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OnuncaHune npoayKuum
Product description

EF-Drill — HoBasi cepws LenbHbIX TBEPAOCMNABHbIX CRMparbHbIX CBEPN
EMUGE - pe3ynbTaT BCECTOPOHHEN OMbITHO-KOHCTPYKTOPCKOM paboTsl. Mpu nx
M3rOTOBMEHUM WCNONMb3YKTCA CaMble NOCREAHME OOCTUKEHWs B obnactu
reoMeTPUM  PEXYLLUero WHCTPYMEHTA, WHCTPYMEHTamnbHbIX MaTepuanoB U
M3HOCOCTOMKWX NOKPbITUN.

Ouametpsl cBépn EMUGE, npumeHsieMbIx Npu NOATOTOBKE OTBEPCTWN A11S
hopmmrpoBaHus pe3bobl MeToa0M nnactuyeckon  gedopmasmm
(packaTHMKamMu), COOTBETCTBYIOT 3HAYEHUSIM, MOMyYeHHbIM B pesynbTare
CaMbIX MOCNEeOHMX MccneaoBaHuin B aToit obnactu. Ceépna Bcex Heobxoau-
MbIX A1aMETPOB, UCMONb3yeMble Ans NOATOTOBKW OTBEPCTUI NOA METHMKM UMK
packaTHUKM, BCEraa eCTb B HAIMYWW Ha HaLleM cknage.

FeOMeTpus HalMX CBEPN C W3HOCOCTOMKMM MOKPbITUEM oBecrieunsaeT
BbICOKYI0 CMOCOGHOCTb K CAMOLIEHTPUPOBAHMIO, HAAEXKHbIA OTBOL CTPYXKM,
oTCyTCTBUE GOMbLIMX YCUMNA, MOMEHTa W MOTPEeBRAEMOi MOLLHOCTM MpK UX
1cnonb3oBaHuW. Bce 3TO onpedensieT MNaBHOCTb M MSATKOCTb MpoLiecca
CBEpIIEHNS, YTO, B CBOKO OYepefb, NO3BONSIET AOCTUIaTh BbICOKOrO KaYecTsa
TOYHOCTW BbIMOSHAEMbIX OTBEPCTMIA, HEOBXOAMMbIX NS MOCNeAyHLLEero
ycneLHoro hopMnpoBaHist pesbbbl BbICOKOro kayectsa. CTabUnbHOCTb Npu
paboTe ¢ GomnblMMM Mofayamy, 0BGEcneunBaeT BbICOKYID MPOU3BOAUTENb-
HOCTb, YTO BMECTE C BbICOKOW CTOMKOCTbIO, ONpedensieT SKOHOMUYECKYH
3(hEKTUBHOCTb UX UCTIONb30BaHMS.

OTnnYHOE coveTaHne BbICOKOKAYECTBEHHOTO TBEPAOrO ChiaBa, U3HOCOCTOM-
KOro MOKPbITWS, KaHanmoB AN BHyTpeHHero nopsoga COX 1 yHuKamnbHOM
reoMeTpUM pexyLmx kpomok obecneunBaet ceépnam EMUGE Hausbiclwine
nokasatenu no obbeMy BbICBEPNIMBAEMOrO MaTepuarna B MAHYTY Npu cBepre-
HWW OTBEPCTMIA, MpaKTUYecku, BO BCcex obpabaTbiBaeMbIx MaTepuanax.

Ceépna EMUGE ¢ 4-ms neHTOukamm 06n1afaloT OTMYHBIMU HAanpaBsoLLMMm
(MMNOTHBIMIK) CBOACTBAaMM 1 SBASIOTCS MyYLLMM BbIGOPOM NpU peLLeHn 3agay
CBEPMEHNS MEPECEKAIOLLMXCS OTBEPCTUIA UM OTBEPCTUI UMEIOLLMX BbIXOL B
HaKMOHHY0 NOBEPXHOCTb.

TunuyHbiMu ansa ceepn cepuun EF-Drill aBnatotca:
+ CneupanbHas reoMeTpusi nepegHen 1 3aaHei NoBepxHOCTM CBepria

* Hannune 2-x unn 4-x neHTouek Ans ONTUManbHOMO CaMOLeHTPUPOBAHMS U
HanpaBsoLLMX CNocoBHOCTEl cBepra

* BO3MOXHOCTb paboTbl C HApYKHbIM UK BHYTPEHHUM nogsogom COX

o Lunungpuyeckuin xoctosuk (DIN 6535 HA), nubo umnuHapuiecknini XBocTo-
Bk ¢ nbickoi Tuna Whistle Notch (DIN 6535 HE)

+ Kak cTanfapT faHHble cBEpna AOCTYNHbI B ucnonHeHuu no DIN

HepaeHo nporpamma cépn EF-Drill 6bina gononHeHa HOBbIM TUMOM CBEPN
EF-Drill-GG, KOHCTpyKUMS KOTOPbIX, codeTasi B cebe YHUKanbHy reoMeTpuio
PEXYLLMX KPOMOK 1 0060 TBEPZOE M3HOCOCTOMKOE MOKPbITUE, Bbina co3naHa
cneywnansHo ans 06paboTky YyryHa 1 TBEPAOTO NUTHS.

CryneHyatoe cBEpNO C BO3MOXHOCTbIO 06paboTku chacok EF-Drill C — a0
uaearnbHbId MHCTPYMEHT ANS SKOHOMWUYECKW 3(PdeKTUBHOro Npou3BOACTBA,
rae cBepneHus oTBepcTus 1 0bpaboTka dacku BO3MOXHbI 33 OAHY OnepaLuio.
[nvHa cTyneHu, B COOTBETCTBMM C KOHKPETHOW 3agadven, MOXeT OblTb
nogobpaHa ¢ Lwarom Bcero B 1 M.

[pyrim BO3MOXHbIM BapuaHTOM, Mpu BbIOOPE MHOrOCTYMeHYaToro ceepna
asnaTcs ceépna EF-Drill S. 311 cBépna 3roTaBnmMBaoTCS 1 NOCTABASIOTCS B
COOTBETCTBUW C 3aNPOCOM MOKynaTens.

lMoctaBnas wwpokuin cnektp ceépn EF-Drill, EMUGE, 6e3ycnosHo, npego-

CTaBSET YCryrit No UX NepeToyke U NOBTOPHOMY HAaHECEHUIO U3HOCOCTOMKOrO
MOKPbITIS, FapaHTUPYs BbICOKOE Ka4eCTBO Npon3soauTens. 3a bonee nogpob-
HOM MHhopMaLel No JaHHOMY BOMPOCY, NoXanyncta, obpaTtutech K npeacTa-
BMTENAM HaLLE KOMNaHuu.

KauyecTBO naTpoHOB, MCMOMb3yeMblX ANs Kpennewusi ceéprn, 6e3ycrnoBHo,
BMMSieT Ha paboTy camux cBEpn. Ha Halwem ckrnage Bcerga MMeloTcs B
Hanu4nM BbICOKOKAYECTBEHHbIE MaTPOHbI Ans kpennenus ceépn EMUGE
cepun EF-Drill.

EF-Drill - the new solid carbide twist drill of EMUGE - is the result
of extensive development work. The very latest findings regarding
tool geometry, cutting material and coatings went into this tool.

The drill diameters for the cold thread forming correspond to the
newest technological findings. All thread hole drills for tapping and
cold forming are available ex stock.

Threading and drilling tools have been adjusted to each other in
such a way as to guarantee thread production with high quality and
high economic efficiency. Excellent centering characteristics and a
very good cutting performance are the decisive parameters for
producing drilled holes suitable in every way for successful
threading.

A very smooth operation and a soft cut allow the drills to work with

a very low torque and low power consumption. The perfect
combination of carbide quality and coating on the drill geometry
provides top machining volumes in the most diverse materials.

The excellent guiding properties of the four-margin drill have
proved especially helpful in workpieces with transverse holes or a
slanted hole exit.

The following characteristics are typical for the EF-Drill:
« twist drill face with special relief surfaces

* 2 or 4 margins for optimum guiding properties

* external or internal cooling

« straight plain shank (DIN 6535 HA) or straight shank with slanted
clamping flat (DIN 6535 HE)

« available in DIN dimensions as standard

The twist drill programme is complemented by the new
EF-Drill-GG type. With a particular drilling geometry, combined with
a special hard surface coating, this design is tailor-made for the
machining of cast materials.

The step and chamfer drill EF-Drill C is an ideal tool for
economically efficient production. Drilled hole and chamfer are
produced in one work process. Step lengths which can be adjusted
in millimeter steps permit a highly flexible tool selection.

Another possible solution in the range of multi-step chamfer drills
is the EF-Drill S. This design can be produced and supplied as a
special upon request.

Of course, EMUGE also offers a regrinding and recoating service.
This guarantees the quality of a new tool even after regrinding.

Tool holders are an essential pre-condition for the performance of
a drilling tool. A holder programmme specially adjusted to the
EMUGE twist drills is also available ex stock.
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ObnacTb NPUMEHEHNS- TPYNMbl MaTepuasnos
Range of application — Material groups

Howmep no katanory - Cat. no.

'nybuna ceepnenms - Drilling depth

Crpanuua - Page

XONOZHO KaTakble, Cold-extrusion steels, Q-St37-3 1.0123
M; Xene3o Magnetic soft iron < 400 Nimm 2 R-Fe80 1.1014 400 Nimm 2
AgToMaTHble Cran, Free-cutting steels, <600 Nmm2 | SSMnPb28 1.0718 500-700 N/mm 2
KoHcTpykuoHHble cran General construction steels - St37-2 1.0037 340-470 N/mm 2
ABTOMaTHbIE CTanK, KOHCTPYKUVOHHbIE CTanK, Free-cutting steels, Construction steels, <850 N/mm 2 St70-2 1.0070 700-900 N/mm 2
HuskonervpoBakHble cTanu, B 1.4. CTarnbHoe muTbé Alloyed steels, Steel castings - GS-25CrMo4 1.7218 650-950 N/mm 2
L{emeHTvpoBaKHble CTanK, Cementation steels, 16MnCr5 1.7131 500-700 N/mm 2
TepmooBpaboratHble crany, Heat-treatable steels, <1100 N/mm2 | Ck45 1.1191 600-800 N/mm 2
AsoTupoBaHble cTark, HeTennoctoiikue cramv Nitriding steels, Cold work steels 100Cr6 1.3505 700-900 N/mm 2
Tennoo6paboranHble cTanu, A30THDOBaHHbIE CTanH, Heat-treatable steels, Nitriding steels, 42CrMo4V 1.7225 1200-1400 N/mm 2
Tennoctoiikvte cTand, Hot work steels, <1400 N/mm 2 X30WCrv5-3 1.2567 1100 N/mm 2
3akanéHHble ctann 4o 44 HRC, Hardened steels up to 44 HRC, - X38CrMoV5-3 1.2367 900-1100 N/mm 2
Herennocroifkvte cTan Cold work steels X155CrVMo12-1 1.2379 900-1100 N/mm 2
SaKanéHble crany > 44 - 55 HRC Hardened steels > 44 - 55 HRC 55NiCrMoV6 1.2713 47-52 HRC
3aKanéHHble crany > 55 - 60 HRC Hardened steels > 55 - 60 HRC 45WCrV7 1.2542 56-57 HRC
SakanéHHble cranu > 60 - 63 HRC Hardened steels > 60 - 63 HRC X155CrVMo12-1 1.2379 60-63 HRC
3akanéHHble crany > 63 - 66 HRC Hardened steels > 63 - 66 HRC X210Crw12 1.2436 63-64 HRC
KoppoawotHo-croiikvelkucnoroctoiikie, Corrosion-proof steels, X10 NiCrAITi32-20 [INCOLOY 800] 1.4876
Hepiaserowuvie cTanu, Acid-proof steels, <850 N/mm2 | X12CrNiTi18-9 1.4878
KaponpoyHble cTamt Heat-resistant steels
KoppoayoHHo-/kucnoTocToiikute, Hepxkaselowye U xaponpoytble cranu | Corrosion-/Acid-proof steels, Heat-resistant steels <1100 N/mm 2 | X45SiCr4 1.4704 900-1100 N/mm 2
KoppoaroHo-/kwcnoTocToikue, Hepkapetolue W xaponposhble crami | Corrosion-/Acid-proof steels, Heat-resistant steels <1400 N/mm 2 | X5NiCrTi26-15 1.4980 1200 N/mm 2
CrewvansHble cTani Special steel materials <1400 N/mm 2 Ferro TiC ~_800-900N/mm2 |
- Hardox 500 1300-1400 N/mm 2
2 Yyryn Cast materials
AL oty Cast ron o I e —
BbICOKOMPOUHbIFt YyryH C LUAPOBIBHbIM rpachiTOM ’ . . GGG 40 0.7040 . __400Nmm2 |
22 Cast iron with nodular graphite GGG 70 0.7070 760-1050 Nimm 2
23 Cepblit BEPMUKYNADHbIA YyryH Cast iron with vermicular graphite GGV (80% Perlit) 220 HB
GGV (100% Perlit) 230 HB
24 KoBxuit wyryH (cheppuTHbIfL, nepruTHBIif) Malleable cast iron GTW 40 0.8040 _360-420Nmm2 |
GTS 65 0.8145 580-650 N/mm 2
25 TNuTbe ¢ TBepaocTbio 40 400HB Hard castings up to 400 HB 400 HB
3 Menb, cnnaBbl Meau, 6poH3a, naTyHb Copper, Copper alloys, Bronze, Brass
3 TeXHVYECKM YICTas MeLb U HU3KONETUPOBAHHbIE CNaBbl Memu Pure copper and low-alloyed copper <500N/mm2 | E-Cu 2.0060 250-350 N/mm 2
32 MegHo-LiuHKoBblE Crinasbl Copper-zinc alloys CuZn40 [Ms60] 2.0360 340-490 N/mm 2
(MaTyHb, ATMHHOCTDYXEHHbIE Crinagbl) (brass, long-chipping) CuZn37 [Ms63] 2.0321 310-550 N/mm 2
33 MeHO-LIMHKOBbIE CMNaBbI (MaTyHb, KODOTKOCTDYKENHbIE Copper-zinc alloys (brass, short-chipping) CuZn39Pb2 [Ms58] 2.0380 380-500 N/mm 2
34 | Mepro-aniomutHuesble cnnasbl (Gponaa Alu-Bronze, amunHocTpyxeutbie] Copper-aluminium alloys (alubronze, long-chipping) CuAlI10Ni 2.0966 500-800 N/mm 2
MegHo-0n0BSHHbIe cnasbl (6pOH3a, AMMHHOCTDYXeYHbIE) Copper-tin alloys (bronze, long-chipping)
35 | MepHo-onoBsHHble cnnaau Copper-tin alloys GCuSn5ZnPb [Rg5] 2.1096 150-300 N/mm 2
(6potaa, kop Dy (bronze, short-chipping) GCuSn7ZnPb [Rg7] 2.1090 150-300 N/mm 2
36 CrieLaribHble Crinasbl Megu mnaA PCO, 10 Q18) Special copper alloys, up to Q18 Ampco 16 630 N/mm 2
37 CrewvansHble crnassl My (tina AMPCO Goree Q 18) Special copper alloys, over Q18 Ampco 20 600 N/mm 2
4 CnnaBbl HUKens U kobanbTa Nickel/Cobalt alloys
KaponpouHble cnnaBbl HUkens v kobarnsTa Nickel/Cobalt alloys heat-resistant <850 N/mm 2 | NiCu30Fe [MONEL 400] 2.4360 420-610 N/mm 2
KaponpouHble CnnaBbl Ha OCHOBE HUkens 1 kobanbTa Nickel/Cobalt alloys high-heat resistant 850-1400 N/mm 2 | NiCr19NbMo [INCONEL 718] 2.4668 850-1190 N/mm 2
)KaporpoyHble Crinasbl Ha OCHOBE HUKeNs U koBarbTa Nickel/Cobalt alloys high-heat resistant > 1400 N/mm 2 | Haynes 25 [L605] 1550-2000 N/mm 2
CnnaBb! anioM1HUs Aluminium alloys
51 TexHu4eckvt YCTbIt aniomHuh 1 echopuupyenble cnnasbl amowitkis | Aluminium wrought alloys Al99,5[F13] 3.0255 100-250 N/mm 2
AlCuMg1 [F39] 3.1325 300-500 N/mm 2
52 TNuTeifHble cnaBbl anioMHs ¢ cotepianmem Si < 5% Aluminium cast alloys, Si < 5% G-AIMg3 3.3541 130-190 N/mm 2
53 | TluTeiible cnnasbl anomitHus ¢ conepkanem 5% < Si <1 2% Aluminium cast alloys, 5% < Si < 12% GD-AISi9Cu3 3.2163 240-310 N/mm 2
GD-AISi12 3.2582 220-300 N/mm 2
4 TureiiHble crnasbl anoMuHvs ¢ conepiarite 12% < Si<17% Aluminium cast alloys, 12% < Si< 17 % G-AISi17Cu4 180-250 N/mm 2
Cnnagb! MarHms Magnesium alloys
Al TeXHU4ECK YUCTblA MarHwi. lehopmipyeMble Crnasbl MarHs Magnesium wrought alloys MgAl6 3.5662 300-500 N/mm 2
.2 JUTeiiHble Cnnasbl MarHus Magnesium cast alloys GMgAI9Zn1 3.5912 300-500 N/mm 2
TuTah, cnnasbl TUTaHa Titanium, Titanium alloys
A | TexHgokn SuCTuil THTaH, Pure titanium, <900 Nimm2 | 13 [Ti99,4] 3.7055 700 N/mm 2
Cnnasb! TuTaHa Titanium alloys - TiAIBV4 3.7164 700-900 N/mm 2
Cnnasbl TUTaka Titanium alloys 900-1250 N/mm 2 | TiAl4Mo4Sn2 900-1250 N/mm 2
YrnennacTuky (kop ) 1e) Duroplastics (short-chipping) BAKELIT 110 N/mm 2
YnennacTukM (AMMHHOCTDYKEUHbIE Thermoplastics (long-chipping) HOSTALEN 80 N/mm2
CUHTETAYECKIIE KOMTIOLIMOHHbIE MaTepUansl ¢ yeunexHbiMi Borioksamy| Fibre-reinforced synthetics CFK / GFK /AFK 800-1500 N/mm 2

Tpacour

Graphite

60 N/mm2

Bonbthpamo-MeHble cnnasbl

| Tungsten-copper alloys

[ W-Cu 80/20

230-250 HV
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EF-Drill EF-Drill-GG | EF-Drill C MHCTpyMeHTanbHble NaTpoHbl A5 CBEpI C LUNNHOPUYECKMN
& XBOCTOBUKOM, BbIMNOJIHEHHbBIM B COOTBETCTBUU C
| DIN 6535 HE
! *
|
KoHyc - Taper size SK40 / SK50
[ana3soH 3axuma - Clamping range 6-32mm
CtpaHunua - Page 18
T131 | T141 | T151|T161 | T152| T162 | T154 | T164 | T251 F555 ‘
3xD 3xD 5xD 5xD 2-35xDl 4xD
e ———————eef] oo Tepersie HSK-A63
= = = - [nanasoH 3axuma - Clamping range 6-32 mm
[ ] [ ] [ ] CtpaHuua - Page 19
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Mapo3akMMHbIe NaTPOHbI Af18 CBEepr ¢
umnmHapmn4ecknm XBOCTOBUKOM, BbINOJIHEHHBLIM B
H " " " cootseTcTBUM ¢ DIN 6535 HA
5] [ u u u
O
[
O
[&] 5] 5]
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S S =R S S - R I N o KoHyc - Taper size SK40 / SK50
5] 5] ] o "
S R R R R R - O R I SR [nanasoH 3axuma - Clamping range 6 - 32 mm
o L L L CtpaHuua - Page 20
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o u u u
o = = L KoHyc - Taper size HSK-A63
g : : : [nanasoH saxuma - Clamping range 6-32 mm
Ctpanuua - Page 21
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O O o
o m} a BTyJ'IKVI Ona rnapo3a*XMMHbIX NaTpoHOB
-
e e S
Paswvep - Size 2 20 mm
[uanasoH 3axuma - Clamping range 3-18 mm
Ctpanuua - Page 22

*) MpumernMbI ToNbko Mpn 06paboTke MapTEHCUTHBIX 1 PEPPUTHBIX HEPXABEIOLMX CTanen
(He Ans ayCTEHUTHBIX HEpXaBeoLLNX CTaneit)
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Ci
Twist Drills
Paamepb! CornacHo: DIN 6537 kopoTkuit | Konin4ecTBo CTpYKeuHbIX kaHaBok: 9 2 N S
Dimensions acc.: DIN 6537 short Number of flutes: s o~ S S s
Mapka TBepaoro cnnasa: Konuuectso neHTouek: — ls
. ) K45F o 2
Carbide grade: Number of margins: I3
V|3H0lCO(.3TOL71KOG MOKPbITHE: TIAIN-T14 Yrqn npu BlepLLIVIHeZ 140° I2 lq
Coating: Point angle: Iy
BHyTpeHHuin nogeog COX: HeT | Yron nogbema cnvpanu: 30°
Internal coolant-lubricant supply: no | Helix angle:
T131 T141 Onsa pe3b6bl AUaMeTPOM
DIN 6535 HA DIN 6535 HE % d1 for thread size o d2 |1 |2 |3 |4 |5
ApTukyn ApTukyn m7 Moa mMeTunk | Moa packaTHUK hé
Article no. Article no. Tapping Cold forming
TA103324.0280 | TA403324.0280 2,80 M3
TA103324.0290 | TA403324.0290 2,90 M3,5 M3x0,25 6 57 16 " % 06
TA103324.0300 | TA403324.0300 3,00 MJ3,5x0,6
TA103324.0310 | TA403324.0310 3,10 06
TA103324.0315 | TA403324.0315 3,15 M3,5%0,35 '
TA103324.0320 | TA403324.0320 3,20
TA103324.0325 | TA403324.0325 3,25 M3,5
TA103324.0330 | TA403324.0330 3,30 M4 M3,5x0,5
TA103324.0335 | TA403324.0335 3,35 6 62 20 14 36
TA103324.0338 | TA403324.0338 3,38 M3,5%0,35
TA103324.0340 | TA403324.0340 3,40 MJ4x0,7 0,7
TA103324.0350 | TA403324.0350 3,50 M4x0,5
TA103324.0360 | TA403324.0360 3,60
TA103324.0365 | TA403324.0365 3,65 M4x0,35
TA103324.0370 | TA403324.0370 3,70 M4,5 M4
TA103324.0380 | TA403324.0380 3,80 M4x0,5
TA103324.0388 | TA403324.0388 3,88 M4x0,35 6 66 24 17 36 0,8
TA103324.0390 | TA403324.0390 3,90
TA103324.0400 | TA403324.0400 4,00 M4,5%0,5
TA103324.0410 | TA403324.0410 4,10 08
TA103324.0415 | TA403324.0415 4,15 '
TA103324.0420 | TA403324.0420 4,20 M5 M4,5
TA103324.0430 | TA403324.0430 4,30 MJ5x0,8 M4,5x0,5
6 66 24 17 36
TA103324.0440 | TA403324.0440 4,40
TA103324.0450 TA403324.0450 4,50 M5x0,5 09
TA103324.0460 | TA403324.0460 4,60 '
TA103324.0465 | TA403324.0465 4,65 M5
TA103324.0470 | TA403324.0470 4,70 M5x0,75
TA103324.0480 | TA403324.0480 4,80 M5x0,5 6 6 ” 2 % 1
TA103324.0490 | TA403324.0490 4,90
TA103324.0500 | TA403324.0500 5,00 M6 / M5,5%0,5
TA103324.0510 | TA403324.0510 5,10 MJ6x1 1
TA103324.0520 | TA403324.0520 5,20 M6x0,75
TA103324.0530 | TA403324.0530 5,30 M5,5%0,5
TA103324.0540 | TA403324.0540 5,40
TA103324.0550 | TA403324.0550 5,50 M6x0,5 6 66 2 2 % 1,1
TA103324.0560 | TA403324.0560 5,60 M6
TA103324.0570 | TA403324.0570 5,70 M6x0,75
TA103324.0580 | TA403324.0580 5,80 M6x0,5 12
TA103324.0590 | TA403324.0590 5,90 ’
TA103324.0600 | TA403324.0600 6,00 M7 6 66 28 20 36
TA103324.0610 | TA403324.0610 6,10 MJ7x1 1,2
TA103324.0620 | TA403324.0620 6,20 M7x0,75
TA103324.0630 | TA403324.0630 6,30
TA103324.0640 | TA403324.0640 6,40
TA103324.0650 | TA403324.0650 6,50 8 79 34 24 36 1,3
TA103324.0660 | TA403324.0660 6,60 M7
TA103324.0670 | TA403324.0670 6,70 M7x0,75
TA103324.0680 | TA403324.0680 6,80 M8 M7x0,5 14
TA103324.0690 | TA403324.0690 6,90 MJ8x1,25 '
TA103324.0700 | TA403324.0700 7,00 M8x1 8 79 34 24 36
TA103324.0710 | TA403324.0710 7,10 MJ8x1 1,4
TA103324.0720 | TA403324.0720 7,20 M8x0,75
TA103324.0730 | TA403324.0730 7,30
TA103324.0740 | TA403324.0740 7,40
TA103324.0745 | TA403324.0745 7,45 M8 8 79 M 29 % 15
TA103324.0750 | TA403324.0750 7,50 M8x0,5
TA103324.0760 | TA403324.0760 7,60 M8x1
TA103324.0770 | TA403324.0770 7,70 M8x0,75
TA103324.0780 | TA403324.0780 7,80 M9 M8x0,5 16
TA103324.0790 | TA403324.0790 7,90 '
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 Twist Drills

DIN 6535 HA
DIN 6535 HE
T131 T141 [Ons pe3L6bl AMamMeTpoM
DIN 6535 HA | DIN 6535 HE o for thread size ol I I Is ls Is
ApTukyn ApTukyn m7 Moa metunk | Moa packaTHuk hé
Article no. Article no. Tapping Cold forming
TA103324.0800 | TA403324.0800 8,00 MOx1 8 79 41 29 36
TA103324.0810 | TA403324.0810 8,10 16
TA103324.0820 | TA403324.0820 8,20 M9x0,75
TA103324.0830 | TA403324.0830 8,30
TA103324.0840 | TA403324.0840 8,40
8,45 M9
TA103324.0845 | TA403324.0845 10 89 47 35 40 17
TA103324.0850 | TA403324.0850 8,50 M10
TA103324.0860 | TA403324.0860 8,60 MJ10x1,5 M 9x1
TA103324.0870 | TA403324.0870 8,70 M 9x0,75
TA103324.0880 | TA403324.0880 8,80 M10x1,25 M 9x0,5 18

TA103324.0890 | TA403324.0890 8,90 MJ10x1,25
TA103324.0900 | TA403324.0900 9,00 M10x1

TA103324.0910 | TA403324.0910 9,10 18
TA103324.0920 | TA403324.0920 9,20 M10x0,75
TA103324.0930 | TA403324.0930 9,30
TA103324.0935 | TA403324.0935 9,35 M 10
TA103324.0940 | TA403324.0940 9,40

TA103324.0945 | TA403324.0945 9,45 M 10x1,25 1,9
TA103324.0950 | TA403324.0950 9,50 M11

TA103324.0960 | TA403324.0960 9,60 M 10x1

TA103324.0970 | TA403324.0970 9,70 M 10x0,75

TA103324.0980 | TA403324.0980 9,80 M 10x0,5 .
TA103324.0990 | TA403324.0990 9,90

TA103324.1000 | TA403324.1000 | 10,00 M11x1 10 89 47 35 40

TA103324.1010 | TA403324.1010 | 10,10 2

TA103324.1020 | TA403324.1020 | 10,20 M12/M11x0,75
TA103324.1030 | TA403324.1030 | 10,30
TA103324.1035 | TA403324.1035 | 10,35 M 11
TA103324.1040 | TA403324.1040 | 10,40

TA103324.1050 | TA403324.1050 | 10,50 M12x1,5 12 102 % 40 4 21
TA103324.1060 | TA403324.1060 | 10,60 M 11x1
TA103324.1070 | TA403324.1070 | 10,70 M 11x0,75
TA103324.1080 | TA403324.1080 | 10,80 M12x1,25 99
TA103324.1090 | TA403324.1090 | 10,90 MJ12x1,25 ’
TA103324.1100 | TA403324.1100 | 11,00 M12x1
TA103324.1110 | TA403324.1110 | 11,10 22
TA103324.1120 | TA403324.1120 | 11,20
TA103324.1125 | TA403324.1125 | 11,25 M 12
TA103324.1130 | TA403324.1130 | 11,30
TA103324.1135 | TA403324.1135 | 11,35 M 12x1,5
TA103324.1140 | TA403324.1140 | 11,40 12 102 55 40 45 23
TA103324.1145 | TA403324.1145 | 11,45 M 12x1,25 ’
TA103324.1150 | TA403324.1150 | 11,50
TA103324.1160 | TA403324.1160 | 11,60 M 12x1
TA103324.1170 | TA403324.1170 | 11,70 M 12x0,75
TA103324.1180 | TA403324.1180 | 11,80 24
TA103324.1190 | TA403324.1190 | 11,90 '
TA103324.1200 | TA403324.1200 | 12,00 M14 12 102 55 40 45 24
TA103324.1250 | TA403324.1250 | 12,50 M14x1,5 25
TA103324.1260 | TA403324.1260 12,60 M 13x1 14 107 60 43 45 ’
TA103324.1280 | TA403324.1280 | 12,80 M14x1,25 2,6
TA103324.1300 | TA403324.1300 | 13,00 M14x1

2,6
TA103324.1310 | TA403324.1310 | 13,10 M 14
TA103324.1335 | TA403324.1335 | 13,35 M14x1,5 14 107 60 43 45
TA103324.1345 | TA403324.1345 | 13,45 M 14x1,25 e
TA103324.1350 | TA403324.1350 | 13,50 '
TA103324.1360 | TA403324.1360 | 13,60 M 14x1
TA103324.1400 | TA403324.1400 14,00 M16 / M15x1 14 107 60 43 45 2,8
TA103324.1450 | TA403324.1450 | 14,50 | M16x15 16 115 65 45 48 29
TA103324.1460 | TA403324.1460 | 14,60 M15x1
TA103324.1500 | TA403324.1500 | 15,00 M16x1

3
TA103324.1510 | TA403324.1510 | 15,10 M 16
TA103324.1535 TA403324.1535 15,35 M 16x1,5 16 115 65 45 48
TA103324.1550 | TA403324.1550 15,50 M18 3,1
TA103324.1560 TA403324.1560 15,60 M 16x1
TA103324.1600 | TA403324.1600 16,00 M18x2 16 115 65 45 48 3,2

VIHcbopmaLms 0 pexumax pesanns npefcTaBneHa Ha ctp. 24-27 MHchopmaLms o naTpoHax npeAcTasneHa Ha cTp. 18-21

Cutting data, see pages 24-27 Holders, see pages 18-21 7



i - - - Ll,e.anble TBepOoCniaBHbIE CriparibHble CBépJ‘Ia
Cnm EF-Drill sidcaise twist drils 3xD

Twist Drills
Pa3mepb! cornacHo: DIN 6537 kopotkui| Konn4ecTeo CTpyxeUHbIX KaHaBOK: 2 1] -
Dimensions acc.: DIN 6537 short Number of flutes: Y =
Mapka TBepaoro cnnasa: Konuuectso neHTouek:
. . K45F L 4
Carbide grade: Number of margins:
V|3H0lCO(.3TOL71KOG MOKPbITHE: TIAIN-T14 Yrqn npu BlepLLIVIHeZ 140° I2 lq
Coating: Point angle: Iy
BHyTpeHHuin nogeog COX: €CTb | Yron nogbema cnupanu: 30°
Internal coolant-lubricant supply: yes | Helix angle:
T151 T161 [nsa pe3b6bLI AMameTpom
DIN 6535 HA DIN 6535 HE 5 dq for thread size ody P Ip Is s Is
ApTukyn ApTukyn m7 Moa mMeTunk | Moa packaTHUK hé
Article no. Article no. Tapping Cold forming
TA203344.0280 | TA503344.0280 2,80 M3
TA203344.0290 | TA503344.0290 2,90 M3,5 M3x0,25 6 5 16 ' % 06
TA203344.0300 | TA503344.0300 3,00 MJ3,5x0,6
TA203344.0310 | TA503344.0310 3,10 06
TA203344.0315 | TA503344.0315 3,15 M3,5x0,35 ’
TA203344.0320 | TA503344.0320 3,20
TA203344.0325 | TA503344.0325 3,25 M3,5
TA203344.0330 | TAS503344.0330 3,30 M4 M3,5x0,5
TA203344.0335 | TA503344.0335 3,35 6 62 20 14 36
TA203344.0338 | TAS503344.0338 3,38 M3,5x0,35
TA203344.0340 | TA503344.0340 3,40 MJ4x0,7 0,7
TA203344.0350 | TA503344.0350 3,50 M4x0,5
TA203344.0360 | TA503344.0360 3,60
TA203344.0365 | TA503344.0365 3,65 M4x0,35
TA203344.0370 | TAS503344.0370 3,70 M4,5 M4
TA203344.0380 | TA503344.0380 3,80 M4x0,5
TA203344.0388 | TA503344.0388 3,88 M4x0,35 6 66 24 17 36 0,8
TA203344.0390 | TAS503344.0390 3,90
TA203344.0400 | TA503344.0400 4,00 M4,5x0,5
TA203344.0410 | TA503344.0410 4,10 08
TA203344.0415 | TA503344.0415 4,15 '
TA203344.0420 | TAS503344.0420 4,20 M5 M4,5
TA203344.0430 | TA503344.0430 4,30 MJ5x0,8 M4,5x0,5
6 66 24 17 36
TA203344.0440 | TA503344.0440 4,40
TA203344.0450 | TA503344.0450 4,50 M5x0,5 09
TA203344.0460 | TA503344.0460 4,60 '
TA203344.0465 TA503344.0465 4,65 M5
TA203344.0470 | TA503344.0470 4,70 M5x0,75
TA203344.0480 | TA503344.0480 4,80 M5x0,5 6 66 28 2 36 1
TA203344.0490 | TA503344.0490 4,90
TA203344.0500 | TA503344.0500 5,00 M6 / M5,5%0,5
TA203344.0510 | TA503344.0510 5,10 MJ6x1 1
TA203344.0520 | TA503344.0520 5,20 M6x0,75
TA203344.0530 | TA503344.0530 5,30 M5,5x0,5
TA203344.0540 | TA503344.0540 5,40
TA203344.0550 | TA503344.0550 5,50 M6x0,5 6 6 2 2 % 1,1
TA203344.0560 | TA503344.0560 5,60 M6
TA203344.0570 | TA503344.0570 5,70 M6x0,75
TA203344.0580 | TA503344.0580 5,80 M6x0,5 12
TA203344.0590 | TA503344.0590 5,90 ’
TA203344.0600 | TA503344.0600 6,00 M7 6 66 28 20 36
TA203344.0610 | TA503344.0610 6,10 MJ7x1 1.2
TA203344.0620 | TA503344.0620 6,20 M7x0,75
TA203344.0630 | TA503344.0630 6,30
TA203344.0640 | TA503344.0640 6,40
TA203344.0650 | TA503344.0650 6,50 8 79 34 24 36 13
TA203344.0660 | TA503344.0660 6,60 M7
TA203344.0670 TA503344.0670 6,70 M7x0,75
TA203344.0680 | TA503344.0680 6,80 M8 M7x0,5 14
TA203344.0690 | TA503344.0690 6,90 MJ8x1,25 '
TA203344.0700 | TA503344.0700 7,00 M8x1 8 79 34 24 36
TA203344.0710 | TA503344.0710 7,10 MJ8x1 14
TA203344.0720 | TA503344.0720 7,20 M8x0,75
TA203344.0730 | TA503344.0730 7,30
TA203344.0740 | TA503344.0740 7,40
TA203344.0745 | TA503344.0745 7,45 M8 8 79 “ 2 % 15
TA203344.0750 | TAS503344.0750 7,50 M8x0,5
TA203344.0760 | TA503344.0760 7,60 M8x1
TA203344.0770 | TA503344.0770 7,70 M8x0,75
TA203344.0780 | TA503344.0780 7,80 M9 M8x0,5 16
TA203344.0790 | TA503344.0790 7,90 '




LleJ'IbeIe TBepAoCniaBHbI€ CrparibHble csépna 3 D - -
Solid carbide twist drills X A ,

EF-Drill

Twist Drills
——
DIN 6535 HA
e = | T151
DIN 6535 HE
e = | ) 161
T151 T161 [ns pe3L6bl AMamMeTpOM
DIN6535HA | DING53SHE | 4, for thread size sich I I Is s Is
ApTukyn ApTtukyn m7 Mop metunk | Mop packaTHMK hé
Article no. Article no. Tapping Cold forming

TA203344.0800 TA503344.0800 8,00 MIx1 8 79 41 29 36
TA203344.0810 | TAS503344.0810 8,10 1,6
TA203344.0820 TA503344.0820 8,20 M9x0,75
TA203344.0830 TA503344.0830 8,30
TA203344.0840 TA503344.0840 8,40
TA203344.0845 TA503344.0845 8,45 M9 10 89 47 35 40 17
TA203344.0850 TA503344.0850 8,50 M10
TA203344.0860 TA503344.0860 8,60 MJ10x1,5 M 9x1
TA203344.0870 TA503344.0870 8,70 M 9x0,75
TA203344.0880 TA503344.0880 8,80 M10x1,25 M 9x0,5 18
TA203344.0890 TA503344.0890 8,90 MJ10x1,25 '
TA203344.0900 TA503344.0900 9,00 M10x1
TA203344.0910 TA503344.0910 9,10 18
TA203344.0920 TA503344.0920 9,20 M10x0,75
TA203344.0930 TA503344.0930 9,30
TA203344.0935 TA503344.0935 9,35 M 10
TA203344.0940 TA503344.0940 9,40
TA203344.0945 TA503344.0945 9,45 M 10x1,25 10 8 4 3 40 19
TA203344.0950 TA503344.0950 9,50 M11
TA203344.0960 TA503344.0960 9,60 M 10x1
TA203344.0970 TA503344.0970 9,70 M 10x0,75
TA203344.0980 TA503344.0980 9,80 M 10x0,5 2
TA203344.0990 TA503344.0990 9,90
TA203344.1000 TA503344.1000 10,00 M11x1 10 89 47 35 40
TA203344.1010 TA503344.1010 10,10 2
TA203344.1020 TA503344.1020 10,20 M12 / M11x0,75
TA203344.1030 TA503344.1030 10,30
TA203344.1035 TA503344.1035 10,35 M 11
TA203344.1040 TA503344.1040 10,40
TA203344.1050 TA503344.1050 10,50 M12x1,5 12 102 % 40 4 21
TA203344.1060 TA503344.1060 10,60 M 11x1
TA203344.1070 TA503344.1070 10,70 M 11x0,75
TA203344.1080 TA503344.1080 10,80 M12x1,25 29
TA203344.1090 TA503344.1090 10,90 MJ12x1,25 ’
TA203344.1100 TA503344.1100 11,00 M12x1
TA203344.1110 TA503344.1110 11,10 2,2
TA203344.1120 TA503344.1120 11,20
TA203344.1125 TA503344.1125 11,25 M12
TA203344.1130 TA503344.1130 11,30
TA203344.1135 TA503344.1135 11,35 M 12x1,5
TA203344.1140 TA503344.1140 11,40 12 102 55 40 45 23
TA203344.1145 TA503344.1145 11,45 M 12x1,25 ’
TA203344.1150 TA503344.1150 11,50
TA203344.1160 TA503344.1160 11,60 M 12x1
TA203344.1170 TA503344.1170 11,70 M 12x0,75
TA203344.1180 TA503344.1180 11,80 24
TA203344.1190 TA503344.1190 11,90 '
TA203344.1200 TA503344.1200 12,00 M14 12 102 55 40 45 24
TA203344.1250 | TA503344.1250 12,50 | M14x1,5 25
TA203344.1260 TA503344.1260 12,60 M 13x1 14 107 60 43 45 ’
TA203344.1280 TA503344.1280 12,80 M14x1,25 2,6
TA203344.1300 TA503344.1300 13,00 M14x1

2,6
TA203344.1310 TA503344.1310 13,10 M 14
TA203344.1335 TA503344.1335 13,35 M14x1,5 14 107 60 8 45
TA203344.1345 TA503344.1345 13,45 M 14x1,25 27
TA203344.1350 TA503344.1350 13,50 '
TA203344.1360 TA503344.1360 13,60 M 14x1
TA203344.1400 TA503344.1400 14,00 M16 / M15x1 14 107 60 43 45 2,8
TA203344.1450 TA503344.1450 14,50 M16x1,5 16 115 65 45 48 29
TA203344.1460 TA503344.1460 14,60 M15x1
TA203344.1500 TA503344.1500 15,00 M16x1

3
TA203344.1510 TA503344.1510 15,10 M 16
TA203344.1535 TA503344.1535 15,35 M 16x1,5 16 115 65 45 48
TA203344.1550 TA503344.1550 15,50 M18 3.1
TA203344.1560 TA503344.1560 15,60 M 16x1
TA203344.1600 TA503344.1600 16,00 M18x2 16 115 65 45 48 3,2

VIHcbopmaLms 0 pexumax pesanns npefcTaBneHa Ha ctp. 24-27
Cutting data, see pages 24-27

V/HcbopmaLs 0 naTpoHax npeAcTaBneHa Ha ctp. 18-21
Holders, see pages 18-21



i - - - Lleanble TBEpOOoCrJiaBHblE CrinparibHble CBép.l'Ia
Cnm EFE-Drill s camice wistarils 5xD

Twist Drills
Pa3mepb! cornacHo: DIN 6537 gnuHHbIi | KonnyectBo CTPYKEUHbIX KAHABOK: 2 3 BSOS oETS o S
Dimensions acc.: DIN 6537 long Number of flutes: N e ~ s
Mapka TBepaoro cnnasa: Konuuectso neHTouek: — ls
. . K45F L 4
Carbide grade: Number of margins: I3
V|3H0lCO(.3TOL71KOG MOKPbITHE: TIAIN-T14 Yrqn npu BlepLLIVIHeZ 140° I2 lq
Coating: Point angle: Iy
BHyTpeHHuin nogeog COX: €eCTb| Yron nogbema cnvpani: 30°
Internal coolant-lubricant supply: yes | Helix angle:
T152 T162 [nsa pe3b6LI AMameTpom
DIN 6535 HA DIN 6535 HE 5 dq for thread size 5dy P Ip Is s Is
ApTukyn ApTukyn m7 Moa meTumk | Moa packaTHUK hé
Article no. Article no. Tapping Cold forming
TA213344.0280 | TA513344.0280 2,80 M3
TA213344.0290 | TA513344.0290 2,90 M3,5 M3x0,25 6 61 2 7 % 06
TA213344.0300 | TA513344.0300 3,00 MJ3,5x0,6
TA213344.0310 | TA513344.0310 3,10 06
TA213344.0315 | TA513344.0315 3,15 | M3,5x0,35 ’
TA213344.0320 | TA513344.0320 3,20
TA213344.0325 | TA513344.0325 3,25 M3,5
TA213344.0330 | TA513344.0330 3,30 M4 M3,5x0,5
TA213344.0335 | TA513344.0335 3,35 6 66 28 23 36
TA213344.0338 | TA513344.0338 3,38 M3,5x0,35
TA213344.0340 | TA513344.0340 3,40 MJ4x0,7 0,7
TA213344.0350 | TA513344.0350 3,50 M4x0,5
TA213344.0360 | TA513344.0360 3,60
TA213344.0365 | TA513344.0365 3,65 M4x0,35
TA213344.0370 | TA513344.0370 3,70 M4,5 M4
TA213344.0380 | TA513344.0380 3,80 M4x0,5
TA213344.0388 | TA513344.0388 3,88 M4x0,35 6 74 36 29 36 0,8
TA213344.0390 | TA513344.0390 3,90
TA213344.0400 | TA513344.0400 4,00 M4,5x0,5
TA213344.0410 | TA513344.0410 4,10 08
TA213344.0415 | TA513344.0415 4,15 '
TA213344.0420 | TA513344.0420 4,20 M5 M4,5
TA213344.0430 | TA513344.0430 4,30 MJ5x0,8 M4,5x0,5 6 7 % 2 %
TA213344.0440 | TA513344.0440 4,40
TA213344.0450 | TA513344.0450 4,50 M5x0,5 09
TA213344.0460 | TA513344.0460 4,60 '
TA213344.0465 | TA513344.0465 4,65 M5
TA213344.0470 | TA513344.0470 4,70 M5x0,75
TA213344.0480 | TA513344.0480 4,80 M5x0,5 6 8 m 35 36 1
TA213344.0490 | TA513344.0490 4,90
TA213344.0500 | TA513344.0500 5,00 M6 / M5,5%0,5
TA213344.0510 | TA513344.0510 5,10 MJ6x1 1
TA213344.0520 | TA513344.0520 5,20 M6x0,75
TA213344.0530 | TA513344.0530 5,30 M5,5x0,5
TA213344.0540 | TA513344.0540 5,40
TA213344.0550 | TA513344.0550 5,50 M6x0,5 6 8 4 % % 1,1
TA213344.0560 | TA513344.0560 5,60 M6
TA213344.0570 | TA513344.0570 5,70 M6x0,75
TA213344.0580 | TA513344.0580 5,80 M6x0,5 12
TA213344.0590 | TA513344.0590 5,90 ’
TA213344.0600 | TA513344.0600 6,00 M7 6 82 44 35 36
TA213344.0610 | TA513344.0610 6,10 MJ7x1 1.2
TA213344.0620 | TA513344.0620 6,20 M7x0,75
TA213344.0630 | TA513344.0630 6,30
TA213344.0640 | TA513344.0640 6,40
TA213344.0650 | TA513344.0650 6,50 8 91 53 43 36 13
TA213344.0660 | TA513344.0660 6,60 M7
TA213344.0670 TA513344.0670 6,70 M7x0,75
TA213344.0680 | TA513344.0680 6,80 M8 M7x0,5 14
TA213344.0690 | TA513344.0690 6,90 MJ8x1,25 '
TA213344.0700 | TA513344.0700 7,00 M8x1
TA213344.0710 | TA513344.0710 7,10 MJ8x1 14
TA213344.0720 | TA513344.0720 7,20 M8x0,75
TA213344.0730 | TA513344.0730 7,30
TA213344.0740 | TA513344.0740 7,40
TA213344.0745 | TA513344.0745 7,45 M8 8 91 53 43 36
15
TA213344.0750 | TA513344.0750 7,50 M8x0,5
TA213344.0760 | TA513344.0760 7,60 M8x1
TA213344.0770 | TA513344.0770 7,70 M8x0,75
TA213344.0780 | TA513344.0780 7,80 M9 M8x0,5 16
TA213344.0790 | TA513344.0790 7,90 '

10



u Lleanble TBEpOOCIJ1aBHbIE CninparibHble CBépJ'Ia "
EF-Drill syiq carbice wist drils 5xD |

Twist Drills
DIN 6535 HA
e = <| : T152
DIN 6535 HE
e = = )" T162
T152 T162 [inA pe3L6bl ANaMETPOM
DIN 6535 HA DIN 6535 HE o d for thread size 2 d; I Ip Is Is Is
ApTukyn ApTukyn m7 Mop metunk | Mopg packaTHUK hé
Article no. Article no. Tapping Cold forming

TA213344.0800 | TA513344.0800 8,00 M9x1 8 91 53 43 36
TA213344.0810 | TA513344.0810 8,10 1,6
TA213344.0820 | TA513344.0820 8,20 M9x0,75
TA213344.0830 | TA513344.0830 8,30
TA213344.0840 | TA513344.0840 8,40
TA213344.0845 | TA513344.0845 8,45 M9 10 103 61 49 40 17
TA213344.0850 | TA513344.0850 8,50 M10
TA213344.0860 | TA513344.0860 8,60 MJ10x1,5 M 9x1
TA213344.0870 TA513344.0870 8,70 M 9x0,75
TA213344.0880 | TA513344.0880 8,80 M10x1,25 M 9x0,5 18
TA213344.0890 | TA513344.0890 8,90 MJ10x1,25 '
TA213344.0900 TA513344.0900 9,00 M10x1
TA213344.0910 | TA513344.0910 9,10 1,8
TA213344.0920 | TA513344.0920 9,20 M10x0,75
TA213344.0930 | TA513344.0930 9,30
TA213344.0935 TA513344.0935 9,35 M 10
TA213344.0940 | TA513344.0940 9,40
TA213344.0945 | TA513344.0945 9,45 M 10x1,25 10 103 o1 49 40 1,9
TA213344.0950 TA513344.0950 9,50 M11
TA213344.0960 | TA513344.0960 9,60 M 10x1
TA213344.0970 | TA513344.0970 9,70 M 10x0,75
TA213344.0980 | TA513344.0980 9,80 M 10x0,5 9
TA213344.0990 TA513344.0990 9,90
TA213344.1000 | TA513344.1000 10,00 M11x1 10 103 61 49 40
TA213344.1010 | TA513344.1010 10,10 2
TA213344.1020 | TA513344.1020 10,20 M12/M11x0,75
TA213344.1030 | TA513344.1030 10,30
TA213344.1035 | TA513344.1035 10,35 M 11
TA213344.1040 | TA513344.1040 10,40
TA213344.1050 TA513344.1050 10,50 M12x1,5 12 118 n % 4 21
TA213344.1060 | TA513344.1060 10,60 M 11x1
TA213344.1070 | TA513344.1070 10,70 M 11x0,75
TA213344.1080 | TA513344.1080 10,80 M12x1,25 29
TA213344.1090 | TA513344.1090 10,90 MJ12x1,25 ’
TA213344.1100 | TA513344.1100 11,00 M12x1
TA213344.1110 | TA513344.1110 11,10 22
TA213344.1120 TA513344.1120 11,20
TA213344.1125 | TA513344.1125 11,25 M 12
TA213344.1130 | TA513344.1130 11,30
TA213344.1135 | TA513344.1135 11,35 M 12x1,5
TA213344.1140 | TA513344.1140 11,40 12 118 7 56 45 23
TA213344.1145 | TA513344.1145 11,45 M 12x1,25 ’
TA213344.1150 | TA513344.1150 11,50
TA213344.1160 TA513344.1160 11,60 M 12x1
TA213344.1170 TA513344.1170 11,70 M 12x0,75
TA213344.1180 TA513344.1180 11,80 24
TA213344.1190 TA513344.1190 11,90 '
TA213344.1200 | TA513344.1200 12,00 M14 12 118 71 56 45 24
TA213344.1250 | TA513344.1250 12,50 M14x1,5 25
TA213344.1260 | TA513344.1260 12,60 M 13x1 14 124 7 60 45 '
TA213344.1280 | TA513344.1280 12,80 M14x1,25 2,6
TA213344.1300 | TA513344.1300 13,00 M14x1

2,6
TA213344.1310 | TA513344.1310 13,10 M 14
TA213344.1335 | TA513344.1335 13,35 M14x1,5 1 124 77 60 45
TA213344.1345 | TA513344.1345 13,45 M 14x1,25 27
TA213344.1350 TA513344.1350 13,50 '
TA213344.1360 | TA513344.1360 13,60 M 14x1
TA213344.1400 | TA513344.1400 14,00 M16 / M15x1 14 124 77 60 45 2,8
TA213344.1450 | TA513344.1450 14,50 M16x1,5 16 133 83 63 8 29
TA213344.1460 | TA513344.1460 14,60 M15x1
TA213344.1500 | TA513344.1500 15,00 M16x1

3
TA213344.1510 | TA513344.1510 15,10 M 16
TA213344.1535 TA513344.1535 15,35 M 16x1,5 16 133 83 63 48
TA213344.1550 | TA513344.1550 15,50 M18 31
TA213344.1560 | TA513344.1560 15,60 M 16x1
TA213344.1600 | TA513344.1600 16,00 M18x2 16 133 83 63 48 32

VIHcbopmaLms 0 pexumax pe3anns npeacTaBnera Ha cTp. 24-27
Cutting data, see pages 24-27

VHdopmaLms o naTpoHax npeacTasneHa Ha cTp. 18-21

Holders, see pages 18-21
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‘ - = LlenbHble TBepaocniaBHble CBeépra
CHMEE-DIIII-GQ Solid carbide twist drills 5xD

Twist Drills
Paamepbl cornacHo:  DIN 6537 yanuHeHHbIN | Konnyectso CTpyxeYHbIX KaHaBOK: 9 E,J'IFI 06pa6OTKM 4YyryHa
Dimensions acc.: DIN 6537 long Number of flutes: for the machining of cast iron
Mapka TBepaoro cnnasa: Konuuectso neHTouek: i NS oSO S o o
. . K45F L 4 e & SN . St Se— = =
Carbide grade: Number of margins: S - SN | =
V|3H0lCO(.3TOL71KOG MOKPbITHE: AICK-T2 Yrqn npu BlepLLIVIHeZ 140° s
Coating: Point angle: I3
BHyTpeHHuin nogeog COX: €CTb | Yron nogbema cnmpanu: 30° Iz ly
Internal coolant-lubricant supply: yes | Helix angle: 4
T154 T164 Onsa pe3b6bl AUaMeTpPOM
DIN 6535 HA DIN 6535 HE 5 dq for thread size o dy P Ip Is s Is
ApTukyn ApTukyn m7 Mopa meTunk | Mopa packaTHMk hé
Article no. Article no. Tapping Cold forming
TA212444.0280 | TA512444.0280 2,80 M3
TA212444.0290 | TA512444.0290 2,90 M3,5 M3x0,25 6 61 2 7 % 07
TA212444.0300 | TA512444.0300 3,00 MJ3,5x0,6 0,7
TA212444.0310 | TA512444.0310 3,10
TA212444.0315 | TA512444.0315 3,15 | M3,5x0,35
TA212444.0320 | TA512444.0320 3,20
TA212444.0325 | TA512444.0325 3,25 M3,5 08
TA212444.0330 | TA512444.0330 3,30 M4 M3,5%0,5 '
TA212444.0335 | TA512444.0335 3,35 6 66 28 23 36
TA212444.0338 | TA512444.0338 3,38 M3,5%0,35
TA212444.0340 | TA512444.0340 3,40 MJ4x0,7
TA212444.0350 | TA512444.0350 3,50 M4x0,5
TA212444.0360 | TA512444.0360 3,60
TA212444.0365 | TA512444.0365 3,65 | M4x0,35 0,9
TA212444.0370 | TA512444.0370 3,70 M4,5 M4
TA212444.0380 | TA512444.0380 3,80 M4x0,5
TA212444.0388 | TA512444.0388 3,88 M4x0,35 6 74 36 29 36 10
TA212444.0390 | TA512444.0390 3,90 ’
TA212444.0400 | TA512444.0400 4,00 M4,5x0,5
TA212444.0410 | TA512444.0410 4,10 10
TA212444.0415 | TA512444.0415 4,15 '
TA212444.0420 TA512444.0420 4,20 M5 M4,5
TA212444.0430 | TA512444.0430 4,30 MJ5x0,8 M4,5%0,5 6 7 % 29 %
TA212444.0440 | TA512444.0440 4,40
TA212444.0450 | TA512444.0450 4,50 M5x0,5 11
TA212444.0460 | TA512444.0460 4,60
TA212444.0465 | TA512444.0465 4,65 M5
TA212444.0470 | TA512444.0470 4,70 M5x0,75
TA212444.0480 TA512444.0480 4,80 M5x0,5 6 82 m 35 36 1,2

TA212444.0490 TA512444.0490 4,90

TA212444.0500 TA512444.0500 5,00 M6 / M5,5x0,5 12

TA212444.0510 TA512444.0510 5,10 MJ6x1

TA212444.0520 TA512444.0520 5,20 M6x0,75

TA212444.0530 | TA512444.0530 5,30 M5,5x0,5 13
TA212444.0540 | TA512444.0540 5,40 6 8 m 35 "
TA212444.0550 | TA512444.0550 5,50 M6x0,5
TA212444.0560 | TA512444.0560 5,60 M6 14
TA212444.0570 | TA512444.0570 5,70 M6x0,75 '
TA212444.0580 | TA512444.0580 5,80 M6x0,5
TA212444.0590 | TA512444.0590 5,90 1,5
TA212444.0600 TA512444.0600 6,00 M7 6 82 44 35 36
TA212444.0610 | TA512444.0610 6,10 MJ7x1 15
TA212444.0620 | TA512444.0620 6,20 M7x0,75 '
TA212444.0630 | TA512444.0630 6,30
TA212444.0640 | TA512444.0640 6,40
TA212444.0650 | TA512444.0650 6,50 8 91 53 43 36 16
TA212444.0660 | TA512444.0660 6,60 M7 ’
TA212444.0670 TA512444.0670 6,70 M7x0,75
TA212444.0680 | TA512444.0680 6,80 M8 M7x0,5 17
TA212444.0690 | TA512444.0690 6,90 MJ8x1,25 ’
TA212444.0700 | TA512444.0700 7,00 M8x1

1,7
TA212444.0710 | TA512444.0710 7,10 MJ8x1
TA212444.0720 | TA512444.0720 7,20 M8x0,75
TA212444.0730 | TA512444.0730 7,30
TA212444.0740 | TA512444.0740 7,40 18
TA212444.0745 | TA512444.0745 7,45 M8 8 91 53 43 36
TA212444.0750 | TA512444.0750 7,50 M8x0,5
TA212444.0760 | TA512444.0760 7,60 M8x1
TA212444.0770 | TA512444.0770 7,70 M8x0,75 19
TA212444.0780 | TA512444.0780 7,80 M9 M8x0,5 '
TA212444.0790 | TA512444.0790 7,90

12



. LlenbHble TBepAocniaBHble CBEpa -
EF-Drill-GG {7:se senace 5x D ‘Sl

Twist Drills
[Ons o6paboTkn vyryHa el
for the machining of cast iron m . T154
DIN 6535 HE
- T164
T154 T164 [ns pe3L6bl AMamMeTpoM
DIN 6535 HA DIN 6535 HE  dq for thread size o dy I Ip Iy Iy Is
ApTtukyn ApTukyn m7 Mop metunk | Mop packaTHuk hé
Article no. Article no. Tapping Cold forming

TA212444.0800 | TA512444.0800 8,00 M9x1 8 91 53 43 36
TA212444.0810 TA512444.0810 8,10 20
TA212444.0820 | TA512444.0820 8,20 M9x0,75 '
TA212444.0830 | TA512444.0830 8,30
TA212444.0840 | TA512444.0840 8,40
TA212444.0845 | TA512444.0845 8,45 M9 10 103 o1 49 40
TA212444.0850 | TA512444.0850 8,50 M10 2,1
TA212444.0860 | TA512444.0860 8,60 MJ10x1,5 M 9x1
TA212444.0870 TA512444.0870 8,70 M 9x0,75
TA212444.0880 | TA512444.0880 8,80 M10x1,25 M 9x0,5 92
TA212444.0890 | TA512444.0890 8,90 MJ10x1,25 '
TA212444.0900 | TA512444.0900 9,00 M10x1 29
TA212444.0910 | TA512444.0910 9,10 ’
TA212444.0920 | TA512444.0920 9,20 M10x0,75
TA212444.0930 | TA512444.0930 9,30
TA212444.0935 | TA512444.0935 9,35 M 10 23
TA212444.0940 | TA512444.0940 9,40 10 103 61 49 20 ’
TA212444.0945 | TA512444.0945 9,45 M 10x1,25
TA212444.0950 | TA512444.0950 9,50 M11
TA212444.0960 | TA512444.0960 9,60 M 10x1
TA212444.0970 | TA512444.0970 9,70 M 10x0,75 24
TA212444.0980 | TA512444.0980 9,80 M 10x0,5 ’
TA212444.0990 | TA512444.0990 9,90
TA212444.1000 | TA512444.1000 10,00 | M11x1 10 103 61 49 40
TA212444.1010 | TA512444.1010 10,10
TA212444.1020 | TA512444.1020 10,20 | M12/M11x0,75 25
TA212444.1030 | TA512444.1030 10,30
TA212444.1035 | TA512444.1035 10,35 M 11
TA212444.1040 | TA512444.1040 10,40 12 18 7 56 45
TA212444.1050 TA512444.1050 10,50 M12x1,5

2,6
TA212444.1060 | TA512444.1060 10,60 M 11x1
TA212444.1070 | TA512444.1070 10,70 M 11x0,75
TA212444.1080 | TA512444.1080 10,80 | M12x1,25 27
TA212444.1090 | TA512444.1090 10,90 | MJ12x1,25 ’
TA212444.1100 | TA512444.1100 11,00 | M12x1 27
TA212444.1110 | TA512444.1110 11,10 ’
TA212444.1120 | TA512444.1120 11,20
TA212444.1125 | TA512444.1125 11,25 M 12
TA212444.1130 | TA512444.1130 11,30
TA212444.1135 | TA512444.1135 11,35 M 12x1,5 28
TA212444.1140 | TA512444.1140 11,40 12 118 7 56 45
TA212444.1145 | TA512444.1145 11,45 M 12x1,25
TA212444.1150 | TA512444.1150 11,50
TA212444.1160 | TA512444.1160 11,60 M 12x1
TA212444.1170 | TA512444.1170 11,70 M 12x0,75 29
TA212444.1180 | TA512444.1180 11,80 ’
TA212444.1190 | TA512444.1190 11,90
TA212444.1200 | TA512444.1200 12,00 | M14 12 118 71 56 45 3,0
TA212444.1250 TA512444.1250 12,50 M14x1,5
TA212444.1260 | TA512444.1260 12,60 M 13x1 14 124 77 60 45 3,1
TA212444.1280 | TA512444.1280 12,80 | M14x1,25
TA212444.1300 | TA512444.1300 13,00 | M14x1

32
TA212444.1310 | TA512444.1310 13,10 M 14
TA212444.1335 | TA512444.1335 13,35 M14x1,5 14 124 77 60 45
TA212444.1345 | TA512444.1345 13,45 M 14x1,25 33
TA212444.1350 | TA512444.1350 13,50 ’
TA212444.1360 | TA512444.1360 13,60 M 14x1
TA212444.1400 | TA512444.1400 14,00 | M16/M15x1 14 124 77 60 45 34
TA212444.1450 | TA512444.1450 14,50 | M16x1,5 16 133 3 63 8 36
TA212444.1460 | TA512444.1460 14,60 M15x1
TA212444.1500 | TA512444.1500 15,00 | M16x1

37
TA212444.1510 | TA512444.1510 15,10 M 16
TA212444.1535 | TA512444.1535 15,35 M 16x1,5 16 133 83 63 48
TA212444.1550 | TA512444.1550 15,50 | M18 38
TA212444.1560 | TA512444.1560 15,60 M 16x1
TA212444.1600 | TA512444.1600 16,00 | M18x2 16 133 83 63 48 39

VIHcbopmaLms 0 pexumax pe3anns npeacTaBnera Ha cTp. 24-27
Cutting data, see pages 24-27

VHdopmaLms o naTpoHax npeacTasneHa Ha cTp. 18-21

Holders, see pages 18-21
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. C LlenbHble TBepaocnnaBHble cBépna ¢ ackon 90° 3
m Solid carbide chamfer drill 90° X Q

Twist

MaKC.I’J'IyGM Ha cBeprexHus

. drilling depth
Pa3mepb! aHanornyHbl:  DIN 6537 kopoTkuid | Konn4ecTBo CTPY»euHbIX KaHaBOK: 2 e rfing €ep
Dimensions similar: DIN 6537 short Number of flutes:
Mapka TBepaoro cnnasa: K45F KonmnyectBo nexToyex: 4 i f
Carbide grade: Number of margins:
I/Isuqcoc.:TOMKoe MoKpbITHE: TIAIN-T14 Yrqn npu ngmmne: 140°
Coating: Point angle: | |
2 4

BHyTpeHHuin nogeog COX: eCTb I
Internal coolant-lubricant supply: yes

DIN 6535 HA

NnvHa wara aHanornyHa DIN 8378 3“

Step length in analogy to DIN 8378

T251 [ns pe3b6bI AMaMeTpoM
DIN 6535 HA o dy for thread size 2d; 5d; I I Is Is Is
ApTukyn m7 Moa metunk | Moa packaTHUK hé
Article no. Tapping Cold forming

TG203344.028009 2,80 M3 17
TG203344.029009 2,90 M3,5 M3x0,25 6 4 57 18 ° % 06
TG203344.032509 3,25 M3,5 4 22 9
TG203344.033011 3,30 M4 6 5 62 o 11 36 0,7
TG203344.037011 3,70 M4,5 M4
TG203344.042014 4,20 M5 M4,5 0,8
TG203344.046514 4,65 M5 6 6 66 2 1 % 09
TG203344.050017 5,00 M6 / M5,5x0,5 1
TG203344.056017 5,60 M6 8 ! [ 40 7 % 11
TG203344.060018 6,00 M7 8 8 79 42 18 36 1,2
TG203344.066018 6,60 M7 10 89 45 20 13
TG203344.068021 6,80 M8 9 46 21 14
TG203344.070021 7,00 M8x1 14
TG203344.074521 7,45 M8 9 46 21
TG203344.076021 7,60 M8x1 10 8 40 15
TG203344.078022 7,80 M9 10 48 22 16
TG203344.084522 8,45 M9 22
TG203344.085026 8,50 M10 12 12 102 % 26 45 17
TG203344.090026 9,00 | M10x1 18
TG203344.093526 9,35 M10
TG203344.095026 9,50 M11 12 12 102 % 2% 4 19
TG203344.096026 9,60 M10x1
TG203344.102030 | 10,20 | M12/M11x0,75 2
TG203344.103530 10,35 M11 14 14 107 61 30 45 21
TG203344.105030 | 10,50 | M12x15 '
TG203344.112530 | 11,25 M12
TG203344.113530 | 11,35 M12x1,5 1 " 107 o1 30 ® 23
TG203344.120035 | 12,00 | M14 24
TG203344.125035 | 12,50 | M14x15 16 16 19 66 % 48 25
TG203344.131037 | 13,10 M14 26
TG203344.133537 | 13,35 M14x1,5 16 16 19 66 3 48 27
TG203344.140039 14,00 M16 / M15x1 2,8
TG203344.145039 | 14,50 | M16x1,5 18 18 128 74 % 48 29
TG203344.151039 | 15,10 M16 8
TG203344.153539 | 15,35 M16x1,5 18 18 128 74 % 48 31
TG203344.155045 15,50 M18 20 20 131 80 45 50 ’

VIHchopmaLms 0 pexumax pesanis npefcTaBnera Ha cTp. 24-27 VHcbopmaLms o natpoHax npeAcTasneHa Ha cTp. 20-21

Cutting data, see pages 24-27 Holders, see pages 20-21
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LlenbHble TBepAoCnaBHble CBEpNa

EE-[UILC ¢ dpackon 90°

Solid carbide chamfer drill 90°

2-3,5xD

Twist Drills.

[nuHa paboyen yactu ceepna: 2-3,5xd1 ¢ warom 1mm
Variable step length in millimeter steps

MakcumanbHas rny6v| Ha cBepreHus

&6 =

. drilling depth
Pa3vepb! aHanornyHel:  DIN 6537 kopoTkuii| KonnyecTso CTpyKeyHbIX KaHaBOK: 2 ey ring €ep
Dimensions similar: DIN 6537 short Number of flutes:
Mapka TBepgoro cnnasa: K45F KonmnyectBo nextoyex: 4 i ‘3
Carbide grade: Number of margins:
I/I3Ho_coqom<oe NoKpbITHE: TIAIN-T14 yrqn npu ngmwue: 140°
Coating: Point angle: | |
2 4

BHyTpeHHui nogeog COX: eCTb I
Internal coolant-lubricant supply: yes

DIN 6535 HA

T251 [ns pe3b6bI AMaMeTpoOM
DIN 6535 HA 5dq for thread size 5d; 2 d; I I Is Is Is
Artikel-Nr. min. Artikel-Nr. max. m7 Moa meTumk | Moa packaTHUK hé 2xD 3,5xD
Article no. min. Article no. max. Tapping Cold forming min. max.
TG203344.028006 - TG203344.028010 2,80 M3 17
TG203344.029006 - TG203344.029010 2,90 M3,5 M3x0,25 6 4 5 18 6 10 % 06
TG203344.032507 - TG203344.032511 3,25 M3,5 4 22 7 11
TG203344.033007 - TG203344.033012 3,30 M4 6 5 62 o4 7 12 36 0,7
TG203344.037007 - TG203344.037013 3,70 M4,5 M4 7 13
TG203344.042008 - TG203344.042015 4,20 M5 M4,5 6 6 66 29 8 15 36 0,8
TG203344.046509 - TG203344.046516 4,65 M5 9 16 0,9
TG203344.050010 - TG203344.050018 5,00 M6 / M5,5x0,5 10 - 18 1
8 7 79 40 36
TG203344.056011 - TG203344.056020 5,60 M6 11 o 20 1,1
TG203344.060012 - TG203344.060021 6,00 M7 8 8 79 42 12 - 21 36 12
TG203344.066013 - TG203344.066023 6,60 M7 10 89 45 13 - 23 40 1,3
TG203344.068014 - TG203344.068024 6,80 M8 9 46 14 - 24 14
TG203344.070014 - TG203344.070025 7,00 M8x1 14 - 25 14
TG203344.074515 - TG203344.074526 7,45 M8 9 46 15 = 26
10 89 40 1,5
TG203344.076015 - TG203344.076027 7,60 M8x1 15 - 27
TG203344.078016 - TG203344.078027 7,80 M9 10 48 16 s 27 1,6
TG203344.084517 - TG203344.084530 8,45 M9 12 12 102 56 17 : 30 45 17
TG203344.085017 - TG203344.085030 8,50 M10
TG203344.090018 - TG203344.090032 9,00 M10x1 18 - 32 1,8
TG203344.093519 - TG203344.093533 9,35 M10 12 12 102 56 19 ) 33 45
TG203344.095019 - TG203344.095033 9,50 M11 1,9
TG203344.096019 - TG203344.096034 9,60 M10x1 19 - 34
TG203344.102020 - TG203344.102036 10,20 M12/ M11x0,75 20 - 36 2
TG203344.103521 - TG203344.103536 10,35 M11 14 14 107 61 21 - 36 45 21
TG203344.105021 - TG203344.105037 10,50 M12x1,5 21 - 37 ’
TG203344.112523 - TG203344.112539 11,25 M12 23 = 39
TG203344.113523 - TG203344.113540 11,35 M12x1,5 14 1 e & 23 - 40 = o
TG203344.120024 - TG203344.120042 12,00 M14 16 16 115 66 24 - 42 48 24
TG203344.125025 - TG203344.125044 12,50 M14x1,5 25 - 44 2,5
TG203344.131026 - TG203344.131046 13,10 M14 16 16 115 66 26 o 46 48 2,6
TG203344.133527 - TG203344.133547 13,35 M14x1,5 27 = 47 2,7
TG203344.140028 - TG203344.140049 14,00 M16 / M15x1 18 18 123 74 28 49 48 2,8
TG203344.145029 - TG203344.145051 14,50 M16x1,5 29 - 51 29
TG203344.151030 - TG203344.151053 15,10 M16 18 18 123 74 30 - 53 48 3
TG203344.153531 - TG203344.153554 15,35 M16x1,5 31 54 31
TG203344.155031 - TG203344.155054 15,50 M18 20 20 131 80 50 ’

VIHcbopmaLms o pexumax pe3anuns npefcTaBnera Ha cTp. 24-27
Cutting data, see pages 24-27

ViHopmaLms o natpoHax npeAcTasneHa Ha cTp. 20-21
Holders, see pages 20-21

Caépna ¢ Heobxoaymoi arvHon paboyen YacTw, B Mpefenax ykadaHHOoro AranasoHa, 13roTaBn1BatoTcs Mo 3anpocy C KOPOTKIM CPOKOM MOCTaBKN.
Step drills with variable step length are available upon request with a short delivery.

Mpumep ocdopmneHunn 3akasa:
Caepro ¢ chackoit 90°

Ordering example:
Chamfer drill with 90° chamfering edge

ApTukyn: TG203344. 0280 07 Article number: TG203344. 0280 07

[inuHa paboyeit yacTn |3 = 7 mm step length I3 = 7 mm

drill diameterd 4 = 2.80mm

[nametp ceepna d1 = 2,80 mm
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LlenbHble TBepaocnnaBHble crivpasbHble CBEpra
P'BI,LT Solid carbide twist drills 4xD

Twist

Paamepbi: cornacHo BHyTp.cTaHgapTy EMUGE | KonnyecTBo CTpyxeuHbIx kaHaBok: 2 o - gi
Dimensions acc.: Internal standard | Number of flutes: g S NS SN b
Mapka TBepaoro cnnasa: KonmnyectBo nexToyex: s

. . K45F - 2
Carbide grade: Number of margins: I3

Y : : l2 ls

|/|3H0.CO(.:TOMKOG MoKpbITHE: TIAIN-T99 Yrqn npu ngLumue. 140°
Coating: Point angle: Iy
BHyTpeHHuin nogeog COX: HeT | Yron nogbema cnupanu: 30°
Internal coolant-lubricant supply: no | Helix angle:

DIN 6535 HA

[Ins 0bpaboTku 3aKkanéHHbIX cTanei ¢ TeepaocTbio 50-67 HRC . u ' -

for hardened steels with a hardness of 50-67 HRC

F555 [N pe3b6bl ANaMETPOM
DIN 6535 HA o dy for thread size 2 dy l I Is Is s
ApTuKYn m7 MoA meTumk hé
Article no. Tapping
FZ423130.00255 2,55 M3 3 44 14 10 28 0,5
FZ423130.0030 3,00 - 3 46 16 12 0,6
FZ423130.0034 3,40 M4 4 5 % 16 28 07
FZ423130.0035 3,50 -
FZ423130.0040 4,00 - 4 52 22 15 28 0,8
FZ423130.0043 4,30 M5 6 68 % 21 % 09
FZ423130.0045 4,50 -
FZ423130.0050 5,00 - - 32 25 1
FZ423130.0051 5,10 M6 6 24 36
FZ423130.0055 5,50 - 75 35 27 11
FZ423130.0060 6,00 - 6 75 35 27 1,2
FZ423130.0065 6,50 - 8 80 40 30 36 1,3
FZ423130.0069 6,90 M8 85 45 35 14
FZ423130.0070 7,00 - 35 14
FZ423130.0071 7,10 M8x1 8 85 45 33 36 '
FZ423130.0075 7,50 - 1,5
FZ423130.0080 8,00 - 8 o 50 8 36 1,6
FZ423130.0085 8,50 - 17
FZ423130.0086 8,60 M10 10 105 57 45 40 '
FZ423130.0088 8,80 G1/8 1,8
FZ423130.0090 9,00 M10x1 18
FZ423130.0091 9,10 - 10 105 57 45 40 '
FZ423130.0095 9,50 - 19
FZ423130.0100 10,00 - 10 51 40 2
FZ423130.0104 10,40 M12 1 6
FZ423130.0105 10,50 - 12 48 45 2,1
FZ423130.0106 10,60 M12x1,5
FZ423130.0110 11,00 - 2,2
FZ423130.0115 11,50 - 12 119 7 56 45 2,3
FZ423130.0119 11,90 G1/4 24
FZ423130.0120 12,00 - 12 127 71 56 45 2,4
FZ423130.0126 12,60 M14x1,5 16 139 79 62 48 2,5
FZ423130.0142 14,20 M16 2,8
FZ423130.0146 14,60 M16x1,5 16 10 % 0 8 29
MHdopmaums o pexumax pesaHus npegoctasneHa Ha ctp. 28-29 MHdopmaums o naTpoHax npefoctasneHa Ha cTp. 20-21
Cutting data, see pages 28-29 Holders, see pages 20-21
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Ycnyrn no nepetoyke n NoOBTOPHOMY HaHECEHWI0 N3HOCOCTONKOro NOKPbITUS.
Regrinding and recoating service

[pakTuka NepeToyKk1 U NOBTOPHOTO HAHECEHUS U3HOCOCTOMKOMO Regrinding and recoating form an essential contribution to the
MOKPBITUS ABNSETCH HEOTHLEMITEMON YaCTb0 3KOHOMUYECKOM economically efficient use of drilling tools.
3(pPEKTMBHOCTN NCMONB30BAHMS MHCTPYMEHTA A CBEPIEHMS.

Mocne nepeToukn MHCTPYMEHTA 1 NOBTOPHOTO HaHECEHMS The EMUGE regrinding and recoating service guarantees the
M3HOCOCTOWKOrO NOKPbITUS creluanuctamu komnadum EMUGE original geometry and the original coating of the tool. This ensures
rapaHTUpyeTCcs COXPaHEHWE OPUTMHAIBHOM FEOMETPUN PEXYLLMX a performance corresponding in every respect to that of a brand
KPOMOK MHCTPYMeEHTa M Ka4yeCTBa HaHECEHHOO NOKPbITMS. [Mpu new tool.

3TOM, 6y,qu rapaHTpoBaHa npon3soanTENbHOCTL BOCCTAHOBIIEHHOIO
MHCTPYMEHTa NO BCEM NapaMeTpamM He HMXe HOBOro, OPUrMHarbHOrO.

3aka3umk Customer

TpaHcnopTMpoBKa Transport
Bbl MOXeTe 0TnpaBuTb MHCTPYMEHT HaNpPSMYto You can send the tools either to EMUGE directly,
B komnaHnto EMUGE, nn6o yepes Haluero or to your own EMUGE sales partner. If needed,

Toprosoro npeactasutens EMUGE, pa6otatowero  our special TOOL BOX is available for that.
¢ Bamu. Mpu HeobxogumocTu, Bel moxeTe
1CNOMb30BaTh HaLLK CreLManbHbIe
TPaHCMOPTUPOBOYHbIE BOKCHI.

[MepeTo4yka 1 NoBTOpHOE Regrinding and recoating
HaHeCeHune NnoKpbITUA
[Nepen BOCCTaHOBIEHMEM HaMV TLLATENbHO Before the actual refitting, the tools are checked
MPOBEPSIETCS COCTOSHWE KaXKaoro MHCTPYMEHTA. carefully for their condition. If found suitable,
Ecnu cBépna MoryT 6bITb BOCCTAHOBNEHI, TO OHM the twist drills are resharpened on production
HanpaBNISOTCS Ha NMEPETOYKY W MPOXOAAT TOT e machines, and subject to the same quality

LIKI MPOBEPKM Ka4YecTBa, Kak W HOBbIil MHCTPYMEHT.  inspection as new tools.

OTnpaBkKa 3aKa3umKy Shipping
[NepeToyeHHbIe CBEPNA C MOBTOPHO The reground and recoated drilling tools are
HaHeCEHHbIM MOKPbITUEM HaZeXHO returned after 2-3 weeks to the address
YNaKoBbIBAKOTCS U BO3BpaLLatoTcs Bam Yepes specified by you, safely packed.

2-3 Hefleny no ykasaHHoMy Bamu agpecy.

3akasumk Customer
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Twist Drills

[MaTpoHbl 419 MHCTPYMEHTA C LUNMHOPUYECKUMN
xBocTtoBukamu no DIN 6535-HE
Tool holders for straight shanks acc. DIN 6535 HE
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SK40 (ans kpennenus nictpymenta ¢ xsoctosukom Whistle Notch)
ApTukyn o Dy o dq Iq I Ia 13 v
Article no.
TCWNSK40.060500 6 25 118 31 50 30 10
TCWNSK40.080500 8 28 118 31 50 30 10
TCWNSK40.100500 10 35 118 31 50 35 10
TCWNSK40.120500 12 42 118 31 50 40 10
TCWNSK40.140500 14 44 118 31 50 40 10
TCWNSKA40.160630 16 48 131 44 63 43 10
TCWNSK40.180630 18 50 131 44 63 43 10
TCWNSK40.200630 20 52 131 44 63 45 10
TCWNSK40.251000 25 65 168 81 100 50 10
TCWNSK40.321000 32 7 168 81 100 54 10
SK50 (ans kpennenus nHcTpymeHTa ¢ xsoctosukom Whistle Notch)
ApTukyn 2 Dy o dq I4 I Ia 13 v
Article no.

TCWNSK50.060630 6 25 165 44 63 30 10
TCWNSK50.080630 8 28 165 44 63 30 10
TCWNSK50.100630 10 35 165 44 63 35 10
TCWNSK50.120630 12 4 165 44 63 40 10
TCWNSK50.140630 14 44 165 44 63 40 10
TCWNSK50.160630 16 48 165 44 63 43 10
TCWNSK50.180630 18 50 165 44 63 43 10
TCWNSK50.200630 20 52 165 44 63 45 10
TCWNSK50.250800 25 65 182 61 80 50 10
TCWNSK50.321000 32 72 202 81 100 54 10

T- 06pasHblit v - 06pa3HbIil LLECTUrPaHHBIE KIHOYM B KOMMNEKT NOCTaBKM HE BXOAAT.

T-handle wrench and Allen wrench are not included in the delivery.

KpenéxHble BUHTbI C BHYTPEHHUM LLI€CTUIPaHHUKOM

Allen clamping screws

ApTukyn Ons Pasmep
Article no. for Dimension
2 Da
TWA01001.22010 6 M6 x10x SW3
TWA01001.25010 8 M8 x 10 x SW4
‘ TWA01001.27012 10 M10 x 12 x SW5
TWA01001.30016 15 M12 x 16 x SW6
16
TWA01001.33016 m M14 x 16 x SW6
TWA01001.35016 20 M16 x 16 x SW6
TWA01001.39020 25 M18 x 20 x SW10
TWA01001.42020 32 M20 x 20 x SW10
T-o6pa3Hble KIouM AN KpenéXHbIX BUHTOB
T-handle wrenches for clamping screws
ApTukyn Pasmep
Article no. Dimension
TWB03002.03010 SW 3x 100
TWB03002.04010 SW 4 x 100
TWB03002.05015 SW 5x 150
TWB03002.06015 SW 6 x 150
TWB03002.08015 SW 8x 150
TWB03002.10020 SW10 x 200
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[ing nopbopa 3atskHbIX 6onTos (wWTpeseneit) Ans ISO koHycos no DIN 69871 cm. cTp. 22
Pull studs for ISO tapers according to DIN 69871, see page 22

PerynupoBoyHble BUHTbI C BHYTPEHHUM LU€CTUrPaHHUKOM

Allen adjusting screws

ApTukyn Ons Pasmep
Article no. for Dimension
oD
TWA02001.20016 6 M5 x 16 x SW2,5
TWA02001.22016 8 M6 x 16 x SW3
TWA02001.25016 10 M8 x 16 x SW4
TWA02001.27016 1‘2‘ M10 x 16 x SW5
TWA02001.30016 12 M12 x 16 x SW6
20
TWA02001.35020 25 M16 x 20 x SW6
32

LLlecTurpaHHble KnOYU AN perynmpoBoYHbIX BUHTOB
Allen wrenches for adjusting screws

ApTukyn Pasmep
Article no. Dimension
TWB03001.02500 SW2,5
TWB03001.03000 SW3
TWB03001.04000 SW4
TWB03001.05000 SW5
TWB03001.06000 SW6




MaTpoHbI 4519 UHCTPYMEHTAa C LINNUHOPUYECKNMHA
xBoctoBukamu no DIN 6535-HE
Tool holders for straight shanks acc. DIN 6535 HE
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HSK-A63 (ans kpennexns uictpymeHTa ¢ xsoctosukom Whistle Notch)

Artikel-Nr.

Article no. 2D, 5 dq Iy Ip Ia I v
TCWNHS63.060800 6 2 112 54 80 30 10
TCWNHS63.080800 8 2 12 54 80 30 10
TCWNHS63.100800 10 3 112 54 80 3 7
TCWNHS63.120900 12 42 122 64 90 40 7
TCWNHS63.140900 14 44 122 64 % 40 8
TCWNHS63.161000 16 48 132 74 100 43 10
TCWNHS63.181000 18 50 132 74 100 43 10
TCWNHS63.201000 20 52 132 7 100 45 8
TCWNHS63.251100 25 65 142 84 110 50 9
TCWNHS63.321100 32 72 142 8 10 54 9

[inst nogBopa BTynku Ans nogaym COXX 1 MOHTaXKHOTO Klko4a cM. CTp. 22
Coolant-lubricant tube and assembly wrench, see page 22

T- 06pasHbii v - 06pa3Hb I LIECTUIPAHHBIE KITKO4M B KOMTITEKT NOCTaBK/ HE BXOZST.
T-handle wrench and Allen wrench are not included in the delivery.

KpenéxHble BUHTbI C BHYTPEHHUM LLIECTUTPAHHMKOM
Allen clamping screws

PerynnpoBoyHble BUHTbI C BHYTPEHHUM LIECTUrPaHHUKOM
Allen adjusting screws

ApTukyn Ansa Pasmep ApTukyn Ansa Pasmep
Article no. for Dimension Article no. for Dimension
o D; o D;
TWA01001.22010 6 M6 x 10 x SW3 TWA02001.20016 6 M5 x 16 x SW2,5
TWA01001.25010 8 M8 x 10 x SW4 TWA02001.22016 8 M6 x 16 x SW3
‘ TWA01001.27012 10 M10x 12 x SW5 “ TWA02001.25016 10 M8 x 16 x SW4
TWAO01001.30016 li M12 x 16 x SW6 TWA02001.27016 1‘21 M10 x 16 x SW5
16 16
TWAO01001.33016 18 M14 x 16 x SW6 TWA02001.30016 18 M12 x 16 x SW6
TWA01001.35016 20 M16 x 16 x SW6 20
TWAO01001.39020 25 M18 x 20 x SW10 TWA02001.35020 25 M16 x 20 x SW6
TWA01001.42020 32 M20 x 20 x SW10 32
T-06pasHble KIouM sl KpenéxHbIX BUHTOB LLlecTrpaHHbIe KNO4YM ANSA perynmpoBoOYHbIX BUHTOB
T-handle wrenches for clamping screws Allen wrenches for adjusting screws
ApTukyn Pa3mep ApTukyn Pa3mep
Article no. Dimension Article no. Dimension
TWB03002.03010 SW 3x 100 TWB03001.02500 SW2,5
TWB03002.04010 SW 4 x 100 TWB03001.03000 SW3
TWB03002.05015 SW 5x 150 - TWB03001.04000 SW4
TWB03002.06015 SW 6 x 150 TWB03001.05000 SW5
TWB03002.08015 SW 8 x 150 TWB03001.06000 SW6
TWB03002.10020 SW10 x 200
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C perynupoBKol MHCTPYMeHTa Mo AnvHe (Mpy pazuansHoi 0bpaboTke)

with tool length adjustment (radial operation)

SK40
o D o dq o dy I4 I Ig Ia 13 \'
TCHDSK40.060720 6 25,7 50 140 53 33 72 30 10
TCHDSK40.080720 8 21,7 50 140 53 34 72 30 10
TCHDSK40.100770 10 29,7 50 145 58 39 77 35 10
TCHDSK40.120770 12 31,6 50 145 58 40 77 35 10
TCHDSK40.140820 14 33,6 50 150 63 46 82 40 10
TCHDSK40.160820 16 37,6 50 150 63 47 82 40 10
TCHDSK40.180820 18 39,6 50 150 63 47 82 40 10
TCHDSK40.200820 20 416 50 150 63 48 82 40 10
TCHDSK40.251170 25 49,6 63 185 98 51 17 51 10
TCHDSK40.321170 32 59,9 63 185 98 59 117 51 10

SK50
o Dy odq o dy l4 I Ig Ia Ie v
TCHDSK50.200820 20 41,6 50 184 63 48 82 40 10
TCHDSK50.251170 25 49,6 63 219 98 51 117 51 10
TCHDSK50.321170 32 59,9 63 219 98 59 17 51 10

T- 06paHbiit 1 I'- 06pa3HbIiA LLECTUTPAHHBIE KITKOYY BXOTST B KOMIIEKT NOCTABKA .
T-handle wrench and Allen wrench are included in the delivery.

[ins nopbopa nepexofHbIX BTYNOK CM. CTP. 22
Reduction sleeves, see page 22

KpenéxHble BUHTbI C BHYTPEHHUM LUECTUTPAHHUKOM
Allen clamping screws

[ins nog6opa 3atskHbIx GonToB (wTpesenert) ans ISO koHycos no DIN 69871 cm. cTp. 22

Onsa Pasmep
for Dimension

o Dy

6
8
10
12
14

16
18
20

M10 x 12 x SW5

TWAO01002.27012

25

TWA01002.33016
32

M14 x 16 x SW6

T-o6pasHbie KIo4M Ars KpenéxXHbIX BUHTOB
T-handle wrenches for clamping screws

Pull studs for ISO tapers according to DIN 69871, see page 22

LLlecTurpaHHble KnO4U AN perynmpoBoYHbIX BUHTOB
Allen wrenches for adjusting screws

ansa Pasmep
for Dimension

o D;

TWB03001.02500

SW2,5

TWB03001.03000 SW3

Sw4

TWB03001.04000

[ononHuTenbHbIe BO3MOXHOCTU
Service options

TWB03002.05015 SW5 x 150

Pasmep
Dimension

TWB03002.06015 SW6 x 150

20

+ BbICoKas peMOHTONPUrOAHOCTL * Replace spare parts of the clamping
system

* Replace radial / axial adjustment

+ Adjust expansion rate

+ Check torque

+ Check concentricity

+ PapnanbHasi / oceBasi perynuposka
+ PerynupoBka ypoBHs 3axuma

+ KoHTporb KpyTsiLLero MoMeHTa

+ KoHTponb coocHocTy




C perynupoBKoii MHCTPYMeHTa Mo AnuHe (paananbHbIi MexaHuam)

with tool length adjustment (radial operation)

HSK-A63

2 Dy o dq o dy Iy I lg Ia 13 \'
TCHDHS63.060800 6 25,7 50 112 54 33 80 27 10
TCHDHS63.080800 8 21,7 50 112 54 34 80 27 10
TCHDHS63.100850 10 29,7 50 112 59 39 80 31 10
TCHDHS63.120900 12 31,6 50 122 64 45 90 36 10
TCHDHS63.140900 14 33,6 50 122 64 46 90 36 10
TCHDHS63.160950 16 37,6 50 132 69 52 100 39 10
TCHDHS63.180950 18 39,6 50 132 69 52 100 39 10
TCHDHS63.201000 20 416 50 132 74 58 100 4 10
TCHDHS63.251200 25 49,6 63 142 94 51 110 46 10
TCHDHS63.321250 32 59,8 63 142 99 59 110 50 10

T- 06pasHblii v - 06pa3Hb I LLIECTUMPAHHIE KT BXOASTT B KOMIUIEKT NOCTaBKM.

T-handle wrench and Allen wrench are included in the delivery.

[inst nop6opa nepexonHbIX BTYNOK (Lakr) - cm. cTp. 22
Reduction sleeves, see page 22

erné)KHble BUHTbI C BHYTPE€HHUM LWeCTUrpaHHUKOM

Allen clamping screws

Onsa

for
[ Dz

Pasmepbl
Dimension

6

8

10

12

TWAO01002.27012

14

16

18

20

M10 x 12 x SW5

25

TWAO01002.33016

32

M14 x 16 x SW6

T-0o6pa3Hble KIouM AJ1s1 KPpenéXHbIX BUHTOB
T-handle wrenches for clamping screws

Pasmep
Dimension

TWB03002.05015

[ins nonBopa BTynku Ans nogaun COX 1 MOHTaXXHOTO KNko4a cM. CTp. 22
Coolant-lubricant tube and assembly wrench, see page 22

LLlecTUrpaHHbie KUY ANA PerynmpoBOYHbIX BUHTOB
Allen wrench for adjusting screws

Onsa Pa3mep
for Dimension

o Dy

6
8
10
12

TWB03001.02500

SW2,5

14
16
18
20

TWB03001.03000 SW3

25

TWB03001.04000 2

SWw4

[ononHuTenbHbie BO3MOXHOCTU
Service options

SW5 x 150

TWB03002.06015

SW6 x 150

* Bbicokas peMOHTONpUroaHOCTL * Replace spare parts of the clamping
system

* Replace radial / axial adjustment

+ Adjust expansion rate

+ Check torque

+ Check concentricity

+ PapvanbHas / oceBasi perynupoBka Bbineta
+ PerynupoBka ypoBHs 3axuma

+ KoHTponb KpyTsilLiero MomeHTa

+ KoHTponb coocHocTu
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Akceccyapbl U KOMMINEKTYOLLME AN 00bI4HbBIX U TMAPO3aXMMHbBIX NaTPOHOB
9 Accessories for tool holders and hydraulic expansion chucks

Twi

MNepexoaHble BTYNKMW (LaHr1) Ansi ruaApo3aXMMHbIX NaTPOHOB
Reduction sleeves for hydraulic expansion chucks

I3 It

S é\l 5
ISHERS o
Iz
2 20 mm
Artikel-Nr. o Dy o dy o d; Iy I I3
Article no.
TCHDRD20.030500 3 20 25 50 28 4
TCHDRD20.060500 6 20 25 50 36 4
TCHDRD20.080500 8 20 25 50 37 4
TCHDRD20.100500 10 20 25 50 40 4
TCHDRD20.120500 12 20 25 50 45 4
TCHDRD20.140500 14 20 25 50 45 4
TCHDRD20.160500 16 20 25 50 48 4
TCHDRD20.180500 18 20 25 50 48 4
3atsxHble 6onThl (wTpeBens) ansa ISO koHycoB, cooTBeTcTBYloWwMX DIN 69871 AD/B
Pull studs for ISO tapers acc. DIN 69871 DIN 69872 A DIN 69872 B 1SO 7388 B
Ans ISO koHyca G SW ApTukyn ApTukyn ApTukyn
for ISO taper size Article no. Article no. Article no.
SK 40 M16 19 TWA03001.04000 TWA03002.04000 TWA03003.04000
SK 50 M24 30 TWA03001.05000 TWA03002.05000 TWA03003.05000

=

I§|: #llzl . |
I
DIN 69871 AD

DIN 69871 A

DIN 69871 B
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AKceccyapbl M KOMIMJIEKTyoLme ans OObIYHbIX U rMapo3aXXMMHbIX MaTpOHOB

Accessories for tool holders and hydraulic expansion chucks

Wi
Brynka nogsoga COX gnsa natpoHoB ¢ xBocTtoBukamu HSK, cooTrBeTcTBytowmx DIN 69893 -1
Coolant-lubricant tube for hollow taper shanks acc. DIN 69893- 1
(=) =
’ Ly Ly

ApTukyn [nsa xBocTOBMKA oD 2Dy L4 Lo G

Article no. for taper size

F330049.04 HSK-A63 8 12 12 24,5 M18 x 1

MoHTaXHbIN Knto4 ansa BTynku nogsoaa COX
Assembly wrench for coolant-lubricant tube

&' | 1
(S
J
L
ApTukyn [na xBocTOBMUKa 2 Dy Lo
Article no. for taper size
F330099.04 HSK-A63 17 122

Ucnonb3oBaHue BTynku nogsoaa COX ansa natpoHoB
HSK, cooTBeTcTBYlOoWMX cTaHgapTy DIN 69893 A

Brynka nogsopa COX Heobxopuma ans obecneyenmns repmeTuyHoi nogayun COX,
OT WNUHAENS CTaHKa K MHCTPYMEHTY Yepe3 NaTpoHbl ¢ xBocToBukamu HSK.

[MoxanyiicTa, 0bpaTTe BHUMAHME:

MbI pexomeHayem ycTaHaBnuBaThb BTynKy noasoaa COX B natpon HSK Bceraa, faxe
B Cryyae MCMonb30BaHNs MHCTpyMeHTa 6e3 BHyTpeHHero noasoaa COX; aTo nomoxet
NpeAoTBPaTUTL NOBPEXAEHNE CUCTEMbI Kpenmnerns natpoHa HSK B wnuHaene craxka,
B Cry4ae HeCaHKLIMOHVPOBAHHOTO BKITOYEHIS BHyTpeHHero nogsoda COX.

HeobXxoa1MbIit MOHTaXHbIV MHCTPYMEHT:
BbiBepuTe MOHTaXHbIN KNHOY B COOTBETCTBUM C PA3MEPOM XBOCTOBMKA NaTpOHa.

YcTtaHoBka BTynku nogBoga COX
B XBOCTOBMK natpoHa HSK

1. BcrasbTe BTYNKY nogsoaa COX B MOHTaXHbII KoY.
BHumaHve: LTudhThl KNtoya JOMKHBLI TOYHO BOWTY B nasbl BTyNku nogsoga COX!

2. 3asuHTuTe BTYNKY noasoaa COX BHYTPb XBOCTOBMKA.

m—

Use of coolant tubes with hollow taper shanks
according to DIN 69893 A

The coolant-lubricant tube is necessary for connecting the internal coolant-lubricant
supply of the machine spindle with the hollow taper shank of the tap holder.

Please note:

We recommend screwing the coolant-lubricant tube into the hollow taper shank even
when tap holders without internal coolant supply are used; this will help to prevent
damage to the hollow taper shank clamping system in case of unintentional switching
on of the internal coolant-lubricant supply.

Required tool:
Assembly wrench, choose appropriate size for the shank size.

Assembly of the coolant-lubricant tube
in the hollow taper (HSK) shank

1. Put assembly wrench on the coolant-lubricant tube.
Important:  Watch the position of the pins against the grooves!

a3
Groove

LLTndptb!
Pins

2. Screw coolant-lubricant tube into the shank.
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Moxanyncra, o6paTtuTe BHUMaHME Ha TO, YTO yKa3aHHble B Tabnuue
3Ha4YeHUSA CKOPOCTU pe3aHusi ABNAKTCS AaHHbIMU NepBoro Bbibopa.

PeKOMeHﬂyeMble Ha4yanbHbl€ 3Ha4€HUs CKOPOCTU pe3aHns (BbI,EleJ'leHbI KUPHBIM LLIpVI(*)TOM)

NPUMEHNMbI B Clny4ae cTabnnbHbIX YCJ'IOBMVI 06p360TKVI NPy NCNonb30BaHNK BbICOKO-
npoun3BoauTENbHOIrO 060pyﬂ,OBaHVIFI C 0CTaTO4HbIMI CKOPOCTHBIMU XapaKTEPUCTUKaMMU.

Co0TBETCTBEHHO, MYHMMarbHbIE CKOPOCTI pe3aHuns (MUH.), B COYeTaHnm ¢

YKa3aHHbIMWU, MakCMarnbHO BbICOKUMM 3HA4YeHUAMU NOAAYN, cneayeT NnpuMeHATb
npwu ncnonb3osaHnn oﬁopyuosava MMeHLLEro HeBbICOKIE CKOPOCTU BpaLLeHNs
lwnuHaens.

anI XOPOLUMX COCTOAHUSAX 3aroTOBKM U MCMONb30BaHUM BbICOKOMPOU3BOANTENIBHOTO

060pya0BaHMS, UIMEILLETO BbICOKIE CKOPOCTM BPALLEHMS! WNWUHAENS, PEKOMEHYeTCs
1CMONb30BaTh MaKCUMarbHO BbICOKUE, Yka3aHHbIe CKOPOCTH Pe3aHusi B COYETaHUM C
HEBbICOKOM Nogayen (HO He HKe MUHUMANbHO PEKOMEHA0BAHHOM ANs JAHHOMO
obpabatbiBaemoro matepuana).

CraHgapTHble 3HaYeHWs1 CKOPOCTU pe3aHus
Standard values for the cutting speed

Please note that these data are standard values only.

+ We recommend the standard values in bold print (rec.)
for stable work conditions and for high-performance
machine tools with sufficient speed capability.

+ Correspondingly, the lower cutting speeds (min.) in
connection with higher feed values (up to max. ) should
be used for machine tools with lower spindle speeds.

+ For optimum workpiece conditions, and for machine
tools with extremely high performance and high spindle
speeds, the high cutting speeds (max.) in connection
with possibly reduced feed values can be applied.

O6nacTb NpuMeHeHus - rpynnbl o6pabaTbiBaeMbIX MaTepuanon Homep no katanory -  Cat.no.
Range of application — Material groups Fny6uHa ceepnenus =  Driling depth
CkopocTb pe3aHusa V, B M/MUH
Cutting speed Vg in m/min
1 Crann Steel materials
1.1 XOnNogHO KaTaHble, Cold-extrusion steels, Q-St37-3 1.0123
MartwTHoe Xene3o Magnetic soft iron < 400 Nimm 2 R-Fe80 1.1014 400 Nimm 2
1.2 | AsrowarHbie crand, Free-cutting steels, <600 Nmm2 | 3SMnPb28 1.0718 500-700 N/mm 2
KoHcTpyKuyoHHble CTanm General construction steels - St37-2 1.0037 340-470 N/mm 2
1.3 | AsromarHble crani, KoHCTpyKLVIOHHbIE CTanw, Free-cutting steels, Construction steels, <850 N/mm 2 St70-2 1.0070 700-900 N/mm 2
HuskoneruposarHbie cTany, B T.4. CTansHoe muTbé Alloyed steels, Steel castings - GS-25CrMo4 1.7218 650-950 N/mm 2
1.4 | LlemenTuposarHble cranv, Cementation steels, 16MnCr5 1.7131 500-700 N/mm 2
TepmooGpaboranHsie cTanw, Heat-treatable steels, <1100 N/mm2 | Ck45 1.1191 600-800 N/mm 2
Asotp e cTany, H Jilkvie cTanu Nitriding steels, Cold work steels 100Cr6 1.3505 700-900 N/mm 2
1.5 | TennooBpaBotable Crarmi, A30TUpoBaHHbIE CTanu, Heat-treatable steels, Nitriding steels, 42CrMo4V 1.7225 1200-1400 N/mm 2
Tennocroiikue cTan, Hot work steels, <1400 N/mm 2 X30WCrV5-3 1.2567 1100 N/mm 2
SakanéHble cranu go 44 HRC, Hardened steels up to 44 HRC, - X38CrMoV5-3 1.2367 900-1100 N/mm 2
Herennocroifkue cranm Cold work steels X155CrVMo12-1 1.2379 900-1100 N/mm 2
d SakanénHble crani > 44 - 55 HRC Hardened steels > 44 - 55 HRC 55NiCrMoV6 1.2713 47-52 HRC
1| 3axanéHHble cram > 55 - 60 HRC Hardened steels > 55 - 60 HRC 45WCrV7 1.2542 56-57 HRC
Saanénhble crani > 60 - 63 HRC Hardened steels > 60 - 63 HRC X155CrVMo12-1 1.2379 60-63 HRC
d 3akanéHHble crany > 63 - 66 HRC Hardened steels > 63 - 66 HRC X210Crw12 1.2436 63-64 HRC
.10 | KoppoauokHo-cToiikve/kucnoTocToitkue, Corrosion-proof steels, X10 NiCrAITi32-20 [INCOLOY 800] 1.4876
Hepxaselowuve cranu, Acid-proof steels, <850N/mm2 | X12CrNiTi18-9 1.4878
KaponpoyHble cranu Heat-resistant steels
KoppoawoHo-fkucnoTocToifkue, HepiasetoLume v xaponposkble cranu| Corrosion-/Acid-proof steels, Heat-resistant steels <1100 N/mm 2 | X45SiCr4 1.4704 900-1100 N/mm 2
2 | KoppoaworHo-/kucnoTocToikue, Hepkaseroluve v xaponpoyksle cramu| Corrosion-/Acid-proof steels, Heat-resistant steels <1400 N/mm 2 | X5NiCrTi26-15 1.4980 1200 N/mm 2
CrevviansHble crani Special steel materials <1400 N/mm 2 FeroTic 800-900N/mm2 |
- Hardox 500 1300-1400 N/mm 2
2 YyryH Cast materials
2.1 . . GG 20 0.6020 120-220 HB
Cepatt 4y Castiron GG 30 0.6030 220270 HB
BbICOKOMPOYHBIIA YyryH C LIAPOBIAHLIM rpacTOM . . . GGG 40 07040 | ¢ 400N/mm2 |
22 Cast iron with nodular graphite GGG 70 0.7070 760-1050 Nimm 2
2.3 | Cepblit BEPMUKYNAPHbITE YyryH Cast iron with vermicular graphite GGV (80% Perlit) 220 HB
GGV (100% Perlit) 230HB
2.4 | KoBKuit uyryH (cheppuTHbIi, NEprMTHBI) Malleable cast iron GTW 40 08040 | 360-420N/mm2 |
GTS 65 0.8145 580-650 N/mm 2
2.5 | Ilumbe ¢ TBepaocTsio 40 400HB Hard castings up to 400 HB 400 HB
3 Menb, cnnasbl Meau, 6poH3a, natyHb Copper, Copper alloys, Bronze, Brass
3.1 TeXHUECKY YCTast Mefb W HU3KONETMpOBaKHbIE CTNaBbI Mgy Pure copper and low-alloyed copper <500N/mm2 | E-Cu 2.0060 250-350 N/mm 2
3.2 | MenHo-LiHKoBblE CnnaBbl Copper-zinc alloys CuZn40 [Ms60] 2.0360 340-490 N/mm 2
(namyHb, D 1€ CNasbl) (brass, long-chipping) CuZn37 [Ms63] 2.0321 310-550 N/mm 2
3.3 | MeHo-LIMHKOBbIE CnNaBb (MaTyHb, KODOTKOCTDYKEYHbIE) Copper-zinc alloys (brass, short-chipping) CuZn39Pb2 [Ms58] 2.0380 380-500 N/mm 2
3.4 | MenHo-aniommHuesbie cnnasb! (Gpoxsa Alu-Bronze, nvrocTpyieskbie) Copper-aluminium alloys (alubronze, long-chipping) CuAI10Ni 2.0966 500-800 N/mm 2
MezHo-0n0BsHHble Cnagbl (6p0H3a, AMMKHOCTDYKEYHble) Copper-tin alloys (bronze, long-chipping)
3.5 | MenHo-0noBsHHblE CnrtaBb! Copper-tin alloys GCuSn5ZnPb [Rg5] 2.1096 150-300 N/mm 2
(6poH3a, kop: DYXEYHbIE) (bronze, short-chipping) GCuSn7ZnPb [Rg7] 2.1090 150-300 N/mm 2
3.6 | CreumansHble cinasy Memu (tuna AMPCO, 1o Q18) Special copper alloys, up to Q18 Ampco 16 630 N/mm 2
3.7 | CneuvanHble cnnasbl Meay (Tuna AMPCO,6onee Q 18) Special copper alloys, over Q18 Ampco 20 600 N/mm 2
4 CnnaBbl HUKeNs U KobanbTa Nickel/Cobalt alloys
4.1 | Kaponpodble CrnaBbl Hitkens i kobansta Nickel/Cobalt alloys heat-resistant <850 N/mm2 | NiCu30Fe [MONEL 400] 24360 420-610 N/mm 2
4.2 | XaponpoyHble Crnasbl Ha OCHOBE HUKens i kobanbTa Nickel/Cobalt alloys high-heat resistant 850-1400 N/mm 2| NiCr19NbMo [INCONEL 718] 2.4668 850-1190 N/mm 2
4.3 | Kaponpodble Crnasbl Ha OCHOBE HUKens U kobansta Nickel/Cobalt alloys high-heat resistant > 1400 N/mm 2 | Haynes 25 [L605] 1550-2000 N/mm 2
5 CnnaBbl anloMUHNS Aluminium alloys
5.1 | Texnndecku CTbI anomaHmit Aluminium wrought alloys AI99,5[F13] 3.0255 100-250 N/mm 2
[lechopMutpyemble crinasbl ankMuHAs AlCuMg1 [F39] 3.1325 300-500 N/mm 2
5.2 | [lureiiHble cinasbl aniomyHus ¢ conepxanmem Si< 5% Aluminium cast alloys, Si < 5% G-AIMg3 3.3541 130-190 N/mm 2
5.3 | llureitHble cnnasbl aniomikus ¢ conepxanien 5% < Si<12% Aluminium cast alloys, 5% < Si < 12% GD-AISi9Cu3 3.2163 240-310 N/mm 2
GD-AISi12 3.2582 220-300 N/mm 2
5.4 | Nureiible cnasbl aniomitkus ¢ cozepiarutem 12% < Si 17% Aluminium cast alloys, 12% < Si< 17 % G-AISi17Cu4 180-250 N/mm 2
6 CnnaBb! Markus Magnesium alloys
6.1 TexHu4ecky cTblit MarHuit. flechor CraBbl MArHAg Magnesium wrought alloys MgAl6 3.5662 300-500 N/mm 2
6.2 | JluTeiHble Cnnasbl MarHus Magnesium cast alloys GMgAI9Zn1 3.5912 300-500 N/mm 2
7 Turah, cnnaBbl TUTaHa Titanium, Titanium alloys
71 TeXHUECKY YNCTbIif TUTaH, Pure titanium, <900 NJmm 2 Ti3 [Ti99,4] 3.7055 700 N/mm 2
Cnnabl TUTaHa Titanium alloys - TiAIBV4 3.7164 700-900 N/mm 2
7.2 | Cnnabl TvTaHa Titanium alloys 900-1250 N/mm 2 | TiAl4Mo4Sn2 3.7185 900-1250 N/mm 2
yn (kop DYXEYHbIE) Duroplastics (short-chipping) BAKELIT 110 N/mm 2
YInennacTvkyt (AnMHHOCTDYXeYHblE Thermoplastics (long-chipping) HOSTALEN 80 N/mm2
CHHTETUHECKVIE KOMTI DUenbl C youreRHsIMi Boriokdamu | Fibre-reinforced synthetics CFK/GFK /AFK 800-1500 N/mm 2
Marepuans cneuuansHoro npuMeHeHms Materials for special applications
1| Tpacur Graphite C-8000 60 N/mm2
.2 | Bonbthpamo-vesHble cnnasbl Tungsten-copper alloys W-Cu 80/20 230-250 HV
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CTaHAapTHbIE 3HAYEHMS CKO
dard values for the cutting speed

pPOCTN pe3aHnsi

i & ) .
| |
|
T131 T141 T151 T161 T152 T162 T154 T164 T251
3xD 3xD 5xD 5xD 2-35xD
. 1-#t BbIGOP . 1-i BbIGOP . 1-1 BbIGOP ) 1-#1 BbIGOP . 1-# BbIGOP
min. max. min. max. min. max. min. max. min. max.
rec. rec. rec. rec. rec.
5 N Y I
100 125 150 125 160 185 125 160 185 125 160 185
95 110 130 120 140 165 120 140 165 120 140 165
85 100 115 105 120 140 105 120 140 105 120 140
70 85 100 90 105 120 90 105 120 90 105 120
55 75 90 60 90 110 60 90 110 60 90 110
25 30 35 30 35 40 30 35 40 30 35 40
USSR - - S IO S50 | 707 |90 |80 | 70%) )90\l 80 L 70%) 90
[ (R S 90%) | Mmoo f 70 90%) | mo {70 90%) | 10
I T 45 | 55 |3 | 45 | 55 |3 | 45 | 55 | s 45 | 55
SRR N 120 | 150 | 180 [ 180 | 160 | 19 [ 180 | 160 | 19 [ 140 | 180 | 210 | 180 | 160 | 190
100 130 150 110 140 160 110 140 160 120 150 180 110 140 160
SRR N 100 | 130 | 160 [ 10 | 140 | 170 [ 10 | 140 | 170 120 | 150 | 19 [ 10 | 140 | 170
90 110 130 100 120 140 100 120 140 110 130 150 100 120 140
70 80 90 70 920 100 70 920 100 80 100 110 70 920 100
SRR N 10| 130 | 180 [ 120 | 140 | 160 [ 120 | 140 | 160 [ 180 | 150 | 180 [ 120 | 140 | 160
90 110 130 100 120 140 100 120 140 110 130 150 100 120 140
10 20 30 10 20 30 10 20 30 10 20 30 10 20 30
110 130 160 115 135 170 115 135 170 115 135 170
150 160 170 160 175 190 160 175 190 160 175 190
180 210 240 190 220 250 190 220 250 190 220 250
60 80 90 70 90 110 70 920 110 70 90 110
90 100 110 100 115 130 100 115 130 100 115 130
50 55 60 60 65 70 60 65 70 60 65 70
50 55 60 65 70 75 65 70 75 65 70 75
210 240 270 220 260 280 220 260 280 220 260 280
180 200 220 200 230 260 200 230 260 200 230 260
150 170 180 165 185 200 165 185 200 165 185 200
- r—rrr—r 71T T

70

90

120

*) MprmeRMbI TONbKO Mpu 0BpaboTke MapTEHCUTHbIX M (DEPPUTHBIX HEPXABEIOLMX CTanen (He Ans ayCTEHUTHbIX HEPXaBeIoLLKX cTanei)

*) Applicable only for martensitic or ferritic structures (not for austenitic stainless steels)



CraHgapTHble 3Ha4YeHWs Nogavm UHCTPYMEHTa
Standard values for the feed

Moxanyncra, obpatuTe BHMMaHME Ha TO, YTO yKasaHHble B Tabnuue
3Ha4yeHUs nogdayu, B 3aBUCUMOCTU OT reoMeTpUMn U AnamMeTpa cBepna,
ABMNSAITCA JaHHBIMU NepBOro BbiGopa.

PeKOMeHﬂyeMble Ha4anbHbl€ 3Ha4EHUA nojayn (BbI,CleJ'IeHbI KUPHbIM LLIpM(.bTOM)

NPUMEHNMbI B Cry4ae cTabnnbHbIX yCJ'IOBMVI 06p860TKVI Npy NCNonb30BaHNK BbICOKO-
NpoV3BOAMTENBHOTO 060py£l,OBaHVIFI C 0CTaTO4HbIMW CKOPOCTHBIMU XapaKTEPUCTUKaMMU.

Co0TBETCTBEHHO, npu1 NCnonb3oBaHUK o6opynoaava, MMERLLEro HeBbICOKMNe

CKOPOCTW BpalleHua WnuHaend, cneayet npuMeHATb Hanbonee BbICOKME, yKasaHHble

3Ha4yeHud nogayu (,EIO MaKC.) B CO4eTaHUN C MUHUMAIIbHO PEKOMEHA0BAHHbLIMI 3HAYEHNAMU

CKOPOCTM pe3aHus (MM MakcuMarnbHO BO3MOXKHBIMU Ha AaHHOM 060pyA0BaHMN).

I'Ipm XOPOLUMX COCTOAHUSAX 3aroTOBKM U MCMONb30BaHUM BbICOKOMPOU3BOANTENIBHOTO

060pya0BaHMs, UIMEIOLLETO BbICOKWE CKOPOCTM BPALLEHMS! LINUHAENS, PEKOMEHYETCS
1CrIONb30BaTh MaKCUMarbHO BbICOKME Yka3aHHbIE CKOPOCTU Pe3aHusi B COMETaHUN C
HEBbICOKOM Nogayen (HO He HKe MUHUMANbHO PEKOMEHA0BAHHOM ANs JaHHOMO
obpabaTbiBaemoro matepuana).

Please note that these data are standard values only.

+ We recommend the standard values in bold print (rec.)

for stable work conditions and for high-performance

machine tools with sufficient speed capability.

+ Correspondingly, the lower cutting speeds (min.) in

connection with higher feed values (up to max. ) should
be used for machine tools with lower spindle speeds.

+ For optimum workpiece conditions, and for machine
tools with extremely high performance and high spindle
speeds, the high cutting speeds (max.) in connection

with possibly reduced feed values can be applied.

O6nacTb NpuMeHeHus - rpynnbl o6pabaTbiBaeMbIX MaTepuanon
Range of application — Material groups
1 Crann Steel materials
1.1 XOnNogHO KaTaHble, Cold-extrusion steels, Q-St37-3 1.0123
MartwTHoe Xene3o Magnetic soft iron < 400 Nimm 2 R-Fe80 1.1014 400 Nimm 2
1.2 | AsrowarHbie crand, Free-cutting steels, <600 Nmm2 | 3SMnPb28 1.0718 500-700 N/mm 2
KoHcTpyKuyoHHble CTanm General construction steels - St37-2 1.0037 340-470 N/mm 2
1.3 | AsromarHble crani, KoHCTpyKLVIOHHbIE CTanw, Free-cutting steels, Construction steels, <850 N/mm 2 St70-2 1.0070 700-900 N/mm 2
HuskoneruposarHbie cTany, B T.4. CTansHoe muTbé Alloyed steels, Steel castings - GS-25CrMo4 1.7218 650-950 N/mm 2
1.4 | LlemenTuposarHble cranv, Cementation steels, 16MnCr5 1.7131 500-700 N/mm 2
Tepmoo6paboTanHble cTan, Heat-treatable steels, <1100 N/mm2 | Ck45 1.1191 600-800 N/mm 2
A e cTany, H Jilkvie cTanu Nitriding steels, Cold work steels 100Cr6 1.3505 700-900 N/mm 2
1.5 | TennooBpaBoTakHble cTanu, A30THDOBAHHbIE CTaH, Heat-treatable steels, Nitriding steels, 42CrMo4V 1.7225 1200-1400 N/mm 2
Tennocroiikue cTani, Hot work steels, <1400 N/mm 2 X30WCrV5-3 1.2567 1100 N/mm 2
SakanéHble cranu go 44 HRC, Hardened steels up to 44 HRC, - X38CrMoV5-3 1.2367 900-1100 N/mm 2
Herennocroifkue cranm Cold work steels X155CrVMo12-1 1.2379 900-1100 N/mm 2
d SakanénHble crani > 44 - 55 HRC Hardened steels > 44 - 55 HRC 55NiCrMoV6 1.2713 47-52 HRC
1| 3axanéHHble cram > 55 - 60 HRC Hardened steels > 55 - 60 HRC 45WCrV7 1.2542 56-57 HRC
Saanénhble crani > 60 - 63 HRC Hardened steels > 60 - 63 HRC X155CrVMo12-1 1.2379 60-63 HRC
d 3aKanéHhble cran > 63 - 66 HRC Hardened steels > 63 - 66 HRC X210CrW12 1.2436 63-64 HRC
.10 | KoppoauokHo-cToiikve/kucnoTocToitkue, Corrosion-proof steels, X10 NiCrAITi32-20 [INCOLOY 800] 1.4876
Hepxaselowuve cranu, Acid-proof steels, <850N/mm2 | X12CrNiTi18-9 1.4878
KaponpoyHble cranu Heat-resistant steels
KoppoawoHo-fkucnoTocToifkue, HepiasetoLume v xaponposkble cranu| Corrosion-/Acid-proof steels, Heat-resistant steels <1100 N/mm 2 | X45SiCr4 1.4704 900-1100 N/mm 2
2 | KoppoaworHo-/kucnoTocToikue, Hepkaseroluve v xaponpoyksle cramu| Corrosion-/Acid-proof steels, Heat-resistant steels <1400 N/mm 2 | X5NiCrTi26-15 1.4980 1200 N/mm 2
CrevviansHble crani Special steel materials <1400 N/mm 2 FeroTic 800-900N/mm2 |
- Hardox 500 1300-1400 N/mm 2
2 YyryH Cast materials
2.1 . . GG 20 0.6020 120-220 HB
Cepatt 4y Castiron GG 30 0.6030 220270 HB
BbICOKOMPOYHBIIA YyryH C LIAPOBIAHLIM rpacTOM . . . GGG 40 07040 | ¢ 400N/mm2 |
22 Cast iron with nodular graphite GGG 70 0.7070 760-1050 Nimm 2
2.3 | Cepblit BEPMUKYNAPHbITE YyryH Cast iron with vermicular graphite GGV (80% Perlit) 220 HB
GGV (100% Perlit) 230 HB
2.4 | KoBKuit uyryH (cheppuTHbIi, NEprMTHBI) Malleable cast iron GTW 40 08040 | 360-420N/mm2 |
GTS 65 0.8145 580-650 N/mm 2
2.5 | Ilumbe ¢ TBepaocTsio 40 400HB Hard castings up to 400 HB 400 HB
3 Menb, cnnasbl Meau, 6poH3a, natyHb Copper, Copper alloys, Bronze, Brass
3.1 TeXHUECKY YCTast Mefb W HU3KONETMpOBaKHbIE CTNaBbI Mgy Pure copper and low-alloyed copper <500N/mm2 | E-Cu 2.0060 250-350 N/mm 2
3.2 | MenHo-LiHKoBblE CnnaBbl Copper-zinc alloys CuZn40 [Ms60] 2.0360 340-490 N/mm 2
(namyHb, D 1€ CNasbl) (brass, long-chipping) CuZn37 [Ms63] 2.0321 310-550 N/mm 2
3.3 | MeHo-LIMHKOBbIE CnNaBb (MaTyHb, KODOTKOCTDYKEYHbIE) Copper-zinc alloys (brass, short-chipping) CuZn39Pb2 [Ms58] 2.0380 380-500 N/mm 2
3.4 | MenHo-aniommHuesbie cnnasb! (Gpoxsa Alu-Bronze, nvrocTpyieskbie) Copper-aluminium alloys (alubronze, long-chipping) CuAI10Ni 2.0966 500-800 N/mm 2
MezHo-0n0BsHHble Cnagbl (6p0H3a, AMMKHOCTDYKEYHble) Copper-tin alloys (bronze, long-chipping)
3.5 | MenHo-0noBsHHblE CnrtaBb! Copper-tin alloys GCuSn5ZnPb [Rg5] 2.1096 150-300 N/mm 2
(6poH3a, kop: DYXEYHbIE) (bronze, short-chipping) GCuSn7ZnPb [Rg7] 2.1090 150-300 N/mm 2
3.6 | CreumansHble cinasy Memu (tuna AMPCO, 1o Q18) Special copper alloys, up to Q18 Ampco 16 630 N/mm 2
3.7 | CneuvanHble cnnasbl Meay (Tuna AMPCO,6onee Q 18) Special copper alloys, over Q18 Ampco 20 600 N/mm 2
4 CnnaBbl HUKeNs U KobanbTa Nickel/Cobalt alloys
4.1 | Kaponposble CrnaBbl Hitkens i kobansta Nickel/Cobalt alloys heat-resistant <850 N/mm2 | NiCu30Fe [MONEL 400] 24360 420-610 N/mm 2
4.2 | XaponpoyHble Crnasbl Ha OCHOBE HUKens i kobanbTa Nickel/Cobalt alloys high-heat resistant 850-1400 N/mm 2| NiCr19NbMo [INCONEL 718] 2.4668 850-1190 N/mm 2
4.3 | Kaponpodble Crnasbl Ha OCHOBE HUKens U kobansta Nickel/Cobalt alloys high-heat resistant > 1400 N/mm 2 | Haynes 25 [L605] 1550-2000 N/mm 2
5 CnnaBbl anloMUHNS Aluminium alloys
5.1 | Texnndecku CTbI anomaHmit Aluminium wrought alloys AI99,5[F13] 3.0255 100-250 N/mm 2
[lechopMutpyemble crinasbl ankMuHAs AlCuMg1 [F39] 3.1325 300-500 N/mm 2
5.2 | [lureiiHble cinasbl aniomyHus ¢ conepxanmem Si< 5% Aluminium cast alloys, Si < 5% G-AIMg3 3.3541 130-190 N/mm 2
5.3 | llureitHble cnnasbl aniomikus ¢ conepxanien 5% < Si<12% Aluminium cast alloys, 5% < Si < 12% GD-AISi9Cu3 3.2163 240-310 N/mm 2
GD-AISi12 3.2582 220-300 N/mm 2
5.4 | Nureiible cnasbl aniomitkus ¢ cozepiarutem 12% < Si 17% Aluminium cast alloys, 12% < Si< 17 % G-AISi17Cu4 180-250 N/mm 2
6 CnnaBb! Markus Magnesium alloys
6.1 TexHu4ecky cTblit MarHuit. flechor CraBbl MArHAg Magnesium wrought alloys MgAl6 3.5662 300-500 N/mm 2
6.2 | JluTeiHble Cnnasbl MarHus Magnesium cast alloys GMgAI9Zn1 3.5912 300-500 N/mm 2
7 Turah, cnnaBbl TUTaHa Titanium, Titanium alloys
71 TeXHUECKY YNCTbIif TUTaH, Pure titanium, <900 NJmm 2 Ti3 [Ti99,4] 3.7055 700 N/mm 2
Cnnabl TUTaHa Titanium alloys - TiAIBV4 3.7164 700-900 N/mm 2
7.2 | Cnnasbl TuraHa Titanium alloys 900-1250 N/mm 2 | TiAl4Mo4Sn2 3.7185 900-1250 N/mm 2
yn (kop DYXEYHbIE) Duroplastics (short-chipping) BAKELIT 110 N/mm 2
YInennacTvkyt (AnMHHOCTDYXeYHblE Thermoplastics (long-chipping) HOSTALEN 80 N/mm2
CHHTETUHECKVIE KOMTI DUenbl C youreRHsIMi Boriokdamu | Fibre-reinforced synthetics CFK/GFK /AFK 800-1500 N/mm 2
Marepuans cneuuansHoro npuMeHeHms Materials for special applications
1| Tpacur Graphite C-8000 60 N/mm2
.2 | Bonbthpamo-vesHble cnnasbl Tungsten-copper alloys W-Cu 80/20 230-250 HV

26



H Cranpga THbIE€ 3Ha4E€HNA nOﬂ,‘a-‘-Ll/l MHCprMe#'_ra
EF-Drill sarcardvacs orte oo

T131 T141 T151 T161 T152 T162 T154 T164 T251

i

NMopayaB MM -  Feedfinmm
dq=3 Mm dq=5mMm dq=8 mm dq=10 mm dq=12 mm dq=16 mm
e N ) e ) N ) ) I Y A I
0,07 0,10 0,13 0,11 0,15 0,18 0,13 0,18 0,24 0,19 0,24 0,27 0,21 0,27 0,32 0,24 0,31 0,38
0,09 0,12 0,14 0,12 0,16 0,19 0,16 0,19 0,25 0,21 0,25 0,30 0,24 0,28 0,33 0,27 0,32 0,38
0,08 0,10 0,12 0,09 0,11 0,14 0,15 0,18 0,21 0,17 0,21 0,24 0,20 0,24 0,27 0,24 0,28 0,32

0,08 0,10 0,12 0,09 0,11 0,14 0,15 0,18 0,21 0,17 0,21 0,24 0,20 0,24 0,27 0,24 0,28 0,32

0,04 0,06 0,08 0,08 0,10 0,14 0,12 0,16 0,18 0,15 0,18 0,21 0,16 0,20 0,24 0,18 0,24 0,30
0,03 0,05 0,06 0,04 0,06 0,07 0,08 0,10 0,12 0,10 0,12 0,14 0,12 0,14 0,16 0,14 0,16 0,18
,,,,,,,,,,,,,,, 0,04 0,05 | 007 0,06 10,08 | 010 008 | 040 | 012 0,10 0,13 | 015 0,14 0,17 | 020 0,16 0,20 | 025
777777777777777 0,04 0,05 0,07 0,06 0,08 | 010 008 | .00 _ 0,12 0,10 0,13 0,15 0,14 0,17 . 0,20 0,16 0,20 0,25
777777777777777 0,05 0,07 0,09 0,06 0,00 | 012 009 | 012 0,16 0,12 0,16 0,21 0,18 0,22 0,25 0,21 0,24 0,28
777777777777777 0,12 0,16 _ 0,20 0,17 0,22 | 026 024 | 0,30 _ 0,34 0,27 0,33 _ 0,39 0,30 0,36 _ 0,46 0,35 0,41 0,52
0,10 0,13 0,16 0,15 0,19 0,23 0,20 0,26 0,32 0,23 0,29 0,35 0,26 0,34 0,42 0,32 0,38 0,50
777777777777777 0,10 0,14 0,17 0,15 0,20 | 024 021 _]..0,27 _ 0,33 0,24 0,30 _ 0,36 0,27 0,35 0,43 0,33 0,39 0,51
0,09 0,12 0,15 0,13 0,17 0,21 0,16 0,22 0,28 0,18 0,23 0,29 0,20 0,27 0,32 0,24 0,31 0,37
0,10 0,12 0,14 0,13 0,15 0,19 0,17 0,21 0,26 0,21 0,26 0,31 0,27 0,32 0,37 0,32 0,37 0,41
777777777777777 0,10 0,13 _ 0,16 0,14 0,17 | 021 018 | 0,24 0,30 0,22 0,30 _ 0,34 0,24 0,32 0,40 0,28 0,38 _ 0,46
0,09 0,12 0,15 0,12 0,16 0,20 0,16 0,21 0,27 0,20 0,27 0,31 0,22 0,29 0,36 0,27 0,34 0,42
0,04 0,05 0,06 0,05 0,06 0,07 0,06 0,08 0,10 0,08 0,10 0,12 0,10 0,12 0,14 0,12 0,14 0,16
0,07 0,09 0,14 0,09 0,12 0,16 0,13 0,16 0,18 0,16 0,19 0,23 0,18 0,22 0,27 0,21 0,26 0,30
0,06 0,09 0,11 0,12 0,14 0,16 0,16 0,20 0,24 0,20 0,24 0,28 0,24 0,28 0,32 0,28 0,33 0,37

0,12 0,14 0,16 0,14 0,16 0,20 0,20 0,25 0,30 0,24 0,30 0,38 0,28 0,36 0,41 0,32 0,38 0,45
0,05 0,07 0,08 0,07 0,09 0,11 0,12 0,14 0,16 0,14 0,16 0,20 0,16 0,18 0,22 0,18 0,20 0,25

0,07 0,09 0,11 0,09 0,11 0,13 0,15 0,17 0,20 0,18 0,21 0,23 0,21 0,24 0,27 0,24 0,28 0,32

0,03 0,04 0,05 0,04 0,05 0,07 0,08 0,09 0,10 0,09 0,10 0,12 0,10 0,12 0,14 0,12 0,14 0,16
0,03 0,04 0,05 0,04 0,05 0,07 0,08 0,09 0,10 0,09 0,10 0,12 0,10 0,12 0,14 0,12 0,14 0,16

0,12 0,14 0,17 0,18 0,22 0,25 0,24 0,28 0,32 0,30 0,35 0,40 0,38 0,43 0,48 0,45 0,52 0,60
0,12 0,14 017 0,18 0,22 0,25 0,24 0,28 0,32 0,30 0,35 0,40 0,38 0,43 0,48 0,45 0,52 0,60
0,12 0,14 0,16 0,16 0,18 0,22 0,22 0,26 0,30 0,29 0,34 0,38 0,35 0,39 0,44 0,40 0,45 0,50




Twist

HCUT

CrtaHgapTHble 3Ha4YeHWst CKOPOCTU pe3aHus 1 nogayu
Standard values for the cutting speed and feed

I'Io;KanyﬁCTa, 06paTMTe BHUMaHMe Ha TO, YTO yKa3aHHble B Tabnuue
pPeXuMbl pe3aHus, B 3aBUCUMOCTU OT reomMeTpuUn U guameTpa ceepna,

ABNAKTCA AaHHbIMU NepBOro BbIGOpa.

PeKOMeH,D,yeMbIe Ha4yanbHbl€ 3Ha4€HNs CKOPOCTU pe3aHns (BbI,EleJ'leHbI KUPHbIM LLIpVI(*)TOM)

NpYMEHNMbI B Cry4ae cTabunbHbIX yCJ'IOBMVI 06p860TKVI Npy NCNonb30BaHNK BbICOKO-
Npou3BOANTENbHOTO 060pyﬂ,OBaHVIF| C [0CTaTO4HbIMI CKOPOCTHBIMU XapakTEPUCTUKaMMK.

Co0TBETCTBEHHO, npu1 NCnonb3oBaHUK o6opynoaava, MMERLLEro HeBbICOKMNe

CKOPOCTW BpalleHua WnuHaend, cneayet npuMeHATb Haubonee BbiCOK/e YKasaHHble

3Ha4yeHud nogayu (,EIO MaKC.) B CO4eTaHUN C MUHUMAIIbHO PEKOMEHA0BAHHbLIMI 3HAYEHNAMU

CKOPOCTM pe3aHus (MM MakcuMarnbHO BO3MOXKHBIMU Ha AaHHOM 060pyA0BaHMN).

I'Ipm XOPOLUMX COCTOAHUSAX 3aroTOBKM U MCMONb30BaHUM BbICOKOMPOU3BOANTENIBHOTO

060pya0BaHMs, UIMEIOLLETO BbICOKWE CKOPOCTM BPALLEHMS! LINUHAENS, PEKOMEHYETCS
1CMOMNb30BaTh MAKCMMaSIbHO BbICOKME YKa3aHHbIE CKOPOCTU Pe3aHusi B COYETaHUN C
HEBbICOKOV NoAaYelt (HO He HIKe MUHUMAnNbHO PEKOMEHAOBAHHOM AN1st faHHOro
obpabaTbiBaemoro matepuana).

Please note that these data are standard values only.

+ We recommend the standard values in bold print (rec.)
for stable work conditions and for high-performance
machine tools with sufficient speed capability.

+ Correspondingly, the lower cutting speeds (min.) in
connection with higher feed values (up to max. ) should
be used for machine tools with lower spindle speeds.

+ For optimum workpiece conditions, and for machine
tools with extremely high performance and high spindle
speeds, the high cutting speeds (max.) in connection
with possibly reduced feed values can be applied.

O6nacTb NpuMeHeHus - rpynnbl o6pabaTbiBaeMbIX MaTepuanon Homep no katanory -  Cat.no.
Range of application — Material groups Fny6uHa ceepnenus =  Driling depth
CkopocTb pe3aHusa V, B M/MUH
Cutting speed Vg in m/min
1 Crann Steel materials
1.1 XOnNogHO KaTaHble, Cold-extrusion steels, Q-St37-3 1.0123
MartwTHoe Xene3o Magnetic soft iron < 400 Nimm 2 R-Fe80 1.1014 400 Nimm 2
1.2 | AsrowarHbie crand, Free-cutting steels, <600 Nmm2 | 3SMnPb28 1.0718 500-700 N/mm 2
KoHcTpyKuyoHHble CTanm General construction steels - St37-2 1.0037 340-470 N/mm 2
1.3 | AsromarHble crani, KoHCTpyKLVIOHHbIE CTanw, Free-cutting steels, Construction steels, <850 N/mm 2 St70-2 1.0070 700-900 N/mm 2
HuskoneruposarHbie cTany, B T.4. CTansHoe muTbé Alloyed steels, Steel castings - GS-25CrMo4 1.7218 650-950 N/mm 2
1.4 | LlemenTuposarHble cranv, Cementation steels, 16MnCr5 1.7131 500-700 N/mm 2
Tepmoo6paboTanHble cTan, Heat-treatable steels, <1100 N/mm2 | Ck45 1.1191 600-800 N/mm 2
A e cTany, H Jilkvie cTanu Nitriding steels, Cold work steels 100Cr6 1.3505 700-900 N/mm 2
1.5 | TennooBpaBoTakHble cTanu, A30THDOBAHHbIE CTaH, Heat-treatable steels, Nitriding steels, 42CrMo4V 1.7225 1200-1400 N/mm 2
Tennocroiikue cTani, Hot work steels, <1400 N/mm 2 X30WCrV5-3 1.2567 1100 N/mm 2
SakanéHble cranu go 44 HRC, Hardened steels up to 44 HRC, - X38CrMoV5-3 1.2367 900-1100 N/mm 2
Herennocroifkue cranm Cold work steels X155CrVMo12-1 1.2379 900-1100 N/mm 2
d SakanénHble crani > 44 - 55 HRC Hardened steels > 44 - 55 HRC 55NiCrMoV6 1.2713 47-52 HRC
1| 3axanéHHble cram > 55 - 60 HRC Hardened steels > 55 - 60 HRC 45WCrV7 1.2542 56-57 HRC
Saanénhble crani > 60 - 63 HRC Hardened steels > 60 - 63 HRC X155CrVMo12-1 1.2379 60-63 HRC
d 3akanéHHble crany > 63 - 66 HRC Hardened steels > 63 - 66 HRC X210Crw12 1.2436 63-64 HRC
.10 | KoppoauokHo-cToiikve/kucnoTocToitkue, Corrosion-proof steels, X10 NiCrAITi32-20 [INCOLOY 800] 1.4876
Hepxaselowuve cranu, Acid-proof steels, <850 N/mm2 | X12CrNiTi18-9 1.4878
KaponpoyHble cranu Heat-resistant steels
KoppoawoHo-fkucnoTocToifkue, HepiasetoLume v xaponposkble cranu| Corrosion-/Acid-proof steels, Heat-resistant steels <1100 N/mm 2 | X45SiCr4 1.4704 900-1100 N/mm 2
2 | KoppoaworHo-/kucnoTocToikue, Hepkaseroluve v xaponpoyksle cramu| Corrosion-/Acid-proof steels, Heat-resistant steels <1400 N/mm 2 | X5NiCrTi26-15 1.4980 1200 N/mm 2
CrevviansHble crani Special steel materials <1400 N/mm 2 FeroTic 800-900N/mm2 |
- Hardox 500 1300-1400 N/mm 2
2 YyryH Cast materials
2.1 . . GG 20 0.6020 120-220 HB
Cepatt 4y Castiron GG 30 0.6030 220270 HB
BbICOKOMPOYHBIIA YyryH C LIAPOBIAHLIM rpacTOM . . . GGG 40 07040 | ¢ 400N/mm2 |
22 Cast iron with nodular graphite GGG 70 0.7070 760-1050 Nimm 2
2.3 | Cepblit BEPMUKYNAPHbITE YyryH Cast iron with vermicular graphite GGV (80% Perlit) 220 HB
GGV (100% Perlit) 230HB
2.4 | KoBKuit uyryH (cheppuTHbIi, NEprMTHBI) Malleable cast iron GTW 40 08040 | 360-420N/mm2 |
GTS 65 0.8145 580-650 N/mm 2
2.5 | Ilumbe ¢ TBepaocTsio 40 400HB Hard castings up to 400 HB 400 HB
3 Menb, cnnasbl Meau, 6poH3a, natyHb Copper, Copper alloys, Bronze, Brass
3.1 TeXHUECKY YCTast Mefb W HU3KONETMpOBaKHbIE CTNaBbI Mgy Pure copper and low-alloyed copper <500N/mm2 | E-Cu 2.0060 250-350 N/mm 2
3.2 | MenHo-LiHKoBblE CnnaBbl Copper-zinc alloys CuZn40 [Ms60] 2.0360 340-490 N/mm 2
(namyHb, D Ie CnaBbi) (brass, long-chipping) CuZn37 [Ms63] 2.0321 310-550 N/mm 2
3.3 | MeHo-LIMHKOBbIE CnNaBb (MaTyHb, KODOTKOCTDYKEYHbIE) Copper-zinc alloys (brass, short-chipping) CuZn39Pb2 [Ms58] 2.0380 380-500 N/mm 2
3.4 | Menro-aniommHuesbie cnnasb! (Gporsa Alu-Bronze, anuHocTpyiesrbie) Copper-aluminium alloys (alubronze, long-chipping) CuAI10Ni 2.0966 500-800 N/mm 2
MezHo-0n0BsHHble Cnagbl (6p0H3a, AMMKHOCTDYKEYHble) Copper-tin alloys (bronze, long-chipping)
3.5 | MenHo-0noBsHHblE CnrtaBb! Copper-tin alloys GCuSn5ZnPb [Rg5] 2.1096 150-300 N/mm 2
(6poH3a, kop: DYXEYHbIE) (bronze, short-chipping) GCuSn7ZnPb [Rg7] 2.1090 150-300 N/mm 2
3.6 | CreumansHble cinasy Memu (tuna AMPCO, 1o Q18) Special copper alloys, up to Q18 Ampco 16 630 N/mm 2
3.7 | CneuvanHble cnnasbl Meay (Tuna AMPCO,6onee Q 18) Special copper alloys, over Q18 Ampco 20 600 N/mm 2
4 CnnaBbl HUKeNs U KobanbTa Nickel/Cobalt alloys
4.1 | Kaponposble CrnaBbl Hitkens i kobansta Nickel/Cobalt alloys heat-resistant <850 N/mm2 | NiCu30Fe [MONEL 400] 24360 420-610 N/mm 2
4.2 | XaponpoyHble Crnasbl Ha OCHOBE HUKens i kobanbTa Nickel/Cobalt alloys high-heat resistant 850-1400 N/mm 2 | NiCr19NbMo [INCONEL 718] 2.4668 850-1190 N/mm 2
4.3 | Kaponpodble Crnasbl Ha OCHOBE HUKens U kobansta Nickel/Cobalt alloys high-heat resistant > 1400 N/mm 2 | Haynes 25 [L605] 1550-2000 N/mm 2
5 CnnaBbl anloMUHNS Aluminium alloys
5.1 | Texnndecku CTbI anomaHmit Aluminium wrought alloys AI99,5[F13] 3.0255 100-250 N/mm 2
[lechopMutpyemble crinasbl ankMuHAs AlCuMg1 [F39] 3.1325 300-500 N/mm 2
5.2 | [lureiiHble cinasbl aniomyHus ¢ conepxanmem Si< 5% Aluminium cast alloys, Si < 5% G-AIMg3 3.3541 130-190 N/mm 2
5.3 | llureitHble cnnasbl aniomikus ¢ conepxanien 5% < Si<12% Aluminium cast alloys, 5% < Si < 12% GD-AISi9Cu3 3.2163 240-310 N/mm 2
GD-AISi12 3.2582 220-300 N/mm 2
5.4 | Nureiible cnasbl aniomitkus ¢ cozepiarutem 12% < Si 17% Aluminium cast alloys, 12% < Si< 17 % G-AISi17Cu4 180-250 N/mm 2
6 CnnaBb! Markus Magnesium alloys
6.1 TexHu4ecky cTblit MarHuit. flechor CraBbl MArHAg Magnesium wrought alloys MgAl6 3.5662 300-500 N/mm 2
6.2 | JluTeiHble Cnnasbl MarHus Magnesium cast alloys GMgAI9Zn1 3.5912 300-500 N/mm 2
7 Turah, cnnaBbl TUTaHa Titanium, Titanium alloys
71 TeXHUECKY YNCTbIif TUTaH, Pure titanium, <900 NJmm 2 Ti3 [Ti99,4] 3.7055 700 N/mm 2
Cnnabl TUTaHa Titanium alloys - TiAIBV4 3.7164 700-900 N/mm 2
7.2 | Cnnabl TvTaHa Titanium alloys 900-1250 N/mm 2 | TiAl4Mo4Sn2 3.7185 900-1250 N/mm 2
yn (kop DYXEYHbIE) Duroplastics (short-chipping) BAKELIT 110 N/mm 2
YInennacTvkyt (AnMHHOCTDYXeYHblE Thermoplastics (long-chipping) HOSTALEN 80 N/mm2
CHHTETUHECKVIE KOMTI DUenbl C youreRHsIMi Boriokdamu | Fibre-reinforced synthetics CFK/GFK /AFK 800-1500 N/mm 2
9 Marepuans cneuuansHoro npuMeHeHms Materials for special applications
9.1 | Mpadur Graphite C-8000 60 N/mm2
9.2 | Bonbthpamo-MenHsle cnasbl Tungsten-copper alloys W-Cu 80/20 230-250 HV
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4xD Mopaya B Mm Feed fin mm
1';1:;'5” MakKc. dq=8 mm dq=10 mm dq=12 mm dq=16 mm

25 30 0,10 0,12 0,10 0,12 0,12 0,14 0,18
20 25 0,06 0,08 0,06 0,08 0,06 0,08 0,12
15 20 0,04 0,05 0,04 0,05 0,04 0,05 0,07
12 15 0,04 0,05 0,04 0,05 0,04 0,05 0,07
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dopma TexHnyeckoro 3anpoca: LlenbHble TBepaocnnasHble ceepna cepun EF-Drill

FRANKEN
KOMMaHUS: ... OMaMETD CBEPMA: ..o
......................................................................................... [Jlonycku Ha OTBEPCTUE NOCIE CBEPMEHUS ........cocooovov oo
KOHTAKTHOB FIMLIO: ...\t ®opma (0COBEHHOCTH) CIMPANBHOTO CBEPIIA: ...vv.vovvvvvoiieeiecvs i
TEMEMIOH: ..o ADTUKYIT
DaKC: TIPOBKT:
E-mail:

OMUCAHNE BATOTOBKM ... e

Tun otBepcTua (Moxanyncrta, ykaxute pasmepsbl):

=]

=>=HanpasneHne 06paboTku

oTBEpCTHE

[
I 4 OTBEPTYE, KOTOPOE MPEACTOUT
I MpocBepnTL
\ f &
I
‘ \ nepecekaemoe

: | |

MpepnBapuTenbHaa obpaboTka:
MosepxHocTb: | TouéHasi/hpeseposanHast ] HeoBpabotarras [ mocre matbst L] WHAs: .o
MpepBapuTenLHO NOAroTOBIIEHHOE OTBEPCTUE: e e
(] 6e3 npensaputentHoit noaroToskm 1 ‘
] npocaepnenHoe ‘ ‘
[ nocne nutest ‘ |
LI MHOE: o | 7
CTaHoK: MaTepuan 3aroToBKMu:
TIPOVBBOMMTEIIR. ... MAPKMPOBKA:. ...
UM CoctosHue BO BpeMst 00paboTKM: ... .. ... ...
MOLLIHOCTBE ... KBT  Mpenen NpOYHOCTY (Ha PABPBIB):  «+vrvrveeeeieieiiiie, Himm2
[ ropusonTansHlit (] Bpauaetcst uHcTpymeHT TBEPAOCTD: ..o, OTHoCUTENbHOE YANUHEHWE ........ %
[ septukansHbiii (] spaujaercs obpabatsisaemas fetans L] kopoTkocTpyxeuHblit L] anuHHoCTPYXeUHbIit
Konnyectso 060pOTOB Ha WAMHAGNE, N .............................. o6y PEKOMeHAyeMbIN MHCTPYMeHT
Vicnonbayemas ocHacTka NOf MHCTPYMEHT: ..o MOLEIb. o
[MaMETPbI XBOCTOBUKOB: ..o MM APTUKYIT
TuNbI XBOCTOBMKOB: DIN6535 [JHA []HE AVMaMETP XBOCTOBUKA................oooviiioieii e, MM
[pyrve TUMbI XBOCTOBMKOB: ..ot Twun xBocToBYKA: DIN6535 [JHA [JHE

OcO0bIE XAPAKTEPUCTUKNL ... e
CmaskaloxmaxaeHue:
BHytpeHHMI MomBOA COMK:
[ ma [] Her Raenenne COX: ... 6ap  VHCTPYMEHT, MCMIONb3yeMbiii Ha fiaHHbI MOMEHT (IPOM3BOAMTENb):
[] Macrno ] amymbenst .o ST RUUUUUUUTRTRRRR
] maL [] Cyxas 06paboTKa/CHATBIA BOBYX

(MrmanbHoe konnaecTso COX)
CTOMKOCTb MCMONb3YEeMOro MHCTPYMEHTa: ... (kon-BO MPOCB. OTBEPCTHIA)
CTOMKOCTb MCMOMb3YEMOTO MHCTPYMEHTA . ... e (B MeTpax)

BAMOMHEHO: ..o

[aTaMoanuUCh: ...




Technical questionnaire: Solid carbide twist drills EF-Drill

FRANKEN

COMPANY:. ... Drill diameter: ...
......................................................................................... Tolerance of drilled hole:...............ooo
Contact: .. ... Twist drill design: ...
Phone: ... AFICIE NOL: .
X ProjeCt: ..
E-mail:

VOTKPIECE STt ION:. .. .

Hole type (Please enter dimensional specifications):

=> = Machining direction

i | | : W 4 : ﬂﬂ driled hole o be machined

| | | | N I (—

| | | | | j —— T

| | | | |

Preparatory work:
Surface: [ tuned/imilled [ raw [ cast L] Others: ..o e
Preparatory drilled hole: — e
[ without 1 |
L] drilled | |
L] cast | |
L others: ..o | 7
Machine: Workpiece material:
Manufacturer: ... Designation: ...
Ty Condition during Work: ...
Power: ... kKW Tensile strength:.............. N/mm2
[ horizontal ] rotating tool Hardness:............................. Elongation: ........................... %
L] vertical [] standing tool [ short-chipping (] long-chipping
Cutting data: Tool recommendation:
SPEEA NI ..o TPM  DESIGN:. ..o
CUtting SPEEA V... oo m/min  ARICIE MO .
Feed f o mm/rev.  Shank diameter:...................o mm
FEed SPEEA V. ..o mm/min  Shank design: DIN6535 [JHA [JHE
Shank: Special features: ...
Shank diameter: ... 1011 RPN STR
Shank design: DING535 [ HA D HE
Cooling/lubrication: Tools used until now (manufacturer):
Internal coolant-lubricant SUPPlY:
[ no [ yes PresSUre: .............ccocvocvev. DA
Medium: Tool life:. ... (No. of drilled holes)
L] oil L EmUISION ... %  Toolpath: ... m
[J maL ] Dry/Pressurized air
Quantity: ...
Filled inby: ... Date/signature: ...
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EMUGE Prazisionswerkzeuge GmbH

Im Astenfeld 10 - 4490 St. Florian
Tel. +43-7224-80001 - Fax +43-7224-80004

EMUGE-FRANKEN B.V.

Handelsstraat 28 - 6851EH Huissen - NETHERLANDS
Tel. +31-26-3259020 - Fax +31-26-3255219

EMUGE-FRANKEN Ferramentas de Precisao Ltda.

Ouvidor Peleja, 452 - Vila Mariana
Sé&o Paulo - SP, Brasil, 04128-000
Tel. +55-11-3805-5066 - Fax +55-11-2275-7933

EMUGE Corp.

1800 Century Drive - West Boylston, MA 01583-2121 - USA
Tel. +1-508-595-3600, +1-800-323-3013 - Fax +1-508-595-3650

EMUGE-FRANKEN Precision Tools (Suzhou) Co. Ltd.

No. 728 Fengting Avenue - Weiting Town
Suzhou Industrial Park - 215122 Suzhou
Tel. +86-512-62860560 - Fax +86-512-62860561

EMUGE-FRANKEN servisni centrum, s.r.o.
Molékova 8 - 62800 Brno-Lisen

CZECH REPUBLIC Tel. +420-5-44423261 - Fax +420-5-44233798
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LUXEMBOURG

MALAYSIA

|

NETHERLANDS

EMUGE-FRANKEN AB

Toldbodgade 18, 5.sal - 1253 Kagbenhavn K
Tel. +45-70-257220 - Fax +45-70-257221

Emuge-Franken AB

Eteld Esplanadi 24 - 00130 Helsinki
Tel. +35-8-207415740 - Fax +35-8-207415749

EMUGE SARL

2,Bd de la Libération - 93284 Saint Denis Cedex
Tel. +33-1-55872222 - Fax +33-1-55872229

EMUGE U.K. Limited

2 Claire Court, Rawmarsh Road - Rotherham S60 1RU
Tel. +44-1709-364494 - Fax +44-1709-364540

EFT Szerszamok és Technolégiak Magyarorszag Kft.

Gyaru.2 - 2040 Budadrs
Tel. +36-23-500041 - Fax +36-23-500462

EMUGE India

Plot No.: 92 & 128, Kondhanpur, Taluka: Haveli - District Pune-412 205
Tel. +91-20-24384941 - Fax +91-20-24384028

EMUGE-FRANKEN S.r. I.

Via Carnevali, 116 - 20158 Milano
Tel. +39-02-39324402 - Fax +39-02-39317407

EMUGE-FRANKEN K. K.

Nakamachidai 1-32-10-403 - Tsuzuki-ku Yokohamashi, 224-0041
Tel. +81-45-9457831 - Fax +81-45-9457832

Dirk Gerson Otto

Gésselweg 16a - 64572 Biittelborn -+ GERMANY
Tel. +49-6152-910330 - Fax +49-6152-910331

EMUGE-FRANKEN (Malaysia) SDN BHD

No. 603, 6th FI., West Wing, Wisma Consplant I, No. 7
Jalan SS 16/1, Subang Jaya, Selangor Darul Ehsan
Tel. +60-3-56366407 - Fax +60-3-56366405

EMUGE-FRANKEN B.V.

Handelsstraat 28 - 6851EH Huissen
Tel. +31-26-3259020 - Fax +31-26-3255219

000 «3AMYTE-®PAHKEH»

Emuge Franken Teknik AS

Nedre Asemulvegen 6 - 6018 Alesund
Tel. +47-70169870 - Fax +47-70169872

el
X
|

EMUGE-FRANKEN Technik

ul. Marysiniska 29 - 04-606 Warszawa
Tel. +48-22-8796731 - Fax +48-22-8796760

EMUGE-FRANKEN

Edificio Atrium SaldanhaPraga Duque de Saldanha, 4° Piso, letras H, O
1050-094 - Lisboa

Tel. +351-213146314 - Fax +351-213526092
EMUGE-FRANKEN Tools Romania SRL

Str. Tulcea, Nr. 24/3 - 400594 Cluj-Napoca
Tel. +40-264-597600 - Fax +40-264-597600

000 EMUGE-FRANKEN

Office 711,713,715 - Business Center ,OBUKHOV-CENTER*
Pr. Obukhovskoy oborony, 271, ,A“ - Saint-Petersburg, 192 012
Tel. +7-812-3193019 - Fax +7-812-3193018
EMUGE-FRANKEN Tooling Service d.o.o.

Adi Endre ul.77 - 24400 Senta

SERBIA Tel. +381-24-817000 - Fax +381-24-817000
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Eureka Tools Pte Ltd.

194 Pandan Loop # 04-10 - Pantech Industrial Complex - Singapore 128383
SINGAPORE Tel. +65-6-8745781 - Fax +65-6-8745782

|

EMUGE-FRANKEN nastroje spol. s.r.o.

Lubovnikova 19 - 84107 Bratislava
SLOVAK REPUBLIC Tel. +421-2-6453-6635 - Fax +421-2-6453-6636

i

EMUGE-FRANKEN tehnika d.o.o.
StreliSka ul. 25 - 1000 Ljubljana

SLOVENIA Tel. +386-1-4301040 - Fax +386-1-2314051
\ EMUGE S.A. (Pty.) Ltd.

/ 2, Tandela House, Cnr. 12th Ave. & De Wet Street - 1610 Edenvale
SOUTHAFRICA  Tel. +27-11-452-8510/1/2/3/4 - Fax +27-11-452-8087

EMUGE-FRANKEN, S.L.

Calle Fructués Gelabert, 2-4 4° 12 - 08970 Sant Joan Despi (Barcelona)
SPAIN Tel. +34-93-4774690 - Fax +34-93-3738765

‘

EMUGE FRANKEN AB

Hagalundsvagen 43 - 70230 Orebro
SWEDEN Tel. +46-19-245000 - Fax +46-19-245005

i

RIWAG Prazisionswerkzeuge AG

Winkelbiel 4 - 6043 Adligenswil
ITZERLAND  Tel. +41-41-3756600 - Fax +41-41-3756601

(%)
=

EMUGE-FRANKEN (Thailand) co., Itd.
1213/54 Ladphrao 94, Khwaeng/Khet Wangthonglang - Bangkok 10310

l

THAILAND Tel. +66-2-559-2036,(-8) - Fax +66-2-530-7304
EMUGE-FRANKEN Hassas Kesici Takim San. Ltd. Sti.
*
Atatlirk Mah. Girne Cad. No:30 Kat:3D. 7
TURKEY 34758 Atagehir Istanbul
Tel. +90-216-455-1272 - Fax +90-216-455-6210
EMUGE Corp.
1800 Century Drive - West Boylston, MA 01583-2121
USA Tel. +1-508-595-3600, +1-800-323-3013 - Fax +1-508-595-3650
* VIAT
33-Ho Dac Di Street - Dong Da Dist Hanoi
VIETNAM Tel. +84-4-5333120 - Fax +84-4-5333215

192012 Poccms, r. CankT-Metepbypr, np. O6yxosckoit 060opoHbl, 271, mut. «A» Odwmc: 711, 713, 715

TenedoH: (812) 319-3019 - dakc: (812) 319-3018
info@emuge-franken.ru - www.emuge-franken.ru

EMUGE-Werk Richard Glimpel GmbH & Co. KG - Fabrik fiir Prazisionswerkzeuge
Nirnberger StraBe 96-100 - 91207 Lauf - GERMANY - Tel. +49 (0) 9123/ 186-0 - Fax +49 (0) 9123/ 14313

FRANKEN GmbH & Co. KG - Fabrik fiir Priazisionswerkzeuge
Frankenstrale 7/9a - 90607 Ruckersdorf - GERMANY - Tel. +49 (0) 911/9575-5 - Fax +49 (0) 911/ 9575-327
info@emuge-franken.com - www.emuge-franken.com - www.frankentechnik.de



	ZP10038-1_2.pdf
	ZP10038-2_2.pdf
	ZP10038-3_2.pdf
	ZP10038-4_2.pdf
	ZP10038-5_2.pdf
	ZP10038-6_2.pdf
	ZP10038-7_2.pdf
	ZP10038-8_2.pdf
	ZP10038-9_2.pdf
	ZP10038-10_2.pdf
	ZP10038-11_2.pdf
	ZP10038-12_2.pdf
	ZP10038-13_2.pdf
	ZP10038-14_2.pdf
	ZP10038-15_2.pdf
	ZP10038-16_2.pdf
	ZP10038-17_2.pdf
	ZP10038-18_2.pdf
	ZP10038-19_2.pdf
	ZP10038-20_2.pdf
	ZP10038-21_2.pdf
	ZP10038-22_2.pdf
	ZP10038-23_2.pdf
	ZP10038-24_2.pdf
	ZP10038-25_2.pdf
	ZP10038-26_2.pdf
	ZP10038-27_2.pdf
	ZP10038-28_2.pdf
	ZP10038-29_2.pdf
	ZP10038-30_2.pdf
	ZP10038-31_2.pdf
	ZP10038-32_2.pdf

