;"") 2-20 2-20 2-20 6-25 6-20 6-31 6-31
Ve (m/mn) * Ve (m/mn) Ve (m/mn) Vi (m/mn) Ve (m/mn) Ve (m/mn) Ve (m/mn)
Podmienky rezania
iy peeey Ap=05xD Ap1xD Ap1xD Ap=15xD Ap1xD Ap=1xD Ap=25xD
Ae=1xD Ae=0,1xD Ae=0,1xD Ae=05xD Ae=0,1xD Ae=1xD Ae=02xD
Nl 4 ocel
BT *90-100 ® 90-100 ©90-100 100-110 ©90-100 ©17-20 35-45
p | Nkolegovand oce *60-70 *60-70 °60-70 ©90-100 ©60-70 e10-15 ©20-30
Legovand ocel
s 50-60 50-60 50-60 ©70-80 ©50-60 ®10-12 ®16-20
Duplexné nehrdzavejica ocel
i 035-40 035-40 035-40 035-40 035-40 °6-10 ®12-15
M | fusteniticd nehrdzavlca ocer *35-40 *35-40 *35-40 *35-40 *35-40 *6-10 12-15
Velmi pevné, vysoko legovand
nehrdzavejtica ocel 035-40 ®35-40 ®35-40 035-40 ®6-10 ®12-15
Precipitation hardening stainless steel

Grey cast iron

Nodular castiron

S
g
s
<
&
=
B
S
=
£

Malleable cast iron

Superzliatina na bze zel
R DT *30-35 *30-35 030-35 30-35

Superzliatina na baze kobalti
i A aze KOOTY ©30-35 ©30-35 030-35 030-35

Superzliatiny na baze nikl
Nyngedzal;ayl yihdbazenliy ©30-35 030-35 ©30-35 ©30-35

Titdnova zliati
o 30-35 030-35 030-35 30-35

blliL<BRs ©300-500 ©240- 400 300-500 035-45 50-60

Aluminium < 9%

bl i #300-500 ©240- 400 300-500 035-45 50-60

Aluminum alloy

Povrchovo kalend, ndstrojovd ocel,
H | popistana
Hardened steel
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Frézy z rychloreznej ocele
High speed steel end mills

&
; - Fréza, kratka séria Z2 End mill HSSE-PM short Z2

@ ALTIN| UNIVERSAL MDA230U MDA230U

2 \& 25° \ Norma DIN 327K Norm DIN 327K

Jednodielne frézovanie / Solid milling

Odporica sa na drazkovanie Recommended for slot milling operations

Kataldgové cislo OD1e8 @D2 h6 L1(mm) L2(mm)  Typnéstavca z Posuv fz Kod

Reference (mm) (mm) Sharktype (mm/ot) Code

Feed fz
MDA230U-020-W0-4MP 2 6 48 4 WLD 2 0,01 71172627
MDA230U-030-W0-4MP 3 6 49 5 WLD 2 0,01 71172635
MDA230U-040-W0-4MP 4 6 51 7 WLD 2 0,01 71172643
MDA230U-050-W0-4MP 5 6 52 8 WLD 2 0,01 71172651
MDA230U-060-W0-4MP 6 6 52 8 WLD 2 0,024 71172678
MDA230U-070-W0-4MP 7 10 60 10 WLD 2 0,024 71172686
MDA230U-080-W0-4MP 8 10 61 n WLD 2 0,032 71172694
MDA230U-090-W0-4MP 9 10 61 n WLD 2 0,032 71172708
MDA230U-100-W0-4MP 10 10 63 13 WLD 2 0,04 71172716
MDA230U-120-W0-4MP 12 12 73 16 WLD 2 0,048 71172724
MDA230U-140-W0-4MP 14 12 73 16 WLD 2 0,048 71172732
MDA230U-160-W0-4MP 16 16 79 19 WLD 2 0,064 71172740
MDA230U-180-W0-4MP 18 16 79 19 WLD 2 0,064 71172759
MDA230U-200-W0-4MP 20 20 88 22 WLD 2 0,08 71172767
| RT—— |
f——————1

End mill HSSE-PM short Z3

0
; = Fréza, kratka séria Z3 MDA330U

EZZ % Lﬁ %9 % ALTIN| uwerss, MDA330U Norm DIN 844K

9 HB Norma DIN 844K Recommended for slot

30° \

Odporuéa sa na drézkovanie a konttrovanie and side milling operations

Kataldgové islo @D1k10 @D2 h6 L1(mm) 12 (mm) Typ ndstavca Z Posuv fz Kod

Reference (mm) (mm) Shankype gg% ot) (ode

MDA330U-020-W0-4MP 2 6 51 7 WLD 3 0,01 71172775
MDA330U-030-W0-4MP 3 6 52 8 WLD 3 0,01 71172783
MDA330U-040-W0-4MP 4 6 55 n WLD 3 0,01 71172791
MDA330U-050-W0-4MP 5 6 57 13 WLD 3 0,01 71172805
MDA330U-060-W0-4MP 6 6 57 13 WLD 3 0,017 71172813
MDA330U-080-W0-4MP 8 10 69 19 WLD 3 0,023 71172821
MDA330U-100-W0-4MP 10 10 72 22 WLD 3 0,031 71172848
MDA330U-120-W0-4MP 12 12 83 26 WLD 3 0,037 71172856
MDA330U-160-W0-4MP 16 16 92 32 WLD 3 0,048 71172 864
MDA330U-200-W0-4MP 20 20 104 38 WLD 3 0,063 71172872
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Frézy z rychloreznej ocele O 1
High speed steel end mills

| R Tr——

Fréza, kratka séria Z4 End mill HSSE-PM short Z4

Jednodielne frézovanie / Solid milling

1
- MDA430U
ah | | MDA430U
CAED TIN Norm DIN 844K
% m g %90 % e UNWERSAL] Norma DIN 844K Recommend:z;r)g)r slotand
e HB 30 N\ Odporuca sa na drazkovanie a kontdrovanie side milling operations
Kataldgové islo @D1k10 @D2 h6 L1 (mm) L2(mm)  Typndstavea z Posuv fz Kod
Reference (mm) (mm) Shank type (mm/ot) Code
Feed fz
MDA430U-020-W0-4MP 2 6 51 7 WLD 4 0,01 71172880
MDA430U-030-W0-4MP 3 6 52 8 WLD 4 0,01 71172899
MDA430U-040-W0-4MP 4 6 55 N WLD 4 0,01 71172902
MDA430U-050-W0-4MP 5 6 57 13 WLD 4 0,01 71172910
MDA430U-060-W0-4MP 6 6 57 13 WLD 4 0,017 71172929
MDA430U-080-W0-4MP 8 10 69 19 WLD 4 0,023 71172937
MDA430U-100-W0-4MP 10 10 72 22 WLD 4 0,031 71172945
MDA430U-120-W0-4MP 12 12 83 26 WLD 4 0,037 71172953
MDA430U-140-W0-4MP 14 12 83 26 WLD 4 0,037 71172961
MDA430U-160-W0-4MP 16 16 92 32 WLD 4 0,048 71172988
MDA430U-200-W0-4MP 20 20 104 38 WLD 4 0,063 71172 9%
 m————
2 ' , oy End mill HSSE-PM roughing 24
u Hrubovacia fréza MRA130U
N - HSSE-PM Z4 MRA130U Roughing profile
b i profil Norm DIN 844K
% m " @ % |ALTIN UNIVERSAL] :gl‘:mzvgﬁ\]pgrz;;( Recommended for slot and
4 & 30 \ Odportcéa sa na drazkovanie a kontdrovanie side milling operations
Kataldgové islo @D1k10 D2 h6 L1 (mm) L2(mm)  Typndstavea z Posuv fz Kod
Reference (mm) (mm) Shank type (mm/ot) Code
Feedfz
MRA130U-060-W0-4MP 6 6 57 13 WLD 4 0,022 71173011
MRA130U-080-W0-4MP 8 10 69 19 WLD 4 0,028 71173038
MRA130U-100-W0-4MP 10 10 72 22 WLD 4 0,039 71173 046
MRA130U-120-W0-4MP 12 12 83 26 WLD 4 0,044 71173054
MRA130U-160-W0-4MP 16 16 92 32 WLD 4 0,077 71173062
MRA130U-200-W0-4MP 20 20 104 38 WLD 4 0,1 71173070
MRA130U-250-W0-4MP 25 25 121 45 WLD 5 0,11 71173089
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Frézy z rychloreznej ocele
High speed steel end mills

|

N
L

12
P
t

Jednodielne frézovanie / Solid milling

0
_ Fréza HSSE-PM, dlha End mill HSSE-PM long Z4 MDA530U
K | séria Z4 MDA530U Norm DIN 844L
% @ -_ % % ALTIN UNIVERSAL] Norma DIN 844L Recommended for
LA NE 30° N Odport¢a sa na konturovanie shoulder milling operations
Kataldgové islo @D1k10 @D2 h6 L1(mm) 12 (mm) Typ ndstavca A Posuv fz Kod
Reference (mm) (mm) Shank type (mm/ot) Code
Feedfz
MDA530U-060-W0-4MP 6 6 68 24 WLD 4 0,017 71173097
MDA530U-080-W0-4MP 8 10 88 38 WLD 4 0,023 71173100
MDA530U-100-W0-4MP 10 10 95 45 WLD 4 0,031 71173119
MDA530U-120-W0-4MP 12 12 110 53 WLD 4 0,037 71173127
MDA530U-160-W0-4MP 16 16 123 63 WLD 4 0,048 71173135
MDA530U-200-W0-4MP 20 20 141 75 WLD 4 0,063 71173143
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Frézy z rychloreznej ocele O 1
High speed steel end mills

o | 024 ])3

Jednodielne frézovanie / Solid milling

' u Zrazacia fréza
; - HSSE MCA100U Chamfering end mill HSSE MCA100U
%ﬁ :@a % Lu @ UN,VERSAL] Norma DIN 335-C Norm DIN 335-C
Odporuca sa na odstrafiovanie hrotov a Recommended for deburring and chamfering
L9 Lok 903 N\ zrazanie hran mechanickych obrobkov operations on mechanical work pieces
Kataldgové cislo D1 @D2 1 D3 Typ néstavca z Kod
Reference (mm) (mm) (mm) (mm) Shank type (ode
MCA100U-060-A0-4MP 6,3 1,5 45 5 YL 3 71173151
MCA100U-080-A0-4MP 83 2 50 6 (YL 3 71173178
MCA100U-100-A0-4MP 10,4 25 50 6 L 3 71173186
MCA100U-120-A0-4MP 124 28 56 8 (YL 3 71173194
MCA100U-160-A0-4MP 16,5 32 56 10 QYL 3 71173 208
MCA100U-200-A0-4MP 20,5 3,5 63 10 QYL 3 71173216
MCA100U-250-A0-4MP 25 38 67 10 QYL 3 71173224
MCA100U-310-A0-4MP 31 4,2 7 12 QYL 3 71173232
SET6-MCA100U-4MP Stprava 6 fréz/ Set of 6 mills : 6,3-8,3-10,4-12,4-16,5-20,5 71178730

o b3 Zrazacia fréza
v HSSE-CO MCA290U Chamfering end mill HSSE-CO
{ Antivibra¢na zrazacia fréza s 3 drazkami MCA290U
H pod uhlom 90° Chamfering end mill 3 flutes anti-vibrations 90°
Povrchova Uprava TIALN TIALN coating
i - Norma DIN 335-C DIN 335-C
% % \EJ @ TIALN| UNIVERSAL Odporuéa sa na odstrariovanie hrotov a Recommended for deburring and chamfering
T3 HA o \ zrazanie hran mechanickych obrobkov. operations on mechanical work pieces.
Kataldgoveé cislo D1 @2 11 D3 Typ néstavca z Kod
Reference (mm) (mm) (mm) (mm) Shank type Code
MCA290U-060-A0-4MP 6,3 15 45 5 L 3 71173 240
MCA290U-080-A0-4MP 83 2 50 6 L 3 71173259
MCA290U-100-A0-4MP 10,4 2,5 50 6 (YL 3 71173 267
MCA290U-120-A0-4MP 12,4 28 56 8 (YL 3 71173275
MCA290U-160-A0-4MP 16,5 3,2 56 10 QYL 3 71173 283
MCA290U-200-A0-4MP 20,5 35 63 10 QYL 3 7117329
MCA290U-250-A0-4MP 25 38 67 10 QYL 3 71173 305
MCA290U-310-A0-4MP 31 4,2 Al 12 QYL 3 71173313
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|I| Vystruznik

Reamer

Aplikacia

Application

U - univerzalne
P - ocel

P - Steel

K - zliatina

K - Cast iron

M - nehrdzavejuca ocel
M - Stainless steel

S - superzliatina

S - High temperature alloy

H - tvrda ocel
H - Hard steel

N - hlinik

N - Aluminum

C - kompozit
(- Composite

Material
Material

C - karbid
(- Carbide

A - ocel
A - Steel

n Priemer DC
DC diameter

030-3,0 mm

Sortiment
Range

1 - sortiment
1- 1" range

2 - sortiment
2- 2" range

Upevnenie
Sgank

A - valcova
A - Gylindrical

C - Morseov kuzel
(- Morse tapper

Povrchova vrstva
Coating

0 - bez povrchovej
Uprav
0 - Uncoate:

1-VAP
2-TIN

3 - ALTIN
4-TICN
5-TIALN

9 - SPECIALNA
9 - SPECIAL

Mazanie
Coolant

1 - vnutorné
1- Internal
0 - vonkajsie
0 - External

Kodifikacia

Designation system

Generacia
Generation



Prehlad vystruznikov
e

nehrdzavejtica ocel
Precipitation hardening stainless steel

Grey castiron

Nodular cast iron

Pouzitie Applications

Malleable cast iron

Sug)erzliatina na baze Zeleza
Fer based alloy

Overview of reamers
Stranka katalégu:
Page catalogue : g P64 P 64 P65 P66
RC400U RA100U RA200U RA300U
Séria
Series
Typ Strojovy vystruznik Strojovy vystruznik Strojovy vystruznik Rucny vystruznik
Type Machine reamer Machine reamer Machine reamer Hand reamer
Materidl
Mmm,' w HSSE HSSE HSS
Aplikécia Z]A
Application
2 z z z
Rozsah @ (mm
Rozsah 0 (mm) 1-12 3-20 16-30 3-30
El(()r%?]iaz?nlgyrezania Ve (m/mn) Vic (m/mn) Ve (m/mn) Ve (m/mn)
Nelegovand ocel
o 15-20 8-12 08-12 8-12
Nizkol d ocel’
P |HEes ®12-15 03-12 08-12 08-12
Legovana ocel
g ®10-12 6-10 06-10 6-10
Duplexna nehrdzaveji [
Dipegingtadiacs -0 610 610 610
Austeniticka nehrdzaveju [
b [ i o 0 "o 5o 6o
Velmi pevna, vysoko legovana
®7-10 ®6-10 ®6-10 ®6-10

Superzliatina na baze kobaltu
(o-based alloy

Superzliatiny na baze niklu
Ni-based alloy

Titanovd zliatina
Ti-alloy

Hlintk < 9%

Aluminium < 9%

©40-50

®15-25

®15-25

®15-25

Hlinikové zliatina
Aluminum alloy

©40-50

©20-30

©20-30

©20-30

H Povrchovo kalend, néstrojova ocel, poptstana
Hardened steel
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VystruZovanie jednodielnym ndstrojom/ Solid reaming

Strojové vystruzniky
Machine reamers

64

13

Solid carbide machine reamers
RC400U

Angle helix 7°

Left hand spiral right hand cut

Tolerance H7

Strojovy vystruznik z karbidu
RC400U

Uhol skrutkovice 7°

Lava skrutkovica, pravy rez

Tolerancia H7

o Valcova stopka DIN 6535 Cylindrical shank DIN 6535

Kataldgové cislo @D1H7 gD2(mm) L1 L2 13 Typ néstavca VA Kod

Reference (mm) (mm) (mm) (mm) Shank type (ode

RC400U-010-A0-4MP 1 4 35 10 17 QL 4 71173712
RC400U-020-A0-4MP 2 4 50 18 31 L 4 71173720
RC400U-025-A0-4MP 2,5 4 55 20 34 L 4 71173739
RC400U-030-A0-4MP 3 4 60 20 39 L 4 71173747
RC400U-035-A0-4MP 35 4 60 22 37 YL 4 71173755
RC400U-040-A0-4MP 4 4 65 24 40 L 4 71173763
RC400U-045-A0-4MP 45 6 65 24 40 L 6 71173771
RC400U-050-A0-4MP 5 6 75 26 48 L 6 71173798
RC400U-055-A0-4MP 55 6 75 26 48 L 6 71173 801
RC400U-060-A0-4MP 6 6 75 26 48 L 6 71173828
RC400U-065-A0-4MP 6,5 8 80 30 49 QL 6 71173 836
RC400U-070-A0-4MP 7 8 80 35 59 L 6 71173 844
RC400U-080-A0-4MP 8 8 100 35 64 L 6 71173852
RC400U-090-A0-4MP 9 10 100 35 64 L 6 71173 860
RC400U-100-A0-4MP 10 10 100 35 64 L 6 71173879
RC400U-120-A0-4MP 12 12 100 35 64 L 6 71173887

- I % Im Strojovy vystruznik
2 . HSSE RA100U Machine reamers HSSE RA100U

13

Angle helix 10°

Left hand spiral right hand cut
Tolerance H7

DIN212-B

Uhol skrutkovice 10°

Lava skrutkovica, pravy rez
Tolerancia H7

Norma DIN 212-B

Kataldgoveé cislo OD1H7 @D2h9 1 12 13 Typ néstavca z Kod

Reference (mm) (mm) (mm) (mm) (mm) Shank type Code

RA100U-030-A0-4MP 3 3 61 15 = L 6 71173321
RA100U-035-A0-4MP 35 35 70 18 - L 6 71173348
RA100U-040-A0-4MP 4 4 75 19 56 QYL 6 71173356
RA100U-045-A0-4MP 45 45 80 21 43 L 6 71173364
RA100U-050-A0-4MP 5 5 86 23 47 L 6 71173372
RA100U-055-A0-4MP 55 5,6 93 26 57 L 6 71173380
RA100U-060-A0-4MP 6 5,6 93 26 57 L 6 71173399
RA100U-065-A0-4MP 6,5 6,3 101 28 63 i 6 71173 402
RA100U-070-A0-4MP 7 71 109 31 69 oL 6 71173410
RA100U-080-A0-4MP 8 8 17 33 75 L 6 71173429




Strojové vystruzniky
Machine reamers

01

13

Strojovy vystruznik
HSSE RA100U

Uhol skrutkovice 10°

Lava skrutkovica, pravy rez
Tolerancia H7

Machine reamers HSSE RA100U
Angle helix 10°

Left hand spiral right hand cut

Tolerance H7

0 ! Norma DIN 212-B DIN212:8
Katal6gové &islo oW gh U b) E] Typ néstavca 1 Kod
Reference (mm) (mm) (mm) (mm) (mm) Shank type (ode
RA100U-090-A0-4MP 9 9 125 36 81 QYL 6 71173437
RA100U-100-A0-4MP 10 10 133 38 87 QYL 6 71173 445
RA100U-110-A0-4MP n 10 142 4 96 QYL 8 71173 453
RA100U-120-A0-4MP 12 10 151 44 105 YL 8 71173 461
RA100U-130-A0-4MP 13 10 151 44 105 QYL 8 71173 488
RA100U-140-A0-4MP 14 12,5 160 47 110 (YL 8 71173 496
RA100U-150-A0-4MP 15 12,5 162 50 112 (YL 8 71173 518
RA100U-160-A0-4MP 16 12,5 170 52 120 YL 8 71173 526
RA100U-180-A0-4MP 18 14 182 56 130 QYL 8 71173534
RA100U-200-A0-4MP 20 16 195 60 137 QYL 10 71173542
| E—— S
" Uhol skrutkovice 10° ~ Angle helix 10°
L 5 ! Lava skrutkovica, pravy rez Left hand spiral ”g:/‘ef;r:’i o
: 0 ! Lﬂfﬁ: BN 206.8 DIN 208°8
Kataldgové islo @D1H7 (mm) Typ ndstavca y L2 13 z Kod
Reference Shank type (mm) (mm) (mm) (ode
RA200U-160-C0-4MP 16 (M2 210 52 130 8 71173 550
RA200U-170-C0-4MP 17 M2 214 54 134 8 71173 569
RA200U-180-C0-4MP 18 M2 219 56 139 8 71173 577
RA200U-190-C0-4MP 19 M2 223 58 143 10 71173585
RA200U-200-C0-4MP 20 M2 228 60 148 10 71173593
RA200U-210-C0-4MP 21 M2 232 62 152 10 71173 607
RA200U-220-C0-4MP 22 M2 237 64 157 10 71173615
RA200U-230-C0-4MP 23 M3 241 66 161 10 71173623
RA200U-240-C0-4MP 24 M3 268 68 169 10 71173 631
RA200U-250-C0-4MP 25 M3 268 68 169 10 71173 658
RA200U-260-C0-4MP 26 M3 273 70 174 10 71173 666
RA200U-270-C0-4MP 27 M3 277 Al 178 10 71173 674
RA200U-280-C0-4MP 28 M3 277 n 178 10 71173 682
RA200U-290-C0-4MP 29 M3 281 n 182 10 71173 690
RA200U-300-C0-4MP 30 M3 281 73 182 10 71173704
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0 1 Rucné vystruzniky

Hand reamers

.

o e Rutny st

P /e U

B | v | ToleranciaH7 pie

~§ 1 Norma DIN 206-B

§ Katalogoveé cislo @D1H7 (mm) D2 €9 (mm) 1 12 13 Z Kéd

E Reference (mm) (mm) (mm) Code

Ié: RA300U-030-A0-4MP 3 3 62 31 31 6 71173895

§ RA300U-040-A0-4MP 4 4 76 38 48 6 71173909

E‘ RA300U-050-A0-4MP 5 5 87 44 55 6 71173917
RA300U-060-A0-4MP 6 6 83 47 61 6 71173925
RA300U-070-A0-4MP 7 7 107 54 68 6 71173933
RA300U-080-A0-4MP 8 8 115 58 78 6 71173941
RA300U-090-A0-4MP 9 9 124 62 82 6 71173968
RA300U-100-A0-4MP 10 10 133 66 86 6 71173976
RA300U-110-A0-4MP N n 142 n 91 8 71173984
RA300U-120-A0-4MP 12 12 152 76 9% 8 71173992
RA300U-130-A0-4MP 13 13 152 76 96 8 71174018
RA300U-140-A0-4MP 14 14 163 81 105 8 71174026
RA300U-150-A0-4MP 15 15 163 81 105 8 71174034
RA300U-160-A0-4MP 16 16 175 87 15 8 71174042
RA300U-180-A0-4MP 18 18 188 93 121 8 71174050
RA300U-200-A0-4MP 20 20 201 100 127 10 71174069
RA300U-210-A0-4MP 21 21 201 100 127 10 71174077
RA300U-220-A0-4MP 22 22 215 107 137 10 71174085
RA300U-240-A0-4MP 24 24 231 115 145 10 71174093
RA300U-250-A0-4MP 25 25 231 15 145 10 71174107
RA300U-260-A0-4MP 26 26 231 15 159 10 71174115
RA300U-280-A0-4MP 28 28 247 124 159 10 71174123
RA300U-300-A0-4MP 30 30 247 124 159 10 71174131
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Frézy a vrtaky

End mills and drills

Aplikacia [ Materidly
Application Materials

Y B | | | || R[] ]

Nehrdzavejdca | Hlinik a nezelezné

Dynamické Univerzalne /

Kuzelové zahlbovanie/ p ; ” Dokoncovanie /| ¢ : Profilovanie ocel / stainless | kovy / Aluminum | Ocel/ Steel -
Shoulder milling Drazkovanie/ Slot milling Finishing DJI';ZZ,;]]}’:',?"I.?/[/H g Profiling steel and non ferrous Universal
[ ] Upevnenie / [_] Potetzubov/ [_] Uhol $pirdl /
Shank type Teeth number Helix angle
< = e R ek ke
2 © 3 L4 55 1 56 1 6-8 N\ 2 B B 2 °/38°
Weldon Valcovd / 5 30 40 45 35°/38;
C(ylindrical
Uhol hrotu [ Tvar hrotu frézy [ | Mazanie
Point angle Mill tip form Coolant type
EJEE) e g gl g D) (@
90° 1187 135° 140° ER R o.IK IK Y-IK
: Ochrana rohu :
Ostry uhol / ° Polomer rohu / | Plny polomer / Vonkajsi / G
Sharp corner p‘,‘g[ eﬁgg;"ﬂo Corner radius Ball nose External Vniitorny / Internal coolant
Zavitniky
Taps
Typ rezania zavitov [] Hibka rezania zavitov [ Tvarvstupu
Tapping type Tapping depth Chamfer form

N\

B (4-5) C(2-3)
M MF G UNC 2,5xD 2.5xD 3xD xD W %
1 1

I . | Jemny metricky / Tvar B, 4 - 5 zévitov /| Tvar C, 2 — 3 zavity /
Metricky / Metric Finye mem’cy PLYN/ 6AZ UNC form B, 4-5 threads | form C, 2-3 threagi’s

[] Tvar drazok [_] Trieda tolerancie
Flutes type Tolerance class
R40
1S02 1SO
6HX 6H 6GX 5069 2B
Rovné drdzky /| “PISIOVE | peformaciou /
straight flutes [H Forming

Helical flutes
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VYROBA SPECIALNYCH REZNYCH
NASTROJOV PODLA VYKRESU

MATE K DISPOZICII NOVE RIESENIA
Vyroba si vyzaduje pocetné vymeny nastrojov,
prepracovanie: rychlost a presnost vyberu
su nevyhnutnym predpokladom
dosiahnutia vykonu.

Obrabaci kovov poZaduju extrémne presné rezné
nastroje vyrobené v ¢o najkratSsom c¢ase a za
rozumnu cenu.

PomoézZeme vam navrhnut a implementovat nové
nastroje, ktoré spinaju vietky vase poziadavky,
vytvaraju Specialne tvary a reaguju na obrabany
material a rezné podmienky.

YOU HAVE NEW SOLUTIONS

Manufacturing requires many tools changes, or machining rework :
speed and accuracy of choices are essential to ensure performance.
The Machininists require extremely precise cutting tools, manufactured
as soon as possible at reasonable cost.

We help you to design and implement new tools to meet all your
requirements, to produce specific forms, to adapt to the material and
cutting parameters.

VYROBA NA MIERU
CUSTOM MANUFACTURING
P R D
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PRODUCTION OF SPECIAL
CUTTING TOOLS

VIACAKO

40 000

KAZDOROCNE VYROBENYCH
SPECIALNYCH REZNYCH NASTROJOV

+ OF 40 000 SPECIAL CUTTING TOOLS
MANUFACTURED EACH YEAR

REAKCNA SCHOPNOST
Optimdlna reakénd schopnost
nasich oddeleni ostrenia a vyroby

KONKURENCIESCHOPNOST
Spickové technologické

vybavenie, ktoré sa pravidelne
optimalizuje vdaka neustdlym
investiciam.

TECHNICKA SPRAVA
Je vdm k dispozicii takmer
pdtdesiat skusenych a
kvalifikovanych technikov

KVALITA
Certifikacia ISO 9001, verzia 2015
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Vlozky a drZiaky vloziek
Inserts & Toolholders

EREon B cnm. 1204..
P FCLNR 2525 M12C-4MP F vosusesare §

(5] AACN-3-0001-4MP ] .
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SUSTRUZENIE

TURNING
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Sustruzenie

Turning

Technické informacie

Technical information 71

Drziaky sustruznickych vloziek ISO

Vonkajsie sustruzenie

Turning ISO toolholders

External turning

Kodifikacia

Designation system 72

Drziaky vonkajsich vloZiek pre negativne vlozky

External toolholders for negative inserts 73

Drziaky vonkajsich vloZiek pre pozitivne vlozky

External toolholders for positive inserts 77

Vnuitorné sustruzenie

Internal turning

Kodifikacia

Designation system 78

Drziaky vnutornych vloZiek pre negativne vliozky

Internal toolholders for negative inserts 79

Drziaky vnutornych vloziek pre pozitivne vlozky

Internal toolholders for positive inserts 81

Prislusenstvo

Accessories 83

Porovnavacia tabulka drziakov nastrojov/prislusenstva

Tables of equivalences toolholders / accessories 86

Sustruznicke vlozky ISO

Kodifikacia

Turning ISO inserts

Designation system 90

Vyber ldmacov triesok

Chip breaker selector

Negativne vlozky

Negative inserts 91

Pozitivne vliozky

Positiveinserts 95

Opis tried

Grade description 98

Odporucand rychlost rezania

Cutting parameters 99

Negativne vlozky

Negative inserts 100

Pozitivne vlozky

Positiveinserts 105

Bezné poruchy a rieSenia

Normal failures & solutions 110

Tabulka ekvivalentnych tried

Grade conversion table 111




Rychlost rezania a otacania
Cutting speed

1000 * Ve at*Dc*n

n=——(tr/min) Ve=
7t *Dc 1000

Vc: rychlost rezania / cutting speed (m/min)
w:=3.14
Dc: priemer / biameter (mm)
n: rychlost otdcania / Spindle speed (ir/min)

Posuv
Feed speed

Vf
Vf=f*n (mm/min) =

Vf: Posuv / Feed rate (mm/min)
f: posuv za otdcku / Feed rate per turn (mm/rev)
n: rychlost otdcania / Spindle speed (rev/min)

¢as obrabania
Machining time

L
Tc=———(min)
*n

Tc: cas obrdbania / Vachining time
f: posuv/ Feed rate (mm/rev)
n: rychlost otdcania / Spindle speed (rev/min)
L: dlzka obrdbania / Working length (mm)

teoreticka kvalita povrchu
Theoretic surface roughness

2

Rmax= *1000 (um)

8*r

(m/min)

n (mm/min)

Rmax: teoretickd kvalita povrchu / Theoretic surface roughness (um)

f: posuv / Feed rate(mm/rev)
R: Polomer vlozky / corer radius (mm)

Technické informacie

@Dc

Technical information
n
9,

©

N

<=
Zaber
Chip removal

Q=ap *f*Vc (cm3/min)

Q: Zdber / chip removal (cm*/min)
ap: hibka rezu / wial depth of cut (mm)
f.'pOSUV/Feed rate (mm/rev)
Vc: rychlost rezania / cutting speed (m/min)

il

©),
@‘

Rmax
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Kodifikacia
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Designation system

Sposob upevnenia vlozky
Clamping system

P g I; N R ﬁL ﬁ F?EL W Hﬁb\

Vlozka bez otvoru, = Vlozka s otvorom, Vlozka s otvorom, Vlozka s otvorom Vlozka s otvorom,

upinacia priruba upinacia priruba  upinacia priruba+ = Upinacia priruba+ | upinacia skrutka
1 5 T @i i e hriadel paka 5
p Clamping op and Hole crew on
Without Hole (lamping Top and Hole Hole Clamping
(lamping (Lever Lock)
Tvar vlozky [3] Typ néstroja [4] Uhol chrbta viozky
Insert shape Tool type Insert clearance angle

i

=gy =

/‘-:

£ 2 (T JUNIESESES

ooliEEEEE

[5] Smer rezania [6] Vyska stopky [ 7] Sirka stopky
Cutting direction Shank height Shank width
. . |
25-M12 ( @
t| |- Ll | | | h
7 8 9 10 v ]
L N R LL.
Celkova dizka [ 2] Dizka reznej hrany viozky [10] Specifiké
Tool length Cutting edge length Wedge clamp

el [ox] /7 L

L U I BT

(mm)
A-32 H-100 Q-180

B-40 J-110 R-200
C-50 K-125 S$-250 E T

D-60 L-140 T-300 X-Specidlny | | | | |
X-special |

=)

E-70 M-150 U-350
F-80 N-160 V-400
G-90 P-170 W-450
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Sustruzenie, drziaky vonkajsich vloZiek pre negativne vlozky O 2
Turning, external toolholders for negative inserts

2
€
S
- - - 3
90 P Drziaky vloziek pre vonkajsie 3
e A sustruzenie PCLNR/L External turning toolholder PCLNR/L H
v Nastroj s prirubou na vonkajsie sustruzenie External turning tool with clamping flange for §
pre CN negativne vlozky... negative inserts CN...
Kataldgové cislo Smer néstroja Sirka nastavca Vyska Vzdialenost hrotu Celkov dlzka Typ vlozky Kod
Reference R/L Hand (mm) ndstavca od zadnej plochy (mm) Suitable Code
Shank width (mm) (mm) Total length insert
(mm) Shank Distance cutting (mm)
height edge/rear face
(mm) (mm)
PCLNR 1616 H12-4MP* prava/ right 16 16 20 100 (N..1204 65253291
PCLNR 2020 K12C-4MP pravd / right 20 20 25 125 (N..1204 65253313
PCLNR 2525 M12C-4MP prava/ right 25 25 32 150 (N..1204 65253348
PCLNR 3232 P12C-4MP prava/ right 32 32 40 170 (N..1204 65253364
PCLNL 1616 H12-4MP* [avd / left 16 16 20 100 (N..1204 65253305
PCLNL 2020 K12C-4MP [ava / feft 20 20 25 125 (N..1204 65253321
PCLNL 2525 M12C-4MP lavd / left 25 25 32 150 (N..1204 65253356
PCLNL 3232 P12C-4MP lavd / left 32 32 40 170 (N..1204 65253372

* Upozomenie: Tieto drZiaky ndstrojov nemajui prirubu / Beware : toolholders without clamp

PDJNR
« IR
Qp &> B <o Drziaky vloZiek pre vonkajsie
sustruzenie PDJNR/L External turning toolholder PDJNR/L
/ ﬁ Nastroj s prirubou na vonkajsie sustruzenie External turning tool with clamping flange for
pre DN negativne vlozky... negative inserts DN...
Kataldgové islo Smer néstroja Sirka ndstavca Vyska Vzdialenost hrotu Celkova dfzka Typ viozky Kod
Reference R/L Hand (mm) nastavca od zadnej plochy (mm) Suitable Code
Shank width (mm) (mm) Total length insert
(mm) Shank height Distance cutting (mm)
(mm) edge/rear face
(mm)
PDIJNR 1616 H11-4MP* prava / right 16 16 20 100 DN..1104 65253380
PDJNR 2020 K11-4MP* prava/ right 20 20 25 125 DN..1104 65253 402
PDJNR 2020 K15C-4MP prava / right 20 20 25 125 DN..1506 65253429
PDJNR 2525 M11-4MP prava/ right 25 25 32 150 DN..1104 65253 445
PDJNR 2525 K15C-4MP pravé/ right 25 25 32 150 DN..1506 65253 461
PDJNL 1616 H11-4MP* [ava / left 16 16 20 100 DN..1104 65253399
PDJNL 2020 K15C-4MP [ava / feft 20 20 25 125 DN..1506 65253437
PDJNL 2020 K11-4MP* [ava / left 20 20 25 125 DN..1104 65253410
PDJNL 2525 M11-4MP [ava / feft 25 25 32 150 DN..1104 65253453
PDJNL 2525K 15C-4MP [ava / left 25 25 32 150 DN..1506 65253 488

* Upozomenie: Tieto drZiaky néstrojov nemajui prirubu / Beware : toolholders without clamp
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0 2 StstruZenie, drZiaky vonkajsich vloziek pre negativne vlozky
Turning, external toolholders for negative inserts

g
€
g2 A
3 M .. .. -
5 A% Drziaky vloziek pre vonkajsie External turning toolholder
2 sustruzenie PSSNR/L PSSNR/L
§ Néstroje na vonkajsie ststruzenie pre SNM External turning tool
< negativne vlozky... for negative inserts SNM...
Kata|6gové Cislo Smer néstroja Sirka néstavca Vlyska néstavca Vzdialenost hrotu od Celkovd dizka Typ viozky Kod
Reference R/L Hand (mm) (mm) zadnej plochy (mm) (mm) Suitable Code
Shank width Shank height Distance cutting Total length insert
(mm) (mm) edge/rear face (mm)
(mm)
PSSNR 2020 K12C-4MP prava/ right 20 20 25 125 SNM..1204 67 467 469
PSSNR 2525 M12C-4MP prava/ right 25 25 32 150 SNM..1204 67 467 477
PSSNR 3232 P12C-4MP prava/ right 32 32 40 170 SNM..1204 67 467 485
PSSNL 2020 K12C-4MP lava / left 20 20 25 125 SNM..1204 67 467 426
PSSNL 2525 M12C-4MP lavd / left 25 25 32 150 SNM..1204 67 467 434
PSSNL 3232 P12C-4MP lava / left 32 32 40 170 SNM..1204 67 467 442
PTINR
P— _
i . - ave
. ——L_ Drziaky vloZiek pre vonkajsie External turning toolholder
o | sustruzenie PTJNR/L PTINR/L
Y Nastroj s prirubou na vonkajsie sustruzenie External turning tool with clamping
‘\/ 3 pre TN negativne vlozky... flange for negative inserts TN...
Kataldgové cislo Smer néstroja Sirka ndstavca Vyska néstavca Vzdialenost hrotu Celkov dlzka Typ viozky Kod
Reference R/L Hand (mm) (mm) od zadnej plochy (mm) Suitable s
Shank width Shank h (mm) Total length insert
(mm) eight Distance cutting (mm)
(mm) edge/rear face
(mm)
PTINR 2020 K16-4MP* prava/ right 20 20 25 125 TN..1604 65253 496
PTINR 2525 M16-4MP* prava/ right 25 25 32 150 TN..1604 65253526
PTINL 2020 K16-4MP* [ava / feft 20 20 25 125 TN..1604 65253518
PTINL 2525 M16-4MP* [ava / feft 25 25 32 150 TN..1604 65253534

* Upozornenie: Tieto drziaky ndstrojov nemaju prirubu / Beware : toolholders without clamp

Drziaky vloZiek pre vonkajsie External turning toolholder
%’ , sustruzenie PWLNR/L PWLNR/L
J - Nastroj s prirubou na vonkajsie sustruzenie External turning tool with clamping
, pre WN negativne vlozky... flange for negative inserts WN...
Kataldgové cislo Smer néstroja Sirka ndstavca Vly3ka nastavca Vzdialenost hrotu Celkovd Typ vlozky Kod
Reference R/L Hand (mm) (mm) od zadnej plochy dizka (mm) Suitable G
Shank width Shank height (mm) Total length insert
(mm) (mm) Distance cutting (mm)
edge/rear face
(mm)
PWLNR 1616 H06-4MP* prava / right 16 16 20 100 WN..0604 65253 542
PWLNR 2020 K08C-4MP prava / right 20 20 25 125 WN..0804 65253 585
PWLNR 2020 K06-4MP* prava / right 20 20 25 125 WN..0604 65253 569
PWLNR 2525 K08C-4MP prava / right 25 25 32 150 WN..0804 65253 623
PWLNL 1616 H06-4MP* [avd / left 16 16 20 100 WN..0604 65253550
PWLNL 2020 K08C-4MP lavd / left 20 20 25 125 WN..0804 65253593
PWLNL 2020 K06-4MP* [avd / left 20 20 25 125 WN..0604 65253577
PWLNL 2525 K08C-4MP [avd / feft 25 25 32 150 WN..0804 65253 631

- * Upozornenie: Tieto drZiaky ndstrojov nemaji pritubu / Beware : toolholders without clamp



Sustruzenie, drZiaky vonkajsich vloZiek pre negativne vlozky O 2
Turning, external toolholders for negative inserts

7| = Drziaky vloziek pre vonkajsie §
P2 TTET sustruzenle’PCLNRlL_ External turning §
& 4 Integrované chladenie toolholder PCLNR/L E
N g () Integrované chladenie. Internal coolant. N
7 © Nastroj na vonkajsie sustruzenie External turning tool for B
4 4¢ pre CN negativne vlozky... negative inserts CN... a
Tlak chladenia: 10 az 275 barov. Coolant pressure : 10 bar to max 275 bar.
Kataldgové islo Smer nastroja Sirka ndstavea Vlyska néstavca Vzdialenost Celkovd Typ vlozky Kod
Reference R/L Hand (mm) (mm) hrotuodzadnej  dlzka (mm) Suitable Code
Shank width Shank height— plochy (mm) Total length insert
(mm) (mm) Distance (mm)
cutting edge/
rear face
(mm)
PCLNR 2020 K12-AR-4MP prava / right 20 20 25 125 (N..1204 69109 063
PCLNR 2525 M12-AR-4MP prava / right 25 25 32 150 (N..1204 69109 071
PCLNL 2020 K12-AR-4MP lavd / left 20 20 25 125 (N..1204 69109 047
PCLNL 2525 M12-AR-4MP lavd / left 25 25 32 150 (N..1204 69109 055
PDJNR ye v ave
o Drziaky vloziek pre vonkajsie
M sustruzen 'e,PDJ NR/L . External turning toolholder
& Integrované chladenie PDJNR/L
27°max] Integrované chladenie. Internal coolant.
Nastroj na vonkajsie sustruzenie External turning tool for
ﬁ pre DN negativne viozky... negative inserts DN...
Tlak chladenia: 10 az 275 barov. Coolant pressure : 10 bar to max 275 bar.
Kataldgové cislo Smer ndstroja Sirka ndstavca VlySka néstavca Vzdialenost Celkova dizka Typ vlozky Kod
Reference R/L Hand (mm) (mm) hrotuodzadngj  (mm) Suitable Code
Shank width Shank height plochy (mm) Total length insert
(mm) (mm) Distance (mm)
cutting edge /
rear face
(mm)
PDJNR 2020 K15-AR-4MP prava / right 20 20 25 125 DN..1506 69109128
PDJNR 2525 M15-AR-4MP prava / right 25 25 32 150 DN..1506 69109136
PDJNL 2020 K15-AR-4MP favé / left 20 20 25 125 DN..1506 69109 098
PDJNL 2525 M15-AR-4MP lava / left 25 25 32 150 DN..1506 69109101

Drziaky vloziek pre vonkajsie
sustruzenie PWLNR/L
Integrované chladenie External turning toolholder
Integrované chladenie. PWLNR/L Internal coolant
Néstroj na vonkajsie sustruzenie Internal coolant.
pre WN negativne viozky... External turning tool for negative inserts WN...
Tlak chladenia: 10 az 275 barov. Coolant pressure : 10 bar to max 275 bar.
Kataldgové cislo Smer néstroja Sirka ndstavca Vlyska ndstavca Vzdialenost Celkova Typ vlozky Kéd
Reference R/L Hand (mm) (mm) hrotuodzadnej  dfzka (mm) Suitable Code
Shank width Shank height plochy (mm) Total length insert
(mm) (mm) Distance (mm)
cutting edge/
rear face
(mm)
PWLNR 2020 K08-AR-4MP prava / right 20 20 25 125 WN..0804 69109 209
PWLNR 2525 M08-AR-4MP prava / right 25 25 32 150 WN..0804 69109217
PWLNL 2020 K08-AR-4MP lavd / feft 20 20 25 125 WN..0804 69109187
PWLNL 2525 M08-AR-4MP fava / left 25 25 32 150 WN..0804 69109195
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O 2 SustruZenie, drZiaky vonkajsich vloziek pre negativne vlozky
Turning, external toolholders for negative inserts

Obrézok 1/ Picture 1 Obrézok 2 / Picture 2 Obrézok 3 / Picture 3

[

Sustruzenie/ Turning

Suprava na pripojenie chladenia pre Cooler hose set for tool
nastroje s integrovanym chladenim with internal coolant
Obsahuje spojovacie armatury, tesniacu skrutku, medené Included, connection fastener, sealing
tesnenie a hadicku. bolt, copper gasket and hose.

Kataldgové islo Dizka hadicky (mm) Pripojenie 1 Pripojenie 2 Obrdzok Kad

Reference Hose length (mm) Connection 1 Connection 2 Picture (ode

2/225?(‘2%1 : N R 250 priama / straight priama /straight 1 69109 225

S IPRAYA NAPRIPOENIED/DHP-250-4MP 550 priama / staight Sikné / angle 90° 2 69109233

ill;lsrég/?l?':‘\ R 250 $ikma / angle 90° Sikma / angle 90° 3 69109 241
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Sustruzenie, drZiaky vonkajsich vloZiek pre pozitivne viozky O 2
Turning, external toolholders for positive inserts

! )
v % £
g‘}fu”‘ Driiaky vloziek pre vonkaj§ie External turning toolholder E
= sustruzenie SCLCR/L SCLCR/L 3
¥ Nastroj na vonkajsie sustruzenie External turning tool S
pre pozitivne skrutkové vliozky CC... for positive screw inserts CC... '§
3
wv
Kataldgové islo Smerndstroja Sitka ndstavea (mm)  Vyika ndstava Vzdialenosthrotuod ~ Celkové dfzka (mm) ~ Typ vlozky Kod
Reference R/L Hand Shank width (mm) zadnej plochy (mm) Total length Suitable insert Code
(mm) Shank height Distance cutting (mm)
(mm) edge/rear face (mm)
SCLCR 1010 E06-4MP pravd / right 10 10 12 70 (C..0602 65253 658
SCLCR 1212 FO6-4MP pravd/ right 12 12 16 80 (C..0602 65253 682
SCLCR 1616 H09-4MP pravé/ right 16 16 20 100 (€C..09T3 65253 690
SCLCR 2020 K09-4MP pravé/ right 20 20 25 125 €C..09T3 65253712
SCLCR 2525 M12-4MP prava / right 25 25 32 150 (C..1204 71014533
SCLCL 1010 E06-4MP [ava / left 10 10 12 70 (C..0602 65253 666
SCLCL 1212 FO6-4MP lavd / left 12 12 16 80 (C..0602 65253 674
SCLCL 1616 H09-4MP [avd / feft 16 16 20 100 (C..09T3 65253704
SCLCL 2020 K09-4MP lava / left 20 20 25 125 (€C..09T3 65253720
SCLCL 2525 M12-4MP [ava / left 25 25 32 150 (C..1204 71014541
l“,'.f’"
PF
4% Drziaky vloZiek pre vonkajsie
=) ) sustruzenie SDJCR/L External turning toolholder
é Nastroj na vonkajsie sustruzenie SDJCR/L
pre pozitivne skrutkové vliozky DC... External turning tool for positive screw inserts DC...
Kataldgové islo Smer nastroja Sirka ndstavca (mm)  ViySka ndstavca Vzdialenosthrotuod ~ Celkova dfzka (mm)  Typ viozky Kod
Reference R/L Hand Shank (mm) zadnej plochy (mm) Total length Suitableinsert  Code
width(mm) Shank Distance cutting (mm)
height(mm) edge/rear face (mm)
SDJCR 1616 H11-4MP prava / right 16 16 20 100 DC.11T3 65253763
SDJCR 2020 K11-4MP prava/ right 20 20 25 125 DC.11T3 65253771
SDJCR 2525 M11-4MP prava / right 25 25 32 150 DC.11T3 65253798
SDJCL 1616 H11-4MP [ava / left 16 16 20 100 DC.11T3 65253 828
SDJCL 2020 K11-4MP lavd / left 20 20 25 125 DC.11T3 65253 836
SDJCL 2525 M11-4MP [ava / left 25 25 32 150 DC.1T3 65253 844
=
1
4% Drziaky vloziek pre vonkajsie
ﬂ g sustruzenie SVJBR/L External toolholder SVJBR/L
:ﬁ' Nastroj na vonkajsie ststruzenie External turning tool
. pre pozitivne skrutkové vlozky VB.. /VC.. for positive screw inserts VB.../ VC...
Kataldgové islo Smer néstroja Sirka ndstavca (mm)  Viyka ndstavca Vzdialenosthrotuod ~ Celkové dizka (mm) Typ viozky Kéd
Reference R/L Hand Shank width (mm) zadnej plochy (mm) Total length Suitable insert Code
(mm) Shank height Distance cutting (mm)
(mm) edge/ rear face (mm)
SVJBR 1616 H11-4MP prava / right 16 16 20 100 VB..1103 /VC..1103 71014576
SVJBR 2020 K11-4MP pravd / right 20 20 25 125 VB..1103 /VC..1103 71014584
SVJBR 2020 K16-4MP prava / right 20 20 25 125 VB..1604/VC..1604 71014592
SVJBR 2525 M16-4MP prava / right 25 25 32 150 VB..1604/VC..1604 71014606
SVIBL 1616 H11-4MP lavd / feft 16 16 20 100 VB..1103 /VC..1103 71014614
SVJBL 2020 K11-4MP lavd / left 20 20 25 125 VB..1103 /VC..1103 71014622
SVJBL 2020 K16-4MP lavd / feft 20 20 25 125 VB..1604 /VC..1604 71014630
SVJBL 2525 M16-4MP [avé / left 25 25 32 150 VB..1604 /VC..1604 71014 649
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Kodifikacia
I

Designation system
1 2 3 4 5 6 7 8 9 10
Typ drziaka vlozky Priemer stopky Celkova dizka
Izl Shank type Izl Shank diameter E Tool length

A: Ocel's chladenim cez stred »

Steel shank with through coolant ~ /] )

E : Ocelovd hlava na karbidovej stopke | / i
Carbide shank with through coolant I ]
C: Karbidova ty¢
Carbide shank
S : Ocel' bez chladenia L
Steel shank !
(mm)
[4] Spdsob upevnenia viozky A-32 H-100 S
Clamping system B-40 J-110 R-200
C-50 K-125 S-250
X-Specialny
D-60 L-140 T-300
T \ E i X-special
Vlozka bez otvoru, Vlozka s otvorom, Vlozka s otvorom,  Vlozkas otvorom, upi- = Vlozka s otvorom, E-70 M-150 U-350
upinacia priruba upinacia priruba upinacia priruba+ | nacia priruba+ paka | upinaciaskrutka F-80 N-160 V-400
Top clamping Top and hole hriadel Hole clamping Screw on
Without hole clamping Top and hole (Lever lock) G-90 P-170 W-450
clamping
Tvar vlozky [6] Typ nastroja
Insert shape Tool type

@ L > d S X J
T TR S
= O

P (-)
Y, K\ m¥§ n
/A Z}ﬂi LE A

Uhol chrbta vlozky [ 8] Smer rezania Dizka reznej hrany viozky [10] Specifika
. Insert clearance angle . Cutting direction E Cutting edge length . Wedge clamp
\ \ <+
T S
R
B i« C v ol ]
5° 7 > <>

2 % g4
N ~eg P oo . DN R PN
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Sustruzenie, drZiaky vnatornych vloZiek pre negativne vlozky O 2
Turning, internal toolholders for negative inserts

g
g
Drziaky vloziek pre vnitorné 3
sustruzenie PCLNR/L Internal turning toolholder H
Pre negativne vlozky CN... PCLNR/L S
Nastroj na vnutorné sustruzenie For negative inserts CN... §
v uhle 95° chladenim cez stred. 95°internal turning tool with through coolant.
Kataldgové cislo Smer ndstroja Priemer stopky (mm) ~ Min. priemer Celkovd dizka (mm) Typ viozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Tordle
diameter (mm) Diameter for (mm)
passage mini
(mm)
A25R-PCLNR12-4MP prava / right 25 >32 200 (N..1204 65252341
A32S-PCLNR12-4MP prava / right 32 >40 250 (N..1204 65252368
A25R-PCLNL12-4MP lavd / left 25 >32 200 (N..1204 65252317
A32S-PCLNL12-4MP lavd / left 32 >40 250 (N..1204 65252325
PDUNR
e’ Drziaky vloziek pre vnutorné
(Nl , Y i
) sustruzenie PDUNR/L Internal turning toolholder
! g Pre negativne vlozky DN... PDUNR/L
Néstroj na vnutorné sustruzenie For negative inserts DN...
v uhle 93° chladenim cez stred. 93°internal turning tool with through coolant.
Kataldgové islo Smer nastroja Priemer stopky (mm)  Min. priemer Celkova dfzka (mm) Typ viozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Code
diameter (mm) Diameter for (mm)
passage mini
(mm)
A20P-PDUNR11-4MP* prava / right 20 >25 170 DN..1104 71014657
A25S-PDUNR11-4MP* prava / right 25 >32 200 DN..1104 71014665
A32S-PDUNR15-4MP* prava / right 32 > 40 250 DN..1506 71014673
A20P-PDUNL11-4MP* lava / left 20 >25 170 DN..1104 71014681
A25S-PDUNL11-4MP* lavd / left 25 >32 200 DN..1104 71014703
A32S-PDUNL15-4MP* lavd / left 32 > 40 250 DN..1506 7101471

* Upozomenie: Tieto drZiaky ndstrojov nemajui priubu / Beware : toolholders without clamp
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Sustruzenie, drZiaky vnatornych vloziek pre negativne vliozky
Turning, internal toolholders for negative inserts

2 Drziaky vloziek pre vnatorné
5 sustruzenie PTUNR/L Internal turning toolholder
3 Pre negativne vlozky TN... PTUNR/L
g Nastroj na vnatorné sustruzenie For negative inserts TN...
§ v uhle 93° chladenim cez stred. 93°internal turning tool with through coolant.
3
w
Kataldgové islo Smer nastroja Priemer stopky (mm)  Min. priemer Celkova dfzka (mm) Typ viozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Code
diameter (mm) Diameter for (mm)
passage mini
(mm)
A16M-PTUNR16-4MP* prava / right 16 >20 150 TN..1604 71014738
A20P-PTUNR16-4MP* prava / right 20 >25 170 TN..1604 71014746
A25R-PTUNR16-4MP prava / right 25 >32 200 TN..1604 71014754
A325-PTUNR16-4MP prava / right 32 > 40 250 TN..1604 71014762
A16M-PTUNL16-4MP* lavd / left 16 >20 150 TN..1604 71014770
A20P-PTUNL16-4MP* lava / left 20 >25 170 TN..1604 71014789
A25R-PTUNL16-4MP lava / left 25 >32 200 TN..1604 71014797
A325-PTUNL16-4MP lava / left 32 > 40 250 TN..1604 71014 800

* Upozornenie: Tieto drZiaky néstrojov nemajui pritubu / Beware : toolholders without clamp

Drziaky vloziek pre vnutorné

sustruzenie PWLNR/L Internal turning toolholder
Pre negativne viozky WN... PWLNR/L
Nastroj na vnutorné sustruzenie For negative inserts WN...
v uhle 95° chladenim cez stred. 93°internal turning tool with through coolant.
Kataldgové cislo Smer néstroja Priemer stopky (mm)  Min. priemer Celkova dizka (mm) Typ vlozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Code
diameter (mm) Diameter for (mm)
passage mini
(mm)
A16M-PWLNRO6-4MP* prava/ right 16 >20 150 WN..0604 65252503
A20P-PWLNRO06-4MP* prava / right 20 >25 170 WN..0604 65252511
A25R-PWLNRO8-4MP prava / right 25 >32 200 WN..0804 65252538
A32S-PWLNRO8-4MP prava / right 32 >40 250 WN..0804 65252 546
A16M-PWLNLO6-4MP* [avd / left 16 >20 150 WN..0604 65252457
A20P-PWLNLO6-4MP* lavd / left 20 >25 170 WN..0604 65252 465
A25R-PWLNLO8-4MP [avd / left 25 >32 200 WN..0804 65252473
A325-PWLNLO8-4MP lavd / left 32 >40 250 WN..0804 65252481

* Upozomenie: Tieto drZiaky ndstrojov nemajui pritubu / Beware : toolholders without clamp
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Sustruzenie, drziaky vnatornych vloziek pre pozitivne vlozky

Turning, internal toolholders for positive inserts

02

Drziaky vloziek pre vnutorné
sustruzenie SCLCR/L

Pre pozitivne vlozky CC...

Néstroj na vnutorné sustruzenie

v uhle 95° chladenim cez stred.

Internal turning toolholder
SCLCR/L

For positive inserts CC...
95°internal turning tool with through coolant.

Katalégové Cislo Smer néstroja Priemer stopky (mm) Min. priemer Celkovd dizka (mm) Typ viozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert (ode
diameter (mm) Diameter for (mm)

passage mini

(mm)
A08H-SCLCRO6-4MP prava / right 8 >11 100 (C..0602 65252635
A10H-SCLCRO6-4MP prava / right 10 >13 100 (C..0602 65252643
A12H-SCLCRO6-4MP pravé/ right 12 >16 100 (C..0602 65252651
A16M-SCLCR09-4MP pravé/ right 16 >20 150 (C..09T3 65252708
A20P-SCLCR09-4MP prava / right 20 >25 170 (C..0913 65252716
A25R-SCLCR12-4MP pravé/ right 25 >32 200 (C..1204 71014819
A08H-SCLCLO6-4MP [ava / feft 8 >11 100 (C..0602 65252 554
A10H-SCLCLO6-4MP [ava / left 10 >13 100 (C..0602 65252562
A12H-SCLCLO6-4MP [ava / left 12 >16 100 (C..0602 65252 600
A16M-SCLCLO9-4MP [ava / feft 16 >20 150 (C..09T3 65252619
A20P-SCLCLO9-4MP [ava / feft 20 >25 170 (C..09T3 65252627
A25R-SCLCL12-4MP lavé / left 25 >32 200 (C..1204 71014827

Drziaky vloziek z karbidu pre

vnutorné sustruzenie SCLCL/R
Karbidova tyc.

Pre pozitivne vlozky CC...

Nastroj na vnutorné sustruzenie

v uhle 95° chladenim cez stred.

Carbide internal turning toolholder

SCLCL/R

Carbide body.

For positive inserts CC...

95°internal turning tool with through coolant.

Kataldgové islo Smer néstroja Priemer stopky (mm)  Min. priemer Celkova dfzka (mm) Typ vlozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Code
diameter (mm) Diameter for (mm)

passage mini

(mm)
E08K-SCLCRO6-4MP prava / right 8 >11 125 (C..0602 65252678
E10M-SCLCRO6-4MP pravé/ right 10 >13 150 (C..0602 65252 686
E12Q-SCLCRO6-4MP pravé/ right 12 >16 180 (C..0602 65252694
E08K-SCLCLO6-4MP [avé / left 8 >11 125 (C..0602 65252570
E10M-SCLCLO6-4MP [ava / feft 10 >13 150 (C..0602 65252 589
E12Q-SCLCLO6-4MP [ava / feft 12 >16 180 (C..0602 65252597
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Sustruzenie, drZiaky vnutornych vloZiek pre pozitivne viozky
Turning, internal toolholders for positive inserts

S
g Drziaky vloZiek pre vnutorné
g sustruzenie SDUCR/L Internal turning toolholder SDU-
2 Pre pozitivne viozky DC... CR/L
§ Nastroj na vnutorné sustruzenie For positive inserts DC...
5 v uhle 93° chladenim cez stred. 93°internal turning tool with through coolant.
3
w
Katalégové Cislo Smer néstroja Priemer stopky (mm) ~ Min. priemer Celkovd dizka (mm) Typ viozky Kod
Reference R/L Hand Body shank priechodu (mm) Total length Suitable insert Code
diameter (mm) Diameter for (mm)
passage mini
(mm)
A0810H-SDUCRO7-4MP prava / right 10 >13 100 DC..0702 65252775
A10H-SDUCRO7-4MP prava / right 10 >13 100 DC..0702 65252783
A12H-SDUCR07-4MP prava / right 12 >16 100 DC..0702 65252791
A16M-SDUCRO7-4MP prava/ right 16 >20 150 DC..0702 65252 805
A20P-SDUCR11-4MP prava/ right 20 >25 250 DC.11T3 65252813
A25R-SDUCR11-4MP prava / right 25 >32 200 DC.1T3 71014835
A0810H-SDUCLO7-4MP [avd / feft 10 >13 100 DC..0702 65252724
A10H-SDUCLO7-4MP lavd / left 10 >13 100 DC..0702 65252732
A12H-SDUCLO7-4MP [avd / left 12 >16 100 DC..0702 65252740
A16M-SDUCLO7-4MP lavd / left 16 >20 150 DC..0702 65252759
A20P-SDUCL11-4MP [ava / left 20 >25 170 DC.11T3 65252767
A25R-SDUCL11-4MP lavd / left 25 >32 200 DC.1T3 71014843

Drziaky vloziek pre vntitorné
sustruzenie SVQBR/L

Pre pozitivne vlozky VB/VC...

Nastroj na vnutorné sustruzenie

v uhle 107,5° s chladenim cez stred.

Internal turning toolholder

SVQBR/L
For positive inserts VB/VC...
107,5° internal turning tool with through coolant.

Kataldgové islo Smer néstroja Priemer stopky Min. priemer Celkové dizka mm)  Typ viozky Kod
Reference R/L Hand (mm) priechodu (mm) Total length Suitable insert Code

Body shank Diameter for (mm)

diameter (mm) passage mini

(mm)

A20Q-SVQBR11-4MP prava / right 20 >25 180 VB..1103 /VC..1103 71014851
A255-SVQBR16-4MP pravd / right 25 >32 250 VB..1604 /VC..1604 71014878
A32S-SVQBR16-4MP pravé / right 32 > 40 250 VB..1604 /VC..1604 71014 886
A200Q-SVQBL11-4MP lavd / left 20 >25 180 VB..1103 /VC..1104 71014 8%
A255-SVQBL16-4MP lavd / left 25 >32 250 VB..1604 /V(..1604 71014908
A325-SVQBL16-4MP lavd / left 32 >40 250 VB..1604 /VC..1604 71014916
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Sedlo drziaka vlozky na sustruzenie AACN

Klin Shim AACN
Kataldgové islo Katalégové ¢islo drziaka vlozky Kod
Reference Toolholder reference Code
AACN-2-0001-4MP SCLCR/L 09 65251876
AACN-3-0001-4MP PCLNR/L12 65251892
AACN-2-0003-4MP SCLCR/L 12 71014568
= ' Sedlo drziaka vlozky na sustruzenie AADN
Klin Shim AADN
Kataldgové cislo Kataldgové cislo drziaka vlozky Kod
Reference Toolholder reference Code
AADN-SD317-4MP PDINR/L 11 65251922
AADN-3-0001-4MP PDINR/L 15 65251914
AADN-2-0001-4MP SDJCR/L 11 65251906
( ,5 : Sedlo drziaka vlozky na sustruzenie AASN
g Cale-support Shim AASN
Kataldgové cislo Kataldgové Cislo drZiaka vlozky Kod
Reference Toolholder reference Code
AASN-3-0004-4MP PSSNR/L12 67467 612
Sedlo drziaka vliozky na sustruzenie AATN
Klin Shim AATN
Kataldgové islo Katalégové ¢islo drziaka vlozky Kod
Reference Toolholder reference Code
AATN-3-0025-4MP PTUNR/L 16 ; PTINR/L 16 ext 65251949
' Sedlo drziaka vlozky na sustruzenie AAVN
Klin Shim AAVN
Katalégové Cislo Kataldgové Cislo drZiaka vlozky Kod
Reference Toolholder reference Code
AAVN-2-0002-4MP SVQBR/L 16 - SVIBR/L 16 65251957
Sedlo drziaka vlozky na sustruzenie AAWN
Klin Shim AAWN
Katalégové Cislo Kataldgové Cislo drZiaka vlozky Kod
Reference Toolholder reference Code
AAWN-SW317-4MP PWLNR/L 06 65251973
AAWN-3-0001-4MP PWLNR/L 08 65251965
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Toolholders accessories

Kolik sedla Shim pin
Nit pre klin Rivet for shim
Kataldgové islo Katalégové ¢islo drziaka vlozky Kod
Reference Toolholder reference Code
AAY-01-4MP PWLNR/L 06 - PTINR/L 16 - PDJNR/L 11 - PWLNR/L 06 - PTUNR/L 16 - PDQNR 11 65251981
AAY-02-4MP PWLNR/L 08 - PDJNR/L 15 - PCLNR/L 12 - PSSNR/L12 65252 007
Skrutka sedla Shim screw
Skrutka pre klin
Kataldgové cislo Kataldgové islo drziaka vlozky Priemer (mm) Dizka (mm) Kod
Reference Toolholder reference Diameter (mm) Length (mm) ol
AAV-06-M3.5x11-4MP SVQBL/R 16 - SCLCL/R 09 - SVJBR/L 16 - SDJCL/R 11 M3.5 1,3 65252082
AAV-07-M4.5X13-4MP SCLCL:R 12 M4.5 13 67467728
Skrutka vloziek Screw
Torx skrutka Tonxscrew
Kataldgove cislo Priemer (mm) Dizka (mm) Kod
Reference Diameter (mm) Length (mm) (ode
3008-M2.5x6-4MP M2.5 6 65252120
4008-M2.5x6-4MP M2.5 58 65252 066
1008-M3x8-4MP M3 8 65252104
1510-M3.5x9-4MP M3.5 9,1 65252112
4015-M3.5x9-4MP M3.5 8,7 65252155
4015-M3.5x11-4MP M3.5 10,7 65252139
4015-M3.5x14-4MP M3.5 13,7 65252147
4015-M4x9-4MP M4 9 65252163
1515-M4x11-4MP M4 11,8 65252031
4015-M4X11-4MP M4 1 67 467 744
1020-M4.5X16-4MP M4.5 16 67 467 787
Priruba Clamp
Kata|6gove’ Cislo Kataldgové Cislo drziaka vlozky Kod
Reference Toolholder reference (ode
ACK-05-4MP SIR/L 16 - PWLNR/L 08 - PDJNR/L 15 - PCLNR/L 12 - PSSNR/L12 - PTINR/L 22 65252015
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Paka Lever
Kataldgové cislo Kataldgové cislo drziaka vlozky Kod
Reference Toolholder reference Code
APL-03-4MP PDINR/L 15 - PWLNR/L 06 - PTINR/L 16 - PDINR/L 11 65251825
APL-01-4MP PDQNR/L 11 - PWLNR/06 - PTUNR/L 16 65251809
APL-02-4MP PWLNR/L 08 - PCLNR/L 12 - PSSNR/L12 - PTINR/L 22 65251817
Skrutka paky Lever screw
Kataldgové islo KKatalégové ¢islo drziaka vlozky Celkové dfzka (mm) Kod
Reference Toolholder reference Total length (mm) Code
ALV-01-Mé6x14-4MP PWLNR/L 06 - PDQNR/L 11 14 65251833
ALV-02-M6x17-4MP PDQNR/L 11 - PTUNR/R 16 - PDINR/L 11 - PTINR/L 16 - PWLNR/L 06 17 65251841
ALV-03-M8x19-4MP PWLNR/L 08 - PCLNR/L 12 - PSSNR/L 12 19,8 65251868
ALV-08-M8X16-4MP PCLNR/L12 16 66 203 344
Upinaci klu¢ Wrench
Torx klu¢ Torx wrench
Kataldgové cislo Rozmer Kdd
Reference Dimension Code
80-T10-4MP T10 65252198
80-T15-4MP T5 65252201
80-T08-4MP T08 65252171
80-T20-4MP 120 67430891
Upinaci klu¢ Wrench
KIu¢ s vnitornym sesthranom Allen wrench
Kata|6gové Cislo Katalégové cislo drZiaka vlozky Rozmer Kod
Reference Toolholder reference Dimension Code
PWLNR/L 1616 H06, 2020 K06, 2525 MO06; PTINR/L 2020 K16, 2525 M16;
PDINR/L 1616 H11, 2020 K11, 2525 M11; A20P PWLNR/L 06, A25R PWLNR/L 06,
ANL-02-2.5-4MP A325 PWLNR/L 06; A25R PTUNR/L 16, A325 PTUNR/L 16; A20P PDQNR/L 11, L 65252228
A25R PDQNR/L 11
MWLNR/L 2020 K08, 2525 M08;
AAL-03-3-4MP PDINR/L 2020 K15, 2525 M15; PCLNR/L 1616 H12, 2020 K12, 2525 M12, 3232 P12; 3 65252236

A25R PCLNR/L 12, A32S PCLNR/L 12, PSSNR/L 12

85

Sustruzenie/ Turning



Sustruzenie/ Turning

POROVNAVACIA
! TABLES OF
TABULKA EQUIVALENCES

Katalogové cislo Pika Skrutka paky  Sedlo Nit sedla Priruba Skrutka priruby  Chladiaadyjza  Kli¢ Tesnenie  Uzaver

Reference Lever Lever screw Shim Shim spring Clamp Clamp screw  Coolant nozzle Key Ring Plug
PCLNL/R

PCLNL 1616 H12-4MP APL-O2-4MP ALVO3MBIOAMP  AACN300014MP  AAV-024MP AAL-03-34MP

65 253 305 65251817 65251868 65251892 65252007 65252236

PCLNL 2020 K12C-4MP APLO2-4MP ALO3MBXI9AMP  AACN300014MP  AAV-024MP ACK05-4MP 1515-M4x11-4MP AAL03-3-4MP

65253321 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNL2525 M12C-4MP APLO2-4MP ALVO3MBIOANP  AACN-300014MP  AAV-02-4MP ACK05-4MP 1515-Mdx1 1-4MP AAL-03-34MP

65 253 356 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNL 3232 P12C4MP APL024MP ALVO3MBXIOAMP  AACN300014MP  AAV-024MP ACK05-4MP 1515-Mx11-4MP AAL03-3-40P

65253372 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNR 1616 H12-4MP APLO2-4MP ALVO3MBIOAMP  AACN-300014MP  AAV-02-4MP AAL03-34MP

65 253291 65251817 65251868 65251892 65252007 65252236

PCLNR 2020K12C-4MP APLO24MP ALVO3MBXIOANP  AACN3-00014MP  AAV-024MP ACK-05-4MP 1515-Max11-4MP AAL03-3-40P

65253313 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNR 2525 M12C-4MP APLO24MP ALVO3MBAOAMP  AACN-300014MP  AAY-02-4MP ACK05-4MP 1515-M4x11-4MP AAL03-3-4MP

65 253 348 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNR3232P12C-4MP APLO2-4MP ALVO3MBIONP  AACN300014MP  AAV-02-4MP ACK05-4MP 1515 M1 1-4MP AAL-03-34MP

65 253 364 65251817 65251868 65251892 65252007 65252015 65252031 65252236

PCLNL 2020K12-AR-MP APL024MP ALVO3MBXIOAMP  AACN300014MP  AAV-024MP ACK-05-4MP 1SISMAT-4MP  AN-O1-4MP AAL03-3-40P AXROT4MP  2705-G1/8K5.5-4MP

69109 047 65251817 65251868 65251892 65252007 65252015 65252031 71209938 65252236 71209911 71209946

PCLNL 2525 M12-AR-4MP APLO2-4MP ALVO3MBXIOAMP  AACN30001MP  AAV-024MP ACK-05-4MP 1SISMATAMP  AN-01-4MP AAL03-3-4MP AXROT4MP  2705-G1/8K5.5-4MP

69109 055 65251817 65251868 65251892 65252007 65252015 65252031 71209938 65252236 71209911 71209946

PCLNR 2020 K12:AR-4MP APLO24MP ALVO3MBXIOMP  AACN300014MP  AV-024MP ACK-05-4MP 15ISMAT-4MP  AN-O1-4MP AAL03-3-40P AXROT4MP  2705-G1/8K5.5-4MP

69109 063 65251817 65251868 65251892 65252007 65252015 65252031 71209938 65252236 7120911 71209946

PCLNR 2525 M12-AR4MP APL02-4MP ALO3MBXI9MP  AACN300014MP  AAV-024MP ACK-05-4MP 15ISMAT4MP AN-O1-4MP AAL03-3-40P AXROT4MP  2705-G1/8K5.5-4MP

69109 071 65251817 65251868 65251892 65252007 65252015 65252031 71209938 65252236 71200911 71209%46
PDJNL/R

PDINL 1616 H11-4MP APLOT-4MP ALVO2MTAMP  AADNSD3IT-4MP  AAV-OT-4MP AAL0225-4MP

65 253 399 65251809 65251841 65251922 65251981 65252228

PDINL2020K11-40P APLOT-4MP ALVOZMETAMP  AADNSD3IT-4MP  AAV-OT-4MP AAL0225-4MP

65 253 410 65251809 65251841 65251922 65251981 65252228

PDINL 2020K15-4MP APLO3-4MP ALVO3MBXI9AMP  AADN-3-000T4MP  AAV-02-4MP ACK05-4MP 1515-M4x11-4MP AAL03:3-4MP

65253 437 65251825 65251868 65251914 65252007 65252015 65252031 65252236

PDINL 2525 M11-4MP APLOT-4MP ALVOZMETAMP  AADNSD3IT-4MP  AAV-OT-4MP AAL0225-40P

65253453 65251809 65251841 65251922 65251981 65252228

PDINL 2525 M15-4MP APLO3-4MP ALVO3MBXI94MP  AADN-3-000T4MP  AAV-024MP ACK05-4MP 1515-Max11-4MP AAL03-3-40P

65 253 488 65251825 65251868 65251914 65252007 65252015 65252031 65252236

PDINR 1616 H11-4MP APLOT-4MP ALVO2MTAMP  AADNSD3IT-4MP  ARV-OT-4MP AAL0225-4MP

65 253 380 65251809 65251841 65251922 65251981 65252228

PDINR 2020 K1 1-4MP APLOT-4MP ALVOZMETAMP  AADNSD3IT-4MP  AAV-OT-4MP AAL0225-4MP

65 253 402 65251809 65251841 65251922 65251981 65252228

PDINR 2020K15-4MP APLO3-4MP ALVO3MBIO4MP  AADN3QOOTAMP  ARV-02-4MP ACK05-4MP 1515-M4x11-4MP AAL03-3-4MP

65253 429 65251825 65251868 65251914 65252007 65252015 65252031 65252236

PDINR 2525 M1 1-4MP APLOT-4MP ALVOZMECTAMP  AADNSD3IT-4MP  AAV-OT-4MP AAL0225-4MP

65 253 445 65251809 65251841 65251922 65251981 65252228

PDINR 2525 M15-4MP APLO3-4MP ALVO3MBXI94MP  AADN-3-000T4MP  AV-024MP ACK5-4MP 1515-Mx11-4MP AAL03-3-4MP

65253461 65251825 65251868 65251914 65252007 65252015 65252031 65252236
PSSNR/L

PSSNL 2020 K12C-4MP APLO24MP ALVO3MBXIONP  AASN-3-00044MP  AAV-024MP ACK-05-4MP 4015-Mdx11-4MP AAL-03-3-4MP

67 467 426 65251817 65251868 67467612 65252007 65252015 67467744 65252236

PSSNL 2525 M12C-ANP APLO2-4MP ALVO3MBAOAMP  AASN00044MP  AAV-02-4MP ACK05-4MP 40151 1-40P AAL-03-34MP

67 467 434 65251817 65251868 67467612 65252007 65252015 67467744 65252236

PSSNL 3232 P12C-4MP APL-O2-4MP ALVO3MBIOANP  AASN30044MP  AAV-02-4NP ACK05-4MP 40151 1-4MP AAL-03-34MP

67 467 442 65251817 65251868 67467612 65252007 65252015 67467744 65252236

PSSR 2020 K12C-4MP APLO24MP ALVO3MBIOAMP  AASN30044MP  ARV-02-4MP ACK05-4MP 401541 1-40P AAL-03-3-4MP

67 467 469 65251817 65251868 67467612 65252007 65252015 67467744 65252236

PSSNR2525 M12C-4MP APLO2-4MP ALVO3MBIOANP  AASN30044MP  AAV-02-4MP ACK05-4MP 40151 1-4MP AAL-03-34MP

67 467 477 65251817 65251868 67467612 65252007 65252015 67467744 65252236

PSSR 3232 P12C-4MP APLO24MP ALVO3MBXIOAMP  AASN-3-00044MP  AAV-024MP ACK-05-4MP 4015-M4x11-4MP AAL03-3-40P

67 467 485 65251817 65251868 67467612 65252007 65252015 67467744 65252236
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Kataldgové cislo  Péka Skrutka paky Sedlo Nit sedla Priruba Skrutka priruby  Skrutkasedla  Skutkaviozky  Kli¢
Reference Lever Lever screw Shim Shim spring Clamp Clamp screw  Shim screw Screw Key
PTINL/R
PTINL 2020 K16-4MP APLO1-4MP ALV-02-Mex17-4MP ARTN-3-0025-4MP ARY-O1-4MP AAL02:254MP
65253518 65251809 65251841 65251949 65251981 65252228
PTINL 2525 M16-4MP APL-01-4MP ALV-02-M6x17-4MP AATN-3-0025-4MP ARY-01-4MP AAL-02-25-4MP
65253 534 65251809 65251841 65251949 65251981 65252228
PTINR 2020 K16-4MP APL-01-4MP ALV-02-Mé6x17-4MP AATN-3-0025-4MP AAY-01-4MP AAL-02-2.5-4MP
65 253 496 65251809 65251841 65251949 65251981 65252228
PTINR 2525 M16-4MP APL-O1-4MP ALV-02-Mex17-4MP ARTN-3-0025-4MP ARY-1-4MP AAL2-25-4MP
65253 526 65251809 65251841 65251949 65251981 65252228
PWLNL/R
PWLNL 1616 H6-4MP APL-01-4MP ALV-02-M6x17-4MP ARWN-SW317-4MP ARY-01-4MP AAL-02-25-4MP
65253 550 65251809 65251841 65251973 65251981 65252228
PWLNL 2020 K06-4MP APL-01-4MP ALV-02-M6x17-4MP AAWN-SW317-4MP AAY-01-4MP AAL-02-2.5-4MP
65253 577 65251809 65251841 65251973 65251981 65252228
PWLNL 2020 K08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP AAY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65253 593 65251817 65251868 65251965 65252007 65252015 65252031 65252236
PWLNL 2525 M06-4MP APL-01-4MP ALV-02-Méx17-4MP ARWN-SW317-4MP AAY-01-4MP AAL-02-2.5-4MP
65253615 65251809 65251841 65251973 65251981 65252228
PWLNL 2525 M08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65253 631 65251817 65251868 65251965 65252007 65252015 65252031 65252236
PWLNR 1616 H06-4MP APL-01-4MP ALV-02-M6x17-4MP AAWN-SW317-4MP ARY-01-4MP AAL-02-25-4MP
65 253 542 65251809 65251841 65251973 65251981 65252228
PWLNR 2020 K06-4MP APL-01-4MP ALV-02-Méx17-4MP AAWN-SW317-4MP AAY-01-4MP AAL-02-2.5-4MP
65 253 569 65251809 65251841 65251973 65251981 65252228
PWLNR 2020 K08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP AAY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65 253 585 65251817 65251868 65251965 65252007 65252015 65252031 65252236
PWLNR 2525 M06-4MP APL-01-4MP ALV-02-M6x17-4MP ARWN-SW317-4MP ARY-01-4MP AAL02-25-4MP
65 253 607 65251809 65251841 65251973 65251981 65252228
PWLNR 2525 M0g-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65 253 623 65251817 65251868 65251965 65252007 65252015 65252031 65252236
SCLCL/R
SCLCL 1010 E0-4MP 4008-M2.5x6-4MP 80-T08-4MP
65 253 666 65252066 65252171
SCLCL 1212 Fo6-4MP 4008-M2.5x6-4MP 80-T08-4MP
65253 674 65252066 65252171
SCLCL 1616 HO9-4MP AACN-2-0001-4MP AAV-06-M3.5x11-4MP~ 4015-M3.5x14-4MP 80-T15-4MP
65 253 704 65251876 65252082 65252147 65252201
SCLCL 2020 K09-4MP AACN-2-0001-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
65253720 65251876 65252082 65252147 65252201
SCLCL 2525 M12-4MP AACN-3-001-4MP AAV-07-M4.5x13-4MP 1020-M4.5X16-4MP 80-T20-4MP
71014541 71014568 67467728 67467787 67430891
SCLCR 1010 EO6-4MP 4008-M2.5x6-4MP 80-T08-4MP
65 253 658 65252066 65252171
SCLCR 1212 FO6-4MP 4008-M2.5x6-4MP 80-108-4MP
65 253 682 65252066 65252171
SCLCR 1616 H09-4MP AACN-2-0001-4MP AAV-06-M3.5x11-4MP~ 4015-M3.5x14-4MP 80-T15-4MP
65 253 690 65251876 65252082 65252147 65252201
SCLCR 2020 K09-4MP AACN-2-0001-4MP AAV-06-M3.5x11-4MP~ 4015-M3.5x14-4MP 80-T15-4MP
65253712 65251876 65252082 65252147 65252201
SCLCR2525 M12-4MP AACN-3-001-4MP ARV-07-M45x13-4MP 1020-M4.5X16-4MP 80-T20-4MP
71014533 71014568 67467728 67467787 67430891
SDJCL/R
SDJCL 1616 H11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP  4015-M3.5x14-4MP 80-T15-4MP
65 253 828 65251906 65252082 65252147 65252201
SDJCL 2020 K11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
65253 836 65251906 65252082 65252147 65252201
SDJCL2525 M11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
65253 844 65251906 65252082 65252147 65252201
SDJCR 1212 FO7-4MP 4008-M2.5x6-4MP 80-T08-4MP
65253755 65252066 65252171
SDJCR 1616 H11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP  4015-M3.5x14-4MP 80-T15-4MP
65 253 763 65251906 65252082 65252147 65252201
SDJCR2020K11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP~ 4015-M3.5x14-4MP 80-T15-4MP
65253771 65251906 65252082 65252147 65252201
SDJCR 2525 M11-4MP AADN-2-0001-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
65 253 798 65251906 65252082 65252147 65252201
SVIBL/R
SVIBL 1616 H11-4MP 4008-M2.5X6-4MP 80-T08-4MP
71014614 65252066 65252171
SVJBL 2020 K11-4MP 4008-M2.5X6-4MP 80-108-4MP
71014622 65252066 65252171
SVIBL 2020 K16-4MP ARVN-2-0002-4MP AAV-06-M3.5X11-4MP~ 4015-M3.5X14-4MP 80-T15-4MP
71014630 65251957 65252082 65252147 65252201
SVIBL 2525 M16-4MP AAVN-2-0002-4MP ARV-06-M35X11-4MP 4015-M3.5K14-4MP 80-T15-4MP
71014 649 65251957 65252082 65252147 65252201
SVIBR 1616 H11-4MP 4008-M2.5X6-4MP 80-T08-4MP
71014576 65252066 65252171
SVIBR 2020 K11-4MP 4008-M2.5X6-4MP 80-108-4MP
71014584 65252066 65252171
SVIBR 2020 K16-4MP AAVN-2-0002-4MP AAV-06-M3.5X11-4MP~ 4015-M3.5X14-4MP 80-T15-4MP
71014592 65251957 65252082 65252147 65252201
SVJBR 2525 M16-4MP AAVN-2-0002-4MP AAV-06-M3.5XT1-4MP 4015-M3.5x14-4MP 80-T15-4MP

71014 606 65251957 65252082 65252147 65252201

Sustruzenie/ Turning
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POROVNAVACIA
TABULKA

TABLES OF
EQUIVALENCES

Katalégové cislo Paka Skrutka paky Sedlo Nit sedla Skrutka sedla Skrutka vlozky Kl
Reference Lever Lever screw Shim Shim spring Shim screw Screw Key
SDUCL/R
AG810H SDUCL 07-4MP 4008-M2546-4MP 80-T08-4MP
65252724 65252066 65252171
AG810H SDUCR 07-4MP 4008-M2546-4MP 80-T08-4MP
65252775 65252066 65252171
ATOH SDUCL 07-4MP 4008-M2546-4MP 80-T08-4MP
65252732 65252066 65252171
ATOH SDUCR 07-4MP 4008-M2546-4MP 80-T08-4MP
65252783 65252066 65252171
AT2HSDUCL 07-4MP 4008-M2546-4MP 80-T08-4MP
65252740 65252066 65252171
AT2HSDUCR 07-4MP 4008-M2546-4MP 80-T08-4MP
65252791 65252066 65252171
AT6MSDUCL 07-4MP 4008-M2546-4MP 80-T08-4MP
65252759 65252066 65252171
AT6MSDUCRO7-4MP 4008-M2546-4MP 80-T08-4MP
65252805 65252066 65252171
A20P SDUCL 11-4MP 4015-M3.5¢11-4MP 80TIS4MP
65252767 65252139 65252201
A208 SDUCR 11-4MP 4015-M3.5¢11-4MP 80T154MP
65252813 65252139 65252201
A25RSDUCL 11-4MP 4015-M3.5¢11-4MP 80T154MP
71014843 65252139 65252201
AZR-SDUCR 11-4MP 4015-M3.5¢11-4MP 80T154MP
71014835 65252139 65252201
SCLCL/R
AO8H SCLCL 06-4MP 4008-M25x6-4MP 80-7084MP
65252554 65252066 65252171
AOBH SCLCR 06-4MP 4008-M2.5%6-4MP 80-T08-4MP
65252 635 65252066 65252171
ATOH SCLCL 06-4MP 4008-M2546-4MP 80-T08-4MP
65252 562 65252066 65252171
AOH SCLCRO6-4MP 4008-M2546-4MP 80-T08-4MP
65 252 643 65252066 65252171
AT2HSCLCL 09-4MP 4008-M2546-4MP 80-T08-4MP
65 252 600 65252066 65252171
AT2HSCLCROG-4MP 4008-M2546-4MP 80-T08-4MP
65252651 65252066 65252171
AT6M SCLCL 09-4MP 4015-M35K9-40P 80TI54MP
65252619 65252155 65252201
AT6M SCLCR09-4MP 4015-M35K9-4MP 80TI5-4MP
65252708 65252155 65252201
A20P SCLCL 09-4MP 4015-M3549-4MP 80TI54MP
65252 627 65252155 65252201
A20P SCLCR 09-4MP 4015-M35K9-4MP 80TI5-4MP
65252716 65252155 65252201
A2SRSCLCL 124MP AACN-2-0003-4MP AAV-10-M4.5XG-4MP 4020-M45x12-4MP 80-T204MP
71014827 71014568 71274810 71014568 67430891
A2SRSCLCR 124MP AACN-2:0003-4MP AAV-10-M4.5X8-4MP 4020-M4.5x12-4MP 80-T20-4MP
71014819 71014568 71274810 71014568 67430891
PWLNL/R
A16 MPWLNL 06-4MP APLIO1-4MP ALV-01-Mex14-4Mp ARWN-SW317-4MP ARY-01-4MP AAL02:254MP
65252457 65251809 65251833 65251973 65251981 65252228
A16MPWLNR 06-4MP APLOT-4MP ALV-OT-M6x14-4MP AWN-SW317-4MP AAY-01-4MP AAL02:25-4MP
65252 503 65251809 65251833 65251973 65251981 65252228
A20P PWLNL 06-4MP APLOT-4MP ALV-OT-M6x14-4MP AWN-SW317-4MP AAY-01-4MP AAL02:25-4MP
65252465 65251809 65251833 65251973 65251981 65252228
A20P PWLNR 06-4MP APLOT-4MP ALV-OT-Mex14-4MP AAWN-SW317-4MP AAY-01-4MP AAL02:25-4MP
65252511 65251809 65251833 65251973 65251981 65252228



POROVNAVACIA
! TABLES OF
TABULKA EQUIVALENCES

Katalégové Pika

o Skrutka paky Sedlo Nit sedla Priruba Skrutka priruby  Skrutka sedla Skrutka vlozky Kl
¢islo - o -
Lever Lever screw Shim Shim spring Clamp Clamp screw  Shim screw Screw Key
Reference
A25R PWLNL 08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65252473 65251817 65251868 65251965 65252007 65252015 65252031 65252236
A25R PWLNR 08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65252 538 65251817 65251868 65251965 65252007 65252015 65252031 65252236
A325 PWLNL 08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP AAY-02-4MP ACK-05-4MP 1515-M4x11-4MP AAL-03-3-4MP
65252481 65251817 65251868 65251965 65252007 65252015 65252031 65252236
A325 PWLNR 08-4MP APL-02-4MP ALV-03-M8x19-4MP AAWN-3-0001-4MP AAY-02-4MP ACK-05-4MP 1515-M4x11-4MP AAL-03-3-4MP
65 252 546 65251817 65251868 65251965 65252007 65252015 65252031 65252236
PCLNL/R
A25R PCLNL 12-4MP APL-02-4MP ALV-08-M8x16-4MP AACN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65252317 65251817 62203344 65251892 65252007 65252015 65252031 65252236
A25R PCLNR 12-4MP APL-02-4MP ALV-08-M8x16-4MP AACN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65 252 341 65251817 62203344 65251892 65252007 65252015 65252031 65252236
A325 PCLNL 12-4MP APL-02-4MP ALV-03-M8x19-4MP AACN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65252325 65251817 65251868 65251892 65252007 65252015 65252031 65252236
A325 PCLNR 12-4MP APL-02-4MP ALV-03-M8x19-4MP AACN-3-0001-4MP ARY-02-4MP ACK-05-4MP 1515-Mdx11-4MP AAL-03-3-4MP
65 252 368 65251817 65251868 65251892 65252007 65252015 65252031 65252236
PDUNL/R
A20P PDUNL 11-4MP APL-01-4MP ALV-01-Méx14-4MP AADN-SD317-4MP AAY-01-4MP AAL-02-2.5-4MP
71014681 65251809 65251833 65251922 65251981 65252228
A20P PDUNR 11-4MP APL-01-4MP ALV-01-Méx14-4MP AADN-SD317-4MP AAY-01-4MP AAL-02-2.5-4MP
71014 657 65251809 65251833 65251922 65251981 65252228
A25R PDUNL 11-4MP APL-01-4MP ALV-02-Méx17-4MP AADN-SD317-4MP AAY-01-4MP AAL-02-2.5-4MP
71014703 65251809 65251841 65251922 65251981 65252228
A25RPDUNR 11-4MP APL-01-4MP ALV-02-Méx17-4MP AADN-SD317-4MP ARY-01-4MP AAL-02-2.5-4MP
71014 665 65251809 65251841 65251922 65251981 65252228
A325 PDUNL 15-4MP APL-01-4MP ALV-01-Méx14-4MP AADN-SD317-4MP ARY-01-4MP AAL-02-25-4MP
71014711 65251809 65251833 65251922 65251981 65252228
A325 PDUNR 15-4MP APL-01-4MP ALV-02-Méx17-4MP AADN-SD317-4MP ARY-01-4MP AAL-02-25-4MP
71014673 65251809 65251841 65251922 65251981 65252228
SVQBL/R
A20QSVQBL 11-4MP 4008-M2.5x6-4MP 80-T08-4MP
71014894 65252066 65252171
A20P SVQBR 11-4MP 4008-M2.5x6-4MP 80-T08-4MP
71014851 65252066 65252171
A25R SVQBL 16-4MP AAVN-2-0002-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
71014908 65251957 65252082 65252147 65252201
A25R SVQBR 16-4MP AAVN-2-0002-4MP ARV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
71014878 65251957 65252082 65252147 65252201
A325 SVQBL 16-4MP AAVN-2-0002-4MP AAV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
71014916 65251957 65252082 65252147 65252201
A325 SVQBR 16-4MP AAVN-2-0002-4MP ARV-06-M3.5x11-4MP 4015-M3.5x14-4MP 80-T15-4MP
71014 886 65251957 65252082 65252147 65252201
PTUNL/R
A25RPTUNL 16-4MP APL-01-4MP ALV-02-Méx17-4MP AATN-3-0025-4MP AAY-01-4MP AAL-02-2.5-4MP
71014797 65251809 65251841 65251949 65251981 65252228
A25RPTUNR 16-4MP APL-01-4MP ALV-02-Méx17-4MP AATN-3-0025-4MP AAY-01-4MP AAL-02-2.5-4MP
71014754 65251809 65251841 65251949 65251981 65252228
A325 PTUNL 16-4MP APL-01-4MP ALV-02-Méx17-4MP AATN-3-0025-4MP AAY-01-4MP AAL-02-25-4MP
71014 800 65251809 65251841 65251949 65251981 65252228
A325 PTUNR 16-4MP APL-01-4MP ALV-02-Méx17-4MP AATN-3-0025-4MP AAY-01-4MP AAL-02-25-4MP
71014762 65251809 65251841 65251949 65251981 65252228
AT6MPTUNL 16-4MP APL-08-4MP ALV-07-M6x13 ARY-07-4MP AAL-02-2.5-4MP
71014770 71274837 71274845 71274853 65252228
AT6MPTUNR 16-4MP APL-08-4MP ALV-07-Méx13 ARY-07-4MP AAL-02-25-4MP
71014738 71274837 71274845 71274853 65252228
A20P PTUNL 16-4MP APL-01-4MP ALV-01-Méx14 ARY-01-4MP AAL-02-25-4MP
71014789 65251809 65251833 65251981 65252228
A20P-PTUNR 16-4MP APL-01-4MP ALV-01-Méx14 ARY-01-4MP AAL-02-25-4MP
71014 746 65251809 65251833 65251981 65252228
SCLCL/R
E08K SCLCL 06-4MP 4008-M2.5x6-4MP 80-T08-4MP
65252 570 65252066 65252171
E08K SCLCR 06-4MP 4008-M2.5x6-4MP 80-T08-4MP
65252678 65252066 65252171
E10M SCLCL 06-4MP 4008-M2.5x6-4MP 80-708-4MP
65252 589 65252066 65252171
E10M SCLCR 06-4MP 4008-M2.5x6-4MP 80-08-4MP
65 252 686 65252066 65252171
E12QSCLCL 06-4MP 4008-M2.5x6-4MP 80-T08-4MP
65252 597 65252066 65252171
E12Q SCLCR 06-4MP 4008-M2.5x6-4MP 80-08-4MP

65 252 694 65252066 65252171

Sustruzenie/ Turning
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Designation system
Tvar [3] Tolerancia [6] Hribka/ Thickness
Shape Tolerance

Zaokrihlené cisla / Round down Priklady / Examples

Tolerancia +/- mm Rozmerd 01=159
v Tolerance +/-mm | Dimension d AB, S - ;1:98
Trieda @/ - 8, \’\ll\i 02=238
toleranie T 2rlns8 , _
Tolerance | *4 S i O g ; & 03=3.18
class 13=397
A 0,025 0,025 HM, 05=5.56
E 005 005 eeeeee Al 06=6.35
07=7.94
‘A Pave N I L o bl s 09=9525
O ? G 013 | 005 eeesee £ n=nn
kG, 12=1270
H o 005 0013 eeeeee L 14=14.9

Ostatné 0,025 005 eee 15=15.88
‘ Others

! s L ¢ Uhol skosenia — polomer / Tool Nose
0025 0.10 b Polomer / Corner radius
|Z| Uhol chrbta 0,025 005 e ee 0(')\/10 = Olfrﬂlillé vlozka / Round izr);errz(rzetric)
Clearance angle K A =ostry okraj/Sharp =2
0025 008 01=0.1 28=28
? Q \ 0,025 0,10 oo 02=0.2 32=32
P 5 T N 04=04 40=4.0
=F K 013 | 005 [of°) 08=038 18=438
M 0,13 0,08 ° 12=12 56=5.6
16=1.6 64=64
§ ) E E L— 013 0,10 °* 20=20 X=ostatné /Others
Ly 2 0 r 0,13 008 ooe Skosend hrana / Wiper nose
T 013 013 R 1. pismeno/ 7 letter (Kr) 2. pismeno/2" [etter (n)
: : 1 A=45° A=3°
Spe(ia’h’]e 0,13 0,18 o0 D=60° B=5°
\& " Special Kr E=75° (=7°
F=85° D=15°
[5] Dizka hrany G=87° E=20°
Cuttmg edge length 2 P=90° F=25°
E Typ vlozky L=ostatné/Others G= 30o
Clamping type N=0
n P=11°
70°90° L L= ostatné /Others

mi’ﬁjigjt:n@ Typ C-D-V Tpr TS

Type C-D-V TypeR Type S .
’ w g Priprava hrany / Edge preparation
70°90° 70°90° 050 KC%ge/ Tvar uhla/Edge shape Obrazok / llustration
mEale=clain D= Wl W — ”
Type T Type W v i Ostré uhly
! Sharp cutting edge
‘ Zaoblené rohy
) - o [o] Lamac triesok a E Honed cutting edge
9 pudid o Specidlne Chip breaker illustration i .
s 0= s O 2 c| 7 Negativne uly
Pozri str. 91 ‘ Negative land
Refertop 91 ) Zaoblené a negativne uhly
S Negative land + Honed cutting
edge

920



Vyber lamacov triesok

Ocel
Steel

Trieda: P
Grade : P

Obojstranna negativna vlozka
Double side negative insert

m Geometria pre dokoncovanie
Geometry for finishing

Prvé volba pre konecnu tipravu ocele. Velmi dobra kontrola triesok.
First choice for steels finishing. Good chip control.

O

O

&

m Geometria pre hrubovanie
Geometry for roughing

Prvd volba pre hrubovanie ocele. Znizend reznd sila vdaka konstrukcii

kladného rezného uhla.

First choice for steel roughing. Lower cutting force due to positive rake angle design.

O

O

&b

750
S

A=

Chip breaker selector
el
7
a PE5S
4 PE3
2
1

0.4 0.5 0.8 0.7 f’

m Geometria pre stredné obrabanie
Geometry for medium machining

Prvé volba pre stredné obrabanie oceli. Rozsireny posuv pri obrabani a hibka rezu. Kladny rezny
uhol zabezpecuje nizsiu reznd silu a hladké rezanie. Velmi stahilnd Zivotnost ndstroja.

First choice for steels medium machining. Extensive machining feed and depth of cut ;
Designed positive rake angle provides lower cutting force and smooth cutting.
Very stable tool life.

OO E] s

Sustruzenie/ Turning
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Nehrdzavejuca ocel
Stainless

Trieda: M
Grade: M

Obojstranna negativna vlozka
Double side negative insert

Geometria pre dokon¢ovanie

Geometry for finishing

Vhodné na dokoncovanie nehrdzavejticej ocele s malym posuvom a malou hibkou rezu. Vysoky
kladny rezny uhol. Na zabezpecenie lep3ej kvality povrchu a dih3ej Zivotnosti.

Suitable for stainless steel finishing with low feed and small depth of cut. High positive rake
angle. To guarantee much better surface quality and longer tool life.

OO0 | &%

m Geometria pre hrubovanie
Geometry for roughing

Vhodné na hrubovanie nehrdzavejtcej ocele. Kladny rezny uhol.

Suitable for stainless steel roughing. Positive rake angle.
0.30

0.32

p

OO0 &%

aph

Vyber lamacov triesok
|
Chip breaker selector

S3

0.3 0.4 0.5 0.6

Geometria pre stredné obrabanie
Geometry for medium machining

Na stredné obrabanie nehrdzavejucich oceli. Ostra rezna hrana s nizkou

reznou silou.

0.7

For medium machining on stainless steels. Sharp cutting edge with low cutting force.

O

O

&b
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Vyber lamacov triesok

Sustruzenie/ Turning

Chip breaker selector

aph
L] L] 7
Zliatina
CastlIron .
Trieda: K 5
Grade : K
Obojstranna negativna vlozka &
Double side negative insert
3
2
1

i

0.1 0.2 0.3 0.4 0.5 0.6 0.7

Geometria pre hrubovanie
Geometry for roughing

Robustnd reznd hrana vhodné na hrubovanie zliatiny.
Prvd volba pre liatinu.

Strong cutting edge is suitable for cast iron roughing.
First choice for cast iron.

OlOI8]r—,
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Superzliatiny
Alloy

Trieda: S
Grade: S

Obojstrannd negativna vlozka
Double side negative insert

Geometria pre dokon¢ovanie

Geometry for finishing

Vhodné na dokoncovanie nehrdzavejticej ocele s malym posuvom a malou hibkou rezu. Vysoky
kladny rezny uhol. Na zabezpecenie lep3ej kvality povrchu a dih3ej Zivotnosti.

Suitable for stainless steel finishing with low feed and small depth of cut. High positive rake
angle. To guarantee much better surface quality and longer tool life.

OlO[8] &—.

m Geometria pre hrubovanie
Geometry for roughing

Vhodné na hrubovanie nehrdzavejticej ocele. Kladny rezny uhol.

Suitable for stainless steel roughing. Positive rake angle.
0.30
0.32

P-

Vyber lamacov triesok

Chip breaker selector

aph

0.1 0.2 0.3 0.4 0.5 0.6 0.7

SS3 Geometria pre stredné obrabanie
Geometry for medium machining

Vhodné pre vysokoteplotné superzliatiny a stredné obrbanie titanu. Vysoky kladny

rezny uhol sa pouZiva pri nizSej reznej sile a menej tvarovanej hrane. Prva volba pre
superzliatiny.

Suitable for high-temperature super alloys and Titanium medium machining. High positive
rake angle applies for lower cutting force and less built up edge. First choice for super alloys.

0.15

O|0 | &% = A
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Ocel
Steel

Trieda: P
Grade : P

Pozitivna vlozka
Positive insert

Geometria pre dokoncovanie a polodokoncovanie

Geometry for finishing and semi-finishing

Na dokoncovanie a polodokoncovanie oceli a nehrdzavejtcich oceli. Dizajn hrén
zaistuje nizku reznd silu. Vynikajuca kontrola triesok vdaka dizajnu lamaca triesok.
For finishing to semi-finishing on steels and stainless steels. Cutting edge is made to
ensure low cutting force. Excellent chip control due to the professional design of chip
breaker.

O 10| &

IEl Geometria pre dokoncovanie a polodokonovanie
Geometry for finishing and semi-finishing
Na dokoncovanie a polodokoncovanie oceli a nehrdzavejicich oceli.
Geometria umozfiujica obrabanie pri velmi malych hibkach rezu -> 0,2 mm.
Ostrd reznd hrana so silnym sklonom umoZiiuje dosiahnut povrchy s velmi dobrym stavom.
For steel and stainless steel machining.
Geometry allowing to machining at very low depth of cut -> 0.2mm.
The sharp edge with high inclination makes it possible to achieve excellent machined surface quality.

OO0 &%

10°

Dizajn kladného rezného uhla na dosiahnutie nizkej reznej sily.

ap

Vyber lamacov triesok
e

Chip breaker selector

5.0

45

4.0

35

Geometria pre dokoncovanie
Geometry for finishing

Dobrd kontrola triesok.
Positive rake angle design to get low cutting force.
Good chip control.

([ J [ ]

&
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Vyber lamacov triesok

96

Nehrdzavejuca ocel

Stainless

Trieda: M
Grade : M

Pozitivna vlozka
Positive insert

m Geometria pre dokon¢ovanie
Geometry for finishing

Dizajn kladného rezného uhla na dosiahnutie nizkej reznej sily.

Dobré kontrola triesok.

Positive rake angle design to get low cutting force.

Good chip control.

010

&b

IEl Geometria pre dokoncovanie a polodokoncovanie

Geometry for finishing and semi-finishing

Na dokoncovanie a polodokoncovanie oceli a nehrdzavejicich oceli.
Geometria umoZiiujica obrabanie pri velmi malych hlbkach rezu -> 0,2 mm.
Ostra reznd hrana so silnym sklonom umoZriuje dosiahnut povrchy s velmi dobrym stavom.

For steel and stainless steel machining.

Geometry allowing to machining at very low depth of cut -> 0.2mm.
The sharp edge with high inclination makes it possible to achieve excellent machined surface quality.

010

&

Chip breaker selector

aph
50

45

4.0

35

3.0

PS2

2.5

20 4— £ E
| UF

15 4— - E

1.0 4— - g

05 4+— i ;

PF1

s

Geometria pre dokonovanie a polodokonovanie
Geometry for finishing and semi-finishing
Na dokoncovanie a polodokoncovanie oceli a nehrdzavejucich oceli.
Dizajn hran zaistuje nizku reznd silu.
Vynikajica kontrola triesok vdaka dizajnu ldmaca triesok.
For finishing to semi-finishing on steels and stainless steels.
(utting edge is made to ensure low cutting force.
Excellent chip control due to the professional design of chip breaker.

OlO[&]| s,
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Vyber lamacov triesok
e

Sustruzenie/ Turning

Chip breaker choice

aph

5]
ALU 4

AS2

Trieda: N
Grade: N 3
Pozitivna vlozka
Positive insert

2

1

0.1 0.2 0.3 0.4 0.5 f

Geometria pre dokoncovanie a polodokoncovanie

Geometry for finishing and semi-finishing

Pre neZelezné materialy. Dizajn kladného rezného uhla zabezpecuje hladké
odvadzanie triesok, nizsiu reznu silu a dIh3iu Zivotnost néstroja.

Lesteny povrch zaistuje Ucinnd kontrolu triesok a zlepSuje prilnavost.

For finishing and semi-finishing on non-ferrous materials. High positive rake angle
design leads to smooth chip evacuation, lower cutting force and extended tool life.
Insert surface polishing treatment effectively controls chips, prevents built-up edge
and improves adhesion resistance.

OO0 |&| = A
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Opis tried
|
Grade description

TC15AP: Povrchové tprava CVD / CVD coating

Ultratenkd povrchova tiprava CVD. Vysoka tvrdost a hiizevnatost materidlu s hrubou vrstvou AI203 md vynikajticu odolnost proti opotrebeniu, ktord predlzuje Zivotnost néstroja pri nepretrzitom
vysokotackovom kontinudlnom rezani alebo mierne prerusovanom rezani.
Ultra-fine CVD coating. High hardness substrate and toughness with thick AI203 layer has excellent wear-resistance to extend tool life under high speed continuous cutting and slight interrupted cutting.

TC25AP: Povrchova vrstva / CVD coating

Materidl strednej tvrdosti a strednej huzevnatosti s povrchovou tipravou CVD.
Hrubd vrstva AI203 poskytuje vynikajticu odolnost proti opotrebovaniu a vylamovaniu pri vSeobecnom obrébant. Prvd volba pre ocele.
Medium hardness and medium toughness substrate with CVD coating. Thick AI203 layer provides excellent wear-resistance and chipping resistance for general machining. First choice for steels.

TC35AP: Povrchové tprava CVD / CVD coating

Na hrubovanie oceli, velmi hizevnaty material a vynikajtci vykon pri preruSovanom rezani.
For roughing on steels, very tough substrate and excellent performance in interrupted cutting.

Velmi dobry vykon na zliatine. Na kontinudlne a prerusované rezanie.
Very good performance on cast iron. For continuous cutting and interrupted cutting.

TP25BM: Povrchova tiprava PVD / PVD coating

Pre ocele a nehrdzavejtice ocele. Hizevnatost a dobrd odolnost materidlu proti opotrebeniu s novou generaciou povrchovej tpravy PVD.
Vynikajiica vsestrannost, poskytuje stabilné obrabanie a lepsiu Zivotnost ndstroja.
For steels and stainless steels. Toughness and good wear resistance substrate with new PVD coating. Excellent versatility, provides stable machining and better tool life.

TC20BM: Povrchové tprava CVD / CVD coating

Combiné a un nouveau substrat en carbure, ce revétement CVD offre d'excellentes performances et résistance a I'usure en entaille. Premier choix dans les aciers inoxydables.
Combined with new carbide substrate, this CVD coating provides excellent performance and notch wear resistance. First choice in stainless steels.

TP10AS: Povrchovd tprava PVD / PVD coating

Na ststruzenie superzliatin pri vysokych teplotach.

Ultrajemnozmny material s velmi dobrou odolnostou proti opotrebeniu, nanostruktdrovand povrchova vrstva PVD na dosiahnutie vy3Sej Zivotnosti.

For turning on high temperature super alloys. Ultra-fine grain substrate with very good wear resistance, coated nano-structure PVD coating to get strong binding forces and anti oxidant,
improved tool life.

TN10AN: Bez povrchovej tpravy / Uncoated

Na sustruZenie neZeleznych zliatin. Jemnozrnny, bez povrchovej tpravy, velmi kvalitny karbidovy materidl.
For turning on nonferrous alloys. Fine grain size substrate, uncoated, carbide grade.

Klasifikdcia
1S0 Stupen tried / Application range
ISO Classification
01 05 0w | o | w | 30 35 4 45 50
P TC15AP
P TC25AP 1. volba / Best choice
P | | TC35AP
P TP25BM
. e
M TC208M | 1. volba /est choice
M TP25BM | 2. volba / 2nd choice
M TP10AS
S TP10AS 1. volba / Best choice
s | | TP25BM 2. volba / 2nd choice
N TN0AN | | | | | |




Odpordcana rychlost rezania
N

Grey castiron

Nodular cast
iron

Malleable cast
iron

Superzliatiny
na baze Zeleza
Fe-based alloy

Discalloy 943

280

Cutting parameters
Materidly / Materials Priklady materidlov / Material Examples Triedy ststruzenia / Turning grade application range
, Bez povrcho-
S povrchovou tpravou (VD / Coated 5 povrchovou dpravou PYD / Vej tpravy
Coated
Uncoated
TC15AP TC25AP T(35AP TC15BK TC20BM TP10AS TP25BM | TP30BM TN10AN
P10-25 P20-35 P30-45 = = P15-P35 =
Klasifikacia Turdost Turdost s || oo G || S
1SO materlélu AENOR DIN AN Tensile Hard-
Material strength ness _ _ _ K10-30 ) _
classification (N/m2) (HB)
- - - - $15-530 S05-25 $15-535 | S$15-S35
- - - - - - N05-15
Odporicand rychlost rezania podla posuvu / Cutting speed Ve (m/min)
min. | max. | min. { max. | min. | max. | min.| max. | min. | max. | min. | max. | min. | max. | min. | max. | min. | max.
aocel 9SMi 1.07:
Nelegovand ocel |~ 350 161 6 0736 <600 <180 | 260 | 360 | 190 | 290 | 100 | 180 10| 170
Non-alloyed 15CrNi6 1.5919
steel
Low Alloyed X(18- 16NC6 Ck15 - 15NiCr6 1.1141-1.5919 <950 <280 160 | 200 | 120 | 160 | 55 | 115 100 | 130
P 42(rMo4
42(D4 - XC60 %60 1.1201-1.1221 700-950 200-280 | 150 | 280 | 100 | 135 | 65 | 125 80 | 120
o e 74000V4 X40GMoV5, 1234 950-1200 | 280355 | 150 | 200 | 120 | 170 | 60 | 100
Alloyed steel
55NCDV7 55NiCrMoV6
1.2713-1.4031 1200-1400 355-415 70 | 80 | 55 | 65
240014 X30Cr13
Nehrdzavejiica ocel X0
Duplex stainless | Z2CNDN22.05 . 1.4462 778 230 100 | 140 | 110 | 170 | 60 | 115 | 80 | 150
o] NiMoN22-5
Austeniticka nehrdza-
vejlica ocel 304L-316L 304,316,
A . 304,316, 1.4301 675 200 120 | 200 | 120 | 190 | 85 | 180 | 110 | 200
Austenitic 26(N18.09 X6CrNi18-10
M | stainless steel
Velmi pevna, vysoko
legovand nehrdza-
il i Z3CNDN25.
P"el!“.“‘e.' X2CeNiMoN25 7 4 14410 1013 300 110 [ 130 [ 140 | 160 | 90 | 105 | 120 | 140
recipitation 07Az
hardening
stainless steel

Superzliatiny
na haze kobaltu
S Co-based alloy

Stellite 21 1076

320

20 | 30 | 30 | 60 | 20 | 30 | 40 | 50

Superzliatiny
na baze niklu
Ni-based alloy

Inconel 718 177

350

20 | 30 1 50| 70 | 20 | 30 | 50 | 60

Titdnovd zliatina
Ti-alloy

TiAl6V4 3.7164 1262

370

25 | 50 40 | 70

Povrchovo kalend,
nastrojova ocel, tem-
perovand, manganova
H Hardened steel

1006
740(DV5
1120M12

100Cr6 13505
X40CrMoV5 1 1.2344 =
X120Mn12 13401

50-60
HRC

Biela zliatina
Chilled cast iron

Grade 2B

FB Ni4 (r2HC GX260N (r42 =

55
HRC

Hlinik < 9%
Aluminium < 9%

A-U4sG

AlCuSiMn 3.1255 260

75

300

800

Hlinikové zliatina
Aluminum
alloy

A-S106

G-AISi10Mg 3.2381 447

130

500

*Uvedené odporticania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo ndstroja, stav obrobku a chladiaca kvapalina.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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Negativne vlozky

Negative inserts
2
£
=]
3
g Rombické viozky
§ 80° (C) Rhombic inserts
3
Odportcané parametre Skupina materidlov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operécia Ldmac triesok  Katalégové ¢islo Kod Posuv Ap (mm) PM S N H
Insert Radius  Machining Chip breaker  Reference Code (mm/ot) Depth
Feed
(NMG 120404 0,4 g;’if,gn";""a"‘e PF1 (NMG 120404A-PF1 TC15AP-4MP 69108830  0,05-0,15  0,26-32 ° o
MGT20404 0,4 Efifgn";""a"ie PF1 CNMG120404A-PF1 TC25AP-4MP 67061829 005015 02632 | ®
(NMG120408 0,8 2;’[53"”;0"3"“* PF1 CNMG 120408A-PF1 TC15AP-4MP 71013510 0,10-030  0,52-3.2 ° o
(NMG120408 0,8 g;’ifg:;""a"‘e PF1 (NMG 120408A-PF1 TC25AP-4MP 67061837  0,10-030  0,52-32 °
MGT20404 0,4 Efif,jjn";"vame MF2 (NMG 120404A-MF2 TP25BM-4MP 71013529 0,05-0,15 02632 | o | ® .
MGT20404 0,4 nggn";""a"ie MF2 CNMG 120404A-MF2 TC20BM-4MP 71013545 0,05-0,15  0,26-32 o o
(MG 120408 0,8 gfifh‘;:;‘”’a"‘e MF2 (NMG 120408A-MF2 TP25BM-4MP 71013537 0,05-0,15  0,52-32 o e °
M4 04 otedne PE3 (NMG 120404APE3TCISAP-AMP 69108849 0,08-022 04043 | ® o
WG4 04 otedne PE3 (NMG 120404A-PE3TC25AP-AMP 67061861  0,08-022 04043 | ®
(MG 120408 0,8 f};ﬂ;é PE3 CNMG 120408A-PE3 TC15AP-4MP 69108857 015044 08043 | ® o
(NMG 120408 0,8 fﬁfgé PE3 CNMG 120408A-PE3 TC25AP-4MP 67061888 015044 08043 | ®
Omars  0g  otedne kS5 CNMA 120408A-KS5 TCISBK-4MP 71013553 0,20-0,60  1,0-6,4 o
CNMAT20412 1,2 fg;fgé KS5 CNMA 120412A-KS5 TC15BK-4MP 71013561  030-090  1,80-6,4 °
(NMG 120404 0,4 ﬂsﬂﬁfgé MS3 (NMG 120404A-MS3 TP25BM-4MP 71013596  0,08-022 03243 | e | @ °
WG4 04 otedne MS3 (NMG 120404A-MS3 TC20BM-4MP 71013626 0,08-022  0,32-43 o o
MG g ouedne MS3 CNMG 120408A-MS3 TP25BM-4MP 71013618 0,15-044 06443 | ® | @ .
(MG 120408 0,8 ﬂsﬂt;‘jfm"é MS3 (NMG 120408A-MS3 TC20BM-4MP 71013634  0,15-044  0,64-43 . o
WG4 04 ouedne 553 (NMG 120404A-SS3 TPTOAS-4MP 67061985  0,08-022  032-43 o .
OMGs 0g  owedne 553 (NMG 120408A-SS3 TPTOAS-4MP 67061993  0,15-044  0,64-43 o .
(MG 120408 0,8 f'jo’u”;%a“‘e PE5 CNMG 120408A-PE5 TC15AP-4MP 71013588  0,20-060  120-64 ° o
(NMG120408 0,8 /'joi’”ggg‘;a"ie PE5 CNMG 120408A-PE5 TC25AP-4MP 67062035  0,20-0,60  1,20-6,4 °
(MG 120408 0,8 EO’U“gB%a"‘E PE5 CNMG 120408A-PE5 TC35AP-4MP 67062027 020060 12064 | e
(MG120412 1,2 Eﬂ’u”gth’%a"‘e PE5 CNMG 120412A-PE5 TC15AP-4MP 67062043 030-090  1,80-6,4 ° o
(NMG120412 1,2 /'ju’u”ggg‘g’a"ie PE5 (NMG 120412A-PE5 TC25AP-4MP 67062051  030-0,90  1,80-6,4 °
Me120412 1,2 ;'O’U‘;g%a"‘e PE5 CNMG 120412A-PE5 TC35AP-4MP 67062078  030-090  180-64 | e
Hrubovanie
OWGi2d8 08 pTEOM MS4 (NMG 120408A-MS4TP25BM-4MP 71013642  020-060 12064 | e | @ °
Hrubovanie
W2 12 pEEOY MS4 (NMG 120412A-MS4TP25BM-4MP 71013650 030090  1,80-64 | ® | ® °
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Negativne viozky 02

Negative inserts

2
S
=
3
o
Rombické viozky 3
55° (D) Rhombic inserts ;’§
3, !
Odpordcané parametre Skupina materidlov 1SO
Recommended parameters 1SO material group
Vlozka Polomer  Operdcia Ldmactriesok  Kataldgové cislo Kod Posuv Ap (mm) P M S N H
Insert Radius ~ Machining Chip breaker  Reference Code (mm/ot) Depth
Feed
DNMG 150604 0,4 2;’,_53;‘;""3"‘6 PF1 DNMG 150604A-PF1 TC15AP-4MP 69108 865 0,05-0,15 026-031 | @ o
DNMG 150604 0,4 Eth‘;;‘;""a“‘e PF1 DNMG 150604A-PF1 TC25AP-4MP 67062191 005015 026031 | ®
DNMG 150608 0,8 %3;‘;""3me PF1 DNMG 150608A-PF1 TC15AP-4MP 71013 669 0,10-0,30 05231 | @ o
DNMG 150608 0,8 gfif,jjn"g“"a"‘e PF1 DNMG 150608A-PF1 TC25AP-4MP 67062 205 0,10-0,30 05231 | ®
DNMG 150604 0,4 2;52;“““’ MF2  DNMG150604A-MF2TP25BM-4MP 71013677  0,05-0,15 02629 | ® | ® .
DNMG 150604 0,4 2;’/.53:;""3"” MF2 DNMG 150604A-MF2 TC20BM-4MP 71013 693 0,05-0,15 0,26-2,9 ° o
DNMG 150608 0,8 Efifh‘;;‘;""a"‘e MF2  DNMG150608A-MF2TP25BM-4MP 71013685  0,10-030 05229 | ® | ® .
DNMG 110404 0,4 Asje[fig;‘é PE3 DNMG 110404A-PE3 TQ25AP-4MP 67 062 248 0,08-0,22 04029 | @
DNMG 110408 0,8 fﬂf_fl_jm"é PE3 DNMG 110408A-PE3 TC25AP-AMP 67 062 256 0,15-0,44 08029 | @
DiMG 150604 04 otredne PE3 DNMG 150604A-PE3TCISAP-4MP 69108873 008022 04039 | ® o
DNMG 150604 0,4 Asﬂte[fijn'jé PE3 DNMG 150604A-PE3 TC25AP-4MP 67 062 264 0,08-0,22 04039 | ®
DiMG 150608 08 otredne PE3 DNMG 150608A-PE3 TCISAP-4MP  69.108.881 015044 08029 | ® o
DNMG 150608 0,8 mg;‘é PE3 DNMG 150608A-PE3 TQ25AP-4MP 67 062 272 0,15-0,44 08029 | ®
DNMA 150608 0,8 As;e’j,.jm"é KS5 DNMA 150608A-KS5 TC15BK-4MP 71013707 0,20-0,60 1,20-5,4 °
DiMG 150604 04 otredne MS3  DNMG150604A-MS3TP25BM-4MP 71013715 0,08-022 03239 | ® | @ .
DNMG 150608 0,8 Asﬂte[fijn'jé MS3 DNMG 150608A-MS3 TP25BM-4MP 71013723 0,15-0,44 015044 | @ | @ .
DiMGIs0604 04 otredne MS3  DNMG150604A-MS3TC20BM-4MP 71013731 0,08-022 03239 o o
DiGIsogs 0g  uredne MS3  DNMG150608A-MS3TC20BM-4MP 71013758 0,15-044  0,15-0,44 o o
Hrubovanie
DiMG 150608 0.8 T Ms4 DNMG 150608A-MS4 TP25BM-4MP 71274 861 0,20-0,60 12054 | o | @ °

101



Negativne vlozky

Negative inserts
i=))
S <
é - ~.
3 q |/
S — I/ \ . ;
s \ y 90° Stvorcové
3 N y viozky (S) Square inserts
9. |
Odportcané parametre Skupina materidlov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operécia Ldmac triesok  Kataldgové cislo Kod Posuv (mm/ot) Ap (mm) PM S N H
Insert Radius  Machining Chip Reference Code Feed Depth
breaker
SMGT20404 0,4 221‘,3:;0"3"‘6 PF1 SNMG 120404A-PF1 TC25AP-4MP 67062353 0,05-0,15 02632 | ®
SNMG120404 0,4 2;’;‘2;‘;“’""“ MF2 SNMG 120404A-MF2 TP25BM-4MP 71013766  0,05-0,15 0232 | ol e °
iGros 04 Suedné PE3 SNMG 120404A-PE3 TC2SAP-4MP 67062426  0,08-0,22 04042 | ®
NMG 120408 0,8 f,,m?e PE3 SNMG 120408A-PE3 TC25AP-4MP 67062434 0,15-0,44 08042 | @
SNMA120408 0,8 ;tefjfr;‘e KSs SNMA 120408A-KS5 TC15BK-4MP 71013790 0,20-0,60 1,20-6,4 °
gz 12 Suedné kS5 SNMA 120412A-KS5 TCISBK-4MP 71013804 0,30-0,90 1,80-6,4 .
NMG 120408 0,8 mfn?e MS3 SNMG 120408A-MS3 TP25BM-4MP 71013774 0,15-0,44 06442 | @ | @ .
igrows 08 Suedné MS3 SNMG 120408A-MS3 TC20BM-4MP 71013782 0,15-0,44 0,64-4,2 . o
iGus o owedne 553 SNMG 120408A-553 TP1OAS-4MP 67062450  0,15-0,44 0,80-4,3 o .
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Negativne viozky 02

Negative inserts

2
S
=
3
s
Trojuholnikové viozky 3
60° (T) Triangle inserts
2, !
Odporicané parametre Skupina materialov ISO
Recommended parameters 1SO material group

Vlozka Polomer Operdcia Lamac triesok  Kataldgové cislo Kéd Posuv (mm/ot) Ap (mm) P M S N H

Insert Radius Machining Chip breaker Reference Code Feed Depth

TNMG 160404 0,4 2;’[!‘”‘:"";0"3“‘9 PF1 TNMG 160404A-PF1 TQ25AP-AMP 67062515 0,05-0,15 0,26-3,1 °

G608 0,8 23/53:;()““ PF1 TNMG 160408A-PF1 TC25AP-4MP 67062523 0,10-0,30 05221 | @

TNMG 160404 0,4 2253:;0"3“‘9 MF2 TNMG 160404A-MF2 TP25BM-4MP 71013812 0,05-0,15 0,26-3,1 ) °

NG 160404 0,4 2253;‘9“““19 MF2 TNMG 160404A-MF2 TC20BM-4MP 71013820 0,05-0,15 02631 o o

TNMG 160408 0,8 gfifh?n";"“"‘e MF2 TNMG 160408A-MF2 TP25BM-4MP 71013839 0,10-0,30 0,52-3,1 ) °

TNMG 160404 0,4 fﬂtef;fm"é PE3 TNMG 160404A-PE3 TCI5AP-4MP 71013847  0,08-0,22 0,40-4,1 . o

TWGIeos 04  uredné PE3 TNMG 160404A-PE3 TC25AP-4MP 67062582 0,08-0,22 04041 | @

TNMG 160408 0,8 Asﬂtef;ffm"é PE3 TNMG 160408A-PE3 TCISAP-4MP 71013855 0,15-0,44 0,80-33 . o

TGTes 0 uredné PE3 TNMG 160408A-PE3 TC25AP-AMP 67062590  0,15-0,44 08033 | @

TiGIes 08 uredné PE3 TNMG 160408A-PE3 TC35AP-AMP 68023432 0,15-0,44 08033 | @

TNMG 160404 0,4 ﬂsﬂtefdel_fm"é MS3 TNMG 160404A-MS3 TP25BM-4MP 71013863 0,08-0,22 0,32-4,1 ol e °

GIoHos 04  uredné MS3 TNMG 160404A-MS3 TC20BM-4MP 71013898 0,08-0,22 032-4,1 ° o

TNMG 160408 0,8 Asﬂtejfm"é MS3 TNMG 160408A-MS3 TP25BM-4MP ~ 71.013.871  0,15-0,44 0,64-4,1 o | e °

TiGTes 08 uredné MS3 TNMG 160408A-MS3 TC20BM-4MP 71013901 0,15-0,44 0,64-4,1 o o

TNMG 160408 0,8 ;‘;ﬂ‘;ﬁg‘;""ie PE5 TNMG 160408A-PES TCI5AP-4MP 71013928 0,20-0,60 1,20-5,8 ° o

TNMG 160408 0,8 }'j;u”g%‘;‘;a“ie PE5 TNMG 160408A-PE5 TC25AP-4MP 71013936 0,20-0,60 1,20-5,8 °

TNMG 160408 0,8 ,'joru“gg%a"ie PE5 TNMG 160408A-PES TC35AP-4MP 71013944 0,20-0,60 12058 | @

TNMG 160408 0,8 ?;u“g*;i‘;‘;a"ie M4 TNMG 160408A-MS4 TP25BM-4MP 71013952 0,20-0,60 1,20-5,8 ) °
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Sustruzenie/ Turning

Negativne vlozky

104

Negative inserts
_i
Trigonové viozky
80° (W) Trigon inserts
Odpordcané parametre Skupina materialov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operacia Ldmac triesok  Katalégové cislo Kod Posuv (mm/ot) Ap (mm) P M S N H
Insert Radius  Machining Chip breaker Reference Code Feed Depth
WNMG 080404 0,4 2;’;‘;3;‘;0"3““ PF1 WNMG 080404A-PF1 TCISAP-4MP 71013960  0,05-0,15 02-22 | ® o
WAMGOSO04 0,4 2;’,52:;0“"‘6 PF1 WNMG 080404A-PF1 TC25AP-4MP 71013979 0,05-0,15 02622 | o
WNMG 080404 0,4 2;’/.!‘;};‘;“’3"‘9 MF2 WNMG 080404A-MF2 TP25BM-4MP 71013987 0,05-0,15 02622 | ® | @ °
WNMG 080404 0,4 2;’[:‘,3;‘;0"3"‘9 MF2 WNMG 080404A-MF2 TC20BM-4MP 71013995 0,05-0,15 0,26-2,2 ° o
WAMGOSOX8 0,8 22!‘;;:;0"3"‘6 MF2 WNMG 080408A-MF2 TP25BM-4MP 71014002  0,10-0,30 05222 [ o | @ .
WNMG 080408 0,8 ;E’;fm“é PE3 WNMG 060408A-PE3 TCISAP-4MP 71014010 0,15-0,44 080-21 | ® o
WiGogois 08 Suedné PE3 WNMG 060408A-PE3 TC2SAP-4MP 67062752 0,15-0,44 080-21 | ®
WNMG 080404 0,4 mgﬂ?é PE3 WNMG 080404A-PE3 TC25AP-4MP 67062760  0,08-0,22 04029 | ®
WNMG 080408 0,8 ;E[;j‘n?é PE3 WNMG 080408A-PE3 TCI5AP-4MP 71014045  0,15-0,44 08029 | ® o
WiGogois 08 Suedné PE3 WNMG 080408A-PE3 TC25AP-4MP 67062787  0,15-0,44 08029 | ®
WNMAOS0408 0,8 ;E’j,_fn?é KS5 WNMA 080408A-KS5 TCISBK-4MP 71014053 0,20-0,60 1,20-43 o
WiiGosois 08 Suedné MS3 WNMG 060408A-MS3 TP25BM-4MP 71014029 0,15-0,44 06421 [ @ | @ .
WNMG 060408 0,8 f}efd‘jfn?é Ms3 WNMG 060408A-MS3 TC20BM-4MP 71014037 0,15-0,44 0,64-2,1 ° o
WNMG 080404 0,4 ;E’;fn?é MS3 WNMG 080404A-MS3 TP25BM-4MP 71014096  0,08-0,22 03229 | @ | ® .
WGogoi4 04 Sredné MS3 WNMG 080404A-MS3 TC20BM-4MP 71014126 0,08-0,22 03229 . o
WNMG 080408 0,8 fﬁfgé MS3 WNMG 080408A-MS3 TP25BM-4MP 71014118 0,15-0,44 06429 | @ | ® o
WiGogois 08 Suedné MS3 WNMG 080408A-MS3 TC20BM-4MP 71014134 0,15-0,44 0,64-29 . o
WNMG 080408 0,8 Lﬂo'u”g‘h’i‘;‘;a"‘e PES WNMG 080408A-PES TCI5AP-4MP 71014088 0,20-0,60 12043 | @ o
WNMG080408 0,8 /t'oru”g';,‘;‘f"‘e PES WNMG 080408A-PE5 TC35AP-4MP 71014061  0,20-0,60 120-43 | ®
WNMG 030408 0,8 E;;;‘;g‘;ame Ms4 WNMG 080408A-MS4 TP25BM-4MP 71014142 0,20-0,60 12043 | @ | @ °




Pozitivne vlozky 02

Positive inserts

2
Rombické viozky é
80° (C) Rhombic inserts §
:‘:2
: eoepamets Ko
Vlozka Polomer  Operécia Ldmactriesok  Kataldgové cislo Kéd Posuv Ap (mm) P M S N H
Insert Radius  Machining  Chip breaker Reference Code (mm/ot) Depth
Feed
(CMT060202 0,2 2;’;‘,3;‘;0"3"‘9 PF1 (CMT 060202A-PF1 TC25AP-4MP 67062922 002007 01516 | ®
(CMT 060202 0,2 B;’;‘,g:;m’a"‘e PF1 (CMT060202A-PF1 TP25BM-4MP 71014150 0,02-007 01516 | ® | @ .
(CMT 060202 0,2 2;’;‘;1;‘;0"3““ PF1 (CMT 060202A-PF1TC20BM-4MP 71014290  0,02:0,07  0,15-1,6 ° o
(CMT060204 0,4 2;’,53;‘;0“"‘6 PF1 (CMT060204A-PF1 TC25AP-4MP 67062930  0,04-0,14  030-16 | ®
(CMT 060204 0,4 2;’;‘;};‘950"3"“ PF1 (CMT 060204A-PF1 TP25BM-4MP 71014169 0,04-0,14  030-16 | o | @ °
(CMT 060204 0,4 2;’,_!‘;’,_;‘950"3"‘9 PF1 (CMT 060204A-PF1TC20BM-4MP 71014304  0,04-0,14  0,30-16 ° o
CCMTO9T302 0,2 2;’,.1‘,3,'7‘;0"3"“ PF1 (CMTO9T302A-PF1 TC25AP-4MP 67062957 002007 01524 | ®
(CMT09T302 0,2 2;’/.!‘;1;‘;0"3““ PF1 (CMT 09T302A-PF1 TP25BM-4MP 71014177 0,02007 01524 | e | @ °
CCMTO9T302 0,2 2;’,';,3;‘;0“"‘6 PF1 (CMTO9T302A-PF1 TC20BM-4MP 71014312 002007  0,15-2,4 . o
(CMT09T304 0,4 2;’;‘;};‘950"3"‘9 PF1 (CMT09T304A-PF1 TC25AP-4MP 67062965  0,04-0,14  030-24 | ®
(CMT09T304 0,4 2;’;‘;3;‘;0"3“‘9 PF1 (CMT 09T304A-PF1 TP25BM-4MP 71014185  0,04-0,14 03024 | e | @ °
CCMTO9T304 04 B;’ii‘,g:g“"a"‘e PF1 CCMTO9T304A-PF1 TC0BM-4MP 71014320 0,04-0,14  0,30-24 . o
(CMTOg0204 04 Suedné PS2 (CMT060204A-PS2TCISAP-4MP 67062981  0,050,16 03519 | ® o
CMTOG0204 04 Suredné PS2 (CMT060204A-PS2TC25AP-4MP 67063007  0,050,16 03519 | ®
CMTOs0204 04 Sedné PS2 (CMT060204A-PS2TP25BM-4MP 71014193 0,05-016 03519 | ® | ® .
(CMTOs0208 0 Suedné PS2 (CMT060208A-PS2TC25AP-4MP 71014207  0,10-032  0,70-19 |
(MTOG0208 08 Suedné PS2 (CMT060208A-PS2TP25BM-4MP 71014215 010032 07019 | ® | ® .
CMTOsT04 04 Suedné PS2 (CMTO9T304A-PS2TCISAP-4MP 71014223 005016 03529 | ® o
CMTOTS04 04 Suredné PS2 (CMTO9T304A-PS2TC25AP-4MP 67063031 005016 03529 | ®
auTOsT04 04 Sedné PS2 (CMT09T304A-PS2TP2SBM-MP 71014231 0,05-016 03529 | ® | ® .
MTosT08 0 Suedné PS2 CCMTO9T308A-PS2TCISAP-4MP 71014258 0,10032 07029 | ® o
MTO9T308 08 Suedné PS2 (CMTO9T308A-PS2TC25AP-4MP 67063066  0,0-032 07029 | ®
MTosT08 0 Suedné PS2 (CMTO9T308A-PS2TP25BM-AMP 71014266 0,10-032 07029 | ® | ® .
MT120404 04 Suredné PS2 (CMT120404A-PS2TC25AP-4MP 67063082 005016 03539 | ®
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Pozitivne vlozky

Positive inserts
2 :
£
S Rombické vlozky
§ 80° (C) Rhombic inserts
N
3
R Odportcané parametre Skupina materidlov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operécia Ldmac triesok  Kataldgové cislo Kéd Posuv Ap (mm) P M S N H
Insert Radius  Machining Chip breaker  Reference Code (mm/ot) Depth
Feed
MT120404 Q4 Stedné P2 CCMT120404A-PS2TP25BM-4MP 71014274 005016 03539 | @ | ® o
(MT120408 08 Suedné ps2 CCMT120408A-PS2TC25AP-4MP 67063104  0,10-032 07039 | ®
MT120408 0 Suedné P2 (CMT120408A-PS2TP25BM-4MP 71014282 0,10-032 07039 | o | ® .
(CGT09T302 0,2 2;’/.':,3;‘;““” UF1 (CGT09T302V-UF1 TP30BM-4MP 69108903  0,02-0,15  0,10-24 | ® | ® °
CGTOOT304 04 B;’;‘,g:g“"a"ie UFT (CGTO9T304V-UF1TP30BM-4MP 69108911  0,03-020 01024 | o | ® .
(CeTog0204 04 Suedné AS2 CCGT060204V-AS2 TNTOAN-4MP 67063147 0,05-020  0,32-2,9 .
ceTogmez 02 Suedné AS2 CCGTO9T302V-AS2 TNTOAN-4MP 67063155  0,02-0,10  0,16-4,4 .
CTogT0 04 Sedné AS2 CCGTOOT304V-AS2 TNTOAN-4MP 67063163 0,05-020  0,32-44 .
eTogTs 0 Swedné AS2 CCGT09T308V-AS2 TNTOAN-4MP 67063171  0,10-040  0,64-44 .
(CeT120404 04  Suedné AS2 CCGT120404V-AS2 TNTOAN-4MP 67063198 0,05-020  0,32-5,8 .
CeT120408 0 Suedné AS2 CCGT120408V-AS2 TNTOAN-4MP 67063201 0,10-040  0,64-5,8 .
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Pozitivne vlozky 02

Positive inserts

8 £
2
s Ulad 3
Rombické viozky £
55°(D) Rhombic inserts 3
&
" Odporticané parametre Skupina materialov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operécia Lamactriesok ~ Kataldgové Cislo Kod Posuv (mm/ot) Ap (mm) P M S N H
Insert Radius  Machining Chip breaker Reference (ode Feed Depth
pomon 02 pokondovanie  pg DCMT 070202A-PF1 TCISAP-4MP 67063228 0,02-0,07 01515 | o
pamon 02 pokoncovanie  pg DCMT 070202A-PF1 TC25AP-4MP 67063236 0,02:0,07 01515 | o
DIMTO70202 0,2 ng,gn"gf""a"‘e PF1 DCMT 070202A-PF1 TP25BM-4MP 71014339 0,02-0,07 01515 | @ | ® o
DINTO70202 0,2 B;’ifh‘;:f""a"‘e PF1 DCMT 070202A-PF1 TC20BM-4MP 71209970 0,02-0,07 0,15-15 o o
bomos 04 Dokontovanie  pg DCMT 070204A-PF1 TCISAP-4MP 71014347 0,04-0,14 03015 | o o
DIMTO70204 0,4 ggfgggfova"ie PF1 DCMT 070204A-PF1 TC25AP-4MP 71014355 0,04-0,15 030-15 | ®
bomos 04 Dokoncovanie  pg DCMT 070204A-PF1 TP2SBM-4MP 71014401 0,04-0,16 03015 [ o | ® .
DAMTO70204 0,4 Eg’if,gn"f""a"‘e PF1 DCMT 070204A-PF1 TC20BM-4MP 71209989 0,04-0,17 030-1,5 o o
DINTIT02 0,2 Eg’ifh‘;:f‘”’a“‘e PF1 DCMT 117302A-PF1 TCISAP-4MP 67063252 0,02-0,07 01523 | ® o
bamrmn o2 Dokontovanie  ppg DCMT 11T302A-PF1 TC25AP-4MP 67063260 0,02-0,07 01523 | o
DIMTTIT302 0,2 ggfgggfova"ie PF1 DCMT 117302A-PF1 TP25BM-4MP 71014428 0,02-0,07 01523 | o | ® o
DANTIM02 0.2 2353;‘;0"3"‘6 PF1 DCMT 117302A-PF1 TC20BM-4MP 71209997 0,02-0,07 01523 o o
bomTme o4  Dokontovanie  ppg DCMT 11T304A-PF1 TCISAP-4MP 71014363 0,04-0,14 03023 | o o
DINTIIT304 0,4 ngh‘;:f‘”’a“‘e PF1 DCMT 11T304A-PF1 TC25AP-4MP 67063287  0,04-0,14 03023 | @
DT o4  Dokontovanie  ppg DCMT 11T304A-PF1 TP25BM-4MP 71014436 0,04-0,14 03023 [ o | ® .
DIMTTIT304 0,4 E,gf,gn"gf""a"‘e PF1 DCMT 117304A-PF1 TC20BM-4MP 71210006 0,04-0,14 030-23 o o
b 04  Suedné PS2 DCMT 117304A-PS2 TCISAP-4MP 67063317 0,05-0,16 03531 | ® o
paTiBe 04 Suedné Ps2 DCMT 11T304A-PS2TC25AP-4MP 67063325 0,05-0,16 03531 | o
b 04  Suedné PS2 DCMT 117304A-PS2 TP25BM-4MP 71014444 0,05-0,16 03531 | ® | ® .
partime 08 Suedné Ps2 DCMT 11T308A-PS2TCISAP-4MP 71014371 0,10-0,32 07031 | o o
panimg 08 suedné PS2 DCMT 117308A-PS2 TC25AP-4MP 67063341 0,10-0,32 07031 | ®
pawrrmag 08 Suedné PS2 DCMT 117308A-PS2 TP25BM-4MP 71014452 0,10-0,32 07031 | o | ® .
derme o2 pokontovanie gy DCGT 117302V-UF1 TP30BM-4MP 69108938 0,02-0,15 01024 [ @ | ® .
DEGTTIT34 0,4 2%3;‘;0"3"“ UF1 DCGT 117304V-UF1 TP30BM-4MP 69108946  0,03-0,20 01024 | @ | ® o
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Pozitivne vlozky

Positive inserts
g
IS s
S
3 L res
< Rombické viozky
2 55° (D) Rhombic inserts
3
> Odporticané parametre Skupina materialov ISO
Recommended parameters 1SO material group
Vlozka Polomer  Operécia Lamactriesok ~ Kataldgové Cislo Kod Posuv (mm/ot) Ap (mm) P M S N H
Insert Radius  Machining Chip breaker Reference (ode Feed Depth
oo 02 Suedné AS2 DCGT 070202V-AS2 TNTOAN-4MP 71014398 0,02-0,10 0,16-3,5 o
DETos 04 Suedné AS2 DCGT 070204V-AS2 TNTOAN-4MP 67063376 0,05-0,20 03235 .
pErime o2 Stedné AS2 DCGT 11T302V-AS2 TNTOAN-4MP 67063384 0,02-0,10 0,16-5,2 .
DG 04 Suedné AS2 DCGT 117304V-AS2 TNTOAN-4MP 67063392 0,05-0,20 032-5,2 o
DG 08 Suedné AS2 DCGT 117308V-AS2 TNTOAN-4MP 67063406 0,10-0,40 0,64-5,2 .
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Pozitivne vlozky 02

Positive inserts

2
VB VC. S
S S . , v ':
Rombické podlozky 3
35°(V)
5 * . 3
Rhombic inserts
Odportcané parametre Skupina materidlov ISO
Recommended parameters 1SO material group
Vlozka Polomer Operdcia Ldmac triesok  Katalégové ¢islo Kod Posuv (mm/ot) Ap (mm) PM S N H
Insert Radius  Machining Chip breaker  Reference Code Feed Depth
VBT 160404 0,4 2;’,.5",3;‘;0“"‘8 PF1 VBMT 160404A-PF1 TCISAP-AMP 71014460  0,04-0,14 03021 | ® o
VBMT160404 0,4 gfl_!‘h?”";‘m"‘e PF1 VBMT 160404A-PF1 TC2OBM-4MP 71014509  0,04-0,14 0,30-2,1 ° o
VBMT 160408 0,8 Efl_fh‘;n"g“"a“ie PF1 VBMT 160408A-PF1 TC20BM-4MP 71014517 0,09-0,28 0,60-2,1 ° o
WBATIG0M 04 Stredné P2 VBMT 160404A-PS2 TCI5AP-4MP 71014479 0,05-0,16 03531 | ® o
VBMT 160404 0,4 ;E’;f,;‘é PS2 VBMT 160404A-PS2 TC25AP-4MP 67063627  0,05-0,16 03531 | ®
VATIGM 04 Sredné ps2 VBMT 160404A-PS2 TP25BM-4MP 71014487  0,05-0,16 03531 | of e .
VBMT160408 0,8 Ztemé PS2 VBMT 160408A-PS2 TC15AP-4MP 71014525  0,10-0,32 07031 | o
VBMT160408 0,8 ZEZ?E’,?é PS2 VBMT 160408A- PS2 TC25AP-4MP 67063708  0,10-0,32 07031 | o
WBwTIG0ds 08 Suedné ps2 VBMT 160408A-PS2 TP25BM-4MP 71014495  0,10-0,32 07031 | o| e .
VETTI0302 0,2 22:‘;;‘;0"3“‘9 UF1 VCGT 110302V-UF1-TP30BM-4MP 71209954  0,02-0,15 0214 | of @ °
VG004 04 Br‘,’,:‘h‘;;‘;wame UFT VCGT 110304V-UF1-TP30BM-4MP 71209962 0,03-0,20 02014 | of @ .
VT 02 ;te’;ifr;‘é AS2 VICGT 110302V-AS2 TNTOAN-4MP 67063716  0,02-0,10 0,16-2,8 °
VOGT110304 0,4 m‘l’rjé AS2 VICGT 110304V-AS2 TNTOAN-4MP 67063724 0,05-0,20 0,32-2,8 °
VTt 04 Sredné AS2 VCGT 160404V-AS2 TNTOAN-4MP 67063732 0,05-0,20 032-4,2 .
VGT160408 0,8 f}e’j,_f’;‘é AS2 VICGT 160408V-AS2 TNTOAN-4MP 67063740  0,05-0,20 0,64-42 °
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Porucha Fotografia Analyza Riesenie
Defect Picture Analysis Solution
« Prilis mékka trieda vlozky / Tool materials too soft « Vlyberte si triedu s lepSou odolnostou proti
« Prili§ vysokd rychlost rezania / Excessive cutting speed opotrebovaniu/ Choose high wear resistance
Opotrebenie chrbta + Prilid maly uhol chrbta / Less clearance angle insert grade
Flank wear + Prilis maly posuv / Less feed rate « Inizte rychlost rezania / Reduce cutting speed
+ Nedostatocné chladenie / Insufficient cooling « Zvyste uhol chrbta / Enlarge clearance angle
« Zvyste posuv / Increase feed rate
« Vlyberte si triedu s lepSou odolnostou proti
opotrebovaniu/ Choose high wear resistance
Wmol « Prilis makka trieda vlozky / Tool materials too soft insert grade
y « Prili§ vysokd rychlost rezania / Excessive cutting speed « Inizte rychlost rezania / Reduce cutting speed
Crater wear « Prilisny posuv forte / Excessive feed rate « Inizte posuv / Reduce feed rate
« Zvyste mnozstvo chladiacej kvapaliny /
Increase the flow of coolant
0d§tiepenie hra ny « PriliS tvrdd trieda vlozky / Tool materials too hard « Zvolte hiizevnatejsie triedy / Choose tougher grade
Chipping + Prilis maly posuv / Less feed rate « Prispdsobte posuv / Adapt feed rate
«Vlyberte si triedu s lepSou odolnostou proti
d . ) opotrebovaniu / Choose high wear resistance
 Prilis makka trieda vlozky / Tool materials too soft insert grade
Deformacia « Prilis velkj posuv / Over strong cutting edge « Znite rychlost rezania, hibku rezu a posuv / Reduce
- « Nadmerna hibka rezu a posuvu / cutting speed, cutting depth & feed rate
Deformation

Excessive cutting depth & feed rate
+ Nedostatocné chladenie / Insufficient cooling

« Vyberte si triedu odolnejsiu voci teplu / Choose good
thermal conductivity grade

« Zvyste mnozstvo chladiacej kvapaliny / Increase the
flow of coolant

Odlamovanie okrajov
Built-up edge

« Prilis nizka rychlost rezania / Too low cutting speed

« Prilis vysoké zosilnenie hrén / Cutting edge not sharp
«Nevhodna trieda / Unsuitable grade

« Nedostatocné chladenie / Insufficient cooling

« Zvyste rychlost rezania /
Increase cutting rate
« Zvolte ostrejSie hrany /
Choose sharp geometry
« Zvolte triedu s nizsim koeficientom trenia / Choose less
adhesion grade
« Zvyste mnozstvo chladiacej kvapaliny /
Increase the flow of coolant

Mechanické
opotrebovanie
Mechanical wear

- Nadmerny posuv a hibka rezu /
Excessive feed rate and cutting depth
+Vlibrécie pocas obrabania / Vibration

« Zvolte tvrdsiu triedu / Choose
tougher grade
« Zvyste uhol nébehu / Enlarge lead angle
« vadite polomer / Choose bigger corner radius
« Skontrolujte upnutie néstroja, aby ste zabezpecili

Tepelnd prasklina
Thermal cracking

« Prilis vysokd teplota na reznej hrane /
Excessive cutting heat change of edges

« Zvolte suchy rez alebo primerané chladenie /
Choose dry cutting or adequate cooling
« Zvolte tvrdSiu triedu / Choose tougher grade

Periférne opotrebovanie

+ Nadmernd rychlost posuvu a nadmernd rychlost rezania / Excessive
feed rate & cutting speed

« Zvolte triedu zodpovedajticu obrabanému materidlu /
Choose high wear resistance tool grade
« Zvolte ostrejSie hrany / Enlarge rake angle leads to

Peripheral wear + Prilis makka trieda vlozky / Tool materials too soft sharp edge
« Inizte rychlost rezania / Reduce cutting speed
« Zvolte ostrejSie hrany / Enlarge rake angle leads to
§tiepenie + Prilepenie triesok na hranu / Sticky chip on the cutting edge sharp edge
; . « Slabé odvadzanie triesok / Chip evacuation failure « Poutite $irsi 1dmac triesok / Use chip breaker with
Coating peeling

bigger space




Sustruzenie/ Turning

Klasifikicia | Klasifikdcia
180"/ materidlov/
1SO Material 4MP COROMANT ISCAR KENNAMETAL KORLOY KYOCERA MITSUBISHI SECO SUMITOMO TAEGUTEC TUNGALOY WALTER I(C
classifica- | classifica-
tion tion
431 KCP1 NG301 AS1 MC601 TP1 AC810P
b0 TC15AP 64315 8150 P10 (3010 (A515 (6015 500 (810 — 9115 WPP105 YBC152
GC4415 ko110 NG3015 CAS515 UE6110 TP1501 AC7006 19015 WPP10 YBC151
432 Kcp2 NG322 A5 MC602 TP2 AC8025P 1912 WPP2 YBC251
- TCa5AP GC4325 a0 (P25 (3220 CA525 (6025 500 (8025 8125 9125 05 B(25
[ GC4425 Ke9215 NG3120 CA5525 UE6020 TP2501 AC820P 79025 WPP20 YB252
KCP30
GC4335 NG3030 MC6035 118135 19135 WPP305 YBG351
P30 TC35AP 1C8350 KCP40 CA5535 TP3500 AC830P
GC4235 NC500H UE6035 178020 * 79035 WPP30 YB(352
KC9040
KCM15 CA6s15 w7015 752000 AC610M AH110* YBM151
M10 TP10Ass | S 107 Kes510* PC8110* PRIS0S™ Us7020 TH1000* AC6020M TS AH905 * wetio® YB6102*
GC1105* 1C807 * PR1310* VPTORT * 175080 * WSM105*
K10 CP200* ACS10U* AH8005 * YBG105 *
PR1215* MP9005 *
M
CA6525 16120
62220 KCM25 PRO30* M(7025 AC620M 16020 WSM20* YBM2ST
TC20BM 1908 * NC9025 TM2000 119225 YBG202*
M20 L - KC5525* pC5300* PR1025* VP1STF* 500 AC6030M To0g0* AH120* wmaos |
6C15* Keu2s* RP1225* MP9015* ACG520U* AH630 * WMP20S ——
PR1325* AH8015 *
603205 CA4505 MC5005 TK1001 AC405K WKK105
K10 I KK NC62 117 T YBDO52
63005 5005 05 6205 CA4010 Ues105 TK1000 AC410K 005 55 WAK10 05
TC15BK
21 KeK1 AdS1 MC501 TK2001 AC415K 1731 1511 WKK2 YBD152
0 63210 5010 K15 \GoT10 (A4515 (5015 00 (415 310 5115 05 BD152C
63215 Kc9315 CA415 ues115 TK2000 AC7006 117015 1515 WAK20 YBD152
F Keu10* TH1000* AH110*
6605 1C807 * (o PRI305 * VP1ORT * 000 0 YBG102*
510 TP10AS* | GC1105* 007+ Kes510* P8110* PRI310% POODS * TH1500* ACS10U* 175080 * AH905 * WsM10* YBG105*
6C1115* Kc5010 752000 * AH8005 *
S
K20 PR1025 * YBG212*
6C15* 1C808 * (w0 05 VP1STF* AH120* B
520 TP2SBM* | o, co08* Ke5525* P(5300 % PR1225* MPOOIS * CP500* AC520U* 179080 * AHBOTS WSM20* YBG202*
KC5025 * PR1325* YB6205 *
K68
N N10 TN10AN H10 1C20 G Ho1 Kw1o HTI0 KX H1 K10 TH10 WK1 D101

*Trieda s povrchovou tpravou PVD / PVD coating grade
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Technické informacie

Technical information

Rezanie zdvitov/ Thearding

Nase vlozky na rezanie zdvitov pontkaji velmi dlht Zivotnost ndstroja a
vsestrannost pri kazdom sortimente materidlu.

Pontikame Siroky vyber a vnatornych trojuholnikovych vloZiek na rezanie zavitov
s velmi Sirokou Skdlou zavitovych Standardov.

Our threading inserts offer superior tool life and versatility in a large range of materials. We offer a broad
selection of triangular thread turning inserts for external and internal operations and wide variety of thread
standards.

[1] Vyberte poéet prechodov pri rezani zavitov POZNAMKY
Number of threading passes selection NOTES

Vyber po¢tu prechodov pri rezani zavitov pre Standardné viozky U QepOiEnE: 2l S 2 pEDTEnt

Number of threading passes selection for single points inserts poctu prechodov.
Recommendation : choose the middle of the proposed

passes numbers

Pechod mm 05 08 10 125 15 175 20 25 30 40 60 L T
Pitch TPl 48 3 2% 20 16 14 12 10 8 6 4 2. Cim pevnejsi materidl, tym vy3si by mal

byt pocet prechodov.

Pocet prechodov The tougher workpiece material,
Nb of passes 36 u 4960 S 9 6B T 8T 00 112 the higher the number of cutting passes

you should select.
3. Vseobecné pravidlo: menej prechodov
je lepsie ako vys3ia rychlost.
General rule of thumb : fewer passes
are better than more speed.

[2] Informécie k vlozkdm na rezanie zavitov
Threading insert information

Skrutka Matica
P/8 P/4 )
. Vo vdcSine pripadov maju vonkajsie a vnitorné zdvity pre rovnaké stdpanie rozne hlbky

a polomery. Pouzité vlozky preto nie si zamenitelné.
In most thread forms, internal and external threads have different depth and radius, thus tools are not interchangeable.

2
:&»‘T

N

. Standardné vlozky 4MP boli navrhnuté tak, aby mali uhol 10° na vonkajsom drziaku
ndstroja a 15° na vnitornom drZiaku ndstroja.

Tento rozdiel 5° je potrebny na dosiahnutie radidlnej vole.
The insert relief angle of a standard external toolholder is 10°; for an internal
toolholder it is 15°. This 5° difference is to provide additional necessary radial clearance.

w

. Vlozky na rezanie zavitov 4MP musia byt namontované v prislusnych drziakoch ndstrojov.
Pouzitie vnat. vloZiek. s vonkajsim drZiakom sposobi skreslenie uhla a skreslenie

geometrie zavitu.
The 4MP threading inserts must be used in their corresponding toolholders.
Using internal inserts with an external holder will result in a angle distortion and a distorsion of the threading geometry.

4.Vlozka a drziak ndstroja sa musia vzdy zhodovat. Vnit. vlozka by sa mala vzdy pouZivat

s vnut. drZiakom ndstrojov. Nie je povolend ziadna nekompatibilita.
Insert and toolholder should always match.
An I-R insert must be used with an IN-RH toolholder. No mismatch is allowed.
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Kodifikacia

Designation system
Vonkajsi / External
) ( )
2 3 45 8
1 J B _ J
Vnutorny / Internal
) 4 7
1 2 3 4 5 6 8
) _ )
|I| Spdsob upevnenia viozky |z| Aplikacia |E| Smer rezania
Clamping System Application Cutting direction
S: Skrutka + priruba E: Vonkajsi R: Pravd
S : Screw Clamping E: External R : Right-Hand
MPT: Skrutka I: Vnitorny L Lavd
MPT : Screw Clamping with Helix Angle I Internal [ - Left-Hand
[4][5] Vonkajsie drziaky vloziek
Shank Size
Vyska x Sirka
Height x Width —
[4] Typ tyce [5] Priemer stopky
Shank Type Shank Diameter
A: Ocelovd ty¢ s chladenim
A : Steel shank with through coolant .
E: Karbidovd tyc, ocelovd hlava
s chladenim
E : Carbide shank with steel head and with
trough coolant
C: Karbidovd ty¢
C: Carbide shank
S: Ocelovd ty¢
S : Steel shank
[6] Celkova dizka Velkosti vloziek Specifika
Tool Length Insert Size Wedge Clamp
A
‘ (mm) I (mm) d
A-32 H-100 Q-180 06 5/32
B-40 J-110 R-200 | 08 3/1?
C-50 K-125 5-250 1; ;;8"
X-Specialny
D-60 L-140 T-300 Xspecial ” 12"
E-70 M-150 U-350 27 5/8"
F-80 N-160 V-400 %
G-90 P-170 W-450



Technické informacie

Technical information

Rezanie pravého vonkajsieho zavitu Rezanie lavého vonkajsieho zavitu
External right hand threading operation External left hand threading operation

T @)
a= o

UPOZORNENIE

0Obrdzok B: potreba pouZit negativne sedlo

Obrdzky B a D: nie je moZné pouzit drZiak vloZky bez sedla
WARNING

For figure B : negative shim must be used
B and D figures can not be applied on tools without shim

A

o

Rezanie pravého vnutorného zavitu Rezanie lavého vnutorného zavitu
Internal right hand threading operation Internal left hand threading operation

[

UPOZORNENIE

0Obrdzok B: potreba pouZit negativne sedlo

0Obrdzky B a D: nie je moZné pouZit drZiak vioZky bez sedla
WARNING :

For figure B : negative shim must be used
B and D figures can not be applied on tools without shim
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Rezanie zavitov, vonkajsie a vnitorné drZiaky vloziek
Threading, external & internal toolholders

j=)
£
E Vonkajsi drziak vlozky
g na rezanie zavitov External threading toolholder
§ Pre vlozky 16 alebo 22 na rezanie zavitov. For threading inserts of 16 or 22.
3 NA2 Drziaky vloziek typu MPTER/L si vhodné pre MPTER/L-type insert holders accept shim at
b [ sedla réznych uhlov, vdaka ¢comu je mozna different angles allowing all types of special pitchs
'E - > vyroba vietkych typov Specidlnych stupani. to be made.
N
U
(-3
Kataldgové cislo Smer ndstroja Sirka ndstavca VlySka ndstavca Max. Celkova Typ vlozky Kod
Reference R/L Hand (mm) (mm) rozstup IS0/ dlzka (mm) Suitable insert (ode
Shank width Shank height Metricky Total
(mm) (mm) Max. pitch length (mm)
150/ Metric
MPTER 1616 H16-4MP Prava / ight 16 16 3,50 100 16ER 67430727
MPTER 2020 K16-4MP Prava / ight 20 20 3,50 125 16ER 67430735
MPTER 2525 M16-4MP Prava / right 25 25 3,50 150 16ER 67430743
MPTER 2525 M22-4MP Prava / ight 25 25 5 150 22ER 67430751
MPTEL 1616 H16-4MP Lavé / et 16 16 3,50 100 16EL 67430778
MPTEL 2020 K16-4MP Lavé / et 20 20 3,50 125 16EL 67430786
MPTEL 2525 M16-4MP Lava / ret 25 25 3,50 150 16EL 67430794
MPTEL 2525 M22-4MP Lava / rert 25 25 5 150 22EL 67 430 808

/ Vnatorny driak viozky

ha rezanie zavitov Internal threading toolholder

Pre vlozky 11, 16 alebo 22 na rezanie zavitov. For threading inserts of 11, 16 or 22.

Drziaky vloziek typu MPTER/L st vhodné pre MPT-Type insert holders accept shim at

sedla réznych uhlov, vdaka ¢comu je mozna different angles allowing all types of

vyroba vietkych typov $pecidlnych stupani. special pitchs to be made.
Katalégové Cislo Smer ndstroja Priemer stopky Min. priemer Max. Celkova Typ viozky Kéd
Reference R/L Hand (mm) priechodu (mm) rozstup IS0/ dfzka (mm) Suitable insert (ode

Body shank Diameter for Metricky Total
diameter (mm) passage Max. pitch length (mm)
mini (mm) 150/ Metric

SIRS12K11-4MP Prava / ight 12 16 1,75 125 1IR 65 254 026
SIRS16M11-4MP Prava / ight 16 19 1,75 150 1R 65254034
SIRS16M16-4MP Prava / ight 16 19 35 150 16IR 65 254 042
SIRS20P16-4MP Prava / ight 20 24 35 170 16IR 65 254 050
MPTIR S25R 16-4MP Pravé / right 25 29 3,5 100 16IR 67430816
MPTIR 5325 16-4MP Prava / ight 32 36 35 125 16IR 67430824
MPTIR S25R 22-4MP Pravé / right 25 29 5 150 22IR 67430832
MPTIR $325 22-4MP Prava / right 32 36 5 150 22IR 67 430 840
SILS12K11-4MP Lava / ret 12 16 1,75 125 1L 65 253 968
SILST6M11-4MP Lava / rert 16 19 1,75 150 1L 65253 976
SILS16M16-4MP Lava / ret 16 19 35 150 16IL 65253 984
SILS20P16-4MP [ava / eft 20 24 35 170 16IL 65253992
MPTIL S25R 16-4MP Lavé / et 25 29 35 100 16IL 67430859
MPTIL $325 16-4MP Lavé / et 32 36 35 125 16lL 67 430 867
MPTIL S25R 22-4MP Lavé / Lert 25 29 5 150 2L 67430 875
MPTIL $32S 22-4MP Lava / rert 32 36 5 150 2L 67430883
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Kodifikacia

Designation system

1

E R 16 1SO 1.0

FP30BU

[1] Rezanie zvitov

[3] Velkost viozky

Thread Insert size
R‘?mei e vonkajsich Pravd/ fight Velkost viozky / insert size L (mm)
zavitov
External thread
11 11
Rezanie vnitornych
zdvitov
Internal thread 16 16
22 22
o Lav/Left Velkost viozky / insert size L
[2] Smer oté4¢ania
Sense of rotation
11 11
Pravy zdvit
Right handed
16 16
Lavy zdvit
Left handed 22 22
[4] Ciastoény profil / Partial profile
60 stupriov / 60 degrees 55 stupriov/ 55 degrees
Kod / Stipanie / Kod / Stipanie /
THREAD (ode Pitch (mm) Code Pitch (TPI)
A 05-15 A 48-16
G 1,75-3,0 G 14-8
INSERT
AG 05-3,0 AG 48-8
N 3,5-50 N 7-5
Uplny profil / Full profile
Kod /
THREAD (ode
IS0 METRIC 60°
Unified National 60°
INSERT

Withworth 55°

IC (mm)
6,3
95
12,7

IC
6,3
95

12,7

[5] Len v pripade uplného
profilu

Only for full profile
Stipanie / pitch (TPI)
150 0,5-50
UN 12-20
W 11-28
NPT 11,5-14
Le) e

F = rezanie zdvitov / Threading

P = povrchovd tprava PVD /
Coating : PVD

30 = trieda IS0 / Grade 50

B =2. generacia /
2" Grade'generation

U = univerzdlna trieda /
Universal Grade

17

Rezanie zdvitov/ Thearding



)
S
T

S
£
=
~

>
2

3

N
-2

s

3
-3

Volba

Choice

DrZiaky ndstrojov st konstruované s uhlom skrutkovice 1,5°. Tento uhol moZno nastavit tak, aby lepsie zodpovedal uhlu skrutkovice zvitu jednoduchou vymenou sedla.
Toolholders are built with 1.5° helix angle. This angle may be adjusted to better match the thread helix angle by simply changing the shim.

Uhol skrutkovice ako funkcia stiipania a priemeru
Helix angle depending on diameter and pitch

A 40 0 TPI
5 5 H . | . t
B_ Nagatva Helx B
a 6 * ——|
o y v‘w\‘\e et y
3 = = 8 - -
B a5 B = Standardny uhol o “\ M
2 12 Porte-outil / Toolholder Porte-outil/ Toolholder
1.5 16
1 o4 Zdporna skrutkovica sa zvycajne pouziva pri
05 @ rezani pravého zdvitu s lavym drziakom vlozky
o premer/ ale?o rezani favého zévitu s pravym drZiakom
10 20 30 40 50 60 75 vlozky
inch 3/8 3/4 1.25 15 2 25 3 Negative helix is usually used when threading right hand thread
with left hand holder or left hand thread with right hand holder
Zakladna referencna tabulka podla uhla skrutkovice
Shims references depending on helix angle
9 9 0 Standard 9 9
e Velkost 43 35 25 1,5°Standard 05 05
Pouzitie Vioiky Kt gl kot gl
Use Insert Size at dclls 0 Kad at Jlls 0 kod Ref Assise kod Ref Assise Kod Ref Assise Kod Ref Assise Kod
S,e E (ode Sg d (ode Shim Ref. (ode Shim Ref. (ode Shim Ref. (ode Shim Ref. (ode
Shim Ref. Shim Ref.
EREaklgx??LIL 16 ATS-16E+4.5 | 67430956 | ATS-16E+35 | 67430999 | ATS-16E+2.5 | 67431030 ATS-16E 67431073 | ATS-16E+0.5 | 67431138 | ATS-16E-0.5 | 67431170
EI‘;'SB?RIR 16 ATS-161+45 | 67430964 | ATS-161+3.5 | 67431006 | ATS-161+42.5 | 67431049 ATS-161 67431081 | ATS-161+05 | 67431146 | ATS-161-0.5 | 67431189
Raeboll | 3 | Wsueras | g0 | WS2ERS | G810 | NSRERS | 618107 | NSZE | 61431103 | NSREWS | 6181154 | NSLEDS | 67481197
EI‘;'Z%?IR 2 ATS-221+45 | 67430980 | ATS-221435 | 67431022 | ATS-22425 | 67431065 ATS-221 67431111 | ATS-22405 | 67431162 | ATS-221-0.5 | 67431200
*Upozornenie: tento typ sedla mozno namontovat len na drziaky vloziek typu TER/L alebo TIR/L
*Warning : This type of shims for special steps can only be fitted on type TER/L or TIR/L insert holders
Prislusenstvo
Accessories
Skrutka viozky Sedlo Skrutka sedla Upinaci e
Inset Screw Shim Shim Screw irench
2
= &2 A
Drak vlozky o Kéd Designation Kod Designation Kod
Tooholder Desiraton P (ode AP (ode 4P (ode
SIRL....1 4008-M2.546 65252066 80108 g52821m
SIR/LD16/020..16 A15-M3.51 65252139 8015 85252201
MPTERL.....16 1710-U5-40412,2 67430905 * AAV-11-US-40x4 5 14309 80110 65252198
MPTERL....22 1720-U8:32415 61430913 * AAV-12-U8-3215.5 61430948 810 67430891
MPTIRL.....16 1710-U5-40112,2 67430905 * ARV-T1-US-40x4 5 14309 80110 65252198
MPTIRL....22 1720-8-3x15 61430913 * AAV-12-U8-3268.5 61430948 80120 67430891

8 " Pozri tabulku uhla skrutkovice vyssie / See helix angle table above



Odportcana rychlost rezania
e

Grey cast iron

Nodular cast iron

Malleable cast iron

Cutting parameters
Trieda
Grade
, FP30BU
150 Klasifikdcia materidlu AFNOR DIN Ten;)ggs:; h Turdost -
Material classification W Zg Hardness (HB) min. / max./
(N/mnr’) min max
Rychlost rezania
(utting speed Vc (m/min)
Nelegovans ocel $300- 16NC6 95Mn36- 15CrNi6 <600 <180 115 19
Non-alloyed steel /Low Alloyed XC18- 16NC6 k15 - 15NiCr6 <950 <280 90 165
P 42(D4 - XC60 42(rMo4 - Ck60 700-950 200-280 70 170
LEule 10t Z40CDV4 X40CrMoV5 950-1200 280- 355 70 135
Alloyed steel
55NCDV7 - 24014 55NiCrMoV6 X30(r13 1200 - 1400 355-415 - -
Nehrdzavejtica ocel .
Duplex stainless steel 72CNDN22.05 X2CrNiMoN22-5 778 230 40 110
ALtk efvizavel i oct 304L - 316L - Z6CN18.09 304, 316, X6CrNi18-10 675 200 % 140
M ustenitic stainless steel
Velmi pevnd, vysoko legovand
e Z3CNDN25.07Az X2CrNiMoN25 7 4 1013 300 60 110
recipitation hardening
stainless steel

SUPe'Z"F:t_‘[;‘aYS:;;/"OZ; seleza Discalloy 943 280 45 60
5 SUPE'Z":‘_'[‘LS“:[I"’%;'“’"a'“' Stellite 21 1076 320 2 40
L 23;3 niky Inconel 718 nn 350 2 30
Ti‘*"“g‘_’jﬂzo';a“"a TiAl6V4 1262 370 50 70
Povrchovo kalend, ndstrojovd ocel,

’ tempe}r/(:lvr;::é lr,r;e;:e?énové 100§?2-()ZJ?§DV5 100(r§1— 2)84'3?1?;10% [ - 50-60HRC 40 60
e latina Grade 28 FB Ni4 Cr2HC - S5HRC 40 50
ik <9% A-U4SG AICuSiMn 260 75 100 365

NF
H/Iqi/nikgvé zlia;;ina A-S10G G-AISiT0Mg 447 130 200 400

luminum alloy

*Uvedené odpordcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo néstroja, stav obrobku a chladiaca kvapalina.

*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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0 2 Rezanie zavitov, vlozky

Threading inserts

CIASTOCNY PROFIL /
PROFIL PARTIEL  cxsroenveroracass

60nuT
60°
Profil partiel A.G.AG.N /W
THREAD
60screw 55scREW

55nur
55°

Rezanie zdvitov / Thearding

Pofi/rore | STOPANIE/
CIASTOCNY PROFIL | KOD e
PROFIL PARTIEL (ODE mm T ; I.C. I.C.
- Usporné rieSenie
60°,55° A 05-15 48-16 Most economical solution
G 175-30 14-8 - Poutzitie pre rozne stupania |B Bl
- - Used fe id f pitch:
! ’ -Nazyva saS:éia(s);owélnzz,?rgeigigl\/:)rfliajél’ alebo f K“ — L ‘ ‘ L — ﬁ |
AG 0,5-3,0 48-8 vnitorny priemer nie je opracovany I T |
Called «partial» because the outside diameter avs , , , ,
N 3,5-5,0 75 or the inside diameter isn't machined Vo;!i?g:llf;(g)i\;,rny anl.;ttglr’rgxw"’ge)‘tlny
Vonkajsi / External
Rozmer
Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravd / Lavé Trieda Katalégové cislo Kod L 1.C
Pitch Threading type vnitorny Right / Left Grade Reference (ode
Exter/Inter
14-8 SRS TR Prava / e FP30BU ER16 G55 FP30BU-4MP 69283195 16 9,525
rofil partiel 55
48-8 Castolny profil 55° Prava / i FP30BU ERT6 AGSS FP30BU-4MP 69283209 16 9,525
rofil partiel 55
05-30  Castocnyprofil60” Pravi/m  FP30BU ERT6 AGE0 FP30BU-4MP 69283217 16 9,525
rofil partiel 60
05-15  Castocnyprofil60” Prav/n  FP30BU ER16 AGO FP30BU-4MP 69283187 16 9,525
rofil partiel 60
pgn (S IalE Prava / e FP30BU ER16 G60 FP30BU-4MP 69283225 16 9,525
partiel 60
35-50  Clastotnjprofil6® Pravd/nn FP30BU ER22 N60 FP30BU-4MP 69283403 2 127
rofil partiel 60
Vnutorny / internal
Rozmer
Dimensions (mm)
Stiipanie Typ zdvitu Vonkajsi/ Prava / Lava Trieda Katalégové cislo Kod L 1C
Pitch Threading type vntorny Right / Left Grade Reference (ode
Exter/Inter
14-8 Ciastotny profil 357 Prav/m FP30BU IR16 655 FP30BU-4MP 69283446 16 9,525
rofil partiel 55
48-8 Ciastotny profil 357 Prav/s FP30BU IR16 AGSS FP30BU-4MP 69283454 16 9,525
rofil partiel 55
9515 sl Pravi/un  FP30BU IRT1 A60 FP30BU-4MP 69283411 11 635
partiel 60
05-30  Castotnjprofil6® Pravd/nn FP30BU IR16 AG60 FP30BU-4MP 69283462 16 9,525
rofil partiel 60
05-15  Castotnjprofil60” Prav/m FP30BU IR16 AGO FP30BU-4MP 69283438 16 9,525
rofil partiel 60
175-30  Gastocnyprofil60° Prav/n FP30BU IR16 G60 FP30BU-4MP 69283470 16 9,525
rofil partiel 60
a5 sl Pravi/un  FP30BU IR22 N60 FP30BU-4MP 69283616 2 127
partiel 60
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Rezanie zavitov, vlozky 02

Threading inserts

Uplny profil / entire profile o ]
I S 0 THREAD Cely tvar je vyrezany tak, aby presne zodpovedal

pozadovanej norme
The entire shape is done to meet the required

standard
Siroky sortiment vloziek, ktoré vyhovuji
kazdej norme

Rezanie zdvitov / Thearding

1/8P 1SO INSERT Wide range of inserts in order
SCREW to fit each standard and range of pitches Vniitorny rovny Vonkajsi rovny
150 965-1: 1999-11 DIN13: 2005-08 Internal Right External Right
Vonkajsi / External
Rozmer / Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravd / avé Trieda Katalégové cislo Kod L 1.C A B
Pitch Threading vntorny Right / Left Grade Reference Code
fype Exter/Inter
1,0 IS0 E Prava / right FP30BU ER161S0 1.0 FP30BU-4MP 69283233 16 9,525 15 0,7
1,25 1S0 E Prava / right FP30BU ER161S0 1.25 FP30BU-4MP 69 283 241 16 9,525 14 0,8
15 IS0 E Prava / right FP30BU ER161S0 1.5 FP30BU-4MP 69 283 268 16 9,525 13 09
1,75 1S0 E Prava / right FP30BU ER161S0 1.75 FP30BU-4MP 69283276 16 9,525 1 11
2,0 IS0 E Prava / right FP30BU ER161S0 2.0 FP30BU-4MP 69 283 284 16 9,525 14 13
2,5 1S0 E Prava / right FP30BU ER161S0 2.5 FP30BU-4MP 69283 292 16 9,525 1,6 15
3,0 IS0 E Prava / right FP30BU ER161S0 3.0 FP30BU-4MP 69 283 306 16 9,525 1,6 1,6
Vnutorny / internal
Rozmer / Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravd / avé Trieda Katalégové cislo Kod L 1.C A B
Pitch Threading vntorny Right / Left Grade Reference Code
fype Exter/Inter
1,0 IS0 | Prava / right FP30BU IR16 150 1.0 FP30BU-4MP 69 283 489 16 9,525 14 0,7
1,25 1S0 | Prava / right FP30BU IR16 150 1.25 FP30BU-4MP 69283 497 16 9,525 13 08
15 IS0 | Prava / ight FP30BU IR16 150 1.5 FP30BU-4MP 69 283 500 16 9,525 1,2 09
1,75 1S0 | Prava / right FP30BU IR16 150 1.75 FP30BU-4MP 69283519 16 9,525 13 1,1
2,0 1S0 | Prava / right FP30BU IR16150 2.0 FP30BU-4MP 69 283 527 16 9,525 13 13
2,5 1S0 | Prava / right FP30BU IR161S0 2.5 FP30BU-4MP 69283535 16 9,525 1,2 14
3,0 IS0 | Prava / right FP30BU IR16 150 3.0 FP30BU-4MP 69 283 543 16 9,525 11 15
Vonkajsi metricky 1ISO: odportcany pocet prechodov Vnutorny metricky 1SO: odporucany pocet prechodov
External metric ISO : recommended nb of passes Internal metric ISO : recommended nb of passes
. Sttpanie a hibka prechodov ., Stiipanie a hibka prechodov
Pocet prechodov Pitch and depth of each pass Potet prechodov Pitch and depth of each pass
Nb of passes Nb of passes
3 25 2 175 15 12 1 075 3 25 2 175 15 12 1 0,75

0,27 0,26 0,24 0,23 0,20 0,20 0,19 0,17
0,23 0,22 0,23 0,21 0,23 0,18 0,16 0,15
0,20 0,20 0,19 0,16 0,23 0,14 0,13 0,11 0,19 0,20 0,19 0,16 0,23 0,14 0,13 0,11
0,18 0,17 0,17 0,14 0,23 0,12 0,10 0,06 0,17 0,17 0,17 0,14 0,23 0,12 0,10 0,06

1 1 0,25 0,26 0,24 0,23 0,20 0,20 0,19 0,17
2 2
3 3
4 4
5 017 016 015 012 023 010 006 5 017 016 015 012 023 010 006
6 6
7 7
8 8
9 9

0,22 0,22 0,23 0,21 0,23 0,18 0,16 0,15

0,16 0,14 0,14 0,10 0,23 0,06 0,16 0,14 0,14 0,10 0,23 0,06
0,15 0,13 0,11 0,08 0,23 0,15 0,13 011 0,08 0,23

0,13 0,12 0,09 0,06 0,23 0,13 0,12 0,09 0,06 0,23

0,12 0,10 0,06 0,12 0,10 0,06

10 0,11 0,06 10 0,11 0,06
n 0,09 " 0,09
12 0,06 12 0,06
13 13
14 14
Spolu/ 7ot/ 1,87 1,56 1,26 1,10 0,95 0,80 0,64 0,49 Spolu/ 7oral 1,87 1,56 1,26 1,10 0,95 0,80 0,64 0,49
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Rezanie zdvitov, vlozky

02

Threading inserts
g
T
S
. UN
~
g
~§ Upln)'l profil / entire profile
kY
E UN nur 11ap THREAD
< COR Ic IC
1B B
— —
/8P UNscrew INSERT I L M !
ANSI B1.1-1982 - Cely tvar je vyrezany tak, aby presne zodpovedal Vonkajsi rovny Vniitorny rovny
pozadovanej norme External Right Internal Right
The entire thread is done to meet the
required standard
- Siroky sortiment vloZiek, ktoré vyhovuji kazdej norme
Wide range of inserts in order
to fit each standard and range of pitches
Vonkajsi / External
Rozmer / Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravé / Trieda Kataldgové cislo Kod L 1.C A B
Pitch Threading vniitorny Lava Grade Reference (ode
type Exter/Inter Right/ Left
12 UN E Praval" Fp30BU  ER16UN 12 FP30BU-4MP 69283314 16 9525 13 14
16 UN E ;;;Vé/ FP30BU  ER16UN 16 FP30BU-4MP 69283322 16 955 12 11
20 UN E Pava/ 30U ER16UN 20 FP30BU-4MP 69283330 16 9525 14 08
Vnutorny / internal
Rozmer / Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravéd / Trieda Kataldgové cislo Kod L 1.C A B
Pitch Threading vniitorny Lava Grade Reference (ode
type Exter/Inter Right/ Left
12 UN | ;;j‘)’é/ FP30BU  IR16 UN 12 FP30BU-4MP 69283 551 16 955 14 14
16 UN | Prava/ 30U IR16 UN 16 FP30BU-4MP 69283578 16 9525 1/ 09
UN vonkajsi: Vnutorny metricky UN:

odporucany pocet prechodov
External UN : recommended nb of passes

odporucany pocet prechodov
Internal metric UN : recommended nb of passes

122

Stiipanie a hibka prechodov

Stiipanie a hibka prechodov

Pocet prechodov Pitch and depth of each pass Pocet prechodov Pitch and depth of each pass
Nb of passes Nb of passes
20 16 12 16 12

1 0,20 0,22 0,25 1 0,21 0,24
2 0,16 0,20 0,23 2 0,19 0,21
3 0,15 0,18 0,20 3 0,17 0,19
4 0,13 0,14 0,18 4 0,13 0,17
5 0,11 0,11 0,16 5 0,10 0,15
6 0,06 0,09 0,14 6 0,09 0,13
7 0,06 0,11 7 0,06 0,10
8 0,06 8 0,06
9 9

Spolu/ Tl 1,33 1,00 1,33 Spolu / Total 0,95 1,25



Rezanie zavitov, vlozky 02

Threading inserts

WHITWORTH

Uplny profil/ entire profile

Rezanie zdvitov / Thearding

War R0.137P THREAD
55° 1.C.
B
]
—
ROASTP INSERT %L Al
B.S.84:1956 - Cely tvar je vyrezany tak, aby presne zodpovedal Vonkajsi rovny Vnutorny rovny
1150228-1: 1994 pozadovanej norme External Right Internal Right
The entire thread is done to meet
the required standard
- Siroky sortiment vloziek, ktoré vyhovuji kazdej norme
Wide range of inserts in order to fit each standard and
range of pitches
Vonkajsi / External
Rozmer / Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravéd / Trieda Kataldgové cislo Kod L 1.C A B
Pitch Threading vnﬂtorny Lava Grade Reference (ode
type Exter/Inter Right/ Left
11 W E PVl Fp30BU  ER16W 11 FP30BU-4MP 69283349 16 9525 14 15
14 w E Praval’ Fp30BU  ER16W 14 FP30BU-4MP 69283357 16 9525 1,1 12
19 w E ;;;Vé/ FP30BU  ER16W 19FP30BU-4MP 69283 365 16 9525 08 1
Vnutorny / internal
Rozmer / Dimensions (mm)
Stdpanie Typ zdvitu Vonkajsi/ Pravd / Trieda Kataldgové cislo Kéd L 1.C A B
Pitch Threading vniitorny Lava Grade Reference (ode
type Exter/Inter Right/ Left
11 W | Pav/ 308U IR16W11FP30BU-4MP 69283 586 16 9525 13 14
14 W | Pyl fp30BU  IR16W 14 FP30BU-4MP 69283594 16 9525 12 12
Whitworth vonkajsi a vnitorny:
odporucany pocet prechodov
External and internal withworth :
recommended number of passes
) Stiipanie a hibka prechodov
Pocet prechodov Pitch and depth of each pass
Nb of passes
28 19 14 1l
1 0,006 0,22 0,24 0,26
2 0,006 0,19 0,21 0,23
3 0,005 0,17 0,17 0,20
4 0,005 0,14 0,15 0,18
5 0,003 0,1 0,14 0,17
6 0,12 0,16
7 0,10 0,13
8 0,06 0,12
9 0,06
Spolu/ Total 0,25 0,89 1,19 1,51
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Rezanie zdvitov, vlozky

Threading inserts
g
3
g
S
~N
. NPT
.‘§
3 ,
= Uplny profil
§ Entire profile
<3
I.C I.C
B B
. — — =
0 " NPT somew B L L Al
ANSI/ASME B Vonkajsi rovny Vniitorny rovny
1.20.1-1983 External Right Internal Right
Vonkajsi / External
Rozmer / Dimensions (mm)
Stipanie Typ zdvitu Vonkajsi/ Pravé / Trieda Kataldgové cislo Kod L 1.C A B
Pitch Threading vniitorny Lava Grade Reference (ode
type Exter/Inter Right / Left
15 NPT E PVl 30U ERIGNPTITISFP30BU-AMP 69283373 16 9525 1/ 15
14 NPT E PVl Fp30BU  ER16NPT 14 FP30BU-4MP 69283381 16 9525 09 12
Vnutorny / internal
Rozmer/ Dimensions (mm)
Stdpanie Typ zévitu Vonkajsi/ Pravd / Trieda Katalégové cislo Kod L 1.C A B
Pitch Threading vndtorny Lava Grade Reference (ode
type Exter/Inter Right/ Left
15 NPT ! Praval" fp30BU  IR16 NPT 11.5 FP30BU-4MP 69283608 16 955 12 14
——EER
(- VO .
»3 g; . §§§ \‘ 4 Suprava na rezanie zavitov Th’e“g_’"gse“
T i § °# Stpravy 5 vioziek Inserts sets
Rozmer
Dimensions (mm)
Stlipanie Typ zévitu Vonkajsi/ Prava / Trieda Kataldgove Cislo Kod L
Pitch Threading vnitorny Lava Grade Reference (ode
type Exter/Inter Right/
Left
ERAGO/ ERGG0 / ERAGEO / IRAGO / IRAG60 150 Bl Prava/" fp30BU  KITERTG/IRT6 1S0-60D-4MP 69283640 16
ERT,0/ERT,5/ER2,0/ ERQ,5 / ER3,0 150 E Prava/" Fp30BU  KITER16IS0-60D-4MP 69283624 16
IR1,0/IR1,5 /IR0 /1R, /IR3,0 150 | Praval" pp30BU  KITIR16S0-60D-4MP 69283632 16
ERTIW/ ERT4W / ER19W / ERGSS / ERAGSS w E PRVA/ FP30BU  KITER1GW-55D-4MP 69283659 16
IR1TW /IR14W / IRGS5 / IRAGSS (x2) w [ Prava/ gp3qpy KIT IR16 W-55D-4MP 69283 667 16

Right
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Drdzkovanie/ Grooving

126

Kodifikacia

Designation system

MP

2

T D E

3 4 5

R|32+25

6 7

25

4 -

9

T25- 40 - 80 - A

Znacka
Brand

MP = 4MmP

Aplikacia
Application

G = drdzkovanie / Grooving
T=viacsmerovy / Turning

Smer nastroja
Hand of tool

| 0
\

|

| | R: Pravd / Right hand

[ =

L:Lava / teft hand

Sirka nastroja

Holder width
20=20,0 mm
( 25=250mm
_lel E
B 32=32,0mm

Minimalny priemer prednej drazky
Mini. cutting diam.

Dmin 40240,0 mm

13

Orientacia vlozky
Inserts positionning

—

g
R

Upevnovaci priemer
Holder diameter

Sirka vlozky
Insert width

!

[12] Maximalny priemer prednej drazky

Max.cutting diam.

E{ Dmax

D : Rovné -180° / Straight-180°
A Uhol -45° / Under cut-45°

P Kolmo-90° / Perpendicular-90°

Typ obrabania
Machining type
E :Vonkajsi / £xternal
1 Interné / internal

F: felna' / Facing

7| Vyska nastroja
Holder height
20=20,0mm 20=20,0mm
25=250mm <= 25=250mm
32=320mm "I 32=320mm
Maximalna hibka
Maximum depth
2=2,0mm
3=3,0mm Tmax ﬂo T25 =Tmax. 25 mm
4=40mm

Specialny

kod

Special code

80=2380,0mm

A:S chladenim

With internal coolant

D : Zosilnend
Reinforced holders



DRZIAKY VLOZIEK NA DRAZKOVANIE
GROOVING TOOLHOLDERS

>
) Ve Ve 7 v . §
Prehlad drZiakov vloziek na drazkovanie
~
Grooving toolholders overview &
3
Vonkajsie drazkovanie Celné drazkovanie d:g]illl(:)(\)fm . Upichovanie
External groovings Face groovings Intermal groovings Parting
Drziaky vloziek
Toolholders
Aplikacia -
Application
Page 128 Page 129 Page 130 Page 131 Page 132
t
Upichovanie
Parting off ® ® ®
Drézkovanie
. Grooving h ® ® ®
Vonkajsie
drazkovanie
External
groovings Pozdline ‘
stistruZenie ° °
Turning =k
Profilovanie
Profiling T ° °
Drazkovanie
) Grooving °
Predné
drézkovanie
Face
groovings Pozdfzne
ststruzZenie / °
Turning “
Drazkovanie i
Groovin F >
Vnitorné ! \ ‘
drazkovanie
Internal F
groovings Pozdizne Kive
stistruZenie ~m °
Turning r

o Najlepsia volba / Best choice
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Drdzkovanie/ Grooving

02 Drazkovanie, drziaky vloziek na vonkajsie drazkovanie
Grooving, external toolholders

L2

s @ 2
z
N S
u_: Tmax' @ o

Pravy drziak vlozky
Right toolholder
E;gfte?el l:’)(gové dislo Rozmer (mm) Dimensions (mm) )I/]igrlti(y (Kog)ed
h b H1 H2 A 11 12 F Tmax
MPTDER 1616-4110-4MP 16 16 16 4 3 110 32 14,5 10 GID/GGD...4 67 064 275
MPTDER 1616-4125-4MP 16 16 16 4 3 110 45 14,5 25 GTD/GGD...4 67064 283
MPTDER 2020-4T10-4MP 20 20 20 0 3 125 32 18,5 10 GTD/GGD...4 67 064 291
MPTDER 2020-4T25-4MP 20 20 20 0 3 125 45 18,5 25 GID/GGD...4 67 064 305
MPTDER 2525-4115-4MP 25 25 25 0 3 150 32 235 15 GID/GGD...4 67064313
MPTDER 2525-4125-4MP 25 25 25 0 3 150 45 235 25  GTD/GGD...4 67064 321
Drziak vlozky vliavo
Left toolholder
ggfgfelr?(gové Cislo Rozmer (mm) Dimensions () Xlsgrzgy (Kaged
h b H1 H2 A L1 12 F Tmax
MPTDEL 1616-4110-4MP 16 16 16 4 3 110 32 14,5 10 GID/GGD...4 67 064 348
MPTDEL 1616-4125-4MP 16 16 16 4 3 110 45 14,5 25  GTD/GGD...4 67 064 356
MPTDEL 2020-4110-4MP 20 20 20 0 3 125 32 18,5 10 GID/GGD...4 67 064 364
MPTDEL 2020-4T25-4MP 20 20 20 0 3 125 45 18,5 25 GTD/GGD...4 67064 372
MPTDEL 2525-4T15-4MP 25 25 25 0 3 150 32 235 15 GID/GGD...4 67 064 380
MPTDEL 2525-4125-4MP 25 25 25 0 3 150 45 235 25  GTD/GGD...4 67064399
Prislusenstvo
Accessories
Skrutka Upinaci k¢
Screw Wrench
Oznacenie drziaka vloziek Kataldgové cislo Kéd Kataldgové cislo Kdd
Toolholder designation Reference (ode Reference (ode
MPTDER/L 1616-4 MPSH060160-4MP 67065123 MPLT-H5-4MP 67065 174
MPTDER/L 2020-4 MPSH060200-4MP 67065131 MPLT-H5-4MP 67065 174
MPTDER/L 2525-4 MPSH060250-4MP 67065158 MPLT-H5-4MP 67065 174

Pri vybere drziaka na drazkovanie skontrolujte priemer rezu (Dmin-Dmax) ndstrojov / When you select a grooving toolholder, please check the cutting diameter (Dmin-Dmax)
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Drazkovanie, drziaky vlozZiek na vonkajsie drazkovanie 02
Grooving, external toolholders

t
_u | I I =
N\, Tmax
L1
10| : o
Pravy drziak vlozky
Right toolholder
Katal6gové cislo Rozmer (mm) Dimensions (mm) Xlsgrztljy 5?ed
Reference h b H WA U 12 F  Tmax Dmax
MPTDER 1212-2T15-D40-4MP 12 12 12 4 1,8 125 32 nia 15 40  GTD/GGD...2 67 064 402
MPTDER 1616-2120-D45-4MP 16 16 16 4 18 125 38 15,1 20 45  GID/GGD...2 67064 410
MPTDER 2020-2120-D45-4MP 20 20 20 0 1,8 125 38 19,1 20 45  GID/GGD...2 67 064 429
MPTDER 2525-2120-D45-4MP 25 25 25 0 18 150 38 24,1 20 45  GID/GGD...2 67 064 437
MPTDER 1212-3T15-D40-4MP 12 12 12 4 24 125 32 10,8 15 40  GTD/GGD...3 67 064 445
MPTDER 1616-3T20-D45-4MP 16 16 16 4 24 125 32 14,8 20 45  GTD/GGD...3 67 064 453
MPTDER 2020-3720-D45-4MP 20 20 20 0 24 125 32 18,8 20 45  GTD/GGD...3 67 064 461
MPTDER 2525-3T20-D45-4MP 25 25 25 0 24 150 32 238 20 45 GTD/GGD...3 67 064 488
MPTDER 2525-3T25-D60-4MP 25 25 25 7 24 150 45 238 25 60  GTD/GGD...3 67 064 496
Drziak vlozky vlavo
Left toolholder
Kataldgové dislo Rozmer (mm) Dimensions (mm) xljt:rlgy Kod
Reference h b W WA L L2 F  Tmax Dmx e
MPTDEL 1212-2T15-D40-4MP 12 12 12 4 1.8 125 32 na 15 40  GID/GGD...2 67064518
MPTDEL 1616-21720-D45-4MP 16 16 16 4 18 125 38 15,1 20 45 GTD/GGD...2 67 064 526
MPTDEL 2020-2T20-D45-4MP 20 20 20 0 1,8 125 38 19,1 20 45 GID/GGD...2 67064 534
MPTDEL 2525-2T20-D45-4MP 25 25 25 0 1,8 150 38 24,1 20 45  GTD/GGD...2 67 064 542
MPTDEL 1212-3T15-D40-4MP 12 12 12 4 24 125 32 10,8 15 40  GID/GGD...3 67 064 550
MPTDEL 1616-31720-D45-4MP 16 16 16 4 24 125 32 14,8 20 45 GID/GGD...3 67 064 569
MPTDEL 2020-3720-D45-4MP 20 20 20 0 24 125 32 18,8 20 45 GID/GGD...3 67064577
MPTDEL 2525-3720-D45-4MP 25 25 25 0 24 150 32 238 20 45 GID/GGD...3 67 064 585
Prislusenstvo
Accessories
Skrutka Upinaci klti¢
Screw Wrench
Oznatenie drziaka vioziek Kataldgové cislo Kéd Kataldgové cislo Kéd
Toolholder designation Reference (ode Référence (ode
MPTDER/L-D 1212-2/3 MPSH050160-4MP 67065093 MPLT-H4-4MP 67 065 166
MPTDER/L-D 1616-2/3 MPSH050160-4MP 67065093 MPLT-H4-4MP 67 065 166
MPTDER/L-D 2020-2/3 MPSH050200-4MP 67065107 MPLT-H4-4MP 67 065 166
MPTDER/L-D 2525-2/3 MPSH050250-4MP 67065115 MPLT-H4-4MP 67 065 166

Pri vybere drziaka na drazkovanie skontrolujte priemer rezu (Dmin-Dmax) ndstrojov / When you select a grooving toolholder, please check the cutting diameter (Dmin-Dmax)
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Drdzkovanie/ Grooving

02

Gorge, porte-plaquettes a gorges extérieurs

Grooving, external toolholders

A,

Dmin
Tmax
w ! @ o
Dmin predného drézkovania v zavislosti od
Rozmer (mm) [amaca triesok (mm) - .
Dimensions (mm) Dmin face grooving depending PraVy drziak VIOZky
chip breaker (mm) Right toolholder
Kataldgové ¢islo Drmin Dmin Dmin - Viozky Kod
Reference vloziek voziek vioziek ~ fnserts
h b H1 L1 L2 F Tmax GH TS ™
Dmin inserts Dmin inserts Dmin inserts
GH TS ™
MPGDFR 1616-4-4MP 16 16 16 110 32 145 46 42 22 22 GTD/GGD. . .4 67 064 860
MPGDFR 2020-4-4MP 20 20 20 125 32 185 46 42 22 22 GTD/GGD.. .4 67 064 879
MPGDFR 2525-4-4MP 25 25 25 150 32 35 46 42 22 22 GTD/GGD. . .4 67 064 887
Dmin predného drézkovania v zavislosti od
Rozmer (mm) ldmaca triesok (mm) .. . .
Dimensions (mm) Dmin face grooving depending Drziak vIozky vlavo
chip breaker (mm) Left toolholder
Kataldgove cislo Drmin Drmin Dmin  Viozky Kod
Reference vloziek vloziek vloziek  Inserts Tl
h b H1 L1 L2 F o Tmax GH 15 ™
Dmin inserts Dmin inserts Dmin inserts
GH TS ™
MPGDFL 1616-4-4MP 16 16 16 110 32 145 46 42 22 22 GTD/GGD. . .4 67 064 895
MPGDFL 2020-4-4MP 20 20 20 125 32 185 46 42 22 22 GTD/GGD. . .4 67 064 909
MPGDFL 2525-4-4MP 25 25 25 150 32 235 46 42 22 22 GTD/GGD.. .4 67064917
PrisluSenstvo
Accessories
Skrutka Upinaci klti¢
Screw Wrench
Oznatenie drziaka vioziek Kataldgové cislo Kéd Kataldgove cislo Kéd
Toolholder designation Reference (ode Reference (ode
MPGDFR/L 1616-4 MPSH060200-4MP 67065131 MPLT-H5-4MP 67065174
MPGDFR/L 2020-4 MPSH060200-4MP 67065131 MPLT-H5-4MP 67065174
MPGDFR/L 2525-4 MPSH060250-4MP 67 065158 MPLT-H5-4MP 67065174

Pri vybere drziaka na drazkovanie skontrolujte priemer rezu (Dmin-Dmax) ndstrojov / When you select a grooving toolholder, please check the cutting diameter (Dmin-Dmax).
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Drazkovanie, drziaky vloziek na vnutorné drazkovanie 02
Grooving, internal toolholders

Dmin
=
Pravy drziak viozky
Right toolholder
Rozmer (mm) Dimensions (mm)
falgoé sl T -

MPTPIR 20-2T6-25-A-4MP 20 1,6 160 40 15,8 6 25 GTD/GGD.. .2 67064593
MPTPIR 25-2T5-25-A-4MP 25 1,6 200 40 17,5 5 25 GTD/GGD...2 67 064 607
MPTPIR 20-3T6-25-A-4MP 20 21 160 40 15,8 6 25 GTD/GGD...3 67064615
MPTPIR 25-3T5-25-A-4MP 25 21 200 40 17,5 5 25 GTD/GGD...3 67064623
MPTPIR 25-3T8-32-A-4MP 25 24 200 40 21,5 8 32 GTD/GGD...3 67064631
MPTPIR 32-3T5-30-A-4MP 32 21 250 60 19,8 5 30 GTD/GGD...3 67 064 658
MPTPIR 32-3T10-40-A-4MP 32 24 200 60 27 10 40 GTD/GGD...3 67 064 666
MPTPIR 20-4T6-25-A-4MP 20 3 160 40 15,8 6 25 GTD/GGD.. .4 67064 674
MPTPIR 25-4T5-25-A-4MP 25 29 200 40 17,5 5 25 GTD/GGD.. .4 67 064 682
MPTPIR 25-418-32-A-4MP 25 3 200 40 21,5 8 32 GTD/GGD. . .4 67 064690
MPTPIR 32-4T5-30-A-4MP 32 29 250 60 20,8 5 30 GTD/GGD. . .4 67064704
MPTPIR 32-4T710-40-A-4MP 32 3 250 60 27 10 40 GTD/GGD.. .4 67064712

Drziak vlozky vlavo

Left toolholder

Rozmer (mm) Dimensions (imm)
farlgoe sl T

MPTPIL 20-2T6-25-A-4MP 20 1,6 160 40 15,8 6 25 GTD/GGD...2 67064720
MPTPIL 25-2T5-25-A-4MP 25 1,6 200 40 17,5 5 25 GTD/GGD...2 67064739
MPTPIL 20-3T6-25-A-4MP 20 21 160 40 15,8 6 25 GTD/GGD...3 67 064 747
MPTPIL 25-3T5-25-A-4MP 25 21 200 40 17,5 5 25 GTD/GGD...3 67 064755
MPTPIL 25-3T8-32-A-4MP 25 24 200 40 21,5 8 32 GTD/GGD...3 67064763
MPTPIL 32-3T5-30-A-4MP 32 21 250 60 19,8 5 30 GTD/GGD...3 67064771
MPTPIL 32-3T10-40-A-4MP 32 24 200 60 27 10 40 GTD/GGD...3 67064798
MPTPIL 20-4T6-25-A-4MP 20 3 160 40 15,8 6 25 GTD/GGD. . .4 67064 801
MPTPIL 25-4T5-25-A-4MP 25 29 200 40 17,5 5 25 GTD/GGD. . .4 67 064 828
MPTPIL 25-4T8-32-A-4MP 25 3 200 40 21,5 8 32 GTD/GGD. . .4 67 064 836
MPTPIL 32-4T5-30-A-4MP 32 29 250 60 20,8 5 30 GTD/GGD. . .4 67 064 844
MPTPIL 32-4T10-40-A-4MP 32 3 250 60 27 10 40 GTD/GGD.. .4 67 064 852
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Drdzkovanie/ Grooving
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Drziaky na drazkovanie a upichovanie

Parting and grooving toolholders

132

Prislusenstvo
Accessories
Skrutka (lé de serrage
Screw Wrench
Oznacenie drziaka vloziek Kataldgové cislo Kéd Référence Kod
Toolholder designation Reference (ode Reference (ode
MPTPIR/L 20-2/3/4 MPSH050120-4MP 67 065 085 MPLT-H4-4MP 67 065 166
MPTPIR/L 25-2/3/4 MPSH050160-4MP 67065093 MPLT-H4-4MP 67 065 166
MPTPIR/L 32-3/4 MPSH050160-4MP 67065093 MPLT-H4-4MP 67 065 166
W
\
H
Yy
W Cepel'na upichovanie a drazkovanie
150° Blade for parting and grooving
Kataldgové Cislo H w WB Celkové dizka Vlozky kod
Reference Total length Inserts (ode
MPGDEN 32-3-4MP 32 3 2,40 150 GGD/GGM....3 71013 405
MPGDEN 32-4-4MP 32 4 3,20 150 GGD/GGM. . .4 71013413
KIti¢ na upinanie cepele — katalégoveé cislo / Wrench for blade - Reference : MPLT-H6-4MP, Code 71013 421
o= S Se
I Blok drziaka cepele
L Ik Block for parting and grooving blade
Kataldgové islo H A B 0AW L Kod
Reference Code
MPBU-32-20-4MP 32 20 19 50 100 71013383
MPBU-32-25-4MP 32 25 23 50 110 71013391
Nahradné diely pre drziak ¢epele
Block for parting and grooving blade accessories
Skrutka Upinaci kl¢ Priruba
Screw Wrench (lamp
Oznacenie drziaka cepele Kataldgové cislo Kod Kataldgové cislo Kéd Katalégové Cislo | Kdd
Blade toolholder designation Reference (ode Reference (ode Reference (ode
MPBU-32-20-4MP ABK-03-4MP 71171140
2506-M6x30-4MP 71171124 AAL-07-5-4MP 71171132
MPBU-32-25-4MP ABK-04-4MP 71171159




Kodifikacia

Designation system

G GD 3

1 2

Sortiment vloziek
Range of inserts

G =Drazkovanie / Grooving

Sirka vlozky
Insert width
W 2=20mm
3=3,0mm
4=40mm

Typ lamaca triesok
Chip breaker type

QM=

Aplikacia
Application

G = Drazkovanie / Grooving
T = Ststruzenie — drdzkovanie / Turming-Grooving

Polomer vlozky
Corner radius

02=0,2mm

03=0,3mm

[I 04=0,4mm

1. Upichovanie a drézkovanie nizkouhlikovych oceli a nehrdzavejticich oceli
2. Lepivé materialy, potrubné tvarovky a tenkostenné obrobky, nizka reznd sila
3. Nizky az stredny posuv. Drézkovanie a upichovanie ocele a nehrdzavejticej ocele

1. Applied for parting off & grooving on low carbon steels and stainless steels
2. For sticky material, pipe fittings, thin-walled parts, parting off, low cutting force
3. For low to medium feed rate. Applied for parting off & grooving on low carbon steels and stainless steels

Mms=

1. Multifunkénd viozka: vonkajsie a vniitoré stistruzenie, upichovanie, drazkovanie a predné drazkovanie.

2.Vlybornd kontrola triesok
3. Nizky a stredny posuv

1. Multifunctional insert for external internal turning and grooving, parting off and face grooving and face turning

2. Excellent chip control
3. For low and medium feed rate

(PYM=
1. Vonkajsie ststruzenie, drazkovanie a profilovanie
2. Stredny posuv

1. External, grooving, turning, profiling
2. Medium feed rate

)|3/02-GM- 6 R

Typ vlozky

Insert shape

M: S jednym rezom / wono-ended
D : Dvojity rez / Double-ended

Vykonana operacia
Machining operation

G = Drdzkovanie / Grooving

m T = Sdstruzenie / Tuming
I ] P = Profilovanie / Profiling

Uhol sklonu
Cutting edge angle
KO
60
15°

Smer vlozky
Hand of insert

L:Lava / Left

R:Pravd / right
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Drdzkovanie/ Grooving

Geometria vloziek

Inserts geometry

Vlozky Geometria Priprava hrany
Inserts Geometry (utting edge shape

8 1. Upichovanie a drazkovanie nizkouhlikovych a nehrdzavejticich oceli.
Applied for parting off & grooving on low carbon steels and stainless steels.
GM 2. Upichovanie lepivych materidlov, potrubnych tvaroviek a tenkostennych obrobkov, nizka reznd sila.
For sticky material, pipe fittings, thin-walled parts parting off, low cutting force.
3. Nizky az stredny posuv / For low to medium feed rate.

1. Upichovanie a drazkovanie legovanych a nehrdzavejtcich oceli.
Applied for parting off and grooving on steels, alloy steel and stainless steels.

2. Zosilnend reznd hrana / Reinforced cutting edge.

3. Stredny az vysoky posuv / For medium to high feed rate.

Opis / Description

1.Vonkajia a vniitorna multifunkéna viozka na drazkovanie, upichovanie, predné drézkovanie a pozdizne sistruzenie.
Multifunctional insert for external, internal turning and grooving, parting off and face grooving and face turning.

2. Vlyborna kontrola triesok / Excellent chip control.

3. Nizky az stredny posuv / For low and medium feed rate.

1.Vonkajsia a vniitorna multifunkéna vlozka na drazkovanie, upichovanie a predné pozdlzne stistruzenie.
Multifunctional insert for external, internal turning and grooving, parting off and face grooving and face turning.

2. Priprava negativnej hrany / Negative edge preparation

3. Stredny posuv / For medium feed rate.

1. Upichovanie, drézkovanie a vonkajsie profilovanie / £xternal, grooving, turning, profiling.
2. Stredny posuv / Medium feed rate.
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VLOZKY NA DRAZKOVANIE
GROOVING INSERTS

Vyber vloziek na operaciu

Machining inserts selector

VLOZKY A LAMAC
TRIESOK
INSERTS AND CHIP BREAKER
VOLBA A POUZITIE
CHOICE AND APPLICATION
Upichovanie i
Parting off ° ° © 0
Drazkovanie I o
Grooving ° ° ° °
1
Vonkajsie Pozdline
drazkovanie stistruZenie ° ° o
External grooving Turning
i
Profilovanie
Profiling °
T="
L. [
Podststruzenie [ o
Under cut :
Drazkovanie
Grooving © © ° °
Predné
drazkovanie
Face grooving
Pozdfine
stistruzenie ° °
Turning —
Drazkovanie ;r—
Grooving F o o ® °
Vniitorné ‘
drazkovanie
Internal grooving
PozdlZne —J::—
ststruzenie ° °
Turning —_F

e Hlavné pouzitie / First choice
O Sekundarne pouzitie / 27 choice
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Triedy ISO

ISO grades

Triedy 150 — vlozky na drazkovanie /50 Grooving grade

Materialové skupiny
Material groups

Materidly
Materials 150

Povrchovd tprava / Coated
PVD

GP30BU

P01

P05

P10

P15

Nelegovana a nizkolegovana ocel P20
Non-alloyed steel / Low Alloyed

P25

GP30BU

Legovand ocel P30

Alloyed steel
P35

P40

P45

P50

Mo1

Mo5

Nehrdzavejuica ocel M10

Duplex stainless steel
’ M15

Austenitickd nehrdzavejtica ocel M20

Austenitic stainless steel
M25

GP30BU

Velmi pevnd, vysoko legovana M30

nehrdzavejtica ocel
Precipitation-hardening stainless steel M35

M40

M45

K01

K05

K10

K15

K20

K25

K30

K35

K40

K45

K50




Vyber tried

Grey cast iron

Nodular cast iron

Malleable cast iron

Superzliatiny na baze zeleza

Grade selector
Materialy / Materials Trieda / Grade
Povrchovd tprava / Coated
- 9 Tvrdost , PVD
150 Klasifkicia materidlu AFNOR DIN Tensiestrength Turdost
Material classification ) Hardness (HB)
(N/mm?)
GP30BU
$300- 16NC6 9SMn36- 15CrNi6 <600 <180 °
Nelegovand ocel
Non-alloyed steel / Low alloyed
XC18-16NC6 Ck15-15NiCr6 <950 <280 °
P 42(D4 - XC60 42(rMo4 - (k60 700- 950 200- 280 °
Legovand ocel
Aloyed stee 740(DV4 X40CrMoV/5 950- 1200 280- 355 °
55NCDV7 - Z40C14 55NiCrMoV6 X30Cr13 1200 - 1400 355-415 °
e ) Z2(NDN22.05 X2CNiMoN22-5 778 230 .
luplex stainless steel
Austeniticka nehrdzavejtica ocel’ .
e 304L - 316L - Z6(N18.09 304,316, X6(rNi18-10 675 200 °
M ustenitic stainless steel
Velmi pevnd, vysoko legovana
nedzavejca ocel Z3CNDN25.07Az X2CrNiMoN25 7 4 1013 300 A
Precipitation hardening
stainless steel

Fo-bosed oy Discalloy 943 280 =
Superzliatiny na baze kobaltu n
. Gy Stellite 21 1076 320 -
Superzliatiny na baze niklu
el Inconel 718 n77 350 =
Titdnova zliatina .
Tralloy TiAl6V4 1262 370 -
Hink <9 % A-U4SG AICuSiMn 20 75 -
" Aluminum < 9%
Hinkotatina A-5106 G-AISi1OMg a7 130 -
luminum alloy
Povrchovo kalend, néstrojova ocel,
temperovana, manganové 100??2_02,\:(1)5[)‘/5 100(r§1— %4'301';‘0\/5 L 50-60HRC 50-60HRC -
H Hardened steel l
Biela zliatina .
Chilled st ron Grade 2B FB Ni4 Cr2HC 55HRC 55HRC -

o Hlavné pouzitie / First choice
O Sekundarne pouzitie / 27 choice
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Odporucané rychlosti rezania
.

Cutting parameters

Grey cast iron

Nodular cast iron

Malleable cast iron

Superzliatiny na baze zeleza
Fe-based alloy

943

280

Materialy / Materials Trieda (povrchova tprava PVD) / Grade (PVD coating)

GP30BU

P15-35

M15-35

Klasifikacia materidlu T.WdOSt Tvrdost K15-35

1S0 ) A Tensile strength . : - ) . .
Material classification N/ mm?) Hardness (HB) Odpordcana rychlost rezania podla materidlu a operdcie
(utting speed Ve (m/min)
Drézkovanie Upichovanie Pozdl#ne ststruzenie
Parting off and Grooving Turning
min. /min max. / max min. /min max. / max
Nelegovand ocel <600 <180 130 180 160 200
Non-al/oyedstee//[ow 0”0}’6’(1 <950 <280 115 145 140 180
P 700-950 200- 280 100 130 120 160
Legovand ocel
Alloyed teel 950- 1200 280- 355 80 15 100 140
1200 - 1400 355-415 105 170 90 130
el S 778 230 8 135 110 170
uplex stainless steel
Austenitickd nehrdzavejtica ocel
M Austenitic stainless steel 675 200 105 165 130 25
Velmi pevnd, vysoko legovand nehrdzavejlica ocel’
Precipitation hardening 1013 300 80 155 100 195
stainless steel

Superzliatiny na baze kobaltu
(0-based alloy

1076

320

Superzliatiny na baze niklu
Ni-based alloy

n77

350

Titdnovd zliatina
Ti-alloy

1262

370

Hlinik
Aluminum

260

75

Hlinikova zliatina
Aluminum alloy

447

130

Povrchovo kalend, néstrojové ocel,

temperovand, manganova
Hardened steel

50-60HRC

Biela zliatina
Chilled cast iron

55HRC

*Les préconisations de coupe doivent étre ajustées en fonction de facteurs tels que la rigidité de la machine, le corps de l'outil, les conditions de la piéce et le liquide de refroidissement.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.



Drazkovanie, vlozky na drazkovanie
Grooving inserts

02

Vlozka na drazkovanie - GM
Upichovanie a drazkovanie nizkouhlikovej
" ocele a nehrdzavejucej ocele.

H e Lepivé materidly, potrubné tvarovky a

Inserts grooving - GM

Applied for parting off & grooving on

low carbon steel and stainless steel.

For sticky material, pipe fittings, thin-walled

EE tenkostenné obrobky, nizka rezna sila. parts, parting off, low cutting force.
Nizky az stredny posuv. For low to medium feed rate.
L
Parametre rezania Rozmer (mm)
Cutting parameters Dimensions (mm)
Kataldgové cislo Typ Uhol . )
[ Tipe Hibka Max. Posuv W R L H sklonu Trieda Kéd
Max. depth Feed (mm/rev) (utting edge Grade code
angle
6GD 202-GM GP30BU-4MP ggggf;f;:e 197 004015 | 2 | 02 | 20 | 17 - GP30BU 67064925
GGD 202-GM-6R GP30BU-4MP gggg'f;j’;:e 197 004015 | 2 | 02 | 20 | 17 6 GP30BU 71013 448
GGD 202-GM-15R GP30BU-4MP gg‘:g}f;fete 197 | 004015 | 2 | 02 | 20 | 17 15° GP30BU 71013456
GGD 302-GM GP30BU-4MP gggg}f;‘;ete 197 | 005016 | 3 | 02 | 20 | 24 - GP30BU 67064933
GGD 302-GM-6R GP30BU-4MP gggg‘:’;‘;jﬂ 197 | 005016 | 3 | 02 | 20 | 24 6 GP30BU 71013 464
GGD 302-GM-15R GP30BU-4MP gggg‘e‘*;f;:e 19,7 0,05-0,16 3 02 | 20 | 24 15° GP30BU 71013472
GGM 302-GM GP30BU-4MP fnd;/’fegggna ; 005016 | 3 | 02 | 20 | 24 - GP30BU 71013480

Vlozka na drazkovanie - GH
Upichovanie a drazkovanie ocele,
legovanej ocele a nehrdzavejucej ocele.
Velmi odolna reznd hrana.

Posuv a rychlost: stredna az vysoka.

Inserts grooving - GH

Applied for parting off and grooving on steel, alloy
steel and stainless steel.

Strong cutting edge.

For medium to high feed rate.

Paramétres de coupe Rozmer (mm)
(utting parameters Dimensions (mm)
Kataldgové cislo Typ HibkaMax.|  posuv w R L H Trieda Kod
Reference Type Max. depth | Feed (mm/rev) Grade (ode
GGD 202-GH GP30BU-4MP g"°j“é hrana 197 | 0,05-020 2 02 | 20 | 17 GP30BU 67064941
ouble edge
GGD 302-GH GP30BU-4MP [D)"°J'“a' hrana 197 | 0,06-0,27 3 02 | 20 | 24 GP30BU 67064968
ouble edge
GGD 403-GH GP30BU-4MP Dvojté hrana 197 | 008030 | 4 | 03 | 2 | 3 GP30BU 67064976
ouble edge
G6GM 302-GH GP30BU-4MP Dvojité hrana ; 006027 | 3 | 02 | 20 | 24 GP30BU 71013499
ingle edge
GGM 403-GH GP30BU-4MP Dvojité hrana - 008030 | 4 | 03 | 20 | 3 GP30BU 71013502
Single edge

Drdzkovanie / Grooving
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Drazkovanie, vlozky na drazkovanie

Grooving inserts

140

VloZka na drazkovanie/
pozdizne sustruzenie - TS
Multifunkénd vlozka: vonkajsie

a vnutorné sustruzenie, upichovanie,
drézkovanie a predné drazkovanie.

Insert grooving / turning - TS

Multifunctional insert for external, internal turning

and grooving, parting off and face grooving and
face turning.

W B Q@EE& = Odolny lamac triesok. Heavy duty chipbreakers.
Nizka a stredna rychlost posuvu. For low and medium feed rate.
L
Parametre rezania
(utting parameters
Rozmer (mm)
Drézkovanie Pozdline stistruzenie sl
Grooving Turning
— Hibka Max. -
Kataldgové Cislo Typ Max. depth Posuy Posuv wm | W R L H Tieda Kéd
Reference Type Feed (mm/rev) |  Feed (mm/rev) P Grade Code
GTD 303-TS GP30BU-4MP gzgﬂ}je';fe"a 19,7 0,05-025 | 015023 | 04520 | 3 | 03| 20 | 22 | GP30BU | 67064984
GTD 404-TS-GP30BU-4MP Dvojité hrana 19,7 0,06-027 | 018025 | 0525 | 4 | 04| 20 | 3 | GP30BU | 67064992
Double edge
GTD 408-TS GP30BU-4MP gzgﬂ}:e';fe”a 19,7 006027 | 018025 | 1,025 | 4 |08 | 20 | 3 | GP30BU | 67065018

Vlozka na drazkovanie/

pozdlzne sustruzenie -TM
Multifunkéna vlozka: vonkajsie a
vnutorné sustruzenie, upichovanie,
drazkovanie a predné drazkovanie.
Odolny lamac triesok.

Stredna az vysoka rychlost posuvu.

Insert grooving / turning - TM

Multifunctional insert for external, internal turning

and grooving, parting off and face grooving and
face turning.

Heavy duty chipbreakers.

For medium feed rate.

Parametre rezania
(utting parameters
Rozmer (mm)
Drazkovanie (hariotage persons o)
Grooving Turning
— Hibka Max. -
Kataldgové Cislo Typ Max. depth Posuy Posuv pom | W R L H Trieda Kéd
Reference Type Feed (mm/rev) | Feed (mm/rev) P Grade (ode
GTD 304-TM GP30BU-4MP gzgg}je';’;e"a 19,7 0,10-025 | 0,15-022 | 0520 | 3 |04 | 20 | 22 | GP30BU | 67065026
GTD 404-TM-GP30BU-4MP Dvojita hrana 19,7 0,15-030 | 018027 | 0525 | 4 |04 | 20 | 3 | GP30BU | 67065034
Double edge
GTD 408-TM GP30BU-4MP gzgﬂfjegfe"a 19,7 0,15-030 | 018027 | 1,025 | 4 |08 | 20 | 3 | GP30BU | 67065042

H
i T N
!‘l — )
N 7
i {8

w

Vlozka na drazkovanie/
pozdlzne sustruzenie - PM
Okruhla vlozka na vonkajsie
sustruzenie, drazkovanie a profilovanie.
Stredna rychlost posuvu.

Insert grooving / turning - PM
Round insert applied for external

turning, grooving and profiling.

Medium feed rate.

Parametre rezania
(utting parameters
Rozmer (mm)
Drazkovanie Chariotage
Grooving Turning
Kataldgové cislo Typ Posuv Posuv Ap (mm) w R L H Trieda Kod
Reference Type Feed (mm/rev) Feed (mm/rev) Grade Code
GTD 210-PM GP30BU-4MP ggggf;gé:e 0,06-0,15 0,12-0,25 0,4-1,0 2 1 20 1,7 GP30BU 67 065 050
GTD 315-PM GP30BU-4MP gg'u"gte‘ygé:e 0,08-0,18 0,15-0,30 0,5-1,5 3 15 20 2,2 GP30BU 67 065 069
GTD 420-PM GP30BU-4MP gg‘;g‘fjjf 010020 | 018035 | 0620 | 4 | 2 | 20 | 3 | GP30BU | 67065077
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Prehlad stopiek fréz

Milling toolholders overview

Stranka katalogu :

P152 P152 P154 P154 P156
(atalog page

)
=
N
N
-2
s
3
N
2
s

MPE/FP00-RD12 MPE/FM90-AP10/16 MPE/FM90-WN08

Séria
Series

Uhol nébehu / Approach angle = 90° 90°

Maximélna hibka rezu (mm) /

Max. depth of cut (mm) 6 10/16 7

Rozsah priemerov (mm) /

Diameter range (mm) 025-032 052-066 016-032 #40-0100 050-0125

Oznacenie vloziek / Insert designation RD..12T3.. AP..1003 / AP16..04 WN..0806..

Celné frézovanie
Face milling

Q\

Celné frézovanie,
rohové frézovanie
Shoulder milling

Dréazkovanie
Slot milling

Rampovanie
Ramping

Helikalna interpolacia
Helical milling

Aplikdcia / Application

Zahlbovanie
Plunging

440 & @@

\
»,

Kopirovanie
Profile milling

Zrazanie hrén
Chamfer milling

Kapsovanie
Pocket machining

RIR

[

/
,

{
(]

® \olba cislo 1
Best choice
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Prehlad stopiek fréz

Milling toolholders overview

Stranka katalogu:

P158 P160 P162 P164 P166 P166
(atalog page
MPE/FM90-LN13 MPFF45-SN12 MPE/FF45-XN07 MPFH15-XD12 MPE/FH20-LN06...C
Séria
Series

Uhol nébehu / Approach angle

45°

Maximélna hibka rezu (mm) /
Max. depth of cut (mm)

6,5

2,5

Rozsah priemerov (mm) /
Diameter range (mm)

#40-0100

#50-0160

040-3160

052-0125

017-033 040

Oznacenie vloziek / Insert designation

LN..1306..

SN..1206..

XN..0705..

XD..1205..

LN..06C

Celné frézovanie
Face milling

Celné frézovanie,
rohové frézovanie
Shoulder
milling

Drazkovanie
Slot milling

Rampovanie
Ramping

Helikalna
interpoldcia
Helical milling

Aplikacia / Application

Zanorovanie
Plunging

Kopirovanie
Profile milling

Zrazanie hrén
Chamfer milling

Kapsovanie
Pocket machining

VEIRIEIRUR IR BEAE)
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Kodifika

cia

Designation system

~

E M

2 3

sMP

90 | -

A P

5 6

10

[2] Upevnenie

Attachment
E — hriadel F — vystruZovanie
E - Shank F- Arbor

[4] Uhol nabehu
Approach angle

90°-75°-60°-45°-20°-15°-11°-5°-0°

[5] Typ viozky
Insert Type

= O
& g b b
8

Priemer rezu: D
Cutting diameter : D

[2] Typ a priemer nastavca
Connection and Diameter

A: Hriadel
A: Shank

W: Stopka Weldon
W : Weldon shank

C: Rovnd stopka
C: (ylindrical shank

N: Stopka Whistle notch
N: Whistle notch shank

hlavu

Celkova dizka: L
Total length : L

Pocet zubov: Z
Number of teeth : Z

144

-'L100 - Z02 -

H

12

[6] Uhol chrbta vlozky
Clearance angle

3] Typ

Type
M: Fréza na rovnanie, opracovanie
M : Shoulder milling
F: Fréza na rovnanie
F : Face milling

P: Profilovd fréza
P: Profile milling

H : High feed milling
T: Zdvitovd fréza
T: Thread milling

T: ZrdZacia fréza
T: Chamfer milling

Dizka reznej hrany
Length of cutting edge

V: Fréza s vysokym posuvom

e

N

1]

‘

3 “5°
Ay 2"1&*

M: Zdvitovd stopka pre moduldrnu

M : Screw clamped with modular head

N s
25°

- .

>

h_
0 e |

. m— ‘

Zavlazovanie
Coolant

A alebo H: S chladenim

Aou/or H : Internal coolant

N: Bez chladenia
N : No coolant

[13] Smer rezu
Cutting direction

N: Neutrdlna
N : Neutral

R: Pravd
R:Right
L: Lavd
L:Left

Rézne
Others

N: Novd
N: New



Kodifikacia

Desi

Frézovanie /Milling

gnation system

XD LT

12

05

08

E R

LSP

1 2 3 4 8 9
Tvar [3] Tolerancia Uhol skosenia - polomer / Tool nose
Shape Tolerance

ogi ]

I Specidlne Trieda / Class Tolerandia / Tolerance
. \ Special d m s
A +0,025
+0,005
Uhol chrb F +0,013
ol chrbta
Clearance angle c +005 +0,013 +0025
H +0,013
£ E E J/E E +0,025 %0025
7 15 o 5 G = = £0,13
J +0,005
Iny Uh0| chrbta K . +0,13 | +0,025
+0,05a
30° * (learan(e L +0,025
angle 10,15
M +008 %013
N a£020  +0,025
Typ vlozky U +008/025 +013 = +0,13
Clamping type
[6] Hrubka / Thickness
= = e =
70°-90° 70°-90° 01=1.59
=198
S s s 02=238
12=278
meale=cluinnanlD=a i IS
70°-90° 70°90° B=397
04=4.76
. 05=5.56
) ) B T Specie =635
40°60° 40°60° 40°-60° P 07=794
09=9.52
Dizka hrany
Cutting edge length
i, ey Tvar vloZiek / Insert shape
kruhu
(mm)
In. Circle
Dimension (mm)
3,18
4,0
5 05
56 09
6 06
6,4 1
7,94 13
8,0 08
9,5 09 09 16
10 10
12 12
12,7 04 12 12 22
15,875 15 15 27
16,0 06 16
19,1 19 19 33
20 20
25 25 25
25,4 25
31,8 31
32,0 32

Polomer / Corner radius

MO = okrdihla vlozka / Round insert (metric)

00 = ostry okraj /Sharp 24=24
01=0.1 28=28
02=0.2 32=32
04=04 40=4.0
08=0.8 48=48
12=12 56=5.6
16=16 64=64
20=20 X= ostatné /Others

1 Skosend hrana / Wiper nose
1. pismeno/ 2. pismeno/
W 1 etter (Kr) 2" fetter ()
A=45° A=3°
D=60° B=5°
E=75° =7
2 F=85° D=15°
G=87° E=20°
P=90° F=25°
" L= ostatné /Others G=30°
N=0°
P=11°
1= ostatné /Others
[8] Priprava hran (pozitivne v1.)
Edge preparation (positive inserts)
Kéd Obrazok
(ode Waru uhla/ Edge hope Hlustration
v i . Ostré l_lhly
arp cutting edge
E ! Zaoblené rohy
| Honed cutting edge
C } Negativne uhly
! Negative land
D i Dvgjite’ negativne uhly
ouble negative land
s ! Zaoblené a negativne uhly
! Negative land + Honed cutting edge
i Dvojité zaoblené a negativne uhly
P } Doubles negative land

[2] Smer ota¢ania/Hand of tool

R L
Otacanie doprava / Otacanie dolava /
Right hand Left hand

[10] Lamac triesok
Chip breaker

Pozri stranku XXX
Refer to page XXX

+ Honed cutting edge

Otacanie doprava/dolava /
Neutral hand
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ISO grades
Triedy ISO frézovania / Milling grade IS0 group
Bez
Maf"?""’e PVD PVD PVD PVD an o pyp | PovIchovej
s Materialy / Materials 150 U:';;Z‘;Z L0
deetfy MP30BM / MN10AA/
MP15BH MP25BM MP35BM MP40BM MC30BP MC30BK MP25BK MNTOAK
P01 P01
P05 P05
P10 P10
Nelegovana ocel P15 P15
Non-alloyed steel / P20 P20
p Low Alloyed 25 IV”II:’P?»ZOSISBP:IJI / 25
Legovand ocel P30 QR MG308P P30
Alloyed steel P35 MP3SBM P35
P40 P40
P45 P45
P50 P50
MO1 MO1
M5 M5
M10 M10
M15 M15
Nehrdzavejica ocel M20 M20
M Stainlesi steel M25 NJSZOSB;\A/ M25
M30 MP40BM M30
MC308P
M35 M35
MP35BM
M40 M40
M45 M5
Ko1
Kos
K10
K15
K20
Cast iron K25
K30
K35
K40
K45
K50
501
505
510
515
$uperz|iatiny 20 20
S High te;ypemture o o
R 530 MG30BK $30
535 535
ME308P
540 540
545 545
NOT NOT
s MN10AA / s
\ Hiinik e N10AK e
Aluminum alloys
N20 N20
N25 N25
N30 N30
Povrchovo kalena, Hot Hot
nastrojova ocel, HoS HoS
temperovand, mangdnova. .. o Ll
H Hardened steel s MP158H 15
H20 H20
Biela zliatina H25 H25
Chilled cast iron H30 H30
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Frézovanie /Milling

MP25BM: Povrchova Gprava PVD / coating

Nova povrchova dprava PVD, prvd volba pre frézovanie oceli.

Mikrozrnny karbidovy materil s rovnomernou struktrou, vysokou tvrdostou, vynikajticou odolnostou proti opotrebovaniu a tepelnému praskaniu.
Vyvoj triedy MP30BM na vyrazné zniZenie tvorby triesok a opotrebovania hran.

New PVD coating, first choice for steel milling.

Super-fine grain carbide substrate, with uniform grain structure, high hardness, good strength and thermal

crack resistance. Evolution of the MP30BM grade to considerably reduce built-up edge and peripheral wear.

MP35BM: Povrchovd tprava PVD / coating

Povrchova tprava PVD, na frézovanie oceli, nehrdzavejicich oceli a vysokoteplotnych ziatin.

Vysoko pevny karbidovy materidl s nanostruktdrnou povrchovou vrstvou PVD, vysoka prilnavost povrchovej vrstvy.
Odolna trieda odportcand pre polodokoncovacie a hrubovacie aplikécie.

PVD coating, for steel, stainless steel and high-temp alloy milling.

High strength carbide substrate with nanostructured PVD coating, high coating adhesion.

Tough grade recomanded for semi-finishing and roughing application.

MP40BM: Povrchova tprava PVD / coating

Povrchova tprava PVD, na frézovanie oceli, nehrdzavejicich oceli a vysokoteplotnych zliatin.

Prva volba pre frézovanie nehrdzavejiicej ocele.

Vysoko pevny karbidovy materidl s nanostruktdrnou povrchovou vrstvou PVD, vysoka prilnavost povrchovej vrstvy.
PVD coating, for steel, stainless steel and high-temp alloy milling.

First choice for stainless steel milling.

High strength carbide substrate with nanostructured PVD coating, high coating adhesion.

MP15BH: Povrchova tprava PVD / coating ‘

Novd povrchova tprava PVD, prvé volba pre frézovanie tvrdych oceli.

Vynikajtica odolnost proti opotrebovaniu a odolnost proti Sireniu trhlin. Povrchova vrstva mé vysokd tvrdost a vynimocni odolnost vodi oxidacii. Hladky povrch povrchovej
vrstvy zniZuje reznd silu.

New PVD coating, first choice for hard steel milling.

Excellent wear resistance and crack propagation resistance. The coating has high hardness and outstanding oxidation resistance.

Smooth coating surface reduces cutting force.

Povrchova tprava PVD, na frézovanie zliatiny.

Material ma rovnomernd struktdru zin s vysokou tvrdostou a vysokou odolnostou proti opotrebovaniu.
Trieda pouzivana na celné frézovanie, kuzelové zahlbovanie a frézovanie s vysokym posuvom.

Vhodny na vysoko vykonné operécie suchého a mokrého frézovania zliatinovych materiélov.

PVD coating, for cast iron milling.

The substrate has uniform grain structure, with high hardness and high wear resistance.

This grade is used for face milling, shoulder milling, high feed mil ling.

Suitable for dry and wet high-performance milling of cast iron materials.

MC30BP: Povrchova dprava CVD / coating

Povrchova vrstva CVD, pre polodokoncovacie frézovanie oceli a nehrdzavejicich oceli.

Vlysoko pevny karbidovy materidl s viacvrstvovou povrchovou tpravou CVD, vysoka prilnavost povrchovej vrstvy, odolnost proti opotrebeniu, vynikajtica kvalita povrchu.
CVD coating, for semi-finishing i steel and stainless steel milling.

High strength carbide substrate with multi-layer CVD coating, high coating adhesion, wear resistance and surface finish quality.

Povrchova vrstva CVD, na dokoncovacie, polodokoncovacie a hrubé frézovanie sivej a tvamej zliatiny.

Vlysoko pevny karbidovy material s viacvrstvovou povrchovou tpravou CVD, vysoka prilnavost povrchovej vrstvy, odolnost proti opotrebeniu.
CVD coating, for gray and nodular cast iron finish, semi-finish and rough milling.

High strength and wear resistance carbide substrate with multi-layer CVD coating.

MN10AK: Bez povrchovej tpravy / Uncoated

Jemnozmny karbidovy materidl bez povrchovej Gpravy so Specidlne upravenou reznou hranou.
Vhodné na frézovanie nezeleznych kovov pri réznych reznych podmienkach.

Uncoated fine grain carbide substrate with special treated cutting edge.

Suitable for non ferrous metal milling under various cutting conditions.

147



Vyber tried a reznych parametrov
e

Grades and cutting parameters selector

>
£
s
~N
9
<
s
g Triedy frézovania / Milling grades application range
Tabulka 1/ Table 1 S povrchovou S povrchovou S povrchovou Bez povrchovej
aole tpravou CVD tipravou CVD tipravou PVD lipravy
Coated Coated Coated Uncoated
Materidly / Materials MC30BP MC30BK MP25BK MN10AA/ MN10AK
P25-40 - - -
M25-40 - - -
- K10-35 K15-35 -
Klasifikacia materidlu Tvrd(fSt Turdost ] ) .
. Tensile
1S0 Material AFNOR DIN Hardness - - - NO5-15
dassfication g g
(N/mm?) - - - R
Radialny zaber / Cutting width (%)
0% | 20% | 100% | 0% | 20% 100%| 0% | 20% ‘100%'10% 20% ‘ 100%
rychlost rezania / Cutting speed m/min
Nelegované ocel $300- 16NC6 95Mn36- 15CrNi6 <600 | <180 | 350 | 250 | 200
Non-alloyed steel
Low Aloyed XC18- 16NC6 - k15 - 15NiCr6 - <950 | <280 | 270 | 180 | 120
P 42(D4-XC60 42(tMo4 - Ck60, 700950 | 200280 | 290 | 240 | 200
Legovand ocel’
Z40CDV4 X40CrMoVs, 950-1200 | 280355 | 260 | 200 | 150
Alloyed steel
SSNCDV7-Z40C14 | 55NCrMoVi6-X30Cr13 | 1200-1400 | 355-415 | 200 | 160 | 110
m L
ehrdzavejica oce 1NDN22.05 YaCrNiMoN22-5, 778 230
Duplex stainless steel
Austenitckdnefdzaveji@ol | 3 310 scngo | 304,316, X6mitet0 | 675 200
Austenitic stainless steel
M
Velmi pevnd, vysoko legovana
nehrdzavejica oce Z3ONDN25.07Az Y2CNMoN25 7 4 013 | 300
Precipitation-hardening
stainless steel

Grey cast iron

Nodular cast iron

Malleable cast iron
Superzliatiny na baze zeleza
Discall 943 280
Fe-based alloy scaloy
5 -
uperzliatiny na bze kobaltu Sl S 7
S (o-based alloy
Superzliatiny na baze niklu
Ni-basedalloy Inconel 718 n77 350
Titanova zliatina / Ti-alloy TiAl6V4 1262 370
Hlinik < 9%
" A-UASG ACuSiMn 260 75 600 | 600 | 500
Aluminum < 9%
N
Hinikov3ziatna A106 G-ASi10Mg wr | 130 A | A AW
Aluminum alloy
Povrchovo kalend,
nastrojova ocel, temperovana, S-S Lo el 50-60HRC | 50-60HRC
i 7120M12 -X120Mn12
H manganova. .. Hardened steel
Biela zliatina .
: ) Grade 2B FB Ni4 (r2HC 55HRC S5HRC
Chilled cast iron

*Uvedené odportcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo néstroja, stav obrobku a chladiaca kvapalina.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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Vyber tried a reznych parametrov
e

Grades and cutting parameters selector

g
s
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g
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. - . oy o . o
Triedy frézovania / Milling grades application range 3
w
Tabulka 2 / Table 2 S povrchovou tpravou PVD / Coated
Materialy / Materials MP30BM / MP25BM MP35BM MP40BM MP15BH
P15-35 P30-45 P20-40 -
M15-35 M30-45 M20-40 -
- - - K10-k20
, - §30-45 52040 -
Klasifkicia materidlu TT"d'?IS' Turdost
1S0 Material AFNOR DIN " | Hardness - - - -
o strength
classification (HB)
(N/mm) - - - H10-H20

Radidlny zaber / Cutting width (%)

10% ‘ 20% ‘ 100% | 10% ‘ 20% 100% | 10% ‘ 20% ‘ 100% |

rychlost rezania / Feed mm/rev

Nelegovand ocef $300- 16NC6 95Mn36- 15CrNi6 <600 | <180 290 240 200 20 205 170
Non-alloyed steel

Low Alloyed XC18-16NC6 - k15 - 15NiCr6 - <950 | <280 | 210 170 130 200 180 160

P 42(D4-XC60 42(rMo4 - Ck60, 700-950 | 200-280 | 250 210 160 200 155 110
Legovand ocel

24000V4 X40CrMoV’5, 950-1200 | 280-355 | 230 190 140 180 130 90
Alloyed steel

55NCDV7-740C14 | 55NiCrMoV6-X30Cr13 | 1200-1400 | 355-415 | 190 150 110 140 105 70

Nehrdzavejtica ocel

i Z2CNDN22.05 X2CrNiMoN22-5, 778 230 170 140 110 160 130 100 150 130 110
Duplex stainless steel

Austeniticka nehrdzavejtica ocel

o 304L-316L-26(N18.09| 304,316, X6(rNi18-10 675 200 180 150 120 170 140 110 160 140 105
Austenitic stainless steel

Velmi pevnd, vysoko legovand
nehrdzavejtica ocel
Precipitation-hardening
stainless steel

I3CNDN25.07Az X20rNiMoN257 4 1013 300 160 130 100 150 120 9 140 120 90

Grey cast iron

Nodular cast iron

Malleable cast iron
Superzliatiny na baze Zeleza Discallo 03 280 75 60 50
Fe-based alloy Y
Superzliatiny na baze kobaltu Stellite 21 1076 320 60 50 35
S (o-based alloy
SUpETZh?III'Iy na béze niklu Inconel 718 17 350 60 50 35
Ni-based alloy
Titanova zliatina / Ti-alloy TiAl6v4 1262 370 50 40 30
Hlm.lk <9% A-U4sG AlCuSiMn 260 75
Aluminum < 9%
N
Hlinikova zliati
miovaziatina AS106 G-AISi10Mg W | 30
Aluminum alloy
Povrchovo kalena, nastrojova ocel, 10006 - Z40CDV5 - 100016 - X4OCMoV5 1
temperovand, manganova. ... / 50-60HRC |50-60HRC 30-80
1120M12 -X120Mn12
H Hardened steel
Biela zliati
\elazlatina Grade 28 FB Ni4 (2HC SSHRC | SSHRC 30-80
Chilled cast iron

*Uvedené odportcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo néstroja, stav obrobku a chladiaca kvapalina.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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Chip breaker selector
i)
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§ Frézovacie [dmace triesok / Milling chip breaker
Materidly / Materials AAA/LAA LSP GPM GPH MPK RPK RKK
S Hrubovanie —
, - Lahké . .
[ - Tvrdost , Hlinik P Stredné . velké
Klasifikacia materialu . Turdost . obrébanie 1At .. .| Hrubovanie .
; Tensile machining ) Bezné obrabanie obrabanie ) hrubovanie
150 Material AFNOR DIN Hardness . Light ) Roughing
P strength aluminium . General type Medium . Heavy
classification 5 (HB) cutting . machining :
(N/mm?) alloy P machining roughing
machining .
machining
$300- 16NC6 9SMn36- 15CrNi6 <600 <180 - [e] (] - [ ] [ ] -
Nelegovand ocel
Non-alloyed steel / Low Alloyed
XC18- 16NC6 (k15 - 15NiCr6 <950 <280 = o ° = ° ° =
P 42CD4 - XC60 42CrMo4 - (k60 700-950 200-280 - [e] [ [ ] (] [ ] -
Legovand oce Z4000V4 YA0CMoVS 950-1200 | 280-355 - o ° ° ° ° -
Alloyed steel
SSNCDV7 - Z40C14 55NICrMoV6-X30Cr13 | 1200-1400 | 355-415 = o ° ° ° ° =
Nehrdzavejtica ocel §
) Z2(NDN22.05 X2CrNiMoN22-5, 778 230 = o ° = (¢} = =
Duplex stainless steel
Austenitickdnehrdzaveficaocel | 30, 510 7601809 | 304,316, X6aNiB-10 | 675 200 . o ° - o - -
M Austenitic stainless steel
Velmi pevnd, vysoko legovana
hrdzavej [
TEARAIIENIES Z3ONDN25.07A2 XCrNiMoN25 74 1013 300 - o ° - o . -
Precipitation-hardening
stainless steel

Vyber l[damacov triesok

Grey cast iron

Nodular cast iron

Malleable cast iron
Superzliatiny na baze zeleza / .
Discall 943 280 - O - O = o
Fe-based alloy iscalloy ®
Superzliatiny na baze kobaltu / .
Stellite 21 1076 320 - o - [¢] - -
(o-based alloy elite ®
S
Superzliatiny na béze niklu /
I 171 n77 - O - O = &
Ni-based alloy Lol El e
Titnova zliatina
i - [e] - o - -
Tially TiAl6v4 1262 370 °
Hlinik < 9% §
Aluminum < 9% A-U4SG AlCuSiMn 260 75 ) - = = o - -
N
Hlinikova zliatina .
A A-5106 G-AISi10Mg 47 130 ) - = o o - -
Povrchovo kalend, ndstrojovd ol | o0 Zaoenys- | 10016 - Xa0CMoVs
temperovand, manganova. ... 50-60HRC | 50-60HRC - - - [ ] - - -
2120M12 -X120Mn12
Hardened steel
H
Biela zliatina .
y : Grade 2B FB Ni4 (r2HC 55HRC 55HRC - - - - - - -
Chilled cast iron

® Najlepsia volba / Best choice
O Volba ¢.2/ 2nd choice

*Uvedené odporcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo ndstroja, stav obrobku a chladiaca kvapalina.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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Geometrie frézovania

Milling geometries introduction

Geometria viozky /
Insert geometry

Lamac triesok / Edge shape

Aplikacia/ Application

AAA

« Nizka rezna sila, pre podmienky lahkého obrébania
Low cutting force, for weak machining condition

« Pozitivna geometria
Sharp geometry

« Na obrabanie hlinika
For aluminium material machining

LSP

« Nizka rezna sila, pre podmienky fahkého obrébania
Low cutting force, for weak machining condition

« Pozitivna geometria
Sharp geometry

+ Na obrabanie oceli, nehrdzavejticich oceli a superzliatin
For steel, stainless-steel and heat resistant alloy machining

GPM/GPH

1¢"volba / 7 choice

« Na obrébanie v priemernych podmienkach
For medium machining condition

« Univerzalna geometria
Universal geometry

For machining most materials

MPK

« Na obrabanie v priemernych az dobrych podmienkach
For medium or better machining condition

« Univerzalna geometria
Universal geometry

+ Na obrabanie vadiny materialov
For machining most materials

RPK

« Na obrébanie v stabilnych podmienkach
For stable machining condition

« Zosilnena geometria na hrubovanie
Roughing geometry

« Na obrébanie vacSiny materialov
For machining most materials

RKK

« Na obrébanie v stabilnych podmienkach
For stable machining condition

« Zosilnena geometria na hrubovanie
Heavy roughing geometry

- Na obrébanie zliatiny a ocele
Mainly for cast iron and steel machining

PDER-IT

« Ostrost hran, pozitivna geometria, pre Specifické viozky
Sharp geometry, for specified product

PDER

AIAT A4 A4 A

« Univerzalna geometria, pre Specifické viozky
Universal geometry, for specified product
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02 Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia
Milling, toolholders, inserts and conditions of use

Frézovanie / Milling

Stopka profilovej frézy
= /8" MPEP00-RD12

4
i @ é @ @ Profile milling cutter
L

0
L

MPEPO0-RD12

Kataldgové cislo D di H Maxap  Zaviafovanie Vi, Pot. hrén vl. Kod

Reference Ap max Internal coolant Insert Insert :nb of edges (ode
MPEP00-RD12-D25-W25-1120-202-AR-4MP 25 25 120 30 6 { 2 RD.12T3 - 67061233
MPEP00-RD12-D32-W32-1120-Z03-AR-4MP 32 32 120 40 6 o 3 RD.12T3 - 67061241

Stopka profilovej frézy
MPFP00-RD12

Profile milling cutter
MPFP0O0-RD12

Kataldgové islo D di L I Max.ap  ZavlaZovanie 7 VI, Poc. hrén vl. Kad
Reference Ap max Internal coolant insert Insert : nb of edges Code
MPFP00-RD12-D52-A22-140-205-AR-4MP 52 22 40 - 6 o 5 RD..12T3 - 67061276
MPFP00-RD12-D66-A27-L50-206-AR-4MP 66 27 50 - 6 [ ) 6 RD..12T3 - 67061268
Prislusenstvo
Accessories
Priemer frézy (mm) Skrutka Upinaci klti¢ Utahovaci moment
Cutter diameter (mm) Screw Wrench Torque
025-80 4,0Nm
Kataldgové Cislo Reference Kéd code Katal6gové Cislo Reference Kéd code
MPSP040090-4MP 67 064 240 MPDT-TP15-4MP 67064216

Vlozky RD12...
Inserts RD12...
Rozmer (mm) Skupina materialov 150 /
Dimensions (mm) Material group
Kataldgové cislo Ldmac triesok 4MP Kod
Reference Chip breaker 4MP d 8 b b P M S N H (ode
RDHT 12T3MOE-LSP MC30BP-4MP RDHT 12T3MOE-LSP = 12 | 397 = = ° o 67063 775
RDHT 12T3MOE-LSP MC30BK-4MP RDHT 12T3MOE-LSP - 12 ] 397 - - ° 67063 783
RDHT 12T3MOE-LSP MP25BM-4MP RDHT 12T3MOE-LSP = 12 | 397 = = ° o 71170969
RDHT 12T3MOE-LSP MP35BM-4MP RDHT 12T3MOE-LSP - 12 | 397 - - ° [©) ° 67063 805
® Hlavné poufitie / First choice
152 O Sekundame pouZitie / Second choice




Frézovanie, drziaky nastrojov, vlozky a podmienky pouZzitia
Milling, toolholders, inserts and conditions of use

02

APosuv a hibka v zavislosti od materialu a lamaca triesok
Advance and depth depending on material and chip breaker

Hibka rezu a posuvu / Cutting depth and feed
RD12T3
_ ) Hrubovanie Stredné obrabanie Dokoncovanie
Klasifikacia Turdost Turdost Roughing Medium machining Finishing
Iso | materidlu ARNOR DIN fensie | idness
Material strength (HB) Ap (mm) fz (mm/zuby) Ap (mm) fz (mm/zuby) Ap (mm) fz (mm/zuby)
classification (N/mm?) fz (mm/dts) fz (mm/dts) fz (mm/dts)
mm
min. | max. | min. | max. | min. | max. | min. | max. | min. | max. | min. [ max.
min | max | min max | min | max | min | max | min | max | min | max
9SMn36
Nelegovand ocel $300- 16NC6 15CNi6 <600 <180
Non-alloyed steel o 300 | 6,00 0,25 040 02 | 032 010 | 018
Low Alloyed -
XC18- 16NC6 T5NiCr6 <950 <280
P
awa-xeo | AW 700950 | 200-280
Legovana ocel :
Alloyed steel 740CDV4 X40CrMoV5 | 950-1200 280-355 3,00 6,00 0,22 035 020 | 030 010 | 016
55NCDV7 55NiCrMoV6
280014 \30G13 1200-1400 355-415
Nehrdzavejtica ocel X2(rNiMo
Duplex stainless steel Z2CNDN22.05 N22-5 778 20 008 016 s | on
Austeniticka
nehrdzavejiica ocel 304L-316L 304,316
M Austenic 6N1809 | Xecigt0 | O &
stainless steel
Velmi pevnd, vysoko 0% o w | o
legovand ’ 4 1 4 A
nehrdzavejica ocel Z3CNDN25.07Az X’igrsN;'\go 1013 300
Precipitation hardening
stainless steel 080 | 3,00 010 | 080
Grey cast iron
Nodularcastiron 6,00 0,22 035 02 | 030 010 | 016
Malleable cast iron
Superzliatiny na
baze Zeleza Discalloy 943 280
Fe-based alloy
Superzliatiny na
baze kobaltu Stellite 21 1076 320
S (ibasedaloy 006 | on 008 | 012
Superzliatiny na
baze niklu Inconel 718 n77 350
Ni-based alloy
Titdnovd zliatina .
Tialloy TiAl6V4 1262 370
Hlinik < 9% .
Aluminum < 9% A-U4SG AlCuSiMn 260 75
N - 3,00 6,00 0,06 012 005 | 014 006 | 012
Aluminium zté A-5106 G-AISi10Mg 7 130
luminum alloy
Povrchovo kalend,
ndstrojova ocel, ) 100Cr6-X40Cr
femperovan, 100;?2;,;‘1’?"’5 Movs 50-60HRC | 50-6OHRC
manganovd 1X120Mn12
H i o - - 050 | 1,00 | 005 | 008 | 010 [ 050 | 003 | 005
Biela zliatina )
Chiled castiron Grade 28 FBNi4 (r2HC 55HRC 55HRC

*Uvedené odpordcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo néstroja, stav obrobku a chladiaca kvapalina.
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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02 Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia
Milling, toolholders, inserts and conditions of use

o // S T = | _ @ @ Stopka frézy na ¢elné
S > g arohové frézovanie pri 90°
3 D2 v - MPEM90-AP10-16
§ @ e ﬁ 90°s houlder milling cutt
S W p quare shoulder milling cutter
3 - L @ MPEM90-AP10-16
w
Kataldgové cislo D d L I Max.ap  Zavlajovanie VI, Po. hran . Kod
Reference Ap max Internal coolant Insert Insert : nb of edges (ode
MPEM90-AP10-D16-W16-L100-Z02H-4MP 16 16 100 30 9 o 2 AP 1003 2 71170926
MPEM90-AP10-D20-W20-L100-Z03H-4MP 20 20 100 30 9 (] 3 AP 1003 2 71170934
MPEM90-AP10-D25-W25-L100-Z04H-4MP 25 25 100 30 15 o 4 AP 1003 2 71170942
MPEM90-AP10-D32-W25-L105-Z05H-4MP 32 25 105 32 15 o 5 AP 1003 2 71170950
) di
P . @ 1) ) e e o
B < — - Stopka frézy na celné a rohové frézovanie pri 90
?. | _— MPFM90-AP10-16
éL = i ® ] ] o -
_,— ] = 90° square shoulder milling cutter
uP D | MPEM90-AP10-16
Katalogove Cislo D 1 L I Max. ap Zavlazovanie 7 VI. Poc. hrén vl. Kod
Reference Ap max Internal coolant Insert Insert :nb of edges (ode
MPFM90-AP10-D040-A16-Z05-H-4MP 40 16 40 - 9 o 5 AP 1003 2 65253003
MPFM90-AP10-D050-A22-206-H-4MP 50 22 40 - 9 [ J 6 AP 1003 2 65253011
MPFM90-AP10-D063-A22-207-H-4MP 63 22 40 - 9 o 7 AP 1003 2 65253038
MPFM90-AP16-D040-A16-Z04-H-4MP 40 16 40 - 15 @ 4 AP 1604 2 65253 046
MPFM90-AP16-D050-A22-205-H-4MP 50 2 40 - 15 o 5 AP 1604 2 65253054
MPFM90-AP16-D063-A22-206-H-4MP 63 2 40 - 15 o 6 AP 1604 2 65253062
MPFM90-AP16-D080-A27-207-H-4MP 80 27 50 - 15 o 7 AP 1604 2 65253070
MPFM90-AP16-D100-A32-208-H-4MP 100 32 50 - 15 [ J 8 AP 1604 2 65253089
Prislusenstvo
Accessories
Vlozky Skrutka Upinaci kli¢ Utahovaci moment
Inserts Screw Wrench Torque
Kataldgové Cislo Aeference Kéd code Kataldgové Cislo reference Kéd code
AP-10 3008-M2.5x6-4MP 65252120 80-T08-4MP 65252171 1,0Nm
AP-16 4015-M4x9-4MP 65252163 80-T15-4MP 65252201 3,5Nm

Viozky AP10.../AP16...
Inserts AP10.../AP16...

" Rozmer (mm) Skupina materialov IS0 /
r Dimensions 1S0 material group
Kataldgoveé cislo Lama triesok 4MP Kod
Reference Chip breaker 4P I L $ ' . . J . d (ode
APKT 1003PDER-IT MP25BM-4MP APKT 1003PDER 11,35 - 3,77 08 25 e | O 71170977
APKT 1003PDER-IT MP40BM-4MP APKT 1003PDER 11,35 - 3,77 08 25 o | e ° 67064 127
APMT 1604PDER MP25BM-4MP APMT 1604PDER 17,32 - 517 08 154 | @ | O 71170985
APMT 1604PDER MP35BM-4MP APMT 1604PDER 1732 517 08 154 | @ | O ° 67064 143
@ Hlavné pouZitie / First choice
154 O Sekundare pouZitie / Second choice




Frézovanie, drziaky nastrojov, vlozky a podmienky pouZzitia
Milling, toolholders, inserts and conditions of use

02

Posuv a hibka v zavislosti od materialu a lamaca triesok
Advance and depth depending on material and chip breaker

Grey cast iron

Nodular cast iron

Hibka rezu a posuvu
(utting depth and feed
. AP10- AP16
IS0 Klasifikécia materidlu AFNOR DIN TensTng;:;gth Tvrdost P——
i ificati Z (mm/zul
Material classification N/ mm) Hardness (HB) Ap (mm) A (mm/dts)y
min. max. min. max.
min max min max
Nelegovand ocel $300- 16NC6 9SMn36- 15CrNi6 <600 <180 o 0
Non-alloyed steel /Low Alloyed XC18- 16NC6 K15 - 15NiCr6 <950 <280 ' '
4 . 42(D4 - X(60 42(rMo4 - k60 700- 950 200- 280 02 10-15
Legovand ocel 01 0,18
Alloyed steel 740(DV4 X40CrMoV5 950- 1200 280- 355 ! !
55NCDV7 - 24014 55NiCrMoV6 - X30Cr13 1200-1400 355-415
Nehrdzavejtica ocel .
B ) Z2CNDN22.05 X2CrNiMoN22-5 778 230 0,1 0,18
AR e 304L - 316L - Z6CN18.09 304, 316, X6CNi18-10 675 200
ustenitic stainless steel
M 0,2 10-15
Velmi pevnd, vysoko legovand 0,1 0,18
e I3CNDN25.07Az X2CrNiMoN25 7 4 1013 300
recipitation hardening
stainless steel

Malleable cast iron
Superzliatiny na baze zeleza .
i Discalloy 943 280
Superzliatiny na baze kobaltu .
Gy Stellite 21 1076 320
S Superalintinyna bize ik 0,2 10-15 0,06 0,12
uperzliatiny na baze niklu
Ni-basedalloy Inconel 718 1177 350
Titdnovd zliatina X
Tialloy TiAl6V4 1262 370
Hlinik < 9% i
Aluminum < 9% A-U45G AlCuSiMn 260 75 0,2 10-15 0,12 0,15
N
HIinikqvé zliatina A-S10G G-AISi10Mg 447 130 0,2 10-15 0,1 0,15
Aluminum alloy
Povrchovo kalend, nastrojova ocel,
10006 - Z40CDV5 100Cr6 - X40CrMoV5 1
temperovand, manganové 50-60HRC 50-60HRC
" Hardened steel 2120M12 X120Mn12 ) )
Biela zliatina .
Chilled castiron Grade 2B FBNi4 Cr2HC 50-60HRC 55HRC

*Uvedené odpordcania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo néstroja, stav obrobku a chladiaca kvapalina.

*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.
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Milling, toolholders, inserts and conditions of use
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Stopka frézy na c¢elné a rohové frézovanie pri 90°
MPFM90-WNO08

90° square shoulder milling cutter

HPFM90-WNO08

Kataldgové cislo D di L I Max. ap Zavlazovanie 7 V. Pocet hran vl. Kod
Reference Ap max Internal coolant Insert Insert : nb of edges (ode
MPFM90-WN08-D50-A22-140-204-AR-4MP 50 22 40 8 o 4 WN.U0806 6 67061292
MPFM90-WN08-D63-A22-L40-206-AR-4MP 63 22 40 8 [ 6 WN.U 0806 6 67061306
MPFM90-WN08-D80-A27-L50-Z07-AR-4MP 80 27 50 8 [ 7 WN.U 0806 6 67061314
MPFM90-WN08-D100-A32-L50-Z08-AR-4MP 100 32 50 8 [ 8 WN.U 0806 6 67061322
MPFM90-WN08-D125-A40-L61-211-AR-4MP 125 40 61 8 ° 1 WN.U0806 6 67061330
Prislusenstvo
Accessories
Skrutka Upinaci kli¢ Utahovaci moment
Screw Wrench Torque
3,5Nm
Kataldgoveé cislo reference Kod code Katalogové Cislo reference Kod code
MPSP040085H-4MP 67064 232 MPDT-TP15-4MP 67064 216
Vlozky WNOS...
Inserts WNOS...
Rozmer (mm) Skupina materidlov 150 /
Dimensions (mm) Material group
Kataldgové cislo Lémat triesok 4MP Kod
Referen(% Chip breaker 4MP I d 2 J P M s N H (ode
WNGU 080604R-LSP MP40BM-4MP WNGU 080604R-LSP 8 125 |1 125 | 04 o ° ° 67063 813
WNGU 080604R-LSP MP35BM-4MP WNGU 080604R-LSP 8 125 | 125 | 04 ° o ° 67063 821
WNGU 080604R-GPM MP35BM-4MP WNGU 080604R-GPM 8 125 | 125 | 04 ° o ° 67063 848
WNGU 080604R-GPM MP40BM-4MP WNGU 080604R-GPM 8 125 | 125 | 04 o ° ° 67063 856
WNGU 080608R-GPM MC30BP-4MP WNGU 080608R-GPM 8 1251 125 | 08 ° O 67 063 864
WNGU 080608R-GPM MP25BM-4MP WNGU 080608R-GPM 8 1251125 | 08 ° o 71170993
WNGU 080608R-MPK MC30BK-4MP WNGU 080608R-MPK 8 1251 125 | 08 ° 67063 880
WNGU 080608R-MPK MP25BM-4MP WNGU 080608R-MPK 8 1251125 | 08 ° o 71171000
WNGU 080608R-LAA MN10AK-4MP WNGU 080608R-LAA 8 1251 125 | 08 o ° 69 108 954
WNGU 080608R-GPH MP15BH-4MP WNGU 080608R-GPH 8 1251125 ] 08 o ° 69108 970

@ Hlavné poufitie / First choice
O Sekundéme pouZitie / Second choice



Frézovanie, drziaky nastrojov, vlozky a podmienky pouZzitia 02
Milling, toolholders, inserts and conditions of use

g
=
~
K
P . . - "3 - <
Posuv a hibka v zavislosti od materialu a lamaca triesok S
Advance and depth depending on material and chip breaker :::
Hibka rezu a posuvu
Cutting depth and feed
Tvrdost , WNGU 08
Klasifikdcia materidlu Tensile Tordost
150 kécia materi ARNOR DIN Hardness wa | ousp | eemseen | e
Material classification strength (HB) Ap (mm)
(N/mm?) fz (mm/zuby) fz (mm/dts)
min. | max. [ min. | max. | min. | max. | min. | max. | min. | max.
min | max | min | max | min | max | min | max | min | max
Nelegovand ocel $300- 16NC6 9SMn36- 15CrNi6 <600 <180 01 | 028
R G XC18- 16NC6 (K15 - 15NiCr6 <950 | <280 S| e | || |
P 42(D4-XC60 42GMo4 - Ck60 700-950 | 200-280 I
Legovand ocel
Alloyed stee 740CDV4 X40CrMoV5 950-1200 | 280-355 v Lol on o 015 | 024
SSNCDV7 - 240CT4 P | 2001400 | 355415 LT [ es | o
Nehrdzavejiica ocel "
Duplex stainless steel Z2CNDN22.05 X2(riMoN22-5 778 20 . . 0,12 | 0,18 | 0,70 | 0,20 )
Austenitickd nehrdzavejtica ocel 304L-316L- .
M Austenitic stainless steel 76CN18.09 304,316, X6CrNi18-10 675 200 - - 0,12 { 06 | 0,70 | 0,18 | 0,17 | 032
Velmi pevnd, vysoko legovand
nehrdzavejiica ocel ’
Precipitatonhadening Z3CNDN25.07Az X2CrNiMoN25 7 4 1013 300 - | - oz |00 024 -
stainless steel
Grey cast iron
‘ - - (012702 |01 | 028 | 015 [ 030
Nodular cast iron
8
Malleable cast iron - - [012]0718 |00 | 024 | 015 [ 026
Superzliatiny na baze zeleza |
[t Discalloy 943 280 - - 0,12 | 0,13 | 0,70 | 0,15
Superzliatiny na baze kobaltu .
bl Stellite 21 1076 320
S F—— - - 10121012010 | 013
uperzi |at|ny na baze niklu -
Ni-based alloy Inconel 718 177 350
Titdnovd zliatina .
Tialloy TiAl6V4 1262 370 - - 10121013010 015
Hlinik < 9% .
Auminum < 9% A-U4sG AICuSiMn 260 75 0,70 | 0,24
N - - -
Hinkoisalaina A-5106 G-AISi10Mg 7 130 010 | 0,24
luminum alloy
Ponchovokalnd, nastiojod o, | 400c6_7400py5 | 10016 - X4OCTMoVS
temperovan, manganové 7120M12 1X120Mn12 - 50-60HRC
Hardened steel
H - - - 0,1 | 015 -
Biela zliatina .
Chiled castiron Grade 2B FB Ni4 Cr2HC - 55HRC

*0dportcania by sa mali upravit na zaklade niekolkych faktorov, ako je tuhost stroja, rieenie upinania, podmienky obrébania a rieSenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
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Frézovanie / Milling

Stopka frézy na celné a rohové frézovanie pri 90°
MPFM90-LN13

90° square shoulder milling cutter

MPFM90-LN13

Kataldgové cislo D di L I Max.ap  Zavlajovanie 7 VI, Pocet hran v. Kod
Reference Ap max Internal coolant Insert Insert : nb of edges (ode
MPFM90-LN13-D40-A16-L40-Z04-AR-4MP 40 16 40 = 12 ° 4 [NHU1306 4 67061357
MPFM90-LN13-D50-A22-L40-205-AR-4MP 50 22 40 - 12 ° 5 LNHU 1306 4 67061365
MPFM90-LN13-D63-A22-L40-206-AR-4MP 63 22 40 - 12 ° 6 LNHU1306 4 67061373
MPFM90-LN13-D63-A22-L40-208-AR-4MP 63 22 40 - 12 ° 8  LNHU1306 4 67061381
MPFM90-LN13-D80-A27-L50-207-AR-4MP 80 27 50 - 12 ° 7 LNHU 1306 4 67061411
MPFM90-LN13-D80-A27-L50-210-AR-4MP 80 27 50 - 12 ° 10 LNHU 1306 4 67061438
MPFM90-LN13-D100-A32-L50-209-AR-4MP 100 32 50 - 12 ° 9 LNHU1306 4 67061 446
MPFM90-LN13-D100-A32-L50-213-AR-4MP 100 32 50 - 12 o 13 LNHU 1306 4 67061454
PrisluSenstvo
Accessories
Skrutka Upinaci klti¢ Utahovaci moment
Screw Wrench Torque
3,5Nm
Kataldgové Cislo Reference Kéd code Katalégové Cislo Reference Kéd code
MPSP040112-4MP 67 064 259 MPDT-TP15-4MP 67064 216
d r S
Vlozky LN13...
b ; 3 N Inserts LN13...
©
@ | ©
Rozmer (mm) Skupina materialov 150 /
Dimensions (mm) 1S0 material group
Kataldgové cislo Lémac triesok 4MP Kéd
Reference Chip breaker 4MP ' d s r b Pl M S N H ot
LNHU 130608ER-MPK MP25BM-4MP LNHU 130608ER-MPK 132 68 |1015]| 08 | 27 ° o 71171019
LNHU 130608ER-MPK MP35BM-4MP LNHU 130608ER-MPK 132 68 |1015]| 08 | 27 ° o] ° 67063910
LNHU 130608ER-MPK MP40BM-4MP LNHU 130608ER-MPK 132 68 |1015] 08 | 27 o ° ° 67063 929
LNHU 130608ER-MPK MC30BK-4MP LNHU 130608ER-MPK 132 68 | 1015 08 | 27 ° 67063 937
LNHU 130608ER-LAA MN10AK-4MP LNHU 130608ER-LAA 32| 68 |1015]| 08 | 27 o ° 69108 962

® Hlavné poufitie / First choice
O Sekundéme pouZitie / Second choice
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02

Posuv a hibka v zavislosti od materialu a lamaca triesok
Advance and depth depending on material and chip breaker

Hibka rezu a posuvu
(utting depth and feed
LNHU1306
Trdost
Klasifikécia materidlu Tensile Turdost MPK LAA
1S0 ) o AFNOR DIN
Material classification strength Hardness (HB) Ap (mm) f2 (mm/zuby) fz (mm/dts)
(N/mn?)
mm
min. | max. | min. | max. | min. | max.
min max min max min max
Nelegovan ocel $300- 16NC6 9SMn36- 15CrNi6 <600 <180 0,12 0,24
Non-alloyedsteel /Low Alloyed XC18- 16NC6 (K15 - 15NiCr6 <950 <280 012 | 018
J . 42(D4 - XC60 42(rMo4 - Ck60 700 - 950 200- 280 0,12 0,18
Legovand ocel
Alloyed steel 740CDV4 X40CrMoV5 950-1200 280-355 0,12 0,14
55NCDV7 - Z40C14 55NiCrMoV6 - X30Cr13 1200-1400 355-415 0,12 0,14
Nehrdzavejtica ocel .
Bt i) Z2CNDN22.05 X2CrNiMoN22-5 778 230 0,12 0,16
Austenitickd nehrdzavejtica ocel .
" e o 304L - 316L - Z6C(N18.09 304,316, X6CrNi18-10 675 200 0,12 0,15
Velmi pevnd, vysoko legovana
nefdzavejca ocel I3CNDN25.07Az X2CrNiMoN25 7 4 1013 300 012 | 014
Precipitation hardening
stainless steel
0,6 12 - -
Grey cast iron 012 03
Nodular cast iron 012 0.24
Malleable cast iron 012 018
Superzliatiny na baze Zeleza .
e Discalloy 943 280 0,12 0,14
Superzliatiny na baze kobaltu .
. (o-based alloy Stellite 21 1076 320 0,12 0,14
Superzliatiny na baze niklu
Niesedalty Inconel 718 77 350 0,12 0,14
Titdnova zliatina .
Tralloy TiAl6V4 1262 370 0,12 0,14
Hlinik < 9% .
Numinam < 9% A-U4SG AICuSiMn 260 75
N - 0,08 0,30
Hinkotltina A-S106 G-AISi10Mg w7 130
luminum alloy
Povrchovo kalend, néstrojova ocel, 100Cr6-X40CrMov5-1
temperovand, manganova 10006 - Z40CDV5 - Z120M12 50-60HRC 50-60HRC
H X120Mn12
lardened steel
H R
Biela zliatina .
Chilled st ron Grade 2B FBNi4 Cr2HC 55HRC 55HRC

*0dportcania by sa mali upravit na zaklade niekolkych faktorov, ako je tuhost stroja, rieenie upinania, podmienky obrébania a rieSenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia
Milling, toolholders, inserts and conditions of use

Frézovanie /Milling

Stopka celnej frézy 45°

MPFF45-SN12

45° Approach angle milling cutter for face milling
MPFF45-SN12

Katagove i I T T
MPFF45-SN12-D50-A22-L40-Z04-AR-N-4MP 50 2 40 - 6,5 ° 4 SNX1206 8 67061462
MPFF45-SN12-D63-A22-L40-206-AR-N-4MP 63 2 40 - 6,5 ° 6 SN.X1206 8 67061470
MPFF45-SN12-D80-A27-L50-205-AR-N-4MP 80 27 50 = 6,5 ° 5 SN.X1206 8 67061489
MPFF45-SN12-D80-A27-L50-07-AR-N-4MP 80 27 50 - 6,5 o 7 SNX1206 8 68118 069
MPFF45-SN12-D100-A32-L50-Z06-AR-N-4MP 100 32 50 = 6,5 ° 6 SN.X1206 8 67061497
MPFF45-SN12-D100-A32-L50-Z08-AR-N-4MP 100 32 50 - 6,5 ° 8  SN.X1206 8 68118077
MPFF45-SN12-D125-A40-L63-208-AR-N-4MP 125 40 63 - 6,5 ° 8  SN.X1206 8 67061500
MPFF45-SN12-D160-A40-L63-210-NR-N-4MP 160 40 63 - 6,5 - 10 SN.X1206 8 67061519
Prislusenstvo
Accessories
Skrutka Upinaci kli¢ Utahovaci moment
Screw Wrench Torque
| r—
5,0Nm
Kataldgové Cislo Reference Kéd code Katalégové Cislo Reference Kéd code
MPSP050120-4MP 67292014 MPDT-TP20-4MP 67416 805

%

Vlozky SN12...
%N m Inserts SN12...
Rozmer (mm) Skupina materialov 150 /
s Dimensions (mm) 1S0 material group
Kataldgové cislo Lémat triesok 4MP Kod
Reference Chip breaker 4MP I : s ' : P i . 4 d (ode
SNHX 1206ZNN-AAA MN10AA-4MP SNHX 1206ZNN-AAA 27 - |16%| - |18 O | e 67063 945
SNGX 1206ANN-GPM MP35BM-4MP SNGX 1206ANN-GPM 271 - |698| - | 18| e ¢} ° 67063 953
SNGX 1206ANN-GPM MP25BM-4MP SNGX 1206ANN-GPM 127 - |698| - | 18| e (¢} 71171027
SNGX 1206ANN-RPK MP25BK-4MP SNGX 1206ANN-RPK 1271 - 698 | - 18 ° 71171035
SNGX 1206ANN-RPK MP25BM-4MP SNGX 1206ANN-RPK 27 - |698| - | 18| e o 71171043
SNGX 1206ANN-RKK MC30BK-4MP SNGX 1206ANN-RKK 127 - | 698 - |18 ° 67064 003

® Hlavné poufitie / First choice
O Sekundéme pouZitie / Second choice
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouZzitia
Milling, toolholders, inserts and conditions of use

02

Posuv a hibka v zavislosti od materialu a lama¢a triesok
Advance and depth depending on material and chip breaker

Frézovanie /Milling

Hibka rezu a posuvu / Cutting depth and feed
SNHX/SNGX 1206..
Klasifikdcia Tvrdost , GPM RPK RKK AAA
Iso |  materidlu AFNOR DIN fensil errg:essts f2 (mm/
lMa)tﬁeria/ ;vtr/engtl; ) Ap (mm) | ¢ (mm/zuby) |fz (mm/zuby)fz (mm/zuby) ZZl(:E;')‘
ifadti
dassification (N/mmr) fz(mm/dts) | fz(mm/dts) | fz(mm/dts) | (mm/dts)
min. |max.| min. | max. | min. | max. | min. | max. [ min. | max.
min | max | min max | min | max | min | max | min | max
Nelegovangocet | 5300 16NC6 e <600 <180 - 020 | 300 .
Non-alloyed steel 0,18 0,45
Low Alloyed XC18- 16NC6 05 <950 <280 022 | 050 | 027 | 055 -
15NiCr6
P
42(D4 - XC60 42(5(’%04 700- 950 200- 280 0,15 0,40 020 | 045 | 025 | 050 -
Legovand ocel :
Alloyed steel 740CDV4 X40CrMoV/5 950- 1200 280 - 355 0,15 0,35 018 | 040 | 022 | 045 -
55NCDV7 55NiCrMoV6
280C14 30013 1200-1400 355-415 0,12 0,25 015 | 030 | 0,18 | 035 -
Nehrdzavejtica ocelx X2CrNiMo
e Z2CNDN22.05 N22-5 778 230 0,22 0,35 - - -
Austeniticka
nehrdzavejiica ocel 304L-316L 304,316 )
Austenic 26CN18.09 X6CrNi18-10 78 A 018 | 035 | 020 | 040 | 024 | 045
M stainless steel
Velmi pevnd,
vysoko legovand .
nehrdzavjicaocel | Z3CNDN25.07Az Xﬁg’m" 1013 300 015 | 030 - - )
Precipitation hardening
stainless steel
. 0,18 0,50 022 | 060 | 026 | 0,70 -
Grey cast iron
Nodular castiron 0,18 0145 | 022 | 050 | 026 | 0,60 -
6-7
Malleable castron 0,22 0,50 026 | 060 | 030 [ 0,60 -
Superzliatiny na baze
Zeleza Discalloy 943 280 0,12 0,30 015 | 035 | 0,18 | 035 -
Fe-based alloy
Superzliatiny na baze
kobaltu Stellite 21 1076 320 0,04 0,13 0,04 | 0,15 - -
S (o-based alloy
Superzliatiny na baze
niklu Inconel 718 n77 350 0,07 0,20 012 | 022 - -
Ni-based alloy
Titdnovd zliatina .
Tialloy TiAl6V4 1262 370 0,10 0,25 - -
Hlinik < 9% .
Aluminum < 9% A-U4SG AlCuSiMn 260 75 - - - 0,70 | 0,30
N
Hinkos latina A-S106 G-AISiOMg w7 130 - - - 010 | 024
luminum alloy
Povrchovo kalend,
nastrojova ocel,
) 10006 - Z40CDV5 100Cr6-X40Cr
‘m‘;‘;’a"[‘]’;"": 7120M12 Movs 1X120Mn12 AR Bt
H Hardened steel 0,10 0,20 012 | 025 | 0,5 | 030 -
Biela zliatina :
Chiled castion Grade 2B FBNi4 (r2HC 55HRC 55HRC

*0dporticania by sa mali upravit na zaklade niekolkycch faktorov, ako je tuhost stroja, riesenie upinania, podmienky obrabania a riesenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia
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Frézovanie /Milling

Stopka celnej frézy 45°
MPFF45-XNO07
45° Approach angle milling cutter for face milling

MPFF45-XN07
Kataldgové cislo Zavlazovanie VI, Podet hran vl. Kod
Referen(ge D di L I gEaX Internal coolant z Insert Insert : nb of edges (ode
MPFF45-XN07-D40-A16-L40-203-AR-4MP 40 16 40 - 44 o 3 XN.U 0705 14 67061535
MPFF45-XN07-D50-A22-L40-204-AR-4MP 50 22 40 - 44 ° 4 XN.U 0705 14 67061543
MPFF45-XN07-D63-A22-L40-205-AR-4MP 63 22 40 - 44 ° 5 XN.U 0705 14 67061551
MPFF45-XN07-D80-A27-L50-206-AR-4MP 80 27 50 - 44 ° 6 XN.U 0705 14 67061578
MPFF45-XN07-D100-A32-L50-Z07-AR-4MP 100 32 50 - 44 o 7 XN.U 0705 14 67061586
MPFF45-XN07-D125-A40-L63-Z08-AR-4MP 125 40 63 - 44 o 8 XN.U 0705 14 67061594
MPFF45-XN07-D160-A40-L63-209-NR-4MP 160 40 63 - 44 - 9 XN.U 0705 14 67061608
Prislusenstvo
Accessories
Skrutka Upinaci klti¢ Utahovaci moment
Screw Wrench Torque
b e E——
3,5Nm
Kataldgoveé islo reference Kéd code Kataldgové Cislo Reference Kéd code
MPSP040112-4MP 67064 259 MPDT-TP15-4MP 67064 216
XNMU..07 XNGX..07 s
2 d R L4 N /
AN 7 J i
== \ L Viozky XNO7.../XNO7...W (wiper)
/ | \ . Inserts XNO7.../XNO07...W(wiper)
Lo mEAN
| b
Rozmer (mm) Skupina materidlov 150 /
Dimensions (mm) 1S0 material group
Kataldgové cislo Lémat triesok 4MP Kod
Reference Chip breaker 4P I g s ' : : L & 4 4 (ode
XNMU 0705ANN-GPM MP25BM-4MP XNMU 0705ANN-GPM 7 145 | 54 | 08 | 11 ° (0] 71171051
XNMU 0705ANN-GPM MP35BM-4MP XNMU 0705ANN-GPM 7 145 | 54 | 08 | 11 ° 0] ° 67 064 038
XNGX 0705ANN-W MP30BM-4MP XNGX 0705ANN-W (wiper) - 15 54 1 6 ° (0] 67 064 046

® Hlavné poufitie / First choice
O Sekundéme pouZitie / Second choice
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia 02
Milling, toolholders, inserts and conditions of use

Posuv a hibka v zavislosti od materialu a lamaca triesok
Advance and depth depending on material and chip breaker

Frézovanie /Milling

Hibka rezu a posuvu
Cutting depth and feed
XN...0705...
Klasifikdcia Turdost Tordost
materidlu Tensile GPM
ISO : AFNOR DIN Hardness
Material strength (HB) Ap (mm)
classification (N/mm?) foz(Tmr%;;tl:)y)
min. max. min. max.
min max min max
95Mn36
Nelegovana ocel ST 15CrNi6 <Ll il
Non-alloyed steel Ck 0,18 0,45
Low Alloyed : 15
XC18-16NC6 15NiCr6 <950 <280
P 42(rMo4
42(D4-XC60 o 700-950 | 200-280 0,15 040
Legovand ocel :
Alloyed steel 740CDV4 X40CrMoV5 950-1200 280-355 0,15 0,35
55NCDV7 55NiCrMoV6
740014 300113 1200-1400 355-415 0,12 0,25
Nehrdzavejiica ocel X2CrNiMo
Duplex stainless steel Z2CNDN22.05 N22-5 778 230 0,20 035
Austenitickd
nehrdzavejiica ocel 304L-316L 304,316
Nusenitic 76CN18.09 X6CrNi18-10 675 20 018 035
M stainless steel
Velmi pevnd,
vysoko legovand .
nehrdzavejicaocel | Z3CNDN25.07Az Xﬁgg“;"f 1013 300 0,15 030
Precipitation hardening
stainless steel
Grey cast iron 018 045
0,60 3,6-44
Nodular cast iron 0.18 045
Malleable cast iron 0.20 040
Superzliatiny na baze
Jeleza Discalloy 943 280 0,12 0,25
Fe-based alloy
Superzliatiny na baze
kobaltu Stellite 21 1076 320 0,04 0,13
S (o-based alloy
Superzliatiny na baze
niklu Inconel 718 n77 350 0,07 0,20
Ni-based alloy
Titdnovd zliatina .
il TiAl6V4 1262 370 0,10 0,25
Hlinik < 9% "
Aluminum < 9% A-U4SG AICuSiMn 260 75
N -
Hinkos fatina A-5106 G-AISiOMg a7 130
luminum alloy
Povrchovo kalend,
nastrojova ocel,
. 100C6 - Z40CDV5 100Cr6 - X40CrMoV/5 1
temperevan)a, 7120M12 X120Ma12 50-60HRC 50-60HRC
H manganova -
Hardened steel
Biela zliatina .
Chilld castiron Grade 2B FBNi4 (r2HC 55HRC 55HRC

*0dporticania by sa mali upravit na zaklade niekolkych faktorov, ako je tuhost stroja, riesenie upinania, podmienky obrabania a riesenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouzitia
Milling, toolholders, inserts and conditions of use

%
kY
s
g
P
w -
Stopka frézy
s vysokym posuvom
15° MPFH15-XD12
> @ —-> 15° Approach angle milling
@ ﬁ @ @ cutter for high feed
MPFH15-XD12
Kataldgové cislo Zavlazovanie vI. Pocet hran vl. Kod
Referen(% D di L e Internal coolant z Insert Insert : nb of edges (ode
MPFH15-XD12-D52-A27-L40-205-AR-4MP 52 27 40 25 ° 5 XD..1205 4 71171086
MPFH15-XD12-D63-A22-140-205-AR-4MP 63 22 40 25 ° 5 XD..1205 4 67061675
MPFH15-XD12-D80-A27-L50-208-AR-4MP 80 27 50 25 ° 8 XD..1205 4 71171094
MPFH15-XD12-D100-A32-L50-209-AR-4MP 100 32 50 25 ° 9 XD..1205 4 71171108
Prislusenstvo
Accessories
Skrutka Upinaci kli¢ Utahovaci moment
Screw Wrench Torque
3,5Nm
Kataldgové Cislo reference Kod code Katalogové Cislo reference Kod code
MPSP040112-4MP 67064259 MPDT-TP15-4MP 67064216

D)) )) , . 7 Vlozky XD...1205
: ‘ ‘ Inserts XD...1205
VN
S

Rozmer (mm) Skupina materidlov 150 /
Ls | Dimensions (mm) 150 material group
Lt e lEEEEEE BRER:
XDLT 120508ER-LSP MP25BM-4MP XDLT 120508ER-LSP - [ 127 [ 556 | 08 | 22 | e o 71171116
XDLT 120508ER-LSP MP35BM-4MP XDLT 120508ER-LSP - | 127155 | 08 | 22 | e o ° 67 064 100
XDMW 120508ER-RKK MC30BK-4MP XDMW 120508ER-RKK - | 127 | 55 | 08 | 22 ° 67064119

@ Hlavné poutitie / First choice
O Sekundéme pouZitie / Second choice
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Frézovanie, drziaky nastrojov, vlozky a podmienky pouZzitia
Milling, toolholders, inserts and conditions of use

02

Posuv a hibka v zavislosti od materialu a lamaca triesok
Advance and depth depending on material and chip breaker

Hibka rezu a posuvu / Cutting depth and feed
XD..1205..
Klasifikéci Tordost Celné frézovanie, rohové frézovanie Zahlbovanie
as; .qlcla }’ rn (;IS Tvrdost Shoulder Milling Plunging
IS0 fian AFNOR DIN o ;gfh Hardness
o (HB) fz (mm/zuby) fz (mm/zuby)
classification N/ mm?) Ap (mm) fo (mmdts) Ap (mm) f2 (mm/dts)
min. max. min. max. min. max. min. max.
min max min max min max min max
9SMn36
Nelegovana ocel ST 15CrNi6 ety <k
Non-alloyed steel 0,30 2,00 0,10 0,25
Low Alloyed XC18- 16NC6 e <950 <280
[
42(D4 - X(60 42C(kr£:|)04 700- 950 200 - 280
Legovana ocel :
Alloyed steel 740CDV4 X40CrMoV5 950 - 1200 280- 355 0,30 2,00 0,10 0,18
55NCDV7 55NiCrMoV6
74014 30013 1200-1400 355-415
Nehrdzavejiica ocel X2CrNiMo
Duplex stainless steel Z2CNDN22.05 N22-5 8 20
Austeniticks 0,20 1,00 0,12 0,18
nehrdzavejiica ocel 304L-316L 304,316
Austenitic 26CN18.09 X6CrNi18-10 673 20
M stainless steel
Velmi pevnd,
vysoko legovand "
nehrdzavejicaocel | Z3CNDN25.07Az Ko 1013 300 010 | 060 005 | 00
Precipitation hardening
stainless steel
Grey cast iron
Nodular cast iron 2,5 030 2,00 0,50 9 0,30 2,00
Malleable cast iron
Superzliatiny
na baze zeleza Discalloy 943 280
Fe-based alloy
Superzliatiny
na baze kobaltu Stellite 21 1076 320
s Co-based ally 030 | 200 010 | 02
Superzliatiny
na baze niklu Inconel 718 n77 350
Ni-based alloy
Titdnovd zliatina .
Tialloy TiAl6V4 1262 370
Hlinik < 9% .
Numinium < 9% A-U4SG AICuSiMn 260 75
N — 0,30 1,50 0,10 0,40
Hinko laina A-5106 G-AISi1OMg w7 130
luminum alloy
Povrchovo kalend,
nastrojova ocel,
) 100C6 - Z40CDV5 100Cr6-X40Cr
temperf)vanta, 7120012 Movs 1120Mn12 50-60HRC 50-60HRC
H manganova 0,30 1,00 0,08 0,15
Hardened steel
Biela zliatina "
Chiled astron Grade 28 FBNi4 (r2HC 55HRC 55HRC

*0dporticania by sa mali upravit na zaklade niekolkycch faktorov, ako je tuhost stroja, riesenie upinania, podmienky obrabania a riesenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
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Frézovanie, drZiaky nastrojov, vlozky a podmienky pouZitia
Milling, toolholders, inserts and conditions of use

Stopka frézy s
vysokym posuvom

- = g MPEH20-LN06...C
I T .
g 7% éa ﬂ [y / Milling cutter for high speed
L N z

Frézovanie / Milling

MPEH20-LN06...C

Kataldgové cislo D di apmax  Zavlafovanie VI, Pocet hran vl. Kod
Reference Ap max Internal coolant Insert Insert : nb of edges (ode
MPEH20-LN06-D17-C16-L150-Z02-AR-4MP 17 16 150 25 0,7 L] 2 LNMX 0604 4 67061616
MPEH20-LN06-D21-C20-L160-Z03-AR-4MP 21 20 160 30 0,7 L] 3 LNMX 0604 4 67061624
MPEH20-LN06-D26-C25-L180-Z03-AR-4MP 26 25 180 35 0,7 L] 3 LNMX 0604 4 67061632
MPEH20-LN06-D33-C32-L200-Z04-AR-4MP 33 32 200 35 0,7 ° 4 LNMX 0604 4 67061640
L
Stopka frézy s vysokym
posuvom MPFH20-LNO06...A
Milling cutter for high speed
MPFH20-LNO06...A
Kataldgové cislo D oa L I apmax  Zavlazovanie 7 VI, Pocet hran vl. Kod
Reference Ap max Internal coolant Insert Insert : nb of edges (ode
MPFH20-LN06-D40-A16-L40-Z06-AR-4MP 40 16 40 ° 0,7 L] 6 LNMX 0604 4 67061659
PrisluSenstvo
Accessories
Skrutka Upinaci kli¢ Utahovaci moment
Screw Wrench Torque
1,0Nm
Kataldgové Cislo / Reference Kéd / code Kataldgové Cislo / Reference Kéd / code
MPSP02506450H-4MP 67 064 224 MPDT-TP08-4MP 67064 208
Vlozky LNO6...
Inserts LNO6...
4 Rozmer (mm) Skupina materialov SO
S Dimensions (mm) Material group
Kataldgové cislo Lamat triesok 4MP Kod
Referen(% Chip breaker 4MP I d 8 b b P M 5 N H (ode
LNMX 060410R-LSP MP35BM-4MP LNMX 060410R-LSP 0 | 635 | 36 1,0 ° ° o ° 67 064 054
LNMX 060410R-LSP MP40BM-4MP LNMX 060410R-LSP 0 | 635 36 1,0 - (0] ° 67 064 062
LNMX 060410R-GPM MP25BM-4MP | LNMX 060410R-GPM 0 | 635 | 36 1,0 - ° 71171078
LNMX 060410R-GPM MP35BM-4MP | LNMX 060410R-GPM 10 | 635 | 36 1,0 - ° (¢] ° 67 064089
LNMX 060410R-GPH MP15BH-4MP LNMX 060410R-GPH 10 | 635 | 36 1,0 - (e} ° 69108 989

® Hlavné poutitie / First choice
O Sekundarne poutitie / Second choice
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Frézovanie, drZiaky nastrojov, vlozky a podmienky pouZitia O 2

Milling, toolholders, inserts and conditions of use

g
5
~
B
<
S
P . .y . v . e
Posuv a hibka v zavislosti od materialu a lamaca triesok g
Advance and depth depending on material and chip breaker
Hibka rezu a posuvu / Cutting depth and feed
LNMX 06..
KIa5|ﬁk.alqa Turdost Turdost LSP GPM / GPH
materidlu Tensile
ISO : AFNOR DIN Hardness Ap (mm)
Material strength (HB) P (mm fz (mm/zuby) fz (mm/zuby)
dlassification (N/mm?) 2 (mm/dts) fz (mm/dts)
min. max. min. max. min. max.
min max min max min max
Nelegovana . 95Mn36
ogcel’ $300- 16NC6 15CiNi6 <600 <180
Non-alloyed steel K15
[
420D4-XC60 ot 700-950 | 200-280 030 200 030 200
Legovand ocel L
Alloyed steel 740CDV4 X40CrMoV5 950- 1200 280- 355
55NCDV7 55NiCrMoV6
240014 3003 1200-1400 355-415
0,10 0,7
Nehrdzavejiica ocel X2CrNiMo ! '
Duplex stainless steel Z2CNDN22.05 N22-5 778 230
Austenitickd
nehrdzavejiica ocel 304L-316L 304,316
Ausenitic 76CN18.09 X6CrNi18-10 675 20
M stainless steel 0,30 2,00 0,30 2,00
Velmi pevnd,
vysoko legovana ;
nehrdzavejiica ocel’ I3(NDN25.07Az XﬁgrSNmo 1013 300
Precipitation hardening
stainless steel
Grey cast ron . . . . . )
Nodular cast iron ° - ° - N :
Malleable cast iron . ° ; ° - :
Superzliatiny
na bize zeleza Discalloy 943 280 - - - - - -
Fe-based alloy
Superzliatiny
na béze kobaltu Stellite 21 1076 320 - - - - - -
3 (o-based alloy
Superzliatiny
na baze niklu Inconel 718 177 350 - - - - - -
Ni-based alloy
Titdnovd zliatina -+
el TiAl6V4 1262 370 - - - - - -
Hlinik < 9% .
Aluminum < 9% A-U4SG AlCuSiMn 260 75 - - - - - -
N
Hinko laina A-5106 G-AISi1OMg w7 130 - - - - - -
luminum alloy
Povrchovo kalend,
nastrojova ocel,
) 10006 - Z40CDV5 100Cr6-X40Cr § ' ] i ] ] i -
temperf)vanf), 7120M12 Movs 1X120Mn12 50-60HRC 50-60HRC 0,3 1,0
manganova
H Hardened steel
Biela zliatina :
Chiled castion Grade 28 FBNi4 Cr2HC 55HRC 55HRC - - - - - -

*0dporticania by sa mali upravit na zaklade niekolkych faktorov, ako je tuhost stroja, rieenie upinania, podmienky obrabania a riesenie chladenia.
*Recommendations should be adjusted according to several factors such as machine rigidity, clamping solution, machining conditions and coolant solution.
**Uniquement avec nuance MP15BH
**Only with grade MP158H
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Rampovacie frézovanie
Straight ramping

Frézovanie s helikalnou interpolaciou
Helical ramping

Max.ap(mm) 5
Max.ramp A = —[ .g
L =
Rampovacie frézovanie Helikdlna interpoldcia
Priemer rezu (D) Straight ramp down Helical ramping
Cutter diameter NS . . -
. Minimdina dizka L (mm) Min. priem. (mm) Max. priem. (mm) Max. stipanie (mm)
L Max. ap o) Min length L (imm) Min. dia. (mm) Max. dia. (mm) War. pitch (mm)
217 2,6° 07 154 25 34 07
221 18 07 223 33 Ly} 07
226 13° 07 308 3] 52 07
233 09° 0,7 446 57 66 07
240 07° 07 573 71 80 07
Polomer programovania
NC Program Radius
NC Program Radius
v Udaje pre NC programovanie
, Technical information for NC program
Polomer programovania R Zvysny materidl T1 Pridavok na obrabanie T2
Program R Un-CutT1 Over-Cut T2
R1,5 043 0
R2,0 0,29 0,06
R2,5 0,15 0,24
Poznamka: Vyberte polomer programovania R1,5 pre pridavok
na obrabanie OCT2 =0

Note: Select R1,5 as program R, without over-cut

Program
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Rychlost rezania a otacania

Cutting speed
*
. 7_000 Vc oy *Dc*n
- Vc= (m/min)
i) 1000
w*Dc

Vc : rychlost rezania / Cutting speed (m/min)
n:=3.14
Dc : priemer / Diameter (mm)
n : rychlost otdcania / Spindle speed (tr/min)

Posuv na zub
Feed rate per tooth

vf

fz= (mm/z)

n*Z

fz : Posuv na zub / Feed rate per tooth (mm/z)
Vf: posuv / Feed speed (mm/min)

n : rychlost otdcania / Spindle speed (tr/min)
Z: Pocet zubov / Number of teeth

posuv za otacku
Feed rate per rev.

vf

f= (mm/tr)
n
f: posuv za otdcku / Feed rate per rev. (mm/tr)
Vf: posuv / Feed speed (mm/min)

n : rychlost otdcania / Spindle speed (tr/min)

o= 8

Technické informacie

Technical information

(as obrabania
Machining time

L
Tc=

(min)
%3

Tc: cas obrdbania / Machining time (min)
L :dlzka obrdbania / Cutting length (mm)
Vf: posuv / Feed speed (mm/min)

Zaber
Chip removal

ap *ae * Vf
(cm?/min)
1000

Q=

Q:Zdber / Chip removal (cm*min)
ap : hibka rezu / Cutting depth
ae: Reznd Sirka / Cutting width

Vf: posuv / Feed speed (mm/min)

1
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Klasifikacia
150" 4MP COROMANT| ISCAR KENNAMETAL | JONGEN | KYOCERA |MITSUBISHI SECO SUMITOMO | INGERSOLL | TUNGALOY | WALTER
(lassification SO
MP25BM KC522M PRE30 MP1501 13225
MC30BP G(4220 1C950 KC635M HT35 PR660 MC7020 MP2501 ACP200 IN2040 AH330 WKP25
PR730
P
GC1130 1C808 KG22M HC45 PR9925 MP3000 IN6520 ﬁngg WKP35
MP33EM G(4330 1C908 KC635M HT45 PR830 7020 MS2500 ACP300 IN6530 AH730 WKP35S
KC730M
GH330
PR730
GC1130 13130
MP25BM G(2030 1C808 KC635M HT30 PR830 FH7020 MP2501 ACP200 IN2040 AH725 WSM35
€C1025 1C908 PR925 F30M AH120 WXM35
PR1025
1830 AH130 WXM35
M MP35BM G;ﬁg}m 13330 KC7725M HT32 PPRF: 92 0255 VFP730(;|§)T 53([))2/(‘) ACP300 :Eggg AH140 WSM35
10928 SH730 WSP45
1830 AH140 WMP45G
MP40BM (4340 13330 Eg;gm HT50 F7030 mf; 3 2 8 AACC ,;33%% :ugz;i 13130 WXP45
10928 AH130 WSP45
PR905 T1215
MQ0BK G(3220 1C810 KCK15 MK2050 ACK200
MP35BK G(3330 10910 KC524M H120 PRS0 MGs020 MK1500 ACK300 IN2510 AH120 WKK255
PR610 GH110
N MN10AN H13A 1C08 KCNOS ALOS KW10 LC15TF H15 INT0K KS15F WK10
H MP15BH G(C1010 DT7150 KC637M K15M MP8010 MH1000 IN2504 AH8005 WHH15
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Ryichlost rezania a otacania
Cutting speed

1000 * Vc wt*Dc*n
(tr/min) Vc=
wt*Dc 1000

n= (m/min)

Ve :rychlost rezania / Cutting speed (m/min)
=314
Dc: priemer / Diameter (mm)
n : rychlost otdcania / Spindle speed (tr/min)

posuv za otacku
Feed rate per rev.

Vf
f=

(mm/rev)
n

f: posuv za otdcku / Feed rate per rev. (mm/rev)
V¥ : posuv / Feed speed (mm/min)
n : rychlost otdcania / Spindle speed (rev/min)

Zaber
Chip removal

Vf*mt*De
0= (cm’/min)
4*1000
Q: Zdber / Chip removal (cm™/min)
Vf: posuv / Feed speed (mm/min)
=314
Dc : Priemer vrtdku / Drill diameter (mm)
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Technické informacie

Technical information

Posuv na zub
Feed rate per tooth

Vf

fz= (mm/z)

n*7

fz: Posuv na zub / Feed rate per tooth(mm/z)
Vf: posuv / Feed speed(mm/min)

n : rychlost otdcania / Spindle speed(rev/min)
Z: Pocet zubov / Number of teeth

¢as obrabania
Time of cut

L
Tc=

(min)
Vf

Tc § Cas obrdbania / Time of cut (min)
L : dlzka obrdbania / Length of feed (mm)
Vf: posuv / Feed speed (mm/min)

Kratiaci moment vitania
Torque

D2 *Kc *f
Mc=

(N*m)
8000
Mc : Kratiaci moment vitania / Torque
Dc : Priemer vrtdku / Drill diameter (mm)
Ke : Tvrdost materidlu / Unit cutting force (N/mm?)
f: posuv za otdcku / Feed rate per rev. (mm/rev)



Kodifikacia

V¥tanie/ Drilling

Designation system

MP  TUM| 16 x D3|

W ¢ M T (o503 o8

amp

5 7 8 9
[2] Typ driiaka vioziek [3 ] Priemer vitania [4] Hlbka vitania
Cutter Style Tool Diameter Drilling Depth

TUM : Vrtdk s vlozkami
Indexable Drill

[5] Tvarvlozky Typ vlozky Hribka viozky
Insert Shape Insert Type Thickness

L e T X 015=159
X s 5 M B ) y T s=198
0o A B v = 0 5=23

5
4
:

12 =278
03 s=3.18
13 §=3.97

B
[] Uhol chrbta viozky c BE%; B
Clearance Angle =70-90° \E i E
04 s=4.76

F =__J B = 40-60°
P 4070 05 s=556

S
Y
s
S
Y
| ¢ ITH  » ] x Specidne 06 5=6.35
« 7 e e e = V—\ﬂ 4SSk

09 s=9.52
B =70-90°
Tolerancia vlozky [9] Priemer vnitorného kruhu [11] Polomer vlozky
Tolerance Class Inner Circle Diameter Corner Radius
*
mn d m t
A +0.025 +0.005 £0.025
l<d: =
c +0.025 +0.013 +0.025 01 r=01
4 E +0.025 +0.025 +0.025 02 r=02
T F +0.013 +0.005 £0.025 04 r=04
G £0.025 £0.025 £0.130
X H +0.013 +0.013 +0.025 08 r=08
) +0.05-0.15 +0.005 +0.025 \ 12 r=12
ﬁ K £0.05-0.15 +0.013 £0.025 l— | —| _
‘9) L £0.05-0.15 +0.025 £0.025 ! i 15 5=
Daal £0.05-0. 0. 0. _
m £0.05-0.15 £0.08-0.20 £0.130 2% r=24
N £0.05-0.15 +0.08-0.20 +0.025
Ht u £0.08-0.25 £0.13-038 £0.130
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Vrtak s vlozkami

Indexable drill
g
S Vrtak s viozkami 2xD Indexable drill 2xD
2 Typ néstavca: valcovy s plochou. Connexion : cylindrical with flat.
S Specificka povrchova vrstva. Specific coating.
= Vyhody: Vysoka odolnost proti oderu, tvrdost povrchu Advantages : High wear resistance, high surface
750-800 Vickers, lepsie odvadzanie triesok, predliené hardness 750-800 Vickers, better chip evacuation,
Zivotnost nastroja. improved tool life.
Kataldgové cislo Priemer W T @ (mm) X Lg (mm) Typ vloZiek Excentricita/ Offset Kod
Reference DC(mm) (mm) (mm) Insert type » Code
Diameter Xmax radidlne Max. DC
DC (mm) (mm) (mm)
Xmax radial DC max
(mm) (mm)
MPTUM 16XD2 WCM.030208-4MP 16 32 110 25X 56 WCM 030208 1,5 19 65774933
MPTUM 17XD2 WCM.030208-4MP 17 34 12 25X56 WCM 030208 1,5 20 65774968
MPTUM 18XD2 WCM.030208-4MP 18 36 114 25X 56 WCM 030208 14 20,8 65774984
MPTUM 19XD2 WCM.030208-4MP 19 38 116 25X56 WCM 030208 1,2 21,4 65774992
MPTUM 20XD2 WCM.040208-4MP 20 40 118 25X 56 WCM 040208 14 22,8 65775018
MPTUM 21XD2 WCM.040208-4MP 21 42 120 25X 56 WCM 040208 1 23 65775 026
MPTUM 22XD2 WCM.040208-4MP 22 44 122 25X 56 WCM 040208 0,9 23,8 65775034
MPTUM 23XD2 WCM.040208-4MP 23 46 124 25X 56 WCM 040208 038 24,6 65775 050
MPTUM 24XD2 WCM.050308-4MP 24 48 126 25X56 WCM 050308 14 26,8 65775069
MPTUM 25XD2 WCM.050308-4MP 25 50 128 25X56 WCM 050308 14 27,8 65775077
MPTUM 26XD2 WCM.050308-4MP 26 52 130 25X56 WCM 050308 14 28,8 65775 085
MPTUM 27XD2 WCM.050308-4MP 27 54 132 25X56 WCM 050308 14 29,8 65775107
MPTUM 28XD2 WCM.050308-4MP 28 56 134 25X 56 WCM 050308 14 30,8 65775115
MPTUM 29XD2 WCM.050308-4MP 29 58 136 25X 56 WCM 050308 14 31,8 65775131
MPTUM 30XD2 WCM.06T308-4MP 30 60 147 32X60 WCM 067308 24 34,8 65775158
MPTUM 31XD2 WCM.06T308-4MP 31 62 149 32X60 WCM 067308 23 35,6 65775166
MPTUM 32XD2 WCM.06T308-4MP 32 64 151 32X60 WCM 067308 2,1 36,2 65775174
MPTUM 33XD2 WCM.06T308-4MP 33 66 153 32X60 WCM 067308 19 36,8 65775182
MPTUM 34XD2 WCM.06T308-4MP 34 68 155 32X60 WCM 067308 19 37,8 65775190
MPTUM 35XD2 WCM.06T308-4MP 35 70 157 32X60 WCM 067308 18 38,6 65775204
MPTUM 36XD2 WCM.06T308-4MP 36 72 159 32X60 WCM 067308 1,7 39,4 65775212
MPTUM 37XD2 WCM.06T308-4MP 37 74 161 32X60 WCM 067308 1,6 40,2 65775220
MPTUM 38XD2 WCM.06T308-4MP 38 76 163 32X60 WCM 067308 1,5 4 65775239
MPTUM 39XD2 WCM.06T308-4MP 39 78 165 32X60 WCM 067308 13 41,6 65775247
MPTUM 40XD2 WCM.06T308-4MP 40 80 167 32X60 WCM 067308 1 42 65775255
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Vrtak s vlozkami
Indexable drill O 2

£
& Vrtak s viozkami 3xD Indexable drill 3xD s
- . Do
oy, 740.800\Vikers, epi ociczanie esak, pedizens. i g rpire il
NS Sivotnost nastroja. improved tool life.
Kataldgové cislo Priemer W ) @ (mm) X Lg (mm) Typ voZiek Excentricita / Offset Kod
Reference DD(’ﬂ':t)er i) (mm) e Xmax radidlne Max. DC o
DC (mm) (mm) (mm)
Xm?n); rrs)d/'al D(fn i
MPTUM 16XD3 WCM.030208-4MP 16 48 126 25X56 WCM 030208 15 19 65775263
MPTUM 17XD3 WCM.030208-4MP 17 51 129 25X56 W(CM 030208 15 20 65775298
MPTUM 18XD3 WCM.030208-4MP 18 54 132 25X56 WCM 030208 1,4 20,8 65775328
MPTUM 19XD3 WCM.030208-4MP 19 57 135 25X56 WCM 030208 1,2 214 65775336
MPTUM 20XD3 WCM.040208-4MP 20 60 138 25X56 WCM 040208 14 22,8 65775344
MPTUM 21XD3 W(CM.040208-4MP 21 63 141 25X56 WCM 040208 1 23 65775352
MPTUM 22XD3 WCM.040208-4MP 22 66 142 25X56 WCM 040208 0,9 23,8 65775360
MPTUM 23XD3 WCM.040208-4MP 23 69 144 25X56 WCM 040208 0,8 24,6 65775387
MPTUM 24XD3 WCM.050308-4MP 24 72 150 25X56 WCM 050308 14 26,8 65775395
MPTUM 25XD3 WCM.050308-4MP 25 75 153 25X56 WCM 050308 1,4 27,8 65775 409
MPTUM 26XD3 WCM.050308-4MP 26 78 156 25X56 WCM 050308 1,4 28,8 65775417
MPTUM 27XD3 WCM.050308-4MP 27 81 159 25X56 WCM 050308 14 29,8 65775433
MPTUM 28XD3 WCM.050308-4MP 28 84 162 25X56 WCM 050308 14 30,8 65775 441
MPTUM 29XD3 WCM.050308-4MP 29 87 165 25X56 WCM 050308 1.4 31,8 65775476
MPTUM 30XD3 WCM.06T308-4MP 30 90 177 32X60 WCM 067308 24 34,8 65775 484
MPTUM 31XD3 WCM.06T308-4MP 31 93 180 32X60 WCM 06308 23 356 65775492
MPTUM 32XD3 WCM.06T308-4MP 32 9 183 32X60 WCM 06308 2,1 36,2 65775506
MPTUM 33XD3 WCM.06T308-4MP 33 9 186 32X60 WCM 067308 1,9 36,8 65775514
MPTUM 34XD3 WCM.06T308-4MP 34 102 189 32X60 WCM 067308 1,9 37,8 65775522
MPTUM 35XD3 WCM.06T308-4MP 35 105 192 32X60 WCM 067308 18 38,6 65775530
MPTUM 36XD3 WCM.06T308-4MP 36 108 195 32X60 WCM 06308 17 39,4 65775 549
MPTUM 37XD3 WCM.06T308-4MP 37 m 198 32X60 WCM 067308 1.6 40,2 65775557
MPTUM 38XD3 WCM.06T308-4MP 38 14 201 32X60 WCM 067308 15 4 65775565
MPTUM 39XD3 WCM.06T308-4MP 39 n7 204 32X60 WCM 067308 13 41,6 65775573
MPTUM 40XD3 WCM.06T308-4MP 40 120 207 32X60 WCM 067308 1 42 65775581
MPTUM 45XD3 WCM.080412-4MP 45 135 237 40X70 WCM 080412 33 51,6 69109 004
MPTUM 50XD3 WCM.080412-4MP 50 150 252 40X70 WCM 080412 2 54 69109012
MPTUM 55XD3 WCM.080412-4MP 55 165 267 40X70 WCM 080412 038 56,6 69109 020
MPTUM 60XD3 WCM.080412-4MP 60 180 282 40X70 WCM 080412 0 60 69109 039
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Vrtak s vlozkami

(=
NJ

Indexable drill
S . \ Vrtak s vlozkami 4xD Indexable drill 4xD
2 Typ nastavca: valcovy s plochou. Connexion : cylindrical with flat.
S ., _ Specificka povrchova vrstva. Specific coating.
= = \ Vyhody: Vysoka odolnost proti oderu, tvrdost povrchu Advantages : High wear resistance, high surface
750-800 Vickers, lepsie odvadzanie triesok, pred[iené hardness 750-800 Vickers, better chip evacuation,
Zivotnost nastroja. improved tool life.
Kata|6gove’ Cislo Priemer LU T @ (mm) X Lg (mm) Typ vloziek Excentricita/ Offset Kod
Reference DC(mm) (mm) — (mm) Inserttype : Code
Diameter Xmax radidlne Max. DC
DC (mm) (mm) (mm)
Xmax radial DC max
(mm) (mm)
MPTUM16XD4WCM.030208-4MP 16 64 142 25X 56 WCM 030208 1,5 19 65253097
MPTUM17XD4WCM.030208-4MP 17 68 146 25X56 WCM 030208 15 20 65253 100
MPTUM18XD4WCM.030208-4MP 18 72 150 25X56 WCM 030208 14 20,8 65253127
MPTUM19XD4WCM.030208-4MP 19 76 154 25X56 WCM 030208 1,2 21,4 65253135
MPTUM20XD4WCM.040208-4MP 20 80 158 25X56 WCM 040208 14 22,8 65253143
MPTUM21XD4WCM.040208-4MP 21 84 162 25X56 WCM 040208 1 23 65253 151
MPTUM22XD4W(CM.040208-4MP 22 88 166 25X56 WCM 040208 0,9 23,8 65253178
MPTUM23XD4W(CM.040208-4MP 23 92 170 25X56 WCM 040208 0,8 24,6 65253194
MPTUM24XD4WCM.050308-4MP 24 96 174 25X 56 WCM 050308 14 26,8 65253208
MPTUM25XD4WCM.050308-4MP 25 100 178 25X56 WCM 050308 14 27,8 65253216
MPTUM26XD4WCM.050308-4MP 26 104 182 25X56 WCM 050308 14 28,8 65253224
MPTUM27XD4WCM.050308-4MP 27 108 186 25X56 WCM 050308 14 29,8 65 253 240
MPTUM28XD4W(CM.050308-4MP 28 112 190 25X56 WCM 050308 14 30,8 65253 259
MPTUM29XD4W(CM.050308-4MP 29 116 194 25X56 WCM 050308 14 31,8 65253 275
MPTUM30XD4WCM.06T308-4MP 30 120 207 32X60 WCM 067308 24 34,8 65253 283
MPTUM 31XD4 WCM.06T308-4MP 31 124 21 32X60 WCM 067308 23 35,6 65775611
MPTUM 32XD4 WCM.06T308-4MP 32 128 215 32X60 WCM 067308 2,1 36,2 65775638
MPTUM 33XD4 WCM.06T308-4MP 33 132 219 32X60 WCM 067308 19 36,8 65775 646
MPTUM 34XD4 WCM.06T308-4MP 34 136 223 32X60 WCM 067308 19 37,8 65775654
MPTUM 35XD4 WCM.06T308-4MP 35 140 227 32X60 WCM 067308 18 38,6 65775 662
MPTUM 36XD4 WCM.06T308-4MP 36 144 231 32X60 WCM 067308 1,7 394 65775670
MPTUM 37XD4 WCM.06T308-4MP 37 148 235 32X60 WCM 067308 1,6 40,2 65775 689
MPTUM 38XD4 WCM.06T308-4MP 38 152 239 32X60 WCM 06T308 1,5 41 65775697
MPTUM 39XD4 WCM.06T308-4MP 39 156 243 32X60 WCM 067308 13 41,6 65775700
MPTUM 40XD4 WCM.06T308-4MP 40 160 247 32X60 WCM 067308 1 42 65775719
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Vftaciaviozka ~ §
Drilling insert ]

W C M T 03 0208 A UG

1 3 8

Tvar [3] Tolerancia [6 ] Hrabka / Thickness
Shape Tolerance
IS s 01=159
] 1 (5 o :
gl' d A d A T1=198
’ : 02=238
d = q 03=3.18
T3=397
“ A +/-0025 & 04=476
L) +/-0,005 05=5.56
F +/-0,013 06=06.35
C  +-0025 +-0,025 07=794
+/_ 0[013 S 09=9.525
H +/-0,013 S nN=11.1
12=12.70
E 14=14.29
+/-0,025  +/-0,025 15=15.88
G +/-0,13
Uhol chrbta
Clearance Angle J +/-0,005
K 013 4H-0025 Polomer vlozky / Corner Radius
U g r & 15 L +0(?f)5a +-0,025 Ul
' 02=0,2
M 0083 O 04=0,4
L— N B 005 _
LR zf;‘&— w l ¢ 005 08=0,8
-U. a —
U J05e 0B +03 12=12
16=1,6
5 Iné uhly chrbta [ Didkahrany/ Cutting Edge Length 20=20
" Other clearance angle d
2%4=24
Vpisany kruh
In.Circle 28=28
(mm) :
TTyvg va 32=3,2
Kod Dizka Kod Dizka 40=4,0
Code | Length | Code | Length
48=48
5,56 03 38 S6=56
Typ vlozk
C)Ilt'z)mpingyType 64 06 635 04 43 64=6,4
T T 794 05 54 x = Ostatné /others
8,0 08 8,0
war war war 9,525 09 9525 06 @ 65 Priprava hrany / Edge Preparation
CHIEEO I 0T w12 07 08 87 M oakiseonon Tz hape
v ! Ostré hrany
Lamaé triesok ! Sharp cutting edge
s 4 i T e N | Zaoblené hrany
) D BRI O] el ‘ Honedcutingcige
UG Universel C } Negativne hrany
| Negative land
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Vitanie/ Drilling

02

Nahradné diely, vftacie dosticky a excentricky adaptér
Spare parts, drilling inserts and eccentric adaptor

Prislusenstvo

Skrutka a klué

178

Screw and wrench
Rozmer (mm) / Dimensions (mm) P;;jll::e;;:;’so
Priemer vrtékov Skrutka Upinaci kli¢
Cutter diameter Screw Wrench
Kataldgove cislo / reference Kéd / code Kataldgové cislo / Reference Kéd / Code
?16-19 3008-M2.5X6-4MP 65252120 80-T08-4MP 65252171
©20-23 3008-M2.5X6-4MP 65252120 80-T08-4MP 65252171
024 -29 1008-M3X8-4MP 65252104 80-T08-4MP 65252171
230-40 1510-M3.5X9-4MP 65252112 80-T10-4MP 65252198
?41-60 4015-M4X11-4MP 67 467 744 80-T15-4MP 65252201
Vlozky
Vlozka WC..
Geometria UG kombinovana s triedou DP35BM Insert WC..

SN

je vhodna pre materidly P, M a S.

Vynikajuca kontrola triesok v méakkych materidloch.
Odporuca sa na obrabanie rota¢nym alebo
pevnym nastrojom.

Vynikajuca odolnost proti opotrebeniu vdaka

The UG geometry combined with the DP35BM
grade is suitable for b, M and S materials.
Excellent chip control in soft materials.
Suitable for rotating and non-rotating
machining. Excellent wear resistance due to

povrchovej tprave PVD. the PVD coating.
Rozmer (mm) / Dimensions (mm) MSESSZI/{ Ié%
Reference
WCMT 030208A-UG DP35BM-4MP 67064 151 38 5,56 2,38 0,8 28 [ J [ J o
WCMT 040208A-UG DP35BM-4MP 67064178 43 6,35 2,38 0,8 3 [ J [ J o
WCMT 050308A-UG DP35BM-4MP 67064 186 54 7,94 3,18 0,8 34 [ J [ J o
WCMT 06T308A-UG DP35BM-4MP 67064 194 6,5 9,525 397 08 39 [ J [ J o
WCMT 080412-UG DP35BM-4MP 69 108 997 8,7 12,7 4,76 12 4.4 [ J [ J o
@ Hlavné poutzitie / first choice
O Sekundarne pouzitie / Second choice
" \ -
N g .
\ y K’fj E Excentricky adaptér pre Eccentric adaptor
‘ sl | vrtaky MPTUM for MPTUM drills
L PouZitie rota¢ného nastroja umoznuje Use in rotating tool, increases or decreases the
L zvadsit alebo zmensit priemer vitania. drill diameter.
Rozmer / Dimensions
Kataldgové cislo Kéd
Reference Priemer D Priemer D1 Dizka L Code
Diameter D Diameter D1 Length L
DEX-2025-4MP 20 25 44 69208 746
DEX-2532-4MP 25 32 46 69208 754
DEX-3240-4MP 32 40 55 69 208 762




Technické informdcie pre excentricky adaptér

Technical informations eccentric adaptator

Pri pouziti na obrabacom centre je moZné menovity priemer vrtaka upravit posunutim osi vrtaka vzhladom na os vretena.

In milling machines, the diameter of the insert drill can be changed by shifting the axis of the drill relative to the spindle axis.

Ty¢ na radialne nastavenie
(nie je stcastou dodavky) /
Radial adjustment pin

(not included)

Drziak nastroja / Toolholder

Vrtak / Drill
MPTUM

Excentricky adaptér / Eccentric
adaptor

D+0.4

Podmienky rezania
Cutting conditions

Odporticané znizené rezné parametre /
Cutting parameters adjustment to apply

A
100% —

90% —
80% —
70% —
60% —

50% —

40% —

Poloha 0 = menovity @ / Position 0 = nominal

~
| | | |

Priemer otvoru: 24,8 mm
Hole Diameter : 24.8 mm

e

Priemer
vitania: 25 mm
Drill diameter : 25 mm

Priemer otvoru: 25 mm
Hole Diameter : 25 mm

b

Priemer
vftania: 25 mm
Drill diameter : 25 mm

Priemer otvoru: 25,4 mm
Hole Diameter : 25,4 mm

Q

Priemer
vitania: 25 mm
Drill diameter : 25 mm

2xD 3xD 4xD 5xD

Dizka priemeru
Length diameter

Nastavovacie znacky by mali byt umiestnené kolmo na sklu¢ovadlo vrtaka. Na ulahéenie otaé¢ania adaptéra mozno do otvoru v adaptéri vloZit nastavovaciu ty¢ alebo
kltc. Pred nastavenim adaptéra uvolhite skrutku drziaka nastroja.
The adjustment markings should be located perpendicular to the flat on the shank of the indexable drill. To facilitate the rotation of the adaptor, a metal rod or a screw key may be inserted into a hole on
the eccentric adaptor flange. Unlock the toolholder screw before adjusting adaptor.
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Klasifikdcia

materidlu /

Material
classification

ISO

Nelegovand ocel
Non-alloyed
steel

Legovand ocel
Alloyed steel

Nehrdzavejtica ocel’
Duplex stainless
steel

Austenitickd
nehrdzavejiica ocel
Austenitic
M stainless steel

Velmi pevnd,
vysoko legovand
nehrdzavejiica ocel
Precipitation
hardening
stainless steel

Grey cast iron

| Malleable cast iron

Superzliatiny
na béze Zeleza
Fe-based alloy

Superzliatiny
na baze kobaltu
S Co-based alloy

Superzliatiny
na béze niklu
Ni-based alloy
Titdnovd zliatina

i-alloy

Hlinik < 9%
Aluminum < 9%

Hlinikova zliatina
Aluminum alloy

Povrchovo kalend,
ndstrojova ocel,

temperovand, mangdnova

H Hardened steel

Biela zliatina
Chilled cast iron

Materidly / Materials
AFNOR DIN
$300- 16NC6 9SMn36- 15CrNi6
X(18-16NC6 Ck15 - 15NiCr6 -
42(D4-XC60 42(rMo4 - Ck60
Z40(DV4 X40CrMoV5
55NiCrMoV6 -
55NCDV7 - Z40C14 30013
72CNDN22,05 X2CrNiMoN22-5
304L-316L 304,316,
16CN18,09 X6CrNi18-10
Z3CNDN25,07Az | X2CrNiMoN257 4

A-U4sG

A-510G

100C6
740CDV5
1120M12

Grade 2B

Discalloy

Stellite 21

Inconel 718

TiAl6V4

AlCuSiMn

G-AISiT0Mg

100Cr6
X40CrMoV/5 1
X120Mn12

FB Ni4 (r2HC

Turdost/

Tensile strength

(N/mm?)

<600
<950

700-950

950-1200

1200-1400

778

675

1013

943

1076

n7n

1262

260

47

Turdost /

Tensile strength

(N/mm?)

<180
<280

200-280

280-355

355-415

230

200

300

280

320

370

75

130

50-60HRC

55HRC

DP35BM

S povrchovou
(ipravou PVD
coated

P30-45
M30-45
$30-45

rychlost rezania /
Cutting speed
(m/min)

Min. Max.
Min Max

150 220
140 200

130 190

90 170

80 160

90 180

60 120

40 90

2 40
15 35
15 35
2 40

*Uvedené odporticania pre rezanie by sa mali upravit podla faktorov, ako je tuhost stroja, telo ndstroja, stav obrobku a chladiaca kvapalina
*Above chart for general cutting conditions. The actual selection should be adjusted according to factors such as machine rigidity, tool body, workpiece conditions and coolant.

Moznosti
Possibili-
ties

®\Volba N1
Best
choice
OVolba N2
2nd
choice

Odporicana rychlost rezania
|
Cutting parameters

Vitacie viozky WC/ WC drilling inserts
Odporicané triedy a rezné parametre / Grade applications & cutting parameters recommended

9 16mm ~
9 19mm

WMt

030204A-
UG

0,04-0,065
0,05-0,07

0,05-0,09

0,04-0,07

0,04-0,065

0,04-0,07

0,04-0,065

0,05-0,10

920mm ~
023mm

WCMT

040204A-
UG

0,07-0,09
0,09-0,09

0,065-0,14

0,065-0,11

0,05-0,9

0,065-0,11

0,065-0,10

0,06-0,11

Posuv
Feed
(mm/rev)

0 24mm ~
629mm

WCMT

050308A-
UG

0,07-0,10
0,07-0,10

0,08-0,16
0,07-0,14

0,07-0,10

0,08-0,14

0,08-0,12

0,07-0,12

930mm ~
040mm

WMt

06T308A-
UG

0,08-0,11
0,08-0,11

0,10-0,18
0,09-0,15

0,08-0,12

0,08-0,11

0,08-0,10

0,08-0,13

o41mm ~
¢60mm

WCMT
080412A-UG

0,09-0,13

0,09-0,13

0,10-0,20
0,10-0,18

0,09-0,13

0,09-0,13

0,08-0,11

0,08-0,14



MEDZINARODNA
TABULKA PREVODU
MATERIALOV

INTERNATIONAL
MATERIAL CONVERSION
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Konstrukéna ocel (P) Structural steel 182
Nastrojova ocel (P) Tool steel 183
Konstrukéna nehrdzavejlica ocel (M) Structural stainless steel 184
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Zliatina niklu (S) Nibased alloy 185
Zliatina kobaltu (S) Cobasedalloy 185
Zliatina titanu (S) Ti-alloy 185
Tvarna zliatina (K) Nodular castiron 185
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MEDZINARODNA

TABULKA PREVODU
MATERIALOV

Krajiny anormy / Country and standard

INTERNATIONAL
MATERIAL CONVERSION

TABLE

IS0 | France International Germany USA. UK. Sweden Italy Spain Japan
AFNOR DIN W.-nr AISI/SAE BS EN SS UNI UNE JIS
Konstrukcna ocel / Structural steel
cc12 cis 1,040 1015 080M15 - 1350 Ci5C16 EI11 -
cc20 &) 1,040 1020 050A20 2c 1450 c20C21 F112 -
cc3s a5 1,050 1035 060A35 - 1550 35 F113 -
ccas 45 1,050 1045 080M40 - 1650 cas F114 -
- css 1,054 1055 070M55 - 1655 css - -
ccss 60 1,060 1060 080A62 43D - 60 - -
5250 95Mn28 1,072 1213 230M07 - 1912 CFOSMn28 115Mn28 SUM22
S250Pb 95MnPb28 1,072 12L13 - - 1914 CFOMnPb28  11SMnPb28  SUM22L
10PbF2 105Pb20 1,072 - - - - CF10Pb20 105Pb20 -
35MF4 35520 1,073 1140 212M36 8M 1957 - F210G -
5300 95Mn36 1,074 1215 240M07 18 - CFISMn36 125Mn35 -
$300Pb 95MnPb36 1,074 12L14 - - 1926 CFOSMnPb36  12SMnP35 -
5557 55519 1,090 9255 250A53 45 2085 555i8 56517 -
605C7 605iCr7 1,096 9262 - - - 605iCr8 605iCr8 -
XC12 k15 1114 1015 080M15 32C 1370 16 15K S15C
P 35M5 40Mn4 1116 1039 150M36 15 - - - -
- k25 1116 1025 - - - - - $25¢
40Mn5 36Mn5 1117 1335 - - 2120 - 36Mn5 SMn438(H)
20M5 28Mn6 1117 1330 150M28 14A - C28Mn - SCMnT
X538TS cf3s 1118 1035 060A35 - 1572 36 - $35¢
XC42 45 1119 1045 080M46 - 1672 cas cask 545C
Xcas Ckss 1,120 1055 070M55 - - 50 55K $55C
XC48TS cfs3 1,121 1050 060A52 - 1674 cs3 - $50C
XC60 k60 1122 1060 080A62 43D 1678 60 - 558C
- k101 1,127 1005 060A96 - 1870 - - SUP4
X120M12 X120Mn12 1,340 - Z120M12 - - XG120Mn12  X120Mn12 SCMnH/1
100C6 100Cr6 1351 52100 534A99 31 2258 100Cr6 F131 suJ2
15D3 15Mo3 1,542 A 1501-240 - 2012 16Mo3KW 16Mo3 -
- 16Mos 1,543 4520 o2 - - 16Mos 16Mos -
16N6 14Ni6 1,562 Ao s - - 14Ni6 15Ni6 -
- X8Ni9 1,566 Ao 1201509 - - X10Ni9 XBNi09 -
Z18N5 12Ni19 1,568 2515 - - - - - -
35NC6 36NiCr6 1,571 3135 640A35 1A - - - SNC236
14NCT1 14NiCr10 1,573 3415 - - - 16NiCr11 15NiCr11 maw
12NC15 14NiCr14 1,575 34153310 65513655412 36A - - - (5}_';‘)“15



MEDZINARODNA

. INTERNATIONAL
TABULKA PREVODU MATERIAL CONVERSION
MATERIALOV TABLE

Krajiny anormy / Country and standard

150 | France International Germany USA. UK. Sweden Italy Spain Japan
AFNOR DIN W.-nr AISI/SAE BS EN SS UNI UNE JIS
40NCD3 36CrNiMo4 1,651 9840 816M40 110 - fﬁ;rNiM"”’ 35CiNiMod4 -
20NCD2 21NiCrMo2 1,652 8620 850M20 362 2503 20NiCrMo2  20NiCrMo2 (SF’;‘)CCWZO
. 40NICrMo2 1,655 8740 311-Type7 . . flfé‘;iC’Mc’z 4ONICtMo2  SNC240
35NCD6 34CrNiMo6 1,658 4340 817M40 2 2541 ?KSBC)’NiM“ - -
18NCD6 17CHNiMo6 1,659 - 820A16 - - - 14CNiMo1 -
12¢3 15Cr3 1,702 5015 523M15 - - - - SCra15(H)
324 34Cr4 1,703 5132 530A32 188 - 34Cra(KB) 35Cr4 SCra30(H)
42¢4 41Cra 1,704 5140 530M40 18 - 41Cra 42Cra SCra40(H)
- 42Cr4 1,705 5140 - - 2245 - 42Cr4 5Cra40
16MC5 16MnCr15 1713 5115 (527M20) - 2511 16MnCr15 16MnCr15 -
55C3 55Cr3 1718 5155 527A60 48 - - - SUPO(A)
25CD4 25CrMo4 1,722 4130 1717CDS110 - 2225 (ZKSBC)’M"“ 55Cr3 ggmgg
35CD4 34CrMo4 1,722 41374135 708A37 198 2234 35CrMod 34CrMo4 e
42CD4TS 41CrMo4 1722 41404142 708M40 19A 2244 41CrMo4 41CrMo4 SCM440
42CD4 42CrMo4 1723 4140 708M40 19A 2244 42CrMo4 42CrMo4 SCM440(H)
12CD4 15CrMos 1726 - - - 2216 - 12CrMo4 SCMA415(H)
15CD3.5; 13CrMo44 1734 ':15; MAIB2FIT 45016206127 - - 14CrMo44 14CrMo45 -

;ggg?ﬁ 32CrMo12 1736 - 722M24 408 2240 32CrMo12 F124.A -
12CD9;10 10CtM0910 1,738 ASTMATB2F22 101 as 218 12CtM09,10  TUH -
- 14MoVe3 1772 - 1503-660-440 - - - 13MoCrV6 -
50CV4 50Ctv4 1816 6150 735A50 47 2230 50CIv4 51Civa SUP10
40CADS,12 41CrAIMo7 1,851 - 905M39 418 2940 41CrAIMo7  41CrAIMo7 -
- 39CrMoV139 1,852 - 897M39 40C - 36CrMovi2 - -

Ndstrojovd ocel'/ Tool steel

C98KU F515

Y1105 C105W1 1,155 W.110 - - 1880 C100KU F516 -

Y2120 C125W 1,166 W.112 - - - C120KU (C120) SK20

Y100C6 100Cr6 1,207 L3 BL3 - - - 100Cr6 -
X210Cr13KU

Z200Cr12 X210Cr12 1,208 D3 BD3 - - X250Cr12KU X210Cr12 SKD1
X35CrMoV05KU

Z40CDV5 X40CrMoV5 1 1,234 H13 BH13 - 2242 X40CrMoV51KU X40CrMoV5 SKD61

P Z100CDV5 X100CrMoV5 1 1,236 A2 BA2 - 2260 X100CrMoV51KU ~ X100CrMoV5 SKD12

10WCr6 SKS31 - SKS2

105WC13 105WCr6 1,242 - - - 2140 107WCr5KU 105WCr5 SKS3

- X210CrW12 1,244 - - - 2312 X215CrW12 1KU X210CrW12 SKD2

- 45WCrv7 1,254 S1 BS1 - 2710 45WCrV8KU 45WCrsi8 -

X30WCrvo3 X28WO09KU
Z30WCV9 X30WCrVa3KU 1,258 H21 BH21 - - X30WCrVa 3KU X30WCrvo SKD5
- X165CrMoV 12 1,260 - - - 2310 X165CrMoW12KU  X160CrMoV12  SKD11

55NCDV7 55NiCrMoV6 1,271 L6 - - - - F.250.5 SKT4
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MEDZINARODNA
TABULKA PREVODU

MATERIALOV

Krajiny anormy / Country and standard

INTERNATIONAL

MATERIAL CONVERSION

TABLE

IS0 | France International Germany USA. UK. Sweden Italy Spain Japan
AFNOR DIN W.-nr AISI/SAE BS EN SS UNI UNE JIS
Y1105V 100V1 1,283 w210 BW2 - - - - SKS43
Z85WDKCV $6-5-2-5 1324 - - - 2723 HS6-5-2-5 HS6-5-2-5 SKHS5
K $18-1-2-5 1326 T4 BT4 - - X78WC01805KU HS18-1-15  SKH3
Yy 652 1334 M2 BM2 - 2722 X82WMOOG0SKU  HS6-5-2 SKH9

P oY 5292 1335 M7 - -z 2782 H52-9-2 HS2-9-2 -
S $18-0-1 1336 TN BT1 - - X75W18KU H518-0-1 SKH2
- $6-5-3 - M3 - - - - - SKH52
- - - M42 BM42 - - - - SKH59

Konstrukéna nehrdzavejlica ocel / Structural stainless steel
76C13 403 14 403 403517 - 2301 X6Cr13 F3110 SUS403
- - 1,400 - - - - - F.8401 -
X12Cr13 410 1,401 410 410521 56A 2302 X12Cr13 F3401 sUsa10
X8Cr17 430 1,402 430 430515 60 220 X8Cr17 F3113 SUS430
X20C13 410 1402 2 s62 56B;56C - X20C13 F3401 SUS410
- - 1,403 - 420029 568 - - - 5C52
X40Cr14 - 1,403 - 420545 56D 2304 X40Cr14 F3405 5US420)2
X16CNi16 431 1,406 431 431529 57 2321 X16CNi16 F3427 5US431
X10Crs17 430F 1410 430F - - 2383 X10Crs17 F3117 SUS430F
X8CrMo17 434 1411 434 434517 - 2325 X8CrMo17 - SUs434
- - 1431 - 425C11 - - - - sCss
- - 1,441 - 316C16 - - - F8414 scs1a
X45Crsig HW3 1472 HW3 401545 52 - X45Crsig F322 SUH

M X10CrAI12 405 1472 405 403517 - - X10CrAI12 F311 SUS405
X8Cr17 430 1474 430 430515 60 - X8Cr17 F3113 SUS430
X80CISINi20  HNV6 1476 HNV6 443565 59 - X80CrSINi20  F.320V SUH4
X16Cr26 446 1476 446 - - 2322 X16Cr26 - SUH446

Austenitickd nehrdzavejlica ocel / Austenitic stainless steel

Z6CN18.09 X5CNi1810 1,430 304 304515 S8E 2332 X5CINi1810 E:gil Fasoq  SUS304
ZI0CNF1809  X10CINiS189 1431 303 303521 58M 2346 X10CrNiS1800  F.3508 SUS303
Z2CN18.10 X2CrNi1911 1431 304L 304512 - 2352 X2CNi1811  F3503 5Cs19
Z6CN1810M  GX6CrNi189 1,431 - 304C15 - - - - SCs13
ZI12CN17.07  X12GNi177 1,431 301 - - 2331 X12CNi1707  F3517 5US301
Z2CN18.10 X2CNiN1810 1,431 304LN 304562 - 2371 - - SUS304LN
Z6CN18.09 X5CrNi189 1435 304 304531 S8E - XsCrNi1g10 - 5US304
1440 oo 1,440 316 316516 aocnp 2347 X5CrNiMo1712  F.3543 SUS316
naoi7as R 1443 316N - - 2375 - - SUS316LN



MEDZINARODNA

TABULKA PREVODU
MATERIALOV

Krajiny anormy / Country and standard

INTERNATIONAL
MATERIAL CONVERSION

TABLE

IS0 | France International Germany USA. UK. Sweden Italy Spain Japan
AFNOR DIN W.-nr AISI/SAE BS EN S UNI UNE JIS
Z2CDN17.13 X2CeNi 1,444 316L 316512 - 2353 X2CrNiMo1713 - SCS16

Mo18143
M Z2CND19.15 X2CeNi 1,444 317L 317512 - 2367 X2CrNiMo18.16 - SUS317L
Mo17133
- X8CrNiMo275 1,446 329L - - 2324 - - gg:‘ﬁgécm ]
France International Germany USA. UK. Sweden Italy Spain Japan
% AFNOR DIN W.-nr AISI/SAE BS S UNI UNE JIS
Zliatina niklu / Ni based alloy
NC12AD S-NiCr13A16MoNb  LW2 4670 5391 mar-46 - - - -
- NiCo15Cr10MoAITi  LW2 4674 AMS 5397 - - - - -
ZSNCDT42 NiFe35Cr14MoTi  LW2.4662 5660 - - - - -
NC19eNB NiCr19Fe19NbMo LW2.4668 5383 HR8 - - - -
NC20TA NiCr20TiAk 2,463 - Hr401.601 - - - -
NC19KDT NiCr19Co11MoTi 2,497 AMS 5399 - - - - -
NC20K14 NiCr19Fe19NbMo LW2.4668 AMS 5544 - - - - -
NC22FeD - 2,460 5390A - - - - -
NC22FeDNB NiCr22Mo9Nb 2,486 5666 - - - - -
NC20T NiCr20Ti 2,463 - HR5.203-4 - - - -
S - NiCu30AL3Ti 2,438 4676 3072-76 - - - -
Zliatina kobaltu / Co based alloy
KC20WN CoCr20W15Ni - 5537C,AMS - - - - -
KC22WN CoCr22W14Ni LW2.4964 5772 - - - - -
Zliatina titanu / Ti-alloy
T-ASE TiAI5Sn2.5 3.7115.1 UNS R54520 TA14/17 - - - -
UNS R56400 - - - - - - - -
UNS R56401 TiAl6V4 3.7165.1 - TA10-13/TA28 - T-A6V - -
- TIAISV5Mo5Cr3 - - - - B B B
- TiAl4Mo4Sn4Sio.5 3,719 - - - B - B
France Germany US.A. UK. France Sweden Italy Spain Japan
50 AFNOR W.-nr AISI/SAE EN AFNOR SS UNI UNE JIS
Tvama zliatina / Nodular cast iron
FGS370-17 GGG40 60-40-18 400/17 FGS370-17 0717-02 GS370-17 FGE38-17 FCD400
FGS400-12 - 65-45-12 420/12 FGS400-12 - GS400-12 FGE42-12 FCD450
FGS500-7 GGG50 70-50-05 500/7 FGS500-7 0727-02 GS500-7 FGE50-7 FCD500
FGS600-2 GGG60 80-60-03 600/7 FGS600-2 0732-03 GS600-2 FGE60-2 FCD600
FGS700-2 GGG70 100-70-03 700/2 FGS700-2 0737-01 GS700-2 FGE70-2 FCD700
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MEDZINARODNA
TABULKA PREVODU
MATERIALOV

INTERNATIONAL

MATERIAL CONVERSION

TABLE

France Germany US.A. UK. France Sweden Italy Spain Japan
50 AFNOR W.-nr AISI/SAE EN AFNOR S UNI UNE JIS

FGS800-2 GGG80 120-90-02 800/2 FGS800-2 0864-03 GS800-2 FGE80-2 FCD800

- - - 900/2 - - - - -

Sivd zliatina / Grey cast iron

FGL400 GG40 NO.60 - FGL400 140 - -

FGL350 GG35 NO.50 350 FGL350 135 G35 FG35 FC350

FGL300 GG30 NO.45 300 FGL300 130 G30 FG30 FC300

FGL250 GG25 NO.35 250 FGL250 125 G25 FG25 FC250

FGL200 GG20 NO.30 200 FGL200 120 G20 FG20 FC200

FGL150 GG15 NO.20 150 FGL150 115 G15 FG15 FC150

- - - 100 - 110 G10 - FC100

France International Germany US.A. UK. Sweden Italy Spain Japan
50 AFNOR DIN W.-nr AISI/SAE BS S UNI UNE JIS

Zliatiny hlinika / Al based alloy

A-S7G Al-Si7Mg(Fe) ~AlSi7Mg 356 LM25 4244 3599 - AC4C

A-S7G03 Al-Si7Mg AISi7Mg A356.0 2199 - 8024 - AC4C

A-S13 Al-Si12 AlISi12 413;8413.0 LM6 4261 4514 - AC3A

A-S9G;A-S10G ~Al-5i10Mg AISi9Mg 360 LM9 4253 3051 - AC4A
N - Al-Si5 AISi5Mg A443.0 - - 5077 - -

- Al-Si5Fe - B443.0 - - GD-AISi5Fe - -

- (AISi7Fe) - A444.0 - - - - -

~A-S12 Al-Si12Fe - 413 LM20 4260 5079 - ADC1
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Drziaky nastrojov s priamou stopkou Straight shank toolholders 203
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Puzdra na zavitniky so spojkou Bush for tapping with clutch 206
Upinacie sklu¢ovadla Collets 207
Prislusenstvo k pridavnym zariadeniam Accessories for toolholders 213
Valcové redukéné puzdrd pre sustruh Cylindrical reduction sleeve for lathe 214
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JIS 6339 (MAS 403 BT) — rozmery podla normy

Dimensions according to standard

- L1 i 152 ~
i A
G A
—>| L5 |« i
e
L dSI - 5 d2
- e =
A
< L6 >
Vi
8, |e
BT ADB
— e
7/24 <35° STANDARD BALANCING
d9 15,000 P
Nazov vjrobku Rozmer (mm) Dimensions (mm)
Product
(CLIo e d1 G d5 d2 a L1 I.2 L3 L5 L6 b
BT 30 31,75 M12 M12,5 46 2 48,4 22 16,3 7 24 16,1
BT 40 4445 M16 17 63 2 65,4 27 22,5 8,2 32 16,1
BT 50 69,85 M24 25 100 3 101,8 38 353 1" 47 25,7
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Drziaky nastrojov, norma BT (JIS 6339)
Toolholders - BT (JIS 6339)

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

Sklu¢ovadlo frézy Weldon Milling toolholder Weldon
Pripojenie na stroji: BT Machine-tools connection : BT
Typ chladenia: AD/B Coolant type : AD/B
Tolerancia: AT2 Accuracy : AT2
Vyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Kataldgové islo Velkost kuzela Vnditorny @ We (mm) Vonk. @ BD (mm) Dizka LPR (mm) Kod
Reference (onesize Internal @ We (mm) External @ BD (mm) Length LPR (mm) (ode
BT40-W10X63-4MP 40 10 35 63 69067 077
BT40-W12X63-4MP 40 12 42 63 69 067 085
BT40-W16X63-4MP 40 16 48 63 69067093
BT40-W20X63-4MP 40 20 52 63 69 067 107
BT40-W25X90-4MP 40 25 65 90 69067 115
BT40-W32X100-4MP 40 32 72 100 69067123
BT50-W10X63-4MP 50 10 35 63 69067 131
BT50-W12X80X4MP 50 12 42 80 69 067 158
BT50-W16X80-4MP 50 16 48 80 69 067 166
BT50-W20X80-4MP 50 20 52 80 69067 174
BT50-W25X100-4MP 50 25 65 100 69 067 182
BT50-W32X105-4MP 50 32 72 105 69 067 190
BT50-W40X120-4MP 50 40 80 120 69 067 204

L Sklucovadlo vrtaka s
8 MOTS?OVVm_kuzelom Morse taper drills toolholder
Pripojenie na stroji: BT Machine-tools connection : BT
Typ chladenia: AD Coolant type : AD
. Tolerancia: AT2 Taper accuracy : AT2
VlyvaZovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Vhodné pre vrtaky s Morseovym kuzelom. Adapted for morse taper drills.
Kataldgové islo Velkost kuzela Typ (M Dizka LPR (mm) Vonk. @ BD (mm) Kod
Reference (onessize Type (M Length LPR (mm) External @ BD (mm) (ode
BT40-FORCM2X50-4MP 40 M2 50 32 69 067 433
BT40-FORCM3X70-4MP 40 M3 70 40 69 067 441
BT40-FORCM4X95-4MP 40 (M4 95 48 69 067 468
BT50-FORCM2X60-4MP 50 M2 60 32 69 067 476
BT50-FORCM3X65-4MP 50 M3 65 40 69067 484
BT50-FORCM4X95-4MP 50 M4 95 48 69 067 492
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Drziaky nastrojov, norma BT (JIS 6339) 03
Toolholders - BT (JIS 6339)

§

2

g

— Sklucovadlo frézy s §

N hladkym otvorom Shell mill Holder &

o Pripojenie na stroji: BT Machine-tools connection : BT =

Typ chladenia: AD/B Coolant type : AD/B K]

' Tolerancia: AT2 Taper accuracy : AT2 S

-~ PR Vyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM. .§

L

Q

Kataldgoveé cislo Velkost kuzela @ otvoru frézy D (mm) @ kontaktnej plochy BD (mm)  Dizka LPR (mm) Kod 2

Reference (one size Bore of mill @D (mm) Support surface @ BD (mm) Length LPR (mm) (ode é

S

BT40-SURF16X45-4MP 40 16 38 45 69067 212 §

S

BT40-SURF16X100-4MP 40 16 38 100 69 067 220 :.-%
BT40-SURF22X45-4MP 40 22 48 45 69067 239
BT40-SURF22X100-4MP 40 22 48 100 69067 247
BT40-SURF27X45-4MP 40 27 58 45 69 067 255
BT40-SURF27X100-4MP 40 27 58 100 69067 263
BT40-SURF32X56-4MP 40 32 63 56 69 067 271
BT40-SURF32X100-4MP 40 32 63 100 69067 298
BT40-SURF40X50-4MP 40 40 80 50 69067 301
BT40-SURF40X100-4MP 40 40 80 100 69067 328
BT50-SURF16X50-4MP 50 16 38 50 69067 336
BT50-SURF16X100-4MP 50 16 38 100 69067 344
BT50-SURF22X55-4MP 50 22 48 55 69067 352
BT50-SURF22X100-4MP 50 22 48 100 69 067 360
BT50-SURF27X55-4MP 50 27 58 55 69 067 379
BT50-SURF27X100-4MP 50 27 58 100 69067 387
BT50-SURF32X55-4MP 50 32 78 55 69067 395
BT50-SURF32X100-4MP 50 32 78 100 69 067 409
BT50-SURF40X55-4MP 50 40 88 55 69067 417
BT50-SURF40X100-4MP 50 40 88 100 69067 425

Klace P 213.
Wrench P 213.

Sklucovadlo na zavitniky s
axialnou kompenzaciou

Pripojenie na stroji: BT Tapping chuck with axial
Velka axialna kompenzacia na kompenzaciu

° - - compensation
17 rozd’uvelu [medm posuvom stroja Machine-tools connection : BT
aotacanim vretena. Large axial stroke to offset the difference between
<|Q Gulockova klietka na zlepsenie the tap pitch and machine feed.
ol citlivosti kompenzacie. Ball retainer for a smooth axial compensation.
Zariadenie na zvy3enie zaberového tlaku Device to increase the entry pressure, to obtain the
s ciefom dosiahnut presnu hibku rezu v controlled tapping
LPR rozmedzi = 0,1 mm. depth 0,7 mm.
Kataldgové cislo Velkost kuZela @ puzdra d (mm) Vonkajsi @ BD (mm) Dizka LPR (mm) Kod
Reference (onesize (ollet@d (mm) External @ BD (mm) Length LPR (mm) (ode
BT40-TARCOMP19-4MP 40 19 38 68 69067 786
BT40-TARCOMP31-4MP 40 31 55 93 69 067 794
BT50-TARCOMP19-4MP 50 19 38 80 69067 808
BT50-TARCOMP31-4MP 50 31 55 102 69067 816
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Drziaky nastrojov, norma BT (JIS 6339)
Toolholders - BT (JIS 6339)

Kliestinové sklucovadlo

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

ER - DIN6499 Collet chuck for ER DIN6499
Pripojenie na stroji: BT Machine-tools connection : BT
Typ chladenia: AD/B Coolant type : AD/B
Tolerancia: AT2 Taper accuracy : AT2
Vyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Kataldgové islo Velkost kuzela Kapacita Dizka LPR (mm) Kod
Reference (onesize (apacity Length LPR (mm) (ode
BT40-PPER16X70-4MP 40 ER16 (1+10) 70 69067 506
BT40-PPER16X100-4MP 40 ER16 (1+10) 100 69067514
BT40-PPER16X160-4MP 40 ER16 (1+10) 160 69067 522
BT40-PPER25X70-4MP 40 ER25 (1 16) 70 69067 530
BT40-PPER25X100-4MP 40 ER25 (1+16) 100 69067 549
BT40-PPER25X160-4MP 40 ER25 (1+16) 160 69067 557
BT40-PPER32X70-4MP 40 ER32 (2 +20) 70 69 067 565
BT40-PPER32X100-4MP 40 ER32 (2+20) 100 69 067 573
BT40-PPER32X160-4MP 40 ER32 (2+20) 160 69067 581
BT40-PPER40X70-4MP 40 ER40 (3 + 26) 70 69067 603
BT40-PPER40X100-4MP 40 ER40 (3 + 26) 100 69067 611
BT50-PPER32X80-4MP 50 ER32(2+20) 80 69067 654
BT50-PPER32X160-4MP 50 ER32 (2 +20) 160 69067 662
BT50-PPER40X80-4MP 50 ER40 (3 +26) 80 69067 670
BT50-PPER40X160-4MP 50 ER40 (3 +26) 160 69 067 689
Matice a kluce P 213.
Clamping nut and wrench P 213.
Vysokovykonné sklu¢ovadlo
jﬂ g Pripojenie na stroji: BT Power milling chuck
Vysokovykonné sklucovadlo pre Machine-tools connection : BT
(e} cylindrické kliestiny High power clamping chuck for cylindrical sleeves
Typ chladenia: AD/B coolant type : AD/B
Tolerancia: AT2 Taper accuracy : AT2
LPR Vyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Katal()gové Cislo Velkost kuzela Vniitorny @ D (mm) Vonkajsi @ BD (mm) Dizka LPR (mm) Kliestiny Kod
Reference (onesize Internal @D (mm) External @ BD (mm) Length LPR (mm) (ollet (ode
BT40-HP20X80-4MP 40 20 50 80 (YL20-@ 6 az /to 016 69067 697
BT40-HP32X85-4MP 40 32 62 85 (YL32-0 16 ai /to 025 69067 700
BT50-HP20X100-4MP 50 20 50 100 (YL20-@ 6 a7 /to @16 69067719
BT50-HP32X100-4MP 50 32 62 100 (YL32-@16 a7 /to 025 69067 727
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Drziaky nastrojov, norma BT (JIS 6339) 03
Toolholders - BT (JIS 6339)

Jednodielne presné

vitacie sklucovadlo
Pripojenie na stroji: BT

Typ chladenia: AD

VlyvaZovanie: G 6,3 az 15000 ot/min
Maximalna excentricita 0,05 mm.

Bo¢ny upinaci systém s klu¢om Torx (25).

Monobloc precision drill chuck
Machine-tool connection : BT

Coolant type : AD

Balancing : G 6,3 at 15000 RPM

Maximum total integrated run-out of 0,05 mm.

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

UmozZiuje otacanie doprava a dofava. Lateral clamping system with Torx (25).
Na vrtanie, frézovanie, vystruzovanie Clockwise and Counterclockwise
a zavitovanie. machining possibility.
Maximalny tlak chladiacej kvapaliny: Drilling, milling, reaming and tapping possibilities.
50 barov. Maximum coolant pressure : 50 bar.

Kataldgové cislo Velkost kuzela Kapacita (mm) Vonkaj${@BD (mm)  DizkaL1 (mm) Dizka L2 (mm) Kod

Reference (onesize Capacity (mm) External @ BD (mm) Length LT (mm) Length L2 (mm) (ode

BT40-MANDPERC1-16AUTO-4MP 40 1-16 50 95 104 69 067 735

BT50-MANDPERC1-16AUTO-4MP 50 1-16 50 106 116 69067751

A
-

vi 4 ol \l I.L| 5|
U hJ—‘ Tahadlo MAS 403 BT Pull stud MAS 403 BT
L Pre obrabacie centra for machining centers
Kataldgové islo Upevnenie Uhol °C Celkovd Zavlazovanie  Dizka L1 Priemer D Priemer D1 Rezanie Kod
Reference Toolholder Angle °C dizkal (mm)  Coolant (mm) (mm) (mm) zavitov F (ode
Total Length L LengthL1 Diameter D Diameter D1 Threading F
(mm) (mm) (mm) (mm)
TIRETTE-BT40-45D-NONPERCEE-4MP BT40 45 60 Nie / No 28 15 17 M16 69071244
TIRETTE-BT40-45D- PERCEE-4MP BT40 45 60 Ano / Yes 28 15 17 M16 69071252
TIRETTE-BT40-60D-NONPERCEE-4MP BT40 60 60 Nie /No 28 15 17 M16 69071260
TIRETTE-BT40-90D-NONPERCEE-4MP BT40 ] 60 Nie /No 28 15 17 M16 69071279
TIRETTE-BT50-45D-NONPERCEE-4MP BT50 45 85 Nie /No 35 23 25 M24 69071287
TIRETTE-BT50-45D-PERCEE-4MP BT50 45 85 Ano / Ves 35 23 25 M24 69071295

J| IO J s
j_%ﬂﬂﬂﬂﬂl l Tahadlo MAS 403 OTT/BT Pull stud MAS 403 OTT/BT
— Na pripojenie DIN 2080 na stroji. For machine-tools connection DIN 2080
L Na prispésobenie na sklu¢ovadle BT To be adapted on BT chuck
L na vytvorenie skfucovadla DIN 2080. to form a DIN 2080 chuck.
Kataldgové islo Upevnenie Celkovd Zavlafova-  Dizkall Priemer D Priemer D1 Rezanie Zapojenie Kod
Reference Toolholder dlzka L nie (mm) (mm) (mm) zdvitov F stroja (ode
(mm) Coolant Length L1 Diameter D Diameter D1 Threading F Machine-tool
Total Length L (mm) (mm) (mm) connection
(mm)
TIRETTE-BT40-0TT SA40-4MP BT40 56 Ano / Yes 17.54 25 17 M16 ?3:\102 080) 69071333
TIRETTE-BT50-0TT SA50-4MP BT50 65 Ano / Ves 14 39.6 25 M24 ?[?IiﬂOZOSO) 69071341
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ISO AD+B (DIN 69871) — rozmery podla normy

Dimensions according to standard
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32,[[ 155,
DIN69871ADB
£QUILIBRAGE STANDARD
663
15000 tr/min
STANDARD BALANCING
15,000 P
Nazov vyrobku Rozmer (mm) Dimensions (mm)
Product

[ogdcyame d1 G ds d2 d3 L1 L2 L3 L4 LS L6 b
SK 30 31,75 M12 13 45 50,00 47,80 16,4 19,0 15 5,5 24 16,1
SK 40 44,45 M16 17 50 63,55 68,40 22,8 25,0 18,5 8,2 32 16,1
SK 50 69,85 M24 25 80 97,50 101,75 35,5 37,7 30 1,5 47 25,7
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Drziaky nastrojov, norma ISO (DIN 69871) 03
Toolholders - SK (DIN 69871)

Skluc¢ovadlo frézy Weldon

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

Pripojenie na stroji: Milling toolholder Weldon
ISO (DIN 69871) Machine-tools connection : SK (DIN 69871)
Typ chladenia: AD/B Coolant type : AD/B
Tolerancia: AT2 Accuracy : AT2
VyvaZovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Katalogové Cislo Velkost kuZela Vniitorny @ We (mm) Vonk. @ BD (mm) Dizka LPR (mm) Kod
Reference (onesize Internal @ We (mm) External @ BD (mm) Length LPR (mm) (ode
15040-W10X50-4MP 40 10 35 50 69 067 824
15040-W12X50-4MP 40 12 42 50 69 067 832
1S040-W16X63-4MP 40 16 48 63 69067 840
1S040-W20X63-4MP 40 20 52 63 69067 859
15040-W25X100-4MP 40 25 65 100 69 067 867
15040-W32X100-4MP 40 32 72 100 69 067 875
1S050-W10X63-4MP 50 10 35 63 69 067 883
1S050-W12X63-4MP 50 12 42 63 69 067 891
1S050-W16X63-4MP 50 16 48 63 69 067 905
1S050-W20X63-4MP 50 20 52 63 69067913
15050-W25X80-4MP 50 25 65 80 69067 921
15050-W32X100-4MP 50 32 72 100 69 067 948
1S050-W40X112-4MP 50 40 80 12 69 067 956

Sklucovadlo vrtaka s
Morseovym kuzelom

Pripojenie na stroji: Morse taper drills toolholder
ISO (DIN 69871) Machine-tools connection : SK (DIN 69871)
Typ chladenia: AD Coolant type : AD
Tolerancia: AT2 Taper accuracy : AT2
Vlyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Vhodné pre vrtaky s Morseovym kuzelom. Adapted for morse taper drills.
Kataldgové cislo Velkost kuzela Typ(M DzkaLPR (mm) Vonk. @ BD (mm) Kod
Reference (onesize Type (M Length LPR (mm) External @ BD (mm) (ode
1S040-FORCM2X50-4MP 40 M2 50 32 69068 189
15040-FORCM3X70-4MP 40 M3 70 40 69068 197
1S040-FORCM4X95-4MP 40 (M4 95 48 69 068 200
1S050-FORCM2X60-4MP 50 M2 60 32 69068219
1S050-FORCM3X65-4MP 50 M3 65 40 69 068 227
1S050-FORCM4X95-4MP 50 (M4 95 48 69 068 235
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Drziaky nastrojov, norma ISO (DIN 69871)
Toolholders - SK (DIN 69871)

§
B
g
IS)
S
3 Sklu¢ovadlo frézy s
Qo a
& T _ hladkym otvorom
¥ - BT Pripojenie na stroji: Shell mill toolholder
S |—'— ISO (DIN 69871) Machine-tools connection : SK (DIN 69871)
-§ Typ chladenia: AD/B Coolant type : AD/B
@ Tolerancia: AT2 Taper accuracy : AT2
_'g- PR Vyvazovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
<
Q
< -
§ Kataldgoveé cislo Velkost kuzela @ otvoru frézy D (mm) @ kontaktnej plochy BD (mm) Dizka LPR (mm) Kod
XN Reference (onesize Bore of mill @D (mm) Support surface 9 BD (mm) Length LPR (mm) (ode
N
S
E 1S040-SURF16X45-4MP 40 16 38 45 69 067 964
15040-SURF16X100-4MP 40 16 38 100 69067 972
1S040-SURF22X45-4MP 40 22 48 45 69 067 980
1S040-SURF22X100-4MP 40 22 48 100 69 067 999
1S040-SURF27X45-4MP 40 27 58 45 69 068 006
1S040-SURF27X100-4MP 40 27 58 100 69068014
15040-SURF32X55-4MP 40 32 78 55 69 068 022
1S040-SURF32X100-4MP 40 32 78 100 69 068 030
1S040-SURF40X60-4MP 40 40 88 60 69 068 049
1S040-SURF40X100-4MP 40 40 88 100 69 068 057
1S050-SURF16X45-4MP 50 16 38 45 69 068 065
1S050-SURF16X100-4MP 50 16 38 100 69068073
1S050-SURF22X45-4MP 50 22 48 45 69 068 081
1S050-SURF22X100-4MP 50 22 48 100 69068 103
1S050-SURF27X45-4MP 50 27 58 45 69068111
1S050-SURF27X100-4MP 50 27 58 100 69068 138
1S050-SURF32X45-4MP 50 32 78 45 69068 146
1S050-SURF32X100-4MP 50 32 78 100 69068 154
1S050-SURF40X50-4MP 50 40 88 50 69 068 162
1S050-SURF40X100-4MP 50 40 88 100 69068170
Klace P 213.
Wrench P 213.
Sklucovadlo na zavitniky s
axialnou kompenzaciou
Pripojenie na stroji: Tapping chuck with axial
IS0 (DIN 69871). compensation
Velka axialna kompenzacia na kompenzaciu Machine-tools connection -
rozdielu medzi posuvom stroja SK (DIN 69877):
a otacanim vretena. Large axial stroke to offset the difference between
T. Gul6ckova klietka na zlepsenie the tap pitch and machine feed.
o @ citlivosti kompenzacie. Ball retainer for a smooth axial compensation.
- Zariadenie na zvy3enie zaberového tlaku Device to increase the entry pressure, to obtain the
‘ o — s ciefom dosiahnut presnu hibku rezu v controlled tapping
| rozmedzi + 0,1 mm. depth 0,17 mm.
Kataldgové cislo Velkost kuZela @ puzdra d (mm) Vonkajsi @ BD (mm) Dizka LPR (mm) Kod
Reference (onesize (ollet@d (mm) External @ BD (mm) Length LPR (mm) (ode
1S040-TARCOMP19-4MP 40 19 38 60 69068 472
1S040-TARCOMP31-4MP 40 31 55 100 69 068 480
1S050-TARCOMP19-4MP 50 19 38 62 69 068 499
1S050-TARCOMP31-4MP 50 31 55 83 69 068 502
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Drziaky nastrojov, norma ISO (DIN 69871)
Toolholders - SK (DIN 69871)
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KlieStinové sklucovadlo
ER - DIN 6499

Pripojenie na stroji:

T ISO (DIN 69871)

Collet chuck for ER DIN 6499
Machine-tools connection : SK (DIN 69871)

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

| v Toernda AT2 Taparaccuroy AT?

| LPR ViyvaZovanie: G 6,3 az 15000 ot./min Balancing : G 6,3 at 15000 RPM.
Kataldgové cislo VeIko;t’ kuzela Kapacita Dizka LPR (mm) Kod
Reference (onessize (apacity Length LPR (mm) (ode
1S040-PPER16X70-4MP 40 ER16 (1 10) 70 69 068 243
1S040-PPER16X100-4MP 40 ER16 (1 10) 100 69068 251
1S040-PPER16X160-4MP 40 ER16 (1 10) 160 69068 278
15040-PPER25X70-4MP 40 ER25 (1 16) 70 69 068 286
15040-PPER25X100-4MP 40 ER25 (1 16) 100 69 068 294
15040-PPER25X160-4MP 40 ER25 (1 16) 160 69068 308
1S040-PPER32X70-4MP 40 ER32 (2 +20) 70 69068316
1S040-PPER32X100-4MP 40 ER32(2+20) 100 69 068 324
15040-PPER32X160-4MP 40 ER32 (2 +20) 160 69068 332
1S040-PPER40X70-4MP 40 ER40 (3 -+ 26) 70 69 068 340
1S040-PPER40X100-4MP 40 ER40 (3 - 26) 100 69 068 359
15050-PPER32X80-4MP 50 ER32 (2 +20) 80 69 068 383
15050-PPER32X160-4MP 50 ER32 (2 +20) 160 69068 391
15050-PPER40X80-4MP 50 ER40 (3 - 26) 80 69 068 405
1S050-PPER40X160-4MP 50 ER40 (3 - 26) 160 69068413

Matice a kluce P 213.
Clamping nut and wrench P 213.

-
E J
J i 1

Vysokovykonné sklu¢ovadlo
Pripojenie na stroji:

ISO (DIN 69871) Power milling chuck

Vysokovykonné sklucovadlo pre
cylindrické kliestiny

Typ chladenia: AD/B

Tolerancia: AT2

ViyvaZovanie: G 6,3 az 15000 ot./min

Machine-tools connection : SK (DIN 69871)

High power clamping chuck for cylindrical sleeves
Coolant type : AD/B

Taper accuracy : AT2

Balancing : G 6,3 at 15000 RPM.

Kataldgové islo Velkost kuzela Vndtorny@ D (mm) ~ Vonkajsi @ BD (mm) Dizka LPR (mm) Klietiny Kod
- (onesize Internal @D (mm) External 018D (mm) Length LPR (mm) Collet (ode
15040-HP20X80-4MP 40 20 50 80 CYL20-@6az/100 16 69068510
15040-HP32X85-4MP 40 32 62 85 (Y132-016a2/00 25 69 068 529
15050-HP20X100-4MP 50 20 50 100 (YL120-06az/0016 69 068 537
15050-HP32X100-4MP 50 32 62 100 (Y132-016a2/00 25 69 068 545
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Drziaky nastrojov, norma ISO (DIN 69871)
Toolholders - 1SO (DIN 69871)

g Jednodielne presné Monobloc precision drill chuck
g\ vitacie skl'uéovadlo Machine-tool connection :
2 Pripojenie na stroji: 1O (DIN 69871). SK (DIN 69871).
3 Typ chladenia: AD. Coolant type : AD.
S 1H£ yp chladenia: AD. ) Balancing : G 6,3 at 15000 RPM.
> = Vyvazovarlle' G_6'3, 15000 Ot'(n_qm' Maximum total integrated run-out of 0,05 mm.
s il ,E g |nt‘f9f°"a’na n:‘ax'"]alna excentricita 0,05 mm. Lateral clamping system with Torx (25).
2 Q P Bocny upinaci systém s klicom Torx (25). Clockwise and Counterclockwise machining
S =) | Umoznuje otacanie doprava a dolava. possibility.
8 u ‘ Na vitanie, frézovanie, vystruzovanie a Drilling, mlling, reaming and tapping possibilities.
S 2 zavitovanie. Maximalny tlak chladiacej kvapaliny: Maximum coolant pressure : 50 bar.
§ 50 barov. Dodéva sa s navodom na pouZitie. Furnished with instructions for use manual.
S
S
3 Kataldgové cislo Velkost kuzela Kapacita (mm) Vonkajsi @ BD (mm) DizkaL1 (mm) Dizka L2 (mm) Kod
'§ Reference (onesize Capacity (mm) External 9 BD (mm) Length LT (mm) Length L2 (mm) (ode
N
_§ 15040-MANDPERC1-16AUTO-4MP 40 1-16 50 80 90 69068 421
&
15050-MANDPERC1-16AUTO-4MP 50 1-16 50 80 90 69068 456
QJH—W
= Tahadlo 1SO 7388/2 B Pull stud ISO 7388/2 B
Pre obrabacie centra Suitable for machining centers
Kataldgové islo Upevnenie Uhol °C (elkovidizka  Zavlazovanie  Dizkall Priemer D Priemer Rezanie Kod
Reference Toolholder Angle °C L (mm) (oolant (mm) (mm) D1 (mm) Zévitov F (ode
Total Length L Length L1 Diameter D Diameter D1 Threading
(mm) (mm) (mm) (mm) F
TIRETTE-IS040DIN7388245D-P-4MP 1S0 40 45 445 Ano / Yes 1.15 18.95 17 M16 69071309
Tahadlo DIN 69872 Pull stud DIN 69872
Pre obrabacie centra Suitable for machining centers
Kataldgové cislo Upevnenie Uhol °C (elkovddizka  Zavlafovanie  Dizkall Priemer D Priemer D1 Rezanie Kod
Reference Toolholder Angle*C L (mm) Coolant (mm) (mm) (mm) @itovF (e
Total Length L LengthL1 Diameter D Diameter D1 Threading
(mm) (mm) (mm) (mm) F
TIRETTE-1SO40DIN 69872-P-4MP 150 40 15 54 Ano / Yes 20 19 17 M16 69071317
TIRETTE-1SO50DIN 69872B-P-4MP 150 50 15 74 Ano/ Yes 25 28 25 M24 39071325
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HSK-A (DIN 69893-1) - rozmery podla hormy

Dimensions according to standard

L6,
D4 G
= l
AE g 7 . .
5 2[1:1 (D - 8|5

] el

S AN

L

L4
Li L3 L2
Nazov vjrobku Rozmer (mm) / bimensions (mm)
Product name D1 D2 D3 D 4 L1 L2 L3 L 4 L5 G T1
max. min.

HSK-A 32 32 26 24,007 10 16 15 20 32 7,05 MI10 x1 54
HSK-A 40 40 34 30,007 10 20 15 20 4 8,05 M12x1 53
HSK-A 50 50 42 38,009 10 25 16 26 5 10,54 M16 x 1 5,2
HSK-A 63 63 53 43,010 10 32 16 26 6,3 12,54 M18x 1 5
HSK-A 80 80 67 60,012 10 40 16 26 8 16,04 M20 x 1,5 5
HSK-A 100 100 85 75,013 10 50 16 29 10 20,02 M24 x1,5 49
HSK-A 125 125 m 95,016 10 63 16 29 125 25,02 M30x1,5 48
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Drziaky nastrojov, norma HSK-A (DIN 69893-1)
Toolholders - HSK-A (DIN 69893-1)

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

T* sklu¢ovadlo frézy Weldon
=18 Pripojenie na stroji: HSK, tvar A Milling toolholder Weldon
(DIN 69893-1) Machine-tools connection : HSK FORM A (DIN
Tolerancia: AT2 69893-1)
Viyvazovanie: G 6,3 az 15000 ot./min Taper accuracy : AT2
LPR Pripojenie chladiacej kvapaliny a klt¢ Balancing : G 6,3 at 15000 RPM.
nie su stcastou dodavky. Cooling tube & wrench not included.
Katalégové Cislo Velkost kuzela Vnditorny @ We (mm) Vonk. @BD (mm) Dizka LPR (mm) Kod
Reference (onesize Internal @ We (mm) Length LPR (mm) (ode
HSK63A-W10X65-4MP 63 10 35 65 69068 553
HSK63A-W12X80-4MP 63 12 42 80 69 068 561
HSK63A-W16X80-4MP 63 16 48 80 69 068 588
HSK63A-W20X80-4MP 63 20 52 80 69 068 596
HSK63A-W25X110-4MP 63 25 65 110 69068 618
HSK63A-W32X110-4MP 63 32 72 110 69 068 626
Sklucovadlo frézy s
hladkym otvorom Face mill toolholder
Pripojenie na stroji: HSK, tvar A Machine-tools connection : HSK FORM A (DIN
Tolerancia: AT2 69893-1)
Viyvazovanie: G 6,3 az 18000 ot./min Taper accuracy : AT2
Pripojenie chladiacej kvapaliny a klt¢ Balancing : G 6,3 at 18000 RPM.
nie su stcastou dodavky. Cooling tube & wrench not included.
KataI()gové Cislo Velkost kuzela @ otvoru frézy D (mm) @ kontaktnej plochy BD (mm)  Dizka LPR (mm) Kod
Reference (onesize Bore of mill @D (mm) Support surface @ BD (mm) Length LPR (mm) (ode
HSK63A-SURF16X50-4MP 63 16 38 50 69068 634
HSK63A-SURF22X50-4MP 63 22 48 50 69 068 642
HSK63A-SURF27X60-4MP 63 27 58 60 69 068 650
HSK63A-SURF32X60-4MP 63 32 78 60 69 068 669
HSK63A-SURF40X60-4MP 63 40 88 60 69068 677
Kluce P 213.
Wrench P213.
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Drziaky nastrojov, norma HSK-A (DIN 69893-1) 03
Toolholders - HSK-A (DIN 69893-1)

Kliestinové sklucovadlo

Pridavné zariadenia pre obrdbacie stroje / Tooling systems

ER - DIN 6499
(W Pripojenie na stroji: Tvar HSK Collet chuck for ER DIN 6499
mnmmulnnmllE__—:'é A (DIN 69893-1) Machine-tools connection : HSK FORM
||||||| !’ Tolerancia: AT2 A (DIN 69893-1)
= Vlyvazovanie: G 6,3 az 18000 ot./min Taper accuracy : AT2
Pripojenie chladiacej kvapaliny a klt¢ Balancing : G 6,3 at 18000 RPM.
‘ LPR nie st sucastou dodavky. Cooling tube & wrench not included.
Kataldgové cislo Velkost kuzela Kapacita Dizka LPR (mm) Kod
Reference (onesize (apacity Length LPR (mm) (ode
HSK63A-PPER16X100-4MP 63 ER16 (1+10) 100 69 068 685
HSK63A-PPER16X160-4MP 63 ER16 (1 10) 160 69 068 693
HSK63A-PPER25X100-4MP 63 ER25 (1 16) 100 69068 707
HSK63A-PPER25X160-4MP 63 ER25 (1+16) 160 69068 715
HSK63A-PPER32X100-4MP 63 ER32 (2 +20) 100 69068723
HSK63A-PPER32X160-4MP 63 ER32 (2 +20) 160 69068731
Matice a kltce P 213.
Clamping nut and wrench P 213.
i Pripojka HSK63 HSK cooling tube
Kataldgové islo Kéd
Reference (ode
RACCORDHSK63-4MP 69071465
Wrench for HSK
KlIa¢ na pripojku HSK63 cooling tube
Kataldgové cislo Kod
Reference (ode
CLERAC-HSK63-4MP 71013375
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Drziaky nastrojov s priamou stopkou a Morseovym kuzelom

Straight shank and morse tappers toolholders




Drziaky nastrojov s priamou stopkou
Straight shank toolholders

03

—— a4

— Ik

el
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Predizenie drziaka kliestiny

Straight shank collet chuck for

|ies] ER - DIN 6499 ER DIN 6499
Kataldgové cislo Kapacita @ BD (mm) @d1 (mm) DizkaL(mm) Dizka LPR (mm) Typ matice Kod
Reference (apacity Length L (mm) Length LPR (mm) Clamping nuts (ode
type
RAL-ER11MD12X100-4MP ER11(1+7) 16 12 100 26 Min. 69068 758
RAL-ER11MD16X160-4MP ER11(1+7) 16 16 160 19 Min. 69 068 766
RAL-ER16MD16X100-4MP ER16 (1+10) 22 16 100 38 Min. 69068 774
RAL-ER16MD20X160-4MP ER16 (1+10) 22 20 160 31 Min. 69068 782
RAL-ER20MD20X160-4MP ER20 (1+13) 28 20 160 36 Min. 69068 790
RAL-ER25MD25X130-4MP ER25 (1+16) 35 25 130 40 Min. 69068 804
PPINCECYL-ER32D32X70-4MP ER32 (2 +20) 50 32 70 48 Standard 69068 812
PPINCECYL-ER32D40X70-4MP ER32(2+20) 50 40 70 33 Standard 69 068 820
Matice a kluce P 213.
Clamping nut and wrench P 213.
Sklucovadlo na zavitniky
s axialnou kompenzaciou
Pripojenie na stroji: Valcova
DIN 1835 B+E. Tapping chuck with axial
Velka axié!n.a kompenzécia na compensation
I S konjpenza’cvlu r,OZd'elu medzi posuvom Machine-tools connection : Cylindrical
oo stroja a otacanim vretena. DIN 1835 B+E.
b @ QU!ockqva klietka r,'naizlepsenle Large axial stroke to offset the difference between
citlivosti kompenzacie. the tap pitch and machine feed.
‘ S Zariadenie na zvySenie zdberového tlaku Ball retainer for a smooth axial compensation.
L ‘ s cielom dosiahnut presnu hlbku rezu v Device to increase the entry pressure, to obtain the
LPR rozmedzi £ 0,1 mm. controlled tapping depth + 0,1 mm.
Kataldgové islo Pridavné zariadenie @ puzdrad (mm) Vonkajsi @ BD (mm) Dizka LPR (mm) Dizka L (mm) Kod
Reference A (mm) (ollet@d (mm) External @ BD (mm) Length LPR (mm) Length L (mm) (ode
Shank A (mm)
M3M12D20X50X19-4MP 20 19 38 41 50 69 068 839
M6M20D32X61X31-4MP 32 31 55 63 61 69 068 847
Samoupinacie vrtacie
sklucovadlo
Sklucovadlo na priemyselné pouzitie.
Automaticky upinaci mechanizmus na Keyless Drill Chucks
L efekt"‘f‘nu a} ch’th meenu r“éStroja' Drill chuck for industrial use.
Samocmr‘y upinaci mechan{zmys Automatic fitting for efficient, fast change of tools.
< —Bl-—trr-— Tt~ ©| automatickyzvySuje upinaciusilua Self-tightening mechanism automatically increases
T zabrariuje uvolneniu nastroja pocas prace. the grip in proportion to the increase in torque
Vlyzaduje sa otacanie v smere hodinovych during the drilling and avoids the tool slipping in
ruciciek. clockwise rotation.
Kataldgové cislo Kapacita Pridavné zariadenie Vonkajsi @ (mm) Kod
Reference (apacity A (mm) External @ (mm) (ode
Shank A (mm)
MAND.PERC1-13/B16 1-13 B16 47 69138 675
MAND.PER(3-16/B16 3-16 B16 52 69138683

Suprava nahradnych celusti pre sklu¢ovadlo 1-13 a 3-16, kdéd 69 140 491

Set of jaws for drill chuck capacity 1-13 and 3-16 Code 69 140 491

203

Pridavné zariadenia pre obrdbacie stroje / Tooling systems



Pridavné zariadenia pre obrdbacie stroje / Tooling systems

Drziaky nastrojov s

Morseovym kuzelom
Morse tapper toolholders

204

Hriadel pre

vrtacie skluéovadlo

Hriadel je medzi¢lankom medzi
sklu¢ovadlom a vretenom stroja.

Hriadele 4MP su plne kalené a s jemne
vybrusené, ¢o zabezpecuje ich upevnenie
s nastavenymi toleranciami a maximalnou
sustrednostou.

Arbor for drill chuck

The arbor is an intermediary element between the
drill chuck and the spindle of the machine.

4MP arbors are totally hardened and precision
ground, ensuring a close fit and

maximum concentricity.

Kataldgové cislo Upevnenie Pripojenie Kod
Reference Shank Connection (ode
ARBRE-CM2/B16 M2 B16 69138578
ARBRE-CM3/B16 ™3 B16 69138 586
ARBRE-CM4/B16 M4 B16 69138594

Presné otocné hroty
Na presné upinanie obrobkov na

konvencnych a CNC sustruhoch.

Otoc¢né hroty 4MP maju optimalnu sustrednost:
pre Morseov kuzel 4 sustrednost 0,003 mm

a pre Morseov kuzel' 5 sustrednost 0,004 mm.

‘ L2 L1
L3

Plne kalené a presne brisené.
Model C: Pre Siroky rozsah
sustruznickych prac.

Revolving lathe centers

For counter-clamping workpieces in conventional
or CNC turning machines.

4MP revolving lathe centres are of high precision,
with a maximum run-out of 0,003 mm for Morse
tapers no. 4 and 0,004 mm for Morse taper no. 5.
Fully hardened and precision ground.

Model C : For a wide range of general turning work.

Kataldgové ¢islo Upevnenie @d1 (mm) @ d2 (mm) @ d3 (mm) Dizkal1 Ditkal2 Ditkal3 Kod
Reference Shank (mm) (mm) (mm) (ode
LengthL1 Length[2 Length L3
(mm) (mm) (mm)
POINTE-TOUR-CM4-C M4 30 63 - 35 52 196 69138721
POINTE-TOUR-CM5-C (M5 33 85 - 48 64 250 69138748

Presné otocné hroty

Na presné upinanie obrobkov na

konvenc¢nych a CNC sustruhoch.

Otocné hroty 4MP maju optimalnu sustrednost:
pre Morseov kuzel 4 sistrednost 0,003 mm

a pre Morseov kuzel' 5 sustrednost 0,004 mm.
%] S| Plne kalené a presne brisené.

Model N: Zvacsuje priestor pre néstroj a

zlepsuje viditelnost pouzivatela pri sustruzeni
malych obrobkov alebo obrabani v blizkosti

Revolving lathe centers

For accurate work holding

in conventional or CNC lathes.

4MP revolving lathe centres are of high precision,
with a maximum run-out of 0,003 mm for Morse
tapers no. 4 and 0,004 mm for Morse taper no. 5.

Fully hardened and precision ground.

Model N : Increases tool clearance and operator

visibility for work on small parts or machining close

! koncov obrobku. to workpiece end.
Kataldgové cislo Upevnenie @d1 (mm) @ d2 (mm) @ d3 (mm) Dikal1 Dikal2 Dikal3 Kod
Reference Shank (mm) (mm) (mm) (ode
LengthL1 Length[2 Length L3
(mm) (mm) (mm)
POINTE-TOUR-AL-CM4-N M4 30 63 n 46 52 207 69138705
POINTE-TOUR-AL-CM5-N M5 3 85 18 64 64 266 69138713
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Puzdra, kliestiny a prislusenstvo
Sleeves, collets and accessories

g
g Puzdro na zavitniky
2 so spojkou
S Rychlo vymenitelné puzdro na zavitniky
3 s nastavitelnou spojkou. Bush for tapping with clutch
S VyroE)e.r!e.z kValltF]}th mate,rlalov Quick change bush for tapping with clutch.
2 zarucujucich dlhd Zivotnost. Built out of the highest quality steel therefore a
- Puzdra sa nastavuju krdtiacim momentom longer tool life is guaranteed.
§ vhodnym na rezanie zavitov do ocele a Tap adapters are set with a torque
S v pripade potreby sa daju nastavit podlfa for tapping steel, they can be re set for other
§ obrabaného materialu. materials tapping.
Q
S
3 Kataldgové islo @ puzdra (mm) Pre zdvitnik @ stopky zdvitnika Stvorhran Norma Kod
'§ Reference 0 Bush (mm) For tap (mm) Shank square Norm (ode
S { Shank tap (mm)
<
>
§ DOU19-M3DIN371AFRICT-4MP 19 M3 35 2,7 3N 69068 863
a
DOU19-M4DIN371AFRICT-4MP 19 M4 4,5 34 3N 69068 871
DOU19-M5DIN371AFRICT-4MP 19 M5 6 49 3N 69 068 898
DOU19-M6DIN371AFRICT-4MP 19 M6 6 49 3N 69068 901
DOU19-M8DIN371AFRICT-4MP 19 M8 8 6,2 3N 69 068 928
DOU19-M10DIN371AFRICT-4MP 19 M10 10 8 3N 69 068 855
DOU19-M10DIN376AFRICT-4MP 19 M10 7 55 376 69 068 936
DOU19-M12DIN376AFRICT-4MP 19 M12 9 7 376 69 068 944
DOU19-M14DIN376AFRICT-4MP 19 M14 n 9 376 69068 952
DOU31-M6DIN371AFRICT-4MP 31 M6 6 49 3N 69 068 987
DOU31-M8DIN371AFRICT-4MP 31 M8 8 6,2 3N 69 068 995
DOU31-M10DIN371AFRICT-4MP 31 M10 10 8 3N 69 068 960
DOU31-M10DIN376AFRICT-4MP 31 M10 7 55 376 69 069 002
DOU31-M12DIN376AFRICT-4MP 31 M12 9 7 376 69069010
DOU31-M14DIN376AFRICT-4MP 31 M14 n 9 376 69 069 029
DOU31-M16DIN376AFRICT-4MP 31 M16 12 9 376 69069 037
DOU31-M18DIN376AFRICT-4MP 31 M18 14 n 376 69 069 045
DOU31-M20DIN376AFRICT-4MP 31 M20 16 12 376 69069053
DOU31-M24DIN376AFRICT-4MP 31 M24 18 14,5 376 69069 061
—
-
Cylindricka kliestina Straight collet
| Cylindricka kliestina pre vysokovykonné sklu¢ovadlo Straight collet for power milling chuck
Kataldgové islo Vonkajsi @ D1 (mm) Vniitorny @ D2 (mm) Kod
Reference External @ D1 (mm) Internal @02 (mm) (ode
PINCE-CYL20/6-4MP 20 6 69071384
PINCE-CYL20/8-4MP 20 8 69071392
PINCE-CYL20/10-4MP 20 10 69071406
PINCE-CYL20/12-4MP 20 12 69071414
PINCE-CYL20/16-4MP 20 16 69071422
PINCE-CYL32/16-4MP 32 16 69071430
PINCE-CYL32/20-4MP 32 20 69071449
PINCE-CYL32/25-4MP 32 25 69071457
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ROZSAH UPINANIAY £
L7 L) CLAMPING RANGE L3 : ;:’
S
ER8 1+5 0,5 8,5 13,5 E
~N
8 ER11 1+7 05 ns 18 g
o ER16 1+10 05+1 725 §
= £
— & ER20 1+14 05+1 21 315 §
]ﬁ ER2S 1420 05+1 % g
L
]
L ER32 2+22 05=+1 33 40 '§
B \N
ER4O 3430 05+1 no a6 £
3
& . z , I
ojandardna ER11 collet zfiae';‘tji?";d“a ER16 collet
DIN 6499, DIN 6499,
ER11(DIN6499) ) ER16 (DIN 6499) f )
Vyrobena z ocele. Manufactured in spring steel.
Vnutorné a vonkajsie vybrusenie. Grounded both externally and internally.
Drsnost pod Rz 2,5. Grade of roughness lower than Rz 2,5.
Kapacita ER11: 1 az 8 mm. ER11 Capacity : 1 to 8 mm.
Kapacita ER16:1az 12 mm ER16 Capacity : 1 to 12 mm
Rozsah upinania: 0,5 mm. Clamping range : 0,5 mm.
Presnost sustrednosti: 0,015 mm. Concentricity precision : 0,015 mm.
Kataldgové cislo 0 iestiny (mm) Kod Kataldgové cislo @ liestiny (mm) Kod
Reference Collet 0 mm) (ode Reference Collet 7 (mm) (ode
PINCE-ER11D1-0,5-4MP 1-0,5 69 069 088 PINCE-ER16D1-0,5-4MP 1-0,5 69069 231
PINCE-ER11D1,5-1-4MP 1,51 69 069 096 PINCE-ER16D2-1-4MP 21 69 069 258
PINCE-ER11D2-1,5-4MP 2-15 69069118 PINCE-ER16D3-2-4MP 3-2 69 069 266
PINCE-ER11D2,5-2-4MP 2,5-2 69069 126 PINCE-ER16D4-3-4MP 4-3 69 069 274
PINCE-ER11D3-2,5-4MP 3-25 69069 134 PINCE-ER16D5-4-4MP 5-4 69 069 282
PINCE-ER11D3,5-3-4MP 3,5-3 69069 142 PINCE-ER16D6-5-4MP 6-5 69069 290
PINCE-ER11D4-3,5-4MP 435 69069 150 PINCE-ER16D7-6-4MP 7-6 69 069 304
PINCE-ER11D4,5-4-4MP 4,5-4 69069 169 PINCE-ER16D8-7-4MP 8-7 69069312
PINCE-ER11D5-4,5-4MP 5-4,5 69069177 PINCE-ER16D9-8-4MP 9-8 69069320
PINCE-ER11D5,5-5-4MP 55-5 69069 185 PINCE-ER16D10-9-4MP 10-9 69069339
PINCE-ER11D6-5,5-4MP 6-5,5 69069193 PINCE-ER16D11-10-4MP 1-10 69 069 347
PINCE-ER11D6,5-6-4MP 6,5-6 69 069 207 PINCE-ER16D12-11-4MP 12-1 69069 355
PINCE-ER11D7-6,5-4MP 7-6,5 69069 215
PINCE-ER11D8-7,5-4MP 875 69 069 223
Suprava Setof ER11 Stprava $tandardnych Set of ER16
Standardnych standard klietin ER16 standard collet
kliestin ER11 collet
(DIN 6499) (DIN 6499)
Na drevenom podstavci. On wood base.
Kataldgové cislo Pocetkliestin  Kapacita(mm)  Kdd Kataldgové cislo Pocetkliestin  Kapacita (mm)  Kdd
Reference Number of collets  Capacity (mm) (ode Reference Number of collets  Capacity (mm) (ode
PINCE-ER11COFFRET-4MP 13 05-7 69070 698 PINCE-CEER16COFFRET-4MP 10 1-10 69070701
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Standardna

Kliettina ER20 ER20 collet Standardna kliestina ER25 ER25 collet
(DIN 6499) (DIN 6499) (DlN 6499) (DIN 6499)
Vyrobena z pruzinovej ocele. Manufactured in spring steel.
Vnutorné a vonkajsie vybrusenie. Grounded both externally and internally.
Drsnost pod Rz 2,5. Grade of roughness lower than Rz 2,5.
Kapacita ER20: 1 az 14 mm. ER20 Capacity : 1 to 14 mm.
Kapacita ER25: 1 az 16 mm ER25 Capacity : 1to 16 mm
Rozsah upinania: 1 mm. Clamping range : T mm.
Presnost sustrednosti: 0,015 mm. Concentricity precision : 0,015 mm.
Katalégové cislo 0 Kliestiny (mm) Kod Kataldgové Cislo @ kliestiny (mm) Kéd
Reference Collet 7 (mm) (ode Reference Collet @ (mm) (ode
PINCE-ER20D2-1-4MP 2-1 69069363 PINCE-ER25D2-1-4MP 2-1 69069 517
PINCE-ER20D3-2-4MP 3-2 69069371 PINCE-ER25D3-2-4MP 3-2 69069 525
PINCE-ER20D4-3-4MP 43 69069 398 PINCE-ER25D4-3-4MP 4-3 69069 533
PINCE-ER20D5-4-4MP 5-4 69069 401 PINCE-ER25D5-4-4MP 5-4 69 069 541
PINCE-ER20D6-5-4MP 6-5 69 069 428 PINCE-ER25D6-5-4MP 6-5 69 069 568
PINCE-ER20D7-6-4MP 7-6 69 069 436 PINCE-ER25D7-6-4MP 7-6 69 069 576
PINCE-ER20D8-7-4MP 8-7 69 069 444 PINCE-ER25D8-7-4MP 8-7 69 069 584
PINCE-ER20D9-8-4MP 9-8 69069 452 PINCE-ER25D9-8-4MP 9-8 69 069 592
PINCE-ER20D10-9-4MP 10-9 69 069 460 PINCE-ER25D10-9-4MP 10-9 69 069 606
PINCE-ER20D11-10-4MP 11-10 69069 479 PINCE-ER25D11-10-4MP 11-10 69 069 614
PINCE-ER20D12-11-4MP 12-11 69 069 487 PINCE-ER25D12-11-4MP 12-1 69069 622
PINCE-ER20D13-12-4MP 13-12 69 069 495 PINCE-ER25D13-12-4MP 13-12 69 069 630
PINCE-ER20D14-13-4MP 14-13 69 069 509 PINCE-ER25D14-13-4MP 14-13 69 069 649
PINCE-ER25D15-14-4MP 15-14 69069 657
PINCE-ER25D16-15-4MP 16-15 69 069 665
:tl; ;:‘r::ra dnvch Set of ER20 Suprava Standardnych Set of ER25
o e e o sl Y standard collet kliestin ER25 standard collet
w s @ 4w kliestin ER20
s an ap an
(DIN 6499) (DIN 6499)
Na drevenom podstavci. On wood base.
Katalégové Gislo Pocetkliestin  Kapacita(mm)  Kdd Katalégové Cislo Pocetkliestin  Kapacita(mm)  Kdd
Reference Number of collets  Capacity (mm) (ode Reference Number of collets  Capacity (mm) (ode
PINCE-CEER20COFFRET-4MP 12 2-13 69070728 PINCE-CEER25COFFRET-4MP 14 3-16 69070736
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Standardna

Kliettina ER32 ER32 collet Standardna kliestina ER40 ER40 collet
(DIN 6499) (DIN 6499) (DIN 6499) (DIN 6499)
Vnitorné a vonkajdie ybrisenie Grounded both extemal and iernly:
Drsnost pod Rz 2,5. Grade of roughness lower than Rz 2,5.
Kapacita ER32: 2 a? 20 mm. ER32 Capacity :2 to 20 mm.
Rocsah upinaniad 1 m T amping range. 1 mm.
Presnost stistrednosti: 0,015 mm. Concentricity precision : 0,015 mm.
Kataldgové islo @ Kliestiny (mm) Kéd Kataldgové cislo @ kliestiny (mm) Kdd
Reference Colfet 0 (mm) (ode Reference Collet @ (mm) (ode
PINCE-ER32D3-2-4MP 3-2 69069 673 PINCE-ER40D4-3-4MP 4-3 69 069 886
PINCE-ER32D4-3-4MP 4-3 69069 681 PINCE-ER40D5-4-4MP 5-4 69 069 894
PINCE-ER32D5-4-4MP 5-4 69069 703 PINCE-ER40D6-5-4MP 6-5 69 069 908
PINCE-ER32D6-5-4MP 6-5 69069 711 PINCE-ER40D7-6-4MP 7-6 69 069 916
PINCE-ER32D7-6-4MP 7-6 69069 738 PINCE-ER40D8-7-4MP 8-7 69069 924
PINCE-ER32D8-7-4MP 8-7 69 069 746 PINCE-ER40D9-8-4MP 9-8 69069 932
PINCE-ER32D9-8-4MP 9-8 69069 754 PINCE-ER40D10-9-4MP 10-9 69 069 940
PINCE-ER32D10-9-4MP 10-9 69 069 762 PINCE-ER40D11-10-4MP 11-10 69069 959
PINCE-ER32D11-10-4MP 11-10 69069770 PINCE-ER40D12-11-4MP 12-11 69 069 967
PINCE-ER32D12-11-4MP 12-1 69 069 789 PINCE-ER40D13-12-4MP 13-12 69069 975
PINCE-ER32D13-12-4MP 13-12 69069 797 PINCE-ER40D14-13-4MP 14-13 69 069 983
PINCE-ER32D14-13-4MP 14-13 69 069 800 PINCE-ER40D15-14-4MP 15-14 69069 991
PINCE-ER32D15-14-4MP 15-14 69069 819 PINCE-ER40D16-15-4MP 16-15 69070 000
PINCE-ER32D16-15-4MP 16-15 69 069 827 PINCE-ER40D17-16-4MP 17-16 69070019
PINCE-ER32D17-16-4MP 17-16 69 069 835 PINCE-ER40D18-17-4MP 18-17 69070027
PINCE-ER32D18-17-4MP 18-17 69 069 843 PINCE-ER40D19-18-4MP 19-18 69070035
PINCE-ER32D19-18-4MP 19-18 69069 851 PINCE-ER40D20-19-4MP 20-19 69070043
PINCE-ER32D20-19-4MP 20-19 69 069 878 PINCE-ER40D21-20-4MP 21-20 69070051
PINCE-ER40D22-21-4MP 22-21 69070078
PINCE-ER40D23-22-4MP 23-22 69070 086
PINCE-ER40D24-23-4MP 24-23 69070 094
PINCE-ER40D25-24-4MP 25-24 69070108
PINCE-ER40D26-25-4MP 26-25 69070116

Suprava Standardnych
klieStin ER32

Suprava 18 standardnych kliestin ER32
(DIN 6499)

Kapacita od 2 do 20 mm.

Na drevenom podstavci.

Set of ER32 standard collets
Set of 18 ER32 standard collets

(DIN 6499)

Capacity 2 to 20 mm.

On wood base.

Katalégové islo Pocet kletin Kapacita (mm) Kéd
Reference Number of collets (apacity (mm) Gt
PINCE-CEER32COFFRET-4MP 18 2-20 69070 744
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2D

— L2
|[¢——>
@ S Max
12 .
@D Min @D Max Standard Presnost
1 1,6 6 0,015 0,005
1,6 3 10 0,015 0,005
3 7 16 0,015 0,005
7 10 25 0,015 0,005
10 18 40 0,020 0,005
18 26 50 0,020 0,005
26 40 60 0,020 0,005
Presna kliestina Precls:oncl:;}'«;l1e6t Pince ER32 Précision Precision ER32 Collet
ER16 (DIN 6499) (DIN 6499) (DIN 6499) (DIN 6499)
Viyrobend z pruzinovej ocele. o
Vnitorné a vonkajsie vybrusenie. Manufactured in spring steel.
Drsnost pod Rz 2,5. Grounclijed !;oth e;tema/lly andhmtemally.
Kapacita ER16:2 az 10 mm. Grade o "E:%ncess o‘.’rvef; tan]'gzz’5‘
Kapacita ER32: 3 az 20 mm. ER32 Czngryﬁ 1220 zz
Rozsah upinania: 0,5 mm. C/ampfng révlﬁge:o,5 mm:
Presnolsf,o'(a’.éania: 0,005 zarucend len pre Concentricity precision : 0,005 guarantee only for the nominal diameter.
menovity priemer. Concentricity precision : 0,005 mm.
Presnost sustrednosti: 0,005 mm.
Kataldgové islo @ kliestiny (mm) Kod Kataldgové cislo 0 Kliestiny (mm) Kéd
Reference Collet 7 (mm) (ode Reference Collet 0 (imm) (ode
PINCE-ER16UPD2-4MP 2 69070124 PINCE-ER32UPD3-4MP 3 69070191
PINCE-ER16UPD3-4MP 3 69070132 PINCE-ER32UPD4-4MP 4 69070 205
PINCE-ER16UPD4-4MP 4 69 070 140 PINCE-ER32UPD5-4MP 5 69070213
PINCE-ER16UPD5-4MP 5 69070159 PINCE-ER32UPD6-4MP 6 69070221
PINCE-ER16UPD6-4MP 6 69070167 PINCE-ER32UPD8-4MP 8 69070248
PINCE-ER16UPD8-4MP 8 69070175 PINCE-ER32UPD10-4MP 10 69070 256
PINCE-ER16UPD10-4MP 10 69070183 PINCE-ER32UPD12-4MP 12 69070 264
PINCE-ER32UPD14-4MP 14 69070272
PINCE-ER32UPD16-4MP 16 69070 280
PINCE-ER32UPD18-4MP 18 69070299
PINCE-ER32UPD20-4MP 20 69070302
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Ut.efn.ena Sealed Collet Utesnena kliestina Sealed Collet
kliestina ER16 ER16 ER25 (DIN 6499) ER25
(DIN 6499) (DIN 6499)
Vyrobena z pruzinovej ocele. Manufactured in spring steel.
Mechanické tesnenie. Mechanical sealed collet.
Vnutorné a vonkajsie vybrusenie. Grounded both externally and internally.
Drsnost pod Rz 2,5. Grade of roughness lower than Rz 2,5.
Kapacita ER16:4 az 12 mm. ER16 Capacity : 4 to 12 mm.
Kapacita ER25:4 az 16 mm. ER25 Capacity : 4to 16 mm.
Presnost ststrednosti: 0,008 mm. Concentricity precision : 0,008 mm.
Maximalny tlak: 120 barov. Max pressure : 120 bar.
Kataldgové Cislo 0 kliestiny (mm) Kod Kataldgové cislo 0 kliestiny (mm) Kod
Reference Collet 7 (mm) (ode Reference Collet  (imm) Tt
PINCE-ER16D3-ET-4MP 3 69070310 PINCE-ER25D4-ET-4MP 4 69070388
PINCE-ER16D4-ET-4MP 4 69070329 PINCE-ER25D6-ET-4MP 6 69070396
PINCE-ER16D6-ET-4MP 6 69070337 PINCE-ER25D8-ET-4MP 8 69070418
PINCE-ER16D8-ET-4MP 8 69070 345 PINCE-ER25D10-ET-4MP 10 69070426
PINCE-ER16D10-ET-4MP 10 69070 353 PINCE-ER25D12-ET-4MP 12 69070434
PINCE-ER16D12-ET-4MP 12 69070361 PINCE-ER25D14-ET-4MP 14 69070442
PINCE-ER25D16-ET-4MP 16 69070450

Utesnena kliestina ER32
(DIN 6499)

Viyrobena z pruzinovej ocele.
Mechanické tesnenie.

Vnutorné a vonkajsie vybrusenie.
Drsnost pod Rz 2,5.

Kapacita: 4 az 20 mm.

Presnost: 0,008 mm.

Maximalny tlak: 120 barov.

Sealed Collet ER32 (DIN 6499)
Manufactured in spring steel.

Mechanical sealed collet.

Grounded both externally and internally.
Grade of roughness lower than Rz 2,5.
Capacity : 4 to 20 mm.

Concentricity precision : 0,008 mm.

Max pressure : 120 bar.

Kliestina ER32 s otvorom
na chladenie (DIN 6499)

Vyrobena z pruzinovej ocele.

Kliestina na rezanie zavitov s vnitornym
Stvorhranom.

Vnutorné a vonkajsie vybrusenie.
Drsnost pod Rz 2,5.

Presnost: 0,008 mm.

Maximalny tlak: 40 barov.r.

Externally cooled collet
(DIN 6499)

Manufactured in spring steel.

Collet with coolant hole.

Grounded both externally and internally.
Grade of roughness lower than Rz 2,5.
Concentricity precision : 0,008 mm.

Max pressure : 40 bar.

Katalégové cislo @ kliestiny (mm) Kod Katalégové cislo 0 Kliestiny (mm) Kod

Reference Collet 7 (mm) (ode Reference Collet 0 (imm) (ode

PINCE-ER32D4-ET-4MP 4 69070 469 PINCE-ER32D3-ARR0S-4MP 3 69071473
PINCE-ER32D6-ET-4MP 6 69070477 PINCE-ER32D4-ARROS-4MP 4 69071481
PINCE-ER32D8-ET-4MP 8 69070 485 PINCE-ER32D5-ARROS-4MP 5 69071503
PINCE-ER32D10-ET-4MP 10 69070493 PINCE-ER32D6-ARROS-4MP 6 69071511
PINCE-ER32D12-ET-4MP 12 69070 507 PINCE-ER32D8-ARROS-4MP 8 69071538
PINCE-ER32D14-ET-4MP 14 69070515 PINCE-ER32D10-ARROS-4MP 10 69071546
PINCE-ER32D16-ET-4MP 16 69070523 PINCE-ER32D12-ARROS-4MP 12 69071554
PINCE-ER32D18-ET-4MP 18 69070531 PINCE-ER32D16-ARROS-4MP 16 69071562
PINCE-ER32D20-ET-4MP 2 69070558 PINCE-ER32D20-ARROS-4MP 20 69071570
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Kliestina na rezanie zavitov
ER16 (DIN 6499)

Vyrobena z pruzinovej ocele.

Yeur

Kliestina na rezanie zavitov s
=X ] vnutornym $tvorhranom.
Vnutorné a vonkajsie vybrusenie.
Drsnost pod Rz 2,5.
A Presnost: 0,015 mm.

Norma DIN 371-376.

Tap Collet ER16 (DIN 6499)
Manufactured in spring steel.

Tapping collets with internal square.
Grounded both externally and internally.
Grade of roughness lower than Rz 2,5.
Concentricity precision : 0,015 mm.
Standard norm DIN 371-376.

Kataldgové islo @ Kliestiny D (mm) Stvorhran SQ Pre zdvitnik Norma Kod
Reference (ollet @D (mm) Shank square SQ For tap Norm (ode
PINCE-ER16D3.5-TAR-4MP 35 2,7 M3 DIN 371 69070 566
PINCE-ER16D4.5-TAR-4MP 45 34 M4 DIN 371 69070574
PINCE-ER16D6-TAR-4MP 6 4,9 M5/ Mé DIN 371 69070582
PINCE-ER16D7-TAR-4MP 7 55 M10 DIN 376 69070590
PINCE-ER16D8-TAR-4MP 8 6,2 M8 DIN 371 69070 604
Kliestina na rezanie zavitov
ER32 (DIN 6499)
Vyrobena z pruzinovej ocele. Tap Collet ER32 (DIN 6499)
Kliestina na rezanie zavitov s Manufactured in spring steel.
vnatornym Stvorhranom. Tapping collets with internal square.
Vnutorné a vonkajsie vybrusenie. Grounded both externally and internally.
Drsnost pod Rz 2,5. Grade of roughness lower than Rz 2,5.
Presnost: 0,015 mm. Concentricity precision : 0,015 mm.
Norma DIN 371-376. Standard norm DIN 371-376.
Kataldgové cislo @ lie3tiny D (mm) Stvorhran SQ Pre zdvitnik Norma Kod
Reference (ollet @D (mm) Shank square SQ For tap Norm (ode
PINCE-ER32D3.5-TAR-4MP 35 2,7 M3 DIN 371 69140394
PINCE-ER32D4.5-TAR-4MP 4,5 34 M4 DIN 371 69 140 408
PINCE-ER32D6-TAR-4MP 6 49 M5/ M6 DIN 371 69140416
PINCE-ER32D7-TAR-4MP 7 55 M10 DIN376 69140424
PINCE-ER32D8-TAR-4MP 8 6,2 M8 DIN 371 69140432
PINCE-ER32D9-TAR-4MP 9 7 M12 DIN 376 69 140 440
PINCE-ER32D10-TAR-4MP 10 8 M10 DIN 371 69 140 459
PINCE-ER32D11-TAR-4MP 1 9 M14 DIN 376 69 140 467
PINCE-ER32D12-TAR-4MP 12 9 M16 DIN 376 69 140 475
PINCE-ER32D16-TAR-4MP 16 12 M20 DIN 376 69 140 483

[

C Y

Standardna matica pre drziak

Mini matica pre drziak

klieStiny ER klieStiny ER
ER DIN 6499 ER DIN 6499
Standard clamping nut Mini clamping nut
for ER collet chuck for ER collet chuck
ERDIN 6499 - ERDIN 6499
Kataldgové cislo Prekliestinu  Vonkajsi @ (mm) Kod Kataldgové cislo Prekliestinu @ Extérieur (mm) Kod
Reference For collet External @ (mm) Code Reference For collet External @ (mm) (ode
ECROU-STD-ER16-4MP ER16 32 69071155 ECROU-ERT1MINI-4MP ER11 16 69071112
ECROU-STD-ER25-4MP ER25 Ly} 69071163 ECROU-ER16MINI-4MP ER16 22 69071120
ECROU-STD-ER32-4MP ER32 50 69071171 ECROU-ER20MINI-4MP ER20 28 69071139
ECROU-STD-ER40-4MP ER40 63 69071198 ECROU-ER25MINI-4MP ER25 35 69071147
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4 hranny kla¢ na standardnu KIG¢ na mini maticu ER KIG¢ na vysokovykonné B

ER maticu ERDIN 6499 sklucovadlo =

ER DIN 6499 8

s

Wrench for ER standard clamping nut Wrench for ER mini clamping nut Wrench for power milling chuck §

ER DIN 6499 ER DIN 6499 g

S

Kataldgové cislo Kéd Kataldgové cislo Kéd Kataldgové cislo Kod 3

Reference (ode Reference (ode Reference (ode §

‘

CLE-ER16-ERGOT-4MP 69071074 CLE-ER11-MINI-4MP 69071023 CLE MANDRIN HP-D20-4MP 69 138 608 §

CLE-ER25-ERGOT-4MP 69071163 CLE-ER16-MINI-4MP 69071031 CLE MANDRIN HP-D32-4MP 69138616 *
CLE-ER32-ERGOT-4MP 69071171 CLE-ER20-MINI-4MP 69071058
CLE-ER40-ERGOT-4MP 69071198 CLE-ER25-MINI-4MP 69071066

KIu¢ na skluc¢ovadlo frézy Wrench for shell end
s hladkym otvorom mill holder  Presny strediaci kolik Floating precision centering
Pour vis en croix For cross screw device
Kataldgové islo Pre sklucovadlo @ Kod Kataldgové cislo @ (mm) Kdd
Reference For tootholder (ode Reference (ode
CLE PF-D16-4MP 16 69138 624 PINULE-D10X10-4MP 10X10 69138 691
CLE PF-D22-4MP 22 69138632 PINULE-D10X4-4MP 10X4 69071236
CLE PF-D27-4MP 27 69 138 640
CLE PF-D32-4MP 32 69138659
CLE PF-D40-4MP 40 69 138 667

Univerzalna otoc¢na
montazna konzola

Umoznuje orientaciu drziakov nastrojov
na vertikalnych a horizontalnych osiach.
Pevné ocelové telo.

Indexable assembly universal support
Head fixture can be set in two position, vertical and
horizontal, for easy access to the cutting tool.

Umoziiuje prispdsobenie standardnych Robust steel body.
pridavnych zariadeni ISO (DIN 69871), BT, Suitable for Norm SK (DIN 69871), BT, DIN 2080
DIN 2080 a HSK-A. and HSK-A.
Vybaveny dorazovymi a bezpe¢nostnymi Can be mounted on work table with four screws
skrutkami, ako aj 4 otvormi na upevnenie stola. Supplied with a positionning screw and a security screw.
Kataldgové cislo @D (mm) H (mm) Zdkladia Pre pridavné zariadenie Kod
Reference (mm) For shank (ode
Base (mm)
DEMONTE-CONEA40-HSK63-C6-4MP 63 160 150 15040 (DIN 69871), SA40 (DIN2080), BT40, HSK63A 69071201
DEMONTE-CONES0-HSK100-C10-4MP 100 210 200 15050 (DIN 69871), SA50(DIN2080), BT50, HSK100A 69071228
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Puzdra, kliestiny a prislusenstvo
Sleeves, collets and accessories

g

.

§

§ o A ~ ~ YE Valcové redukéné puzdro Cylindrical reduction

5 I - Sesveforlane

£ | L | Spanm ko aiebo drstan ot

2

g Kataldgové cislo Vonkajsi @ D (mm) Vndtorny @ D1 (mm) Dizka L (mm) Utahovanie Kod

3 - External @ (mm) Internal 901 (mm) Length (mm) Clamping i

) REDUC-D20X6X55VIS-4MP 20 6 55 Skrutka / Screw 69070752
REDUC-D20X8X55VIS-4MP 20 8 55 Skrutka / Screw 69070760
REDUC-D20X10X55VIS-4MP 20 10 55 Skrutka / Screw 69070779
REDUC-D20X12X55VIS-4MP 20 12 55 Skrutka / Screw 69070787
REDUC-D25X6X65VIS-4MP 25 6 65 Skrutka / Screw 69070795
REDUC-D25X8X65VIS-4MP 25 8 65 Skrutka / Screw 69070 809
REDUC-D25X10X65VIS-4MP 25 10 65 Skrutka / Screw 69070817
REDUC-D25X12X65VIS-4MP 25 12 65 Skrutka / Screw 69070 825
REDUC-D25X16X65LUM-4MP 25 16 65 Drazka / Slot 69 070833
REDUC-D25X20X65LUM-4MP 25 20 65 Drézka / Slot 69070 841
REDUC-D32X6X70VIS-4MP 32 6 70 Skrutka / Screw 69070 868
REDUC-D32X8X70VIS-4MP 32 8 70 Skrutka / Screw 69070876
REDUC-D32X10X70VIS-4MP 32 10 70 Skrutka / Screw 69070 884
REDUC-D32X12X70VIS-4MP 32 12 70 Skrutka / Screw 69070 892
REDUC-D32X16X70VIS-4MP 32 16 70 Skrutka / Screw 69070 906
REDUC-D32X20X70VLUM-4MP 32 20 70 Drazka/ Slot 69070914
REDUC-D32X25X70LUM-4MP 32 25 70 Drdzka / Slot 69070922
REDUC-D40X6X80VIS-4MP 40 6 80 Skrutka / Screw 69070930
REDUC-D40X8X80VIS-4MP 40 8 80 Skrutka / Screw 69070 949
REDUC-D40X10X80VIS-4MP 40 10 80 Skrutka / Screw 69070957
REDUC-D40X12X80VIS-4MP 40 12 80 Skrutka / Screw 69 070 965
REDUC-D40X16X80VIS-4MP 40 16 80 Skrutka / Screw 69070973
REDUC-D40X20X80VIS-4MP 40 20 80 Skrutka / Screw 69070981
REDUC-D40X25X80VIS-4MP 40 25 80 Skrutka / Screw 69071007
REDUC-D40X32X80LUM-4MP 40 32 80 Drézka / Slot 69071015
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VSETKY NASE VYROBKY NAJDETE
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OBRABANIE - MACHINING

Jednodielne nastroje, vlozky, drziaky vloziek a prislusenstvo pre obrabacie stroje
Irons, belts & chains Solid round tools, inserts, toolholders & accessories

PRENOS SILY - POWER TRANSMISSION

Mechanické diely, remene a retaze

DISCOVER ALL OUR PRODUCTS
IN OUR CATALOGUES
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