CBEPNEHME —
OBPABOTKA OTBEPCTUM

CBEPJIEHME - OBPABEOTKA OTBEPCTUIM / BOHREN - BEARBEITUNG VON BOHRUNGEN /
PERCAGE - USINAGE DES TROUS / TALADRAR - TRABAJO DE LOS AGUJEROS



CBEPIIEHME - OBPABOTKA OTBEPCTUN

I \ DRILLING - MACHINING OF BORES

T Pc too Is} —— BOHREN - BEARBEITUNG VON BOHRUNGEN

+ . . PERCAGE - USINAGE DES TROUS
englneerlng TALADRAR - TRABAJO DE AGUJEROS

LENTbHbIE TBEPOOCIUTABHBLIE CBEPNA

BROCAS DE METAL DURO

CBEPJIA CO CMEHHbIMW MITACTUHAMW

BROCAS CON PLAQUITAS

WHCTPYMEHT 519 OBPABOTKM OTBEPCTUW

UTENSILIOS PARA TRABAJO DE LOS AGUJEROS

MNIACTWHBI ONA CBEPNEHUA

PLAQUITAS DE TALADRADO

MNACTUHbI NSt OBPABOTKW OTBEPCTUIN

PLAQUITAS PARA TRABAJO DE LOS AGUJEROS
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UHCTPYKLINA 10 PABOTE C KATAJIOOM
READING INSTRUCTIONS

HINWEISE ZUR ABLESUNG

INDICATIONS DE LECTURE

@

=] 1 = HAMMEHOBAHUE
2 = TEXHNYECKME XAPAKTEPUCTUKW (CTP. C 6)
3 = KOHCTPYKLUMOHHBIE AOMYCKN
4 = APTUKYT
5 = PABMEPbI 1 XAPAKTEPUCTUKN
6 = NPOYAA TEXHUNYECKAA MHPOPMALIMA N PEKOMEHOALINNA
1B = BOSMOXHbIE OMNEPALINA
2B = I'PYTIbl MATEPUANIOB
3B = MIHOPOPMALIA MO OBPABATBIBAEMbIM MATEPUATIAM N OBNTACTAM NPUMEHEHUA
4B = PEXXMbl OBPABOTKMN
5B = NMPUMEYAHUA K PEXXKUMAM MO BO3MOXXHbIM JOMNONTHUTENBbHBIM OBJIACTAM OBPABOTKMN
6B = ®OPMVYJ1bl M TTAPAMETPbI

BlE 1=!TEMDESCRIPTION
2 = TECHNICAL FEATURES (PAG. C 6)
3 = CONSTRUCTIVES TOLERANCE
4 =1TEM
5 = MEASURES AND DATA
6 = FURTHER TECHNICAL DATAAND SUGGESTIONS

1b = POSSIBLE MACHINING OPERATIONS

2b = MATERIAL GROUPS

3b = INFORMATION ON WORKABLE MATERIALS AND FIELDS OF APPLICATION
4b = MACHINING PARAMETERS

5b = NOTE ON PARAMETERS FOR POSSIBLE ADDITIONAL APPLICATIONS

6b = FORMULAS AND PARAMETERS

] 1 =ARTIKELBESCHREIBUNG
2 = TECHNISCHE HAUPTMERKMALE (PAG. C 6)
3 = KONSTRUKTIONSTOLERANZEN
4 = ARTIKEL
5 = ABMESSUNGEN UND DATEN
6 = WEITERE TECHNISCHE DATEN UND TIPPS

1b = MOGLICHE BEARBEITUNGEN

2b = MATERIALGRUPPEN

3b = ANGABE DER BEARBEITBAREN MATERIALIEN UND ANWENDUNGSGEBIETE

4b = SCHNITTDATEN i

5b = ANMERKUNG ZU DEN PARAMETERN FUR EVENTUELLE WEITERE
BEARBEITUNGEN

6b = FORMELN UND PARAMETER

Il 1 =DESCRIPTION ARTICLES
2 = CARACTERISTIQUES TECHNIQUES (PAG. C 6)
3 = TOLERANCE CONSTRUCTIVES
4 = ARTICLES i
5 = DIMENSIONES ET DONNEES
6 = ULTERIEURES DONNEES TECHNIQUE ET CONSEILLE D'USAGE

1b = USINAGES A EXECUTER

2b = GROUPES DE MATERIAUX

3b = INDICATION MATERIAUX A USINER ET PLAGES D’APPLICATION
4b = PARAMETRES DE TRAVAIL

5b = NOTE POUR PARAMETRES EVENTUELS D’AUTRES USINAGES
6b = FORMULES ET PARAMETRES
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- LENbHBLIE TBEPAOCMNABHBIE CBEPIA
’ SOLID CARBIDE DRILLING TOOLS
T P C t 0 OI S, VOLLHARTMETALLBOHRER
E3 engineering FORET SCARBUREMONOBLOC

§ » Sy [Marepuans - Materials
APT. 555 oD | 2 £ Cp.C89 __ crp.

= = IS PIMKIN|S H|G

MUKPOCBEP/IA - MICRO-DRILLS

2 — TPP3 ..A100 | 3xD 0429 2 | MG e e e e o000 Cs
g TPP3..A101 | 3xD (0429 2 | MG |®0|e ® ol c10
2 —— TPP5..A110 | 5D |0729| 2 | MG (@ e e|e@ 000l C12
TPP5 ... A111 5xD | 0,7-2,9 2 MG @ O|® @ Ol C14
2 R | TPP3..A120 | 3xD 0529 2 | MG e e e e 000 C16
lg TPP3 ... A121 3xD | 0,5-2,9 2 MG @ O|@ @ Ol C18
2 —n | TPP5..A130 | 5xD 0529 2 | MG e e e e 0|00 C20
TPP5 .. A131 | 5D |0529| 2 | MG |@/o|e ® ol c22
2 =] TPP3..B200 | 3xD | 312 | 2 | MG |® |o|o o| c26
é E m— TPP3 ... B210 3xD | 3-20 2 MG |@|O|e® o| C28
2 o TPF3..B220 | 3xD | 320 | 2 | MG |e e|e| |o |o| c30
g s TPF3 ... B230 3xD | 2-12 2 MG |® ® ® C32
= | TPP5..B240 | 5xD | 320 | 2 | MG |@ oo ol c34
g I | e TPF5..B250 | 5xD | 320 | 2 | MG |@lojo| |o| lo| c36
g B s || TPF5 ... B260 5D | 316 | 2 | MG |O0/e/0| |0 |0 C38
E ~ 1 | TPF5..B270 | 5xD | 320 | 2 | MG |0|o| |/ ® |o| c40
! o )| TPF5..B280 | 5D | 316 | 2 | MG o0 |® ol c42
g B e /| TPF8 ..B290 | 8D | 316 | 2 | MG @ e|® o| Ca4
L eee———— TPF12..B300 | 12xD | 316 | 2 | MG @ e|® ol c46
2 = : | TPF16..B310 | 16xD | 312 | 2 | MG |@ e ® o| cas8
2 < | TPF20..B320 | 20xD | 212 | 2 MG e ee o| c50
2 = — TPF30..B330 |30xD | 212 | 2 | MG @ e ® ol c52

© PEKOMEHTOBAHHOE NTPVIMEHEHVIE - RECOMMENDED APPLICATION © BOSMOXHOE MPYIMEHEHVIE - POSSIBLE APPLICATION

C 4 EMPFOHLENEREINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




S R—
\|

E 52 Matepuansl - Materials
<5 wh <
APT. 2295 oD |z | iF S8 _cnp
Tz <Em <X PM|K|N|S H|G
CTYTEHYATBIE CBEPJ/IA - STEP DRILLS
I e TPP ... G180 30° 3411 2 | MG |o |e C 56
E [ — ] TPP ... G090 30° | 2514 | 2 | MG |o| e C 58
LHEHTPOBOYHBIE CBEPJIA - CENTER DRILLS

g | TPP ... C090 3° | 320 | 2 | MG |g/;lelo C 62

2 120°<>m L L | TPP..C120 3° | 620 | 2 | MG |g|0le 0 C 64

2 14z°<>m 1 TPP ... C142 3° | 620 | 2 | MG |g|0le 0 C 66

MNPELUNSNOHHBIE CBEPJ/IA - REAMER-DRILLES

I e TPEs . FAs | a0 formcd 2 | M g | c 70
X

2 )| TPF5 ... FA5 30° 2972002 2 | MG | o c72

PASBEPTKU - REAMERS

= TAP ... AD050 6° | 418 | 46 | MG |gle @ ® C 76

— TAP ... AC050 6° | 38182 4/6 MG ol ele e C78

— TAP ... AD100 6° | 1182 | 4/6 | MG |olq e @ C 80

=== TAP ... AC100 6° | 1182 | 4/6 | MG |ole @ @ C 82

— TAP ... AD150 6° 15122 4/6 MG ol ele e C 84

— TAP ... AC150 6° | 2122 | 416 | MG gl e @ C 86

® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION
EMPFOHLENEREINSATZ - APPLICATION CONSEILLEE

O BO3MOXHOE NMPUMEHEHWE - POSSIBLE APPLICATION

MOGLICHE ANWENDUNG - APPLICATION

POSSIBLE
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OBO3HAYEHUA - SYMBOL - SYMBOLE - SYMBOLES

MOKPbITUE - COATED - BESCHICHTUNG - RECOUVREMENT

TIAIN: Beicokasi cTeneHb TBepAOCTM U XXapOnpPOYHOCTM, HU3KNIA KO3 HULIMEHT ¢ nokpbiTvEm | TIAIN CEPEBPSHBIE: Beicokas M3HOCOCTOMKOCTb, yriyulleHHast o6paboTka

CTIOKPLITUEM | TPEHUS; MOXET VICMIONb3OBATLCS C COX Mnm BO3AYLIHEIM OXN@XEHMEM, @ TalKe | COATED | nopepxHOCTM, BLICOKAS CTEMeHb MPOYHOCTY 1 aAreant cybeTpara
6e3 oxnaxaeHus. TIALN
TIALN | ian: High degree of hardness and heat resistance, low friction coefficient; it can |cepeepauyie TIAIN SILVER: High resistance to wear, better fi nishing, low friction coeffi cient,

be used with coolant or with air and no coolant high degree of toughness and substratum adhesion

®OPMA 3ATOYKN - HEAD SHARPENING - KOPFSCHLIFF - AFFUTAGE TETE

- CamoueHTpupytowmecs - Tun S
- Self centering - S Type

- Selbstzentrierend - Type S

- A centrage automatique - Type S

- CamoueHTpupytowmecs - ¢ COX - Tun S
- Self centering - with coolant - S Type

- Selbstzentrierend - gekuhlt - Type S

- A centrage automatique-refrigere - Type S

>

- CamoueHTpupyowmecs - Tun 4F
- Self centering - 4F Type

- Selbstzentrierend - Type 4F

- A centrage automatique - Type 4F

- CamoueHTpupytowmnecs - ¢ COX - Tun 4F
- Self centering - with coolant - 4F Type

- Selbstzentrierend - gekihlt - Type 4F

- A centrage automatique-refrigere - Type 4F

- C pgBoViHOW 3aToukow - Tun 4F

- Double ski drills - 4F Type

- Doppel-Ski-Bohrer - Type 4F

- Double de ski perceuses - Type 4F

- C pBouHom 3aTto4kon - ¢ COX - Tun 4F

- Double ski drills - with coolant - 4F Type

- Doppel-Ski-Bohrer - gekiihlt - Type 4F

- Double de ski perceuses - refrigere - Type 4F

SRS

- LleHTpoBouHble cBepna
- Center drills

- Zentrierbohrer

- Pointes a centrer

4 || &

- MpeuusnoHHble ceepna

- Reamer-Dirills

- Reibahlen-Bohrer

- Forets de percage et alésage

Yron HAKIOHA BUHTOBOW KAHABKM - FLUTES DEGREES - SPIRALWINKEL - ANGLE HELICE

m6°

Yron NPy BEPWWHE - HEAD ANGLE - KOPFKEGELWINKEL - ANGLE DE TETE

CTAHIOAPTbI - STANDARDS - NORMEN - NORMES

W0 o 118° m120°
~ o0 18 ~ 120
% W 135° W 140° W 142°
~ 35 140° ~ 425
% W 145°

DIN
338

H DIN 338

DIN
1897

W DIN 1897

DIN
6535

H DIN 6535

DIN
6537

H DIN 6537

DIN
6539

H DIN 6539

ONMVHA CBEPIA - DRILL LENGHT - BOHRERLANGE - LONGUEUR POINTE

16xD

20xD

- Sechzehnmal den durchmesser
- 16 fois le diametre

- Zwanzigmal den durchmesser

- 20 fois le diam

30xD

etre - 30 fois le diametre

- Dreipigmal den durchmesser

- 3 Anametpa - 5 pnametpos - 8 Anametpos - 12 pnametpos

3XD - Three times the diameter 5XD - Five times the diameter 8XD - Eight times the diameter 12XD - Twelve times the diameter
- Dreimal den durchmesser - Fuinfmal den durchmesser - Achtmal den durchmesser - Zwolfmal den durchmesser
- 3 fois le diametre - 5 fois le diametre - 8 fois le diametre - 12 fois le diametre
- 16 gnameTpoB - 20 guameTpoB - 30 anameTpoB
- Sixteen times the diameter - Twenty times the diameter - Thirty times the diameter

OBLUVE OBO3HAYEHMSA - GENERAL SYMBOLS - ALLGEMEINE SYMBOLE - SYMBOLES GENERAUX

Ta e

- CamoLeHTpupyioLLieecs CBEpro
- Self-centering drill

- Selbstzentrierender bohrer

- Pointe a centrage automatique

- Menko3epHucTbie 0,7 mkm (K 20)

- Micrograin 0,7 um
- Feinstkorn 0,7 um

MG

(K 20)
(K 20)

- Microgrenu 0,7 um (K 20)

C6




MNKPOCBEPJIA

MUKPOCBEPJIA / MIKROBOHRER / MICRO-FORETS / MICROBROCAS



L ala)

TBepAaocnnaBHble MukpocBepna D1=D2

HM Micro-Drills D1 = D2 )
VHM-Mikrobohrer D1 = D2 TPC_tOO_lS;
M.D.I. Micro-Pointes D1 = D2 £ engineering
TPP3 mmm A1 00 Cnggi:g[l;lEM 3XD
TIALN
oD =04-29
- 8§
L1
~ s
‘Z’L% > J%J@d
D ¢ _ — l - _
P —
DIN
6539
R o | e
KBATUTET D | d % MG
TOLLERANCE RANGE h7 | h7

TPP3004A100 04 04 26 6
TPP3005A100 0,5 0,5 26 6
TPP3006A100 06 06 26 6
TPP3007A100 0,7 0,7 26 6
TPP3008A100 0,8 0,8 26 6
TPP3009A100 0,9 0,9 26 6
TPP3010A100 1,0 1,0 26 6
TPP3011A100 1,1 11 28 7
TPP3012A100 12 1,2 30 8
TPP3013A100 1,3 1,3 30 8
TPP3014A100 14 14 32 9
TPP3015A100 1,5 1,56 32 9
TPP3016A100 16 1,6 34 10
TPP3017A100 1,7 1,7 34 10

TPP3018A100 1,8 1,8 36
TPP3019A100 1,9 1,9 36 11
TPP3020A100 2,0 2,0 38 12
TPP3021A100 2,1 2,1 38 12
TPP3022A100 22 22 40 13
TPP3023A100 2,3 2,3 40 13
TPP3024A100 2,4 24 43 14
TPP3025A100 2,5 2,5 43 14
TPP3026A100 2,6 2,6 43 14
TPP3027A100 2,7 2,7 46 16
TPP3028A100 2,8 2,8 46 16
TPP3029A100 29 29 46 16

-
—y

-




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S HIG
-
|8 |2 |EZEE| 5% B :
& 1 E o (v g_l i é g = g > 5 o
gm ip|s |34 %Lu %xso g W G
AHAEE L JEELH P 3 50
> x|z @ Sl & wss Fa 0
§9 SR ég 30/23/133| x|¥8(BE|_z|22 ek
EE é; £3 EZ‘ z2 3 2@ 25|85 .nﬁ €& §E £z 30 5% (MM)  (M/MuH)  (MM)  (0B/MUH) (MM/MVH)
Npuverere - Appiication  ERIEEICEIEIEEIEHERIEHEEIEEIERIEEIHE ] o0 v«
° 04408 | 50 0,07 - -
° 0812 | 50 007 - -
° 12416 | 50 010 - -
° 1620 | 50 010 - -
° 20:24 | 50 012 - -
° 2429 | 50 014 - -
° 0408 | 40 007 - -
° 08+1,2 | 40 007 - -
° 12416 | 40 010 - -
° 1620 | 40 0,10 - -
° 2024 | 40 012 - -
° 2429 | 40 014 - -
° 0408 | 30 004 - -
° 0812 | 30 004 - -
° 12¢16 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 20:24 | 30 0,07 - -
° 2429 | 30 0,08 - -
° 0408 | 65 007 - -
° 0812 | 65 007 - -
° 12416 | 65 010 - -
° 1620 | 65 0,10 - -
° 20:24 | 65 012 - -
° 2429 | 65 014 - -
° 0408 | 115 | 007 - -
° 0812 | 115 | 007 - -
° 12416 | 15 | 010 - -
° 16+20 | 115 | 0,10 - -
° 2024 | 115 | 012 - -
° 24:29 | 115 | 014 - -
o 0408 | 15 003 - -
o 0812 | 15 003 - -
o 12416 | 15 004 - -
o 1620 | 15 004 - -
o 20:24 | 15 005 - -
o 24:29 | 15 0,06 - -
o 0408 | 15 | 0025 - -
o 08+1,2| 15 | 0025 - -
o 12416 | 15 | 0025 - -
o 16720 | 15 | 0025 - -
o 20:24 | 15 | 0035 - -
o 24:29 | 15 | 0035 - -
o 0408 ] 15 | 0015 - -
o 08+1,2| 15 | 0015 - -
o 12416 | 15 | 0015 - -
o 16+20 | 15 | 0015 - -
o 20:24 | 15 | 0025 - -
o 2429 | 15 | 0025 - -
®  PEKOMEH[OBAHHOE MPVYMEHEHME-RECOMMENDED APPLICATION O BO3MOXHOE MPVUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = mimun CKOPOCTb PEBAHUS - CUTTING SPEED Vc - 1000
n = o6/MuH (i) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = m = 06/MuH (MuH")
fn = wm NOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = um/mus CKOPOCTb MOLAYYM - FEED SPEED Vi=fn-n = mumun

R EEEEEEEEEEEEEE———
C9




L ala)

TBepaocnnaeHble MukpocBepna D1=D2

icro-Drills = ’
\H/MMMMikrc?bc:Lrgm I:)=202 TPC_tOO_lS;
M.D.I. Micro-Pointes D1 = D2 £ engineering
TPP3 ... A101
3xD
@D =04-29
H % 30°
L1 <
@h% Ny Jﬁr;@id -
e —
DIN
6539

4
/]

KBATUTET D | d % MG
TOLLERANCE RANGE h | h7

TPP3004A101 04 04 26 6
TPP3005A101 05 05 26 6
TPP3006A101 06 06 26 6
TPP3007A101 0,7 0,7 26 6
TPP3008A101 08 08 26 6
TPP3009A101 09 09 26 6
TPP3010A101 1,0 10 26 6
TPP3011A101 . 7 28 7
TPP3012A101 12 12 30 8
TPP3013A101 13 13 30 8
TPP3014A101 14 14 32 9
TPP3015A101 15 15 32 9
TPP3016A101 16 16 34 10
TPP3017A101 1,7 17 34 10
TPP3018A101 1.8 1.8 36 1"
TPP3019A101 e A e 36 1
TPP3020A101 20 20 38 12
TPP3021A101 21 21 38 12
TPP3022A101 22 22 40 13
TPP3023A101 23 23 40 13
TPP3024A101 24 24 43 14
TPP3025A101 25 25 43 14
TPP3026A101 26 26 43 14
TPP3027A101 2,7 27 46 16
TPP3028A101 28 28 46 16
TPP3029A101 29 29 46 16

CTP. C 89
c10 -




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
2 |8 |2 |EE|25| 5B 3 3
g |8 | |G % g3 § = k= 2 g
£d2@(C (3d|3d| z|E3| & L
TH(ZE)2 (5H(EE | 2(58|8 FEIEY
3089 2d80 80 E: ééémxgﬁ £3 22
R T $3|55/22|22| |58|8E| 3|52k
EE gg §6 1-2 EEEE §5 §—l§§-°§b': = ﬁéﬁg 3% (MM)  (M/MUH)  (MM)  (OB/MUH) (MM/MIH)
MpvmeHeHve - Application FEIEEIEE g% S5B% 358353 EB §§ LR o0 v fn
° 04+08 | 40 0,04 - -
° 0812 | 40 0,04 - -
° 12416 | 40 0,06 - -
° 1620 | 40 0,06 - N
° 20:24 | 40 0,08 - -
° 24+29 | 40 0,08 - -
° 0408 | 30 0,04 - -
° 08+12 | 30 0,04 - -
° 12¢16 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2,024 | 30 0,08 - -
° 2429 | 30 0,08 - -
o 04+08 | 20 0,03 - -
o 08+12| 20 0,03 - -
o 12+16 | 20 0,04 - -
o 16420 | 20 0,04 - -
o 2024 | 20 0,05 - -
o 24+29 | 20 0,05 - -
° 04+08 | 50 0,03 - -
° 0812 | 50 0,03 - -
° 12¢16 | 50 0,04 - -
° 16420 | 50 0,04 - -
° 2,0:24 | 50 0,05 - N
° 24429 | 50 0,05 - -
° 0408 | 80 0,04 - N
° 0,8+1,2 80 0,04 - -
° 12416 | 80 0,06 - -
° 1620 | 80 0,06 - -
° 2,024 | 80 0,08 - -
° 2429 | 80 0,08 - N
@  PEKOMEH[OBAHHOE MPUMEHEHVE-RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHMS - CUTTING SPEED Vc - 1000
N = o6/MuH (um) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 = 06/MuH (MuH™)
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/mun CKOPOCTb MOJAYM - FEED SPEED Vf=1fn-n =vmmmn

R EEEEEEEEEEEEEE————
C1




L ala)

TBepAaocnnaBHble MukpocBepna D1=D2 ’
HM Micro-Drills D1 = D2
VHM-Mikrobohrer D1 = D2 TPC_tOO_lS;
M.D.I. Micro-Pointes D1 = D2 E2 engineering
TPPS ... A110 T 5xD
TIALN
@D =0,7-29
- b ¢
a L1 B i
T e
f 1
@ DIN
338
Re oo e N ] T
KBATUTET D | d % MG
TOLLERANCE RANGE h7 h7

TPP5007A110 0,7 0,7 28 9

TPP5008A110 0,8 0,8 30 10
TPP5009A110 09 09 32 1"
TPP5010A110 1,0 1,0 34 12
TPP5011A110 1,1 11 36 14
TPP5012A110 1,2 1,2 38 16
TPP5013A110 1,3 1.3 38 16
TPP5014A110 14 1,4 40 18
TPP5015A110 15 1,56 40 18
TPP5016A110 16 1,6 43 20
TPP5017A110 1,7 1,7 43 20
TPP5018A110 1,8 1,8 46 22
TPP5019A110 19 19 46 22
TPP5020A110 2,0 2,0 49 24
TPP5021A110 2,1 2,1 49 24
TPP5022A110 22 2.2 53 27
TPP5023A110 23 23 53 27
TPP5024A110 24 24 57 30
TPP5025A110 2,5 2,5 57 30
TPP5026A110 26 2,6 57 30
TPP5027A110 2,7 2,7 61 33
TPP5028A110 28 28 61 33
TPP5029A110 29 29 61 33

CTP. C 89
C12 -




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
-
$9/30% 39 %3 3lEf 5 85 |Ed
E P—J E Q Ol's O % w 19 E
Glib - kL °—‘Ag§ = 25 g0
§5§6 $L(29/59 ;g 5054|583 <n|3%| s|E0| @
EEEI EREERE AR EER IR AR
I8 15S0/EZ2c2|an 2% g5 Eg ag Eg 8r|=2|2% 9% (Mm)  (M/MUH)  (MM)  (06/MUH) (MM/MUH)
Mpuvenerve - Application  EXIECIEEIIREICEIEEIEEEIEEIEE I R ] o0 v«
° 04+0,8 | 50 0,07 - -
° 08+1,2 | 50 0,07 - -
° 1216 | 50 0,10 - -
° 16420 | 50 0,10 - -
° 2,024 | 50 0,12 - -
° 2429 | 50 0,14 - -
° 04+08 | 40 0,07 - -
° 08+1,2 | 40 0,07 - -
° 12:16 | 40 0,10 - -
° 1620 | 40 0,10 - -
° 2,024 | 40 0,12 - -
° 2429 | 40 0,14 - -
° 04+08 | 30 0,04 - -
° 08+1,2 | 30 0,04 - -
° 12:+16 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2024 | 30 0,07 - -
° 2429 | 30 0,08 - -
° 04+08 | 65 0,07 - -
° 08+1,2 | 65 0,07 - -
° 1216 | 65 0,10 - -
° 16420 | 65 0,10 - -
° 2024 | 65 0,12 - -
° 2429 | 65 0,14 - -
° 0408 | 115 0,07 - -
° 08+1,2 | 115 0,07 - -
° 12:16 | 115 0,10 - -
° 1620 | 115 0,10 - -
° 2024 | 115 0,12 - -
° 2429 | 115 0,14 - -
o 04+08 | 15 0,03 - -
o 0812 | 15 0,03 - -
o 12¢16 | 15 0,04 - -
o 1620 | 15 0,04 - -
o 2024 | 15 0,05 - -
o 2429 | 15 0,06 - -
o 0408 | 15 0,025 - -
o 08+1,2 | 15 0,025 - -
o 12¢16 | 15 0,025 - -
o 1620 | 15 0,025 - -
o 2024 | 15 0,035 - -
o 2429 | 15 0,035 - -
o 0408 | 15 0,015 - -
o 08+1,2 | 15 0,015 - -
o 12:¢16 | 15 0,015 - -
o 1620 | 15 0,015 - -
o 2024 | 15 0,025 - -
o 2429 | 15 0,025 - -
®  PEKOMEH[IOBAHHOE MPYMEHEHVE-RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 = 06/MuH (MuH™)
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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L ala)

TBepAaocnnaBHble MukpocBepna D1=D2

icro-Drills D1 = )
UMMMII\(/iirI?r(?br(I)”r?rlejr1D1 E=)2D2 TPCtools »
M.D.I. Micro-Pointes D1 = D2 X engineering
TPP5 ... A111
5xD
@D =0,7-29 HOBbIE
S b ¢
L1 i
o5 = 3 o
[ 1

m DIN
338

T e

KBAJTUTET D d ‘% MG

TOLLERANCE RANGE h7 h7

TPP5007A111 0,7 07 28 9

TPP5008A111 08 08 30 10
TPP5009A111 09 09 32 1"
TPP5010A111 1,0 10 34 12
TPP5011A111 1.1 11 36 14
TPP5012A111 12 12 38 16
TPP5013A111 1,3 1,3 38 16
TPP5014A111 14 14 40 18
TPP5015A111 15 15 40 18
TPP5016A111 16 16 43 20
TPP5017A111 1,7 1,7 43 20
TPP5018A111 1,8 18 46 22
TPP5019A111 19 19 46 22
TPP5020A111 20 20 49 24
TPP5021A111 2,1 21 49 24
TPP5022A111 %72 B 272 53 27
TPP5023A111 23 23 53 27
TPP5024A111 24 24 57 30
TPP5025A111 2,5 12,5 57 30
TPP5026A111 26 26 57 30
TPP5027A111 2,7 27 61 33
TPP5028A111 28 28 61 33
TPP5029A111 2,9 129 61 33
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S HIG
g g a g 2| & [ = E = o
E B |3 |EEEE |5F B 2 2
$|20|S |34/35| z|Es 85 |Ed
AHAEREEE R : £3| |3h
1t 23080 It
§5 S|ZE| 24 %é 535423 o B £Q| W
JEQ §w Gul gy gmgxs% S= %s& &M %mE ES
Eg §; E§ E% £Z ’Em euigy é% %& E’% St %% EO §§ (MM)  (M/MUH)  (MM)  (OB/MUMH) (MM/MUH)
MpumereHve - Application 29|85 B3 25 57 85|55 82232852 89 5E 37 RS DR fn
° 04+0,8 | 40 0,04 - -
° 08+1,2 | 40 0,04 - -
° 1216 | 40 0,06 - -
° 16420 | 40 0,06 - -
° 2,024 | 40 0,08 - -
° 2429 | 40 0,08 - -
° 0408 | 30 0,04 - -
bd 0,8+1,2 30 0,04 — _
° 1216 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2,024 | 30 0,08 - -
° 2429 | 30 0,08 - -
o 04+0,8 | 20 0,03 - -
o 08+1,2 | 20 0,03 - -
o 1216 | 20 0,04 - -
o 1620 | 20 0,04 - -
o 2024 | 20 0,05 - -
o 2429 | 20 0,05 - -
° 0408 | 50 0,03 - -
° 08+1,2 | 50 0,03 - -
° 1216 | 50 0,04 - -
° 16420 | 50 0,04 - -
° 2,024 | 50 0,05 - -
° 2429 | 50 0,05 - -
° 04+08 | 80 0,04 - -
° 08+1,2 | 80 0,04 - -
° 1216 | 80 0,06 - -
° 1620 | 80 0,06 - -
° 2024 | 80 0,08 - -
° 2429 | 80 0,08 - -
@  PEKOMEH[I0BAHHOE MPVIMEHEHVIE-RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 = 06/MuH (MuH™)
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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TBepaocnnaBHbIe MUKPOCBEpPIA C YCUNTEeHHbIM XBOCTOBUMKOM
HM micro-drills strengthened shank

VHM-Mikrobohrer verstarkter Schaft

Micro-Pointes tige renforcée

L ala)

TPCtooIsl

X engineering

TPP3 ... A120

@D =05-29

L1

R S N

KBAJIUTET
TOLLERANCE RANGE

h7

h7

C MNOKPLITUEM

COATED 3X D

TIALN
B o
DIN
6537

T e

& MG

TPP3005A120 0,5 3 38 6
TPP3006A120 0,6 3 38 6
TPP3007A120 0,7 3 38 6
TPP3008A120 0,8 3 38 6
TPP3009A120 0,9 3 38 6
TPP3010A120 1,0 3 38 6
TPP3011A120 1,1 3 38 12
TPP3012A120 1,2 3 38 12
TPP3013A120 1,3 3 38 12
TPP3014A120 1,4 3 38 12
TPP3015A120 1,5 3 50 12
TPP3016A120 1,6 3 50 12
TPP3017A120 1,7 3 50 12
TPP3018A120 1,8 3 50 12
TPP3019A120 1,9 3 50 12
TPP3020A120 2,0 3 50 12
TPP3021A120 2,1 3 60 18
TPP3022A120 2,2 3 60 18
TPP3023A120 2,3 3 60 18
TPP3024A120 2,4 3 60 18
TPP3025A120 2,5 3 60 18
TPP3026A120 2,6 3 60 18
TPP3027A120 2,7 3 60 18
TPP3028A120 2,8 3 60 18
TPP3029A120 2,9 3 60 18
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
-
1 E o (v g_l i é g = B > E |
HEEEIERE 5;@ gl=5 g 23 bu
b RN L LAEE EE -FIRE:
§5 €5/20/22 59 ;% 59/%4/23 <g|8%| =IO _p
EEEI EREERE AR EER IR AR
I8 15S0/EZ2c2|an 2% g5 Eg ag Eg 8r|=2|2% 9% (Mm)  (M/MUH)  (MM)  (06/MUH) (MM/MUH)
Mpuvenerve - Application  EXIECIEEIIREICEIEEIEEEIEEIEE I R ] o0 v«
° 0510 | 50 0,07 - -
° 10¢15 | 50 0,10 - -
° 1520 | 50 0,10 - -
° 2,025 | 50 0,12 - -
° 25429 | 50 0,14 - -
° 05+10 | 40 0,07 - -
° 1,0¢15 | 40 0,10 - -
° 1520 | 40 0,10 - -
° 2,025 | 40 0,12 - -
° 25:2,9 | 40 0,14 - -
° 0510 | 30 0,04 - -
° 10+15 | 30 0,06 - -
° 1520 | 30 0,06 - -
° 2,025 | 30 0,07 - -
° 2529 | 30 0,08 - -
° 05+10| 65 0,07 - -
° 10¢15| 65 0,10 - -
° 1520 | 65 0,10 - -
° 2025 65 0,12 - -
b 2,5+2,9 65 0,14 - -
° 05+1,0 | 115 0,07 - -
° 1,0¢15 | 115 0,10 - -
° 15120 | 115 0,10 - -
° 2,025 | 115 0,12 - -
° 25:29 | 115 0,14 - -
o 0510 | 15 0,03 - -
o 10+15 | 15 0,04 - -
o 15:20 | 15 0,04 - -
o 2025 | 15 0,05 - -
o 2529 | 15 0,06 - -
o 05+10| 15 0,025 - -
o 1015 | 15 0,025 - -
o 1520 | 15 0,025 - -
o 2025 15 0,035 - -
o 25:29 | 15 0,035 - -
o 0510 | 15 0,015 - -
o 10+15 | 15 0,015 - -
o 15320 | 15 0,015 - -
o 20:25| 15 0,025 - -
o 2529 | 15 0,025 - -
@  PEKOMEH[I0BAHHOE MPVIMEHEHVIE-RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 = 06/MuH (MuH™)
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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L ala)

TBepAaocnnaBHble MUKpPOCBEpNa C yCUiieHHbIM XBOCTOBUKOM

ocnn: )
VHM Mikrobobrer verstarder Sahaft TPCtools
Micro-Pointes tige renforcée 4] engineering
TPP3 ... A121
3xD
@D =05-29
b i
| L1 i i
@D S S S ﬂLiiiiii‘ﬁd
DIN
6537

KBANUTET D | d % MG
TOLLERANCE RANGE h7 | h7

TPP3005A121 0,5 3 38 6
TPP3006A121 0,6 3 38 6
TPP3007A121 0,7 3 38 6
TPP3008A121 0,8 3 38 6
TPP3009A121 0,9 3 38 6
TPP3010A121 1,0 3 38 6
TPP3011A121 11 3 38 12
TPP3012A121 1,2 3 38 12
TPP3013A121 1,3 3 38 12
TPP3014A121 1.4 3 38 12
TPP3015A121 1,5 3 50 12
TPP3016A121 1,6 3 50 12
TPP3017A121 .7 3 50 12
TPP3018A121 1,8 3 50 12
TPP3019A121 159 3 50 12
TPP3020A121 2,0 3 50 12
TPP3021A121 21 3 60 18
TPP3022A121 2,2 3 60 18
TPP3023A121 2.3 3 60 18
TPP3024A121 2,4 3 60 18
TPP3025A121 2,5 3 60 18
TPP3026A121 2,6 3 60 18
TPP3027A121 2,7 3 60 18
TPP3028A121 2,8 3 60 18
TPP3029A121 2,9 3 60 18
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MATEPWAJbI - MATERIALS Ctp. C 96

2 ﬁ a g 3 g [ = E = 3
2 5 2 s} g3 3% © 2 2
g oy =5 §_| j = % % 2 > 5 =
S0 7 E 5500 I
= |3 I = i
2] DI w| Bn =2 = T ? <
B
& y 29| = S 3
EE gg §6 ‘?g %g %E g% g_n 5% ﬁﬁ E% §:|: E; Eé ég (MM)  (M/MUH)  (MM)  (OB/MUMH) (MM/MuH)
. . [-%
MpvmeHeHve - Application 29 85 EJ %'J) S5 |B% /3582532350 £25E 21 S DY fn
° 05¢1,0 | 40 0,04 - -
° 1015 | 40 0,04 - -
° 1520 | 40 0,06 - -
° 2,025 | 40 0,06 - -
° 2529 | 40 0,08 - -
° 05+1,0 | 30 0,04 - -
° 1,0¢1,5 | 30 0,04 - -
° 1520 | 30 0,06 - -
° 2025 | 30 0,06 - -
° 2529 | 30 0,08 - -
o 05¢1,0 | 20 0,03 - -
o 1,0¢1,5 | 20 0,03 - -
o 1520 | 20 0,04 - -
o 2,025 | 20 0,04 - _
o 2529 | 20 0,05 - -
° 05¢1,0 | 50 0,03 - -
° 1,0¢15 | 50 0,03 - -
° 1520 | 50 0,04 - -
o 2,0+2,5 50 0,04 - _
° 2529 | 50 0,05 - -
° 0,5+1,0 80 0,04 _ _
° 1,0¢1,5 | 80 0,04 - -
° 1520 | 80 0,06 - -
° 2025 | 80 0,06 - -
° 2529 | 80 0,08 - -
® PEKOMEHOOBAHHOE MPYMEHEHVE-RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
- — e -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MUH (MUK
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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TBepaocnnaBHbIe MUKPOCBEpPNa C YCUNTEHHbIM XBOCTOBUMKOM
HM micro-drills strengthened shank
VHM-Mikrobohrer verstarkter Schaft
Micro-Pointes tige renforcée

L ala)

TPCtooIsl

X engineering

TPPS ... A130

@D =05-29

C MOKPbLITUEM

TIALN XD

H % 30°
| <2407

M SSSSSSe~ [ ﬁd
DIN
6537
A DD ] e
KBANUTET D | 4 % MG
TOLLERANCE RANGE h7 | h7

TPP5005A130 0,5 3 50 10
TPP5006A130 0,6 3 50 10
TPP5007A130 0,7 3 50 10
TPP5008A130 0,8 3 50 10
TPP5009A130 0,9 3 50 10
TPP5010A130 1,0 3 50 10
TPP5011A130 1,1 3 50 20
TPP5012A130 1,2 3 60 20
TPP5013A130 1,3 3 60 20
TPP5014A130 1,4 3 60 20
TPP5015A130 1,5 3 60 20
TPP5016A130 1,6 3 60 20
TPP5017A130 1,7 3 60 20
TPP5018A130 1,8 3 60 20
TPP5019A130 1,9 3 60 20
TPP5020A130 2,0 3 60 20
TPP5021A130 2,1 3 66 28
TPP5022A130 2,2 3 66 28
TPP5023A130 2,3 3 66 28
TPP5024A130 2,4 3 66 28
TPP5025A130 2,5 3 66 28
TPP5026A130 2,6 3 66 28
TPP5027A130 2,7 3 66 28
TPP5028A130 2,8 3 66 28
TPP5029A130 2,9 3 66 28

C20
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
-
1 E o (v g_l i é g = B > E |
HEEEIERE 5;@ gl=5 g 23 bu
b RN L LAEE EE -FIRE:
§5 €5/20/22 59 ;% 59/%4/23 <g|8%| =IO _p
EEEI EREERE AR EER IR AR
I8 15S0/EZ2c2|an 2% g5 Eg ag Eg 8r|=2|2% 9% (Mm)  (M/MUH)  (MM)  (06/MUH) (MM/MUH)
Mpuvenerve - Application  EXIECIEEIIREICEIEEIEEEIEEIEE I R ] o0 v«
° 0510 | 50 0,07 - -
° 10¢15 | 50 0,10 - -
° 1520 | 50 0,10 - -
° 2,025 | 50 0,12 - -
° 25429 | 50 0,14 - -
° 05+10 | 40 0,07 - -
° 1,0¢15 | 40 0,10 - -
° 1520 | 40 0,10 - -
° 2,025 | 40 0,12 - -
° 25:2,9 | 40 0,14 - -
° 0510 | 30 0,04 - -
° 10+15 | 30 0,06 - -
° 1520 | 30 0,06 - -
° 2,025 | 30 0,07 - -
° 2529 | 30 0,08 - -
° 05+10| 65 0,07 - -
° 10¢15| 65 0,10 - -
° 1520 | 65 0,10 - -
° 2025 65 0,12 - -
b 2,5+2,9 65 0,14 - -
° 05+1,0 | 115 0,07 - -
° 1,0¢15 | 115 0,10 - -
° 15120 | 115 0,10 - -
° 2,025 | 115 0,12 - -
° 25:29 | 115 0,14 - -
o 0510 | 15 0,03 - -
o 10+15 | 15 0,04 - -
o 15:20 | 15 0,04 - -
o 2025 | 15 0,05 - -
o 2529 | 15 0,06 - -
o 05+10| 15 0,025 - -
o 1015 | 15 0,025 - -
o 1520 | 15 0,025 - -
o 2025 15 0,035 - -
o 25:29 | 15 0,035 - -
o 0510 | 15 0,015 - -
o 10+15 | 15 0,015 - -
o 15320 | 15 0,015 - -
o 20:25| 15 0,025 - -
o 2529 | 15 0,025 - -
@  PEKOMEH[I0BAHHOE MPVIMEHEHVIE-RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 = 06/MuH (MuH™)
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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L ala)

TBep,qocnnaBHble MUKpocCBepIia C YCUNeHHbIM XBOCTOBUKOM

HM micro-drill hened shank ’
enishomarveaten Seva TPCtools »
Micro-Pointes tige renforcée E2 engineering
TPP ... A131
5xD
@D =05-29 HOBDIE
0 v
L1
& | ~< 2407
o SSSSSSSSS d
1
DIN
6537

KBANUTET D | d % MG
TOLLERANCE RANGE h7 | h7

TPP5005A131 0,5 3 50 10
TPP5006A131 0,6 3 50 10
TPP5007A131 0,7 3 50 10
TPP5008A131 0,8 3 50 10
TPP5009A131 0,9 3 50 10
TPP5010A131 1,0 3 50 10
TPP5011A131 11 3 50 20
TPP5012A131 1.2 3 60 20
TPP5013A131 1,3 3 60 20
TPP5014A131 1.4 3 60 20
TPP5015A131 1,8 3 60 20
TPP5016A131 1,6 3 60 20
TPP5017A131 1,7 3 60 20
TPP5018A131 1,8 3 60 20
TPP5019A131 1,9 3 60 20
TPP5020A131 2,0 3 60 20
TPP5021A131 21 3 66 28
TPP5022A131 2,2 3 66 28
TPP5023A131 2,3 3 66 28
TPP5024A131 2,4 3 66 28
TPP5025A131 2,5 3 66 28
TPP5026A131 2,6 3 66 28
TPP5027A131 2,7 3 66 28
TPP5028A131 2,8 3 66 28
TPP5029A131 2,9 3 66 28
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2 12 o |BE|2%| (5B 3 3
5] G 2 G G2 8T Q < 2
=415 g < = 5 5 -
A I I 55| 2@
8 glso w o
0|80 Zd B0 E6 bl I = g <
> % NEL 9] é S &S =24 Fo 0
St T e
gﬁ §; g§ ='§ =E<Z( EE o g_, E% ﬁ& E'% ST E; Eo §g (MM)  (M/MUH)  (MM)  (OB/MWH) (MM/MUH)
MpumereHve - Application 22|85 /E3 55 SE|B%|55/82|52/88|52|82 5E 23 ES RS fn
° 05+1,0 | 40 0,04 - -
° 1,0+1,5 | 40 0,04 - -
° 15:20 | 40 0,06 - -
° 2,025 | 40 0,06 - -
° 25429 | 40 0,08 - -
ol 05+1,0 | 30 0,04 Z _
° 10¢15 | 30 0,04 - -
° 1520 | 30 0,06 - -
° 20425 | 30 0,06 - -
° 25:29 | 30 0,08 - -
o 0510 | 20 0,03 - -
o 1015 | 20 0,03 - -
o 15320 | 20 0,04 - -
o 2,025 | 20 0,04 - _
o 2529 | 20 0,05 - -
° 05+1,0 | 50 0,03 - -
° 10¢15 | 50 0,03 - -
° 1520 | 50 0,04 - -
° 2,0+2,5 50 0,04 - _
° 25429 | 50 0,05 - -
° 0,5+1,0 80 0,04 - -
° 1015 | 80 0,04 - -
° 1520 | 80 0,06 - -
° 2,025 | 80 0,06 - -
° 25:29 | 80 0,08 - -
® PEKOMEHOOBAHHOE MPYMEHEHVE-RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Vc - 1000
- — e -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MUH (MUK
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n =vmmmn
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3AMETKU - NOTES




LEJIbHbIE

TBEPOOCITJTABHbBIE
CBEPJIA

LIENTIbHBIE TBEPAOCITABHbIE CBEPJIA / HM VOLLBOHRER /
FORETS EN CARBURE MONOBLOC / PUNTAS INTEGRALES EN METAL DURO



TBepaocnnaBHbIe camoLleHTpupytowmecs ceepna D1 = D2 ’ \ ’
HM self centering drills D1 = D2

Selbstzentrierende VHM-Bohrer D1 = D2 TPCtOOISI
M.D.I. Pointes a centrage automatique D1 = D2 E2 engineering

TPP3 ... B200 ©"ComeD
TIALN

H % 300
L N | T g

N T o

3xD

@D=3-12

DIN

1897
L R =
KBAJIUTET D d % M G

TOLLERANCE RANGE h7 h7

TPP3030B200 3,0 3,0 46 16 TPP3075B200 7,5 7,5 74 34
TPP3031B200 3,1 3,1 49 18 TPP3076B200 7,6 7,6 79 37
TPP3032B200 3,2 3,2 49 18 TPP3077B200 7,7 7,7 79 37
TPP3033B200 3,3 33 49 18 TPP3078B200 7,8 7.8 79 37
TPP3034B200 34 34 52 20 TPP3079B200 79 79 79 37
TPP3035B200 3,5 3,5 52 20 TPP3080B200 8,0 8,0 79 37
TPP3036B200 3,6 3,6 52 20 TPP3081B200 8,1 8,1 79 37
TPP3037B200 3,7 3,7 52 20 TPP3082B200 8,2 8,2 79 37
TPP3038B200 3,8 3,8 55 22 TPP3083B200 8,3 83 79 37
TPP3039B200 3,9 3,9 55 22 TPP3084B200 8,4 8,4 79 37
TPP3040B200 4,0 4,0 55 22 TPP3085B200 85 85 79 37
TPP3041B200 4,1 4,1 55 22 TPP3086B200 8,6 8,6 84 40
TPP3042B200 4,2 4,2 55 22 TPP3087B200 8,7 8,7 84 40
TPP3043B200 4,3 43 58 24 TPP3088B200 8,8 8,8 84 40
TPP3044B200 4,4 44 58 24 TPP3089B200 8,9 89 84 40
TPP3045B200 4,5 45 58 24 TPP3090B200 9,0 9,0 84 40
TPP3046B200 4,6 4,6 58 24 TPP3091B200 9,1 9,1 84 40
TPP3047B200 4,7 4,7 58 24 TPP3092B200 9,2 9,2 84 40
TPP3048B200 4,8 4,8 62 26 TPP3093B200 9,3 9,3 84 40
TPP3049B200 4,9 49 62 26 TPP3094B200 94 94 84 40
TPP3050B200 5,0 5,0 62 26 TPP3095B200 9,5 9,5 84 40
TPP3051B200 5,1 5,1 62 26 TPP3096B200 9,6 9,6 89 43
TPP3052B200 5,2 5,2 62 26 TPP3097B200 9,7 9,7 89 43
TPP3053B200 53 53 62 26 TPP3098B200 9,8 9,8 89 43
TPP3054B200 5,4 54 66 28 TPP3099B200 9,9 99 89 43
TPP3055B200 55 55 66 28 TPP3100B200 10,0 10,0 89 43
TPP3056B200 56 5,6 66 28 TPP3102B200 10,2 10,2 89 43
TPP3057B200 5,7 57 66 28 TPP3105B200 10,5 10,5 89 43
TPP3058B200 58 5,8 66 28 TPP3110B200 11,0 11,0 95 47
TPP3059B200 5,9 59 66 28 TPP3115B200 11,5 115 95 47
TPP3060B200 6,0 6,0 66 28 TPP3120B200 12,0 12,0 102 51
TPP3061B200 6,1 6,1 70 31
TPP3062B200 6,2 6,2 70 31
TPP3063B200 6,3 6,3 70 31
TPP3064B200 6,4 6,4 70 31
TPP3065B200 6,5 6,5 70 31
TPP3066B200 6,6 6,6 70 31
TPP3067B200 6,7 6,7 70 31
TPP3068B200 6,8 6,8 74 34
TPP3069B200 6,9 6,9 74 34
TPP3070B200 7,0 7,0 74 34
TPP3071B200 7,1 7,1 74 34
TPP3072B200 7,2 7,2 74 34
TPP3073B200 7,3 7,3 74 34
TPP3074B200 7,4 74 74 34
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P M K N S H|G
2 |8 |2 |EE|25| (5B 3 z
g | |8 |BE|ED Sz 2 2 2
$030Y 3@ 33 3E3|.% 85| E@
BIE52 5E 5K 25823 53| |35
B R R
FIEELEREIE ”93% 22,4 EE(EEz2 8|5F
- BE 9515552 .2 35 20)23(55 (58|05 2582 32|55 (Mm)  (OB/MaH) (o)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R M n
[ ) 3+4 80 0,040 7279 291
[ ) 4+5 80 0,050 5662 283
[ ) 56 80 0,075 4632 347
[ ) 6+7 80 0,090 3920 353
[ ) 7+8 80 0,110 3397 374
[ ) 8+9 80 0,125 2997 375
[ ) 9+10 80 0,135 2682 362
[ ) 10+12 80 0,150 2316 347
[ ] 3+4 60 0,040 5460 218
[ ] 4=5 60 0,050 4246 212
[ ] 5+6 60 0,075 3474 261
[ ] 6+7 60 0,090 2940 265
[ ] 7+8 60 0,110 2548 280
[ ] 8+9 60 0,125 2248 281
[ ] 9+10 60 0,135 2011 272
[ ] 10+12 60 0,150 1737 261
(o] 3+4 84 0,045 7643 344
(e} 4=5 84 0,070 5945 416
o 5+6 84 0,090 4864 438
(o] 6+7 84 0,110 4116 453
(e} 7+8 84 0,130 3567 464
o 8+9 84 0,145 3147 456
(o] 9+10 84 0,155 2816 436
(e} 10+12 84 0,170 2432 413
(o) 3+4 70 0,045 6369 287
o 4=5 70 0,070 4954 347
o 5+6 70 0,090 4053 365
(o) 6+7 70 0,110 3430 377
o 7+8 70 0,130 2972 386
o 8+9 70 0,145 2623 380
(o) 9+10 70 0,155 2347 364
o 10+12 70 0,170 2027 345
(o) 3+4 130 0,014 11829 166
(o) 4=5 130 0,018 9200 166
o 5+6 130 0,025 7528 188
(o) 6+7 130 0,045 6369 287
(o) 7+8 130 0,055 5520 304
o 8+9 130 0,065 4871 317
(o) 9+10 130 0,075 4358 327
(o) 10+12 130 0,090 3764 339
(e} 3+4 100 0,006 9099 55
o 4=5 100 0,012 7077 85
(o] 5+6 100 0,016 5790 93
(e} 6+7 100 0,025 4900 122
(e} 7+8 100 0,040 4246 170
(o] 8+9 100 0,055 3747 206
(e} 9+10 100 0,065 3352 218
(e} 10+12 100 0,085 2895 246
® PEKOMEHOOBAHHOE I'IPI/IMEHEHME-RECOMMEND!ED APPLICATION o] BC_)_3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TBepaocnnaBHble cBepna Hi-Tech
HM High Tech drills

High-Tech VHM-bohrer

M.D.l. Pointes High Tech

L ala)

TPCtooIsl

X engineering

TPP3 ... B210
@D =3-20

L1

QDL&‘% fffffffff oo

b T

a3

KBAJIUTET
TOLLERANCE RANGE

m7 h6

C MOKPbLITUEM

TIALN 3xD

B o

DIN
6535

a4

55 MG

TPP3030B210 30 6 62 20 TPP3075B210 7,5 8 79 41 TPP3152B210 152 16 115 65
TPP3031B210 31 6 62 20 TPP3076B210 7,6 8 79 41 TPP3155B210 155 16 115 65
TPP3032B210 32 6 62 20 TPP3077B210 7,7 8 79 41 TPP3158B210 158 16 115 65
TPP3033B210 33 6 62 20 TPP3078B210 7,8 8 79 41 +TPP3160B210 16,0 16 115 65
TPP3034B210 34 6 62 20 TPP3079B210 7,9 8 79 41 TPP3165B210 165 18 123 73
TPP3035B210 35 6 62 20 +TPP3080B210 80 8 79 41 TPP3168B210 16,8 18 123 73
TPP3036B210 36 6 62 20 TPP3081B210 81 10 89 47 TPP3170B210 17,0 18 123 73
TPP3037B210 37 6 62 20 TPP3082B210 82 10 89 47 TPP3175B210 17,5 18 123 73
TPP3038B210 38 6 66 24 TPP3083B210 83 10 89 47 +TPP3180B210 18,0 18 123 73
TPP3039B210 39 6 66 24 TPP3084B210 84 10 89 47 TPP3185B210 18,5 20 131 79
TPP3040B210 40 6 66 24 TPP3085B210 85 10 89 47 TPP3188B210 188 20 131 79
TPP3041B210 41 6 66 24 TPP3086B210 86 10 89 47 TPP3190B210 19,0 20 131 79
TPP3042B210 42 6 66 24 TPP3087B210 8,7 10 89 47 TPP3195B210 19,5 20 131 79
TPP3043B210 43 6 66 24 TPP3088B210 8.8 10 89 47 %TPP3200B210 200 20 131 79
TPP3044B210 44 6 66 24 TPP3089B210 89 10 89 47

TPP3045B210 45 6 66 24 TPP3090B210 9,0 10 89 47

TPP3046B210 4,6 6 66 24 TPP3091B210 9,1 10 89 47 m

TPP3047B210 4,7 6 66 24 TPP3092B210 9,2 10 89 47 E i u’;%”E3xﬁ_ﬂE:7b_'l_gL'éB£1N”J:ToM iy
TPP3048B210 4,8 6 66 28 TPP3093B210 9,3 10 89 47 B 5 = GEBAUT MIT TOLERANZ h7
TPP3049B210 4,9 6 66 28 TPP3094B210 94 10 89 47 W * = REALISES EN TOLERANCE h7
TPP3050B210 50 6 66 28 TPP3095B210 9,5 10 89 47

TPP3051B210 51 6 66 28 TPP3096B210 9,6 10 89 47

TPP3052B210 52 6 66 28 TPP3097B210 9,7 10 89 47

TPP3053B210 53 6 66 28 TPP3098B210 9,8 10 89 47

TPP3054B210 54 6 66 28 TPP3099B210 9,9 10 89 47

TPP3055B210 55 6 66 28 %TPP3100B210 10,0 10 89 47

TPP3056B210 56 6 66 28 TPP3102B210 10,2 12 102 55

TPP3057B210 57 6 66 28 TPP3105B210 10,5 12 102 55

TPP3058B210 58 6 66 28 TPP3108B210 10,8 12 102 55

TPP3059B210 59 6 66 28 TPP3110B210 11,0 12 102 55

% TPP3060B210 60 6 66 28 TPP3112B210 11,2 12 102 55

TPP3061B210 6,1 8 79 34 TPP3115B210 11,5 12 102 55

TPP3062B210 62 8 79 34 TPP3118B210 11,8 12 102 55

TPP3063B210 63 8 79 34 %TPP3120B210 12,0 12 102 55

TPP3064B210 64 8 79 34 TPP3122B210 12,2 14 107 60

TPP3065B210 65 8 79 34 TPP3125B210 12,5 14 107 60

TPP3066B210 6,6 8 79 34 TPP3128B210 12,8 14 107 60

TPP3067B210 6,7 8 79 34 TPP3130B210 130 14 107 60

TPP3068B210 68 8 79 34 TPP3135B210 135 14 107 60

TPP3069B210 69 8 79 34 TPP3138B210 138 14 107 60

TPP3070B210 7,0 8 79 34 % TPP3140B210 140 14 107 60

TPP3071B210 7,1 8 79 41 TPP3142B210 142 16 115 65

TPP3072B210 7,2 8 79 41 TPP3145B210 14,5 16 115 65

TPP3073B210 7.3 8 79 41 TPP3148B210 148 16 115 65

TPP3074B210 74 8 79 41 TPP3150B210 150 16 115 65

CTP. C 89
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P M K N S H|G
g g |4 AT T =
g & |3 |EEEE |SE B 2 :
—41244|0 SES & = =S 2
g o E w §|_u %Lu z | & g (") = H
BIZE 2 |BE EE| 25823 T
QI8 EH|22|22|BF 28 §5’§§ =i o
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
€51E5J\87(8Y 5Y 20|89 )58 52| F|EC|EE|-5|Eq|sk
_ BEI8S|E6|52| 52 2n|2Y|8J|83|48 /29|25 82|38(83 (MM)  (0B/mMuH) (Mmnt)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R m  n Vi
) 3+4 90 0,035 8189 287
) 45 90 0,045 6369 287
[ ) 5+6 90 0,060 5211 313
[ ) 6+7 90 0,070 4410 309
) 7+8 90 0,080 3822 306
) 8+9 90 0,100 3372 337
[ ) 9+10 90 0,110 3017 332
[ ) 10+12 90 0,120 2606 313
) 12+14 90 0,130 2205 287
[ ) 14+16 90 0,165 1911 315
[ ) 16+18 90 0,190 1686 320
[ ) 18+20 90 0,210 1509 317
[ ) 3+4 80 0,035 7279 255
[ ) 4+5 80 0,045 5662 255
o 5+6 80 0,060 4632 278
[ ] 6+7 80 0,070 3920 274
[ ] 7+8 80 0,080 3397 272
[ ) 8+9 80 0,100 2997 300
[ ) 9+10 80 0,110 2682 295
[ ) 10+12 80 0,120 2316 278
[ ) 12+14 80 0,130 1960 255
[ ) 14+16 80 0,165 1699 280
[ ) 16+18 80 0,190 1499 285
[ ] 18+20 80 0,210 1341 282
(] 3+4 40 0,080 3640 291
(o] 4+5 40 0,080 2831 226
[e] 5+6 40 0,120 2316 278
[e] 6=7 40 0,120 1960 235
(] 78 40 0,120 1699 204
(o] 8+9 40 0,150 1499 225
[e] 9+10 40 0,150 1341 201
o 10+12 40 0,150 1158 174
(] 12+14 40 0,200 980 196
(o] 14+16 40 0,200 849 170
[e] 16+18 40 0,250 749 187
[e] 18+20 40 0,250 670 168
[ ) 3+4 110 0,090 10009 901
) 4+5 110 0,120 7785 934
) 5+6 110 0,150 6369 955
[ ) 6+7 110 0,170 5390 916
[ ) 7+8 110 0,190 4671 887
) 8+9 110 0,210 4121 865
) 9+10 110 0,230 3688 848
[ ) 10+12 110 0,260 3185 828
[ ) 12+14 110 0,300 2695 808
) 14+16 110 0,340 2335 794
) 16+18 110 0,370 2061 762
[ ) 18+20 110 0,410 1844 756
[ ) 3+4 90 0,090 8189 737
[ ] 4+5 90 0,120 6369 764
[ ] 5+6 90 0,150 5211 782
[ ) 6+7 90 0,170 4410 750
[ ) 7+8 90 0,190 3822 726
[ ] 8+9 90 0,210 3372 708
[ ] 9+10 90 0,230 3017 694
[ ) 10+12 90 0,260 2606 677
[ ) 12+14 90 0,300 2205 661
[ ] 14+16 90 0,340 1911 650
[ ] 16+18 90 0,370 1686 624
[ ) 18+20 90 0,410 1509 619
® PEKOMEHOOBAHHOE HPMMEHEHME-RECOMMEND!ED APPLICATION [e] BO3MOXXHOE NMPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ala)

TBepaocnnaBHble cBepna Hi-Tech ’
HM High Tech drills
High-Tech VHM-bohrer TPCtOOISI
M.D.I. Pointes High Tech E2 engineering

TPF3 amn 8220 Cngg:ggsm 3XD

TIALN
oD =3-20 HOBbIE
| 3 ¢
P o -+ @d

DIN

6535
e —
KBAJIUTET D d % M G

ey

TOLLERANCE RANGE m7 h6

TPF3030B220 30 60 620 20,0 TPF3075B220 7,5 80 79,0 410 TPF3152B220 152 16,0 1150 650
TPF3031B220 3.1 60 620 200 TPF3076B220 7,6 80 79,0 410 TPF31558220 155 16,0 1150 65,0
TPF3032B220 32 60 620 200 TPF3077B220 7,7 80 790 410 TPF3158B220 158 16,0 1150 650
TPF30338220 33 60 620 200 TPF30788220 7,8 80 790 410 % TPF3160B220 16,0 16,0 1150 65,0
TPF3034B220 34 60 620 200 TPF3079B220 7,9 80 790 410 TPF3165B220 165 180 1230 73,0
TPF3035B220 35 60 620 200 %TPF3080B220 80 80 790 41,0 TPF3170B220 17,0 180 1230 73,0
TPF3036B220 36 60 620 200 TPF3081B220 81 10,0 890 47,0 TPF3175B220 17,5 18,0 1230 73.0
TPF3037B220 37 60 620 200 TPF3082B220 82 10,0 89,0 47,0 *TPF3180B220 18,0 18,0 1230 73,0
TPF3038B220 38 60 660 240 TPF30838220 83 10,0 89,0 47,0 TPF3185B220 185 20,0 131,0 79,0
TPF3039B220 39 60 660 240 TPF3084B220 84 100 89,0 47,0 TPF3100B220 19,0 200 1310 79,0
TPF3040B220 40 60 660 240 TPF3085B220 85 10,0 89,0 47,0 TPF3195B220 195 20,0 131,0 79,0
TPF3041B220 41 60 660 240 TPF3086B220 86 100 89,0 47.0 % TPF32008220 20,0 20,0 1310 79,0
TPF3042B220 42 60 660 240 TPF30878220 87 10,0 89,0 47,0

TPF3043B220 43 60 660 240 TPF3088B220 88 10,0 89,0 47,0

TPF3044B220 44 60 660 240 TPF3089B220 89 100 89,0 47,0

TPF3045B220 45 60 660 24,0 TPF3090B220 9,0 10,0 89,0 47,0 E 1‘ =uigg3xﬁﬂE:7b'TgL'éB£1N”J:ToM h7
TPF3046B220 46 60 660 240 TPF3091B220 91 100 89,0 47,0 B * = GEBAUT MIT TOLERANZ h7
TPF3047B220 47 60 660 240 TPF30928220 92 10,0 89,0 47,0 W * = REALISES EN TOLERANCE h7
TPF3048B220 48 60 660 280 TPF3093B220 9.3 10,0 890 47,0

TPF3049B220 49 60 660 28,0 TPF3094B220 94 100 89,0 47,0

TPF3050B220 50 60 660 280 TPF3095B220 95 10,0 89,0 47,0

TPF3051B220 51 60 660 280 TPF3096B220 9.6 100 89,0 47,0

TPF3052B220 52 60 660 280 TPF30978220 97 10,0 89,0 47,0

TPF30538220 53 60 660 280 TPF3098B220 9.8 100 89,0 47,0

TPF3054B220 54 60 660 280 TPF3099B220 9,9 10,0 89,0 47,0

TPF3055B220 55 60 660 280 %TPF3100B220 10,0 10,0 890 47,0

TPF3056B220 56 60 660 280 TPF3102B220 102 12,0 102,0 550

TPF3057B220 57 60 660 280 TPF31058220 105 12,0 102,0 550

TPF3058B220 58 60 660 280 TPF3108B220 10,8 12,0 1020 550

TPF3059B220 59 60 660 28,0 TPF3110B220 110 12,0 102,0 550

% TPF3060B220 60 60 660 280 TPF3112B220 112 12,0 1020 550

TPF3061B220 61 80 790 340 TPF3115B220 115 12,0 102,0 550

TPF3062B220 62 80 790 340 TPF3118B220 11,8 12,0 1020 550

TPF30638220 63 80 790 340 % TPF3120B220 12,0 12,0 1020 550

TPF3064B220 64 80 790 340 TPF3122B220 122 14,0 107,0 60,0

TPF3065B220 65 80 79,0 340 TPF3125B220 125 140 107,0 60,0

TPF3066B220 66 80 79,0 340 TPF3128B220 12,8 14,0 107,0 60,0

TPF3067B220 67 80 790 340 TPF3130B220 13,0 14,0 107.0 60,0

TPF3068B220 68 80 790 340 TPF3135B220 135 14,0 107,0 60,0

TPF3069B220 69 80 790 340 TPF3138B220 13,8 14,0 107,0 60,0

TPF3070B220 7,0 80 790 340 % TPF3140B220 14,0 14,0 107,0 60,0

TPF3071B220 7,1 80 790 410 TPF3142B220 142 160 1150 65,0

TPF3072B220 7.2 80 790 410 TPF3145B220 145 160 1150 650

TPF30738220 7,3 80 790 410 TPF3148B220 14,8 160 1150 650

TPF3074B220 7.4 80 790 41,0 TPF3150B220 150 16,0 1150 65,0

CTF’. C 89
C 30 @




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M N S H G
L . [ 2o
2 |8 |2 |EE 2% sl z z
E |E |3 |B2E2 8r 2 = 2
$03glY (3438 3E3 .5 55| &
IE Ew EJ g(‘% 85 D_f%o g 33 =5
$2/82\2d SEHIEEE S 22
£525(30|2% 20 5835|2423 5 =n|2d| 330 .8
EE §§ §§ E%‘ ’Eg?m g% Eg E% %& E'% EI EZED E% (06/MUH) (MM/MUH)
Mpumenenme - Application  FEIEEIEEIHAEREIEEIEEHEEIEER R HIH R n Vi
[ ) 3+ 120
[ ) 4+5 120 0,160 8493 1359
[ ) 5+6 120 0,220 6948 1529
[ ) 6+7 120 0,220 5879 1293
[ ) 7+8 120 0,220 5096 1121
[ ] 8+9 120 0,280 4496 1259
[ ] 9+10 120 0,280 4023 1126
(] 10+12 120 0,280 3474 973
[ ) 12+14 120 0,340 2940 1000
[ ) 14+16 120 0,340 2548 866
[ ) 16+18 120 0,380 2248 854
[ ) 18+20 120 0,380 2011 764
[ 3+4 110 0,080 10009 801
[J 4+5 110 0,080 7785 623
[J 5+6 110 0,120 6369 764
[ ) 6+7 110 0,120 5390 647
[ ) 7+8 110 0,120 4671 561
[ ) 8+9 110 0,150 4121 618
) 9+-10 110 0,150 3688 553
) 10+12 110 0,150 3185 478
) 12+14 110 0,200 2695 539
[ 14+16 110 0,200 2335 467
[J 16+18 110 0,250 2061 515
[J 18+20 110 0,250 1844 461
[ ) 3+4 70 0,080 6369 510
[ ) 4+5 70 0,080 4954 396
[ ) 5+6 70 0,120 4053 486
[ ) 6+7 70 0,120 3430 412
[ ) 7+8 70 0,120 2972 357
[ ) 8+9 70 0,150 2623 393
[ ] 9+10 70 0,150 2347 352
[ J 10+12 70 0,150 2027 304
[J 1214 70 0,200 1715 343
[ ) 14+16 70 0,200 1486 297
[ ) 16+18 70 0,250 1311 328
[ ) 18+20 70 0,250 1173 293
[ ) 3+4 45 0,080 4095 328
[ ) 4+5 45 0,080 3185 255
[ ) 5+6 45 0,120 2606 313
[ ] 6+7 45 0,120 2205 265
o 78 45 0,120 1911 229
[ ) 8+9 45 0,150 1686 253
[ ) 9+-10 45 0,150 1509 226
[ ) 10+12 45 0,150 1303 195
[ ) 12+14 45 0,200 1102 220
[ ) 14+16 45 0,200 955 191
[ ) 16+18 45 0,250 843 211
[ ) 18+20 45 0,250 754 189
(] 3+4 110 0,125 10009 1251
(] 4+5 110 0,125 7785 973
(] 5+6 110 0,175 6369 1115
[ ) 67 110 0,175 5390 943
[ ) 7+8 110 0,175 4671 817
[ ) 8+9 110 0,225 4121 927
[ ) 9+-10 110 0,225 3688 830
[ ) 10+12 110 0,225 3185 717
[ ] 12+14 110 0,300 2695 808
(] 14+16 110 0,300 2335 701
(] 16+18 110 0,375 2061 773
(] 18+20 110 0,375 1844 691
(o) 3+4 30 0,040 2730 109
(o) 4+5 30 0,040 2123 85
o 5+6 30 0,080 1737 139
(o) 6+7 30 0,080 1470 118
(o) 7+8 30 0,080 1274 102
o) 8+9 30 0,120 1124 135
O 9+10 30 0,120 1006 121
(o) 10+12 30 0,120 869 104
(o) 12+14 30 0,160 735 118
(o) 14+16 30 0,160 637 102
(o) 16+18 30 0,200 562 112
(o) 18+20 30 0,200 503 101

Ve
n
fn
Vf

PEKOMEHOOBAHHOE MNMPVYMEHEHME-RECOMMENDED APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

= m/mus CKOPOCTb PE3AHWA - CUTTING SPEED

= 06/MyH (MnH) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
= mm NMOAAYA/OBOPOT - FEED / REVOLUTION

= mm/mus CKOPOCTb MOOA4YN - FEED SPEED

[e]

BO3MOXHOE MPUMEHEHWE - POSSIBLE APPLICATION

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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TBepAocnnaBHbIe NMUMOTHbIE CBepna
HM Pilot drills
VHM-Pilotbohrer
M.D.l. Pointes Pilote

TPF3 ... B230

@D=2-12

ONs NOAroTOBKU OTBEPCTUM 2 16xD

FOR THE PREPARATION OF BORES 2 16xD

ZUR VORBEREITUNG VON BOHRUNGEN 2 16xD
POUR LA PREPARATION DE TROUS = 16xD

o
@D —

L ala)

TPCtooIsl

X engineering

NoEE

KBATIUTET
TOLLERANCE RANGE

D d
+0,030
+0,005| h6

C NMOKPbLITUEM
COATED

TIALN

B o

DIN
6535
T e

& MG

3xD

TPF3020B230 2,0 4 50,0 12,0
TPF3022B230 2,2 4 50,0 12,0
TPF3023B230 2,3 4 50,0 12,0
TPF3024B230 2,4 4 50,0 12,0
TPF3025B230 2,5 4 50,0 12,0
TPF3027B230 2,7 4 50,0 12,0
TPF3028B230 2,8 4 50,0 12,0
TPF3030B230 3,0 6 62,0 20,0
TPF3032B230 3,2 6 62,0 20,0
TPF3033B230 3,3 6 62,0 20,0
TPF3035B230 3,5 6 62,0 20,0
TPF3038B230 3,8 6 66,0 24,0
TPF3040B230 4,0 6 66,0 24,0
TPF3042B230 4,2 6 66,0 24,0
TPF3045B230 4,5 6 66,0 24,0
TPF3048B230 4,8 6 66,0 28,0
TPF3050B230 5,0 6 66,0 28,0
TPF3055B230 5,5 6 66,0 28,0
TPF3058B230 5,8 6 66,0 28,0
TPF3060B230 6,0 6 66,0 28,0
TPF3065B230 6,5 8 79,0 34,0
TPF3068B230 6,8 8 79,0 34,0
TPF3070B230 7,0 8 79,0 34,0
TPF3075B230 7,5 8 79,0 41,0
TPF3078B230 7,8 8 79,0 41,0
TPF3080B230 8,0 8 79,0 41,0
TPF3085B230 8,5 10 89,0 470
TPF3088B230 8,8 10 89,0 470
TPF3090B230 9,0 10 89,0 470
TPF3098B230 9,8 10 89,0 470
TPF3100B230 10,0 10 89,0 47,0
TPF3102B230 10,2 12 102,0 55,0
TPF3108B230 10,8 12 102,0 55,0
TPF3118B230 11,8 12 102,0 55,0
TPF3120B230 12,0 12 102,0 55,0
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P M K N S HI|G
2 |8 |2 |EE|25| (5B 3 z
g | |8 |BE|ED Sz 2 2 2
$030Y 3@ 33 3E3|.% 85| |Ed
BIE52 5E 5K 25823 53| |35
B R R
FIEELEREIE ”93% 22,4 EE(EEz2 8|5F
" BE|gS|%0|52|:2|20 29|25|85 80 k0 258250 85 ) (G i)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R M n
[ ] 2+3 120 0,130 15287 1987
° 3+4 120 0,150 10919 1638
[ ) 4+5 120 0,170 8493 1444
[ ] 5+6 120 0,200 6948 1390
° 6+7 120 0,230 5879 1352
° 7+8 120 0,260 5096 1325
[ ] 8+9 120 0,300 4496 1349
° 9+10 120 0,330 4023 1328
° 10+11 120 0,350 3640 1274
[ ] 11+12 120 0,380 3323 1263
° 2+3 110 0,130 14013 1822
° 3+4 110 0,150 10009 1501
° 4+5 110 0,170 7785 1323
° 5+6 110 0,200 6369 1274
° 6+7 110 0,230 5390 1240
° 7+8 110 0,260 4671 1214
° 8+9 110 0,300 4121 1236
° 9+10 110 0,330 3688 1217
° 10+11 110 0,350 3336 1168
° 11+12 110 0,380 3046 1158
L] 2+3 45 0,100 5732 573
[ ) 3+4 45 0,110 4095 450
L] 4+5 45 0,130 3185 414
L] 5+6 45 0,150 2606 391
[ ) 6+7 45 0,170 2205 375
L] 7+8 45 0,200 1911 382
L] 8+9 45 0,220 1686 371
[ ) 9+10 45 0,250 1509 377
L] 10+11 45 0,270 1365 369
L] 11+12 45 0,280 1246 349
() 2+3 120 0,130 15287 1987
° 3+4 120 0,150 10919 1638
[ ] 4+5 120 0,170 8493 1444
() 5+6 120 0,200 6948 1390
° 6+7 120 0,230 5879 1352
[ ] 7+8 120 0,260 5096 1325
() 8+9 120 0,300 4496 1349
° 9+10 120 0,330 4023 1328
[ ] 10+11 120 0,350 3640 1274
() 11+12 120 0,380 3323 1263
[ ) 2+3 110 0,100 14013 1401
L] 3+4 110 0,110 10009 1101
L] 4+5 110 0,130 7785 1012
[ ) 5+6 110 0,150 6369 955
L] 6+7 110 0,170 5390 916
L] 7+8 110 0,200 4671 934
[ ) 8+9 110 0,220 4121 907
L] 9+10 110 0,250 3688 922
L] 10+11 110 0,270 3336 901
[ ] 11+12 110 0,280 3046 853
® PEKOMEHOOBAHHOE MPUMEHEHME-RECOMMENDED APPLICATION [¢] BO3MOXHOE NMPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Ve = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/muH (MnH) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED
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TBepaocnnaBHble cBepna Hi-Tech *"- i ’
HM High Tech drills
High-Tech VHM-bohrer TPC tOOISI

M.D.I. Pointes High Tech X engineering

TPP5 ... B240 ]
TIALN
@D =3-20

LL i % %00
@D 7& — — \— ———————— —- @d e

5xD

-

-

DIN
6535

KBANIUTET D d % M G

TOLLERANCE RANGE m7 h6

TPP5030B240 30 6,0 66,0 28,0 TPP5075B240 7,5 8,0 91,0 53,0 TPP5150B240 150 16,0 133,0 83,0
TPP5031B240 3,1 6,0 66,0 28,0 TPP5076B240 7,6 80 91,0 53,0 TPP5152B240 152 16,0 1330 83,0
TPP5032B240 32 6,0 66,0 28,0 TPP5077B240 7,7 8,0 91,0 53,0 TPP5155B240 155 16,0 133,0 83,0
TPP5033B240 33 6,0 66,0 28,0 TPP5078B240 7,8 8,0 91,0 53,0 TPP5158B240 15,8 16,0 133,0 83,0
TPP5034B240 34 6,0 66,0 28,0 TPP5079B240 7,9 8,0 91,0 53,0 % TPP5160B240 16,0 16,0 133,0 83,0
TPP5035B240 35 6,0 66,0 28,0 %TPP5080B240 80 80 91,0 53,0 TPP5165B240 16,5 18,0 1430 93,0
TPP5036B240 36 6,0 66,0 28,0 TPP5081B240 8,1 10,0 103,0 61,0 TPP5170B240 17,0 18,0 1430 93,0
TPP5037B240 3,7 6,0 66,0 28,0 TPP5082B240 82 10,0 103,0 61,0 TPP5175B240 17,5 18,0 143,0 93,0
TPP5038B240 38 60 74,0 360 TPP5083B240 83 10,0 103,0 61,0 % TPP5180B240 180 180 143,0 93,0
TPP5039B240 39 6,0 74,0 36,0 TPP5084B240 84 10,0 103,0 61,0 TPP5185B240 18,5 20,0 153,0 101,0
TPP5040B240 4,0 6,0 74,0 36,0 TPP5085B240 85 10,0 103,0 61,0 TPP5190B240 19,0 20,0 153,0 101,0
TPP5041B240 4,1 6,0 74,0 36,0 TPP5086B240 8,6 10,0 103,0 61,0 TPP5195B240 19,5 20,0 153,0 101,0
TPP5042B240 42 6,0 74,0 36,0 TPP5087B240 8,7 10,0 103,0 61,0 % TPP5200B240 20,0 20,0 153,0 101,0
TPP5043B240 43 6,0 74,0 36,0 TPP5088B240 8,8 10,0 103,0 61,0

TPP5044B240 44 6,0 74,0 36,0 TPP5089B240 89 10,0 103,0 61,0

TPP5045B240 45 6,0 740 36,0 TPP5090B240 9,0 10,0 103,0 61,0 "

TPP5046B240 4,6 60 740 36,0 TPP5091B240 9,1 10,0 103,0 61,0 E * =u';ng?’xlETﬂl_lE:f'TgL':EBQ{'N“J:TOM h7
TPP5047B240 47 6,0 740 36,0 TPP5092B240 9,2 10,0 103,0 61,0 BN & = GEBAUT MIT TOLERANZ h7
TPP5048B240 4,8 6,0 82,0 44,0 TPP5093B240 9,3 10,0 103,0 61,0 I B * = REALISES EN TOLERANCE h7
TPP5049B240 4,9 6,0 820 440 TPP5094B240 9,4 10,0 103,0 61,0

TPP5050B240 50 6,0 820 44,0 TPP5095B240 9,5 10,0 103,0 61,0

TPP5051B240 51 6,0 82,0 440 TPP5096B240 9,6 10,0 103,0 61,0

TPP5052B240 52 6,0 82,0 44,0 TPP5097B240 9,7 10,0 103,0 61,0

TPP5053B240 53 6,0 82,0 44,0 TPP5098B240 9,8 10,0 103,0 61,0

TPP5054B240 54 6,0 82,0 44,0 TPP5099B240 9,9 10,0 103,0 61,0

TPP5055B240 55 6,0 82,0 44,0 % TPP5100B240 10,0 10,0 103,0 61,0

TPP5056B240 56 6,0 82,0 44,0 TPP5102B240 10,2 12,0 118,0 71,0

TPP5057B240 57 6,0 82,0 44,0 TPP5105B240 10,5 12,0 118,0 71,0

TPP5058B240 58 6,0 82,0 44,0 TPP5108B240 10,8 12,0 118,0 71,0

TPP5059B240 59 6,0 82,0 44,0 TPP5110B240 11,0 12,0 1180 71,0

% TPP5060B240 60 6,0 82,0 44,0 TPP5112B240 11,2 12,0 118,0 71,0

TPP5061B240 6,1 8,0 91,0 53,0 TPP5115B240 115 12,0 118,0 71,0

TPP5062B240 6,2 8,0 91,0 53,0 TPP5118B240 11,8 12,0 118,0 71,0

TPP5063B240 6,3 8,0 91,0 53,0 % TPP5120B240 12,0 12,0 118,0 71,0

TPP5064B240 6,4 80 91,0 53,0 TPP5122B240 12,2 14,0 1240 77,0

TPP5065B240 65 8,0 91,0 53,0 TPP5125B240 12,5 14,0 1240 77,0

TPP5066B240 6,6 8,0 91,0 53,0 TPP5128B240 12,8 14,0 1240 77,0

TPP5067B240 6,7 8,0 91,0 53,0 TPP5130B240 13,0 14,0 1240 77,0

TPP5068B240 6,8 8,0 91,0 53,0 TPP5132B240 13,2 14,0 1240 77,0

TPP5069B240 69 80 91,0 530 TPP5135B240 13,5 14,0 1240 77,0

TPP5070B240 7,0 8,0 91,0 53,0 TPP5138B240 13,8 14,0 1240 77,0

TPP5071B240 7,1 8,0 91,0 53,0 % TPP5140B240 14,0 14,0 1240 77,0

TPP5072B240 7,2 8,0 91,0 53,0 TPP5142B240 14,2 16,0 133,0 83,0

TPP5073B240 7,3 8,0 91,0 53,0 TPP5145B240 14,5 16,0 133,0 83,0

TPP5074B240 7,4 80 91,0 53,0 TPP5148B240 14,8 16,0 133,0 83,0
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P M K N S H|G
g g |4 AT T =
g & |3 |EEEE |SE B 2 :
—41244|0 SES & = =S 2
g o E w §|_u %Lu z | & g (") = H
BIZE 2 |BE EE| 25823 T
QI8 EH|22|22|BF 28 §5’§§ =i o
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
€51E5J\87(8Y 5Y 20|89 )58 52| F|EC|EE|-5|Eq|sk
_ BEI8S|E6|52| 52 2n|2Y|8J|83|48 /29|25 82|38(83 (MM)  (0B/mMuH) (Mmnt)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R m  n Vi
) 3+4 90 0,035 8189 287
) 45 90 0,045 6369 287
[ ) 5+6 90 0,060 5211 313
[ ) 6+7 90 0,070 4410 309
) 7+8 90 0,080 3822 306
) 8+9 90 0,100 3372 337
[ ) 9+10 90 0,110 3017 332
[ ) 10+12 90 0,120 2606 313
) 12+14 90 0,130 2205 287
[ ) 14+16 90 0,165 1911 315
[ ) 16+18 90 0,190 1686 320
[ ) 18+20 90 0,210 1509 317
[ ) 3+4 80 0,035 7279 255
[ ) 4+5 80 0,045 5662 255
o 5+6 80 0,060 4632 278
[ ] 6+7 80 0,070 3920 274
[ ] 7+8 80 0,080 3397 272
[ ) 8+9 80 0,100 2997 300
[ ) 9+10 80 0,110 2682 295
[ ) 10+12 80 0,120 2316 278
[ ) 12+14 80 0,130 1960 255
[ ) 14+16 80 0,165 1699 280
[ ) 16+18 80 0,190 1499 285
[ ] 18+20 80 0,210 1341 282
(] 3+4 40 0,080 3640 291
(o] 4+5 40 0,080 2831 226
[e] 5+6 40 0,120 2316 278
[e] 6=7 40 0,120 1960 235
(] 78 40 0,120 1699 204
(o] 8+9 40 0,150 1499 225
[e] 9+10 40 0,150 1341 201
o 10+12 40 0,150 1158 174
(] 12+14 40 0,200 980 196
(o] 14+16 40 0,200 849 170
[e] 16+18 40 0,250 749 187
[e] 18+20 40 0,250 670 168
(o) 3+4 110 0,090 10009 901
(o) 4+5 110 0,120 7785 934
(o) 5+6 110 0,150 6369 955
(o) 6+7 110 0,170 5390 916
(o) 7+8 110 0,190 4671 887
(o) 8+9 110 0,210 4121 865
(o) 9+10 110 0,230 3688 848
(o) 10+12 110 0,260 3185 828
(o) 12+14 110 0,300 2695 808
(o) 14+16 110 0,340 2335 794
(o) 16+18 110 0,370 2061 762
(o) 18+20 110 0,410 1844 756
o 3+4 90 0,090 8189 737
(e} 4+5 90 0,120 6369 764
(] 5+6 90 0,150 5211 782
o 6+7 90 0,170 4410 750
o 7+8 90 0,190 3822 726
(e} 8+9 90 0,210 3372 708
(] 9+10 90 0,230 3017 694
o 10+12 90 0,260 2606 677
o 12+14 90 0,300 2205 661
(e} 14+16 90 0,340 1911 650
(] 16+18 90 0,370 1686 624
o 18+20 90 0,410 1509 619
® PEKOMEHOOBAHHOE HPMMEHEHME-RECOMMENDED APPLICATION (] BQ3MO}KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TBepaocnnaBHble cBepna Hi-Tech A\ \ ’
HM High Tech drills
High-Tech VHM-bohrer TPC tOOISI

M.D.l. Pointes High Tech X engineering

TPF5 ... B250 "o
TIALN
@D =3 - 20 HOBbIE

Ny

DIN
6535

5xD

NG, e
KBAJIUTET D d % M G

TOLLERANCE RANGE m7 h6

TPF5030B250 30 6 66 28 TPF5075B250 7,5 8 91 53 TPF5148B250 14,8 16 133 83
TPF5031B250 31 6 66 28 TPF5076B250 7,6 8 91 53 TPF5150B250 150 16 133 83
TPF5032B250 32 6 66 28 TPF5077B250 7,7 8 91 53 TPF5152B250 152 16 133 83
TPF50338B250 33 6 66 28 TPF50788250 7,8 8 91 53 TPF51558250 15,5 16 133 83
TPF5034B250 34 6 66 28 TPF5079B250 7,9 8 91 53 TPF5158B250 158 16 133 83
TPF5035B250 35 6 66 28 %TPF5080B250 80 8 91 53 *TPF5160B250 160 16 133 83
TPF5036B250 3,6 6 66 28 TPF5081B250 8,1 10 103 61 TPF5165B250 16,5 18 143 93
TPF5037B250 3,7 6 66 28 TPF5082B250 8,2 10 103 61 TPF5170B250 17,0 18 143 93
TPF5038B250 38 6 74 36 TPF5083B250 83 10 103 61 TPF5175B250 17,5 18 143 93
TPF5039B250 39 6 74 36 TPF5084B250 84 10 103 61 % TPF5180B250 18,0 18 143 93
TPF5040B250 40 6 74 36 TPF5085B250 85 10 103 61 TPF5185B250 185 20 153 101
TPF5041B250 4,1 6 74 36 TPF5086B250 8,6 10 103 61 TPF5190B250 19,0 20 153 101
TPF5042B250 4,2 6 74 36 TPF5087B250 8,7 10 103 61 TPF5195B250 195 20 153 101
TPF5043B250 43 6 74 36 TPF5088B250 88 10 103 61 % TPF5200B250 20,0 20 153 101
TPF5044B250 44 6 74 36 TPF5089B250 89 10 103 61

TPF5045B250 45 6 74 36 TPF5090B250 9,0 10 103 61

TPF5046B250 46 6 74 36 TPF5091B250 9,1 10 103 61

TPF5047B250 4,7 6 74 36 TPF5092B250 9,2 10 103 61 E I : u‘:\%‘gﬁﬁﬂlﬁ:’féL':EB':‘:N”J;TOM h7
TPF5048B250 48 6 82 44 TPF5093B250 9,3 10 103 61 EE = GEBAUT MIT TOLERANZ h7
TPF5049B250 49 6 82 44 TPF5094B250 9,4 10 103 61 W * = REALISES EN TOLERANCE h7
TPF5050B250 50 6 82 44 TPF5095B250 95 10 103 61

TPF5051B250 51 6 82 44 TPF5096B250 9,6 10 103 61

TPF5052B250 52 6 82 44 TPF5097B250 9,7 10 103 61

TPF5053B250 53 6 82 44 TPF5098B250 9,8 10 103 61

TPF5054B250 54 6 82 44 TPF5099B250 9,9 10 103 61

TPF5055B250 55 6 82 44 *TPF5100B250 10,0 10 103 61

TPF5056B250 56 6 82 44 TPF5102B250 10,2 12 118 71

TPF5057B250 57 6 82 44 TPF5103B250 103 12 118 71

TPF5058B250 58 6 82 44 TPF5105B250 10,5 12 118 71

TPF5050B250 59 6 82 44 TPF51088250 10,8 12 118 71

% TPF5060B250 60 6 82 44 TPF5110B250 11,0 12 118 71

TPF5061B250 6,1 8 91 53 TPF5112B250 11,2 12 118 71

TPF5062B250 62 8 91 53 TPF51158250 115 12 118 71

TPF5063B250 63 8 91 53 TPF51188250 11,8 12 118 71

TPF5064B250 64 8 91 53 % TPF5120B250 12,0 12 118 71

TPF5065B250 65 8 91 53 TPF5122B250 12,2 14 124 77

TPF5066B250 6,6 8 91 53 TPF5125B250 12,5 14 124 77

TPF5067B250 67 8 91 53 TPF5128B250 12,8 14 124 77

TPF5068B250 68 8 91 53 TPF5130B250 13,0 14 124 77

TPF5069B250 69 8 91 53 TPF5132B250 13,2 14 124 77

TPF5070B250 7,0 8 91 53 TPF5135B250 13,5 14 124 77

TPF5071B250 7,1 8 91 53 TPF5138B250 138 14 124 77

TPF5072B250 7,2 8 91 53 *TPF5140B250 140 14 124 77

TPF50738250 7,3 8 91 53 TPF5142B250 14,2 16 133 83

TPF5074B250 7,4 8 91 53 TPF5145B250 145 16 133 83

CTP. C 89
C 36 @




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M N S H G
L . [ 2o
2 |8 |2 |EE 2% sl z z
E |E |3 |B2E2 8r 2 = 2
$03glY (3438 3E3 .5 55| &
IE Ew EJ g(‘% 85 D_f%o g 33 =5
$2/82\2d SEHIEEE S 22
£525(30|2% 20 5835|2423 5 =n|2d| 330 .8
EE §§ §§ E%‘ ’Eg?m g% Eg E% %& E'% EI EZED E% (06/MUH) (MM/MUH)
Mpumenenme - Application  FEIEEIEEIHAEREIEEIEEHEEIEER R HIH R n Vi
[ ) 3+ 120
[ ) 4+5 120 0,160 8493 1359
[ ) 5+6 120 0,220 6948 1529
[ ) 6+7 120 0,220 5879 1293
[ ) 7+8 120 0,220 5096 1121
[ ] 8+9 120 0,280 4496 1259
[ ] 9+10 120 0,280 4023 1126
(] 10+12 120 0,280 3474 973
[ ) 12+14 120 0,340 2940 1000
[ ) 14+16 120 0,340 2548 866
[ ) 16+18 120 0,380 2248 854
[ ) 18+20 120 0,380 2011 764
[ 3+4 110 0,080 10009 801
[J 4+5 110 0,080 7785 623
[J 5+6 110 0,120 6369 764
[ ) 6+7 110 0,120 5390 647
[ ) 7+8 110 0,120 4671 561
[ ) 8+9 110 0,150 4121 618
) 9+-10 110 0,150 3688 553
) 10+12 110 0,150 3185 478
) 12+14 110 0,200 2695 539
[ 14+16 110 0,200 2335 467
[J 16+18 110 0,250 2061 515
[J 18+20 110 0,250 1844 461
[ ) 3+4 70 0,080 6369 510
[ ) 4+5 70 0,080 4954 396
[ ) 5+6 70 0,120 4053 486
[ ) 6+7 70 0,120 3430 412
[ ) 7+8 70 0,120 2972 357
[ ) 8+9 70 0,150 2623 393
[ ] 9+10 70 0,150 2347 352
[ J 10+12 70 0,150 2027 304
[J 1214 70 0,200 1715 343
[ ) 14+16 70 0,200 1486 297
[ ) 16+18 70 0,250 1311 328
[ ) 18+20 70 0,250 1173 293
[e] 3+4 45 0,080 4095 328
[e] 4+5 45 0,080 3185 255
[e] 5+6 45 0,120 2606 313
] 6+7 45 0,120 2205 265
] 78 45 0,120 1911 229
[e] 8+9 45 0,150 1686 253
[e] 9+-10 45 0,150 1509 226
[e] 10+12 45 0,150 1303 195
[e] 12+14 45 0,200 1102 220
[e] 14+16 45 0,200 955 191
[e] 16+18 45 0,250 843 211
[e] 18+20 45 0,250 754 189
] 3+4 110 0,125 10009 1251
O 4+5 110 0,125 7785 973
O 5+6 110 0,175 6369 1115
[e] 67 110 0,175 5390 943
[e] 7+8 110 0,175 4671 817
[e] 8+9 110 0,225 4121 927
(@] 9+-10 110 0,225 3688 830
(o] 10+12 110 0,225 3185 717
(] 12+14 110 0,300 2695 808
] 14+16 110 0,300 2335 701
(e} 16+18 110 0,375 2061 773
(e} 18+20 110 0,375 1844 691
(o) 3+4 30 0,040 2730 109
(o) 4+5 30 0,040 2123 85
o 5+6 30 0,080 1737 139
(o) 6+7 30 0,080 1470 118
(o) 7+8 30 0,080 1274 102
o) 8+9 30 0,120 1124 135
O 9+10 30 0,120 1006 121
(o) 10+12 30 0,120 869 104
(o) 12+14 30 0,160 735 118
(o) 14+16 30 0,160 637 102
(o) 16+18 30 0,200 562 112
(o) 18+20 30 0,200 503 101

Ve
n
fn
Vf

PEKOMEHOOBAHHOE MNMPVYMEHEHME-RECOMMENDED APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

= m/mus CKOPOCTb PE3AHWA - CUTTING SPEED

= 06/MyH (MnH) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
= mm NMOAAYA/OBOPOT - FEED / REVOLUTION

= mm/mus CKOPOCTb MOOA4YN - FEED SPEED

[e]

BO3MOXHOE MPUMEHEHWE - POSSIBLE APPLICATION

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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TBepaocnnaBHble cBepna Hi-Tech no HepkxaBetowen cTanu v i ’
HM High Tech Inox drills

High-Tech VHM-bohrer Inox TPC _tOO_ISI
M.D.I. Pointes High Tech Inox E2 engineering

TPFS ... B260 o
TIALN

L1 % 30°

DIN
6535
Toa e

KBANIUTET D d % M G

5xD

@D =3-16

T

TOLLERANCE RANGE h7 h5

TPF5030B260 3,00 6 66 28 TPF5075B260 7,50 8 91 53 TPF5150B260 15,00 16 133 83
TPF5031B260 3,10 6 66 28 TPF5076B260 7,60 8 91 53 TPF5152B260 15,20 16 133 83
TPF5032B260 3,20 6 66 28 TPF5077B260 7,70 8 91 53 TPF5155B260 15,50 16 133 83
TPF5033B260 3,30 6 66 28 TPF5078B260 7,80 8 91 53 TPF5158B260 15,80 16 133 83
TPF5034B260 3,40 6 66 28 TPF5079B260 7,90 8 91 53 TPF5160B260 16,00 16 133 83
TPF5035B260 3,50 6 66 28 TPF5080B260 8,00 8 91 53
TPF5036B260 3,60 6 66 28 TPF5081B260 8,10 10 103 61
TPF5037B260 3,70 6 66 28 TPF5082B260 8,20 10 103 61
TPF5038B260 3,80 6 74 36 TPF5083B260 8,30 10 103 61
TPF5039B260 3,90 6 74 36 TPF5084B260 8,40 10 103 61
TPF5040B260 4,00 6 74 36 TPF5085B260 8,50 10 103 61
TPF5041B260 4,10 6 74 36 TPF5086B260 8,60 10 103 61
TPF5042B260 4,20 6 74 36 TPF5087B260 8,70 10 103 61
TPF5043B260 4,30 6 74 36 TPF5088B260 8,80 10 103 61
TPF5044B260 4,40 6 74 36 TPF5089B260 8,90 10 103 61
TPF5045B260 4,50 6 74 36 TPF5090B260 9,00 10 103 61
TPF5046B260 4,60 6 74 36 TPF5091B260 9,10 10 103 61
TPF5047B260 4,70 6 74 36 TPF5092B260 9,20 10 103 61
TPF5048B260 4,80 6 82 44 TPF5093B260 9,30 10 103 61
TPF5049B260 4,90 6 82 44 TPF5094B260 9,40 10 103 61
TPF5050B260 5,00 6 82 44 TPF5095B260 9,50 10 103 61
TPF5051B260 5,10 6 82 44 TPF5096B260 9,60 10 103 61
TPF5052B260 5,20 6 82 44 TPF5097B260 9,70 10 103 61
TPF5053B260 5,30 6 82 44 TPF5098B260 9,80 10 103 61
TPF5054B260 5,40 6 82 44 TPF5099B260 9,90 10 103 61
TPF5055B260 5,50 6 82 44 TPF5100B260 10,00 10 103 61
TPF5056B260 5,60 6 82 44 TPF5102B260 10,20 12 18 71
TPF5057B260 5,70 6 82 44 TPF5103B260 10,30 12 18 71
TPF5058B260 5,80 6 82 44 TPF5105B260 10,50 12 118 71
TPF5059B260 5,90 6 82 44 TPF5108B260 10,80 12 118 71
TPF5060B260 6,00 6 82 44 TPF5110B260 11,00 12 118 71
TPF5061B260 6,10 8 91 53 TPF5112B260 11,20 12 118 71
TPF5062B260 6,20 8 91 53 TPF5115B260 11,50 12 118 71
TPF5063B260 6,30 8 91 53 TPF5118B260 11,80 12 118 71
TPF5064B260 6,40 8 91 53 TPF5120B260 12,00 12 118 71
TPF5065B260 6,50 8 91 53 TPF5122B260 12,20 14 124 77
TPF5066B260 6,60 8 91 53 TPF5125B260 12,50 14 124 77
TPF5067B260 6,70 8 91 53 TPF5128B260 12,80 14 124 77
TPF5068B260 6,80 8 91 53 TPF5130B260 13,00 14 124 77
TPF5069B260 6,90 8 91 53 TPF5135B260 13,50 14 124 77
TPF5070B260 7,00 8 91 53 TPF5138B260 13,80 14 124 77
TPF5071B260 7,10 8 91 53 TPF5140B260 14,00 14 124 77
TPF5072B260 7,20 8 91 53 TPF5142B260 14,20 16 133 83
TPF5073B260 7,30 8 91 53 TPF5145B260 14,50 16 133 83
TPF5074B260 7,40 8 91 53 TPF5148B260 14,80 16 133 83
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H G
g g |4 AT T =
|8 |8 [EZE 3 |87 B 2 2
gu2gC |3g %d 2 EZ| & 53 2
BIZE 2 |BE EE| 25823 T
Q182 ZH|E2 |80 |p |22 §5’§§ EN R
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
€51E5J\87(8Y 5Y 20|89 )58 52| F|EC|EE|-5|Eq|sk
_ BEI8S|E6|52| 52 2n|2Y|8J|83|48 /29|25 82|38(83 (MM)  (0B/mMuH) (Mmnt)
Mpumenerve - Application  EXIECIEEIEGIEEIEEEE I EEEIEEIEE I R EL T M n
o 3+4 100 0,065 9099 591
o 45 100 0,085 7077 602
(] 5+6 100 0,110 5790 637
o 6+7 100 0,135 4900 661
o 7+8 100 0,160 4246 679
o 8+9 100 0,180 3747 674
(] 9+10 100 0,195 3352 654
o 10+12 100 0,215 2895 622
o 12+14 100 0,245 2450 600
o 14+16 100 0,285 2123 605
(o) 3+4 75 0,035 6824 239
(o) 4+5 75 0,045 5308 239
(o) 5+6 75 0,060 4343 261
(o) 6+7 75 0,070 3675 257
(o) 7+8 75 0,080 3185 255
(o) 8+9 75 0,090 2810 253
o 9+10 75 0,100 2514 251
(o) 10+12 75 0,115 2171 250
(o) 1214 75 0,130 1837 239
(o) 14+16 75 0,150 1592 239
[ 3+4 80 0,035 7279 255
[ ] 4+5 80 0,045 5662 255
[ ] 5+6 80 0,060 4632 278
[ ] 6=7 80 0,070 3920 274
[ 78 80 0,080 3397 272
[ ] 8+9 80 0,090 2997 270
[ ] 9+10 80 0,100 2682 268
[ ] 10+12 80 0,115 2316 266
[ 12+14 80 0,130 1960 255
[ ] 14+16 80 0,150 1699 255
(o) 3+4 126 0,090 11465 1032
(o) 4+5 126 0,110 8917 981
(o) 5+6 126 0,140 7296 1021
(o) 6+7 126 0,160 6173 988
(o) 7+8 126 0,180 5350 963
(o) 8+9 126 0,225 4721 1062
(o) 9+10 126 0,240 4224 1014
(o) 10+12 126 0,270 3648 985
(o) 12+14 126 0,320 3087 988
(o) 14+16 126 0,340 2675 910
o 3+4 105 0,090 9554 860
(e} 4+5 105 0,110 7431 817
o 5+6 105 0,140 6080 851
o 6+7 105 0,160 5145 823
o 7+8 105 0,180 4459 803
o 8+9 105 0,225 3934 885
o 9+10 105 0,240 3520 845
o 10+12 105 0,270 3040 821
o 12+14 105 0,320 2572 823
(e} 14+16 105 0,340 2229 758
(o) 3+4 25 0,014 2275 32
(o) 4+5 25 0,022 1769 39
O 5+6 25 0,030 1448 43
(o) 6+7 25 0,040 1225 49
(o) 7+8 25 0,050 1062 53
(o) 8+9 25 0,060 937 56
O 9+10 25 0,070 838 59
(o) 10+12 25 0,090 724 65
(o) 12+14 25 0,110 612 67
(o) 14+16 25 0,130 531 69
® PEKOMEHOOBAHHOE I'IPVIMEHEHVIE—RECOMMEND!ED APPLICATION o] BQSMO}KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED

C 39




L ala)

TBepaocnnaBHble cBepna Hi-Tech no antoMuHuio

HM High Tech ALU drill )
High-ITgech VHM-bohrer ALU TPC_tOO_lS;
M.D.. Pointes High Tech ALU £ engineering
C MOKPbLITUEM
TPF5 ... B270 CoATED ExD
TIALN OX
GD - 3 _ 20 CEPEBPAAHBIE
5 5
L1

DIN
6535

KBAJIUTET D d % M G

TOLLERANCE RANGE h7 h5

TPF5030B270 3,0 6 66 28 TPF5075B270 7,5 8 91 53 TPF5150B270 15,0 16 133 83
TPF5031B270 3,1 6 66 28 TPF5076B270 7,6 8 91 53 TPF5152B270 152 16 133 83
TPF5032B270 3,2 6 66 28 TPF5077B270 7,7 8 91 53 TPF5155B270 155 16 133 83
TPF5033B270 3,3 6 66 28 TPF5078B270 7,8 8 91 53 TPF5158B270 158 16 133 83
TPF5034B270 3,4 6 66 28 TPF5079B270 7,9 8 91 53 TPF5160B270 16,0 16 133 83
TPF5035B270 3,5 6 66 28 TPF5080B270 8,0 8 91 53 TPF5165B270 16,5 18 143 93
TPF5036B270 3,6 6 66 28 TPF5081B270 8,1 10 103 61 TPF5168B270 16,8 18 143 93
TPF5037B270 3,7 6 66 28 TPF5082B270 8,2 10 103 61 TPF5170B270 17,0 18 143 93
TPF5038B270 3,8 6 66 28 TPF5083B270 8,3 10 103 61 TPF5175B270 17,5 18 143 93
TPF5039B270 3,9 6 66 28 TPF5084B270 8,4 10 103 61 TPF5180B270 18,0 18 143 93
TPF5040B270 4,0 6 66 28 TPF5085B270 8,5 10 103 61 TPF5185B270 18,5 20 153 101
TPF5041B270 4,1 6 82 44 TPF5086B270 8,6 10 103 61 TPF5188B270 18,8 20 153 101
TPF5042B270 4,2 6 82 44 TPF5087B270 8,7 10 103 61 TPF5190B270 19,0 20 153 101
TPF5043B270 4,3 6 82 44 TPF5088B270 8,8 10 103 61 TPF5195B270 19,5 20 153 101
TPF5044B270 4,4 6 82 44 TPF5089B270 8,9 10 103 61 TPF5200B270 20,0 20 153 101
TPF5045B270 4,5 6 82 44 TPF5090B270 9,0 10 103 61
TPF5046B270 4,6 6 82 44 TPF5091B270 9,1 10 103 61
TPF5047B270 4,7 6 82 44 TPF5092B270 9,2 10 103 61
TPF5048B270 4,8 6 82 44 TPF5093B270 9,3 10 103 61
TPF5049B270 4,9 6 82 44 TPF5094B270 9,4 10 103 61
TPF5050B270 5,0 6 82 44 TPF5095B270 9,5 10 103 61
TPF5051B270 5,1 6 82 44 TPF5096B270 9,6 10 103 61
TPF5052B270 5,2 6 82 44 TPF5097B270 9,7 10 103 61
TPF5053B270 5,3 6 82 44 TPF5098B270 9,8 10 103 61
TPF5054B270 5,4 6 82 44 TPF5099B270 9,9 10 103 61
TPF5055B270 5,5 6 82 44 TPF5100B270 10,0 10 103 61
TPF5056B270 5,6 6 82 44 TPF5102B270 10,2 12 118 71
TPF5057B270 5,7 6 82 44 TPF5105B270 10,5 12 118 71
TPF5058B270 5,8 6 82 44 TPF5108B270 10,8 12 118 71
TPF5059B270 5,9 6 82 44 TPF5110B270 11,0 12 118 71
TPF5060B270 6,0 6 82 44 TPF5112B270 11,2 12 118 71
TPF5061B270 6,1 8 91 53 TPF5115B270 11,5 12 118 71
TPF5062B270 6,2 8 91 53 TPF5118B270 11,8 12 118 71
TPF5063B270 6,3 8 91 53 TPF5120B270 12,0 12 118 71
TPF5064B270 6,4 8 91 53 TPF5122B270 12,2 14 124 77
TPF5065B270 6,5 8 91 53 TPF5125B270 125 14 124 77
TPF5066B270 6,6 8 91 53 TPF5128B270 12,8 14 124 77
TPF5067B270 6,7 8 91 53 TPF5130B270 13,0 14 124 77
TPF5068B270 6,8 8 91 53 TPF5132B270 132 14 124 77
TPF5069B270 6,9 8 91 53 TPF5135B270 135 14 124 77
TPF5070B270 7,0 8 91 53 TPF5138B270 13,8 14 124 77
TPF5071B270 7,1 8 91 53 TPF5140B270 14,0 14 124 77
TPF5072B270 7,2 8 91 53 TPF5142B270 14,2 16 133 83
TPF5073B270 7,3 8 91 53 TPF5145B270 14,5 16 133 83
TPF5074B270 7,4 8 91 53 TPF5148B270 14,8 16 133 83

CTP. C 89
C 40 @*




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

= M K N S H G
2 |8 |4 AT T 3
g |E |8 |BE|EE| |EF B 2 8
$0/30 % (3339 3 E3|.% Exl |Ed
BIZE 2 |BE EE| 25823 T
PIex(ZH 22|22/ E2 §5’§§ ERN Ea)
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
£55382 bl 59253285 52|, 5|ES|EE|.3|5qg|sx
..JE é; $3/£z2|22\3y|2u(gg(/85 88 E'% 8t &z 29 95 (MM)  (06/MMH) (MM/MIH)
Mpuvenerwte - Application  EXIEEIFEIEHEHEEEEEEIEEIER I R £ T n_n Vi
o 3:4 120 | 0085 | 10919 | 928
o 45 120 | 0105 | 8493 | 892
o 56 120 | 0120 | 6948 | 834
o 67 120 | 0135 | 5879 | 794
o 7:8 120 | 0150 | 5096 | 764
o 8+9 120 | 0165 | 4496 | 742
o 9:10 | 120 | 0475 | 4023 | 704
o 10712 | 120 | 0,200 | 3474 | 69
o 12714 | 120 | 0250 | 2940 | 735
o 1416 | 120 | 0270 | 2548 | 688
o 16718 | 120 | 0,200 | 2248 | 652
o 18720 | 120 | 0310 | 2011 | 624
o 34 75 | 0045 | 6824 | 307
o 455 75 | 0060 | 5308 | 318
o 56 75 | 0070 | 4343 | 304
o 67 75 | 0080 | 3675 | 294
o 7:8 75 | 0090 | 3185 | 287
o 8:9 75 | 0098 | 2810 | 275
o 9:10 | 75 | 0105 | 2514 | 264
o 10412 | 75 | oa1s | 2171 | 250
o 12614 | 75 | 0435 | 1837 | 248
o 1416 | 75 | 0455 | 1592 | 247
o 16718 | 75 | 0465 | 1405 | 232
o 18720 | 75 | 0475 | 1257 | 220
° 3+4 190 | 0100 | 17288 | 3285
° 45 190 | 0240 | 13447 | 3227
° 5:6 100 | 0,250 | 11002 | 2750
° 67 190 | 0,300 | 9309 | 2793
° 7:8 190 | 0320 | 8068 | 2582
° 8:9 100 | 0350 | 7119 | 2492
° 9:10 | 190 | 0380 | 6369 | 2420
° 10412 | 190 | 0420 | 5501 | 2310
° 12714 | 190 | 0450 | 4655 | 2095
° 1416 | 100 | 0480 | 4034 | 1936
° 16718 | 190 | 0520 | 3559 | 1851
° 18:20 | 100 | 0580 | 3185 | 1847
° 34 25 | 0020 | 2275 | 45
° 455 25 | 0030 | 1769 53
° 56 25 | 0040 | 1448 58
° 6:7 25 | 0050 | 1225 61
° 7:8 25 | 0060 | 1062 64
° 8:9 25 | 0068 | 937 64
° 9:10 | 25 | 0076 | 838 64
° 10412 | 25 | o088 | 724 64
° 12414 | 25 | 0104 | 612 64
° 1416 | 25 | 0420 | 531 64
° 16718 | 25 | 0128 | 468 60
° 18720 | 25 | 0431 | 419 55
° 3+4 30 | 0020 | 2730 55
° 45 30 | 0030 | 2123 64
° 56 30 | 0040 | 1737 69
° 67 30 | 0050 | 1470 73
° 7:8 30 | 0060 | 1274 76
° 8:9 30 | 0068 | 1124 76
° 9:10 | 30 | 0076 | 1006 76
° 10412 | 30 | 0088 | 869 76
° 12714 | 30 | 0404 | 735 76
° 14416 | 30 | 0120 | 637 76
° 16718 | 30 | 0128 | 562 72
° 18720 | 30 | 04132 | 503 66
@  PEKOMEH[OBAHHOE MPUMEHEHVIE-RECOMMENDED APPLICATION O BO3MOMXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TBepaocnnaBHble cBepna Hi-Tech no 4yyryHy ’ i ’
HM High Tech Cast iron drills

High-Tech VHM-bohrer Guss TPC_tOO_ISI
M.D.I. Pointes High Tech Fonte E2 engineering

TPF5 ... B280 P
TIALN

L1 i % 30°

DIN
& 6535

KBAMUTET D | d % M G
h7

TOLLERANCE RANGE h5

5xD

@D =3-16

TPF5030B280 3,0 6 66 28 TPF5075B280 7,5 8 91 53 TPF5150B280 15,0 16 133 83
TPF5031B280 3,1 6 66 28 TPF5076B280 7,6 8 91 53 TPF5152B280 152 16 133 83
TPF5032B280 3,2 6 66 28 TPF5077B280 7,7 8 91 53 TPF5155B280 155 16 133 83
TPF5033B280 3,3 6 66 28 TPF5078B280 7,8 8 91 53 TPF5158B280 158 16 133 83
TPF5034B280 3,4 6 66 28 TPF5079B280 7,9 8 91 53 TPF5160B280 16,0 16 133 83
TPF5035B280 3,5 6 66 28 TPF5080B280 8,0 8 91 53
TPF5036B280 3,6 6 66 28 TPF5081B280 8,1 10 103 61
TPF5037B280 3,7 6 66 28 TPF5082B280 8,2 10 103 61
TPF5038B280 3,8 6 74 36 TPF5083B280 8,3 10 103 61
TPF5039B280 3,9 6 74 36 TPF5084B280 8,4 10 103 61
TPF5040B280 4,0 6 74 36 TPF5085B280 8,5 10 103 61
TPF5041B280 4,1 6 74 36 TPF5086B280 8,6 10 103 61
TPF5042B280 4,2 6 74 36 TPF5087B280 8,7 10 103 61
TPF5043B280 4,3 6 74 36 TPF5088B280 8,8 10 103 61
TPF5044B280 4,4 6 74 36 TPF5089B280 8,9 10 103 61
TPF5045B280 4,5 6 74 36 TPF5090B280 9,0 10 103 61
TPF5046B280 4,6 6 74 36 TPF5091B280 9,1 10 103 61
TPF5047B280 4,7 6 74 36 TPF5092B280 9,2 10 103 61
TPF5048B280 4,8 6 82 44 TPF5093B280 9,3 10 103 61
TPF5049B280 4,9 6 82 44 TPF5094B280 9,4 10 103 61
TPF5050B280 5,0 6 82 44 TPF5095B280 9,5 10 103 61
TPF5051B280 5,1 6 82 44 TPF5096B280 9,6 10 103 61
TPF5052B280 5,2 6 82 44 TPF5097B280 9,7 10 103 61
TPF5053B280 5,3 6 82 44 TPF5098B280 9,8 10 103 61
TPF5054B280 5,4 6 82 44 TPF5099B280 9,9 10 103 61
TPF5055B280 5,5 6 82 44 TPF5100B280 10,0 10 103 61
TPF5056B280 5,6 6 82 44 TPF5102B280 10,2 12 118 71
TPF5057B280 5,7 6 82 44 TPF5105B280 10,5 12 118 71
TPF5058B280 5,8 6 82 44 TPF5108B280 10,8 12 118 71
TPF5059B280 5,9 6 82 44 TPF5110B280 11,0 12 118 71
TPF5060B280 6,0 6 82 44 TPF5112B280 11,2 12 118 71
TPF5061B280 6,1 8 91 53 TPF5115B280 11,5 12 118 71
TPF5062B280 6,2 8 91 53 TPF5118B280 11,8 12 118 71
TPF5063B280 6,3 8 91 53 TPF5120B280 12,0 12 118 71
TPF5064B280 6,4 8 91 53 TPF5122B280 12,2 14 124 77
TPF5065B280 6,5 8 91 53 TPF5125B280 125 14 124 77
TPF5066B280 6,6 8 91 53 TPF5128B280 12,8 14 124 77
TPF5067B280 6,7 8 91 53 TPF5130B280 13,0 14 124 77
TPF5068B280 6,8 8 91 53 TPF5132B280 132 14 124 77
TPF5069B280 6,9 8 91 53 TPF5135B280 13,5 14 124 77
TPF5070B280 7,0 8 91 53 TPF5138B280 13,8 14 124 77
TPF5071B280 7,1 8 91 53 TPF5140B280 14,0 14 124 77
TPF5072B280 7,2 8 91 53 TPF5142B280 14,2 16 133 83
TPF5073B280 7,3 8 91 53 TPF5145B280 14,5 16 133 83
TPF5074B280 7,4 8 91 53 TPF5148B280 14,8 16 133 83
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
2 |8 |2 |EE|25| (5B 3 z
g | |8 |BE|ED Sz 2 2 2
EIEERREEER z 3 b €5 |Ed
BIEEI2 |5E |5 =2/58/53 EIEY
és AEL §§ gg ;'— IS ;HEE Fo g
83|85 8Y|59|238|52|53|82| w|=8|2F|, 3|Ez|sk
EE §; £3 EZ‘ Iz 5> 008y CHEY T HE 2 258 55 (MM)  (06/MMH) (MM/MIH)
Mpumenenve - Application  ERIEEIEEIEEREHE L HEEIEEIEE R FIH I M n
o 3+4 100 0,090 9099 819
(o) 4+5 100 0,125 7077 885
(o) 56 100 0,155 5790 898
o 6+7 100 0,165 4900 808
(o) 7+8 100 0,185 4246 786
(o) 8+9 100 0,200 3747 749
o 9+10 100 0,215 3352 721
(o) 10+12 100 0,230 2895 666
(o) 12+14 100 0,270 2450 661
o 14+16 100 0,310 2123 658
(e} 3+4 60 0,070 5460 382
o 4+5 60 0,100 4246 425
(e} 5+6 60 0,130 3474 452
(e} 6+7 60 0,140 2940 412
o 7+8 60 0,155 2548 395
(e} 8+9 60 0,170 2248 382
(e} 9+10 60 0,180 2011 362
o 10+12 60 0,210 1737 365
(e} 12+14 60 0,230 1470 338
(e} 14+16 60 0,250 1274 318
[ ] 3+4 160 0,135 14559 1965
[ ] 4=5 160 0,165 11323 1868
[ ] 5+6 160 0,190 9265 1760
[ ] 6+7 160 0,210 7839 1646
[ ) 7+8 160 0,250 6794 1699
[ ] 8+9 160 0,280 5995 1679
[ ] 9+10 160 0,300 5364 1609
[ ) 10+12 160 0,320 4632 1482
[ ] 12+14 160 0,350 3920 1372
[ ] 14+16 160 0,390 3397 1325
[ ) 3+4 120 0,135 10919 1474
[ ) 4=5 120 0,165 8493 1401
[ ] 5+6 120 0,190 6948 1320
[ ) 6+7 120 0,210 5879 1235
[ ) 7+8 120 0,250 5096 1274
[ ] 8+9 120 0,280 4496 1259
[ ) 9+10 120 0,300 4023 1207
[ ) 10+12 120 0,320 3474 1112
[ ] 12+14 120 0,350 2940 1029
[ ) 14+16 120 0,390 2548 994
@® PEKOMEHOOBAHHOE I'IPVIMEHEHVIE-RECOMMEND!ED APPLICATION o] BQ3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

V¢ = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ala)

TBepaocnnaBHble cBepna Hi-Tech

i i ’
e [
M.D.. Pointes High Tech £ engineering

TPF8 ... B290 R oD
TIALN
@D =3-16 HOBbIE
. % 30°
L1
! | ;
i e D E e =

DIN
: — 6535
B = e

KBAJIUTET D d % ; j M G

TOLLERANCE RANGE m7 h6

TPF8030B290 30 6 74 34 TPF8O75B290 7,5 8 116 76 %TPF8120B290 12,0 12 163 114
TPF8031B290 3,1 6 74 34 TPFBO76B290 7,6 8 116 76 TPF8125B290 12,5 14 182 133
TPF8032B200 32 6 74 34 TPF8O77B290 7.7 8 116 76 TPF8128B290 128 14 178 133
TPF8033B290 33 6 74 34 TPF8O78B290 7,8 8 116 76 TPF8130B290 13,0 14 182 133
TPF8034B290 34 6 74 34 TPF8079B290 7,9 8 116 76 TPF81358290 13,5 14 182 133
TPF8035B290 35 6 74 34 % TPFB0BOB290 80 8 116 76 TPF8138B290 138 14 178 133
TPF8036B290 3,6 6 74 34 TPF8081B290 8,1 10 139 95 % TPF8140B290 14,0 14 182 133
TPF8037B290 37 6 74 34 TPF8082B290 82 10 139 95 TPF8145B290 145 16 204 152
TPF8038B290 38 6 85 45 TPF8083B290 83 10 139 95 TPF8148B290 14,8 16 203 152
TPF8039B290 39 6 85 45 TPF8084B290 84 10 139 95 TPF8150B290 150 16 204 152
TPF8040B290 40 6 85 45 TPF8085B290 85 10 139 95 TPF8155B290 155 16 203 152
TPF8041B290 4,1 6 85 45 TPF8086B290 8,6 10 139 95 TPF8158B290 158 16 203 152
TPF8042B290 42 6 8 45 TPF8087B290 87 10 139 95 % TPF8160B290 160 16 204 152
TPF8043B290 43 6 85 45 TPF8088B290 88 10 139 95

TPF8044B290 44 6 8 45 TPF80B9B290 89 10 139 95

TPF8045B290 45 6 85 45 TPF8O90B290 9,0 10 139 95

TPF8046B290 4.6 6 85 45 TPF8091B290 9,1 10 139 95 E : ; u‘;oD'g"‘xFTEIE:f'TgL':EBQN“J;TOM h7
TPF8047B290 4,7 6 85 45 TPF8092B290 9,2 10 139 95 BN & = GEBAUT MIT TOLERANZ h7
TPF8048B290 48 6 97 57 TPF8093B290 9,3 10 139 95 W * = REALISES EN TOLERANCE h7
TPF8049B290 49 6 97 57 TPF8094B290 94 10 139 95

TPF8050B290 50 6 97 57 TPF8095B290 9,5 10 139 95

TPF8051B290 51 6 97 57 TPFB096B290 9.6 10 139 95

TPF8052B290 52 6 97 57 TPF8097B290 9,7 10 139 95

TPF8053B290 53 6 97 57 TPF8098B290 9,8 10 139 95

TPF8054B290 54 6 97 57 TPF8099B290 9,9 10 139 95

TPF8055B290 55 6 97 57 %TPF8100B290 100 10 139 95

TPF8056B290 56 6 97 57 TPF8101B290 10,1 12 163 114

TPF8O57B290 57 6 97 57 TPF8102B290 10,2 12 163 114

TPF8058B290 58 6 97 57 TPF81038290 10,3 12 163 114

TPFBO59B290 59 6 97 57 TPF8104B290 104 12 163 114

% TPFO60B290 60 6 97 57 TPF8105B290 10,5 12 163 114

TPF8061B290 61 8 106 66 TPF8106B290 10,6 12 163 114

TPF8062B290 62 8 106 66 TPF8107B290 10,7 12 163 114

TPF8063B290 6,3 8 106 66 TPF8108B290 108 12 163 114

TPF8064B290 64 8 106 66 TPF8109B290 10,9 12 163 114

TPF8065B290 6,5 8 106 66 TPF8110B290 11,0 12 163 114

TPFBOG6B290 6,6 8 106 66 TPF8111B290 11,1 12 163 114

TPF8067B290 6,7 8 106 66 TPF8112B290 112 12 163 114

TPF8068B290 68 8 106 66 TPF8113B290 113 12 163 114

TPF806OB290 69 8 106 66 TPF8114B290 11,4 12 163 114

TPF8070B290 7,0 8 106 66 TPF8115B290 115 12 163 114

TPF8O71B290 7,0 8 116 76 TPF8116B290 11,6 12 163 114

TPF8072B290 7,2 8 116 76 TPF8117B290 11,7 12 163 114

TPF8073B290 7,3 8 116 76 TPF8118B290 11,8 12 163 114

TPF8074B290 7,4 8 116 76 TPF8119B290 11,9 12 163 114
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
g g |4 AT T =
g & |3 |EEEE |SE B 2 :
—41244|0 SES & = =S 2
g o E w §|_u %Lu z | & % (") = H
BIZE 2 |BE EE| 25823 T
QI8 EH|22|22|BF 28 §5’§§ =i o
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
€51E5J\87(8Y 5Y 20|89 )58 52| F|EC|EE|-5|Eq|sk
_ BEI8S|E6|52| 52 2n|2Y|8J|83|48 /29|25 82|38(83 (MM)  (0B/mMuH) (Mmnt)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R m  n Vi
[ ) 3+4 85 0,050 7734 387
[ ) 45 85 0,080 6016 481
[ ] 5+6 85 0,110 4922 541
[ ) 6+7 85 0,130 4165 541
[ ) 7+8 85 0,150 3609 541
[ ] 8+9 85 0,170 3185 541
[ ] 9+10 85 0,190 2849 541
[ ) 10+11 85 0,200 2707 541
[ ) 11+12 85 0,210 2461 517
[ ) 12+13 85 0,220 2256 496
[ ] 13+14 85 0,230 2082 479
[ ) 14+15 85 0,240 1934 464
[ ) 15+16 85 0,250 1805 451
[ ) 3+4 75 0,035 6824 239
[ ) 4+5 75 0,045 5308 239
) 5+6 75 0,060 4343 261
[ ) 67 75 0,075 3675 276
[ ) 78 75 0,085 3185 271
[ ) 8+9 75 0,095 2810 267
) 9+10 75 0,105 2514 264
[ ) 10+11 75 0,110 2275 250
[ ) 11+12 75 0,115 2077 239
[ ) 12+13 75 0,120 1911 229
) 13+14 75 0,130 1769 230
[ ) 14+15 75 0,140 1647 231
[ ) 15+16 75 0,150 1541 231
[ ] 3+4 55 0,035 5005 175
[ ] 4+5 55 0,045 3892 175
[ ) 5+6 55 0,060 3185 191
[ ) 6+7 55 0,075 2695 202
[ ] 7+8 55 0,085 2335 199
[ ] 8+9 55 0,095 2061 196
[ ) 9+10 55 0,105 1844 194
[ ) 10+11 55 0,110 1668 184
[ ] 11+12 55 0,115 1523 175
[ ] 12+13 55 0,120 1401 168
[ ) 13+14 55 0,130 1297 169
[ ) 14+15 55 0,140 1208 169
[ ] 15+16 55 0,150 1130 170
[ 3+4 50 0,035 4550 159
[ ] 4+5 50 0,045 3539 159
[ ] 5+6 50 0,060 2895 174
[ ] 6+7 50 0,075 2450 184
[ 7+8 50 0,085 2123 180
[ ] 8+9 50 0,095 1873 178
[ ] 9+10 50 0,105 1676 176
[ ] 10+11 50 0,110 1517 167
[ 11+12 50 0,115 1385 159
[ ] 12+13 50 0,120 1274 153
[ ] 13+14 50 0,120 1180 142
[ ] 14+15 50 0,125 1098 137
[ 15+16 50 0,125 1027 128
[ ) 3+4 80 0,075 7279 546
[ ] 4+5 80 0,100 5662 566
[ ] 5+6 80 0,130 4632 602
[ ) 6+7 80 0,150 3920 588
[ ) 7+8 80 0,170 3397 577
[ ] 8+9 80 0,190 2997 570
[ ] 9+10 80 0,215 2682 577
[ ) 10+11 80 0,230 2548 586
[ ) 11+12 80 0,255 2316 591
[ ] 12+13 80 0,280 2123 594
[ ] 13+14 80 0,290 1960 568
[ ) 14+15 80 0,300 1820 546
[ ) 15+16 80 0,310 1699 527
® PEKOMEHOOBAHHOE HPMMEHEHME-RECOMMENDED APPLICATION (] BQ3MO}KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TBepaocnnaBHble cBepna Hi-Tech " i ’
HM High Tech drills
High-Tech VHM-bohrer TPC tOOISI

M.D.I. Pointes High Tech X engineering

TPF12 ... B300 o
TIALN

DIN
6535

KBAJIUTET D d % M G

TOLLERANCE RANGE h7 hé

12xD

@D =3-16

TPF12030B300 3,0 6 92 54 TPF12075B300 7,5 8 146 108 TPF12120B300 12,0 12 204 156
TPF12031B300 3,1 6 92 54 TPF12076B300 7,6 8 146 108 TPF12125B300 12,5 14 230 182
TPF12032B300 3,2 6 92 54 TPF12077B300 7,7 8 146 108 TPF12128B300 12,8 14 230 182
TPF12033B300 3,3 6 92 54 TPF12078B300 7,8 8 146 108 TPF12130B300 13,0 14 230 182
TPF12034B300 3,4 6 92 54 TPF12079B300 7,9 8 146 108 TPF12135B300 13,5 14 230 182
TPF12035B300 3,5 6 92 54 TPF12080B300 8,0 8 146 108 TPF12138B300 13,8 14 230 182
TPF12036B300 3,6 6 92 54 TPF12081B300 8,1 10 162 120 TPF12140B300 14,0 14 230 182
TPF12037B300 3,7 6 92 54 TPF12082B300 8,2 10 162 120 TPF12145B300 14,5 16 260 208
TPF12038B300 3,8 6 102 64 TPF12083B300 8,3 10 162 120 TPF12148B300 14,8 16 260 208
TPF12039B300 3,9 6 102 64 TPF12084B300 8,4 10 162 120 TPF12150B300 15,0 16 260 208
TPF12040B300 4,0 6 102 64 TPF12085B300 8,5 10 162 120 TPF12155B300 15,5 16 260 208
TPF12041B300 4,1 6 102 64 TPF12086B300 8,6 10 162 120 TPF12158B300 15,8 16 260 208
TPF12042B300 4,2 6 102 64 TPF12087B300 8,7 10 162 120 TPF12160B300 16,0 16 260 208
TPF12043B300 4,3 6 102 64 TPF12088B300 8,8 10 162 120
TPF12044B300 4,4 6 102 64 TPF12089B300 8,9 10 162 120
TPF12045B300 4,5 6 102 64 TPF12090B300 9,0 10 162 120
TPF12046B300 4,6 6 102 64 TPF12091B300 9,1 10 162 120
TPF12047B300 4,7 6 102 64 TPF12092B300 9,2 10 162 120
TPF12048B300 4,8 6 116 78 TPF12093B300 9,3 10 162 120
TPF12049B300 4,9 6 16 78 TPF12094B300 9,4 10 162 120
TPF12050B300 5,0 6 116 78 TPF12095B300 9,5 10 162 120
TPF12051B300 5,1 6 116 78 TPF12096B300 9,6 10 162 120
TPF12052B300 5,2 6 116 78 TPF12097B300 9,7 10 162 120
TPF12053B300 5,3 6 116 78 TPF12098B300 9,8 10 162 120
TPF12054B300 5,4 6 116 78 TPF12099B300 9,9 10 162 120
TPF12055B300 5,5 6 116 78 TPF12100B300 10,0 10 162 120
TPF12056B300 5,6 6 116 78 TPF12101B300 10,1 12 204 156
TPF12057B300 5,7 6 116 78 TPF12102B300 10,2 12 204 156
TPF12058B300 5,8 6 116 78 TPF12103B300 10,3 12 204 156
TPF12059B300 5,9 6 116 78 TPF12104B300 10,4 12 204 156
TPF12060B300 6,0 6 116 78 TPF12105B300 10,5 12 204 156
TPF12061B300 6,1 8 146 108 TPF12106B300 10,6 12 204 156
TPF12062B300 6,2 8 146 108 TPF12107B300 10,7 12 204 156
TPF12063B300 6,3 8 146 108 TPF12108B300 10,8 12 204 156
TPF12064B300 6,4 8 146 108 TPF12109B300 10,9 12 204 156
TPF12065B300 6,5 8 146 108 TPF12110B300 11,0 12 204 156
TPF12066B300 6,6 8 146 108 TPF12111B300 11,1 12 204 156
TPF12067B300 6,7 8 146 108 TPF12112B300 11,2 12 204 156
TPF12068B300 6,8 8 146 108 TPF12113B300 11,3 12 204 156
TPF12069B300 6,9 8 146 108 TPF12114B300 11,4 12 204 156
TPF12070B300 7,0 8 146 108 TPF12115B300 11,5 12 204 156
TPF12071B300 7,1 8 146 108 TPF12116B300 11,6 12 204 156
TPF12072B300 7,2 8 146 108 TPF12117B300 11,7 12 204 156
TPF12073B300 7,3 8 146 108 TPF12118B300 11,8 12 204 156
TPF12074B300 7,4 8 146 108 TPF12119B300 11,9 12 204 156
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S H|G
g g |4 AT T =
g & |3 |EEEE |SE B 2 :
—41244|0 SES & = =S 2
g o E w §|_u %Lu z | & % (") = H
BIZE 2 |BE EE| 25823 T
QI8 EH|22|22|BF 28 §5’§§ =i o
S EIFEEY 29 %’§9 £S5 £8|8= = o | _E
€51E5J\87(8Y 5Y 20|89 )58 52| F|EC|EE|-5|Eq|sk
_ BEI8S|E6|52| 52 2n|2Y|8J|83|48 /29|25 82|38(83 (MM)  (0B/mMuH) (Mmnt)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R m  n Vi
[ ) 3+4 80 0,050 7279 364
[ ) 45 80 0,080 5662 453
[ ] 5+6 80 0,110 4632 510
[ ) 6+7 80 0,130 3920 510
[ ) 7+8 80 0,150 3397 510
[ ) 8+9 80 0,170 2997 510
[ ] 9+10 80 0,190 2682 510
[} 10+11 80 0,200 2548 510
[ ) 11+12 80 0,210 2316 486
[ ) 12+13 80 0,220 2123 467
[ ] 13+14 80 0,230 1960 451
[ ) 14+15 80 0,240 1820 437
[ ) 15+16 80 0,250 1699 425
[ ) 3+4 50 0,035 4550 159
[ ) 4+5 50 0,045 3539 159
) 5+6 50 0,060 2895 174
[ ) 67 50 0,075 2450 184
[ ) 78 50 0,085 2123 180
[] 8+9 50 0,095 1873 178
) 9+10 50 0,105 1676 176
[ ) 10+11 50 0,110 1592 175
[ ) 11+12 50 0,115 1448 166
[ 12+13 50 0,120 1327 159
) 13+14 50 0,130 1225 159
[ ) 14+15 50 0,140 1137 159
[ ) 15+16 50 0,150 1062 159
[ ] 3+4 30 0,035 2730 96
[ ] 45 30 0,045 2123 96
[ ) 5+6 30 0,060 1737 104
[ ) 6+7 30 0,075 1470 110
[ ] 7+8 30 0,085 1274 108
[ ] 8+9 30 0,095 1124 107
[ ) 9+10 30 0,105 1006 106
[ 10+11 30 0,110 955 105
[ ] 11+12 30 0,115 869 100
[ ] 12+13 30 0,120 796 96
[ ) 13+14 30 0,130 735 96
[ ) 14+15 30 0,140 682 96
[ ] 15+16 30 0,150 637 96
[ 3+4 50 0,035 4550 159
[ ] 4+5 50 0,045 3539 159
[ ] 5+6 50 0,060 2895 174
[ ] 6+7 50 0,075 2450 184
[ 7+8 50 0,085 2123 180
[ ] 8+9 50 0,095 1873 178
[ ] 9+10 50 0,105 1676 176
[ ] 10+11 50 0,110 1517 167
[ 11+12 50 0,115 1385 159
[ ] 12+13 50 0,120 1274 153
[ ] 13+14 50 0,120 1180 142
[ ] 14+15 50 0,125 1098 137
[ 15+16 50 0,125 1027 128
[ ) 3+4 75 0,075 6824 512
[ ] 4+5 75 0,100 5308 531
[ ] 5+6 75 0,130 4343 565
[ ) 6+7 75 0,150 3675 551
[ ) 7+8 75 0,170 3185 541
[ ] 8+9 75 0,190 2810 534
[ ] 9+10 75 0,215 2514 541
[ ) 10+11 75 0,230 2389 549
[ ) 11+12 75 0,255 2171 554
[ ] 12+13 75 0,280 1990 557
[ ] 13+14 75 0,290 1837 533
[ ) 14+15 75 0,300 1706 512
[ ) 15+16 75 0,310 1592 494
® PEKOMEHOOBAHHOE HPMMEHEHME-RECOMMENDED APPLICATION (] BQ3MO}KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TeeppocnnaBHble cBepna Hi-Tech

e e TPCtools)
M.D.I. Pointes High Tech £ engineering
TPF16 ... B310 =
TIALN 16XD
@D=3-12
H % %oo
i L1 J =
E= =
DIN
6535
| R —F — — | e
KBAJIUTET D d % MG
TOLLERANCE RANGE h7 h5

TPF16030B310 30 6 100 60
TPF16032B310 32 6 100 60
TPF16033B310 33 6 100 60
TPF16035B310 35 6 100 60
TPF16038B310 38 6 115 75
TPF16040B310 40 6 115 75
TPF16042B310 42 6 115 75
TPF16045B310 45 6 130 90
TPF160488310 48 6 130 90
TPF16050B310 50 6 130 90
TPF16055B310 55 6 150 108
TPF16058B310 58 6 150 108
TPF16060B310 60 6 150 108
TPF16065B310 65 8 165 125
TPF16068B310 68 8 165 125
TPF16070B310 7,0 8 165 125
TPF16075B310 7,5 8 180 140
TPF16078B310 7,8 8 180 140
TPF16080B310 80 8 180 140
TPF16085B310 85 10 205 160
TPF16088B310 88 10 205 160
TPF16090B310 90 10 205 160
TPF16098B310 9,8 10 225 180
TPF16100B310 100 10 225 180
TPF16102B310 10,2 12 240 190
TPF16108B310 10,8 12 240 190
TPF16118B310 11,8 12 265 215
TPF16120B310 120 12 265 215
= - MEPEA MCIO/b30BAHIEM CBEPI 03HAKOMBTECH
C PEKOMEH/JALIAAMM HA CTP. C 93
- (1 MIPENBAPUTENLHOTO OTBEPCTUSA
WCTIONb3YVATE APT. TPF3 ... B230 (CTP.C 32)
B - BEFORE USING THE DRILL READ THE TIPS
ON CTPE C93
- USE APT. TPF3 ... B230 CTPE C 32 TO MAKE
THE PRE-BORE
= - VOR DEM GEBRAUCH SIEHE DIE HINWEISE
AUF SEITE C 93
- ZUM VORBOHREN APT. TPF3 ... B230, SEITE
C 32 VERWENDEN
[ - AVANT D'UTILISER LA POINTE, LIRE LES
CONSIGNES DE CTPE C 93
- POUR EXECUTER LE PRE-TROU, UTILISER
APT.TPF3 ... B230 CTPE C 32

CTP. C 89
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S HIG
218 2 |EE|85| |sB| 3 z
g | |8 |BE|ED H 2 2
$030Y 3@ 33 3E3|.% Ea| |EH
BIE52 5E 5K 25823 53| |35
B R R
FIEELEREIE ”93% 22,4 EE(EEz2 8|5F
- BE|gS|%0|52|:2|20 29|25|85 80 k0 258250 85 (t)  (oBmaH) (unihon)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R M n
[ ] 3+4 105 0,070 9554 669
[ ] 4+5 105 0,090 7431 669
[ ] 5+6 105 0,110 6080 669
[ ] 6+7 105 0,125 5145 643
[ ] 7+8 105 0,140 4459 624
[ ] 8+9 105 0,160 3934 629
[ ] 9+10 105 0,185 3412 631
[ ] 10+12 105 0,200 3096 619
[ ] 3+4 80 0,050 7279 364
° 4=5 80 0,065 5662 368
[ ] 5+6 80 0,075 4632 347
[ ] 6+7 80 0,090 3920 353
° 7+8 80 0,110 3397 374
[ ] 8+9 80 0,125 2997 375
[ ] 9+10 80 0,140 2600 364
° 10+12 80 0,150 2359 354
[ ] 3+4 50 0,035 4550 159
[ ) 4+5 50 0,045 3539 159
L] 5+6 50 0,060 2895 174
[ ] 6+7 50 0,075 2450 184
[ ] 7+8 50 0,085 2123 180
L] 8+9 50 0,095 1873 178
[ ] 9+10 50 0,105 1625 171
[ ) 10+12 50 0,115 1474 170
[ ] 3+4 120 0,110 10919 1201
[ ] 4+5 120 0,140 8493 1189
[ ] 5+6 120 0,170 6948 1181
[ ] 6+7 120 0,215 5879 1264
[ ] 7+8 120 0,245 5096 1248
[ ] 8+9 120 0,280 4496 1259
[ ] 9+10 120 0,300 4023 1207
[ ] 10+12 120 0,320 3474 1112
[ ) 3+4 100 0,110 9099 1001
[ ] 4+5 100 0,140 7077 991
[ ] 5+6 100 0,170 5790 984
[ ) 6+7 100 0,215 4900 1053
[ ] 7+8 100 0,245 4246 1040
[ ] 8+9 100 0,280 3747 1049
[ ) 9+10 100 0,300 3250 975
[ ] 10+12 100 0,320 2949 944
B CIYYAE OBPABOTKM CKBO3HOIO OTBEPCTUA CHU3LTE MOAAYY HA BbIXOAE HA 40%
IN CASE OF THROUGH BORES REDUCE EXIT FEED BY 40%
® PEKOMEHOOBAHHOE I'IPI/IMEHEHI/IE—RECOMMEND!ED APPLICATION [¢] BQ3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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TeeppocnnaBHble cBepna Hi-Tech A\ \ ’
HM High Tech drills
High-Tech VHM-bohrer TPC tOOISI

M.D.I. Pointes High Tech X engineering

TPF20 ... B320 e
TIALN

H % 30°
| N | < g
?>£§?&§ OSSN

20xD

@D=2-12

DIN

6535
AN S S S TS 1 Taa
KBANUTET D d % M G
TOLLERANCE RANGE h7 | h5

TPF20020B320 20 4 92 50
TPF20022B320 22 4 92 50
TPF20023B320 23 4 92 50
TPF20024B320 24 4 112 70
TPF20025B320 25 4 112 70
TPF20027B320 2,7 4 112 70
TPF20028B320 28 4 112 70
TPF20030B320 30 6 120 80
TPF20032B320 32 6 120 80
TPF20033B320 33 6 120 80
TPF20035B320 3,5 6 120 80
TPF200388320 38 6 130 90
TPF20040B320 40 6 130 90
TPF20042B320 42 6 160 110
TPF20045B320 45 6 160 110
TPF200488320 48 6 160 120
TPF20050B320 50 6 160 120
TPF20055B320 55 6 185 140
TPF200588320 58 6 185 140
TPF20060B320 60 6 185 140
TPF20065B320 65 8 210 160
TPF20068B320 68 8 210 160
TPF20070B320 7,0 8 210 160
TPF20075B320 7,5 8 230 180
TPF20078B320 7,8 8 230 180
TPF20080B320 80 8 230 180
TPF20085B320 85 10 260 195
TPF20088B320 88 10 290 230
TPF20090B320 90 10 290 230
TPF20098B320 9,8 10 290 230
TPF20100B320 100 10 290 230
TPF20102B320 10,2 12 315 268
= - MEPEA MICIO/b30BAHIEM CBEPI 03HAKOMBTECH
TPF201088320 108 12 315 268 C PEKOMEHIALIAMIA HA CTP. C 93
TPF20118B320 11,8 12 315 268 - ANA NPEABAPUTE/IbHOTO OTBEPCTUA
WCTIONb3YVATE APT. TPF3 ... B230 (CTP. 32)
TPF20120B320 12,0 12 315 268
B - BEFORE USING THE DRILL READ THE TIPS
ON CTPE C93
- USE APT. TPF3 ... B230 CTPE C 32 TO MAKE
THE PRE-BORE
= - VOR DEM GEBRAUCH SIEHE DIE HINWEISE
AUF SEITE C 93
- ZUM VORBOHREN APT. TPF3 ... B230, SEITE
C 32 VERWENDEN
[H - AVANT D'UTILISER LA POINTE, LIRE LES
CONSIGNES DE CTPE C 93
- POUR EXECUTER LE PRE-TROU, UTILISER
APT.TPF3 ... B230 CTPE C 32
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MATEPWAJIbI - MATERIALS Crtp. C 96

P M K N S HIG
218 2 |EE|85| |sB| 3 z
g | |8 |BE|ED H 2 2
$030Y 3@ 33 3E3|.% Ea| |EH
BIE52 5E 5K 25823 53| |35
B R R
FIEELEREIE ”93% 22,4 EE(EEz2 8|5F
- BE|gS|%0|52|:2|20 29|25|85 80 k0 258250 85 (t)  (oBmaH) (unihon)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R M n
[ ] 2+3 105 0,050 13376 669
[ ] 3+4 105 0,070 9554 669
[ ] 4+5 105 0,090 7431 669
[ ] 5+6 105 0,110 6080 669
[ ] 6+7 105 0,125 5145 643
[ ) 7+8 105 0,140 4459 624
[ ] 8+9 105 0,160 3934 629
[ ] 9+10 105 0,185 3412 631
[ ] 10+12 105 0,200 3096 619
[ ] 2+3 80 0,035 10191 357
° 3+4 80 0,050 7279 364
[ ] 4+5 80 0,065 5662 368
[ ] 5+6 80 0,075 4632 347
° 6+7 80 0,090 3920 353
[ ] 7+8 80 0,110 3397 374
[ ] 8+9 80 0,125 2997 375
° 9+10 80 0,140 2600 364
[ ] 10+12 80 0,150 2359 354
[ ] 2+3 50 0,025 6369 159
[ ) 3+4 50 0,035 4550 159
[ ] 4+5 50 0,045 3539 159
[ ] 5+6 50 0,060 2895 174
[ ) 6+7 50 0,075 2450 184
[ ] 7+8 50 0,085 2123 180
[ ] 8+9 50 0,095 1873 178
[ ) 9+10 50 0,105 1625 171
[ ] 10+12 50 0,115 1474 170
[ ] 2+3 120 0,075 15287 1146
[ ] 3+4 120 0,110 10919 1201
[ ] 4+5 120 0,140 8493 1189
[ ] 5+6 120 0,170 6948 1181
[ ] 6+7 120 0,215 5879 1264
[ ] 7+8 120 0,245 5096 1248
[ ] 8+9 120 0,280 4496 1259
[ ] 9+10 120 0,300 4023 1207
[ ] 10+12 120 0,320 3474 1112
[ ) 2+3 100 0,075 12739 955
[ ] 3+4 100 0,110 9099 1001
[ ] 4+5 100 0,140 7077 991
[ ) 5+6 100 0,170 5790 984
[ ] 6+7 100 0,215 4900 1053
[ ] 7+8 100 0,245 4246 1040
[ ) 8+9 100 0,280 3747 1049
[ ] 9+10 100 0,300 3250 975
[ ] 10+12 100 0,320 2949 944
B CINYYAE OBPABOTKM CKBO3HOIO OTBEPCTUA CHU3LTE MOAAYY HA BbIXOAE HA 40%
IN CASE OF THROUGH BORES REDUCE EXIT FEED BY 40%
® PEKOMEHOOBAHHOE I'IPI/IMEHEHI/IE—RECOMMEND!ED APPLICATION [¢] BQ3MO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ala)

TeeppocnnaBHble cBepna Hi-Tech

ot e TPCtools)
M.D.I. Pointes High Tech X engineering
TPF30 ... B330 TR
TIALN BOXD
@D=2-12
H % %O"
} J <
Q’TDE\X%\X%\X& I =
DIN
6535
— — R N ) TA e
KBAJUTET D d % MG
TOLLERANCE RANGE h7 h5

TPF30020B330 2,0 4 115 70
TPF30022B330 2,2 4 115 70
TPF30023B330 2,3 4 115 70
TPF30024B330 2,4 4 138 90
TPF30025B330 25 4 138 90
TPF30027B330 2,7 4 138 90
TPF30028B330 2,8 4 138 90
TPF30030B330 3,0 6 150 105
TPF30032B330 3,2 6 150 105
TPF30033B330 3,3 6 185 135
TPF30035B330 &85 6 185 135
TPF30038B330 3,8 6 185 135
TPF30040B330 4,0 6 185 135
TPF30042B330 4,2 6 185 135
TPF30045B330 4,5 6 215 165
TPF30048B330 4,8 6 215 165
TPF30050B330 5,0 6 215 165
TPF30055B330 515 6 230 180
TPF30058B330 5,8 6 230 180
TPF30060B330 6,0 6 230 180
TPF30065B330 6,5 8 280 215
TPF30068B330 6,8 8 280 230
TPF30070B330 7,0 8 280 230
TPF30075B330 7,5 8 280 230
TPF30078B330 7,8 8 315 265
TPF30080B330 8,0 8 315 265
TPF30085B330 8,5 10 350 295
TPF30088B330 8,8 10 380 330
TPF30090B330 9,0 10 380 330
TPF30098B330 9,8 10 380 330
TPF30100B330 10,0 10 380 330
TPF30102B330 10,2 12 430 380
==l - MEPEQ UCNONb30OBAHWEM CBEPJ1 O3HAKOMbBTECH
TPF30108B330 10,8 12 430 380 C PEKOMEHZALMAMM HA CTP. C 93
TPF30118B330 11,8 12 430 380 - [V MIPEJBAPUTE/IbHOTO OTBEPCTIS
UCMONb3YUTE APT. TPF3 ... B230 (CTP. C 32)
TPF30120B330 12,0 12 430 380
Bl - BEFORE USING THE DRILL READ THE TIPS
ONCTPEC93
- USE APT. TPF3 ... B230 CTPE C 32 TO MAKE
THE PRE-BORE
== . VOR DEM GEBRAUCH SIEHE DIE HINWEISE
AUF SEITE C93
-ZUM VORBOHREN APT. TPF3 ... B230, SEITE
C 32 VERWENDEN
[TH - AVANT D’UTILISER LA POINTE, LIRE LES
CONSIGNES DE CTPE C 93
- POUR EXECUTER LE PRE-TROU, UTILISER
APT.TPF3...B230 CTPE C 32

CTP. C 89
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P M K N S HIG
218 2 |EE|85| |sB| 3 z
g | |8 |BE|ED H 2 2
$030Y 3@ 33 3E3|.% Ea| |EH
BIE52 5E 5K 25823 53| |35
B R R
FIEELEREIE ”Q’E% 22,4 EE(EEz2 8|5F
- BE|gS|%0|52|:2|20 29|25|85 80 k0 258250 85 (t)  (oBmaH) (unihon)
Mpumenenme - Application  EEIEEIEEIEREREHMELIEEEEIEEE R EIH R M n
[ ] 2+3 90 0,050 11465 573
[ ] 3+4 90 0,070 8189 573
[ ] 4+5 90 0,090 6369 573
[ ] 5+6 90 0,110 5211 573
[ ] 6+7 90 0,125 4410 551
[ ] 7+8 90 0,140 3822 535
[ ] 8+9 90 0,160 3372 540
[ ] 9+10 90 0,185 2925 541
[ ] 10+12 90 0,200 2654 531
[ ] 2+3 70 0,035 8917 312
° 3+4 70 0,050 6369 318
[ ] 4+5 70 0,065 4954 322
[ ] 5+6 70 0,075 4053 304
° 6+7 70 0,090 3430 309
[ ] 7+8 70 0,110 2972 327
[ ] 8+9 70 0,125 2623 328
° 9+10 70 0,140 2275 318
[ ] 10+12 70 0,150 2064 310
[ ] 2+3 45 0,025 5732 143
[ ) 3+4 45 0,035 4095 143
[ ] 4+5 45 0,045 3185 143
[ ] 5+6 45 0,060 2606 156
[ ) 6+7 45 0,075 2205 165
[ ] 7+8 45 0,085 1911 162
[ ] 8+9 45 0,095 1686 160
[ ) 9+10 45 0,105 1462 154
[ ] 10+12 45 0,115 1327 153
[ ] 2+3 102 0,075 12994 975
[ ] 3+4 102 0,110 9281 1021
[ ] 4+5 102 0,140 7219 1011
[ ] 5+6 102 0,170 5906 1004
[ ] 6+7 102 0,215 4998 1074
[ ] 7+8 102 0,245 4331 1061
[ ] 8+9 102 0,280 3822 1070
[ ] 9+10 102 0,300 3419 1026
[ ] 10+12 102 0,320 2953 945
[ ) 2+3 85 0,075 10828 812
[ ] 3+4 85 0,110 7734 851
[ ] 4+5 85 0,140 6016 842
[ ) 5+6 85 0,170 4922 837
[ ] 6+7 85 0,215 4165 895
[ ] 7+8 85 0,245 3609 884
[ ) 8+9 85 0,280 3185 892
[ ] 9+10 85 0,300 2762 829
[ ] 10+12 85 0,320 2506 802
B CNYYAE OBPABOTKM CKBO3HOIO OTBEPCTWA CHU3LTE MOAAYY HA BbIXOAE HA 40%
IN CASE OF THROUGH BORES REDUCE EXIT FEED BY 40%
® PEKOMEHOOBAHHOE I'IPMMEHEHI/IE—RECOMMEND!ED APPLICATION o BQSMO)KHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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3AMETKW - NOTES




CTYMNEHYATbBIE
CBEPJIA

CTYNEHYATbIE CBEPJIA / STUFENBOHRER / POINTES A GRADIN /
PUNTAS ESCALON



TBeppocnnaBHbIe CBepna nog BUHT C LUNIMHAPUYECKON FOrIOBKOW
HM step drills for TCEI screws

VHM-stufenbohrer firr inbusschrauben

M.D.I. Pointes a gradin pour vis a tete cylindrique a hexagone emboite

TPP ... G180

> ®ACKA 180°
> NSl OTBEPCTWI NOA FONOBKY BUHTA MO
DIN 84-912-6912-7513-7984

@D=34-11

L ala)

TPCtooIs)

X engineering

H
L2
| — > T
@D1@D - S A EN - % ——————— — @d
J— i

YHUBEPCAIJbHbIE / ALL PURPOSE

> COUNTER SINK 180°
> SFOR HEAD SCREW DIN 84-912-6912-7513-7984

C MOKPLITUEM
COATED

TIALN _S

-

Ly
& MG

TPP030G180 3,4 6 6 66 9 28
TPP040G180 4,5 8 8 80 11 37
TPP050G180 515 10 10 89 13 43
TPP060G180 6,6 12 11 95 15 47
TPP080G180 9,0 16 15 110 19 56
TPP100G180 11,0 18 18 123 23 62
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MATEPWAJIbI - MATERIALS Crtp. C 96

= M K N S HIG
) r - - T w =
$0/38|% (3339 3/E3|.5% 65| (Ed
bab|3a BE Bh Ogég 23 |56
§§§§E%%%§%§g 4123 . |gp|2%| s|E0| e
5252|2282 ¥§’§>§$’§§ 22 .Y|EE|55|z2/58/52 / 6/ !
e B8>SO /FZ|c2\ 2 n/eY B E% g8 <g £z =2|2 2% (Mm)  (M/MUH)  (MM)  (06/MUH) (MM/MUH)
MpumereHve - Application 20|88 BJ 25 587 85|55 82532352 59 5E 37 RS DR fn n \i
[ ) 3,4 80 0,180 7493 1349
[ ] 4,5 80 0,180 5662 1019
[ ] 55 80 0,240 4632 1112
[ ) 6,6 80 0,240 3860 926
[ ] 9,0 80 0,300 2831 849
[ ] 11,0 80 0,300 2316 695
[ ] 3,4 50 0,150 4683 703
[ ] 4,5 50 0,150 3539 531
[ ] 55 50 0,210 2895 608
[ ] 6,6 50 0,210 2413 507
[ ] 9,0 50 0,270 1769 478
[ ] 11,0 50 0,270 1448 391
[ ] 34 75 0,230 7025 1616
[ ] 4,5 75 0,230 5308 1221
° 55 75 0,335 4343 1455
[ ] 6,6 75 0,335 3619 1212
[ ] 9,0 75 0,425 2654 1128
[ ] 11,0 75 0,425 2171 923
[ ] 3,4 75 0,200 7025 1405
[ ] 4,5 75 0,200 5308 1062
[ ) 55 75 0,250 4343 1086
[ ] 6,6 75 0,250 3619 905
[ ] 9,0 75 0,350 2654 929
[ ) 11,0 75 0,350 2171 760
® PEKOMEHOOBAHHOE NPUMEHEHUE - RECOMMENPED APPLICATION e} BC_)_SMO)KHOE MPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/muH (MnH) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NMOOAYA/3YE -TOOTH FEED

fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ala)

HM step drills for tapping pre-bores ,
VHM-stufenbohrer fur gewindevorbohren TPC tOOISI

TBepaocnnaeHble CTyneH4aTble CBeprna Ans npeABapUTenbHbIX OTBEPC

M.D.I. Pointes a gradin pour pre-trous de taraudage [+| engineering
TPP ... G090 YHUBEPCANbHBbIE / ALL PURPOSE C nokPeITVEN @
TIALN
@b=25-14 O

, Ly
&5 MG

> ®ACKA 90° > CHAMFER 90°
> C MNOKPbITUEM TIALN > TIALN COATED

TPP030G090 2,5 6 66 8,8 20

TPP040G090 3,3 6 66 114 24
TPP050G090 4,2 6 66 136 28
TPP060G090 5,0 8 79 165 34
TPP080G090 6,8 10 89 210 47
TPP100G090 8,5 12 102 255 55
TPP120G09%0 10,2 14 107 30,0 60
TPP140G090 12,0 16 115 345 65
TPP160G090 14,0 18 123 385 73

CTP. C 89
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= M K N S H|G
) a - - T w =
$0/38|% (3339 3/E3|.5% €5 |t
EIZE|2 |20I2E| 85528 EIEY:
§> §=zl|32/22 é'— 3 ;HEE Ia E
59|85 5% 20 52|$5/28 22| «|sn|8s| z/E0| .k
E3|52 |85 /222258 S g ﬁ % £t EE|5E|z2 ERSEEEA  (vv)  (wmne)  (MM)  (O6/MUH) (MMIMMH)
- B5lg2c9/Eg|lcg 8L gL & 3|855/22 85 85|32 83
MpumereHve - Application 20|88 BJ 25 587 85|55 82532352 59 5E 37 RS DR fn n \i
° 25 80 | 0100 | 10191 | 1019
° 33 80 | 0180 | 7721 | 1390
° 42 80 | 0180 | 6066 | 1092
° 50 80 | 0240 | 5096 | 1223
° 638 80 | 0240 | 3747 | 899
° 85 80 | 0300 | 2997 | 899
° 102 80 | 0300 | 2498 | 749
° 12,0 80 | 0350 | 2123 | 743
' ° 14,0 80 0,350 1820 637
° 25 50 | 0080 | 6369 | 510
° 33 50 | 0150 | 4825 | 724
° 42 50 | 0150 | 3791 | 569
° 50 50 | 0210 | 3185 | 669
° 68 50 | 0210 | 2342 | 492
° 85 50 | 0270 | 1873 | 506
° 102 50 | 0270 | 1561 | 422
° 12,0 50 | 0320 | 1327 | 425
° 14,0 50 | 0320 | 1187 | 364
° 25 75 | 0150 | 9554 | 1433
° 33 75 | 0230 | 7238 | 1665
° 42 75 | 0230 | 5687 | 1308
° 50 75 | 0335 | 4777 | 1600
° 638 75 | 0335 | 3513 | 1177
° 8,5 75 | 0425 | 2810 | 1194
° 102 75 | 0425 | 2342 | 995
° 12,0 75 | 0520 | 1990 | 1035
° 14,0 75 | 0520 | 1706 | 887
° 25 75 | 0125 | 9554 | 1194
° 33 75 | 0200 | 7238 | 1448
° 42 75 | 0200 | 5687 | 1137
° 50 75 | 0250 | 4777 | 1194
° 6.8 75 | 0250 | 3513 | 878
° 85 75 | 0350 | 2810 | 984
° 10,2 75 | 0350 | 2342 | 820
° 12,0 75 | 0400 | 1990 | 796
° 14,0 75 | 0400 | 1706 | 682
@  PEKOMEHOBAHHOE MPYMEHEHVE - RECOMMENDED APPLICATION O BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/muH (MnH) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NMOOAYA/3YE -TOOTH FEED

fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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LLEHTPOBO4YHbIE
CBEPJ1A

LIEHTPOBOYHbIE CBEPJIA / ZENTRIERBOHRER / POINTES A CENTRER /
BROCAS CENTRADORAS



TBepAaocnnaBHbIe LLEHTPOBOYHbIE cBepna Z2 90° - \ ,
HM center drills Z2 90°
VHM-zentrierbohrer Z2 90° TPC tOOISI

M.D.l. Pointes a centrer Z2 90° X engineering
TPP ... C090 YHUBEPCAJBHbIE / ALL PURPOSE e rouTvEn
TIALN
@D =3-20
H
/\ L1 ‘ % -
90° (;D > ) ] - cz;d ~ 90

S&EN I W e

> ONA CBEPNUIIbHbIX CTAHKOB U CTAHKOB C YUY > CENTER DRILL ON NC-AND DRILLING MACHINES
> Yron nPu BEPLUUHE 90° > HEAD ANGLE 90°
> XBOCTOBMUK DIN 6535 HB > SHANK DIN 6535 HB

TPPO30C090 3 38 8
TPP040C090 4 4 50 10
TPP050C090 5 5 50 13
6 6
8 8

TPP060C090 57 13
TPP080C090 63 19
TPP100C090 10 10 66 20
TPP120C090 12 12 73 22
TPP160C090 16 16 82 24
TPP200C090 20 20 92 30

NN[(N N[NNI NN | N N

CTP. C 89
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= M K N S HIG
2 |2 R 3
E|E |5 |EZel |8F B NRE
$g|3g|% 3430 3 Es 53 |2d
EEIE5 |2 (8B EEI23C % 43 sk
Fr|ex|ZH 27 E Ié;'ﬂ?ﬁ Fo b
EIEIHAE %ﬁ :% S6/22|22| « =8|8a _3|22 E
E3 §§ €522/ 8255185 §§ SE| ¥ EE §E EEIEEEE (vv)  (wvnn) (06/MuH) (Mm/MiH)
o 5lgsc3|EZ|6E| 8 I|83/25 5322 5<§x53§
MpumereHve - Application 20|35 E3|25 85|85 /55828 23|25 87|28 SE 32 E S G n \%i
[ ] 3 80 0,100 8493 849
[ ] 4 80 0,140 6369 892
[ ) 5 80 0,140 5096 713
[ ] 6 80 0,200 4246 849
[ ] 8 80 0,200 3185 637
[ ) 10 80 0,275 2548 701
[ ] 12 80 0,275 2123 584
[ ] 16 80 0,350 1592 557
[ ) 20 80 0,450 1274 573
() 3 50 0,075 5308 398
[ ] 4 50 0,100 3981 398
[ ] 5 50 0,100 3185 318
° 6 50 0,150 2654 398
[ ] 8 50 0,150 1990 299
[ ] 10 50 0,200 1592 318
[} 12 50 0,200 1327 265
[ ] 16 50 0,260 995 259
[ ] 20 50 0,325 796 259
[ ] 3 70 0,075 7431 557
[ ] 4 70 0,125 5573 697
[ ] 5 70 0,125 4459 557
[ ] 6 70 0,175 3715 650
[ ] 8 70 0,175 2787 488
[ ] 10 70 0,225 2229 502
[ ] 12 70 0,225 1858 418
[ ] 16 70 0,300 1393 418
[ ] 20 70 0,375 1115 418
[ ] 3 70 0,075 7431 557
[ ) 4 70 0,100 5573 557
[ ] 5 70 0,100 4459 446
[ ] 6 70 0,150 3715 557
[ ) 8 70 0,150 2787 418
[ ] 10 70 0,200 2229 446
[ ] 12 70 0,200 1858 372
[ ) 16 70 0,260 1393 362
[ ] 20 70 0,325 1115 362
o 3 200 0,020 21231 425
o 4 200 0,030 15924 478
o 5 200 0,030 12739 382
o 6 200 0,070 10616 743
o 8 200 0,070 7962 557
o 10 200 0,110 6369 701
o 12 200 0,110 5308 584
o 16 200 0,150 3981 597
o 20 200 0,200 3185 637
® PEKOMEHAOBAHHOE NPUMEHEHUE - RECOMMENPED APPLICATION [} BQ3MO>KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

V¢ = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ala)

HM center drills Z2 120° ,
VHM-zentrierbohrer Z2 120° TPC tOOISI

TBepaocnnaBHbIe LLIEHTPOBO4HbIE cBepna Z2 120°

M.D.I. Pointes a centrer Z2 120° X engineering
TPP ... C120 YHUBEPCAIJIbHbIE / ALL PURPOSE Pl
TIALN
@D =6-20
H
/\ L1 | % -
: : <o
120° @D - - - @ 120°
\7 !
L I — w
> NS CBEPNUIMbHBIX CTAHKOB M CTAHKOB C UMY > CENTER DRILL ON NC-AND DRILLING MACHINES
> Yron rnPu BEPLUMHE 120° > HEAD ANGLE 120°
> XBOCTOBMK DIN 6535 HB > SHANK DIN 6535 HB

TPP060C120 6 6 57 13
TPP080C120 8 8 63 19
TPP100C120 10 10 66 20
TPP120C120 12 12 73 22
TPP160C120 16 16 82 24
TPP200C120 20 20 92 30

Z
2
2
2
2
2
2
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2 8 2El8g| |sB| z z
£
g |E |8 |B%E 2 8| & - 2
% o 2 | +] =} _ = % = c > = d
EnEgn HZH| 8|S % w S G
IE E'ﬁ EJ g 8'(7, g’%‘” 33 =«
Fr|ex|ZH 27 E £2/Eu/Ss EN b
$05|50|2E(24 29 %;‘9 £ES| ,|xg|®5| s|TO| _pE
ERERA ER BRI EEER S IPE S
E._ §; el L‘Z% ’E% Em 8% % E% %& <g St =2 gg g% (MM)  (M/MUH) (06/MUH) (MM/MUH)
. . ] = < Q
MpumeHeHue - Application 8585|325 50 85358253 588252 FE 35| IR n \i
[ ] 6 50 0,035 2654 186
[ ] 8 50 0,040 1990 159
° 10 50 0,045 1592 143
[ ] 12 50 0,050 1327 133
[ ] 16 50 0,055 995 109
° 20 50 0,060 796 96
° 6 25 0,020 1327 53
[ ] 8 25 0,030 995 60
[ ] 10 25 0,035 796 56
) 12 25 0,040 663 53
[ ] 16 25 0,045 498 45
[ ] 20 25 0,050 398 40
° 6 72 0,045 3822 172
[ ] 8 72 0,060 2866 172
[ ] 10 72 0,065 2293 149
° 12 72 0,070 1911 134
° 16 72 0,075 1433 107
[ ] 20 72 0,080 1146 92
[ ] 6 60 0,045 3185 287
° 8 60 0,060 2389 287
[ ] 10 60 0,065 1911 248
[ ] 12 60 0,070 1592 223
° 16 60 0,075 1194 179
[ ] 20 60 0,080 955 153
o 6 150 0,050 7962 796
o 8 150 0,060 5971 717
o 10 150 0,070 4777 669
(e} 12 150 0,080 3981 637
o 16 150 0,090 2986 537
o 20 150 0,100 2389 478
® PEKOMEHOOBAHHOE NPUMEHEHUE - RECOMMENDED APPLICATION [} BO3MOXXHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

V¢ = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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L ol )
HM center drills Z2 142°

VHM-zentrierbohrer Z2 142° TPCtOOIS}
M.D.I. Pointes a centrer Z2 142° E2 engineering

TBepAaocnnaBHble LLeHTPOBOYHbIE cBepna Z2 142°

TPP ... C142 YHUBEPCANbHBbIE / ALL PURPOSE c noevEw
TIALN

o~ * g 5
14@/ — ] - @d ~ 1425
O — W M

> NA CBEPITUIIbHBIX CTAHKOB U CTAHKOB C YUNY > CENTER DRILL ON NC-AND DRILLING MACHINES
> Yron nPu BEPLUUHE 142° > HEAD ANGLE 142°
> XBOCTOBMUK DIN 6535 HB > SHANK DIN 6535 HB

@D =6-20

TPP060C142 6 6 57 11
TPP080C142 8 8 63 19
TPP100C142 10 10 66 20
TPP120C142 12 12 73 22
TPP160C142 16 16 82 24
TPP200C142 20 20 92 30

Z
2
2
2
2
2
2

CTP. C 89
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MATEPWAJIbI - MATERIALS Crtp. C 96

) a 22 =
a 5 2 [ l-l_-l = 3
g |E |8 ESEZ |8F B NE
%S o 246 ] g__l = = % = == 2o
I £ | i S|=s o % w9 o
IE 25 EJ B85 zC 3 33 =
x| ex|THIE E =§ = Fa o0
BolE5|3E 202152/ 35|22/23 . ep/23| =30 &
= Ed|o2ey gy \s “m’sﬁ Sz LUEE EE| S| EQ|SZT
E._ §; el L‘Z% ’E% Em 8% % E% %& <g St =2 gg g% (MM)  (M/MUH) (06/MUH) (MM/MUH)
. . ] = < Q
MpumeHeHue - Application 8585|325 50 85358253 588252 FE 35| IR n Vi
[ ] 6 80 0,200 4246 849
[ ] 8 80 0,200 3185 637
[ 10 80 0,275 2548 701
[ ] 12 80 0,275 2123 584
[ ] 16 80 0,350 1592 557
[ 20 80 0,450 1274 573
° 6 50 0,150 2654 398
[ ] 8 50 0,150 1990 299
[ ] 10 50 0,200 1592 318
° 12 50 0,200 1327 265
[ ] 16 50 0,260 995 259
[ ] 20 50 0,325 796 259
° 6 70 0,175 3715 650
[ ] 8 70 0,175 2787 488
[ ] 10 70 0,225 2229 502
° 12 70 0,225 1858 418
[ ] 16 70 0,300 1393 418
[ ] 20 70 0,375 1115 418
[ ] 6 70 0,150 3715 557
° 8 70 0,150 2787 418
[ 10 70 0,200 2229 446
[ ] 12 70 0,200 1858 372
° 16 70 0,260 1393 362
[ ] 20 70 0,325 1115 362
[e] 6 200 0,070 10616 743
o 8 200 0,070 7962 557
o 10 200 0,110 6369 701
(e} 12 200 0,110 5308 584
o 16 200 0,150 3981 597
o 20 200 0,200 3185 637
® PEKOMEHOOBAHHOE NPUMEHEHUE - RECOMMENDED APPLICATION [} BO3MOXXHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

V¢ = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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MPELUMN3NOHHDLIE
CBEPJIA

NPELUM3NOHHBIE CBEPJTIA / REIBAHLEN-BOHRER / FORETS DE PERCAGE ET ALESAGE /
BROCAS ESCARIADORAS



L ala)

TPCtooIsl

X engineering

TBepAaocnnaBHble NpeLM3NOHHbIE cBepna - 3xD
HM reamer-drills - 3xD

VHM-Reibahlen-Bohrer - 3xD
M.D.l. Forets de pergage et alésage - 3xD

C MOKPbLITUEM
COATED

YHUBEPCAIJIbHbIE / ALL PURPOSE

TPF3 ... FA3

TIALN
@D = 2,97 - 20,02
.
h 30°
L L1 %
- -

]

KBANMUTET
TOLLERANCE RANGE

+0,003 h6

3xD

%

MG

TPF3297 FA3 2,97 60 62 20 TPF3 10.00 FA3 10,00 10,0 89 47 TPF3 17.97 FA3 17,97 18,0 123 73
TPF32.98FA3 298 60 62 20 +TPF3 10.01 FA3 10,01 10,0 89 47 TPF3 17.98 FA3 17,98 18,0 123 73
TPF32.99FA3 299 60 62 20 TPF310.02 FA3 10,02 10,0 89 47 TPF3 17.99 FA3 17,99 18,0 123 73
TPF33.00FA3 3,00 60 62 20 TPF310.97 FA3 10,97 12,0 102 55 TPF3 18.00 FA3 18,00 18,0 123 73
TPF33.01 FA3 301 60 62 20 TPF310.98 FA3 10,98 12,0 102 55 *TPF3 18.01 FA3 18,01 18,0 123 73
TPF33.02FA3 302 60 62 20 TPF3 10.99 FA3 10,99 12,0 102 55 TPF3 18.02 FA3 18,02 180 123 73
TPF33.97 FA3 397 60 66 28 TPF3 11.00 FA3 11,00 12,0 102 55 TPF3 18.97 FA3 18,97 20,0 131 79
TPF33.98FA3 398 60 66 28 %TPF3 11.01 FA3 11,01 12,0 102 55 TPF3 18.98 FA3 18,98 20,0 131 79
TPF33.99FA3 399 60 66 28 TPF3 11.02 FA3 11,02 12,0 102 55 TPF3 18.99 FA3 18,99 20,0 131 79
TPF34.00FA3 400 60 66 28 TPF311.97 FA3 11,97 12,0 102 55 TPF3 19.00 FA3 19,00 20,0 131 79
wTPF34.01 FA3 4,01 60 66 28 TPF3 11.98 FA3 11,98 12,0 102 55 *TPF3 19.01 FA3 19,01 20,0 131 79
TPF34.02FA3 4,02 60 66 28 TPF3 11.99 FA3 11,99 12,0 102 55 TPF3 19.02 FA3 19,02 20,0 131 79
TPF3497FA3 4,97 60 66 28 TPF3 12.00 FA3 12,00 12,0 102 55 TPF319.97 FA3 19,97 20,0 131 79
TPF34.98FA3 4,98 60 66 28 %TPF3 12.01 FA3 12,01 12,0 102 55 TPF3 19.98 FA3 19,98 20,0 131 79
TPF34.99FA3 499 60 66 28 TPF312.02 FA3 12,02 12,0 102 55 TPF3 19.99 FA3 19,99 20,0 131 79
TPF35.00FA3 500 60 66 28 TPF312.97 FA3 12,97 14,0 107 60 TPF320.00 FA3 20,00 20,0 131 79
*TPF35.01FA3 501 60 66 28 TPF3 12.98 FA3 12,98 140 107 60 %TPF320.01 FA3 20,01 20,0 131 79
TPF35.02FA3 502 60 66 28 TPF3 12.99 FA3 12,99 14,0 107 60 TPF320.02 FA3 20,02 20,0 131 79
TPF3597 FA3 597 60 66 28 TPF3 13.00 FA3 13,00 14,0 107 60

TPF3598FA3 598 60 66 28 *TPF313.01 FA3 13,01 140 107 60 =" Zg’;?_n':'g?g;i";”ﬂ OTBEPCTWUN
TPF3599FA3 599 60 66 28 TPF3 13.02 FA3 13,02 14,0 107 60

TPF36.00 FA3 6,00 60 66 28 TPF3 13.97 FA3 13,97 14,0 107 60 BE $JE’E3,‘§L‘}.];‘ BORES IN H7
kTPF36.01 FA3 6,01 6,0 66 28 TPF3 13.98 FA3 13,98 14,0 107 60 B= . = UM BOHRUNGEN IN H7-
TPF36.02FA3 602 60 66 28 TPF3 13.99 FA3 13,99 14,0 107 60 TOLERANZ ZU ERHALTEN
TPF36.97 FA3 6,97 80 79 34 TPF3 14.00 FA3 14,00 140 107 60 B * EE%E&%L%’E%DES TROUS DANS
TPF36.98FA3 6,98 80 79 34 *TPF3 14.01 FA3 14,01 14,0 107 60

TPF36.99FA3 699 80 79 34 TPF3 14.02 FA3 14,02 14,0 107 60

TPF37.00FA3 7,00 80 79 34 TPF3 14.97 FA3 14,97 16,0 115 65

%TPF37.01 FA3 7,01 80 79 34 TPF3 14.98 FA3 14,98 16,0 115 65

TPF37.02FA3 7,02 80 79 34 TPF3 14.99 FA3 14,99 16,0 115 65

TPF37.97FA3 7,97 80 79 34 TPF3 15.00 FA3 15,00 16,0 115 65

TPF37.98FA3 7,98 80 79 34 %TPF3 15.01 FA3 1501 160 115 65

TPF37.99FA3 7,99 80 79 34 TPF3 15.02 FA3 15,02 16,0 115 65

TPF38.00FA3 800 80 79 34 TPF3 15.97 FA3 1597 16,0 115 65

«TPF38.01 FA3 801 80 79 34 TPF3 15.98 FA3 15,98 16,0 115 65

TPF38.02FA3 802 80 79 34 TPF3 15.99 FA3 1599 16,0 115 65

TPF38.97 FA3 897 100 89 47 TPF3 16.00 FA3 16,00 16,0 115 65

TPF38.98FA3 898 10,0 89 47 *TPF3 16.01 FA3 16,01 16,0 115 65

TPF38.99FA3 899 10,0 89 47 TPF3 16.02 FA3 16,02 16,0 115 65

TPF39.00 FA3 9,00 10,0 89 47 TPF3 16.97 FA3 16,97 18,0 123 73

wTPF39.01 FA3 9,01 100 89 47 TPF3 16.98 FA3 16,98 18,0 123 73

TPF39.02FA3 9,02 10,0 89 47 TPF3 16.99 FA3 16,99 18,0 123 73

TPF39.97 FA3 9,97 100 89 47 TPF3 17.00 FA3 17,00 18,0 123 73

TPF39.98 FA3 9,98 100 89 47 *TPF317.01 FA3 17,01 18,0 123 73

TPF39.99 FA3 9,99 10,0 89 47 TPF317.02 FA3 17,02 18,0 123 73
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M N S H G
g 2 |2 [2E|25| |sB| z 3
g |8 |2 |EZ|E3 8| & E: 2
2g|3g|y 330 €2 5 5% g
ILIE0|2 50|50 25858 EIET
EQ §> Igd 8w UJE'_ 2J §5’§§ 23 =2
I %ﬁ 3238|2323 «|=3|8F =/ E5|.B
Eg §§ §§ E%‘ ’Eg?g §§ Eg E% %E E% §E E% EH E% (MM)  (OB/MUMH) (MM/MUH)
Mpumenenme - Application  EEIEEIEEIEERIEHMELIEEEEIEEIEE R MIH T . n Vi
) 3+5 80 0,14 6369 892
) 5+8 80 0,20 3920 784
[ ) 8+12 80 0,24 2548 611
) 12+16 80 0,28 1820 510
) 16+20 80 0,28 1415 396
[ ) 3+5 50 0,12 3981 478
[ ) 5+8 50 0,16 2450 392
[ ) 8+12 50 0,19 1592 302
[ ) 12+16 50 0,19 1137 216
[ ) 16+20 50 0,23 885 204
) 3+5 45 0,12 3583 430
) 5+8 45 0,16 2205 353
[ ) 8+12 45 0,19 1433 272
) 12+16 45 0,19 1024 194
) 16+20 45 0,23 796 183
) 3+5 70 0,20 5573 1115
) 5+8 70 0,28 3430 960
[ ] 8+12 70 0,35 2229 780
) 12+16 70 0,40 1592 637
) 16+20 70 0,40 1238 495
[ ) 3+5 60 0,14 4777 669
[ ) 5+8 60 0,20 2940 588
[ ) 8+12 60 0,24 1911 459
[ ) 12+16 60 0,28 1365 382
[ ) 16+20 60 0,28 1061 297
) 3+5 50 0,15 3981 597
[ ) 5+8 50 0,22 2450 539
[ ] 8+12 50 0,27 1592 430
) 12+16 50 0,29 1137 330
[ ) 16+20 50 0,29 885 257
® PEKOMEHOOBAHHOE I'IPI/IMEHEHVIE-RECOMMEND!ED APPLICATION (] BQ3MO)KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED

cm




TBepAaocnnaBHble NpeLM3NOHHbIE cBepna - 5xD
HM reamer-drills - 5xD

VHM-Reibahlen-Bohrer - 5xD

M.D.I. Forets de pergage et alésage - 5xD

L ala)

TPCtooIsl

X engineering

TPFS ... FAS

@D = 2,97 - 20,02
HOBbIE

YHUBEPCAIJbHbIE / ALL PURPOSE

KBAIIUTET
TOLLERANCE RANGE

+0,003| h6

C MOKPLITUEM
COATED

TIALN

2y
D 4

MG

5xD

TPF5297FA5 297 60 66 28 TPF5 10.00 FA5 10,00 10,0 103 61 TPF517.97 FA5 17,97 18,0 143 93
TPF52.98FA5 2,98 60 66 28 «TPF510.01 FA5 10,01 10,0 103 61 TPF517.98 FA5 17,98 18,0 143 93
TPF5299FA5 299 6,0 66 28 TPF5 10.02 FA5 10,02 10,0 103 61 TPF517.99 FA5 17,99 18,0 143 93
TPF53.00 FA5 300 60 66 28 TPF510.97 FA5 10,97 12,0 118 71 TPF5 18.00 FA5 18,00 18,0 143 93
%TPF53.01FA5 301 60 66 28 TPF5 10.98 FA5 10,98 12,0 118 71 *TPF518.01 FA5 18,01 18,0 143 93
TPF53.02FA5 3,02 60 66 28 TPF510.99 FA5 10,99 12,0 118 71 TPF5 18.02 FA5 18,02 18,0 143 93
TPF5397FA5 3,97 60 82 44 TPF5 11.00 FA5 11,00 12,0 118 71 TPF5 18.97 FA5 18,97 20,0 153 101
TPF53.98FA5 398 6,0 82 44 %TPF511.01 FA5 11,01 12,0 118 71 TPF5 18.98 FA5 18,98 20,0 153 101
TPF5399FA5 399 60 82 44 TPF5 11.02 FA5 11,02 12,0 118 71 TPF5 18.99 FA5 18,99 20,0 153 101
TPF54.00 FA5 4,00 60 82 44 TPF511.97 FA5 11,97 120 118 71 TPF5 19.00 FA5 19,00 20,0 153 101
*TPF54.01 FA5 401 6,0 82 44 TPF511.98 FA5 11,98 12,0 118 71 %TPF519.01 FA5 19,01 20,0 153 101
TPF54.02FA5 4,02 60 82 44 TPF5 11.99 FA5 11,99 12,0 118 71 TPF5 19.02 FA5 19,02 20,0 153 101
TPF54.97 FA5 4,97 60 82 44 TPF5 12.00 FA5 12,00 12,0 118 71 TPF519.97 FA5 19,97 20,0 153 101
TPF54.98 FA5 4,98 6,0 82 44 %TPF512.01 FA5 12,01 12,0 118 71 TPF5 19.98 FA5 19,98 20,0 153 101
TPF5499FA5 4,99 60 82 44 TPF512.02 FA5 12,02 12,0 118 71 TPF519.99 FA5 19,99 20,0 153 101
TPF55.00 FA5 500 60 82 44 TPF512.97 FA5 12,97 14,0 124 77 TPF520.00 FA5 20,00 20,0 153 101
%TPF55.01FA5 501 60 82 44 TPF512.98 FA5 12,98 14,0 124 77 %TPF520.01 FA5 20,01 20,0 153 101
TPF55.02FA5 502 60 82 44 TPF512.99 FA5 12,99 14,0 124 77 TPF520.02 FA5 20,02 20,0 153 101
TPF5597 FA5 597 60 82 44 TPF513.00 FA5 13,00 14,0 124 77

TPF55.98 FA5 598 6,0 82 44 *TPF5 13.01 FA5 13,01 14,0 124 77 = NS NONYYEHMS] OTBEPCTUN
TPF55.99FA5 599 6,0 82 44 TPF513.02 FA5 13,02 14,0 124 77 = C [OMYCKOM H7

TPF56.00 FA5 6,00 6,0 82 44 TPF513.97 FA5 13,97 14,0 124 77 BE ;ggzgimlg BORES IN H7
%TPF56.01 FA5 6,01 60 82 44 TPF513.98 FA5 13,98 14,0 124 77

TPF56.02FA5 6,02 6,0 82 44 TPF513.99 FA5 13,99 14,0 124 77 - ;gﬂggﬁ;gﬂ%ﬁﬁﬂfg&
TPF56.97 FA5 6,97 8,0 91 53 TPF5 14.00 FA5 14,00 14,0 124 77 m * = POUR OBTENIR DES TROUS DANS
TPF56.98 FA5 6,98 80 91 53 %TPF5 14.01 FA5 14,01 140 124 77 LA TOLERANCE H7
TPF56.99FA5 699 80 91 53 TPF5 14.02 FA5 14,02 14,0 124 77

TPF57.00FA5 7,00 80 91 53 TPF5 14.97 FA5 14,97 16,0 133 83

*TPF57.01 FA5 7,01 80 91 53 TPF5 14.98 FA5 14,98 16,0 133 83

TPF57.02FA5 7,02 80 91 53 TPF5 14.99 FA5 14,99 16,0 133 83

TPF57.97FA5 7,97 80 91 53 TPF5 15.00 FA5 15,00 16,0 133 83

TPF57.98FA5 7,98 80 91 53 *TPF5 15.01 FA5 15,01 16,0 133 83

TPF57.99FA5 7,99 80 91 53 TPF5 15.02 FA5 15,02 16,0 133 83

TPF5800FA5 800 80 91 53 TPF5 15.97 FA5 1597 16,0 133 83

%TPF58.01FA5 801 80 91 53 TPF5 15.98 FA5 1598 16,0 133 83

TPF58.02FA5 802 80 91 53 TPF515.99 FA5 1599 16,0 133 83

TPF58.97 FA5 897 10,0 103 61 TPF5 16.00 FA5 16,00 16,0 133 83

TPF5898 FA5 898 10,0 103 61 «TPF5 16.01 FA5 16,01 16,0 133 83

TPF58.99FA5 899 10,0 103 61 TPF5 16.02 FA5 16,02 16,0 133 83

TPF59.00 FA5 9,00 10,0 103 61 TPF516.97 FA5 16,97 18,0 143 93

*TPF59.01 FA5 9,01 10,0 103 61 TPF5 16.98 FA5 16,98 18,0 143 93

TPF59.02FA5 9,02 10,0 103 61 TPF516.99 FA5 16,99 18,0 143 93

TPF59.97 FA5 9,97 10,0 103 61 TPF517.00 FA5 17,00 18,0 143 93

TPF59.98 FA5 9,98 10,0 103 61 %TPF517.01 FA5 17,01 18,0 143 93

TPF59.99 FA5 9,99 10,0 103 61 TPF5 17.02 FA5 17,02 18,0 143 93
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

P M N S H G
g 2 |2 [2E|25| |sB| z 3
g |8 |2 |EZ|E3 8| & E: 2
2g|3g|y 330 €2 5 5% g
ILIE0|2 50|50 25858 EIET
EQ §> Igd 8w UJE'_ 2J §5’§§ 23 =2
I %ﬁ 3238|2323 «|=3|8F =/ E5|.B
Eg §§ §§ E%‘ ’Eg?g §§ Eg E% %E E% §E E% EH E% (MM)  (OB/MUMH) (MM/MUH)
Mpumenenme - Application  EEIEEIEEIEERIEHMELIEEEEIEEIEE R MIH T . n Vi
) 3+5 80 0,11 6369 700
) 5+8 80 0,16 3920 627
[} 8+12 80 0,19 2548 484
) 12+16 80 0,22 1820 400
) 16+20 80 0,22 1415 311
[ ) 3+5 50 0,10 3981 398
[ ) 5+8 50 0,13 2450 318
[ ) 8+12 50 0,16 1592 255
[ ) 12+16 50 0,16 1137 182
[ ) 16+20 50 0,18 885 159
) 3+5 45 0,10 3583 358
) 5+8 45 0,13 2205 287
[ ) 8+12 45 0,16 1433 229
) 12+16 45 0,16 1024 164
) 16+20 45 0,18 796 143
) 3+5 70 0,16 5573 892
) 5+8 70 0,22 3430 755
[ ) 8+12 70 0,28 2229 624
) 12+16 70 0,32 1592 509
) 16+20 70 0,32 1238 396
[ ) 3+5 60 0,11 4777 525
[ ) 5+8 60 0,16 2940 470
) 8+12 60 0,19 1911 363
[ ) 12+16 60 0,22 1365 300
[ ) 16+20 60 0,22 1061 233
) 3+5 50 0,12 3981 478
[ ) 5+8 50 0,17 2450 416
[ ] 8+12 50 0,21 1592 334
) 12+16 50 0,23 1137 261
[ ) 16+20 50 0,23 885 203
® PEKOMEHOOBAHHOE I'IPI/IMEHEHVIE-RECOMMEND!ED APPLICATION (] BQ3MO)KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED

n  =o06/MuH (MnH") KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
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3AMETKU - NOTES




PA3BEPTKU

PA3BEPTKW / REIBAHLEN / ALESOIRS / ESCARIADORES



L ala)

TeepaocnnaBHble pa3BepTkn H7 ¢ TOMHOCTLIO A0 AECATLIX Aonen MM

- )
HM D
VHiM: Dezimal Reibanie H7 TPCtools»
M.D.I. Alesoir decimal H7 E2 engineering
TAP ... AD050 e°
@D =4-18
H
-~ L1 MG
o0 —m " ad

KBATIUTET D d

TOLLERANCE RANGE H7 h8

4

*TAP040ADO050 4 3,5 56 20 6
*TAP045ADO050 4,5 4 63 22 6
*TAPO50ADO050 5 4 63 22 6
*TAPO55ADO050 55 5 63 22 6
TAPO60ADO050 6 5 63 22 6
TAPO65AD050 6,5 5 63 22 6
TAPO70AD050 7 6 71 25 6
TAP075AD050 75 6 71 25 6
TAPO80ADO50 8 6 71 25 6
TAP085AD050 8,5 6 71 25 6
TAP090AD050 9 8 71 25 6
TAP095AD050 €5 8 71 25 6
TAP100AD050 10 8 71 25 6
TAP105AD050 10,5 8 80 28 6
TAP110AD050 11 10 80 28 6
TAP115AD050 11,5 10 80 28 6
TAP120AD050 12 10 80 28 6
TAP130AD050 13 10 80 28 6
TAP140AD050 14 12,5 90 32 6
TAP150AD050 il 125 90 32 8
TAP160AD050 16 14 90 32 8
TAP170AD050 17 14 90 32 8
TAP180AD050 18 16 100 36 8

==« C HAPY)XHOM LIEHTPOBKOW

BlE * WITH EXTERNAL CENTERING POINT
== x MIT AUSSENZENTRIERPUNKT

Il ~ AVEC POINT CENTRAL EXTERNE

== 11151 OTBEPCTMIA C [OMYCKOM H7

BIE FOR BORES WITH H7 TOLERANCE

B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

CTP. C 89
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
g | 12 |§2t=2 sf| & S 2
o308 |33/33 z|EZ 5 53 |Ed
T ZE Wisw Ols0O g w v
AR D) - 2 x| 3 3 g % 0
=2/6>|xH 22 "’E»— 2| Euylss EPN 0
o S T z
£3/£9/80 8121\28/58/23 33| 4|=n|2E| 3/50|ck
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ] 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn

R EEEEEEEEEEEEEE———
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TeBepaocnnaBHble pa3BepTKU C TOYHOCTLIO A0 COThIX AONEN MM i ’
HM Centesimal reamer

VHM-Zentesimal-Reibahle TPC_tOO_ISI
M.D.I. Alesoir centesimal E2 engineering

TAP ... AC050 B

@D = 3,80 - 18,20

@D =  — — — 1 @

KBAIIUTET D d
TOLLERANCE RANGE -0/+0,004| h8

4

*TAP ... ACO50  380-4,10 3,5 56 20 6
*TAP ...AC050 4,11-4,60 4 63 22 6
*TAP ... AC050  4,61-5,10 4 63 22 6
*TAP ... ACO50  5,11-5,60 5 63 22 6
TAP ...AC050 5,61-6,15 5 63 22 6
TAP ... AC050  6,16-6,65 5 63 22 6
TAP ...AC050 6,66-7,15 6 71 25 6
TAP ... AC050  7,16-7,65 6 71 25 6
TAP ... AC050 7,66-8,15 6 71 25 6
TAP ... AC050 8,16-8,65 6 71 25 6
TAP ... AC050  8,66-9,20 8 71 25 6
TAP ...AC050 9,21-9,70 8 71 25 6
TAP ... AC050 9,71-10,20 8 71 25 6
TAP ... AC050 10,21-10,70 8 80 28 6
TAP ... AC050 10,71-11,20 10 80 28 6
TAP ...AC050 11,21-11,70 10 80 28 6
TAP ... AC050 11,71-12,20 10 80 28 6
TAP ... AC050 12,21-13,20 10 80 28 6
TAP ...AC050 1321-1420 12,5 90 32 6
TAP ...AC050 1421-1520 12,5 90 32 8
TAP ... AC050 15,21-16,20 14 90 32 8
TAP ... AC050 16,21-17,20 14 90 32 8
TAP ... AC050 17,21-18,20 16 100 36 8

==« C HAPY)XHOM LIEHTPOBKOW

BlE * WITH EXTERNAL CENTERING POINT
== x MIT AUSSENZENTRIERPUNKT

Il ~ AVEC POINT CENTRAL EXTERNE

== [11151 OTBEPCTMIA C OMYCKOM -0/+0,004
BIE FOR BORES WITH H7 TOLERANCE

B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

CTP. C 89
c78 -




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
B & |7 |§3|%2| |8z & = g
o308 |33/33 z|EZ 5 53 |Ed
Tz o i w O|lso g w v
AR D) - 2 x| 3 3 g % 0
>8> |THIE7 U’E'— £Z Eu(Ss E B3
o S T z
SR R EERR S
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ) 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
®  PEKOMEH[I0BAHHOE MPYMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn
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TBepaocnnaeHbie pa3BepTku H7 ¢ TOYHOCTBLIO A0 AECATHIX AONEN MM ’ i ’
HM Decimal H7 reamer

VHM-Dezimal-Reibahle H7 TPCtOOISI
M.D.I. Alesoir decimal H7 E2 engineering

TAP ... AD100 B

oD =1,0-182

MG

KBAJIUTET D d
TOLLERANCE RANGE H7 h8

4

*TAP0010AD100 1 1 40 8 - 4
*TAP ... AD100 1,1-1,4 - 40 8 - 4
*TAP0015AD100 15 15 40 8 - 4
*TAP ... AD100 1,6-19 = 43 9 = 4
*TAP0020AD100 2 2 49 11 - 4
*TAP0021AD100 2,1 2 49 11 - 4
*TAP ... AD100 2,2-2,3 2 53 12 - 4
*TAP0024AD100 2,4 2,3 57 14 - 4
*TAP0025AD100 2}5 235 57 14 - 4
*TAP0026AD100 2,6 2,5 57 14 - 4
*TAP ... AD100 22 2A5) 61 15 - 4
*TAPO030AD100 3 3 65 16 - 4
*TAP ... AD100 3,1-3,3 3 65 16 - 4
*TAP ... AD100 3,4-3,7 3,5 70 18 45 4
*TAP ... AD100 3,8-4,2 4 75 19 47 6
*TAP ... AD100 4,3-4,7 4,5 80 21 51 6
*TAP ... AD100 4,8-5,1 5 86 23 56 6
TAP ... AD100 5286 5 93 26 58 6
TAP ... AD100 5,7-6,1 6 93 26 58 6
TAP ... AD100 6,2-6,7 6 101 28 63 6
TAP ... AD100 6,8-7,6 7 109 31 71 6
TAP ... AD100 7,7-8,6 8 117 33 77 6
TAP ... AD100 8,7-9,6 9 125 36 80 6
TAP ... AD100 9,7-10,6 10 133 38 85 6
TAP ... AD100 il(0), 7L 5 10 142 41 92 6
TAP ... AD100 11,7-12,2 12 151 44 99 6
TAP ... AD100 12,3-13,2 | 12,5 151 44 99 6
TAP ... AD100 13,3-14,2 14 160 47 105 6
TAP ... AD100 14,3-15,2 14 162 50 107 8
TAP ... AD100 15,3-16,2 16 170 52 115 8
TAP ... AD100 16,3-17,2 16 175 54 119 8
TAP ... AD100 17,3-18,2 18 182 56 122 8

==« C HAPY)XHOM LIEHTPOBKOW

BlE * WITH EXTERNAL CENTERING POINT
== x MIT AUSSENZENTRIERPUNKT

Il ~ AVEC POINT CENTRAL EXTERNE

== 11151 OTBEPCTMIA C [OMYCKOM H7

BIE FOR BORES WITH H7 TOLERANCE

B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

CTP. C 89
C 80 @




Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
g | 12 |§2t=2 sf| & S 2
o308 |33/33 z|EZ 5 53 |Ed
T ZE Wisw Ols0O g w v
AR D) - 2 x| 3 3 g % 0
=2/6>|xH 22 "’E»— 2| Euylss EPN 0
o S T z
£3/£9/80 8121\28/58/23 33| 4|=n|2E| 3/50|ck
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ] 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn

R EEEEEEEEEEEEEE———
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TBepaocnnaBHble pa3BepTKU C TOYHOCTLIO A0 COThIX AONEN MM i ’
HM Centesimal reamer

VHM-Zentesimal-Reibahle TPC_tOO_ISI
M.D.I. Alesoir centesimal E2 engineering

TAP ... AC100 B

@D = 1,00 - 18,20

MG

@d

KBATIUTET D d
TOLLERANCE RANGE -0/+0,004| h8

4

*TAP ...AC100  1,00-150 - 40 8 - 4
*TAP ...AC100  1,51-190 - 43 9 - 4
*TAP ...AC100  191-212 2 49 1 26 4
*TAP ...AC100 2,13-2,36 2 53 12 - 4
*TAP ...AC100 2,37-248 2,3 57 14 - 4
*TAP ... AC100  2,49-2,65 2B 57 14 - 4
*TAP ...AC100  2,66-2,96 2,5 61 15 - 4
*TAP ...AC100 2,97-335 3 65 16 40 4
*TAP ...AC100 336-3,75 3,5 70 18 45 4
*TAP ...AC100 3,764,225 4 75 19 47 6
*TAP ... AC100  4,26-4,75 4,5 80 21 51 6
*TAP ...AC100 4,76-515 5 86 23 56 6
*TAP ...AC100 5,16-5,65 5 93 26 58 6
TAP ...AC100 5,66-6,15 6 93 26 58 6
TAP ...AC100 6,16-6,70 6 101 28 63 6
TAP ...AC100 6,71-7,65 7 109 31 71 6
TAP ...AC100 7,66-8,65 8 117 33 77 6
TAP ...AC100  8,66-9,65 G 125 36 80 6
TAP ...AC100 9,66-10,65 10 133 38 85 6
TAP ...AC100 10,66-11,65 10 142 41 92 6
TAP ...AC100 11,66-12,20 12 151 44 99 6
TAP ...AC100 12211320 12,5 151 44 99 6
TAP ...AC100 1321-14,20 14 160 47 105 6
TAP ...AC100 14,21-1520 14 162 50 107 8
TAP ...AC100 1521-16,20 16 170 52 115 8
TAP ...AC100 16,21-17,20 16 175 54 119 8
TAP ...AC100 17,21-18,20 18 182 56 122 8

==« C HAPY)XHOM LIEHTPOBKOW

BlE * WITH EXTERNAL CENTERING POINT
== x MIT AUSSENZENTRIERPUNKT

Il ~ AVEC POINT CENTRAL EXTERNE

== [11151 OTBEPCTMIA C OMYCKOM -0/+0,004
BIE FOR BORES WITH H7 TOLERANCE

B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

CTP. C 89
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
g | 12 |§2t=2 sf| & S 2
o308 |33/33 z|EZ 5 53 |Ed
T ZE Wisw Ols0O g w v
AR D) - 2 x| 3 3 g % 0
=2/6>|xH 22 "’E»— 2| Euylss EPN 0
o S T z
£3/£9/80 8121\28/58/23 33| 4|=n|2E| 3/50|ck
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ] 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn
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TBepaocnnaBHbie pa3BepTku H7 ¢ TOYHOCTLIO A0 AECATHIX AONEN MM
HM Decimal H7 reamer

VHM-Dezimal-Reibahle H7

M.D.I. Alesoir decimal H7

L ala)

TPCtooIsl

X engineering

TAP ... AD150

oD =15-122

L2

@D ——( . — f—-—-—- @d

KBAJIUTET
TOLLERANCE RANGE

H7

h8

MG

Z
*TAPO015AD150 1,5 15 110 18 65 4
*TAP0020AD150 2 2 110 18 65 4
*TAP ..AD150  2,1-2,3 2 110 18 65 4
*TAPO024AD150 2,4 2,3 120 20 65 4
*TAPO025AD150 2,5 2,5 120 20 65 4
*TAP..AD150 2,627 2,5 120 20 65 4
*TAP ..AD150  2,8-31 3 120 20 65 4
*TAP ..AD150  3,2-33 3 150 30 90 4
*TAP..AD150  34-38 3,5 150 30 90 4
*TAP ..AD150  3,9-4.2 4 150 30 90 6
*TAP..AD150  43-48 45 180 35 115 6
*TAP ..AD150  4,9-51 5 180 35 115 6
*TAP ..AD150  572-59 5 200 40 130 6
*TAPO0BOAD150 6 6 200 40 130 6
*TAPO061AD150 6,1 6 200 40 130 6
*TAP ..AD150  6,2-6,9 6 200 45 130 6
*TAP0070AD150 7 7 200 45 130 6
*TAPO071AD150 7,1 7 200 45 130 6
*TAP ..AD150  7,2-7,9 7 200 45 130 6
*TAPO080AD150 8 8 200 45 130 6
*TAPO081AD150 8,1 8 200 45 130 6
*TAP..AD150  8,2-8,9 8 220 50 145 6
*TAPO090AD150 9 9 220 50 145 6
TAPO091AD150 9,1 9 220 50 145 6
TAP..AD150  9,2-9,9 9 220 50 145 6
TAPO100AD150 10 10 220 50 145 6
TAP..AD150  10,1-10,2 10 220 50 145 6
TAP..AD150  10,3-10,7 10 250 55 170 6
TAP..AD150  10,8-112 11 250 55 170 6
TAP..AD150  11,3-11,7 11 250 55 170 6
TAP..AD150 11,8122 12 250 55 170 6
== + C HAPY)XHOW LIEHTPOBKOM
B * WITH EXTERNAL CENTERING POINT
= . MIT AUSSENZENTRIERPUNKT
W * AVEC POINT CENTRAL EXTERNE
== 11151 OTBEPCTMIA C [OMYCKOM H7
BIE FOR BORES WITH H7 TOLERANCE
B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

- CTP. C 89
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
g | 12 |§2t=2 sf| & S 2
o308 |33/33 z|EZ 5 53 |Ed
T ZE Wisw Ols0O g w v
AR D) - 2 x| 3 3 g % 0
=2/6>|xH 22 "’E»— 2| Euylss EPN 0
o S T z
£3/£9/80 8121\28/58/23 33| 4|=n|2E| 3/50|ck
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ] 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION O  BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn
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TBepAocnnaBHbIe pa3BepTKU C TOYHOCTbLIO A0 COThIX AONEN MM
HM Centesimal reamer

VHM-Zentesimal-Reibahle
M.D.I. Alesoir centesimal

L ala)

TPCtooIsl

X engineering

TAP ... AC150

@D =2,00- 12,20

H
L2
%Ll—w
@D -

KBATIUTET
TOLLERANCE RANGE

D

-0/+0,004

h8

Z

*TAP ... AC150  2,00-2,31 2 110 18 65 4
*TAP ... AC150 232-241 2,3 120 20 65 4
*TAP ... AC150 242-2,71 25 120 20 65 4
*TAP ...AC150 272311 3 120 20 65 4
*TAP ... AC150 312-331 3 150 30 90 4
*TAP ...AC150 332-381 3,5 150 30 90 4
*TAP ... AC150 382-424 4 150 30 90 6
*TAP ... AC150  4,25-491 4 180 35 115 6
*TAP ... AC150 4,92-511 5 180 35 115 6
*TAP ...AC150 512591 5 200 40 130 6
*TAP ...AC150 592-6,11 6 200 40 130 6
*TAP ... AC150  6,12-691 6 200 45 130 6
*TAP ...AC150 6,92-7,11 7 200 45 130 6
*TAP ... AC150 7,12-791 7 200 45 130 6
*TAP ...AC150 7,92-8,11 8 200 45 130 6
*TAP ...AC150 812891 8 220 50 145 6
*TAP ... AC150 892911 G 220 50 145 6
*TAP ...AC150 9,12-991 ¢ 220 50 145 6
TAP ...AC150 9,92-10,20 10 220 50 145 6
TAP ...AC150 10,21-10,80 10 250 55 170 6
TAP ...AC150 10,81-11,20 11 250 55 170 6
TAP ...AC150 11,21-11,80 11 250 55 170 6
TAP ...AC150 11,81-12,20 12 250 55 170 6

==« C HAPY)XHOM LIEHTPOBKOW

BlE * WITH EXTERNAL CENTERING POINT
== x MIT AUSSENZENTRIERPUNKT

Il ~ AVEC POINT CENTRAL EXTERNE

== [11151 OTBEPCTMIA C OMYCKOM -0/+0,004
BIE FOR BORES WITH H7 TOLERANCE

B J)HRT BOHRUNGEN MIT TOLERANZ H7 AUS
I E M.D.I. ALESOIR DECIMAL H7

MG

CTP. C 89
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Pexxumbl 06paboTku - Machining parameters - Schnittdaten - Paramétres de travail

MATEPWAJIbI - MATERIALS Crtp. C 96

a 0 2 -2, . —_
5 |2 |2 |BE 2B SE| 3 3
B & |7 |§3|%2| |8z & = g
o308 |33/33 z|EZ 5 53 |Ed
I l.I_J z o i w O|lso g w v
AR D) - 2 x| 3 3 g % 0
>8> |THIE7 U’E'— £Z Eu(Ss E B3
o S T z
SR R EERR S
o | s v = =l E =2 s
b §§ E§ E% ’E% EE g%g E% %& E'% £z EE ED g% (MM)  (06/MUH) (MM/MUH)
MpumeHeHue - Application 25|85 /EJ 35 85 |B5|55/82/23|23|80 |59 SE 35 88 fn
° 31:5 | 2030 | 0,15 - -
° 5:10 | 2030 | 0,25 - -
[ ) 1020 20-30 0,40 - -
° 31:5 | 1015 | 0,12 - -
[ ) 5+10 10-15 0,20 - -
[ ] 10+20 10-15 0,30 - -
° 315 | 510 | 0,08 - -
[ ] 5+10 5-10 0,15 - -
[ ) 10+20 5-10 0,25 - -
° 31:5 | 1015 | 0,08 - -
[ ] 5+10 10-15 0,15 - -
° 1020 | 1015 | 020 - -
° 31:5 | 1012 | 0,15 - -
[ ) 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 1012 | 0,15 - -
[ ] 5+10 10-12 0,30 - -
° 1020 | 10-12 | 050 - -
° 31:5 | 2535 | 0,15 - -
[ ) 5+10 25-35 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 31:5 | 2535 | 0,20 - -
[ ) 5+10 25-35 0,25 - -
° 1020 | 2535 | 0,40 - -
[ ) 3,1+5 25-30 0,15 - -
[ ) 5+10 25-30 0,25 - -
° 10+20 | 2530 | 045 - -
®  PEKOMEH[OBAHHOE MPYMEHEHVE - RECOMMENDED APPLICATION O BO3MOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = wmun CKOPOCTb PESAHWS - CUTTING SPEED Ve - 1000
- — -1
N = o6/muH (un) KOMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS n = @D - 314 06/MuH (MUK
fn = mm NOJAYA/IOBOPOT - FEED / REVOLUTION ’
Vf = mm/muH CKOPOCTb MOJAYY - FEED SPEED Vf=1fn-n = vmimmn
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3AMETKW - NOTES




TEXHUNYECKAA MHPOPMAL NS
MO CBEPJIEHUIO

M OBPABOTKE OTBEPCTUM

TEXHUYECKAA MHOOPMALA MO CBEPSIEHWIO 1 OBPABOTKE OTBEPCTUN
BOHREN UND BEARBEITUNG VON BOHRUNGEN - SCHNITTDATEN

DONNEES TECHNIQUES PERCAGE ET USINAGE TROUS

DATOS TECNICOS TALADRADO Y TRABAJO DE AGUJEROS




L ol
CeepneHune/O6pabotka orBepctum - Drilling/Machining of bores TPCtOOlS’
Bohren/Bearbeitung von bohrungen - Percage/Usinage des trous 7

X engineering
MHCTPYKUUU U PEKOMEHOALMUU NO OBPABOTKE TBEPOOCMNABHbIMUA CBEPITAMU
INSTRUCTIONS AND SUGGESTIONS FOR MACHINING WITH CARBIDE DRILLS

OABINEHME N PACXO[ COX
COOLANT PRESSURE AND FLOW RATE

[aeneHne-Pressure | Pacxoa-Flow rate

- D<5 D>5 D=8 D=16
BAP/OYHT-CUNA n/MWH.
HA KB.AIONM

<3XD 20+30 10+20 | 1,5+3 8+10

>3XD 30+40 20+30 | 2,5+4 12+15

- Onsa obwero ceeprieHnsa ucnonbdynte COX ¢ MUHMManbHOM KoHUeHTpaumen 6-8%.
- [Ins cBepneHuns nermpoBaHHON CTanwv, HepXaBetoLLen CTanmn 1 XapornpoyHbIX
cnnaeos ncnonb3ynte COX ¢ mnHnmansHon koHueHTpaumen 10%.

- For general drilling use a minimum coolant concentration of 6-8%.
- For drilling steel alloys, stainless steel, and heat resistant alloys, use a minimum
coolant concentration of 10%

QOPEKTUBHAA NMYBUHA CBEPITEHUA
USEFUL DRILLING DEPTH

A dekTrBHAs rny6rHa cBeprneHns
Useful drilling depth

2xD1

L2

L1

- [ins xopoluer aBakyaumm CTpyku Hanbornee ontuMarnbHas rnybuHa cBepneHusi onpeaenseTcs kak pasHuua Mexay ANMHOW pexyLuei
neHTodkun L2 n 2x guametpos ceepna (D1)

- For a good chip evacuation, the best useful drilling depth is calculated by subtracting twice the size of the diameter (D1) from the
length of the drill flute (L2)

C90



L e
CBepneHune/O6pabotka orBepcTun - Drilling/Machining of bores TPCtOOlS,
Bohren/Bearbeitung von bohrungen - Percage/Usinage des trous 7

2 engineering
MHCTPYKUMU U PEKOMEHOALMWU NO OBPABOTKE TBEPOOCMIIABHbLIMU CBEPJTIAMU
INSTRUCTIONS AND SUGGESTIONS FOR MACHINING WITH CARBIDE DRILLS

- Mpw cBeprieHnm NIOCKOCTU Mo HaKIOHOM A0 5° cHuabTe noaady fn go 1/3, noka
MPOVICXOAMUT CBEPSIEHNE HAKMOHHOM MIOCKOCTY.

- For drilling surfaces that are tilted up to a maximum of 5°, reduce the feed rate fn to 1/3 as
long as the drill is machining the tilted surface

- [insi cBEpPNEeHus NNockocTn nof HaknoHom Ao 10° HeobxoarMo NPor3BecTu
npeaBapuTenbHYo onepaumio LEHTPOBKU.
- MoBepxHocTb Noa HaknoHom Gonee 10° TpebyeT NpegBapuUTENLHOTO pPe3epoBaHMs.

- For drilling surfaces that are tilted up to 10°, it is first necessary to perform a centering ope-
ration
- Surfaces tilted by more than 10° must first be milled

<5°-10°

- Mpun 06paboTke CKBO3HbLIX OTBEPCTUIM C HAKIMIOHHOWM NIIOCKOCTBI0 CHU3bTE NMOAAYy Ha BbIXO4e
fo 1/3.

- For through bores on tilted surfaces, reduce the feed rate to 1/3 during the exit phase

- MNpwn cBepreHny HEPOBHOW MNOBEPXHOCTU CHU3bTE Nogadvy Ha Bxoae Ao 1/4.

- For drilling irregular surfaces, reduce the feed rate to 1/4 as long as the drill is entering the
material

- CBepneHvie BOrHYTbIX MOBEPXHOCTEN BO3MOXHO TOMNBKO MPU paanyce KpUBK3HBI I GonbLueM
15 x D. CHusbTe nogady Ha Bxoge go 1/3.

- Drilling concave surfaces is possible only if the radius r is greater than 15 x D. Reduce the
feed rate to 1/3 as long as the drill is entering the material

- CBeprieHne BbIMyKrbIX MOBEPXHOCTEN BO3MOXHO TOSIbKO MPU paanyce KpMBU3HbI I GomnbLIem
4 x D. CHu3sbTe nogayy Ha Bxoge go 1/2.

- Drilling convex surfaces is possible only if the radius r is greater than 4 x D.
Reduce the feed rate to 1/2 as long as the drill is entering the material

- Henb3si yBenuumBaTh CyLLECTBYIOLLME OTBEPCTUSI.

- It is not possible to enlarge existing bores
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MHCTPYKUUN U PEKOMEHOALMUU NO OBPABOTKE TBEPOOCMNABHbIMUA CBEPITAMU
INSTRUCTIONS AND SUGGESTIONS FOR MACHINING WITH CARBIDE DRILLS

- He pekomeHpyeTcsi cBepnuTb NepeceyeHHble OTBEPCTUS); OAHAKO 3TO BO3MOXHO Npu
ycnoBuu ecnn ocu otBepcTuin D1 n D nexat B ogHol nnockocTu. CHU3bTe nofady Ha
BXOZ€ U BbIXOAE NnepeceyeHHoro oteepctus o 1/4.

- It is advisable not to drill transverse bores; however, it is possible to drill these types
of bores if bore D1 is on the same axis as the bore D. Reduce the feed rate to 1/4
when entering and exiting the transverse bore

- He pekomeHayeTcs CBEPNUTL MHOTOCIOMHbIE NIIACTUHbI; OAHAKO 3Ta onepauus
BO3MOXHa NpU cobniofeHnn creayowmnx NpeaoCcTopoXKHOCTEN:

1) y6eguTech B TOM, YTO NAACTUHbI HAAEXHO 3aKpenneHbl;

2) ybeauTech, 4TO MexXay nnacTvHaMm HeT cBOOGOAHOrO MPOCTPaHCTBa.

- It is advisable not to drill overlapping plates; however, it is possible to perform this
type of drilling only if the following precautions are adopted:

1) Make sure that the plates are adequately secured.

2) Make sure that there are no empty spaces between the plates

CBeprnnTb KOMOMHALMIO 3NIEMEHTOB, HAXOASALLMXCS HA PACCTOSIHUM Apyr OT Apyra,
MOXHO TOMbKO Npu nomoLuy cnegytowimx ceepn: TPF8..B290 - TPF12..B300 - TPF16..
B310 - TPF20..B320 - TPF30..B330

- Combinations of several elements distant from each other can only be drilled with
the following drill bits: TPF8..B290 - TPF12..B300 - TPF16..B310 - TPF20..B320 -
TPF30..B330

Max 0,03 mm

- MakcmmanbHas 3KCLEHTPUYHOCTb He JomkHa npeBbiwate 0,02 mm, a ana
mukpocsepn - 0,01 MMm.

- Maximum eccentricity must never exceed 0.02 mm
and for micro-drills it must never exceed 0,01mm

- PekomeHayeTcs npekpatutb UCMonb3oBaHMe CBepria npy MakCMmarbHOM U3HOCe
pexyLien KpoMku Ha 0,2 Mm.

- It is recommended to stop boring when a maximum wear of 0.2 mm on the cut-
ting edge is achieved

NS YKA3AHHOW OBMTACTW NMPYUMEHEHWSA PEKOMHOYIOTCS CBEPIA CMEAYIOLWMX TUMOB: TPF8..8290 - TPF12..B300 - TPF16..
B310 - TPF20..B320 - TPF30..B330

FOR THESE APPLICATIONS TPF8..B290 - TPF12..B300 - TPF16..B310 - TPF20..B320 - TPF30..B330 TYPES ARE RECOMMENDED

*

T ——————
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MHCTPYKUUN U PEKOMEHOALIUM MO OBPABOTKE TBEPOOCIJIABHbIMWX CBEPITAMU 16xD, 20xD, 30xD
INSTRUCTIONS AND SUGGESTIONS FOR MACHINING WITH HM DRILLS 16xD,20

- ®asa 1.

[MpocBepnuTe npeaBaputernisHoe OTBEPCTUE C MOMOLLbIO NuoTHoro ceeprna 3xD [TPF3..B230].
- Phase 1

Make the pre-bore with the “PILOT” 3Xd drill [TPF3..B230].

BBegwuTe aKCTpa-ANMHHOE CBEPNO Ha MOHWXKEHHOMN ckopocTh (=500 06/MuH) 1 nogave (=1000 mm) Ha rmybuHy npubnuauTensHo 3a 1 Mm 4o
KOHLUa npeaBapuTenbHOro oTBepcTud, nocre 4yero I'IO,an7ITe oxnaxaeHue n yesenn4ybre CKOpOCTb.

- haza 2.

- Phase 2

Enter the pre-bore with an extra-long drill at a limited speed (=500 rpm) and with reduced feed (=1000 mm) up to about 1mm from the end of
the pre-bore. Afterwards open the refrigeration and increase the speed.

- daza 3.

BbinonHute cBeprexHne Ha NonHyo AnvHY OTBEPCTWS NPU COOTBETCTBYHOLLEN nogave 6e3 n3BneveHns ceepna Ans aBakyaumm CTPYKKU.

- Phase 3

Perform the plunge drilling with adequate feed up to the end of the bore without the outlet step for chip discharge

- haza 4.

Korga oTBepcTne NpocBeprieHo Ha NomHyo ryOuHy, BbiHETE CBEPNO Ha 1 MM, cHU3bTe ckopocTb (=500 06/MWH), a 3aTeM MOMHOCTbLIO U3BMEKUTE
CBEepIio 13 OTBEPCTUS Ha MOHWKEHHON nopaye (2000 MM) 1 OTKIOYUTE OXINaXAEHWe.

- Phase 4

When the end of the set bore is reached, retract the bit 1mm, reduce the speed (=500 rpm), come completely out of the bore at a reduced feed
(2000 mm), and close the refrigeration
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CtaHpapTtbl TBepaocnaBHbIX XBOCTOBUKOB - Carbide shanks standards

Normen fiir hartmetall - Normes pour attachements en metal dur

LNINHOPUYECKNIA XBOCTOBUK

CYLINDRICAL SHANK DIN 6535

TBEP/[bIN CI1/IAB - CARBIDE

®OPMA - FORM HA

L ol

TPCtooIs)

X engineering

h6é +% h6 +%
SACKA
CHAMFERING d " d "
2 12
45
B S| | 3 14
28
BE3 LIEHTPOBOYHOO OTBEPCTUA A 16
WITHOUT TRUING FLARING 48
11 5 18
6 20 50
36
8 25 56
10 40 32 60
‘%D F—el
45 pa @OPMA - FORM HB  (weLDON)
d =6-20 2 CHAMFERING BARA-A
h6 +8,05 9 h11 +(2) +[1)
E , T d | bt et h1 1 12
| \ BE3 LIEHTPOBOYHOTO OTBEPCTR 6 4,2 5,1
A WIT:‘OUTTRUING FLARING 18,0 36
- d 8 55 6,9
i 10 7.0 20,0 85 40
12 10,4
BE3 LIEHTPOBOYHOI'O OTBEPCTUA ’
8,0 22,5 45 -
'WITHOUT TRUING FLARING ) 5
= BIAAA 14 12,7
16 14,2
10,0 24,0 48
18 16,2
20 11,0 25,0 18,2 50
25 12,0 32,0 23,0 56 17
A NG 32 14,0 36,0 30,0 60 19

P
|
[

®OPMA - FORM HE

(WHISTLE-NOTCH)

4752: 2 BUAA-A h6 h11 2 g
d =620 -l sEsuEonoworo (ko) d |(b2)=(b3) h2 | (h3)|11 |14 | I5 |r2 mn
r2 ‘ 20-30Y >\ WITHOUT TRUING FLARING 4 3 5 1
! . 6’9 36 25 18
B S - ) 55 | - , -
} 10 7.1 - 8,5 - 40 28 20 1,2
A N\_ eacia 12 | 82 - 104 | -
- CHAMFERING d ’ ' 45 33 22,5
11 BIAL AA 14 8,1 - 12,7 -
BE3 LIEHTPOBOYHOIO (b3) 16 10.1 _ 142 _
OTBEPCTUA ’ ’
d = 25-32 . WITHOUT TRUING FLARING 48 36 24
‘ 18 | 108 - 16,2 -
N T
E S (h3) 20 | M4 | - | 182 | - | 50 | 38 | 25 | 16
} 25 136 | 93 | 230 | 241 56 a4 32
P N e ERING d 32 | 155 | 99 | 300 | 31,2 | 60 48 35
XBOCTOBUK
ocros DIN 1809
h12| +T16 h12 #IT16
d |b I |r | v d b 1 r | v
3+3,5 1,6 2,2 | 0,2 >15+18 | 8,0 8,0 0,4 0.08
< >35+4 | 20 | 22 | 0,2 >18+21 | 10,0 | 100 | 04 |
<
>4+45 | 22 | 25 | 02 | 005 | [>21+24 | 11,0 | 11,0 | 06
T /I‘ i >4,5:5,5| 2,5 2,5 0,2 >24=27 | 13,0 | 13,0 | 0,6
J jr A >5,5:65 30 | 30 | 02 >27+30 | 14,0 | 140 | 06 | 0,10
N
$ >6,5+8 3,5 35 | 02 >30+34 | 16,0 | 16,0 | 0,6
L BE3 LIEHTPOBOYHOrO OTBEPCTUSA >8+9,5 45 45 0,4 >34+38 | 18,0 | 18,0 | 0,6
WITHOUT TRUING FLARING 0,06
' >95+11 | 50 | 50 | 04 >38+42 | 20,0 | 19,0 | 0,6
>11+13 | 6,0 | 6,0 | 04 >42+46 | 22,0 | 20,0 | 1,0 | 0,15
>13+15 | 7,0 7,0 0,4 | 0,08 >46+50 | 24,0 | 22,0 | 1,0
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Nonycku - Tolerances TPCt00|S;
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Toleranzen - Tolérances

— Y
OTKJIOHEHMS OTBEPCTUS B MUKPOHAX (k) OTKIIOHEHMST BAJIA B MUKPOHAX (M)
BORE DEVIATION EXPRESSED IN um SHAFTS DEVIATION EXPRESSED IN um
d Fo6 H7 d11 e9 g6 h5 h6 h7 h8 h10 mY7
0es +12 +10 -20 4 2 0 0 0 0 0 +14
' +6 0 -80 -39 8 4 6 10 14 40 4
aeg | *18 +12 -30 -20 4 0 0 0 0 0 +20
+10 0 -105 -50 12 5 8 12 18 48 +8
eeto | 22 +15 -40 .25 5 0 0 0 0 0 +25
' +13 0 4130 61 14 6 -9 15 22 58 +10
ctoets | 2T +18 .50 .32 6 0 0 0 0 0 +30
' +16 0 -160 75 A7 8 1 18 27 70 +12
rgeao | +33 21 .65 -40 7 0 0 0 0 0 +36
; +20 0 195 .92 -20 -9 13 21 33 -84 +15
vagesy | 41 +25 -80 -50 9 0 0 0 0 0 +42
; +25 0 240 | 112 .25 1 16 25 -39 -100 +17
soese | 49 +30 -100 -60 10 0 0 0 0 0 +50
430 0 200 | -134 29 13 19 -30 46 120 +20
~60+120 | *58 +35 4120 72 12 0 0 0 0 0 +58
+36 0 340 | -159 -34 15 22 35 54 -140 +23
, +68 +40 145 -85 14 0 0 0 0 0 +67
Elelc Y 0 395 | -185 -39 18 25 -40 63 -160 +27
, +79 +46 470 | -100 15 0 0 0 0 0 77
S o 0 460 | -215 44 20 .29 46 72 185 +31
_ +88 +52 A9 | -110 A7 0 0 0 0 0 +86
L 0 510 | 240 49 23 32 52 81 210 +34
_ +98 +57 210 | -125 18 0 0 0 0 0 +94
il 0 570 | -265 54 25 .36 .57 -89 -230 +37
_ +108 | +63 230 | -135 -20 0 0 0 0 0 +103
SES) 0 630 | -290 -60 27 -40 63 .97 -250 +40
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Tabnuua cooTBeTcTBUA MaTepuanos - Materials comparaison table

Material vergleichstabelle - Tableau comparatif des materiaux

L ol

TPCtooIs)

X engineering

rPYMrbl MATEPUANOB - MATERIALS GROUP

Pob | MATEPWAN TWMbI CMNABOB COCTOSIHVE o2 | o
513 | MATERIAL ALLOYS TYPE STATE 2)N/mm2 | 3323
C<0,15% Oto)okeHHas (Msrkas) - Annealed(soft) 125 1
HE/IErMPOBAHHASI CTA/b, OtoxkeHHas (markas) - Annealed(soft) 190 2
C < 0,15-0,55 %
JINTASA CTAJlIb o a hed and T d
NOT-ALLOY STEEL, TnyLieHHas - Quenched and Tempere 250 3
CAST STEEL OtoxokeHHas (msrkas) - Annealed(soft) 220 4
C>0,55%
OtnyweHHas - Quenched and Tempered 300 5
OTtoxokeHHas (Msrkasi) - Annealed(soft) 180 6
P HU3KOJNIETMPOBAHHAS
CTAJIb OtnyweHHas - Quenched and Tempered 250/300 | 7/8
LOW-ALLOY STEEL
OrnyweHHas - Quenched and Tempered 350 9
BbICOKOJIEIMPOB. CTAJIb, OToxokeHHas (msirkas) - Annealed(soft) 200 10
UHCTPYMEHTAJIbHAS CTAJIb
HIGH ALLOY STEEL, TOOL STEEL OtnyuieHHas - Quenched and Tempered 325 11
HEPXXABEIOLLAS] CTAJIb deppuTtHas/ MapTeHcuTHas - Ferritic/ Martensitic| 200 12
STAINLESS STEEL MapteHcuTHasi/AucnepcroHHas 3akanka
Martensitic/ Precipitation Hardened 240 13
M HEP)XXABEIOLAS CTAJlb AycTteHutHas - Austenitic 180 14, 1
STAINLESS STEEL [ynnekc (ayctenuTHasi/cheppuTHast)
Duplex (Austenitic/Ferritic) 230-260 | 14.2
CEPbIV YYI'YH DdeppuTHbIi/ MepnuTHbln - Ferritic / Pearlitic 180 15
GRAY IRON E5LE)
MepnuTHbIN - Pearlitic 260 16
YYI'YH C LUAPOBUAHBIM deppuTHBIN - Ferritic 160 17
K PAGUTOM GS, GGG
NODULAR CAST IRON MepnuTtHbIN - Pearlitic 250 18
A ®depputHsiit - Ferritic 130 19
MALLEABLE CASTIRON | GMN: GTSIGTW -
MepnuTHbIN - Pearlitic 230 20
AJTIOMUHUEBBIE CI/IABbI He moryT 6bITb cocTapeHbl - Cannot be aged 60 21
RN A HEONE CocrapeHHble - Aged 100 22
. He moryT 6bITb cocTapeHbl - Cannot be aged 75 23
JINTBIE AJTIOMWUHUEBBLIE Si<=12%
CI/IABbI CocrapeHHbie - Aged 90 24
CAST ALUMINIUM ALLOYS
N Si>12% He moryT GbITb cocTapeHsl - Cannot be aged 130 25
ABTOMaTHas natyHb - Free cutting brass - 110 26
MEAb, MEAHBIE CI/IABbI
COPPER, COPPER ALLOYS IlaTyHb, 6poH3a - Brass, Bronze - 90 27
bpoH3a, anexTponuTHas Mefib - Bronze, Elctrolytic copper - 100 28
BE3METAJINIOBbIE TepmopeaKTBHble, BOMOKHUT - Thermosetting, fiber reinf. - - 29
MATEPUATIbI
NONMETALLIC MATERIALS Bynkau31poBaHHas pesviHa, 360HuT - Hard rubber, Ebanite R 5 30
OToxokeHHble (Msrkue) - Annealed(soft) 200 31
Ha ocHoBe Fe - Fe-Basis
CocTtapeHHble - Aged 280 32
:ﬁéﬁ?épnﬁ%éwfu%%igvs OToxkeHHble (Msrkue) - Annealed(soft) 250 33
S Ha ocHoge Ni/Co - Ni/Co-Basis CocrapetHbie - Aged 350 34
Jntble - Cast 320 35
TUTAH, TUTAHOBBIE YucThIlt TUTaH - pure titan - 4002) 36
CI/IABbI
TITANIUM, TITANIUM ALLOYS | Anbtha- u Beta-cnnasst - Alpha+Beta alloys TNuTble - Cast 10502) 37
3akaneHHas - Hardened 451 38.1
1)
SAKAJIEHHAS] CTAMT 3akarneHHas - Hardened 55 38.2
HARDENED STEEL 3akaneHnHas - Hardened 60") 39.1
H 3akaneHHas - Hardened >62!) | 39.2
YYYH, TMTON YYTYH Nuoit - Cast 400 | 40.1
CHILL CASTIRON furoi - Cast >440 | 40.2
OTBENEHHBIA YYIrYH 3akaneHHbIn - Hardened 551) 41.1
HARDENED CAST IRON 3akaneHHbIn - Hardened 571) 41.2
TPAOUT =
G GRAPHITE 42
R PE3WHA, JEPEBO - 43
RESIN, WOOD
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3AMETKU - NOTES




UHCTPYKLINA 10 PABOTE C KATAJIOOM
READING INSTRUCTIONS

HINWEISE ZUR ABLESUNG

INDICATIONS DE LECTURE

1 = O6O3HAYEHWE + IMAMA30H IMAMETPOB
2 = PEKOMEH[OBAHHbIE MIACTUHbI
3 = APTUKY/IbI
4 = PASMEPbI, XAPAKTEPUCTUKM, YKASAHUSI
5 = KOMIT/IEKTYIOLUME
6 = JOI1. KOMIIEKTYIOLUME U
3AIMACHBIE YACTU 10 3AMIPOCY

7 = PASMEP [/IACTUH
8 = BOBMOXHAbIE Tl OBPABOTKM
9 = [T1YBUHA CBEPIIEHUST L2/D
1B = [JOCTYITHbIE M/IACTUHbI -
2B = PEKOMEHLOBAHHbIE MATEPUA/IbI

1151 OBPABOTKM 1 =ITEM + DIAMETER RANGE
3B = [JOCTYIHbIE Cl1/1ABbI 2 = RECOMMENDED INSERTS
4B = PASMEPbI U XAPAKTEPUCTYIKA 3 =ITEMS
5B = BbIGOP CII/TABA (BbICTPbIV BbIEOP) 4 = MEASURES,DATA,INDICATIONS
6B = BbIEOP M/IACTUH 5 = ACCESSORIES EQUIPMENT
7B = PYIbl MATEPUAJIOB 6 = OPZIONAL ACCESORIES AND
8B = FN [MTOOAYA/OEOPOT SPARE PARTS ON REQUEST
9B = CKOPOCTb PE3AHUSI VC 7= INSERT SIZE
108 = ®OPMYJIbI M PEXUMBI 8 = POSSIBLE TYPES OF MACHINING
11B = TEXHWYECKAST UH®OPMALIS 9 = DRILLING DEPTH L2/D

Y PEKOMEHOALIMNA —

1B = AVAILABLE INSERTS

2B = RECOMMENDED MACHINING MATE-
RIALS

3B = AVAILABLE GRADES

1 = ARTIKEL + DURCHMESSERBEREICH
2 = EMPFOHLENE WENDESCHNEIDPLATTEN

3 = ARTKEL
4B = MEASURES AND DATA

4 = ABMESSUNGEN,DATEN,HINWEISE
5B = GRADE CHOICE(QUICK PICK) 5 = ZUBEHORAUSSTATTUNG

6B = INSERT CHOICE

7B = MATERIAL GROUPS 6 = OPTIONALZUBEHOR UND

ERSATZTEILE AUF ANFRAGE

8B = FN FEED/REVOLUTION 7 = WENDEPLATTENGROSSE
9B = CUTTING SPEED VC ZWE
J 8 = MOGLICHE BEARBEITUNGSARTEN
10B = FORMULAS AND PARAMETERS S A )
11B = TECHNICAL DATA AND SUGGESTIONS R |

1B = LIEFERBARE WENDEPLATTEN .
2B = EMPFOHLENE WERKMATERIALIEN 1 = ARTICLE + GAMME DE DIAMETRES

3B = LIEFERBARE HM-QUALITATEN g TKIF_{/#%J_EETES CONSEILLEES

‘5‘5 ;é%“é%ﬁf\ﬂgm#&‘guﬁéﬁgﬁcm 4 =DIMENSIONES,DONNEES, INDICATIONS
6B = WAHL DER PLATTE 5 = ACCESOIRES EN DOTATION

7B = MATERIALGRUPPEN 6 = ACCESOIRES ET RECHANGE

8B = VORSCHUB/UMDREHUNG _OPTIONNEL SUR DEMANDE

9B = SCHNITTGESCHWINDIGKEIT VC 7= DIMENSION DE LA PLAQUETTE

10B = FORMELN UND PARAMETER 8 = USINAGES POSSIBLES

11B = TECHNISCHE DATEN UND TIPPS 9 = PROFONDEUR DE PERGAGE L2/D

1B = PLAQUETTES DISPONIBLES

2B = INDICATIONS SUR LES MATERIAUX
USINABLE i

3B = DISPONIBILITE DE DEGRES

4B = DIMENSIONES ET DONNEES

5B = CHOIX DU DEGRE(QUICK PICK)

6B = CHOIX DE LA PLAQUETTE

7B = GROUPES DE MATERIAUX

8B = DEPLACEMENT PAR TOUR FN

9B = VITESSE DE COUPE VC _

10B = FORMULES ET PARAMETRES

11B = DONNEES TECHNIQUES ET CON-

SEILLES D'USAGE
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TTCS...30

CBEPJIA CO CMEHHbIMU NITACTUHAMU
INDEXABLE INSERT DRILLING TOOLS

WENDEPLATTEN VOLLBOHRER
FORETS A PLAQUETTES
BROCAS CON PLAQUITAS

TTBC...25

@D =17,5-40

)

3
X 030208
D WCMX 040208
WCMT 050308
067308
TTCS..R/L

2.9
X
D

O

-30
SM0702 -45

-55
TPU 1840-07
(03}
TTC...30 o
l @b =175-59

TTBC..25 R/L

@D =19 - 54
@D = 15 - 60
|
@
040208 @

WCMX 050308

WCMT 06T308
i |3 o
- 030308
D QCMX 040308
050412
060412
TDQ.30 R 080412

@D =15-50

@

&

)

D WCMX 067308
WCMT 080412

TTC..30 RIL

TTC...40 ol
]

@D =17,5-50

TDQ..40 R

QCMX 040308

010204
020204
030308

050412
060412
080412

@

4
« 030208
- WCMx 040208
WoMmT 050308

06T308

080412

TTC..40 RIL
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CBepria co CMEHHbIMU NIaCTUHaMM L ol ,
Indexable inserts drilling tools
Wendeplattenvollbohrer TPC tOOISI

Foret a plaquettes X engineering
TTCS .. R/L [ERER wow .
o TMF2
L1
L4 WCMX ...
L L3 TMR2
— WCMT ...
s TMR2
ISO 9766 rlmcszgg?: N
COBMECTUMBIE - COMPATIBLE CTP. C 36

AP % I. @dA @D 3 4 Kr @\Q ¥ g) ¥ ?
TTCS 17530 R 17,5 25 32 12,0 48,0 138,5 54,5 54 84,5 0,38 1,1+13 | 030208 | 12256P 5608P n°6 12404P -
TTCS 18030 R 18,0 25 32 13,5 49,5 140,0 56,0 54 86,0 0,38 1,113
TTCS 18530 R 18,5 25 32 15,0 51,0 1415 575 54 87,5 0,38 1,1+13
TTCS 19030 R 19,0 25 32 16,5 52,5 143,0 59,0 54 89,0 0,38 1113
TTCS 19530 R 19,5 25 32 12,0 54,0 1445 60,5 54 90,5 0,39 1,1+13 | 030208 | 12256P 5608P n°7 12404P -
TTCS20030 R 20,0 25 32 13,5 555 146,0 62,0 54 92,0 0,39 1,1+13
TTCS 20530 R 20,5 25 32 15,0 57,0 1475 63,5 54 93,5 0,40 1,113
TTCS21030 R 21,0 25 32 16,5 58,5 149,0 65,0 54 95,0 0,41 1,1+13 | 040208 | 12256P 5608P n°7 12404P -
TTCS21530 R 21,5 25 32 18,0 60,0 1505 66,5 54 96,5 0,41 1,1+13
TTCS 22030 R 22,0 25 32 19,5 61,5 152,0 68,0 54 98,0 0,42 1,113
TTCS22530 R 22,5 25 32 15,0 63,0 153,5 69,5 54 99,5 0,42 1,1+13 | 040208 | 12256P 5608P n°8 12404P -
TTCS23030 R 23,0 25 32 16,5 64,5 1550 71,0 54 1010 0,43 1,1+13
TTCS 23530 R 23,5 25 32 18,0 66,0 156,5 72,5 54 1025 0,44 1,113
TTCS 24030 R 24,0 25 32 19,5 67,5 158,0 74,0 54 104,0 045 1,113
TTCS24530 R 245 25 32 21,0 69,0 159,5 755 54 1055 045 1,1+13
TTCS 25030 R 250 25 32 225 705 161,0 77,0 54 1070 0,46 1,113
TTCS 25530 R 25,5 25) 32 18,0 72,0 162,5 785 54 1085 047 1,1+1,3 | 040208 | 12256P 5608P n°9 12404P -
TTCS 26030 R 26,0 25 32 19,5 73,5 164,0 80,0 54 110,0 048 12+15 | 050308 | 123008P 5608P n°1012404P -
TTCS 26530 R 26,5 2.5) 32 21,0 75,0 1655 81,5 54 1115 049 1215
TTCS27030 R 27,0 25 32 225 76,5 167,0 83,0 54 113,0 0,50 1215
TTCS27530 R 27,5 25 32 240 78,0 168,5 845 54 114,5 0,51 12+15
TTCS 28030 R 28,0 25 32 255 79,5 170,0 86,0 54 116,0 0,52 12415
TTCS28530 R 28,5 25 32 21,0 81,0 171,5 87,5 54 1175 0,53 1215 | 050308 | 123008P 5608P n°1012404P -
TTCS29030 R 29,0 25 32 22,5 825 173,0 89,0 54 119,0 0,55 12+15
TTCS29530 R 29,5 25 32 24,0 84,5 1745 90,5 54 120,5 0,56 12+15
TTCS 30030 R 30,0 32 49 255 855 180,0 92,0 58 122,0 0,84 12+15 | 050308 | 123008P 5608P n°1012404P -
TTCS 30530 R 30,5 32 49 27,0 87,0 181,5 935 58 1235 0,85 12+15
TTCS 31030 R 31,0 32 49 28,5 88,5 183,0 95,0 58 125,0 10,87 2030 | 06T308 | 123009P 5610P n°1012404P 5608P
TTCS 31530 R 31,5 32 49 24,0 90,0 184,5 96,5 58 126,5 0,87 2030 | 06T308 [123009P 5610P n°1112404P 5608P
TTCS 32030 R 32,0 32 49 255 91,5 186,0 98,0 58 128,0 0,88 2,030
TTCS 32530 R 32,5 32 49 27,0 93,0 187,5 99,5 58 1295 0,90 2,030
TTCS 33030 R 33,0 32 49 285 94,5 189,0 101,0 58 131,0 0,91 20+30
TTCS 33530 R 33,5 32 49 30,0 96,0 190,5 1025 58 132,5 0,92 2030
TTCS 34030 R 34,0 32 49 31,5 97,5 192,0 1040 58 134,0 0,95 2,030
TTCS 34530 R 34,5 32 49 27,0 99,0 193,5 1055 58 1355 0,96 20+30 | 06T308 |123009P 5610P n°1212404P 5608P
TTCS 35030 R 35,0 32 49 28,5 100,5 1950 107,0 58 137,0 0,98 2030
TTCS35530 R 35,5 32 49 30,0 102,0 196,5 108,5 58 138,55 1,00 2030
TTCS 36030 R 36,0 32 49 31,5 103,5 198,0 110,0 58 140,0 1,02 20:30
TTCS 36530 R 36,5 32 49 33,0 1050 199,5 111,5 58 1415 1,04 2030
TTCS 37030 R 37,0 32 49 34,5 106,5 201,0 113,0 58 143,0 1,06 2030
TTCS 37530 R 37,5 32 49 30,0 108,0 202,5 1145 58 1445 1,07 2030 | 06T308 |123009P 5610P n°1312404P 5608P
TTCS 38030 R 38,0 32 49 31,5 109,5 204,0 116,0 58 146,0 1,09 2,0:30
TTCS 38530 R 38,5 32 49 33,0 111,0 2055 1175 58 1475 1,1 2030
TTCS 39030 R 39,0 32 49 34,5 112,5 207,0 119,0 58 149,0 1,13 2,030
TTCS39530 R 39,5 32 49 36,0 114,0 208,5 120,5 58 150,5 1,15 2,0:30
TTCS 40030 R 40,0 32 49 37,5 1155 210,0 1220 58 1520 1,18 2,030

L =l e S

(w) OMTUMAJIBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

CTP. H 28
C 102 b creu | e
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Bbi6op nnacTuH n pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E3 engineering

HT | HW HC
Yy TB.CMNABbI r L
BbICTPbIN BbIEOP Mposocn + g | TS s oy e o
F | CEMENTED BESCHICHTET
QUICK PICK Toughness g | o RECOUVERTS 12 | 7
80°
Crp. C 28 Z A “/*
g | B3
Kon P M K N S H = 10 12 | |d|s|dl|r |a°
WCMX 030208 TMR2 o ° o u 3,46 | 556 | 238 | 25 | 08 | 7°
WCMX 040208 TMR2 o ° o) (] 3,99 | 635238 | 28 | 08 | 7°
WCMX 050308 TMR2 o ° o = 507 | 7,94 [ 3,18 | 34 | 08 | 7°
WCMX 06T308 TMR2 o ° o [ 6,14 | 952 (397 | 38 | 08 | 7°
WCMX 080412 TMR2 o ° o = 814 | 127|476 | 44 | 12 | 7°
WCMX 030208 TMR2 ° ° o u 3,46 | 556 [ 238 | 25 | 08 | 7°
WCMX 040208 TMR2 ° ° o [ 399 635|238 28 | 08 | 7°
WCMX 050308 TMR2 ° ° o u 507 | 7,94 [ 3,18 | 34 | 08 | 7°
WCMX 06T308 TMR2 ° ° o [ 6,14 | 952 (397 | 38 | 08 | 7°
WCMX 080412 TMR2 ° ° o u 814 | 127|476 | 44 | 12 | 7°
weMmT 030208 TMR2 ° ° o o u 3,46 | 556 | 238 | 25 | 08 | 7°
WCMT 040208 TMR2 ° ° o o ] 399 635(238| 28 | 08 | 7°
weMmT 050308 TMR2 ° ° o o [ 507 | 7,94 [ 3,18 | 34 | 08 | 7°
WCMT 06T308 TMR2 ° ° o o) (] 6,14 | 9,52 [3,97 | 38 | 08 | 7°
WCMT 080412 TMR2 ° ° o o = 814 | 127|476 | 44 | 12 | 7°
WCMX 040208 TMF2 ° ° o ° u 399 635|238 28 | 08 | 7°
WCMX 050308 TMF2 ° ° o ° u 507 | 794 [ 3,18 | 34 | 08 | 7°
WCMX 06T308 TMF2 ° ° o ° [ 6,14 | 952 (397 | 38 | 08 | 7°
WCMX 080412 TMF2 ° ° o ° L 814 | 127|476 | 44 | 12 | 7°
)  WCMX ... TMR2 = 1% BbIBOP [/Isl OBLUEFO MPUMEHEHMSI —
/ 1°CHOICE FOR GENERIC USE —
WCMX ... TMF2 = KOHTPOIlb HALL CTPYKKOW MPU HU3KNX MOOAYAX \:—7? WCMT ... TMR2 = [113 BLICOKVIX MO[JAY MO HEPXABEIOLLEV CTAV
7 CHIP CONTROL WITH LOW FEEDS FOR HIGH FEEDS WITH STAINLESS STEEL
% TPV MPUBIIVIKEHUI ®ACOYHOTO MOMYNS “TPU 1840-07” K 3ATOTOBKE CHWBLTE MOMAUY HA 50%
AS THE “TPU 1840-07" CHAMFERING TOOL APPROACHES THE WORKPIEGE, REDUCE FEED BY 50%
MATEPWANbI - MATERIALS 322-3 HB fn mm Vc m/mun_ Ctp. C 36
o
Ctp. H45 GR. HRC?  |@17,5205 @21-255 | ©26-30,5 | ©31-40 C120 | €533 | C538N
HENETVPOBAHHAS CTA/Ib - NOT ALLOY STEEL 15 125-300 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 210
p HU3KONETMPOBAHHAS CTAMIb - LOW ALLOY STEEL 6-9 180-350 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 150 170
JIETMPOBAHHAS CTAMIb - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 130 120
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 160 170
I | AYCT. HEPXABEIOLIAS CTAIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,04-0,12 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 150 120
CEPbII YYTYH - GREY CAST IRON 1516 180-260 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 80 170
K | WAPOBUAHbI/ TPAQHT - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2 110
KOBKWI 4YTYH - MALLEABLE CAST IRON 1920 130-230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 120 80
ATIOMYHMIA - ALUMINIUM 2125 60-130 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 350 270 300
N |MEAb - COPPER 26-28 90-110 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 200 230
TNACTUK - PLASTICS 29-30 / - 5 = -
S KAPONPOYHIE CTTABbI - HIG. TEMP. ALLOY 3135 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 |0,08-0,12 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 80 80 50
H ' |3AKANEHHAS CTAIb - HARDENED STEEL 38-41 45-60”

SM0702
= O

SM0702 ~
1 -45 \6/

SM0702 ~
-55 \Q/

MNACTUHBbI -

INSERTS

CTP.C 40

1 2 3

- o A S - i
TPU 1840-07 24 10 4 19,5 8,2 0,03 1,1+13 | SM0702 | 12256P | 5608P 1240P 5615P |RSPU04 2063

MnacTuHbl AnA cdacovyHoro moayns - Inserts for Chamfering tool - Wendeplatten fiir Werkzeug zum abschragen - Plaquéttes pour O

o TBEPObIN BEbICTPbIN | MATEPUANBI-MATERIALS CTp.H 45

APT. a | s | d h | sM . P 1 CMNNAB BbIBOP [p [ MK [N [ S ]H
SM 0702 - 30 30° | 238635 28 | 1,3 | 2,2 | d c5190
SM 0702 - 45 45° [ 2,38 | 6,35 | 2,8 | 23 | 2.3 1 in e|o|e |0
SM 0702 - 55 55° | 2,38 16,35 | 2,8 | 56 | 3,9 SM S
B B HAJIMYUM - IN STOCK - LIEFERBAR - DISPONIBLES m) MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®e® PEKOMEHOOBAHHOE NMPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 103




CBepria co CMEHHbIMU NIaCTUHaMM L ol ,
Indexable inserts drilling tools
Wendeplattenvollbohrer TPC tOOISI

Foret a plaquettes £ engineering
TTC .. R/L [EEEE WM.
o TMF2
L1
L4 WCMX ...
- L3 .TMR2
o - WCMT ...
-0.2 - -
a0 .TMR2
ISO 9766 MNACTUHBI -
3XD COBMECTUMBIE - COMPATIBLE % INSERTS
b1 CTP.C 39
AP @D " @dA @D 4 Kr };: ¥ ?
TTC 17530 RIL 175 25 32 1385 545 54 845 0,38  11+13 [ 030208 | 12256P 5608P
TTC 18030 RIL 18 25 32 140 56 54 86 0,38  11+13
TTC 18530 RIL 185 25 32 1415 575 54 875 0,38  11+13
TTC 19030 RIL 19 25 32 143 59 54 89 038  11+13
TTC 19530 RIL 195 25 32 1445 605 54 905 039  11+13
TTC 20030 RIL 20 25 32 146 62 54 92 039  11+13
TTC 20530 RIL 205 25 32 1475 635 54 935 040  11+13
TTC 21030 RIL 21 25 32 149 65 54 95 041  11+13 | 040208 | 12256P 5608P
TTC 21530 RIL 215 25 32 1505 665 54 965 041 1113
TTC 22030 RIL 22 25 32 152 68 54 98 042 11413
TTC 22530 RIL 225 25 32 1535 695 54 995 042 11413
TTC 23030 RIL 23 25 32 155 71 54 101 043 11413
TTC 23530 RIL 235 25 32 1565 725 54 1025 044 1113
TTC 24030 RIL 24 25 32 158 74 54 104 045 11413
TTC 24530 RIL 245 25 32 1595 755 54 1055 045 11413
TTC 25030 RIL 25 25 32 161 77 54 107 046 11+13
TTC 25530 RIL 255 25 32 1625 785 54 1085 047 11413
TTC 26030 RIL 26 25 32 164 80 54 110 048 1215 | 050308 |123008P 5608P
TIC 26530 RIL 265 25 32 1655 815 54 1115 049  12:15
TTC 27030 RIL 27 25 32 167 83 54 113 050  12:15
TIC 27530 R/L 275 25 32 1685 845 54 1145 051 12:15
TTC 28030 RIL 28 25 32 170 86 54 116 052 12415
TTC 28530 R/ 285 25 32 1715 875 54 1175 0,53 12:15
TTC 29030 RIL 29 25 32 173 89 54 119 0,55  12:15
TTIC 29530 R/ 295 25 32 1745 905 54 1205 056 12:15
TTC 30030 RIL 30 32 49 180 92 58 122 0,84 12+15 | 050308 |123008P 5608P
TTC 30530 R/AL 305 32 49 1815 935 58 1235 0,85  12:15
TTC 31030 R/ 31 32 49 183 95 58 125 0,87 20:30 | 06T308 |123009P 5610P
TTIC 31530 R/L 315 32 49 1845 965 58 1265 0,87 20:30
TTC 32030 RIL 32 32 49 186 93 58 128 0,88 20:30
3 TTC 32530 RIL 325 _ 32 49 1875 995 58 1295 0,90  20:30
x _ITC 33030 RIL 33 32 49 189 101 58 131 091  20:30
TIC 33530 R/ 335 32 49 1905 1025 58 1325 0,92  20:30
D _TTC 34030 RIL 34 32 49 192 104 58 134 0,95  20:30
TIC 34530 RIL 345 32 49 1935 1055 58 1355 0,96  20:30
TTC 35030 RIL 35 32 49 195 107 58 137 0,98  20:30
TTIC 35530 R/ 355 32 49 1965 1085 58 1385 1,00 2030
TTC 36030 RIL 36 32 49 198 110 58 140 1,02 2030
TTC 36530 R/L 365 32 49 1995 111,5 58 1415 1,04 2030
TTC 37030 RIL 37 32 49 201 113 58 143 1,06 20:30
TIC 37530 RIL 375 32 49 2025 1145 58 1445 1,07 2030
TTIC 38030 RIL 38 32 49 204 116 58 146 1,09 2030
TTC 38530 R/L 385 32 49 2055 1175 58 1475 1,11 2030
TTC 39030 RIL 39 32 49 207 119 58 149 1,13 2030
TIC 39530 RIL 395 32 49 2085 1205 58 1505 1,15 2030
TTC 40030 RIL 40 32 49 210 122 58 152 1,18 2030
TTC 41030 RIL 41 32 49 213 125 58 155 1,23 2030
TTC 42030 RIL 42 32 49 216 128 58 158 1,27 3850 | 080412 |C04011P 5615P
TTC 43030 RIL 43 32 49 219 131 58 161 1,31 3850
TTC 44030 RIL 44 32 49 222 134 58 164 1,35 3850
TIC 45030 RIL 45 40 59 240 137 68 172 1,91 3850 | 080412 |C04011P 5615P
TTC 46030 RIL 46 40 59 243 140 68 175 1,93 3850
TTC 47030 RIL 47 40 59 246 143 68 178 2,02 3850
TTC 48030 RIL 48 40 59 249 146 68 181 2,09 3850
TTC 49030 RIL 49 40 59 252 149 68 184 2,12 3850
TTC 50030 RIL 50 40 59 255 152 68 187 2,22 3850
TTC 51030 RIL 51 40 59 258 155 68 190 227 3850
TTC 52030 RIL 52 40 59 261 158 68 193 2,32 3850
TTC 53030 RIL 53 40 59 264 161 68 196 2,52 3850
TTC 54030 RIL 54 40 59 267 164 68 199 2,57 3850
TTC 55030 RIL 55 40 59 270 167 68 202 2,82 3850
TTC 56030 RIL 56 40 59 273 170 68 205 2,92 3850
TTC 57030 RIL 57 40 59 276 173 68 208 3,02 3850
TTC 58030 RIL 58 40 59 279 176 68 211 312 3850
TTC 59030 RIL 59 40 59 282 179 68 214 3,22 3850
B . B =
il L > e, > ——

(w) OMTUMAJTIBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

CTP. H 28




L e

Bbi6op nnacTuH n pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | Hw HC 2
. [ d [
EbICTPbI BbISOP poocs + e SIF
QUICK PICK 1 A CHE
80°
Crp. C 28 z sk
g | @83

Kon P M K N S H = 5 & | d| s |dl|r |a°
WCMX 030208 .TMR2 o [ ] () | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .TMR2 (o) [ ) O | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMX 050308 TMR2 (e} [ ] O | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .TMR2 (e} [ ] () | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 TMR2 o ° o = 814 | 12,7 | 476 | 44 | 12 | 7°
WCMX 030208 .TMR2 [ ) [ ) (e} | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .TMR2 [ ] [ ) (e} | 3,99 | 6,35 | 238 | 2,8 0,8 7°
WCMX 050308 .TMR2 [ ) [ ] (o) | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .TMR2 [ ] [ ) (e} | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .TMR2 [ ) [ ] o | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMT 030208 .TMR2 [ ] [ ) o O | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMT 040208 .TMR2 [ ] [ ) (e} O | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMT 050308 .TMR2 [ ] [ ) (e} (o) | 507 | 794 | 3,18 | 34 0,8 7°
WCMT 06T308 .TMR2 [ ] [ ) o () | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMT 080412 .TMR2 [ ) [ ] (o) O | | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 TMF2 [ ] [ ) o [ ) | 3,99 | 6,35 | 238 | 2,8 0,8 7°
WCMX 050308 .TMF2 [ ) [ ] (o) [ ] | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 TMF2 [ ] [ ) (e} [ ) | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 TMF2 [ ] [ ) (e} [ ) | | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°

= 1% BbIEOP 4J151 OBLYEIO NMPUMEHEHUS 1° CHOICE FOR GENERIC USE

17151 BbICOKUX MOAAY MO HEPXKABEFOLUEWN CTA/IN FOR HIGH FEEDS WITH STAINLESS STEEL

- WCMX ... TMF2 = KOHTPOJIb HAL CTPY)KKOW MPY HU3KWX MOOAYAX CHIP CONTROL WITH LOW FEEDS
MATEPWATbI - MATERIALS 3';';-3 e fn mm Ve m/mud Crp. C 36
Ctp. H 45 GR. HRCY |@17,5205| @21-255 | ©26-30 | @31-41 | @42-59 C120 | C533 | C538N
HENETUPOBAHHAS CTATIb - NOT ALLOY STEEL 15 125300 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 210
HUSKONETVIPOBAHHAA CTAJIb - LOW ALLOY STEEL 6-9 180-350 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 150 170
P NETVIPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 130 120
MAPT. HEPXKABEIOLLIAA] CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 160 170
M | AYCT. HEPXXABEIOLUAS CTATIb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 0,04-0,12 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 | 0,12-0,18 150 120
CEPbI/1 YYTYH - GREY CAST IRON 15-16 180260 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80 170
K | WAPOBUAHDI [PAOUT - SPHEROIDAL GRAPHITE 1718 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2 | 0,15-0,22 110
KOBKMIA Y4YTYH - MALLEABLE CAST IRON 19-20 130230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 120 80
ATIHOMUHMIA - ALUMINIUM 2125 60130 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 350 270 300
N |MESb - COPPER 26--28 90110 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 200 230
TNACTHK - PLASTICS 29-30 / - - _ _ _
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 31--35 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 |0,08-0,12 | 0,09-0,14 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 | 0,16-0,2 80 80 50
3AKANEHHAA CTATb - HARDENED STEEL 38--41 45-60”
Ve = /M CKOPOCTb PE3AHVSA - CUTTING SPEED VE=1fnn = v
n = o6/muH (MuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION Ve - 1000
Vf = mm/mmn CKOPOCTb MOJAUM - FEED SPEED = ————————— = 06/MUH (MUH)
@D - 3,14
B B HANVYMM - IN STOCK - LIEFERBAR - Dlsmmsmm
®@® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION OO BO3MOXHOE MPVMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 105




CBepria co CMEHHbIMU NIaCTUHaMM L ol ,
Indexable inserts drilling tools
Wendeplattenvollbohrer TPC tOOISI

Foret a plaquettes X engineering
TTC .. R/L [EEEE WM.
o TMF2
L1
‘ WCMX ...
FB;' TMR2
WCMT ...
L‘Z"’A - - TMR2
ISO 9766 MNACTVHbI -
4XD COBMECTUMBIE - COMPATIBLE INSERTS
D1 , CTP.C 39
AP @D ™2 @dA @D 4 Kkr @\Q ¥ ?
TTC 17540 RL 175 25 32 156 72 54 102 041  11#13 | 030208 | 12256P 5608P
TTC 18040 RIL 18 25 32 158 74 54 104 041 11413
TTC 18540 RIL 185 25 32 160 76 54 106 042 11413
TTC 19040 RIL 19 25 32 162 78 54 108 042 11413
TTC 19540 RL 195 25 32 164 80 54 110 044 11413
TTC 20040 RIL 20 25 32 166 82 54 112 044 11413
TTC 20540 RL 205 25 32 168 84 54 114 045  11:13
TTC 21040 RI/L 21 25 32 170 86 54 116 0,45 1,1+13 | 040208 | 12256P 5608P
TTC 21540 RL 215 25 32 172 88 54 118 047 11413
TTC 22040 RIL 22 25 32 174 90 54 120 047 11413
TTC 22540 RL 225 25 32 176 92 54 122 049 11413
TTC 23040 RIL 23 25 32 178 94 54 124 049 11413
TTC 23540 RL 235 25 32 180 96 54 126 049 11413
TTC 24040 RIL 24 25 32 182 98 54 128 049 11413
TTC 24540 RIL 245 25 32 184 100 54 130 053 1113
TTC 25040 RI/L 25 25 32 186 102 54 132 0,53 1,1+13
TTC 25540 RIL 2585 25 32 188 104 54 134 0,55 11+13
TTC 26040 RIL 26 25 32 190 106 54 136 0,55 12+15 | 050308 |123008P 5608P
TTC 26540 RIL 265 25 32 192 108 54 138 057 12415
4 TTC 27040 RIL 27 25 32 194 110 54 140 057 12:15
TTC 28040 RIL 28 25 32 198 114 54 144 060 12:15
X' 7TCc 20040 RIL 29 25 32 202 118 54 148 063 12415
D 77c 30040 RL 30 32 49 210 122 58 152 0,96  12:15 | 050308 |123008P 5608P
TTC 31040 R/L 31 32 49 214 126 58 156 1,00 2030 | 06T308 |123009P 5610P
TTC 32040 RIL 32 32 49 218 130 58 160 1,02 2030
TTC 33040 RIL 33 32 49 222 134 58 164 1,06 2030
TTC 34040 RIL 34 32 49 226 138 58 168 1,10 2030
TTC 35040 RIL 35 32 49 230 142 58 172 115 2030
TTC 36040 RIL 36 32 49 234 146 58 176 1,19 2030
TTC 37040 RIL 37 32 49 238 150 58 180 124 20:30
TTC 38040 RIL 38 32 49 242 154 58 184 130 2030
TTC 39040 RIL 39 32 49 246 158 58 188 1,35 2030
TTC 40040 RIL 40 32 49 250 162 58 192 141 20:30
TTC 41040 R/ a1 32 49 254 166 58 196 147 2030
TTC 42040 RI/L 42 32 49 258 170 58 200 1,54 3850 080412 |C04011P 5615P
TTC 43040 RIL 43 32 49 262 174 58 204 1,58 3850
TTC 44040 RIL a4 32 49 266 178 58 208 1,66 3850
TTC 45040 RIL 45 40 59 285 182 68 217 222 3850 | 080412 |C04011P 5615P
TTC 46040 RIL 46 40 59 289 186 68 221 231 3850
TTC 47040 RIL a7 40 59 293 190 68 225 2,38  38:50
TTC 48040 RIL 48 40 59 297 194 68 229 242 3850
TTC 49040 RIL 49 40 59 301 198 68 233 252 3850
TTC 50040 RIL 50 40 59 305 202 68 237 262 3850
(m) . (m)
s L > ]

(w) OMNTUMAJTIbBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

CTP. H 28
C 106 -




L e

Bbi6op nnacTuH n pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC d a°
o r r
BEbICTPbIA BbIEOP posvacrs + [ T CTMeRC RouTE T i
QUICK PICK Toughness § | caneme BESCHIGHTET é\ oh | 7‘*1
80°
Crp. C 28 - sl
SHEENRE:

Kon P M| K | N/|[S | H S I |d|s|dl r|a°
WCMX 030208 .TMR2 o ° O | 3,46 | 556 | 2,38 | 25 | 0,8 7°
WCMX 040208 .TMR2 [¢] ° O | 3,99 635|238 | 28 0,8 7°
WCMX 050308 .TMR2 o ° O | 507|794 318 | 34 | 08 7°
WCMX 06T308 .TMR2 o ° O | 6,14 |1 952 | 397 | 38 | 0,8 7°
WCMX 080412 TMR2 o ° fe) | ] 814 | 127 | 476 | 44 | 12 | T°
WCMX 030208 .TMR2 [ ] [ ] [e] | ] 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .TMR2 ° ° o |} 3,99 635|238 | 28 | 08 7°
WCMX 050308 .TMR2 ° [ ] [¢] | 507|794 318 | 34 0,8 7°
WCMX 06T308 .TMR2 ° L] o |} 6,14 1952 | 397 | 38 | 0,8 7°
WCMX 080412 .TMR2 o LJ [e] L] 8,14 | 12,7 | 476 | 44 1,2 7°
WCMT 030208 .TMR2 ° ° o O u 3,46 | 556 | 238 | 25 | 0,8 7°
WCMT 040208 .TMR2 ° ° o O | 3,99 635|238 | 28 | 08 7°
WCMT 050308 .TMR2 ° L] o O u 507 | 794|318 | 34 | 0,8 7°
WCMT 06T308 .TMR2 ° L] o O | 6,14 |1 952 | 397 | 38 | 0,8 7°
WCMT 080412 .TMR2 ° L] [¢] O u 8,14 | 12,7 | 476 | 44 1,2 7°
WCMX 040208 .TMF2 ° ° o (] |} 3,99 635|238 | 28 | 08 7°
WCMX 050308 .TMF2 ° [ ] [¢] [ ] | 507|794 318 | 34 0,8 7°
WCMX 06T308 .TMF2 ° L] o (] |} 6,14 | 952 | 397 | 38 | 0,8 7°
WCMX 080412 .TMF2 o [ o [ L 8,14 | 12,7 | 476 | 44 1,2 7°

= 1/ BbIBOP [J151 OBLYEIrO NMPUMEHEHUS 1° CHOICE FOR GENERIC USE

[1/151 BbICOKUX MOAAY MO HEPXKABEFOLUEWN CTA/IN FOR HIGH FEEDS WITH STAINLESS STEEL

- WCMX ... TMF2 = KOHTPOJIb HAL CTPY)KKOW MPY HU3KUX MOOAYAX CHIP CONTROL WITH LOW FEEDS
MATEPWATbI - MATERIALS 3';';-3 e fn mm Ve m/mud Crp. C 36
Ctp. H 45 GR. HRC?  |@17,5205| @21-255 | ©26-30 | @31-41 | ©42-50 C120 | C533 | C538N
HENETUPOBAHHAS CTATIb - NOT ALLOY STEEL 15 125300 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 210
HUSKONETVIPOBAHHAA CTAJIb - LOW ALLOY STEEL 6-9 180350 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 150 170
P NETVIPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 130 120
MAPT. HEPXKABEIOLLIAA] CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 160 170
M | AYCT. HEPXXABEIOLUAS CTATIb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 0,04-0,14 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 | 0,12-0,18 150 120
CEPbI/1 YYTYH - GREY CAST IRON 15-16 180260 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80 170
K | WAPOBUAHDI [PAOUT - SPHEROIDAL GRAPHITE 1718 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2 | 0,15-0,22 110
KOBKMIA Y4YTYH - MALLEABLE CAST IRON 19-20 130230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 120 80
ATIHOMUHMIA - ALUMINIUM 2125 60130 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 350 270 300
N |MESb - COPPER 26--28 90110 | 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 200 230
TNACTHK - PLASTICS 29-30 / - - _ _ _
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 31--35 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 |0,08-0,12 | 0,09-0,14 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 | 0,16-0,2 80 80 50
3AKANEHHAA CTATb - HARDENED STEEL 38--41 45-60”
Ve = /M CKOPOCTb PE3AHVSA - CUTTING SPEED VE=1fnn = v
n = o6/muH (MuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION Ve - 1000
Vf = mm/mmn CKOPOCTb MOJAUM - FEED SPEED = ————————— = 06/MUH (MUH)
@D - 3,14
B B HANVYMM - IN STOCK - LIEFERBAR - Dlsmmsmm
®@® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION OO BO3MOXHOE MPVMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 107
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CBeprna co CMEHHbIMM NAacTUHaMM ,
Indexable inserts drilling tools
Wendeplattenvollbohrer TPCtOOIs}
Foret & plaquettes E2 engineering
TTBC .. R/IL [JEREE WX .
"t .TMF2
L1
L4 WCMX ... -
.TMR2
L2 L3 g
}7 WCMT ... @
=gdA - 4
@D .TMR2
— ISO 9766 MAACTVHBI -
, COBMECTUMBIE - COMPATIBLE @ INSERTS
@D1 CTP.C 39
o Q |
AP Omax @dA @D i 4 Kr ¥
TTBC 19025 R/L 19-24 25 32 2,5 134 50 54 80 0,39 1,113 | 040208 | 12256P  5608P
25 TTBC 24025 R/L 24-30 25 32 3,0 146 62 54 92 0,45 12+15 | 050308 |123008P 5608P
b
X TTBC 30025 R/L 30-38 32 49 4,0 165 77 58 107 0,84 2030 | 06T308 |123009P 5610P
D TTBC 38025 R/L 38-48 32 49 5,0 185 95 58 127 1,07 3850 | 080412 |C04011P 5615P
TTBC 48025 R/L 48-54 40 59 3,0 223 120 68 155 1,99 38+50 | 080412 |C04011P 5615P

~~~~~ == e

(w) OMNTUMAJIbBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

CTP. H 28
C 108 Eﬂ.
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Bbi6op nnacTuH n pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | Hw HC 2
. [ d [
EbICTPbI BbISOP poocs + e SIF
QUICK PICK 1 A CHE
80°
Ctp.C 28 - sk
I & 8

Kon P M K N S H = 5 & | d| s |dl|r |a°
WCMX 030208 .TMR2 o [ ] () | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .TMR2 (o) [ ) O | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMX 050308 TMR2 (e} [ ] O | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .TMR2 (e} [ ] () | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 TMR2 o ° o = 814 | 12,7 | 476 | 44 | 12 | 7°
WCMX 030208 .TMR2 [ ) [ ) (o) | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .TMR2 [ ] [ ) (e} | 3,99 | 6,35 | 238 | 2,8 0,8 7°
WCMX 050308 .TMR2 [ ) [ ] (o) | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .TMR2 [ ] [ ) (e} | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .TMR2 [ ) [ ] o | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMT 030208 .TMR2 [ ] [ ) o O | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMT 040208 .TMR2 [ ] [ ) (e} O | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMT 050308 .TMR2 [ ] [ ) (e} (o) | 507 | 794 | 3,18 | 34 0,8 7°
WCMT 06T308 .TMR2 [ ] [ ) o () | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMT 080412 .TMR2 [ ) [ ] (o) O | | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 TMF2 [ ] [ ) o [ ) | 3,99 | 6,35 | 238 | 2,8 0,8 7°
WCMX 050308 .TMF2 [ ) [ ] (o) [ ] | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 TMF2 [ ] [ ) (e} [ ) | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 TMF2 [ ] [ ) (e} [ ) | | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°

@/ WCMX ... . TMR2 = 1% BbIBGOP /151 OBLYEIrO MPUMEHEHUNS 1° CHOICE FOR GENERIC USE

@ WCMT ... . TMR2
4

WCMX ... . TMF2

17151 BbICOKUX MOAAY MO HEPXKABEFOLUEWN CTA/IN FOR HIGH FEEDS WITH STAINLESS STEEL

KOHTPOJIb HAA CTPY)KKOU MPY HN3KMX MOOAYAX CHIP CONTROL WITH LOW FEEDS

MATEPWATbI - MATERIALS 12 HB fn mm Ve m/mud Crp. C 36
Ctp. H 45 3§F2¢3 WRGY | o1024 | 02430 | 03038 | @645 | @4sss C120 | C533 | C538N
HENETUPOBAHHAS CTATIb - NOT ALLOY STEEL 15 125-300 0,08 0,10 0,1 0,12 0,12 210
HUSKONETVIPOBAHHAA CTAJIb - LOW ALLOY STEEL 6-9 180-350 0,08 0,10 0,1 0,12 0,12 150 170
P NETVIPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 0,08 0,10 0,1 0,12 0,12 130 120
MAPT. HEPXKABEIOLLIAA] CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,08 0,10 0,1 0,12 0,12 160 170
M | AYCT. HEPXKABEIOLUAS CTATIb - STAINLESS STEELAUST | 14.1-14.2 |  180-230 0,08 0,10 0,1 0,11 0,11 150 120
CEPbI/1 YYTYH - GREY CAST IRON 15-16 180-260 0,08 0,12 0,14 0,15 0,15 80 170
K | WAPOBUAHDI FPAOUT - SPHEROIDAL GRAPHITE 1718 160-250 0,08 0,12 0,14 0,15 0,15 110
KOBKMIA Y4YTYH - MALLEABLE CAST IRON 19-20 130-230 0,08 0,12 0,14 0,15 0,15 120 80
ATIHOMUHMIA - ALUMINIUM 2125 60-130 0,06 0,10 0,12 0,14 0,14 350 270 300
N |MEDb - COPPER 26--28 90-110 0,06 0,10 0,12 0,14 0,14 200 230
TNACTHK - PLASTICS 29-30 / - - _ _ _
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 31--35 200-320 0,04 0,06 0,08 0,09 0,09 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,08 0,12 0,14 0,16 0,16 80 80 50
3AKANEHHAA CTATb - HARDENED STEEL 38--41 45-60”
Ve = /M CKOPOCTb PE3AHVSA - CUTTING SPEED VE=1fnn = v
n = o6/muH (MuH?) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION Ve - 1000
Vf = mm/mmn CKOPOCTb MOJAUM - FEED SPEED = ————————— = 06/MUH (MUH)
@D - 3,14
B B HANVYMM - IN STOCK - LIEFERBAR - DISPONIBLEm
®@® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION OO BO3MOXHOE MPVMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 109




CBepna CO CME€HHbIMU NNnacTuHamu \

Indexable inserts drilling tools TPC tools
Wendeplattenvollbohrer 4
Foret & plaquettes 4] englneerlng
@ 15-60 QCMX ... =
.TMF2
H QCMX ... &
L4 .TM2
L2 L3
[l
(]
———————————— re= @dA
@D
L MAACTVHbI -
3XD @ INSERTS
CTP. C 39
AP @D @dA @D 4 Kr ?
TDQ 15030 R 15,0 20 32 102 47 40 62 0,18 010204 | 12225P  5607P
TDQ 15530 R 15,5 20 32 1035 485 40 63,5 0,18
TDQ 16030 R 16,0 20 32 105 50 40 65 0,18
TDQ 16530 R 16,5 20 32 1065 51,5 40 66,5 0,19
TDQ 17030 R 17,0 20 32 108 53 40 68 0,19
TDQ 17530 R 17,5 25 37 1265 555 54 72,5 0,33
TDQ 18030 R 18,0 25 37 128 57 54 74 0,34
TDQ 18530 R 18,5 25 37 129,5 585 54 75,5 0,34
TDQ 19030 R 19,0 25 37 131 60 54 77 0,35
TDQ 19530 R 19,5 25 37 132,5 61,5 54 78,5 0,35
TDQ 20030 R 20,0 25 37 134 63 54 80 0,35 020204 | 12225P  5607P
TDQ 20530 R 20,5 25 37 1355 64,5 54 81,5 0,36
TDQ 21030 R 21,0 25 37 137 66 54 83 0,37
TDQ 21530 R 21,5 25 37 1385 67,5 54 84,5 0,37
TDQ 22030 R 22,0 25 37 140 69 54 86 0,38
TDQ 22530 R 22,5 25 37 1415 705 54 87,5 0,39
TDQ 23030 R 23,0 25 37 143 72 54 89 0,40
TDQ 23530 R 23,5 25 37 144,5 73,5 54 90,5 0,40 030308 | 123008P 5608P
TDQ 24030 R 24,0 25 37 146 75 54 92 0,40
TDQ 24530 R 24,5 25 37 147,5 76,5 54 93,5 0,42
TDQ 25030 R 25,0 32 49 156 79 58 98 0,65
TDQ 25530 R 25,5 32 49 157,5 80,5 58 99,5 0,66
TDQ 26030 R 26,0 32 49 159 82 58 101 0,67
TDQ 26530 R 26,5 32 49 160,5 83,5 58 102,5 0,68
TDQ 27030 R 27,0 32 49 162 85 58 104 0,68
TDQ 27530 R 27,5 32 49 163,5 86,5 58 105,5 0,68
TDQ 28030 R 28,0 32 49 165 88 58 107 0,69
TDQ 28530 R 28,5 32 49 166,5 89,5 58 108,5 0,70
TDQ 29030 R 29,0 32 49 168 91 58 110 0,72
TDQ 29530 R 29,5 32 49 1695 925 58 11,5 0,74
TDQ 30030 R 30,0 32 49 171 94 58 113 0,74 040308 | 123008P  5608P
TDQ 30530 R 30,5 32 49 17,5 95,5 58 114,5 0,75
TDQ 31030 R 31,0 32 49 174 97 58 116 0,76
3 TDQ 31530 R 31,5 32 49 1755 98,5 58 17,5 0,80
TDQ 32030 R 32,0 40 59 191 101 68 123 1,18
X TDQ 32530 R 32,5 40 59 1925 102,5 68 124,5 1,19
TDQ 33030 R 33,0 40 59 194 104 68 126 1,20
D TDQ 33530 R 33,5 40 59 1955 105,55 68 127,5 1,23
TDQ 34030 R 34,0 40 59 197 107 68 129 1,26
TDQ 34530 R 34,5 40 59 198,5 1085 68 130,5 1,27 050412 | 123511P  5615P
TDQ 35030 R 35,0 40 59 200 110 68 132 1,28
TDQ 35530 R 35,5 40 59 2015  111,5 68 133,5 1,30
TDQ 36030 R 36,0 40 59 203 113 68 135 1,32
TDQ 36530 R 36,5 40 59 2045 1145 68 136,5 1,33
TDQ 37030 R 37,0 40 59 206 116 68 138 1,35
TDQ 37530 R 37,5 40 59 2075 1175 68 139,5 1,37
TDQ 38030 R 38,0 40 59 209 119 68 141 1,39
TDQ 38530 R 38,5 40 59 2105 1205 68 142,5 1,42
TDQ 39030 R 39,0 40 59 212 122 68 144 1,44
TDQ 39530 R 39,5 40 59 2135 1235 68 145,5 1,49
TDQ 40030 R 40,0 40 59 215 125 68 147 1,44 060412 | 123511P  5615P
TDQ 41030 R 41,0 40 59 218 128 68 150 1,50
TDQ 42030 R 42,0 40 59 221 131 68 153 1,56
TDQ 43030 R 43,0 40 59 224 134 68 156 1,64
TDQ 44030 R 44,0 40 59 227 137 68 159 1,69
TDQ 45030 R 45,0 40 59 230 140 68 162 1,73
TDQ 46030 R 46,0 40 59 241 143 68 173 1,78
TDQ 47030 R 47,0 40 59 244 146 68 176 1,86
TDQ 48030 R 48,0 40 59 247 149 68 179 1,93
TDQ 49030 R 49,0 40 59 250 152 68 182 2,05
TDQ 50030 R 50,0 40 59 253 158 68 185 2,11 080412 | 123511P  5615P
TDQ 51030 R 51,0 40 59 256 161 68 188 2,17
TDQ 52030 R 52,0 40 59 259 164 68 191 2,27
TDQ 53030 R 53,0 40 59 262 167 68 194 2,37
TDQ 54030 R 54,0 40 59 265 170 68 197 2,47
TDQ 55030 R 55,0 40 59 268 173 68 200 2,59
TDQ 56030 R 56,0 40 59 271 176 68 203 2,70
TDQ 57030 R 57,0 40 59 274 179 68 206 2,81
TDQ 58030 R 58,0 40 59 277 182 68 209 2,88
TDQ 59030 R 59,0 40 59 280 185 68 212 3,05
TDQ 60030 R 60,0 40 59 283 188 68 215 3,17
(.) —n (.) (“ <[]
[————— 1
S {Hﬁni : B

(m) ONTUMANBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

@ CTP H 28
C 110




L ala)

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC | a°
~ — TB. CTNIABbI TB. CIMJIABbI C MOKPLITUEM r r F’j
BbICTPbIN BbIBOP Mpouocts + G panowimn i puictiic il ® o
CEMENTED
BESCHICHTET
QUICK PICK Toughness § | opreoe RECOUVERTS > I
L0 s [
Ctp.C 28
o ol
= 3(&
Kon P M K N S H § Sl | d|ls|dl|r |a°
QCMX 010204 .TMF2 ° ° o ] 54 | 58 [238] 25|04 ] 7
QCMX 020204 TMF2 ° ° o [ ] 66 | 71 [238| 25| 04| 7
QCMX 030308 TMF2 ° ° o ] 83 |88 31834 | 08| 7
QCMX 040308 TMF2 ° ° o [ ] 96 (102318 34 | 08 | 7
QCMX 050412 TMF2 ° ° o ] 13121476 | 43 | 12 | 7
QCMX 060412 TMF2 ° ° o [ ] 138 | 148|476 | 43 | 12 | 7
QCMX 080412 TMF2 ° ° o ] 172|185 | 476 | 43 | 12 | 7
QCMX 010204 TM2 ° o o) ] 54 | 58 [238] 25|04 | 7
QCMX 020204 TM2 ° o o [ 66 | 71 [238| 25| 04 | 7
QCMX 030308 TM2 ° o o [ 83 |88 (31834 | 08| 7
QCMX 040308 TM2 ° o o) [ 96 (102318 34 | 08 | 7
QCMX 050412 TM2 ° o o [ 13121476 | 43 | 1,2 | 7
QCMX 060412 TM2 ° o o) [ 138 | 148 | 476 | 43 | 12 | 7
QCMX 080412 TM2 ° o o [ 172 | 185|476 | 43 | 12 | 7
QCMX 010204 TM2 o ° ] 54 | 58 [238] 25|04 | 7
QCMX 020204 TM2 o ° [ ] 66 | 71 [238| 25| 04 | 7
QCMX 030308 TM2 o ° ] 83 |88 31834 |08 | 7
QCMX 040308 TM2 o ° [ ] 96 (102318 34 | 08 | 7
QCMX 050412 TM2 o ° ] 13121476 | 43 | 12 | 7
QCMX 060412 TM2 o ° [ ] 138 | 148|476 | 43 | 12 | 7
QCMX 080412 TM2 o ° [ ] 172|185 | 476 | 43 | 12 | 7
BE
- 4 QCMX ... .TMF2 = PEKOMEHAYETCA 4114 HEPXABEIOLLEN CTANIN RECOMMENDED FOR STAINLESS STEEL
] QCMX ... .TM2 = PEKOMEHJYETCA ANnAa CTANN RECOMMENDED FOR STEEL
. QCMX ... .TM2 = PEKOMEHZYETCA ONA YYTYHA RECOMMENDED FOR CAST IRON
MATEPWATIbI - MATERIALS 3';';-3 b fn mm Ve m/mud Crp. C 36
m
Ctp.H 45 GR. HRC? @15-19,5 | @20-23 | ©235295 | ©30-39 | ©40-49 | @50-60 | C3610 | C5320 | C5322
HENETUPOBAHHAS CTAITb - NOT ALLOY STEEL 15 125-300 | 0,040,10 | 004-0,12 | 004014 | 0,06-0,16 | 0,06-0,18 | 0,08-0,2 300
P HU3KONETMPOBAHHAS CTATTb - LOW ALLOY STEEL 6-9 180-350 | 0,04-0,12 | 004-0,16 | 0,04-020 | 0,06-0,22 | 0,06-025 | 0,8-03 280 280
NETUPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,04-016 | 004020 | 006-022 | 0,06-0,25 | 0,08-0,3 240 250
MAPT. HEPXKABEIOLLIAAl CTAIb - STAINLESS STEEL MART 12-13 200-240 0,04-0,10 0,04-0,1 0,04-0,12 0,06-0,15 0,06-0,2 0,08-0,22 180 200
M| | AYCT. HEPXKABEIOLIAA CTAID - STAINLESS STEEL AUST |  14.1-14.2 180-230 | 004008 | 004012 | 006-0,18 | 0,06-0,20 | 0,06-022 | 0,08-025 140 200
CEPDIV YYTYH - GREY CAST IRON 15-16 180-260 | 0,060,15 | 0,06-0,18 | 0,06-0,22 | 0,06-024 | 0,08-026 | 0,8-03 350 280
|K | IWAPOBUAHDIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,06-0,15 | 0,06-0,18 | 0,06-022 | 0,06-024 | 0,08-026 | 0,08-03 280 240
KOBKHIi HYrYH - MALLEABLE CAST IRON 19-20 130-230 | 0,06-0,15 | 0,06-0,18 | 0,06-022 | 0,06-0,24 | 0,08-026 | 0,08-03 300 260
ATIOMUHMIA - ALUMINIUM 2125 60-130 | 0,05-0,14 | 008-018 | 0,1-022 | 01024 | 01028 | 0,12:03 400
N |MEZb - COPPER 26--28 90-110 | 0,04-0,14 | 004016 | 006-02 | 00602 | 01025 | 01025 300
TIACTUK - PLASTICS 29-30 / 004-0,14 | 0040,16 | 00602 | 00602 | 01-025 | 0,1-025 300
KAPOTMPOYHBIE CTINIABbI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKANEHHAA CTATb - HARDENED STEEL 38--41 45609
Vf=fn n = wmmun
Ve = m/mun CKOPOCTb PESAHUS - CUTTING SPEED /
n = o6/MmuH (MuHl) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION Ve - 1000
Vf = mm/mun CKOPOCTb MOMAYM - FEED SPEED = ——————— = 06/MUH (MUH")
@D - 3,14
]
B B HAMMYMM - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©@® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION 00 BO3MOXHOE NMPUMEHEHUE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE cilul
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TPCtooIs)

X engineering

Cgeeprna co CMeHHbIMU NacTUHamMm
Indexable inserts drilling tools

Wendeplattenvollbohrer
Foret a plaquettes

@ 15-50 B AVAILABLE FROM NOVEMBER 2014 QCMX .. | A
== AB OKTOBER 2014 NOVEMBER .TMF2 7/
Il DISPONIBLE A PARTIR DE NOVEMBRE 2014
H QCMX ... =
L4 TM2
L2 L3
Y- = (ZJLA
@D b—\% i
MIACTUHbI -
4XD INSERTS
CTP.C 39
AP @D @dA @D 4 Kr % ? ?
TDQ 15040 R 15,0 20 32 120 65 40 80 0,20 09+10 010204 | 12225P 5607P
TDQ 15540 R 15,5 20 32 122 67 40 82 0,20 09+10
TDQ 16040 R 16,0 20 32 124 69 40 84 020 0910
TDQ 16540 R 16,5 20 32 126 71 40 86 0,21 09+10
TDQ 17040 R 17,0 20 32 128 73! 40 88 0,21 0910
TDQ 17540 R 17,5 25 37 147 76 54 93 0,37 09+10
TDQ 18040 R 18,0 25 37 149 78 54 95 0,38 0910
TDQ 18540 R 18,5 25 37 151 80 54 97 0,38 0910
TDQ 19040 R 19,0 25 37 153 82 54 99 0,39 0910
TDQ 19540 R 19,5 25 37 155 84 54 101 0,39 0910
TDQ 20040 R 20,0 25 37 157 86 54 103 0,39 0910 020204 | 12225P 5607P
TDQ 20540 R 20,5 25 37 159 88 54 105 0,40 0910
TDQ 21040 R 21,0 25 37 161 90 54 107 0,41 09+10
TDQ 21540 R 21,5 25 37 163 92 54 109 0,41 09+10
TDQ 22040 R 22,0 25 37 165 94 54 m 0,42 09+10
TDQ 22540 R 22,5 25 37 167 96 54 113 0,43 0910
TDQ 23040 R 23,0 25 37 169 98 54 115 0,44 09+10
TDQ 23540 R 23815) 25 37 170 99 54 116 0,44 12+15 030308 | 123008P  5608P
TDQ 24040 R 24,0 25 37 173 102 54 119 0,45 1215
TDQ 24540 R 24,5 25 37 175 104 54 121 0,47 12+15
TDQ 25040 R 25,0 32 49 184 107 58 126 0,72 1215
TDQ 25540 R 25,5 32 49 186 109 58 128 0,73 12+15
TDQ 26040 R 26,0 32 49 188 111 58 130 0,74 1215
TDQ 26540 R 26,5 32 49 190 13 58 132 0,75 12+15
TDQ 27040 R 27,0 32 49 192 115 58 134 0,75 1215
4 TDQ 27540 R 27,5 32 49 194 17 58 136 0,76 12+15
X TDQ 28040 R 28,0 32 49 196 119 58 138 0,77 12+15
TDQ 28540 R 28,5 32 49 198 121 58 140 0,78 12+15
D TDQ 29040 R 29,0 32 49 200 123 58 142 0,80 12+15
TDQ 29540 R 29,5 32 49 202 125 58 144 0,82 12+15
TDQ 30040 R 30,0 32 49 204 127 58 146 0,82 12415 040308 | 123008P  5608P
TDQ 31040 R 31,0 32 49 208 131 58 150 0,84 12+15
TDQ 32040 R 32,0 40 59 226 136 68 158 1,33 12+15
TDQ 33040 R 33,0 40 59 230 140 68 162 1,36 12+15
TDQ 34040 R 34,0 40 59 234 144 68 166 1,42 12415
TDQ 35040 R 35,0 40 59 238 148 68 170 1,45 30:35 050412 | 123511P  5615P
TDQ 36040 R 36,0 40 59 242 152 68 174 1,49 30:35
TDQ 37040 R 37,0 40 59 246 156 68 178 1,52 3035
TDQ 38040 R 38,0 40 59 250 160 68 182 1,57 30:35
TDQ 39040 R 39,0 40 59 254 164 68 186 1,62 3035
TDQ 40040 R 40,0 40 59 258 168 68 190 1,62 30:35 060412 | 123511P  5615P
TDQ 41040 R 41,0 40 59 262 172 68 194 1,70 30:35
TDQ 42040 R 42,0 40 59 266 176 68 198 1,76 3035
TDQ 43040 R 43,0 40 59 270 180 68 202 1,85 30:35
TDQ 44040 R 44,0 40 59 274 184 68 206 1,90 3035
TDQ 45040 R 45,0 40 59 278 188 68 210 1,95 30:35
TDQ 46040 R 46,0 40 59 290 192 68 222 2,01 3035
TDQ 47040 R 47,0 40 59 294 196 68 226 2,10 30:35
TDQ 48040 R 48,0 40 59 298 200 68 230 2,18 3035
TDQ 49040 R 49,0 40 59 302 204 68 234 2,32 30:35
TDQ 50040 R 50,0 40 59 306 211 68 238 2,38 3035 080412 | 123511P  5615P
( = ) 4‘- [——— ( " ) (“ <lI—
e = e e

(w) OMNTUMAJTIbBHAA OBPABOTKA - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) BOBMOXHAA OBPABOTKA - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

- CTP. H 28

c112
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Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC I a°
17 TB.CTINIABBI TB. CIMJIABbI C MOKPLITUEM r r F’j
BbICTPbIN BbIEOP Mpourocrs + i TSmO noe o i
CEMENTED
BESCHICHTET
QUICK PICK Toughness § | oo RECOUVERTS > I
p 7 sl
Ctp.C 28 o ola
= 3&
Kon P M K N S H § ol | d s |dil|r a°
QCMX 010204 .TMF2 ° ° o ] 54 | 58 [238] 25|04 7
QCMX 020204 TMF2 ° ° o [ ] 66 | 71 [238| 25| 04| 7
QCMX 030308 TMF2 ° ° o ] 83 |88 31834 |08 | 7
QCMX 040308 TMF2 ° ° o [ ] 96 (102318 34 | 08 | 7
QCMX 050412 TMF2 ° ° o ] 13121476 | 43 | 12 | 7
QCMX 060412 TMF2 ° ° o [ ] 138 | 148|476 | 43 | 12 | 7
QCMX 080412 TMF2 ° ° o ] 172|185 | 476 | 43 | 12 | 7
QCMX 010204 TM2 ° o o) [ 54 | 58 [238] 25| 04| 7
QCMX 020204 TM2 ° o o [ 66 | 71 [238] 25| 04 | 7
QCMX 030308 TM2 ° o o [ 83 |88 (31834 |08 | 7
QCMX 040308 TM2 ° o o) [ 96 (102318 34 | 08 | 7
QCMX 050412 TM2 ° o o [ 13121476 | 43 | 12 | 7
QCMX 060412 TM2 ° o o) [ 138 | 148 | 476 | 43 | 12 | 7
QCMX 080412 TM2 ° o o [ 172 | 185|476 | 43 | 12 | 7
QCMX 010204 TM2 o ° ] 54 | 58 [238] 25|04 | 7
QCMX 020204 TM2 o ° [ ] 66 | 71 [238] 25| 04 | 7
QCMX 030308 TM2 o ° ] 83 |88 31834 |08 | 7
QCMX 040308 TM2 o ° [ ] 96 (102318 34 | 08 | 7
QCMX 050412 TM2 o ° ] 13 [121(476| 43 | 12 | 7
QCMX 060412 TM2 o ° [ ] 138 | 148 | 476 | 43 | 12 | 7
QCMX 080412 TM2 o) ° [ ] 172|185 | 476 | 43 | 12 | 7
BE
- 4 QCMX ... .TMF2 = PEKOMEHAYETCA 4719 HEPXXABEIOLLEN CTANIU RECOMMENDED FOR STAINLESS STEEL
] QCMX ... .TM2 = PEKOMEHZYETCA ONnA CTANN RECOMMENDED FOR STEEL
. QCMX ... .TM2 = PEKOMEHZYETCA ONA YYTYHA RECOMMENDED FOR CAST IRON
MATEPUATbI - MATERIALS 3';';-3 e fn mm Ve m/mun Ctp. C 36
m
Ctp. H 45 GR. HRC? | @15-195 | 02023 | @235295 | @30-39 | ©40-49 | ©50-60 | (3610 | (5320 | (5322
HENETUPOBAHHAS CTAb - NOT ALLOY STEEL 1--5 125-300 | 0,040,10 | 004012 | 004014 | 0,06-0,16 | 0,06-0,18 | 0,08-0,2 300
P HU3KONETMPOBAHHAS CTATTb - LOW ALLOY STEEL 6-9 180-350 | 0,04-0,12 | 004-0,16 | 004-020 | 0,06-0,22 | 0,06-025 | 0,8-03 280 280
NETUPOBAHHAS CTA/Ib - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,04-016 | 004020 | 006-022 | 0,06-0,25 | 0,08-0,3 240 250
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,04-0,10 0,04-0,1 0,04-0,12 0,06-0,15 0,06-0,2 0,08-0,22 180 200
Ml | AYCT. HEPXKABEIOILIAA CTAIb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 004008 | 0040,12 | 006-0,18 | 0,06-0,20 | 0,06-022 | 0,08-0,25 140 200
CEPDIV YYTYH - GREY CAST IRON 15-16 180-260 | 0,060,15 | 0,06-0,18 | 0,06-0,22 | 0,06-024 | 0,08-026 | 0,08-03 350 280
|K | IWAPOBUAHDIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,06-0,15 | 0,06-0,18 | 0,06-022 | 0,06-024 | 0,08-026 | 0,08-03 280 240
KOBKHIi HYrYH - MALLEABLE CAST IRON 19-20 130-230 | 0,06-0,15 | 0,06-0,18 | 0,06-022 | 0,06-0,24 | 0,08-026 | 0,08-03 300 260
ATIOMUHWI - ALUMINIUM 2125 60-130 | 0,05-0,14 | 008-018 | 0,1-022 | 01024 | 01028 | 0,12:03 400
N |MEZb - COPPER 26--28 90-110 | 004014 | 004016 | 006-02 | 00602 | 01025 | 01025 300
TIACTUK - PLASTICS 29-30 / 004-0,14 | 0040,16 | 00602 | 00602 | 01-025 | 0,1-025 300
KAPOMPOYHBIE CTINIABbI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKANEHHAA CTATb - HARDENED STEEL 38--41 45609
Vf=fn n =mmmun
Ve = m/mun CKOPOCTb PESAHUS - CUTTING SPEED /
n = o6/MmuH (MuHl) KOIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION Ve - 1000
Vf = mm/mun CKOPOCTb MOMAYM - FEED SPEED = ——————— = 06/MUH (MUH")
@D - 3,14
]
B B HAJMYMM - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHIOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION 00 BO3MOXHOE NMPUMEHEHUE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 113




WHCTPYMEHT OJ19 OBPABOTKU OTBEPCTUH

\ TOOLS FOR MACHINING BORES

T Pc too Isz WERKZEUGE ZUR BEARBEITUNG VON BOHRUNGEN

= = OUTILS POUR USINAGE TROUS
E3 engineering

UTENSILIOS PARA TRABAJO DE LOS AGUJEROS

T556 % |

@D =11 -50

3

0401..

0502..
0602..
0703..
0803..
09T3..
10T3..

1304..
T556W .. 1705.. T536W .. 06

?D=9,8-318

XCNT
XCET
CC.. 060202

@D =10-33

o] e 4

0602..

cC.. 09T3..

SMU45..  10T2.

T526 .. TMU.C... 10W

@D =18-33

Q e 2

0602..
cC.. 09T3.. SMU45..  10T2..

T562W .. TMU.ER... 10
Crp.
C 119

@D =15-31

A

0802
1102

T563W ..

c14
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PacTouHble 6opLITaHIM ¢ 2-MA pPeXyLUMU KPOMKaMK AN 3eHKOBKU U pa ,
Spot-facing and widening boring bar with 2 cutting edges
2 Schneiden-bohrstange zum ansenken und aufbohren TPCtOOIS}
Barre a aléser avec 2 tranchants pour lamage et élargissement E2 engineering
XCET ...
33 .TM7P =
@Foro _
XCNT ... {
TM4 =
XCNT ... ﬁ
.TM4 =X
J L MIACTUHBI -
: INSERTS
@Fmin , e
@Fmin H Z @ ? %
1. 3.0 2 0401.. | 121837 5506
[ 556W 011,5.04 11,5 16 315 99 29 22 51 2 0,11 04+05
[ 556W 012.04 12 16 4,0 101 31 24 53 2 0,11 04+05
[ 556W 012,5.04 12,5 16 4,5 101 31 24 53 2 0,11 04+05
[ 556W 013.04 13 16 50 105 35 26 57 2 0,12 04+05
[ 556W 013,5.04 E315) 16 85 105 35 26 57 2 0,12 04+05
[ 556W 014.05 14 16 3.4 86 36,5 28 38 2 0,09 05%0,6 M8 0502.. | 12204P  5506P
[ 556W 014,5.05 14,5 16 39 86 36,5 28 38 2 0,09 05+0,6
[ 556W 015.05 15 16 4,5 88 38 30 40 2 0,10 05+06
[ 556W 015,5.05 15,5 16 5,0 88 38 30 40 2 0,10 0,506
[ 556W 016.06 16 16 4,1 92 42 32 44 2 0,10 09+10 0602.. | 12225P 5507P
[ 556W 016,5.06 16,5 16 4,6 92 42 32 44 2 0,10 09+10
[ 556W 017.06 17 16 51 94 44 35 46 2 0,11 09+10
[ 556W 017,5.07 17,5 16 3.4 96 46 35 48 2 011 10+12 M10 0703.. 1225 5507
[ 556W 018.07 18 16 3.9 97 48 36 49 2 0,11 10+12
[ 556W 018,5.07 18,5 16 4.4 97 48 36 49 2 0,11 10+12
[ 556W 019.07 19 16 49 100 50 38 52 2 0,12 10+12
[ 556W 019,5.07 19,5 16 54 100 50 38 52 2 0,12 10+12
[ 556W 020.08 20 16 4,2 102 52 40 54 2 0,13 12+15 M12 0803.. | 123008P 5508P
[ 556W 020,5.08 20,5 16 4,7 102 52 40 54 2 0,13 12+15
[ 556W 021.08 21 20 52 4 54 42 64 2 0,20 12+15
[ 556W 021,5.08 215 20 57 4 54 42 64 2 0,20 12+15
[ 556W 022.09 22 20 4,0 6 56 44 66 2 0,20 12+15 09T3.. | 123008P 5508P
[ 556W 022,5.09 225 20 4,5 116 56 44 66 2 0,20 12+15
[ 556W 023.09 23 20 5,0 119 59 46 69 2 0,22 1215 M14
[ 556W 023,5.09 23,5 20 55 119 59 46 69 2 0,22 12+15
[ 556W 024.10 24 20 4,0 122 62 48 72 2 0,22 3,035 10T3.. | 123509P 5515P
[ 556W 024,5.10 245 20 4,5 122 62 48 72 2 0,22 30+35
[ 556W 025.10 25 20 5.0 125 65 50 75 2 0,24 30+35
[ 556W 025,5.10 2515) 20 5i5 125 65 50 75 2 0,24 30+35
[ 556W 026.10 26 25 6,0 136 66 52 80 2 0,37 3,035 M16
[ 556W 026,5.10 26,5 25 6,5 136 66 52 80 2 0,37 30+35
[ 556W 027.10 27 25 7,0 139 69 54 83 2 0,40 30+35
[ 556W 027,5.10 27,5 25 7,5 139 69 54 83 2 0,40 30+35
[ 556W 028.10 28 25 8,0 142 72 56 86 2 0,42 3,0+35
[ 556W 028,5.10 28,5 25 8,5 142 72 56 86 2 0,42 3,0+35
[ 556W 029.10 29 25 9,0 144 74 58 88 2 0,46 30:35 M18
[ 556W 029,5.10 29,5 25 9,5 144 74 58 88 2 0,46 30:35
[ 556W 030.10 30 25 10,0 146 76 58 90 2 0,48 3,0+35
[ 556W 030,5.10 30,5 25 10,5 146 76 58 90 2 0,48 3,0:35
[ 556W 031.13 31 25 553 149 79 62 93 2 0,46 4,050 1304.. | 124510 5520
[ 556W 031,5.13 LS 25 58 149 79 62 93 2 0,46 4050
[ 556W 032.13 32 25 6,3 152 82 64 96 2 0,49 4050 M20
[ 556W 032,5.13 3225) 25 6,8 152 82 64 96 2 0,49 4,0:50
[ 556W 033.13 33 32 7,2 163 83 66 103 2 0,74 40+50
[ 556W 033,5.13 B3l5) 32 7.7 163 83 66 103 2 0,74 4050
[ 556W 034.13 34 32 8,2 167 87 68 107 2 0,78 40+50
[ 556W 034,5.13 34,5 32 8,7 167 87 68 107 2 0,78 4,050
[ 556W 035.13 85) 32 9,2 169 89 70 109 2 0,85 4,0+50 M22
[ 556W 035,5.13 35,5 32 9,7 169 89 70 109 2 0,85 4050
[ 556W 036.13 36 32 10,2 169 89 70 109 2 0,85 40+50
[ 556W 036,5.13 36,5 32 10,7 169 89 70 109 2 0,85 4,050
[ 556W 037.13 37 32 11,2 169 89 70 109 2 0,88 4,050
[ 556W 037,5.13 SIS 32 11,7 169 89 70 109 2 0,88 4050
[ 556W 038.13 38 32 12,2 170 90 70 110 2 091 40:50
[ 556W 038,5.13 38,5 32 12,7 170 90 70 110 2 091 4050
[ 556W 039.17 39 32 6,2 171 91 70 111 2 0,84 40+50 M24 1705.. | 124510 5520
[ 556W 039,5.17 39,5 32 6.7 171 91 70 111 2 0,84 4050
[ 556W 040.17 40 32 7,2 72 92 70 112 2 0,88 4,0+50
[ 556W 040,5.17 40,5 32 7,7 72 92 70 112 2 0,88 4,0+50
[ 556W 041.17 41 32 8,2 73 93 70 113 2 0,92 4,0+50
[ 556W 041,5.17 415 32 8,7 173 93 70 113 2 0,92 40:50
[ 556W 042.17 42 32 9,2 74 94 70 114 2 0,96 4,0:50
[ 556W 042,5.17 42,5 32 9,7 74 94 70 114 2 0,96 4,0+50
[ 556W 043.17 43 32 10,2 86 106 80 126 2 1,06 4,050 M27
[ 556W 043,5.17 43,5 32 10,7 186 106 80 126 2 1,06 4,050
[ 556W 044.17 44 32 11,2 86 106 80 126 2 1,10 4050
[ 556W 044,5.17 445 32 11,7 86 106 80 126 2 1,10 4050
[ 556W 045.17 45 32 12,2 87 107 80 127 2 1,15 4050
[ 556W 045,5.17 45,5 32 12,7 187 107 80 127 2 1,15 4050
[ 556W 046.17 46 32 13,2 187 107 80 127 2 1,19 4050
[ 556W 046,5.17 46,5 32 13,7 187 107 80 127 2 1,19 4050
[ 556W 047.17 47 32 142 187 107 80 127 2 1,24 4050
[ 556W 047,5.17 47,5 32 14,7 187 107 80 127 2 1,24 4050
[ 556W 048.17 48 32 15,2 188 108 80 128 2 1,30 4,050 M30
[ 556W 048,5.17 48,5 32 15,7 188 108 80 128 2 1,30 4,050
[ 556W 049.17 49 32 16,2 188 108 80 128 2 1,34 4050
[ 556W 049,5.17 49,5 32 16,7 188 108 80 128 2 1,34 4050
[ 556W 050.17 50,0 32 17,2 188 108 80 128 2 1,39 4050

o
@F min = MUHUMATbHbIV AVAMETP MPEABAPUTENIBHOIO OTBEPCTUA, UCMNOJIb3YETCA TONBKO MPU HEOBXOOUMOCTH
C 116 @F min = MINIMUM PRE-BORE DIAMETER, TO BE USED ONLY IN CASE OF NEED




PacTouHble 6opLluTaHru ¢ 1-i pexyluen KPOMKOW Ansi 3eHKOBKU U pacTayuE ¢ \ ’
Spot-facing and widening boring bar with 1 cutting edge

1 Schneiden-bohrstange zum ansenken und aufbohren TPCtOOISI
Barre a aléser avec 1 tranchant pour lamage et élargissement EX engineering

@ 10-33 =1
cc. o0z | PN
CC.. 09T3 g
hé
Il
H
j: T?) L
| ||
/
J f 90°
‘ MNACTUHbI -
% INSERTS
CTP. C 57
7 3
\= oD @d @ Kr &Ié ?

T 526 10-06 10 8 4 5,0 61 23 25 22 1 0,02 1,0+12 060204 | 12254P 5607P
T 526 11-06 11 10 4 55 70 24 30 23 1 0,04 1012 M6
T 526 12-06 12 10 4 6,0 70 25 37,5 24 1 0,04 1,012
T 526 13-06 13 12 B 6,5 80 27 35 25 1 0,06 1,0+12
T 526 14-06 14 12 5) 7,0 80 28 35 26 1 0,07 10+1,2 M8
T 526 15-06 15 12 5) 7,5 80 29 35 27 1 0,07 1012
T 526 16-06 16 12 5) 8,0 80 30 35 28 1 0,08 1,0+1,2
T 526 17-09 17 16 6 8,5 90 31 42 29 1 0,13 35+4,0 M10 09T308 1440 5615
T 526 18-09 18 16 6 9,0 90 33 42 30 1 0,13 35+4,0
T 526 19-09 19 16 6 9,5 90 34 42 31 1 0,14 35+4,0
T 526 20-09 20 16 5) 10,0 90 35 42 32 1 0,14 35+4,0 M12
T 526 21-09 21 20 5 10,5 100 36 51 33 1 0,22 35+4,0
T 526 22-09 22 20 6 11,0 100 37 51 34 1 0,22 35+4,0
T 526 23-09 23 20 6 11,5 100 38 51 35 1 0,23 354,00 M14
T 526 24-09 24 20 6 12,0 100 39 51 36 1 0,23 35+4,0
T 526 25-09 25 20 8 12,5 100 40 51 37 1 0,24 35+4,0
T 526 26-09 26 25 8 13,0 120 41 64 38 1 0,41 3,850 M16 09T308 | 12409P 5615
T 526 27-09 27 25 8 13,5 120 42 64 39 1 0,42 3,850
T 526 28-09 28 25 10 14,0 120 43 64 40 1 0,43 3,850
T 526 29-09 29 25 10 14,5 120 44 64 41 1 0,44 3,850 M18
T 526 30-09 30 25 10 15,0 120 45 64 42 1 0,45 3,8+5,0
T 526 31-09 31 25 12 15,5 120 46 64 43 1 0,46 3,8+5,0
T 526 32-09 32 25 12 16,0 120 47 64 44 1 0,47 3,850 M20
T 526 33-09 33 25 12 16,5 120 48 64 45 1 0,49 3,8+5,0

C 117
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90° back - facing boring bar TPC tOOISI

Bohrstange zum senken im 90°-zug X engineering

BopwTaHra gns o6paTtHou pacTo4ku 90°

[(XBOCTOBWK/SHANK) WHISTLE-NOTCH - DIN1835E]
CC.. 0602 y

he

@d
2 18.33 T 77 cC.. 09T3 g

Sez. A-A

T

Lh
@D2min

iTmax 90°

L1

DARE
L2
D2

_ iE J 0 MNACTVHbI -
- - o INSERTS
CTP.C 57
-
A A ) 9 ¥
P DD D DD ADd
T 562 01806 () 18 105 25 20 38 40 112 62 47 40 205 014 10:12 MI10 | 060204 | 12253 5607
T562W  020-06 20 130 25 20 35 375 117 67 52 45 20,5 015 11:13 M12 | 060204 |12256CP 5608P
T 562W 024-06 24 15,0 25 20 45 4,75 122 72 57 50 205 0,16 11+13 M14 060204 | 12256P  5608P
T562W  026-06 26 170 25 20 45 50 132 82 67 60 205 019 11:13  MI6
T562W 03006 30 190 25 20 55 60 142 92 77 65 205 022 11:13 MI8
T 562W 033-09 33 21,0 25 20 6,0 6,6 152 102 82 75 20,5 0,25 3,8+50 M20 09T304 |C04008P 5615P

’
,

IM19 |
0

I AN

@) Lo @ O

M19 = HAMPABJIEHUE HENOABMXHOIO MHCTPYMEHTA - NONROTATING ORIENTED TOOL
M3 = BPALLAIOLLIMACSA UHCTPYMEHT - ROTATING TOOL

v
@! @3@ O

<

M19

M3 = BPALLAIOLLIAACA 3ATOTOBKA - ROTATING WORK PIECE

M3 M3 M3 M3
L i - | b —
@D2min - [%]9)
P
[ E — l L fn E
Tmax

€ 2) ) @

W = OTBEPCTWE AJ1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
(*) = BE3 OTBEPCTUA ONA COX - WITHOUT COOLANT BORE - OHNE KUHLMITTELBOHRUNG - SANS TROU REFRIGERANT

C 118



L e 3
45° back - chamfering boring bar TPC tOOISJ

Bohrstange zum schlichten und fasen 45° im zug 4] engineering

BopuwTtaHra ans o6paTtHoro cHATUA dacku 45°

\(XBOCTOBI/IK/SHANK) WHISTLE-NOTCH - DIN1835E\
TC.. 0802
hé
K
I TC.. 1102
@ 15-31
Sez. A-A
- A TJ ‘
@D2min L1
W «‘ Tmax L2 L
45°
b jﬁ E J MNACTVHB -
@D @D2min % INSERTS
CTP. C 58
Kr I ?
AP DD @D DD d a
T 563 015-08 (*) 15 10,0 25 20 25 2,7 105 55 42 35 20,5 0,13 09+10 080204 | 12225P 5607P
T 563W 020-08 20 14,0 25 20 30 32 110 60 47 40 20,5 0,15 0910
T 563W 023-11 23 17,0 25 20 30 32 120 70 57 50 20,5 0,18 11+13 110204 | 12256P  5608P
T 563W 027-11 27 21,0 25 20 30 32 140 90 77 70 20,5 0,27 11+13
T 563W 031-11 31 24,0 25 20 35 3,7 150 100 87 80 205 0,34 1113
," e M19 = HANPABINEHUVUE HENOABMXXHOIO MHCTPYMEHTA - NONROTATING ORIENTED TOOL
’/ M3 = BPALLAIOLLMIACA UHCTPYMEHT - ROTATING TOOL

© o 3) ®Olad ®- -

T«———
—_—
M19
M19
E M19 M19
E 0

M3 = BPALLAIOLLAACA 3ATOTOBKA - ROTATING WORK PIECE

vs e vs vs
@D2min < @Dr L —
) i l LE f ¢ ﬁ
iy n_,
(2) (3) “)

@

W = OTBEPCTWE AJ151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
(*) = BE3 OTBEPCTUA AN COX - WITHOUT COOLANT BORE - OHNE KUHLMITTELBOHRUNG - SANS TROU REFRIGERANT

C 119




L ol
PacTouyHble 6opliTaHru ons npeaBapuTenbHON obpaboTku

Pre-finishing boring bar TPC tOOls}

Vorschruppbohrstange [+| engineering

CCET 0602 H
TSE2

CCGT 0602 B
TMF7P _

T 536W .. 06

@ 9,8-31,8 CCGT 0602 -~
TM7 s

CCMT 0602 [
TLF4 ==

CCMT 0602 g
Ro4—-0/050 18 TMF2

H @D P
W T CCMT 0602 ﬁf

.TM6

MAACTUHBI -
%@, INSERTS

CTP. C 57

AP @D Da %
T 536W 09.8-06 9,8 8 4,5 4,9 85 23 1 0,03 10+12]| 0602 12254P  5607P
T 536W 10.8-06 10,8 10 & 54 95 24 1 0,05 1012
T 536W 11.8-06 11,8 10 3,0 59 100 25 1 0,05 1012
T 536W 12.8-06 12,8 10 2,5 6,4 105 26 1 0,06 10+12
T 536W 13.8-06 13,8 10 3,0 6,9 110 27 1 0,06 10+12
T 536W 14.8-06 14,8 12 &5 74 120 28 1 0,10 1012
T 536W 15.8-06 15,8 12 4,0 7,9 125 29 1 0,11 11+13| 0602 12256P  5608P
T 536W 16.8-06 16,8 16 50 8,4 133 30 1 0,20 1113
T 536W 17.8-06 17,8 16 6,0 8,9 138 31 1 0,21 11+13
T 536W 18.8-06 18,8 16 7,0 9,4 143 32 1 0,22 11+13
T 536W 19.8-06 19,8 16 8,0 9,9 148 33 1 0,24 11+13
T 536W 20.8-06 20,8 16 9,0 104 154 34 1 0,25 1113
T 536W 21.8-06 21,8 16 100 10,9 158 35 1 0,27 11+13
T 536W 22.8-06 22,8 20 11,0 11,4 165 36 1 0,40 11+13
T 536W 23.8-06 23,8 20 120 119 170 37 1 0,42 11+13
T 536W 24.8-06 24,8 20 130 124 175 38 1 0,44 11+13
T 536W 25.8-06 25,8 20 140 129 180 39 1 0,46 11+13
T 536W 26.8-06 26,8 20 150 134 185 40 1 0,48 11+13
T 536W 27.8-06 27,8 20 16,0 13,9 190 41 1 0,50 11+13
T 536W 28.8-06 28,8 20 170 144 195 42 1 0,52 11+13
T 536W 29.8-06 29,8 20 18,0 149 195 43 1 0,53 1113
T 536W 30.8-06 30,8 25 19,0 154 195 44 1 0,55 1113
T 536W 31.8-06 31,8 25 20,0 159 195 45 1 0,77 11+13

i - MVUHVMAJIbHO BO3MOXXHbIV AUAMETP NMPEABAPUTEJIbHOIO OTBEPCTWSA -
YMCTO TEOPETUYECKOE 3HAYEHME, HE PEKOMEHOYETCA

= - MINIMUM POSSIBLE PRE-HOLE , MERELY THEORETICAL INDICATION, NOT RECOMMENDED
5 - KLEINSTMOGLICHE VORBOHRUNG , REIN THEORETISCHE ANGABE , NICH EMPFOHLEN

W = OTBEPCTWSI A1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
I
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» n L ala)
®dacouHbIi Moaynb 45° Ans UenbHbIX TBEPAOCNIABHbLIX CBEph ,
¢ domkcupoBaHHbIM xBocToBMKOM Whistle-notch TPC tOOISI
45° chamferer for Solid Carbide Drills with whistle-notch fixed shank . .
45°-Abschragwerkzeug fiir VHM-Bohrer mit fester Whistle-Notch-Werkzeuga 2 engineering

TMU.C...10W SMUA45 ﬂ
10T2

.TM5

PEXYLAA KPOMKA CBEPITA
DRILL CUTTING EDGE

=] Pacnonoxwute BepxyLuKy haco4HOW NNacTuHbl Ha
paccTosHun 2/3 paboyert YacTu OT pexyLLe KPOMKU
cBepra, kak nokasaHo Ha PUCYHKe.
He ucnonb3yite cBepna ¢ ABOMHON HanpaenstoLLen
TNIEHTOYKOW.

BIE Place the top of the chamferer insert at 2/3 of the
drill pitch flank from the cutting edge, as shown in the
figure.

“DO not use double-guide drills”.

MNACTUHBI
% INSERTS

CTP.C 58

) Spitze der abschrag-wendeschneidplatte auf 2/3 des
schraubenriickens des bohrers ab der schneidkante

positionieren, wie in der abbildung dargestellt. CXEMA
“Keine Doppelschlitten-Bohrer verwenden”. CEOPKU
Il Positionner le sommet de la plaquette du dispositif de ﬁ ASSEMBLY
biseautage a 2/3 du dos de I'helice de la pointe a par- SCHEME
tir du fil tranchant, comme indique sur la figure. | CTPH 33
“Ne pas utiliser de pointes pourvues d’un double patin”. ZSMmax
== N
@d @dA@D1 SM L ? = | ©
n°2 n°2 n°2 n°4 n°l

LMACIL. 905.005.
TMU.C025.0506.10W >5-6 6 25 3 03 56 56 046 1,1+13 10T2 061810W  080.012 12256P GR05 GWRO05 5004 5508P 5025

LMACIL. 905.005.
TMU.C025.0608.10W >6-8 8 25 3 0-3 56 56 045 1,1+13 1072 061810W  080.012 12256P GR612 GWR06 5004 5508P 5003

LMA.CIL. 905.005.
TMU.C025.0810.10W >8-10 10 25 37 03 56 64 0,50 1,1+1,3 10T2 0618.10W  080.012 12256P GR612 GWR08 5004 5508P 5003

) LMA.CIL.  905.005.
TMU.C025.1012.10W >10-12 12 25 39 03 56 69 052 1,1+1,3 10T2 TSR I 12256P GR810F GWR10 5004 5508P 5004

TMU.C025.1214.10W >12-14 14 25 41 03 56 69 0,50 1,1+1,3

) LMA.CIL.  905.005.
TMU.C032.1416.10W >14-16 16 32 43 03 60 68 069 1,1+1,3 10T2 oaieow oe0012 12256P GR1010F GWR10 5004 5508P 5005

TMU.C032.1618.10W >16-18 18 32 45 0-3 60 68 0,70 1,1+1,3
= - OBUIME PABMEPHI CTP. H 34 B - MakcumansHo BO3SMOXHASA GACKA - 3mm
BE - OVERALL SIZES PAGE H 34 Bl - Max. CHAMFERING POSSIBLE 3mm
5 - AUSSENABMESSUNGEN SEITE H 34 5 - Max. AUSFUHRBARE ABCHRAGUNG 3mm
Il - DIMENSION HORS TOUT PAGE H 34 Il -BISEAU Maxi EXECUTABLE 3mm

I
W = OTBEPCTUE [N COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE C 121




» " L ala)
®dacouHbIn Moaynb 45° AnA LuenbHbIX TBEPAOCNaBHbIX CBEPSl C XBOCTOR ,
Tuna “..ER..” nopa uaHroBbI# NaTPoH TPC tOO'S;
45° chamferer for Solid Carbide Drills with “..ER..” type collet holder shank . .
45°-Abschragwerkzeug fiir VHM-Bohrer mit Spannzangenfutter Typ “..ER=* E2 engineering

TMU.ER...10 SMUA45 ﬂ
10T2

.TM5

PEXYLLIAA KPOMKA CBEPITIA
DRILL CUTTING EDGE

=) Pacnonoxwute BepxyLuKy aco4HON NNacTUHbI Ha
paccTosiHum 2/3 paboyeit YacTu OT pexyLLein KPOMKM
cBepna, kak nokasaHo Ha PUCYHKe.
He ucnonb3yiite cBepna ¢ 4BOVHON HanpaBnsioLLein
TIEHTOYKOW.

BIE Place the top of the chamferer insert at 2/3 of the
drill pitch flank from the cutting edge, as shown in the
figure.

“DO not use double-guide drills”.

MNACTUHBI
% INSERTS

CTP.C 58

HEEm Spitze der abschrag-wendeschneidplatte auf 2/3 des
schraubenriickens des bohrers ab der schneidkante
positionieren, wie in der abbildung dargestellt.

“Keine Doppelschlitten-Bohrer verwenden”. CC;(CIEI&AK’T\/I
Il Positionner le sommet de la plaquette du dispositif de ASSEMBLY

biseautage a 2/3 du dos de I'helice de la pointe a par- SCHEME

tir du fil tranchant, comme indique sur la figure. ~— @SMmax

“Ne pas utiliser de pointes pourvues d’'un double patin”. - - CTP.H 33

n°2 n°2 n°l n°2

LMAEER. 905.005. SMU-
TMU.ER25.0616.10 >5-16 6-16 52 0-3 60 0,39 1,1+1,3 130 |--025.----| 1072 061810 080.012 ER25-00 12256P 5004 5508P |925.040

. LMAEER. 905.005. SMU-
TMU.ER32.0618.10 >5-18 6-18 62 0-3 62 053 1,1+1,3 160 |--032.----| 1072 061810 080.012 ER32-00 12256P 5004 5508P |925.058

LMAEER. 905.005. SMU-
TMU.ER40.0618.10 >5-18 6-18 70 0-3 65 064 1,1+1,3 230 |--040.---| 1072 061810 080.012 ERA0-00 12256P 5004 5508P |925.068

= - OBLUME PASMEPbI CTP. H 35 B - MAKCYMATBHO BO3MOXHAS ®ACKA - 3mMm
BlE - OVERALL SIZES PAGE H 35 BlE - Max. CHAMFERING POSSIBLE 3mm

EEE - AUSSENABMESSUNGEN SEITE H 35 B . Max. AUSFUHRBARE ABCHRAGUNG 3mm
Il - DIMENSION HORS TOUT PAGE H 35 I B -BISEAU Maxi EXECUTABLE 3mm
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BbICTPbIUA BbIBEOP MpourocTs =+
QUICK PICK Toughness _ —

METO[ BbICTPOIrO BbIEOPA HAVBOJNEE MOOXOAALLEO TBEPOOMO CIIABA. MOCYNATAUTE KONIMYECTBO 3AKPALLEHHbBIX
MPAMOYIOJIbHMKOB

METHOD FOR A QUICK CHOICE OF THE MOST SUITABLE SOLID CARBIDE GRADE. COUNT THE NUMBER OF COLORED RECTANGLES
METHODE ZUR RASCHEN AUSWAHL DER GEEIGNETSTEN HARTMETALLSORTE. DIE ANZAHL DER BUNTEN RECH TECKEZAHLEN
METODE POUR CHOISIR RAPIDEMENT LE DEGRE LE PLUS APPROPRIE DU METAL DUR. COMPTER LES RECTANGLES EN COULEURS
METODO PARA LA ELECCION RAPIDA DE EL GRADO MAS ADECUADO DE METAL DURO. CONTAR LOS NUMEROS DE RECTANGULOS COLORAEDOS

- TBEPObIV CMIAB C BbICOKOW N3HOCOCTOMKOCTbIO; TONMBKO AN YACTOBbIX OMEPALINA, OBPABOTKU HA BbICOKNX CKOPOCTSX PE3AHNA
M OYEHb XXECTKMX W CTABUIbHBLIX YCNOBUM

- GRADE WITH HIGH RESISTANCE TO WEAR; ONLY FOR FINISHING, MACHINING AT HIGH CUTTING SPEEDS, AND VERY RIGID AND STABLE CONDITIONS

- TBEPbI CMIAB C BbICOKOW M3HOCOCTOMKOCTLIO U BEICOKOW MPOYHOCTLIO A1 CPEAHE- Y BEICOKOCKOPOCTHOW OEPABOTKM M CPEAHEN MOAAYM
MPY HOPMAJbHbIX YCNOBUAX

- GRADE WITH HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS, FOR MEDIUM-HIGH MACHINING AND MEDIUM FEED UNDER NORMAL CONDITIONS

- TBEPIbIV CMIAB C BbICOKOW N3HOCOCTOMKOCTLIO, B COYETAHMM C XOPOLEN CTEMEHBIO MPOYHOCTW, NS OBLEN OBPAEOTKN
NP HOPMAJIbHbIX YCITOBUAX

- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS

- TBEPObIV CMIAB C MPEBOCXOAHOM NMPOYHOCTbLIO, AJ1st CPEAHE-TSXXENOW OBPABOTKM UM OBPABOTKM B YCIIOBUSAX HUBKOW CTABUITbHOCTYU
- GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY

- TBEPbIV CMIIAB C MPEBOCXOOHOM NMPOYHOCTbLIO, AN1A TAXKENOW OBPABOTKM HA HU3KUX CKOPOCTSAX, C BbICOKOW MOJAYEN,
N NPU HEBINATOMNPUATHBIX YCNOBUAX

- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

oy o oo ool Wl emE

L 2%
o  Mm=01-02mm TPCtools)
KPAT ﬂ MHCTPyKuMﬂ gn [M Ve = 120-220 miwa | WCMT 06T308 .TMR2 - C533
K‘ A Eg K Ve = 120-220 m/muH. ] P10-35/ M10-30 / K15-25
EASY GUIDE ° L0 S
P e E I
o —— | 3
g Ho e °

s VHCTPYKLMSA MO NCMOJIb3OBAHUIO MIACTUHbI, TAKKE MPUCYTCTBYET HA KAXXOOW 3TUKETKE

Bl GUIDE FOR THE USE OF THE INSERT. ALSO LISTED ON EACH LABEL

B | FITFADEN ZUR VERWENDUNG DER WENDEPLATTE, AUCH AUF JEDEM AUFKLEBER VORHANDEN

I B INSTRUCTIONS POUR L'UTILISATION DE LA PLAQUETTE.SE TROUVANT EGALEMENT SUR CHAQUE ETIQUETTE
E== GUIA POR EL UTILIZO DE LA PLAQUITA, PRESENTE TAMBIEN EN CADA ETIQUETA

= B
o 6 | P = HU3KONEMPOBAHHAS CTAMb HB 180 - LOW STEEL ALLOY
VDI 3323 | 14.1] ™ = AYCTEHUTHAS HEPXKABEIOLLAS CTAMb HB 180 - AUSTENITIC STAINLESS STEELHB 180
6 | K = CEPbII YYTYH HB 260 - GRAY CAST IRON HB 260
|| 2 | = ATIOMVHVEBBIE CTINIABbI HB 60 - ALUMINUM ALLOYS HB 60
MATERIALS 23" s = )KAPOMPOYHBIE CMNABbI (MHKOHEb) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
LR e = BAKANIEHHAS CTANb HRC 55 - TEMPERED STEEL HRC 55
F = UNCTOBAS, NETKAS OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHAS OBPABOTKA, OBLUEE MPYMEHEHME - MEDIUM MACHINING, GENERAL USE
R = YEPHOBAS, TSDKENAS OBPABOTKA - ROUGHING, HEAVY MACHINING
fn (VM) = MOHAYA MPU TOYEHWM - FEED FOR TOURNING
fz (MM/ay6) = MOAAYA NPV GPE3EPOBAHIIM - FEED FOR MILLING
Ve (M/MUH) = CKOPOCTb PE3AHWS - CUTTING SPEED
° = PEKOMEHAOBAHHOE MPVYMEHEHVIE - RECOMMENDED APPLICATION
(o) = BOBMOXXHOE MPUMEHEHVE - POSSIBLE APPLICATION
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NJTACTHAHDI
g CBEPJIEHUA

NMAACTUHbI 019 CBEPJIEHMS / WENDEPLATTEN ZUM DREHEN / PLAQUETTES DE TOURNAGE
PLAQUITFS DE TORNEADO




NNACTWUHbI ANnA CBEPNEHUA

A \ , DRILLING INSERTS
TPc too IS) WENDEPLATTEN ZUM BOHREN

Men neern PLAQUETTES POUR PERGAGE
gl | g PLAQUITAS DE TALADRADO

KAK BbIEVMPATb NMAPAMETPbI OBPABOTKN

KATANOIr CTAHOAPTHbBIX MNACTUH

HOW TO CHOOSE CUTTING DATA

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

WENDEPLATTENBESTAND-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

CATALOGUE DE DISPONIBILITE PLAQUETTES
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KAK BbIBUPATb NMAPAMETPbI OGPABOTKU

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

LWATI" 1 - PHASE 1

BBIBOP I'PYTIIbl MATEPUATIA 10 VDI

CHOICE OF VDI GR. DEPENDING ON MATERIAL
WAHL VDI-SORTE JE NACH WERKSTOFF
CHOIX GR. VDI EN FONCTION DU MATERIEL

WAl 2 - PHASE 2

BbIEOP /TIACTUHbI B BABUCUMOCTU OT MATEPUATIA
CHOICE OF INSERT DEPENDING ON MATERIAL
WAHL DER WENDEPLATTE JE NACH WERKSTOFF
CHOIX PLAQUETTE EN FONCTION DU MATERIEL

/ 0,22

80 | 022
0,22
0,22
0,22

1450 | 0,22
a | 0,22

a9
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KAK BbIBUPATb TAPAMETPbI OGPABOTKA

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

WAl 3 - PHASE 3

BbICTPbIV BbIEOP PEXXVIMOB
QUICK CHOICE OF PARAMETERS
SCHNELLWAHL DER PARAMETER
TRIAGE RAPIDE DES PARAMETRES

W
| Ve ‘\rmm Pe; [~ 12’._
AL
A

bl
I [T | w

]
w | wm
m

LUAT" 4 - PHASE 4

BbIEOP VC B 3ABUCUMOCTU OT 'PYTIbI 10 VDI
CHOICE OF VC DEPENDING ON VDI GR.

WAHL VC JE NACH WERKSTOFF

CHOIX DE VC EN FONCTION DU GR. VDI
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OB30P CIMNABOB AJ1A CBEPJIIEHUA

L e , GENERAL VIEW OF THE DRILLING GRADE
T P C too Is} BOHREN-UBERSICHT ’
) : VUE D’ ENSEMBLE QUALITE DE PERGAGE
£3 engineering VISTA GENERAL DE LA CALIDAD DE TALADRADO

CTANb HEPXABEIOLWAA CTAINb YYIYH, UBETHbIE CMJIABbI
DIN P STEELS M STAINLESS STEELS K CAST IRON, NONFERROUS

STAHL ROSTFREIER STAHL GRAUGUSS, NICHTEISENMA
ISO ACIERS ACIER INOXYDABLE FONTE GRISE, PAS FERREUX

3 101 /10 |20 | 30 | 40 | 50 | 10 | 20 | 30 | 40 [ 01 | 10 | 20 | 30 | 40

HW \_C120 N c120),

C519D
HC C5320
C5322 \C
C533 ‘
C538N
MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE

' > | = | = |

WN3HOCOCTOMKOCTb - RESISTANCE TO WEAR N3HOCOCTOMKOCTb - RESISTANCE TO WEAR N3HOCOCTOMKOCTb - RESISTANCE TO WEAR
VERSCHLEISSFESTIGKEIT-RESISTANCE A L'USURE VERSCHLEISSFESTIGKEIT-RESISTANCE A LUSURE VERSCHLEISSFESTIGKEIT-RESISTANCE A L'USURE
MOMOAYA - FEED - VORSCHUB - AVANCE MOLAYA - FEED - VORSCHUB - AVANCE MOJAYA - FEED - VORSCHUB - AVANCE

[ 2 — [

- I o | - |
CKOPOCTb - SPEED - GESCHWINDIGKEIT - VITESSE CKOPOCTbH - SPEED - GESCHWINDIGKEIT - VITESSE CKOPOCTb - SPEED - GESCHWINDIGKEIT - VITESSE

HEMOKPbITHIZ TBEPAbIV CMAB MOKPbITbIN TBEPObIN CMNAB
HT KEPMET HW UNCOATED CARBIDE H C COATED CARBIDE

UNBESCHICHTETES HARTMETALL BESCHICHTETES HARTMETALL

METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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MpumeHeHue cnnaBos Ans ceepneHus - Application of the drilling grade TPC tools}

Einsatz der bohren - Utilisation de las qualitées de percage

X engineering

MATEPWANbI - MATERlAL CTP H 45 .
MATERIALIEN - MATERIAUX . BbICTPbIN
P M K N S H|BPP
O 5 —
- z
SHG ISO 59§§ 2.;(‘% Eé% %muﬁm
o wE £ <=uWw [=} '2 m=< 4
513 SEog M LR R
olkl zp20828aE =il x . YKA3AHWA K MPUMEHEHUNIO
OuxZ SO|lgpnX|0dX g YL s x| pouHocrs
2fagS iz fqu tbeROgRa At uE o | || O] o6
G PR R B T
ChhatheFd02|T5=2Z2S|E6BS|PTTS
] - BLICOKAS I3HOCOCTOMKOCTb B COYETAHVIN C
C120 | Hw | mio-20 ] XOPOLLEM MPOYHOCTLIO
[_] - MOAXOAVT ANS CPE[HWX CKOPOCTEM PE3AHUS U
K10-20 O | @ | O = @ | cPEqHEM NopAUM
HC | P10-30 ] - UBHOCOCTOVIKASA MNACTUHA
C3610 ] - MPEAHASHAYAETCA N5 BLICOKOCKOPOCTHOW
] OBPABOTKY
cvD | k1025 | O [ - © | - nomxonuT Ans OBPABOTKM UYrYHA
P30-40 — ~BBICOKAS MPOHHOCTR, BbICOKOE COMPOTVBIIEHVE CKOMY 1
HC L_| BbIKPALLIMBAHIIO B COYETAHW N C XOPOLLIEN BHOCOCTOMKOCTLIO
C 5 3 8 N M30-40 - MOAXOOMT ANA CPEOHE-HM3KX CKOPOCTEW PESAHIAS, A TAKKE
|- TPV TSDKESTbIX YCIIOBYSIX OBPABOTKA -
cVD ® ®© O O e 1 @ | - PEKOMEHIYETCS B KAUECTBE MEPVGEPVVHON MTACTVIHbI 471
S30-40 (.| HEPYKABEIOLLIEV CTATIV AV LIEHTPATLHOM MIACTUHbI IS YYTYHA
HC | P20-25 ] - MVKPO3EPHWCTbI TBEP[bIN CMIMAB C BbICOKO
C519D Ve ] MPOYHOCTLIO )
] - NOAXOAVT ANSA CPEAHUX U H3KUX CKOPOCTE
CVD|Ko25| @ | O | @ | O = ® | pe3pHyn
HC — - MNACTUHA CPE[HEV MPOYHOCTY
P10-30 — - MPEAHA3HAYAETCA ANS CKOPOCTEW PE3AHUSA OT
C5320 M20-35 1 CPE[IHMX [10 BbICOKMUX )
g ° = @ | - TOOXOOMT ANst OBPABOTKM NEMVIPOBAHHOM 1
CVD | K15-30 © 0 = HW3KONEMVPOBAHHOWM CTAMM
HC — - MNACTVHA CPE[HEV NMPOYHOCTY
P10-30 i - MPEAHASHAYAETCS [INA CKOPOCTEN PESAHIS OT
Ch322 M20-35 = CPEHMX [10 BLICOK/X )
i = @ | - NOnXOmMIT KAK NS HNSKONEMVIPOBAHHOW, TAK U
cvD | Kis30 | @ | @ o = HEP)XABEIOLLEM CTANI
HC — - BLICOKASA I3HOCOCTOMKOCTL, COMPOTUBAEHME
P10-35 ] BLIKPALIVBAHMIO 11 XOPOLAS! MTPOYHOCTb
C5Hh33 M10-30 - MOMXOAWT A5t CPEAHE-BBICOKMX CKOPOCTENM
’ FY ° = @ | PE3AHVSI VI CPEOHEV NOAAYM, A TAKOKE NPV TSKENbIX
CVD | K15-25 o = YCOBMSAX OEPABOTKY
@ PEKOMEHIOBAHHOE MPUMEHEHME () BO3MOXHOE NPUMEHEHVE @ PEKOMERIOBAHHOE MPUMEHEHIE () BOSMOXHOE MPUMEHEHVE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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NMpumeHeHne cnnaBoB Ans cBepneHus - Application of the drilling grade

Einsatz der bohren - Utilisation de las qualitées de percage

L e

TPCtooIs)

2 engineering

] ]
L [

INDICATIONS - USE

_—

GEBRAUCHSANWEISUNGEN

il

INDICATION - USAGE

-HIGH RESISTANCE TO WEAR WITH GOOD TOUGHNESS
-SUITABLE FOR MEDIUM CUTTING SPEEDS AND
MEDIUM FEED

-HOHE VERSCHLEISSFESTIGKEIT MIT SEHR
ZAHIGKET

-FUR MITTEL SCHNITTGESCHWINDIGKEITEN UND
MITTEL VORSCHUBE

-HAUTE RESISTANCE ET BONNE TENACITE
-INDIQUEE POUR LE MOYENNE VITESSE DE COUPE ET|
MOYENNE DEPLACEMENT

- WEAR-RESISTANT INSERT
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS
- SUITABLE FOR MACHINING CAST IRON

- VERSCHLEISSFESTE WENDEPLATTE

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR GUSSBEARBEITUNGEN

- PLAQUETTE RESISTANTE A L'USURE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- PREVUE POUR L'USINAGE DE LA FONTE

- HIGH TOUGHNESS, HIGH FRACTURE RESISTANCE AND
CHIPPING STRENGTHAS WELL AS GOOD RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM-LOW CUTTING SPEED, ALSO UNDER
DIFFICULT MACHINING CONDITIONS

- RECOMMENDED AS PERIPHERAL INSERT FOR INOXAND AS
CENTRAL INSERT FOR CAST-RON

- HOHE ZAHIGKEIT, BRUCH-UND RISSFESTIGKEIT MIT GUTEM
VERSCHLEIRWIDERSTAND

- GEEIGNET FUR MITTLERE BIS GERINGE GESCHWINDIGKEIT
AUCH UNDER SCHWIERIGEN BEARBEITUNGSBEDINGUNGEN

- EMPFOHLEN ALS PERIPHERIE-WENDEPLATTE ZUR
INOX-BEARBEITUNG UND ALS ZENTRALPLATTE ZUR
GUSSBEARBEITUNG

- TENACITE ELEVEE, HAUTE RESISTANCE A LARUPTURE ETA L'
ECHARDE AVEC BONNE RESISTANCE A LUSURE

- INDIQUEE POUR MOYENNE-BAS VITESSE DE COUPE MEME
AVEC CONDITIONS DIFFICILES

- CONSEILLE COMMENT PLAQUETTE PHERIPHERIQUE POUR
TRAVAILLER INOX ET COMMENT PLAQUETTE CENTRAL POUR
TRAVAILLER LAFRONTE

-MICROGRAIN GRADE WITH HIGH TOUGHNESS
-SUITABLE FOR MEDIUM AND LOW CUTTING SPEEDS

-MIKROKORNSORTE MIT HOHER ZAHIGKET
-FUR MITTEL UND GERINGE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

-QUALITE DE MICROGRAIN AVEC TENACITE ELEVEE
-INDIQUEE POUR LE MOYENNE-FAIBLE VITESSE DE
COUPE

- MEDIUM TOUGH INSERT

- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS

- SUITABLE FOR MACHINING ALLOYED AND WEAKLY
ALLOYED STEELS

- WENDEPLATTE MIT MITTLERER ZAHIGKEIT

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR BEARBEITUNGEN VON LEGIERTEM
UND SCHWACH LEGIERTEM STAHL

- PLAQUETTE AVEC TENACITE MOYENNE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- PREVUE POUR L'USINAGE DES ACIERS ALLIES ET
FAIBLEMENT ALLIES

- MEDIUM TOUGH INSERT
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS
- SUITABLE FOR BOTH LOW-ALLOY AND INOX STEEL

- WENDEPLATTE MIT MITTLERER ZAHIGKEIT

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET SOWOHL FUR NIEDERLEGIERTE ALS AUCH
FUR INOX-STAHLE

- PLAQUETTE AVEC TENACITE MOYENNE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- INDIQUE POUR L'USINAGE DES ACIERS FAIBLEMENT
ALLIES ET INOX

-HIGH RESISTANCE TO WEAR,TO CHIPPING AND GOOD
TOUGHNESS

-SUITABLE FOR MEDIUM-HIGH CUTTING SPEEDS
AND MEDIUM HIGH FEED, ALSO UNDER DIFFICULTS
CONDITIONS

-HOHE VERSCHLEISSFESTIGKEIT, AUSBRUCHFE-
STIGKEIT UND GUTE ZAHIGKEIT

-FUR MITTEL-HOHE SCHNITTGESCHWINDIGKEITEN
UND MITTEL GROSSE VORSCHKBE, AUCH UNTER
SCHWIERIGEN BEDINGUNGEN

-HAUTE RESISTANCE, A LEMBRECHEMENT ET BONNE
TENACITE

-INDIQUEE POUR MOYENNE-HAUTE VITESSE DE COUPE|
ET DEPLACEMENT MOYEN-HAUT,MEME DANS DES
CONDITIONS DIFFICILES

HT HW

KEPMET

HEMOKPbITHIN TBEPALIA CMAB
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

MOKPbITHIV TBEPLbIVI CM/1AB
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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VC(M/MVIH)

CKopoCTb pe3aHusi cnnaBoB Ans cBepneHus - Cutting speed of the drilling grade

Schnittgeschwindigkeit der bohren (Vc) - Vitesse decoupe de la qualité de plaquettes de percage

L ol

TPCtooI33

£ engineering

MATEPUAN
MATERIAL VD I H B
wATERIALEN| 3323 | HRC | C120 C3610 | C538N C5320|C5322| C533
MATERIAUX
CTPH45 rP. Rm
P 1 125 120-220 180-350 | 200-280
2 180 100-200 180-320 | 180-250
3 | 250 100-200 160-300 | 150-220
4 | 220 100-200 160-300 | 170-240
5 | 300 100-200 150-280 | 140-200
6 180 110-220 | 100-180 120-250 160-220
7-8 | 250-300 70-170 | 100-180 70-200 120-180
9 | 350 100-210 | 100-150 100-250 100-160
10 | 200 70-180 | 150-200 70-200 120-180
1 | 350 100-230 | 100-150 100-250 100-160
” 12 | 200 100-180 | 150-200 100-230 150-250
2oz
EEES | 13 | 330 100-200 | 100-150 100-230 100-160
wzy | 141 | 180 150-200 100-140 | 120-200 | 120-220
D<@
2 bk
o 2%
g gue
222y | 14.2 230260 100-180 80-120 | 100-180 | 100-160
¥EESQ
K 15 | 180 | 60-100 80-220 80-120 140-240
16 | 260 | 60-100 70-180 70-150 120-220
17 | 160 130-280 110-250 80-150
L | 18 | 250 75-230 70-180 70-140
0n?®
§2% | 19 | 130 80-200 | 80-120 70-150 100-170
I_SE
€283 | 20 | 230 70-180 | 60-100 70-140 70-110
N 21 60 | 200-500 140-300 200-550 | 250-350
22 | 100 | 200-500 200-550 | 250-350
23 | 75 | 200-500 140-300 200-550 | 220-280
24 | 90 | 200-500 140-300 200-550 | 220-280
25 | 130 | 200-500 140-300 200-550 | 220-280
26 | 110 | 250-350 140-300 200-400
z
e 27 | 90 | 180-240 140-300 200-400
250
22 | 28 | 100 | 180-240 200-400
6328
wEhE | 29 50-180
E
Sl
8525 | 30 50-200
S 31 | 200 20-80
32 | 280 20-80
w 33 | 250 40-60 20-80
§ z
2 S | 34 | 380 20-40 20-80
2
5 b £,| 35 | 320 20-40 20-80
[ g =
82522 | 36 |rRm400| 40-120 40-60 40-100
£Eo=o
€552 37 |rm1050| 40-120 40-60 40-100
H 38 | 55HRC
z
222| 39 | 60HRC
ZEEx
w2ZZ2| 40 | 400
R
g2<<%| 41 | 55HRC

(@)
o
w
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VC(M/MMH)

L ala)
CKopoCTb pe3aHusi cnnaBoB Ans cBepneHus - Cutting speed of the drilling grade TPC tools;
£ engineering

Schnittgeschwindigkeit der bohren (Vc) - Vitesse decoupe de la qualité de plaquettes de percage

warera, | VDI | HB
MATERlALlEN 3323 HRC
| 8 | R
P 1 125
2 180
3 250
4 220
5 300
6 180
7-8 [250-300
9 350
10 200
11 350
L0 12 200
IzU
5550 13 330
weu | 141 | 180
[}
22 o | 14.2 |230-260
K 15 180
16 260
17 160
N 18 250
=34 %
OElo 19 130
=0uw
T -SE
€255 | 20 | 230
N 21 60
22 100
23 75
24 90
25 130
26 110
&
2 27 90
ALE
% 2 g x 28 100
[SFe) 5 w
UEHE 29
EEEL
£595 | 30
S | 31 | 200
32 280
. 33 | 250
2 z
2 S | 34 | 350
2 :f
w<
g ; g ; @ 35 320
82550 | 36 |Rm400
Zhcsa
£2L3%| 37 |rm1050
H 38 | 55HRC
52| 39 |60HRC
BB
wS553 | 40 | 400
EEoEE
B335 | 41 |55HRC
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Inserts designation for drilling
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X engineering

] Rk Bl

EJE&"(;'TEMTECIH 3AIHUM Yron [OMYCK +/-{mm} TV MNACTUHBI
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANCE+/-{mm} 4 TYPE OF INSERT
85° 82° A 3OJ:S m s d A N MW
— N
A B rl] A | +-0,005 | +/-0,025 | +/-0,025 : AN
B [T ] N —
1 5= C +/-0,013 | +/-0,025 | +/-0,025 B X=ry NN
i 7000 WA |aoos0s
c D © D d | E | +-0025 | +-:0,025 | +-0,025 _ _~
e = m =N | R ~
<:> S I = +/-0,005 | +/-0,025 | +/-0,013 70°-90° RN
E ’@ H 150D +-0,025 [ +-0,05 | +/-0,025 N
= : : ' N
(d\/ ° L R 40°-60° \Qi\\
I:I E ZOOJD H | +-0013 | +-0025 | +-0,013 ==
-
K L E (9) J +/-0,005 | +/-0,025 :58?2 6 NIN| V =N
E 25°J L 2% 40°-60°
) — +-0,013 | +-0,025 | +/-0,05 T S =
M S |r Q d—'m K O n By &\‘5&
G 30° \7——5 L +/-0,05 | +/-0,013 | +/-0,025 70°-90° 40°-60° &-&\
f E +/-0,08 +/-0,13 +/-0,05 - CMELIMANBHARA
S T N 0 D |:| M +/-0,18 +/-0,18 J @E& SPECIAL
~ +-0,08 | +/-0,025 | +-0,05 e
@ JSL N | +-018 +-0,13 S
P n°D +-0,13 | +-005 | +-0,08 M
\Y W - U +-038 | +-013 | +-032 INEN
” TOMWMHA PALIVYC
ANVIHA PEXYLLE KPOMKM
5 CUTTING EDGE LENGTH 6 THICKNESS 7 RADIUS 8 9
oeor | [T T H Wiml i ) F
s [T 27| OO | (0 ) 2| D A 1A w0
o) 1T o |k | el [wl w s T W (®)
3,97 02 - j MO (mm) D
476 08 02-03 AEI\ =
) -
556 05 09 N\IE V4 N
6,00 03 E
6,35 06 |07 | o6 06 06 | 11| 11| 04 S mm 02 r=0,2
670 | 10 i il D L
™ & T 1,97 04 r=0,4
8,00 08 05 02 2,38 .
945 | 16 T2 278 o =05 —%
952 [15-16( 09 | 11 | 09 [ 16 | 15 | 09 09 | 16 [ 16 | 06 H3 2.80 T .
10,00 10 06 3 3,00 06 r=0,6
11,00 11 - 318 08 08 ( 7
11,50 12 = pyn
12,00 12 07 . N
04 4,76 =
12,62 18 i =Y
12,70 12 |15 | 12 15-20 12 | 22 08 % 220 S I
. i P 12 r=1,2
15,87 16 15 : D < /\ —
19,05 19 19 07 7,94
. 2 16 r=1,6
UOEHTVOUKALMA TVNbl OBPABOTKM MOOrOTOBKA PEXYLLEN KPOMKM
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3

A N
c P
D R
E S
H T
| U
J W
K Y
L z
M

CPE[HAA NOOAYA
MEDIUM FEED

5

HU3KAA MOAAHA

Low

FEED

4

AN

BbICOKASA MOLAAYA
HIGHT-MEDIUM FEED

CMEUMANBHO ANA YYTYHA
SPECIFIC FOR CAST IRON

LWNN®OBKA
POLISH

6

CMELMAMNBHO ANt HEPXABEIOLLEW CTANN
SPECIFIC FOR STAINLESS STEEL

CNELUANLHO ANA ANIOMUHUEBBIX CNJIABOB
SPECIFIC FOR ALUMINIUM ALLOYS

CMEUMANBHO Onsl CTANKU

SPECIFIC FOR STEEL

ooOhAN| ©

MPOMEXYTOYHbIE AN OBLUEro

MPUMEHEHUSA

INTERMEDIATE FOR GENERAL USE
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| 1 | HW HC
I "—\ <% & r d fi TBEPObLIE CM/IABbI TBEPObLIE CMNABbI C MOKPbLITUEM
* WCMT " ( J BE3 NOKPbLITUA COATED GRADES
QCMX d1 d1 CARBIDE RECOUVERTS
L= * WCMX i j GRADES
o . BT s
g 23 S8
APT Koo | d s di r a b 5 | P |
QCMX 010204 .TMF2 | 54 | 58 |238| 25 | 04 7 - n
QCMX 020204 .TMF2 | 6,6 | 71 | 238 | 25 | 04 7 - =
QCMX 030308 .TMF2 | 83 | 88 |318| 34 | 08 7 - n
QCMX 040308 .TMF2 | 96 | 102 | 3,18 | 34 | 0,8 7 - n
[ QCMX 050412 .TMF2 | 11,3 | 121 | 476 | 43 | 1,2 7 - n
" |QCMX 060412 .TMF2 | 138 | 14,8 | 476 | 43 | 1,2 7 - n
TMF2 |QCMX 080412 . TMF2 | 17,2 | 185 | 476 | 43 | 1,2 7 - n
QCMX 010204 TM2 | 54 | 58 | 238 | 25 | 04 7 - u =
QCMX 020204 TIM2 | 66 | 71 [238]| 25 | 04 7 - ] [
QCMX 030308 TM2 | 83 | 88 [318| 34 | 08 7 - n n
QCMX 040308 TM2 | 96 | 102 [318]| 34 | 08 7 - ] [
"~ QCMX 050412 TM2 | 11,3 | 121 [ 476 | 43 | 1,2 7 - ] =
QCMX 060412 TM2 | 138 | 148 [ 476 | 43 | 12 7 - ] [
T™2 QCMX 080412 TM2 | 172 | 185 [ 476 | 43 | 1,2 7 - ] =
WCMT 030208 .TMR2 | 346 | 556 | 2,38 | 25 | 08 | 7° | 80° ]
WCMT 040208 .TMR2 | 3,99 | 6,35 | 2,38 | 2,8 | 0,8 | 7° | 80° ]
WCMT 050308 .TMR2 | 507 | 7,94 | 318 | 34 | 08 | 7° | 80° ]
WCMT 06T308 .TMR2 | 6,14 | 952 | 397 | 38 | 0,8 | 7° | 80° n
-TMR2  |WwcMmT 080412 .TMR2 | 8,14 | 12,7 | 476 | 44 | 12 | 7° | 80° ™
WCMX 040208 . TMF2 | 3,99 | 635 | 238 | 28 | 08 | 7° | 80° ]
99 |wcCMmXx 050308 .TMF2 | 507 | 7,94 | 318 | 34 | 08 | 7° | 80° ]
w’/  |wWCMX 06T308 .TMF2 6,14 | 952 | 397 | 38 | 08 | 7° | 80° ]
TME2 \WCMX 080412 TMF2 | 814 [ 127 [476 | 44 | 12 | 7 80 ]
WCMX 030208 .TMR2 | 346 | 556 | 238 | 25 | 08 | 7° | 80° |m u
= /j WCMX 040208 .TMR2 | 3,99 | 635 | 238 | 28 | 08 | 7° | 80° |m ]
7 WCMX 050308 .TMR2 | 507 | 7,94 | 318 | 34 | 08 | 7° | 80° |m ]
WCMX 06T308 .TMR2 | 6,14 | 952 | 397 | 38 | 08 | 7° | 80° |m
.TMR2 |WCMX 06T308 .TMR2 | 6,14 | 952 | 397 | 38 | 08 | 7° | 80° ]
WCMX 080412 .TMR2 | 8,14 | 127 | 476 | 44 | 12 | 7° | 80° |m ]
o|lZ o
MATEPUATbI - MATERIAL - MATERIALIEN - MATERIAUX § § § §‘; % §
(S] [($](S) 000
P | CTANb - STEEL - STAHL - ACIER o|e® o e o
M HEPXABEIOLLIAA CTAINb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] o2 BK J
K YYIYH - CAST IRON - GRAUGUSS - FONTE GRISE O ® | O O O
N ATNIOMUHUEBBIE CMIABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - o o
ALLIAGES D’ALUMINIUM
S JXAPOIMPOYHBLIE CMJIABbI - HEAT RESISTANT ALLOYS - PY PY
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H TBEPObLIE U 3AKAJ1EHHbIE MATEPUWAIbI - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAIINMYNW - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©® PEKOMEHOOBAHHOE MNPUMEHEHWE - RECOMMENDED APPLICATION - O BO3MOXXHOE NPUMEHEHWE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 135
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. HW HC
TBEPObIE CMMABbI TBEPLbIE CM/ABbI C MOKPLITVEM
L = L BE3 MOKPLITUSA COATED GRADES
SM I | di CEMENTED BESCHICHTET
S r CARBIDE RECOUVERTS
Tigts GRADES
SM
[a]
)
APT Ko | S dl SM h o o3
SM 0702 - 30 6,35 2,38 2,8 2,2 1.3 30° u
SM 0702 - 45 6,35 2,38 2,8 2,3 23 45° u
SM 0702 - 55 6,35 2,38 2,8 3,9 5,6 55° u
. S
MATEPWATbI - MATERIAL - MATERIALIEN - MATERIAUX 5
o
P | CTANb - STEEL - STAHL - ACIER )
M | HEPXXABEIOLLASI CTATb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE o
K | YYTYH - CAST IRON - GRAUGUSS - FONTE GRISE °
N | AMIOMMHUEBLIE CMTABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - o
ALLIAGES D’ALUMINIUM
S | XKAPOMPOYHLIE CTUIABbI - HEAT RESISTANT ALLOYS -
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | TBEPABIE 1 3AKAMEHHBIE MATEPUATIbI - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAJIMYMM - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
@ PEKOMEHOOBAHHOE NMPUMEHEHUE - RECOMMENDED APPLICATION - O BOBMOXXHOE MPUMEHEHWE - POSSIBLE APPLICATION -

C 136 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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BbICTPbIUA BbIBEOP MpourocTs =+
QUICK PICK Toughness _ —

METO[ BbICTPOIO BbIEOPA HAVBOJNEE MOOXOAALLEO TBEPOOMO CIIABA. MOCYNTAUTE KONIMYECTBO 3AKPALLEHHbBIX
NMPAMOYIOJIbHMKOB

METHOD FOR A QUICK CHOICE OF THE MOST SUITABLE SOLID CARBIDE GRADE. COUNT THE NUMBER OF COLORED RECTANGLES
METHODE ZUR RASCHEN AUSWAHL DER GEEIGNETSTEN HARTMETALLSORTE. DIE ANZAHL DER BUNTEN RECH TECKEZAHLEN
METODE POUR CHOISIR RAPIDEMENT LE DEGRE LE PLUS APPROPRIE DU METAL DUR. COMPTER LES RECTANGLES EN COULEURS
METODO PARA LA ELECCION RAPIDA DE EL GRADO MAS ADECUADO DE METAL DURO. CONTAR LOS NUMEROS DE RECTANGULOS COLORAEDOS

- TBEPIbIV CMMAB C BbICOKOV MBHOCOCTOMKOCTbIO; TOMBKO AN YACTOBbIX OMEPALIMMA, OBPABOTKM HA BbICOKX CKOPOCTSX PE3AHUSA
1 OYEHb XXECTKMX 1 CTABUIIbHBIX YCNOBUM

- GRADE WITH HIGH RESISTANCE TO WEAR; ONLY FOR FINISHING, MACHINING AT HIGH CUTTING SPEEDS, AND VERY RIGID AND STABLE CONDITIONS

- TBEPIbI CMNAB C BbICOKOM M3HOCOCTOMKOCTBIO, BBICOKAA MPOYHOCTb, A CPEAHE- Y BHICOKOCKOPOCTHOW OBPABOTKW 1 CPEAHEN MOQAYMN
MNPV HOPMATbHbBIX YCNOBUAX

- GRADE WITH HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS, FOR MEDIUM-HIGH MACHINING AND MEDIUM FEED UNDER NORMAL CONDITIONS

- TBEPAbIV CMIAB C BbICOKOW N3HOCOCTOMKOCTbIO, B COYETAHUM C XOPOLEN CTEMEHBIO MPOYHOCTW, AN OBLIEN OBPABOTKW MPU
HOPMAJIbHbIX YCITOBUAX
- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS

- TBEPbIV CMIAB C MPEBOCXOAHOM NMPOYHOCTbLIO, A1 CPEAHE-TAXENOW OBPABOTKM UM OBPABOTKM B YCIIOBUAX HU3KOW
CTABUJIBHOCTU
- GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY

- TBEPIbIV CMIAB C MPEBOCXOAHOM NMPOYHOCTbLIO, A1A TSHXENOW OBPABOTKM HA HU3KUX CKOPOCTSAX, C BbICOKOW MOJAYEN,
N NPU HEBNATOMPUATHBIX YCNOBUAX

- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

oy o oo ool W aEmE n

- \’
e L TPCtools~
P Vc = 140-220 m/min REHIEEE

CCMT 060204 .TLF4 - C1020

P10-30
L o
N
=
.| o

I VHCTPYKLMSA MO NCMOJIb3OBAHUIO MIACTUHbI, TAKKE MPUCYTCTBYET HA KAXXOOW 3TUKETKE

Bl GUIDE FOR THE USE OF THE INSERT. ALSO LISTED ON EACH LABEL

B | FITFADEN ZUR VERWENDUNG DER WENDEPLATTE, AUCH AUF JEDEM AUFKLEBER VORHANDEN

I B INSTRUCTIONS POUR L'UTILISATION DE LA PLAQUETTE.SE TROUVANT EGALEMENT SUR CHAQUE ETIQUETTE
E== GUIA POR EL UTILIZO DE LA PLAQUITA, PRESENTE TAMBIEN EN CADA ETIQUETA

KPATKAA MHCTPYKLUUA
EASY GUIDE

CCMT 060204 .TLF4
C1020
T on=zlXZ

= ER
- 6 | p = HUBKOMErMPOBAHHAS CTATTb HB 180 - LOW STEEL ALLOY
v s Tz Y = AYCTEHUTHAS HEP)KABEIOLLAS CTATTb HB 180 - AUSTENITIC STAINLESS STEELHB 180
6 | K = CEPbIV YYTYH HB 260 - GRAY CAST IRON HB 260
MATERIALI [ 21 | N = ANIOMVHVEBBIE CTINIABbI HB 60 - ALUMINUM ALLOYS HB 60
ETERELS) e = APOMPOUHBIE CMMABbI (MHKOHESTb) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Crp- H45 e ™R = BAKANIEHHAS CTANb HRC 55 - TEMPERED STEEL HRC 55
F = UMCTOBASI, NEFKAS OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEAHSIS OBPABOTKA, OBLLEE MPUMEHEHVIE - MEDIUM MACHINING, GENERAL USE
R = YEPHOBASI, TSDKEIASI OBPABOTKA - ROUGHING, HEAVY MACHINING
fn (MM) = MOJAYA PV TOYEHWM - FEED FOR TOURNING
fZ (MM/3y6) = MOTAYA NPV GPESEPOBAHM - FEED FOR MILLING
VG (M/IMMH) = CKOPOCTb PE3AHUS - CUTTING SPEED
° = PEKOMEHOOBAHHOE MPYMEHEHME - RECOMMENDED APPLICATION
o) = BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
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MAACTUHDI
N9 OBPAEOTKM
OTBEPCTUM

MIACTUHBI N9 OBPABOTKM OTBEPCTUIA/ WENDEPLATTEN ZUR BEARBEITUNG VON BOHRUNGEN
PLAQUETTES POUR USINAGE TROUS/PLAQUITAS PARA TRABAJO DE LOS AGUJEROS




\ NNACTUHBbI AN OBPABOTKU OTBEPCTUN
INSERTS FOR MACHINING BORES

T P c to 0 Is / ——  WENDEPLATTEN ZUR BEARBEITUNG VON BOHRUNGEN
PLAQUETTES POUR USINAGE TROUS
E3 engineering

PLAQUITAS PARA TRABAJO DE LOS AGUJEROS

KAK BbIBMPATb MAPAMETPbI OBPABOTKM Ctp. C 141

OB30P CIMABOB /151 OBPABOTKM OTBEPCTUM Ctp. C 143

NMPUMEHEHWE CIMNABOB ,EI,J'IH OBPABOTKWN OTBEPCTUM Ctp. C 144

mm | CKOPOCTb PE3AHVS CMNABOB ans OBPABOTKN OTBEPCTUI Ctp. C 148

OBACTW NMPUMEHEHWSA JJ,J'IH CTPY>XKONTOMOB Ctp. C 150

OBOSHAHEHME MNACTUH ANIA OBPABOTKN OTBEPCTUN Ctp. C 152
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KAK BbIBUPATb NMAPAMETPbI OGPABOTKU
HOW TO CHOOSE CUTTING DATA
EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

LUAT 1 - PHASE 1
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CHOICE OF VDI GR. DEPENDING ON MATERIAL
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CHOIX GR. VDI EN FONCTION DU MATERIEL

LAl 2 - PHASE 2
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KAK BbIBUPATb TAPAMETPbI OGPABOTKA

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

LAl 3 - PHASE 3

BbIBOP 1OAAYU

CHOICE OF FEED

EINSTELLUNG DES VORSCHUBS
CHOIX DE LAVANCEMENT

LUAT 4 - PHASE 4

BbIEOP VC B 3ABUCUMOCTU OT I'PYTIrIbl [10 VDI
CHOICE OF VC DEPENDING ON VDI GR.

WAHL VC JE NACH WERKSTOFF

CHOIX DE VC EN FONCTION DU GR. VDI
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INDICATIONS - USE

e

GEBRAUCHSANWEISUNGEN

il

INDICATION - USAGE

-MICROGRAIN GRADE WITH VERY HIGH
ULTIMATE STRENGHT AND RESISTANCE TO
WEAR

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS FOR FINISHING

-MIKROKORNSORTE MIT SEHR HOHER BRUCH
— UND VERSCH-LEISSFESTIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM SCHLICHTEN GEEIGNET

-QUALITE DE MICROGRAIN TRES RESISTANT A
LA RUPTURE ET A LUSURE

-INDIQUEE POUR HAUTE VITESSE DE COUPE
EN FINISSAGE

-HIGH RESISTANCE TO WEAR, HIGH STABILITY
OF THE CUTTING EDGE, LOW TENDENCY TO
STICKING

-SUITABLE FOR MEDIUM CUTTING SPEEDS ON
GRAY IRON AND HIGH CUTTING SPEEDS AND
NONFERROUS MATERIALS.FOR ROUGHING WITH
MEDIUM REMOVAL OF MATERIAL

-HOHE VERSCHLEISSFESTIGKEIT, HOHE
STABILITAT DER SCHNEIDE, NIEDRIGE NEIGUNG
ZUR VERLEBUNG

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN BEI GRAUGUSS UND NE MATERIA-
LIEN FUR MITTLERE ZERSPANNUNG BEIM
SCHRUPPEN GEEIGNET

-HAUTE RESISTANCE A’ LUSURE, STABILITE
ELEVEE DU TRANCHANT, BASSE TENDANCE AU
ENCOLLAGE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE SUR FONTE GRISE ET MATERIAL
NON FERROUX, POUR MOYEN EMPORTATION EN
EBAUCHAGE

-MICROGRAIN GRADE WITH GOOD
RESISTANCE TO WEAR, HIGH STABILITY OF THE
CUTTING EDGE, LOW TENDENCY TO STICKING

-SUITABLE FOR MEDIUM CUTTING SPEEDS ON

GRAY IRON AND HIGH CUTTING SPEEDS AND
NONFERROUS MATERIALS.

-MIKROKORNSORTE MIT HOHER VERSCHLEIS-
SFESTIGKEIT, STABILITAT DER SCHNEIDE, NIE-
DRIGER NEIGUNG ZUR VERKLEBUNG

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN BEI GRAUGUSS UND NE-MATERIA-
LIEN

-QUALITE MICRO-GRAIN AVEC BONNE RESI-
STANCE A LUSURE, STABILITE ELEVEE DU
TRANCHANT, BASSE TENDANCE AU ENCOLLAGE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE

DE COUPE SUR FONTE GRISE ET MATERIAL NON
FERROUX

- DEGREE FOR NON-FERROUS MATERIALS
LIKE ALUMINIUM AND COPPER

- SORTE FUR NICHTEISENMATERIALIEN WIE
ALUMINIUM UND KUPFER

- QUALITE POUR DES USINAGES DE
MATERIAUX NON FERREUX TELS QUE
L’ALUMINIUM ET LE CUIVRE

- MICROGRAIN GRADE WITH GOOD
TOUHGNESS

-SUITABLE FOR MEDIUM CUTTING SPEEDS

AND HIGH FEED FOR ROUGHING WITH MEDIUM
REMOVAL OF MATERIAL

-MIKROKORN SORTE MIT GUTER ZAHIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN GROSSE VORSCHUBE FUR
MITTLERE ZERSPANNUNG BEIM SCHRUPPEN
GEEIGNET

-QUALITE DE MICROGRAIN AVEC BONNE
TENACITE
-INDIQUEE POUR MOYENNE-FAIBLE VITESSE

DE COUPE ET HAUTE DEPLACEMENT POUR
MOYEN EMPORTATION EN EBAUCHAGE

- IDEAL QUALITY FOR STEELS, STAINLESS
STEEL AND ALUMINIUM IN GENERAL

- THERMAL DEFORMATION RESISTANT

- IDEALE SORTE FUR STAHL, EDELSTAHL,
GUSS UND ALUMINIUM IM ALLGEMEINEN

- BESTANDIG GEGEN THERMISCHE
VERFORMUNGEN

- DEGRE IDEAL POUR ACIERS, INOX, FONTE ET
ALUMINIUM EN GENERAL

- RESISTANT AUX DEFORMATIONS
THERMIQUES

-HIGH TOUGHNESS, GOOD RESISTANCE TO
WEAR AND TO THERMAL SHOCK

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS ON STEEL AND MEDIUM CUTTING
SPEED FOR DIFFICULT IRON OPERATIONS

-HOHE ZAHIGKEIT , GUTE
VERSCHLEISSFESTIGKEIT UND
TEMPERATURWECHSELBESTANDIGKEIT

-GEEIGNET FUR MITTEL-HOHE
SCHNITTGESCHWIN-DIGKEITEN BEI STAHL UND
FUR MITTLERE SCHNITTGESCHWINDIGKEITEN
BEI GUSEISEN

-HAUTE TENACITE, BONNE RESISTANCE A
L'USURE ET AU SHOCK THERMIQUE

-INDIQUEE POUR DES HAUTE-MOYENNE
VITESSE DE COUPE DANS LES USINAGES DE
L'’ACIER ET MOYENNE POUR LES USINAGES
PROBLEMATIQUES DE LA FONTE

- MICROGRAIN GRADE WITH HIGH
RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM AND HIGH CUTTING
SPEEDS FOR USE UNDER NORMAL CONDITIONS

-MIKROKORN SORTE MIT HOHER
VERSCHLEIRFESTIGKEIT

-FUR MITTELERE UND HOHE
SCHNITTGESCHWIN-DIGKEITEN , ZUM EINSATZ
UNTER NORMALEN BEDINGUNGEN GEEIGNET

-QUALITE DE MICROGRAIN AVEC HAUTE
RESISTANCE A’ LUSURE

-INDIQUEE POUR MOYENNE-HAUTE VITESSE
DE COUPE A’ UTILISER AVEC CONDITIONS
NORMAUX

- HIGH TOUGHNESS,STRAIN STRENGHT AND
RESISTANCE TO CHIPPING

- SUITABLE FOR LOW CUTTING SPEEDS

- HOHE ZAHIGKEIT, UMFORMFESTIGKEIT UND
ABSPLITTERWINDERSTAND

- FUR GERINGE
SCHNITTGESCHWINDIGKEITEN GEEI-GNET

- TENACITE ELEVEE HAUTE RESISTANCE A LA
DEFORMATION ET A EBRECHEMENT

- INDIQUEE POUR FAIBLE VITESSE DE COUPE
POUR OPERATIONS DURS ET DIFFICILES

- REMARKABLY TOUGH, IDEAL FOR MACHINING
STAINLESS STEEL AT MEDIUM-SLOW CUTTING
SPEEDS

- EXCELLENT WEAR RESISTANCE WITH BOTH
DRY AND WET MACHINING WORK

- SEHR ZAHE SORTE, IDEAL FUR
EDELSTAHLBEARBEITUNGEN MIT MITTLERER/
NIEDRIGER SCHNITTGESCHWINDIGKEIT.

- AUSGEZEICHNETE VERSCHLEISSFESTIGKEIT
BEI TROCKEN- UND NASSBEARBEITUNGEN.

- DEGRE TRES TENACE, IDEAL POUR
L'USINAGE DE L'ACIER INOXYDABLE A DES
VITESSES BASSES ET MOYENNES DE COUPE.

- RESISTANCE PARFAITE A LUSURE AVEC DES
USINAGES A SEC COMME A L'EAU.

-TOUGH MICROGRAIN GRADE WITH HIGH
gEglcS:TANCE TO SHOCK AND THERMAL
HOCK.

-SUITABLE FOR MEDIUM AND MEDIUM-LOW
CUTTING SPEEDS

-MIKROKORNSORTE MIT HOHER
STOSSFESTIGKEIT UND >
TEMPERATURWECHSELBESTANDIGKEIT

-FUR MITTLERE UND MITTEL-NIEDRIGE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

-QUALITE DE MICROGRAIN TENACE AVEC
BONNE RESISTANCE AU COUPS ET AU SHOCKS
THERMIQUES.

-INDIQUEE POUR MOYENNE ET MOYENNE-
FAIBLE VITESSE DE COUPE

HT HW

KEPMET

HEMOKPLITHIV TBEPOLIA CMNIAB
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

MOKPbITbIV TBEPObIV CMNAB
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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INDICATIONS - USE
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i

INDICATION - USAGE

- VERY TOUGH INSERT, IDEAL FOR STEEL AND
INOX

- SUITABLE FOR A WIDE RANGE OF MATERIALS

- SEHR ZAHE PLATTE, IDEAL FUR STAHL- UND
INOX-BEARBEITUNGEN

- EINSETZBAR FUR DIE BEARBEITUNG VON
ZAHLREICHEN MATERIALIEN

- PLAQUETTE TRES TENACE IDEALE POUR
USINAGES SUR ACIERS ET INOX

- EST EN ETAT D'USINER UNE AMPLE GAMME
DE MATERIAUX

- WEAR-RESISTANT GRADE, IDEAL FOR
NORMAL CUTTING

- SUITABLE FOR HEAT-RESISTANT MATERIALS

- VERSCHLEISSFESTE SORTE, IDEAL FUR
NORMALEN SCHNITT

- FUR HITZEBESTANDIGE MATERIALIEN
GEEIGNET

-QUALITE RESISTANTE A L'USURE, IDEAL
POUR USINAGE A COUPE NORMAL

-INDIQUEE POUR MATERIAUX RESISTANTES A
LA CHALEUR

- GRADE FOR STEEL AND CAST IRON IN
GENERAL, GOOD TOUGHNESS

- SORTE FUR ALLGEMEINE STAHL — UND
GUSSBEARBEITUNGEN, GUTE ZAHIGKEIT

- QUALITE POUR USINAGES D’ACIERS EN
GENERAL ET FONTE, BONNE TENACITE

-UNIVERSAL TURNING GRADE FOR STEEL,
FOR FINISHING AND SEMI-ROUGHING

-TO BE USED UNDER NORMAL CUTTING
CONDITIONS

-ALLGEMEINE DREHSORTE FUR STAHL, ZUM
SCHLICHTEN UND HALBSCHRUPPEN

-VERWENDBAR UNTER NORMALEN
SCHNITTBEDINGUNGEN

-QUALITE POUR LE TOURNAGE DES
ACIERS EN GENERAL, POUR FINISSAGE ET
DEMIDEGROSSISAGE

-A UTILIZER EN CONDITIONS DE COUPE
NORMAL

-GOOD TOUGHNESS AND WEAR RESISTANCE

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS AND MEDIUM-HIGH FEED, ALSO
UNDER UNFAVOURABLE CONDITIONS AND
INTERRUPTED CUTTING

-GUTE ZAHIGKEIT UND GUTE
VERSCHLERWIDERSTAND

-FUR MITTLERE UND NIEDRIGEN SCHNITT-
GESCHWINDIGKE|T UND MITLEREN UND
HOHEN VORSCHUB GEEIGENT , AUCH
UNTER UNGUNSTIGEN BEDINGUNGEN UND
UNTERBROCHENEN SCHNITT

-BONNE TENACITE ET RESISTANCE A 'USURE

-INDIQUEE POUR MOYENNE-BAS VITESSE DE
CQUPE ET LES AVANCEMENTS MOYENS-HAUT
MEME AVEC CONDITIONS PAS FAVORABLES ET
COUPE INTERROMPU

-EXCELLENT RESISTANCE TO WEAR AND
GOOD TOUGHNESS

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS AND MEDIUM-HIGH FEED

-OPTIMAL VERSCHLEISSFESTIGKEIT UND
GUTE ZAHIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN MITTEL-GROSSE VORSCHUBE

-OPTIMAL RESISTANCE A L'USURE ET BONNE
TENACITE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE ET MOYENNE-HAUTE DEPLACEMENT

- MEDIUM TOUGH INSERT

- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS

- SUITABLE FOR MACHINING ALLOYED AND
WEAKLY ALLOYED STEELS

- WENDEPLATTE MIT MITTLERER ZAHIGKEIT

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR BEARBEITUNGEN VON
LEGIERTEM UND SCHWACH LEGIERTEM STAHL

- PLAQUETTE AVEC TENACITE MOYENNE

- PREVUE POUR DES VITESSES DE COUPE
HAUTES ET MOYENNES

- PREVUE POUR L'USINAGE DES ACIERS
ALLIES ET FAIBLEMENT ALLIES

-EXCELLENT RESISTANCE TO WEAR AND
GOOD TOUGHNESS

- SUITABLE FOR A WIDE RANGE OF
APPLICATIONS

-OPTIMAL VERSCHLEISSFESTIGKEIT UND
GUTE ZAHIGKEIT

- GEEIGNET FUR EINE BREITE PALETTE VON
ANWENDUNGEN

-OPTIMAL RESISTANCE A L'USURE ET BONNE
TENACITE

- INDIQUE POUR UNE VASTE GAMME
D’APPLICATIONS

-GOOD TOUGHNESS AND WEAR RESISTANCE

-IDEAL GRADE FOR AUSTENITIC STAINLESS
STEEL.

-GUTE ZAHIGLEIT UND
VERSCHLEISSFESTIGKEIT

-IDEALE SORTE ZUM DREHEN VON
AUSTENITISCHEM ROSTFREIEM STAHL

-BONNE TENACITE ET RESISTANCE A L'USURE

-QUALITE IDEALE POUR LE TOURNAGE DES
ACIERS AUSTENITICI INOXIDABLES

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND CHIPPING

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS

-SEHR GUTER VERSCHLEISS, UND
AUSBRUCHFESTIGKEIT

-FUR MITTEL-NIEDRIGE
SCHNITTGESCHWINDIGKEITEN

_ -HAUTE TENACITE, RESISTANCE A LUSURE ET
A LEBRECHEMENT

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND CHIPPING

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS

-SEHR GUTE VERSCHLEISS, UND AUSBRUCH-
FESTIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN

_ -HAUTE TENACITE, RESISTANCE A LUSURE ET
A LEBRECHEMENT

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE

HT

KEPMET

HW

HEMOKPbITHIA TBEPAbIV CMIAB
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

MOKPbITHIX TBEPAbIA CMNAB
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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Schnittgeschwindigkeit bearbeitung von bohrungen (Vc) - Vitesse decoupe de la qualité usinage trous

MATEPWATbI
MATERIAL rP H B
uateRiALEn| 3323 | HRc | DC63 | C110 | C115 |U3015| C120 | C130 |C3010 | P2430 | CS531 P7035 P8110
CTP H 45 GR. Rm
P 1 125 | 310-400 50-200 200-300 | 180-300
2 180 | 260-350 50-200 180-280 | 140-250
3 250 | 220-300 50-200 140-250
4 220 | 220-330 50-200 140-250
5 300 | 180-280 50-200 140-250
6 180 | 250-350 50-200 160-280
7-8 |250-300| 200-350 50-200 130-220
9 350 | 150-220 50-200 100-260
10 | 200 | 200-350 50-200 110-200
1 | 350 | 150-220 50-200 100-160
. 12 | 200 | 180-300 80-150 | 50-130 130-180 | 120-250
2ozg
EEE0 | 13 | 330 | 150-250 40-70 | 50-130 100-140 | 80-190
woy | 144 | 180 | 150-280 50-100 | 50-150 100-220 | 100-160 | 100-180 | 100-150
T 53
=29
o 2Ex
g 8o
$e22fy | 142 230260| 100-150 50-90 | 50-150 80-200 | 80-120 | 80-140 | 70-130
BgRes
K 15 | 180 | 200-300 | 90-160 | 90-150 100-150 | 45-180 | 150-380 120-200
16 | 260 | 150-260 | 80-130 | 80-130 70-120 | 45-180 | 130-280 100-180
17 | 160 | 180-300 | 90-160 | 90-140 100-140 | 45-180 | 200-400 120-200
L | 18 | 250 | 150-240 | 70-150 | 70-140 80-120 | 45-180 | 160-280 100-180
0n?®
§2% | 19 | 130 | 170280 | 90-160 | 90-160 120-180 | 45-180 | 220-450 80-160
I ok
€283 | 20 | 230 | 150220 | 70-150 | 70-150 70-120 | 45-180 | 180-330 70-150
N 21 60 300-1000 | 100-500 | 400-950 | 300-1000 | 80-600 150-500
22 | 100 300-800 | 100-300 | 160-950 | 300-800 | 80-600 150-450
23 75 200-500 | 100-500 | 320-950 | 200-500 | 80-600 150-350
24 90 200-400 | 100-300 | 240-950 | 200-400 | 80-600 150-300
25 | 130 200-300 | 100-300 | 160-800 | 200-300 | 80-600 150-250
26 | 110 200-450 | 100-500 | 200-520 | 200-450 | 80-600 150-350
z
e 27 90 200-400 | 100-500 | 200-800 | 200-400 | 80-600 150-350
TEX
% z § « | 28 | 100 250-350 | 100-300 | 120-320 | 250-350 | 80-600 200-400
Gazm
Yo | 29 200-500 | 80-180 300-500 | 80-600 50-150
Fubr
255% | 30 100-300 | 100-250 100-300 | 80-600 80-200
S 31 | 200 20-40 20-40 20-80 55-85
32 | 280 20-40 15-35 20-80 40-60
u 33 | 250 20-40 10-30 20-80 30-50
2 z
g & 34 | 350 10-30 5-18 20-80 20-40
2 =8
g E £, 35 | 320 10-30 5-18 20-80 15-30
ans g ”é
82522 36 |Rm400 50-120 | 50-120 10-30 | 80-130 | 40-100 | 30-55
£koz8
£2L5%| 37 |rRm1050 30-50 30-50 20-50 20-40 | 40-100 | 20-40
H 38 | 55HRC
z
222| 39 | 60HRC
2EBX
weEZ2 | 40 | 400
R
g2<<%| 41 | 55HRC

O
'—\
a
[e3)
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Schnittgeschwindigkeit bearbeitung von bohrungen (Vc) - Vitesse decoupe de la qualité usinage trous

MATEPWATNbI
MATERIAL VDI HB
usteRiaLEn| 3323 | HRC |C50285| C1115 | C1020 | C520T C5320|C1225| C540 |C540D| C2335
CTPH 45 GR. Rm
P 1 125 | 150-300 | 380-560 | 200-260 | 220-280 | 200-350 | 170-250 | 180-230 | 140-250
2 180 | 120-220 | 320-500 | 160-220 | 200-260 | 170-330 | 150-200 | 170-190 | 100-180
3 | 250 | 100-200 | 290-430 | 140-200 | 180-240 | 120-300 | 100-170 | 130-150 | 80-150
4 | 220 250-370 | 150-210 | 160-220 | 100-250 | 80-140 100-160
5 | 300 260-380 | 100-140 | 140-200 | 100-280 | 100-160 80-130
6 | 180 | 120-200 | 140-250 | 140-220 | 200-260 | 120-250 | 140-200 | 150-190 | 100-180
7-8 |250-300| 100-180 | 100-160 | 130-200 | 160-240 | 70-200 | 100-160 | 90-150 | 80-150
9 | 350 | 80150 | 170-260 | 100-160 | 120-200 | 100-250 | 100-150 | 70-130 | 70-120
10 | 200 | 110-130 | 100-150 | 130-180 | 180-220 | 70-200 | 80-140 | 120-200 | 100-160
11 | 350 | 70-150 | 170-260 | 100-150 | 100-180 | 100-250 | 80-170 | 50-100 | 60-120
" 12 | 200 | 110-220 | 150-230 130-220 | 100-230 | 120-180 | 140-180 | 100-180
2oze
EEEC | 13 | 330 | 100-180 | 130-170 100-180 | 100-230 | 80-140 | 110-160 | 80-125
o2y | 144 | 180 | 100-220 120-220 | 100-200 | 100-130 | 110-190 | 100-180 | 80-120
mnEa
B gE2
sazffz | 142 230260 100-160 | 80-150 | 80-130 | 80-150 | 80-120 | 70-100
2ZoU
¥55e2
K 15 | 180 | 130-280 140-220
16 | 260 | 130-280 110-160
17 | 160 | 120-280 120-180
L | 18 | 250 | 120280 110-160
2]
595 | 19 | 130 | 110-280 140-220
I Sk
€283 | 20 | 230 | 110280 110-160
N 21 60 300-800
22 | 100 300-800
23 | 75 200-500
24 | 9 200-400
25 | 130 200-300
26 | 110 300-400
z
= 27 | 90 250-330
Z:E
22, | 28 | 100 200-300
cE8=35
OSEE
fe28 | 2
BEEL
3922 30
S 31 | 200 20-40
32 | 280 15-35
w 33 | 250 8-25
4 &
B 5 | 34 | 350 4-15
i e
2 zE
= 35 320 4-15
53285
92582 | 36 | Rm400 80-130
T&LOsD0
SErze
£<59%| 37 |Rm1050 15-35
H 38 | 55HRC
P4
222| 39 | 60HRC
EEx
w2zZ2| 40 | 400
Fhoks
g2<<%| 41 |55HRC
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OBJIACTU NMPUMEHEHUA CTPYXXKOJIOMOB
FIELDS OF APPLICATION FOR CHIP BREAKERS

EINSATZGEBIETE DER SPANBRECHER
CHAMPS D’USINAGE DE LE BRISE-COPEAUX
CAMPOS DE UTILIZACION DE ROMPEVIRUTAS PARA MANDRINADO

ap (mMm)

A
16,0 O O 5:9
8,0

DC61T
0 DC61T PEKOMEHOBAHHBIE CMMABBI
2,0 C120 RECOMMENDED GRADES
1,0 C120 EMPFOHLENE SORTEN
05 DEGRES CONSEILLES
- fn (MM)
o 01 0204 08 16 20
- B = in

R

P,M,K,N,S,H =

O-

YUCTOBAA, NEMKAA OBPABOTKA

OBLUASI OBPABOTKA CPEAHEN CIIOXXHOCTH

YEPHOBAA, TAXENAA OBPABOTKA

MATEPWATbI MO ISO, CTP. 45

HEMNPEPbLIBHOE PE3AHUE

PE3AHVE C MEPEMEHHOW HATPY3KOW

FINISHING,LIGHT MACHING

GENERIC MEDIUM MACHINING

ROUGHING, HEAVY MACHINING

ISO MATERIALS PAGE H 45

CONTINUOUS CcUT

DISCONTINUOUS CUT

SCHLICHTEN,LEICHTE BEARBEITUNG

ALLGEMEIN,MITTELSCHWERE BEARBEITUNG

SCHRUPPEN,SCHWERE BEARBETUNG

ISO-MATEREIALIEN,SEITE H 45

KONTINUIERLICHER SCHNITT

DISKONTINUIERLICHER SCHNITT

FINISSAGE USINAGES LEGERES
GENERAL USINAGES MOYENS
DEGROSSISAGES,USINAGES LOURDS
MATERIAUX ISO PAG H 45
TRONCONNAGE CONTINU

TRONCONNAGE DISCONTINU

@3 = MNPEPLIBUCTOE PE3AHUE INTERRUPTED CUT UNTERBROCHENER SCHNITT TRONCONNAGE INTERROMPU
o= PEKOMEHOOBAHHOE NPUMEHEHVE | RECOMMENDED APPLICATION EMPFOHLENER EINSATZ APPLICATION CONSEILLEE
O = BO3MOXXHOE NMPUMEHEHWNE POSSIBLE APPLICATION MOGLICHE ANWENDUNG APPLICATION POSSIBLE

ap (Mm) = MYBUHA PESAHNA DEPTH OF CUT GANGTIEFE PROFONDEUR DE PASSE
fn (Mm) = NMOJA4YA/OBOPOT FEED/REVOLUTION VORSCHUB PRO UMDREHUNG DEPLACEMENT AU TOUR
ap (Mm)
A
160 @) @) &S
8,0 DC63
4,0 DC63-C531 C531 C531
—— 2.0 DC63
1,0
.TSE2 s
- N (MM)
0 01 0204 08 16 2,0
ap (Mm)
A
160 O @) &
8,0
4,0 P8110 P8110
2,0
1,0
TLF3 P8110 P8110
" 0,5
- fn (MM)
0 01 0204 08 16 2,0
ap (mv)
A
16,0 O O é‘:\é
B 8,0 DC63 C1020 C1020
4 “‘;: 40 DC63
2.0 DC63
1,0
.TLF4 05
- fn (MM)
0 01 0204 08 16 2,0
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ap (mm)

16,0
8,0

4,0

2,0

1,0

0,5

- fn (Mm)

O

@)

&

C1115 C1115-C1020 C1020
C2335 C2335
C3010 C3010

0 01 0204 08 16 20

ap (mm)
A

0 0,05 0,1 0,15 0,20,25 0,3

16,0
s 8,0
A 4,0
- ! 2,0
10 C110 C110
TMF7P e
0 01 0204 08 16 207 MW
ap (Mm)
A
16,0 O O 6:3
8,0 C520T-C540D | C520T-C540D | C520T-C540D
4,0 C520T-C540D | C520T-C540D | C520T-C540D
20 C520T-C120 | C520T-C120 C520T
1'0 C120 c120 C120
0,5
- fn (MM)
0 01 0204 08 16 2,0
ap (Mm)
A
16,0 O O 63
A 8,0
4,0
R 20 c110 c110 c110
C110 C110 C110
1,0
™7 -
0 01 0204 08 16 20 MM
ap (mMm)
16,01
14
JES o 0 %
e 12,0 €5320-C5025-P7035 | C5320-C5025-P7035 | C5320-P7035
- 10,0 €5320-C5025-P7035 | C5320-C5025-P7035| C5320-P7035
E : 8,0 C5025-P7035 | C5025-P7035 P7035
—
60 P7035 P7035 P7035
TM4 io P7035 P7035
2,0
0 0,05 0.1 01502025 0,5 M (Mm)
ap (Mm)
16,0‘
wol - O 0o
12,0
a ] 10,0
e 80
= C115 c115 Cc115
.TM7P 40
2,0
- fn (MM)
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Inserts designation for Machining bores
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‘CNMG\ ‘120408\ ‘- -\-‘WSZP\

Eﬁ%ﬂﬁff‘ 3AIHW Yron LIOMYCK +/-{mm} TWM NMNACTUHBI
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANCE+/-{mm} 4 TYPE OF INSERT
7 A | LD mo | s | dfia N—
A B o A +-0,005 | +/-0,025 | +-0,025 : Ty
80° @ 5° = i C +-0,013 | +/-0,025 | +/-0,025 B &\\=§ NE=N
c D , 70°-90° \-& 40°-60°
© D E | +-0025 | +-0,025 | +-0,025 _
7= m = | R Ay
<:> e E +/-0,005 | +/-0,025 | +-0,013 70°-90° RNy
E H D o ( X Y 7
15° | & G +/-0,025 | +/-0,05 | +/-0,025 . m
0.1 F Y| T
d\/ o \\\\\\\\\ 40°-60° \Q:@
|: E ZOOJ . H +-0,013 | +-0,025 | +-0,013
K L L (9 N N\
» +/-0,005 | +/-0,025 | +/-0,05 C N N VUK
F 25° E L ] +-0.13 NI 40°-60° N=
86° J = +/-0,013 | +/-0,025 | +/-0,05 T S
M R Q d—' m K +-0,13 H N W & &
\— < NV ANY)
G 30‘JE L +-0,05 | +/-0,013 | +/-0,025 70°-90° \\-&\ 40°-60° &-&
+/-0,08 +/-0,13 +/-0,05 - CMNELMANBHAA
S I:I T A N oo [ T |:| M_| +ois La0i0 J RN | Xspecial
- J L N +-0,08 | +-0,025 | +/-0,05 S =
A [ [e@m]|]| = T | |
o +/- +/- +/-
V W v U +-0.38 | +-0.13 | +-0.32 NN
ITMHA PEXYLLEN KPOMKM TONUMHA PAOMYC
5 CUTTING EDGE LENGTH 6 THICKNESS 7 RADIUS 8 9
ad 1 — 1
’ 1 1 1 1 H ! NN s » F
=% [T (0 | || @ @A f e | SN 00 () R
e || A c| b | E K L M| R s Tl v |w \Qi& @ L -
3,97 02 — j MO (Mm) D
476 08 0203 NN s -
)
5,56 05 09 NN s Afr (mm)
6,00 03 E
6,35 06 |07 | 06 06 06 | 11| 11|04 S il 02 r=0,2
6,70 | 10 01 1,59 D L
158 07 T1 197 04 =0.4
8,00 08 05 ——m—==
02 2,38 05 r=0,5 —%
945 | 16
952 [15-16] 09 | 11 | 09 | 16 | 15 | 09 09 | 16 | 16 | 06 T2 2,78 T —
10,00 10 06 03 3,18 06 r=0,6
11,00 -
11,50 12
12,00 12 07 & <l N
12,62 18 05 5,56 ile =i S
12,70 12 [ 15 | 12 15-20 12 | 22 08 06 6.35 12 =12
15,87 16 15 o — D - —
19,05 19 19 ’ _
09 9,52 e r=1.6
WOEHTUOUKALIMSA TUMbI OBPABOTKM Egg&?(LOBKA PEXYLLEN
10 |centrication terrer | 4 | macHNNG TvpES 12 13
CUTTING EDGE PREPARATION
A N YEPHOBAA 4 = CTEUMANLHO AN YYTYHA p = WIM®OBKA
ROUGHING =~ SPECIFIC FOR CAST IRON POLISH
D R OBLUAA 3 = CMEL. ANA HEPKABEIOLUEN CTAIM
GENERIC 6 SPECIFIC FOR STAINLESS STEEL
E S
5 - CNELU. Ana ANOMUHUEBLIX CMNITABOB
H T 7 = SPECIFIC FOR ALUMINIUM ALLOYS
| U YUCTOBAS 4 FEOMETPUSA
ANEHINE 9 — CMNEUMANBHO OAnA CTANMU W - C WIPER
J W 3 OCTPAA PEXYLLAA KPOMKA i Srecinc Fos st ; \?vlf%MvE/E;R
K Y 2 SHARP CUTTING EDGE 2=
\ 4 = POMEXYTOUHBIE ANSi OBWIETO
: z_| I ) g NN | (52 B e e
M SUPER-FINISHING [\ is P

[&)]
N
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HT HW HC
E KEPMET TB. CMJABbI BE3 TB. CNJABbI C MOKPbITUEM
CCET T J MOKPLITUA COATED GRADES
CEMENTED BESCHICHTET
CCGT %1 CARBIDE RECOUVERTS
GRADES
CCMT g
TNERECRR | EEHEE
(8} -~
APT. Kon [ d s |dl | r |8 55 38l 255838
2 H CCET 060202L .TSE2| 655 | 6,35 | 2,38 | 28 | 02 |m [
B4 CCET 060204 L .TSE2| 65 | 6,35 | 2,38 | 28 | 04 |m n
¥ TsE2 CCET 09T304L .TSE2| 9,7 | 952 | 397 | 44 | 04 |m n
Z CCGT09T302  .TLF3| 9,7 | 952 | 3,97 | 44 | 02 u
CCGT 09T304  .TLF3| 9,7 | 952 | 3,97 | 44 | 04 n
TLF3
Z B CCGT 060202 .TMF7P| 6,5 | 6,35 | 2,38 | 2,8 | 0,2 n
J CCGT 060204 .TMF7P| 65 | 6,35 | 2,38 | 2,8 | 04 n
o .TMF7P
CCGT 09T302 .TMF7P| 9,7 | 952 | 3,97 | 44 | 02 n
CCGT 09T304 .TMF7P| 9,7 | 952 | 3,97 | 44 | 04 n
CCGT 09T308 .TMF7P| 9,7 | 9,52 | 3,97 | 44 | 08 ™
74 [gmy | [cCCT 060202 IM7| 65 | 635|238 | 28 | 02 n
A CCGT 060204 TM7| 65 | 6,35 | 238 | 2,8 | 04 [
.TM7 |CCGT 097302 IM7| 97 | 952 | 397 | 44 | 02 n
CCGT 09T304 TIM7| 97 | 952 | 397 | 44 | 04 [
CCGT 097308 TIM7| 97 | 952 | 3,97 | 44 | 08 n
CCMT 060202  .TLF4| 65 | 635 | 238 | 28 | 02 |m n
% ") |ccMT 060204  .TLF4| 65 | 6,35 | 2,38 | 2.8 | 04 n
B TLF4 |ccmTooT304  .TLF4| 97 | 952 | 397 | 44 | 04 |m n
CCMT 09T308  .TLF4| 9,7 | 952 | 397 | 44 | 08 |m =
CCMT 060202 . TMF2| 6,5 | 6,35 | 2,38 | 2,8 | 0,2 n
A @ CCMT 060204  .TMF2| 6,5 | 6,35 | 2,38 | 28 | 04 ™ = |m
Ve CCMT 060208  .TMF2| 65 | 6,35 | 238 | 28 | 08 . " =
Bl ImF2
CCMT 09T304 .TMF2| 9,7 | 952 | 3,97 | 44 | 04 n a | m
CCMT 09T308  .TMF2| 9,7 | 952 | 3,97 | 44 | 08 [ = | m
e, (CCMT 060204 TIM6| 65 | 635|238 | 28 | 04 n m =
% {8 ccmT 060208 TM6| 65 | 6,35 | 238 | 2,8 | 08 al | m
Bd  TM6 |ccmT 09T304 TIM6| 97 | 952 | 3,97 | 44 | 04 n =
CCMT 097308 TM6| 97 | 952 | 397 | 44 | 08 = mm |m
- o« o ‘c- - B 8 s uﬂ’ g
MATEPWASTbI - MATERIAL - MATERIALIEN - MATERIAUX 3 Sl - EHHEEE
(8] - | - o0 0 v v |V N W
o 0|0 [SHNE) a0 o000|0
P CTAIb - STEEL - STAHL - ACIER [} O [ AN AN ) [}
M HEPXABEKLLASA CTAJb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] [ ] o] ® |  ® O
K YYIYH - CAST IRON - GRAUGUSS - FONTE GRISE [} [} [}
N ANIOMUHUEBBIE CMNIABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN -
ALLIAGES D’ALUMINIUM
S )KI}POFIPO“H!:.:IE CMNNABBbI - HEAT RESISTANT ALLQYS - . fe) °
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H TBEPObIE U 3AKANEHHLIE MATEPWATbI - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAJTMYNU - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
® PEKOMEHOOBAHHOE NMPUMEHEHME-RECOMMENDED APPLICATION- O BOSMOXHOE NPUMEHEHWE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 1 53
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HT HW HC
7° a KEPMET TB. CMNJ1ABbI BE3 TB. CMJIABbI C MOKPbLITUEM
d d1 TCGT 1 MOKPBITVSA COATED GRADES
SMU45 ﬂr I 1 L CEMENTED BESCHICHTET
TCMT d1 CARBIDE RECOUVERTS
35° IJ JSL j GRADES
_ iy
oo |wn n | oS wn
by owlololvv N - N ™| o
© - - |N|®m| 0| o =R
O
APT. koA d | s jd | r |8 5556888 55388
ﬂ' SMU45 10T2 TM5| 95 | 61 | 283 28 | - " m| |m
Ve -
B Tm™5
A A TCGT 110202 .TMF7P| 11,0 | 6,35 | 2,38 | 2,8 | 0,2 ]
TCGT 110204 .TMF7P| 11,0 | 6,35 | 238 | 2,8 | 04 u
Bd .TMF7P
A : TCGT 110202 FN .TM7| 11,0 | 6,35 | 2,38 | 2,8 | 0,2 ]
Y TCGT 110204 FN .TM7| 11,0 | 6,35 | 238 | 2,8 | 04 u
B .TM7
7 A\ TCMT 110204 TLF4| 11,0 | 635 | 238 | 28 | 04 |m n
B TLF4
7 A TCMT 110202 TMF2| 110 | 6,35 | 2,38 | 28 | 02 m
g &= [TCMT 110204  .TMF2| 110 [ 6,35 | 238 | 28 | 04 n ]
Bl TMF2
2 ﬁ TCMT 080204 TIM6| 82 | 476 | 238 | 23 | 04 n
% —
B Tme |TCMT 110204 TM6| 11,0 | 6,35 | 238 | 2,8 | 04 n Enm
. oo |n n | O
MATEPWAJIbI - MATERIAL - MATERIALIEN - MATERIAUX 3 2/12/818|5/5% = 83
(8] =0 O - - N0
o OO0 |0O|0|a Q00|00
P | CTANDL - STEEL - STAHL - ACIER [ ] [ BN J [ ] L BN J (]
M HEPXXABEILLASA CTAJIb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] o|le [ ) [ AN ]
K | YYTYH - CAST IRON - GRAUGUSS - FONTE GRISE [ ] [ AN BN BN J
ANOMUHUEBBIE CMIMABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN -
N ALLIAGES D’ALUMINIUM ® 0|0 o
S )KePOﬂPO"IHPIE CMNABBbI - HEAT RESISTANTALLQYS- . o
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
TBEPObIE U 3AKANEHHbIE MATEPUATbI - HARD AND HARDENED MATERIAL -
H HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HANMNYNW - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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HT HW HC
KEPMET TB. CMNJ1ABbI BE3 TB. CMNJIABbI C MOKPbLITUEM
XCET pipieellicy CoEscHiomer
XCNT (égli?)lgSE RECOUVERTS
: : 40 FEE
APT. Kon | d b s di r 5 = o B\
7 E‘J XCET 040102FR TM7P| 4 | 45 | 88 | 180 | 210 | 0,2 n
Ve == |XCETO040104FR TM7P| 4 | 45 | 88 | 1,80 | 2,10 | 0.4 n
BJ TM7p |XCETO050202FN .TM7P| 5 | 58 | 88 | 21 | 2,25 | 0,2 n
XCET 050204FN .TM7P| 5 | 58 | 88 | 21 | 225 | 0.4 n
XCET 060202FN .TM7P| 6 | 65 | 88 | 2,38 | 25 | 02 u
XCET 060204FN .TM7P| 6 | 65 | 88 | 2,38 | 25 | 0.4 n
XCET 070304FN .TM7P| 7 | 7.6 | 88 | 318 | 2.8 | 0.4 n
XCET 080304FN .TM7P| 8 | 85 | 88 | 318 | 34 | 0.4 u
XCET 09T304FN .TM7P| 9 | 96 | 88 | 397 | 34 | 04 n
XCET 10T304FN .TM7P| 10 | 10,6 | 88 | 397 | 44 | 0.4 n
XCET 10T308FN .TM7P| 10 | 10,6 | 88 | 3,97 | 44 | 0.8 u
XCET 130404FN .TM7P| 13 | 135 | 88 | 476 | 53 | 0.4 n
XCET 130408FN .TM7P| 13 | 135 | 88 | 476 | 53 | 0.8 n
XCET 170508FN .TM7P| 17 | 17,5 | 88 | 556 | 53 | 0.4 n
/' IXCNT 040104ER .TM4| 4 | 45 | 88 | 1,80 | 210 | 04 m
Po| | XL |XCNT 050204EN .TM4| 5 | 58 | 88 | 21 | 225| 04 -
Ve XCNT 060204EN  TM4| 6 | 65 | 88 | 238 | 25 | 04 n
Pd .TM4 [xcNTo70304EN TMa| 7 | 76 | 88 | 318 | 28 | 04 ™
XCNT 080304EN .TM4| 8 | 85 | 88 | 318 | 34 | 04 n
XCNT 09T304EN .TM4| 9 | 96 | 88 | 397 | 34 | 04 n
XCNT 10T304EN  .TM4| 10 | 10,6 | 88 | 3,97 | 44 | 0.4 ™
XCNT 130404EN  .TM4| 125 | 135 | 88 | 476 | 53 | 0.4 n
XCNT 170508EN  .TM4| 17 | 175 | 88 | 556 | 53 | 08 n
ﬁ XCNT 040102ER .TM4| 4 | 45 | 88 | 180 | 210 | 0,2 n m =
Pe| LN XCNT 040104ER .TM4| 2 | 45 | 88 | 1,80 | 210 | 04 n =
Yol T XCNT 050202EN  TMa| 5 | 58 | 88 | 21 | 225 | 02 n m =
Bd .TM4 |3CNT 050204EN TMa| 5 | 58 | 88 | 21 | 225 | 04 ™ | =
XCNT 060202EN .TM4| 6 | 65 | 88 | 2,38 | 25 | 02 n =
XCNT 060204EN .TM4| 6 | 65 | 88 | 238 | 25 | 0.4 n m =
XCNT 070304EN  .TM4| 7 | 76 | 88 | 3,18 | 2,8 | 04 n = =
XCNT 080304EN .TM4| 8 | 85 | 88 | 318 | 34 | 0.4 n =
XCNT 09T304EN .TM4| 9 | 96 | 88 | 397 | 34 | 04 n m =
XCNT 10T304EN  .TM4| 10 | 106 | 88 | 3,97 | 44 | 04 n = =
XCNT 10T308EN .TM4| 10 | 10,6 | 88 | 3,97 | 44 | 08 n =
XCNT 130404EN  .TM4| 125 | 135 | 88 | 476 | 53 | 0.4 n m =
XCNT 130408EN  .TM4| 125 | 135 | 88 | 476 | 53 | 0.8 n = =
XCNT 170508EN  .TM4| 17 | 17,5 | 88 | 556 | 53 | 0.8 n =
0 [Te) Olo
MATEPWATIbI - MATERIAL - MATERIALIEN - MATERIAUX o = - F EHE
S & 8 8|8
P | CTAMb - STEEL - STAHL - ACIER ° Y ol e
M HEPXXABEIOLLAS CTAJIb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) O O|0O
K YYIYH - CAST IRON - GRAUGUSS - FONTE GRISE O [}
ANIOMAHVEBBIE CMNABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN -
N ALLIAGES D’ALUMINIUM ® o
S MPOHPOHHE}lE CMNNABBbI - HEAT RESISTANT ALLqYS - . fe)
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H TBEPObIE U 3AKAJ'|EHHb|E MATEPUWAIbI - HARD AND HARDENED MAT’ERlAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAJTMYNU - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
® PEKOMEHOOBAHHOE NMPUMEHEHME-RECOMMENDED APPLICATION- O BOSMOXHOE NPUMEHEHWE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE C 1 55




