OBOPYOOBAHUE AJ1A TEPMO3AXNMA

\, SHRINK MACHINERY
TPc tOOIs} MASCHINEN ZUM WARMESCHRUMPFEN

1 . . MACHINES POUR CALAGE THERMIQUE
engmeermg MAQUINA PARA ACOPLAMIENTO TERMICO

TSG 3400 TLK / TSG 3400 TLK-WS aﬁa

bazop
MUﬂ"’dJMKan
YCTAHOBKA And UHAYKTUBHOIO
TEPMO3AXUMA
- MACHINE FOR HEAT SHRINKING BY
MAGNETIC INDUCTION
- MASCHINE ZUR SCHRUMPFVERBINDUNG
MITTELS MAGNETISCHER INDUKTION
- MACHINE POUR EMBOITEMENT THERMIQUE
A INDUCTION MAGNETIQUE

TKS 3400 A/ TKS 3400 H

MOoAynb AnsA 6bICTPOr0O OXNAXOEHUA
- RAPID COOLING UNIT
- SCHNELLKUHLEINHEIT

- UNITE DE REFROIDISSEMENT RAPIDE u
CTP. F8

TSG 3400 TWK / TSG 3400 TWK-WS eﬁe

YCTAHOBKA OAnd MHOYKTUBHOIO
TEPMO3AXUMA C OXNAXOEHMEM COX
- MACHINE FOR MAGNETIC INDUCTION
SHRINK FITTING, LIQUID COOLED

- AUFSCHRUMPFMASCHINE MIT
MAGNETISCHER INDUKTION UND
FLUSSIGKUHLUNG

- MACHINE POUR CALAGE THERMIQUE
A INDUCTION MAGNETIQUE AVEC
REFROIDISSEMENT PAR LIQUIDE

CTP. F10

TSG 3400 WK / TSG 3400 WK-WS @iﬁ’

ABTOMATUYECKAS YCTAHOBKA Ans
VHOYKTUBHOIO TEPMO3AXUMA

- AUTOMATIC MACHINE FOR MAGNETIC
INDUCTION SHRINK FITTING

- AUTOMATISCHE AUFSCHRUMPFMASCHINE
MIT MAGNETISCHER INDUKTION

- MACHINE AUTOMATIQUE POUR CALAGE
THERMIQUE A INDUCTION MAGNETIQUE

CTP. F12
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UHCTPYKLINA 110 PABOTE C KATAJIOIOM
READING INSTRUCTIONS

INDICATIONS DE LECTURE 1ISO 26623-1
® ® ®
@
®
® ®

B 1= HAMMEHOBAHVE
2 = TEXHUYECKWE XAPAKTEPUCTUKM
3 = MPUHALNIEXKHOCTM
4 = QOMNONHUTESbHBIE MPUHALNEXHOCTU MO 3AMNPOCY
5 = MPOYWE OOMONHUTENLHBLIE MPUHALNEXHOCTM
6 = UHCTPYKLIVS MO OKCMMYATALMU
7 = MPEVMYLLECTBA

BE 1-mem
2 = TECHNICAL FEATURES
3 = ACCESORIES EQUIPMENT
4 = OPTIONAL ACCESSORIES ON REQUEST.
5 = ADDITIONAL OPTIONAL ACCESSORIES
6 = INSTRUCTIONS FOR USE
7 = ADVANTAGES

B - ARTKEL
2 = TECHNISCHE HAUPTMERKMALE
3 = ZUBEHOR AUSSTATTUNG
4 = OPTIONALZUBEHOR AUF ANFRAGE
5 = WEITERES OPTIONALZUBEHOR AUF ANFRAGE
6 = GEBRAUCHSANWEISUNG
7 = VORTEILE

BN 1=arTICLE
2 = CARACTERISTIQUES TECHNIQUES
3 = ACCESSOIRES EN DOTATION
4 = ACCESSOIRES OPTIONNELS SUR DEMANDE
5 = ACCESSOIRES ADDITIONNELS EN OPTION SUR DEMANDE
6 = MODE D’EMPLOI
7 = AVANTAGES
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ART. TSG 3400 TLK Ctp.

F22
ART. TSG 3400 TLK-WS Moaknioyenme k cetn
AOMNONHUTENLHBIE MPUHARBNEXHOCTA=ADDITIONAL OPTIONAL ACCESSORIES  -Power generator
-Leistungsgenerator
-Générateur de puissance:
- 16 Amnep
ART. TSG 3400 TLK-WS
N YCTAHOBKA CO CMEHHOW - 3 x 400 Boner
A KCATYLUKOIZ MoLuHOCTb KaTyLIKn
MACHINE WITH
INTERCHANGEABLE COIL ep el EUELLY

- 11 kBt
Pa3smepb!
-Dimensions
-Abmessungen
-‘Dimensions:

npun6n.780 x 535 x 950 Mm

MakcumanbHas pnmHa
3a)KUMa UHCTPYMEHTa

-Max. length of shrink-on tool
-Max. lange des schrumpfbaren
werkzeugs

-Longueur maxi outil a ajuster:
npu6n. 350 mm

Bec uHcTpymeHTa

‘Weight
‘Gewicht
-Poids:
YCTAHOBKA AN TEPMO3AXUMA, OCHOBAHHAS HA MPUHUMUMNE MATHUTHOW UHAOYKUUU
MACHINE FOR HEAT SHRINKING BY MAGNETIC INDUCTION =05

MASCHINE ZUR SCHRUMPFVERBINDUNG MITTELS MAGNETISCHER INDUKTION
MACHINE POUR EMBOITEMENT THERMIQUE A INDUCTION MAGNETIQUE

NoOXoauT ANnsA 3AXKUMA UHCTPYMEHTA, YANMHUTENEX U KOMMIEKTYIOLLMX U3 TBEPOOIO CMITABA C LIMMUHAPUYECKUM XBOCTOBUKOM hé OT
@3 10 @32 U HSS OT @6 N0 @32

SUITABLE FOR SHRINKING ON TOOLS, EXTENSIONS AND HARD METAL ACCESSORIES WITH CYLINDRICAL CONNECTOR h6 FROM @3 TO @32, AND IN HSS
FROM @6 TO @32

NPUHAONEXHOCTU B KOMIMNEKTE - ACCESSORIES SUPPLIED

Owvcku ans
MO3MLIMOHUPOBAHUA U CTonopHoe KonbLo [N “ p - ,:'_, MepuaTtkun
’ o LeHTPUpOBaHUs Blocking ring - | Gloves
o o Grip and centering disks i L/ \ iy
L Jxon | N = < I

TCTDISBK
23,0-D59 | 930059

TCTDISBK
260-0120 | {025

N° 4 aucka (B Komnnekte) @12,1-222,0 | JSDISEK N° 1 konbLo (B KomnnekTe)
4 disks supplied STISER 1 ring supplied
@221-0320 | J5T2S

AOOMNOJIHUTENBHbLIE NPUHALONEXHOCTU - OPTIONAL ACCESSORIES

TBZ100 N° 1 napa nepuatok TCT GUANTI 300
(B KOMnnekTe)
1 PC Pair of gloves supplied

CTonopHbIe 1 LIEHTPOBOYHbIE ® ApnanTep BO3ayLWHOro
MUKCaTop NaTpoOHOB
ABYXCEKLUMNOHHbIe AUCKN oxnaxapeHusa
. - Support for chucks o
Stop and centring semi-disk Air dissipater
[ on | [ on | o (ww) _ koR
TCABZ 3,0+5,9 TDCABZ
HSKS2 | ka2 (=120) | 030059
. TCMDISBK HSK40 TCABZ 6,0:9,0 TDCABZ
230-@59 | o00eq HSK40 (L=120) 060090
TCABZ .
HSK50 9,1+12,0 TDCABZ
:'g:gcz’ (L=120) | 091120
A P HSK63 12,1+16,0 | TDCABZ
HSK63
Bl (L=120) 121160
Rt TCABZ
260-@120 | TCMDISBK HSK80 HSK80 16,1220 | TDCABZ
’ "~ 1060120 (L=120) 161220
' & HsK100 | [GABZ
s HSK100 22,1320 | TDCABZ
TCABZ (L=120) 221320
SK30/BTS0 | 15030 3,0+5,9 TDCABZ
SKAOBT40 | [SABZ (L=200) | 030058L
@121 -220,0 | [CMDISBK 6090 | TDCABZ
’ 1121200 SK50/BT50 ITSCOI’*S%Z (L=200) 060090L
9,1+12,0 TDCABZ
captocs | LSABZ (L=200) | 091120L
TCABZ 12,1+16,0 | TDCABZ
vDisaK CAPTO C4 PSC4 (L=200) 121160L
16,1+220 | TDCABZ
R TCABZ
220,1-9232,0 201320 CAPTOC5 | pges (L=200) 161220L
TCABZ 22,1+320 | TDCABZ
CAPTOC6 | pscg (L=200) 221320L
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TRUCTIONS FOR USE

Bkniouute YCTaHOBKY C MOMOLLbIO rMaBHOMo BbiKno4YyaTens.

Switch on the machine using the main switch.

BcTaBbTe noaxopAwmMin AUCK B WHAYKUMOHHYHO KaTyLIKy U YCTAaHOBUTE CBepXy CTOMOPHOE KOonbLUo AnA nNnpaBUiibHOro
NO3ULNOHNPOBAHUA UHAYKTOPA HAa XBOCTOBUKE 3aKMMaemMoro naTtpoHa.

Insert the grip disk suitable for the taper shank to be shrunk-on into the induction coil and place it above the blocking ring to
achieve a correct positioning of the inductor over the taper shank

Bpy4Hy0 NpUNogHMMUTE MHAYKLMOHHYIO KaTyLIKy U BCTaBbTe (huKcaTop NaTpoHOB B KOpMyc.
BcTaBbTe BHYTPb NaTPOH C MHCTPYMEHTOM, KOTOPbI HEO6X0AUMO 3aXaTb.

Manually lift the induction coil, insert the chuck support in its housing.
Put the chuck to be shrunk-on with its tool inside.

BblGepMTe pexum B COOTBETCTBUU C BbleaHHbIM naTpoHOM C NoMoOLlbIO Aucnnes.

Choose the shrinking-on mode using the display according to the type of chuck chosen and press “START”.

OnycTuTe KaTyliKy Ha NaTpoH, HaxmuTte kHonky “CTAPT”.
MoaHUMUTE KaTyLUKY, KaK TONbKO MHCTPYMEHT OKaXeTCsi B NaTpoHe.

Lower the coil onto the chuck, press the “START” button.
Lift the coil as soon as the tool enters the chuck.

Haxmurte KHOMKY, 4TOGbI HaYaTb LUK BO34YLWHOIo oXnaxaeHus.

Place the dissipator so as to incorporate the chuck inside it with the shrunk-on tool.
Press the button to start the air cooling cycle.

NMPEMMYLLECTBA - ADVANTAGES

PONDU A WN S

©ONO OGN WN =

. EAHas nHAyKUMOHHas KaTyluKa Ana Bcex pa3MepoB
. 3aXXKMM MHCTPyMeHTa MeHee YeM 3a 5 cekyHA
. HeT neperpeBa TepmMo3axnMmHOro naTpoHa, MMHMMarnbHOe TepMMYecKoe BO3AeNCTBME U MeHbLLEe BPEMEHU Ha oxnaxaeHue.

OyeHb NPOCTO UCNONb30BaTh

. MpeBocxoAHbIN 6GanaHc LeHbl/kavyecTBa

MpaKkTU4YHas KOHCTPYKLUUSA, He 3amMeansieT paboTy U3-3a UNULLHWX HEHYXHbIX 3IEMEHTOB

. FapaHTUpoBaHHas noBbilWeHHasA 3¢ heKTUBHOCTb M HAAEXKHOCTL VIHAyKLIVIOHHOﬁ KaTyLKn

MpuHyauTenbLHOe oxnaxaeHue reHepaTopa MOLHOCTU Ans 6Gonee ANUTENbLHOro Nepuoaa 3Kcnnyarauun.

. Single magnetic induction coil for all size
. Tool insertion in less than 5 seconds

No overheating of the taper shanks with little thermal stress and less cooling time

. Very simple to use

. Excellent price/performance value for your money

. Pratical to use; no slowing down work due to useless structures
. Inductive coil guaranteeing greater efficiency and reliability.

. Forced cooling of the power generator for a longer period of time

R
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TKS 3400 A YCTAHOBKA C ABTOMATUYECKWUM YMPABNEHVEM

ART. TKS 3400 A TKS 3400 H YCTAHOBKA C PYYHbIM YMPABIIEHUEM

ART. TKS 3400 H TKS 3400 A AUTOMATIC MACHINE

TKS 3400 H MANUAL MACHINE

Pa3mepbl
Dimensions
Abmessungen
Dimensions:

npun6bn. 424 x 516 x 700 mm

TKS 3400 - vTHHOBaLMOHHOE, NpoCcTOe

B UCMONIb30BaHUM YCTPOWCTBO Ans
6GbICTPOro OXnaXAeHUs1 TEPMO3AKUMHBIX
MaTpPOHOB U onpaBok. B ocHoBe pa6oTbl
TKS 3400 nexuT nonyaBTOMaTuyeckas

Bec UHCTPYMeHTa

Weight
nHeBMaTUyeckas uenb. Koraa Gewicht
HaYMHAETCH LMKI OXNnaxaeHus, ypoBeHb Poids:

oxnaxpgarLuen 3MynbCUM NoBbIlaeTCA

U NOKpbIBaeT onpaBkKy. MakcumanbHas
NPOAOIMKUTESNIbHOCTbL LIUKNa npu
AaBrieHnn yctaHoBku 4/6 6ap cocTaBnsieT
okorno 30 cekyHA. Likn moxeT 6bITb
npepBaH B nboe Bpems.

oo

The TKS 3400 is an innovative, easy to use
device for quick cooling of shrink-fit tools and
arbors. TKS 3400 operation is based on a
semi-automatic pneumatic circuit.

When the cooling cycle is started up, the
coolant rises up the columm to submerge
the arbor. Maximum cycle duration, when the
machine is powered at 4/6 bar, is appro-
ximately 30 seconds. The cycle may be
interrupted at any time.

H max
HSK063 340 mm
HSK100 320 mm
MoAYInb ANA BbICTPOIO OXNAXOEHUA 1ISO40 380 mm
RAPID COOLING UNIT
SCHNELLKUHLEINHEIT ISO50 320 mm
UNITE DE REFROIDISSEMENT RAPIDE
NMPUHAONEXHOCTU B KOMIMNEKTE - ACCESSORIES SUPPLIED
NopcTtaBka ans onpaBok HSK 3awmTHas oxnaxaparowas aMynbcus

HSK Arbor Support - Protective liquid

wn | i ko

TUR HSK 5-nu1'poafm KaHucTpac TUR LPR 5L
Pasweps1 32+ 100 SULTIEE
Dlwileins 22> 18 5L Container Protective
Coolant

AONONHUTENBHBIE NMPUHAANEXHOCTWU - OPTIONAL ACCESSORIES

. CnuvpanbHbIA WNaHr gnsa
CnupanbHbINA WAaHr ¢

— NOAKMYEeHUS OCHOBHOW noAayun
nHeBMaTU4eCKUM NMUCTOSIETOM
Bo3ayxa

Spiral hose with air gun : - .
P g Spiral hose for main air connection

TUR TSP TUR TSA

MocTaBnseTcs no 3anpocy MocTaBnseTcs no 3anpocy
Optional item available on request Optional item available on request
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LUMUU - INSTRUCTIONS FOR USE

3aneiiTe B 6aKk Yepe3 3allUTHYIO CETKY NpMMepHO 12,5 nuTpoB oxnaxpaarowen aMynbLcum (cMecb BoAbl + 3aLUTHON
amynbcum TUR LPR 5L 3+5%) (1).
lNMoacoeaMHUTe YCTAaHOBKY K BO3AYLUHOMY KOMMpeccopy (2).

Fill the tank with approximately 12,5 litres of coolant (solution of water+protective liquid TUR LPR 5L 3+5%), pouring it through
the protection mesh (1).
Connect the machine to the compressed air system (2).

Onsa oxnaxaeHus onpaBok HSK ucnonb3ynte dpukcatop TUR HSK (1).
OpHako, AnsA oxnaxaeHus onpaBok ¢ koHycamu 1ISO 40 unm ISO 50, onpaBKy HyXHO pa3mellaTb BO BHYTPeHHeN
BTYJIKe YCTPOMCTBA (2).

To cool HSK arbors choose the TUR HSK housig (1).
However, to cool arbors with ISO 40 or ISO 50 cone, place the arbor in the machine’s internal bushing (2).

TOJNbKO ONA TKS 3400 H - ONLY FOR TKS 3400 H

3akpoiTe aBepLy U NOBEepHUTE pblvyar Ha 06paTHOM CTOPOHe CTOMKM Ha nosuumio “CTAPT”.
HavaBwuiica aBToMaTU4eCKMI LIMKN NpoanuTcs okono 30 ceKyHA; Ha NPOTSXXeHMU BCero Lukna 6yaeT akTUBHA 3alimTa
OT OTKPbITUA ABepLbl. LIMKN MOXHO npepBaTh B 1060 MOMEHT NnepeknoYeHmem pblyara Ha “CTOIM”.

Close the door and rotate the lever towards “START”, which is on the back of the columm.
The automatic cycle starts and will last approximately 30 sec; the door’s anti-opening protection is enabled together with
the cycle. It is possible to interrupt the cycle at any time by turning the same lever to “STOP”.

TONbKO ANA TKS 3400 A - ONLY FOR TKS 3400 A

3akpoiTe aBepLy U HaXXMUTE KHOMKY Ha 06paTHON CTOPOHE CTOMKM.
HauyaBlumMiCcA aBTOMaTMYECKUIA LMK NPoAnMTCA okono 30 ceKyHA; Ha NPOTAXXeHUU BCero uukna 6yaeT akTMBHa 3awmra
OT OTKpbITUSA ABepLbl. Linkn MoXHO npepBaTh B 060 MOMEHT MOBTOPHbIM HaXaTMeM KHOMKMW.

Close the door and press the button on the back of the columm.
The automatic cycle starts and will last approximately 30 sec; the door’s anti-opening protection is enabled together with the
cycle. It is possible to interrupt the cycle at any time by pressing the button again.

[oxanTecb OKOHYaHUA LMKNa U, Kak crieAcTBMe, BO3BpaLLUeHUA aMynbcuu B 6ak. Nocne 3Toro MoXHO BKIIOYUTL
BO3AYLUHYIO MPOCYLUKY, YTOGbl yAaNUTb OCTaTKM 3MYNbCUU C ONpPaBKWU, C MOMOLLbIO KHOMKWU C NIeBOW CTOPOHbI CTOMKU
W OTKpOWTe ABepLy.

Await the end of the cycle and therefore that all the coolant liquid has returned to the tank. After which it is possible to activate
the air jet in order to clean any residual coolant on the arbor using the button on the left-hand side of the columm and release
the door.

Mo OKOHYaHMM UMKIa HeO6GXOAMMO KaXabli pa3 HAXUMaTb KHOMKY ANl OTKIIOYEHUs! 3alUTbI OT OTKPbITUS ABepubl.
OxnaxpaeHHasi ornpaBKa roroBa K MCMosib30BaHUIO.

It is always necessary to press the button at the end of a cycle in order to deactivate the door anti-opening protection.
Extract the cooled arbor ready for use.

NMPEUMYLLECTBA - ADVANTAGES

=S

=

. Ucnonb3oBaHuWe 3aWMUTHON CMecu Bo3ayxa/aMynbCcun, KoTopasi GbICTPO oxrnaxAaeT onpaBkKy, o6ecne4ymMBaeT 3alWUTy OT KOPPO3UMN

MpU KaXXaoM LUuKne TepMosaxunma.

. Llkn oxnaxpeHus anutcs 30ceKkyHA, HO MOXET GbITb NpepBaH BPY4HYHO.
. He TpebyeT nononHUTenbLHOro anekTponuTaHus, T.K. paboTaeT 3a cyeT cxxarToro Bosayxa 4/6 6ap, 4To Kak cneacTBue o3Ha4aeT

NpOCTOTY B 3KCnnyarauuv U o6enyXuBaHum, 6e30NacHOCTb U SKOHOMUYHOCTb.

. YCTPOMCTBO OXNnaXAaeHUsi OTAeNbHO OT TEPMO3aXXMMHOFO, YTO NMO3BONSAET UCMNONb30BaTh GonbLiee KONIMYECTBO LIMKIIOB TEPMO3axuma 3a

BeCb nepuoa akcnnyartauuu.

. It uses a protective air/emulsion mix that rapidly cools the arbor, thus protecting it against corrosive agents at each shrinking cycle.
. The cooling time is of max. 30 secs., but it can be interrupted manually.
. It does not require electric powering as it works on compressed air at 4/6 bar, with the consequential characteristics of simplicity of use and

maintenance, savings and safety.

. The shrink-fit unit is not involved in the toolholder cooling operation, thus allowing a greater number of shrinking cycles by the unit over time.

L EEEEEEEEEEEEE————
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arT. 756 3400 Twic [l RNEOIETR-E g L SO G

TEPMOBAXUMA / INVERSE KIT ‘Power generator
[OMONHUTESBbHBIE MPUHAANEXKHOCTIA =ADDITIONAL OPTIONAL ACCESSORIES  -Leistungsgenerator
-Générateur de puissance:
- 16 Amnep
- 3 x400 Bonbt

ART. TSG 3400 TWK-WS

ART. TSG 3400 TWK-WS

A YCTAHOBKA CO CMEHHOW MOLLHOCTb KaTyLUKM
z i 5 KATYLUKOMN
MACHINE WITH RO M HL|
INTERCHANGEABLE COIL - 11 kBt

Pa3smepbi
-Dimensions
-Abmessungen
-Dimensions:

ca. 800 x 560 x 950 mm

MakcumanbHas gnvHa ans
HSK63 B ctagum oxnaxaeHus
-‘Max. lenght for HSK63 in
cooling stage

-‘Max. lange fir HSK63 in
kihlphase

-Longueur maxi pour HSK63 au
refroidissement:

npu6n. 400 mm

Bec MHCTpymeHTa

‘Weight
-Gewicht
-Poids:

YCTAHOBKA O1151 UHOYKTUBHOIO TEPMO3AXUMA C 3MYIIbCUOHHbLIM OXITAXAEHUEM

MACHINE FOR MAGNETIC INDUCTION SHRINK FITTING, LIQUID COOLED

AUFSCHRUMPFMASCHINE MIT MAGNETISCHER INDUKTION UND FLUSSIGKUHLUNG Kr =25

MACHINE POUR CALAGE THERMIQUE A INDUCTION MAGNETIQUE AVEC REFROIDISSEMENT PAR LIQUIDE

NoOXoauT AnsA 3AXKUMA UHCTPYMEHTA, YONUHUTENEX U KOMMEKTYIOLLMX U3 TBEPOOIO CMIABA C LIMMUHAPUYECKAM XBOCTOBUKOM h6
OT @3 10 @32 U HSS OT @6 A0 332

SUITABLE FOR SHRINKING ON TOOLS, EXTENSIONS AND HARD METAL ACCESSORIES WITH CYLINDRICAL CONNECTOR h6 FROM @3 TO @32, AND IN HSS
FROM @6 TO @32

NMPUHAANEXHOCTU B KOMIMJIEKTE - ACCESSORIES SUPPLIED

[McKu Ans NO3MLIMOHUPOBaHUS
W LIEHTPUPOBaHUA

’ o Grip and centering disks
© © EENrTER CHEE | T
TCTDISBK a
@3,0-259 | 030059

TCTDISBK
260-0120 | §305

CTonopHoe Konbuo [ - F) MepuaTtkn
Blocking ring -l "~ | Gloves

TBZ100 £l TCT GUANTI 300
4 nucka (B KomMnekTe) @12,1-@22,0 I%E%SBK 1 KonbLo (B KOMMNEKTe) 25":::n12p;e) K
4 disks supplied 1 ring supplied ; .
PP @221 -@32,0 ;glé%SBK g Supp 1 PC Pair of gloves supplied

** MOCTABMSAETCS C 1 11 3MYNIbCUU, YTO COOTBETCTBYET 1/30 EMKOCTU BAKA; UCMNOMNb3YUTE BOAY ANAl OCTABLLMXCS 29 IUTPOB.
** SUPPLIED WITH 1 LITER OF COOLANT, CORRESPONDING TO 1/30 OF THE RESERVOIR CAPACITY; USE WATER FOR THE REMAINING 29 LITERS.

OONONHUTENBbHBLIE MPUHAONEXHOCTU - OPTIONAL ACCESSORIES

CTonoprle U UeHTPOBOYHbIE
ABYXCEKLUMNOHHbIe AUCKN

Stop and centring semi-disk

3awuTHas amynbcus ®dukcaTop naTpoHOB
Protective liquid Support for chucks

HSK25 TDBK.HSK25

TCMDISBK HSK32-15 | TDBK.HSK32

7307953 oaoose HSK40-15 | TDBK.HSK40

TUR LPR 5L - ;

HSK50 TDBK.HSK50

HSK63 TDBK.HSK63

- TEIIDIEIE HSK80 TDBK.HSK80
260-2120 | g0

HSK100 TDBK.HSK100

00

CpencTBO ANs O4UCTKU
Liquid for cleaning

o121-0200 | TOMDISEK - von |

00

SK30/BT30 TDBK.ISO30

SK40/BT40 TDBK.ISO40

121200 SK50/BT50 | TDBK.ISO50

PSC32 TDBK.PSC3

PSC40 TDBK.PSC4

TCMDISEK WREIL PSC50 TDBK.PSC5

£201-0320 | 201320 PSC63 TDBK.PSC6
PSC80 TDBK.PSC8

F 10
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NYATALUUMU - INSTRUCTIONS FOR USE

Bkniounte ycTaHOBKY C MOMOLLbIO [MTaBHOrO BbIKIOYaTens.

Switch on the machine using the main switch.

BcTaBbTe NogxoAsiMin ANCK B MHAYKLUMOHHYIO KaTyLUKy U YCTaHOBUTE CBEPXY CTOMOPHOE KOMbLO AfS NPaBUIbHOro
NO3ULIMOHUPOBAHUSA MHAYKTOPA Ha XBOCTOBUKE 3aXKMMaeMoro naTpoHa.

Insert the grip disk suitable for the taper shank to be shrunk-on into the induction coil and place it above the blocking ring to
achieve a correct positioning of the inductor over the taper shank

Bpyu4Hyo NnpunogHMMUTE MHAYKLUMOHHYIO KaTyLLKy U YCTaHOBUTEe puKcaTop NaTPOHOB.
MocTaBbTE NAaTPOH U CBEPXY UHCTPYMEHT, KOTOPbI HEOOXOANMO 3aXaTb.

Manually lift the coil, put the chuck support in place.
Put the chuck and tool to be shrunk-on on top of it

BbiGepute pexxMm B COOTBETCTBUU C BbIGPaHHbLIM NaTPOHOM C MOMOLLLIO AUCHIIeN
(kHomnku A,V,0K) BpyuHyto onycTute KaTywKky n HaxmuTe “CTAPT”:

Manually lower the coil, choose the shrinking-on mode according to the chuck chosen using the display (button A,V,0K)
and press “START™:

HauuHaeTcs umkn Tepmosaxuma. MHCTpyMeHT npoBanuBaeTcsi BHYTpb naTpoHa. Mo 3aBeplieHUy Lukna BpyUHyro
NoAHMMUTE KaTyLUKy, a 3aTeM rocpy oxnaxaeHus.

The shrinking-on cycle begins. The tool drops into the chuck. Once the set shrinking on is done, lift the coil manually and then
lift the cooling bellows.

Haxmute kHonky “COOL” (“OXNAAUTDB”): HauMHaeTcs amMynbCUOHHOEe oxnaxaeHue. Mo 3aBeplueHMM Lukna
oxnaxzaeHus onycTtuTe rocpy.

Press the COOL button: liquid cooling starts. Lower the bellows when the cooling cycle has finished.

NMPEMMYLLIECTBA - ADVANTAGES

1. EAMHan MHAYKLMOHHAA KaTyLluKa Ana Bcex pa3mepoB

2. 3aXXMM UHCTPYMEHTa MeHee YeM 3a 5 ceKyHA,

3. HeT neperpeBa TepMO3aXXMMHOr0O NaTpoHa, MUHUManbHOe TepMUYeckoe BO3AeNCTBME U MeHbLLEe BPeMeHU Ha oxnaxaeHue
4. OyeHb NPOCTO UCNONb30BaTh

5. MpeBocxoAHbIN 6anaHc LeHbl/kayecTBa

6. MpakTMyHas KOHCTPYKUMSA, He 3aMeansaeT paboTy U3-3a U3NMULLHUX HEHYXHbIX 3/IEMEHTOB

7. FapaHTMpoBaHHaA NoBbiWeHHaA 3 (heKTUBHOCTb U HAAEXHOCTb MHAYKLUMOHHOM KaTyLIKU

8. MpuHyanTenbHoe oxnaxaeHue reHepaTopa MOLWHOCTY AN Gonee ANUTENbLHOrO NepuoAaa aKkcnnyaTauum
9. Bnarogaps aMynbCUOHHOMY OXJaXAeHUI0, BeCb LMKI TepMo3axumMa Anurtca okono 30 cekyHA.

1. Single magnetic induction coil for all size

2. Tool insertion in less than 5 seconds

3. No overheating of the taper shanks with little thermal stress and less cooling time

4. Very simple to use

5. Excellent price/performance value for your money

6. Pratical to use; no slowing down work due to useless structures

7. Inductive coil guaranteeing greater efficiency and reliability

8. Forced cooling of the power generator for a longer period of time

9. Thanks to liquid cooling, the shrinking-on cycle lasts about 30 seconds in all.
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Crp.
F22

0%

TSG 3400 WK

MakcumanbHas gnuHa
3aXMMa MHCTPYMeHTa

‘Max. length of shrink-on tool
‘Max. lange des schrumpfbaren
werkzeugs

-Longueur maxi outil a ajuster:

npuon. 400 mm

Pa3smepbl
-Dimensions
‘Abmessungen
-Dimensions:

npunbn. 800 x 560 x 1720 mm

Crp.
F23

A

ABTOMATUYECKAS YCTAHOBKA ANl UHOAYKTUBHOIO TEPMO3AXUMA
AUTOMATIC MACHINE FOR MAGNETIC INDUCTION SHRINK FITTING
AUTOMATISCHE AUFSCHRUMPFMASCHINE MIT MAGNETISCHER INDUKTION

MACHINE AUTOMATIQUE POUR CALAGE THERMIQUE A INDUCTION MAGNETIQUE

“ T

Crp. v'* Crp.

F24 HABOP [1151 OBPATHOIO F25

TEPMO3AXWMA / INVERSE KIT

YCTAHOBKA CO CMEHHOM
KATYLLKOW

MACHINE WITH
INTERCHANGEABLE COIL

TSG 3400 WK-WS

MakcumanbHas gnvHa
3aXMMa MHCTPYMeHTa

‘Max. length of shrink-on tool
‘Max. lange des schrumpfbaren
werkzeugs

-Longueur maxi outil a ajuster:

npuon. 680 Mm

Pa3mepbl
-Dimensions
-Abmessungen
-Dimensions:

npubn. 800 x 560 x 1950 mm

e

[OMNONHUTENBHBIE MPUHAQNEXKHOCTIA=ADDITIONAL OPTIONAL ACCESSORIES
ART. TSG 3400 WK-WS

MopkntoyeHune k ceTn
-‘Power generator
‘Leistungsgenerator
-Générateur de puissance:

- 16 Amnep
- 3 x 400 Bonbt

MoLHOCTb KaTyLKn
TepMOMalLUHbI
- 11 kBT

MakcumanbHas gnvuHa
oxnaxaeHus

‘Max. cooling length

‘Max. lange in kiihlphase
-Longueur maxi au refroidis-
sement:

npun6n. 400 mm

Bec nHcTpymeHTa
‘Weight

-Gewicht

-Poids:

A

nooxoauT OnsA 3AXKUMA UHCTPYMEHTA, YONMHUTENEX U KOMMIEKTYIOLLMX U3 TBEPOOIO CMITABA C LIMMUHAPUYECKUM XBOCTOBUKOM h6

OT @3 0 @32 U HSS OT @6 A0 @32

SUITABLE FOR SHRINKING ON TOOLS, EXTENSIONS AND HARD METAL ACCESSORIES WITH CYLINDRICAL CONNECTOR h6 FROM @3 TO @32, AND IN HSS

FROM @6 TO @32

NMPUHAANEXHOCTU B KOMIMJIEKTE - ACCESSORIES SUPPLIED

@O
QDO

Owvcku ans
MO3ULIMOHMPOBAHMUS 1
LIeHTPMPOBaHMUsI

Grip and centering disks

Blocking ring

1 KOnbLO (B KOMNIEKTe)

230-959 | [SRstK
26,0-0120 | JSTDSEK
4 nucka (B KomnrekTe) @121 -@22,0 ‘1|'§:1‘|'2|%IOSBK
4 disks supplied TCTDISBK 1 ring supplied
@22,1-@32,0 | 554320

TBZ100

CTOnopHOE KonbLOo %

:‘ \I

MNepyaTkn
Gloves

1 napa nepy4arok (B
KOMNIeKTe)

1 PC Pair of gloves supplied

TCT GUANTI 300

*“[MOCTABMNAETCA C 1 11 3MYNIbCUM, YTO COOTBETCTBYET 1/30 EMKOCTU BAKA; UCMOMNbL3YWUTE BOAY AJ1A OCTABLLUXCA 29 NIMTPOB.

** SUPPLIED WITH 1 LITER OF COOLANT, CORRESPONDING TO 1/30 OF THE RESERVOIR CAPACITY; USE WATER FOR THE REMAINING 29 LITERS.

NMPUHALONEXHOCTU B KOMIMJEKTE - OPTIONAL ACCESSORIES

CTonopHble 1
LEeHTPOBOYHbIE
ABYXCEeKUNOHHbIe OUCKN

Stop and centring semi-disk

23,0 - 25,9

TCMDISBK
030059

G

@6,0-212,0

TCMDISBK

Protective liquid

TUR LPR 5L

3awmTHas aMmynbcus

060120

00

@12,1-220,0

TCMDISBK
121200

220,1-332,0

TCMDISBK
201320

TURLPS 1L

CpeacTBO ANsi OYUCTKU
Liquid for cleaning

®dukcaTop NnaTpoHOB
Support for chucks
_____«on |
HSK25 TDBK.HSK25
HSK32-15 | TDBK.HSK32
HSK40-15 | TDBK.HSK40
HSK50 TDBK.HSK50
HSK63 TDBK.HSK63
HSK80 TDBK.HSK80
HSK100 TDBK.HSK100
SK30/BT30 | TDBK.ISO30
SK40/BT40 | TDBK.ISO40
SK50/BT50 | TDBK.ISO50
PSC32 TDBK.PSC3
PSC40 TDBK.PSC4
PSC50 TDBK.PSC5
PSC63 TDBK.PSC6
PSC80 TDBK.PSC8

F12
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MHCTPYKLUA MO SKCIMNYATALUMU - INSTRUCTIONS FOR USE

Bkniouunte YCTAHOBKY C MOMOLLbIO rMaBHONo BbIKNO4YaTens.

Switch on the machine using the main switch.

BcTaBbTe noaxopAwmMin auck B WHAYKUMOHHYHO KaTyLIKy U YCTaHOBUTE CBepXy CTOMOPHOE KOosbLuo AnA npaBuiibHOro
NO3ULUMOHMPOBAHMUA UHAYKTOPA Ha XBOCTOBUKE 3aKMMaeMoro natpoHa.

Insert the grip disk suitable for the taper shank to be shrunk-on into the induction coil and place it above the blocking ring to
achieve a correct positioning of the inductor over the taper shank.

KaTtywka nogHMmaetcs aBTomaTuyecku. YctaHoBuTe hmkcaTop naTpoHoB. [locTaBbTe NaTPOH U CBEPXY MHCTPYMEHT,
KOTOpPbIA HEOOX0AUMO 3aXaTb.

The coil lifts up automatically. Put the chuck support in place. Place the chuck and tool to shrink-on on top.

Bbi6epute pexum B COOTBETCTBUM C BbIGpaHHbLIM NaTPOHOM C NOMOLLbIO Aucnnes u HaxmuTe “CTAPT”.

Choose the shrinking-on mode using the display according to the type of chuck chosen and press “START”.

KaTyl.uxa aBTOMaTU4YeCKM onycKaeTcs, U HAYMHaeTCs LUK 3aXuma.

The coil automatically descends and the shrinking-on cycle begins.

HauuHaeTcs npouecc oxnaxaeHus. KaTywika nogHMmaeTcs U NaTpoH norpyxaeTcsi B pesepByap, rae npoucxoaut
oxnaxaeHue 3a CYeT noAayn aMynbCun. Yepes HECKONMBLKO CEeKyHA NaTPOH NOAHUMAETCS 06paTHO B MCXOAHYIO
No3MLVIO, FOTOBbIN K MCMOMb30BaHMIO.

The cooling cycle begins. The coil rises and the chuck descends into the tank where jets of emulsion cool the chuck.
A few seconds later the chucks rises into its starting housing, ready to be used.

NMPEUMYLLUECTBA - ADVANTAGES

EavHas MHAYKUMOHHAsA KaTyLiKa Afs BceX pasmepoB

3aXuUM MHCTPYMEHTa MeHee 4eM 3a 5 cekyHA

. HeT neperpeBa TepMO3aXMMHOIro NaTpoHa, MUHUMarnbHOe TepMUYecKoe BO3[eNCTBUE U MeHbLUe BPEMEHU Ha OXmnaxaeHue
OueHb NPOCTO UCNONb30BaTh

. MporpaMmmMmupyembIvi aBTOMaTU4ECKUI U/UNKU PYYHOWU LIMKN

MNMpeBocxoaHbIN 6anaHc LeHbl/kavyecTBa

MpakTUUYHas KOHCTPYKUUS, He 3ameansieT paboTy U3-3a UNMULLHUX HEHYXHbIX 3NIeMEHTOB

. FTapaHTMpoBaHHas NoBbIWeHHasi 3P EKTUBHOCTL U HAAEKHOCTbL MHAYKLMOHHOW KaTyLIKN

. MpuHyauTenbHOe oxnaxaeHue reHepaTopa MOLHOCTM Ans 6ornee ANUMTENbLHOro nepuoaa aKcnyaraumm

10. CooTBeTCTBYET CaMbIM CTPOrMM HopMam 6e3onacHocTu

CEeNOGAEN

Single magnetic induction coil for all size

Tool insertion in less than 5 seconds

No overheating of the taper shanks with little thermal stress and less cooling time
Very simple to use

Programmed automatic cycle and/or manual cycle

Excellent price/performance value for your money

Pratical to use; no slowing down work due to useless structures

Inductive coil guaranteeing greater efficiency and reliability

Forced cooling of the power generator for a longer period of time

10. Compliant with the strictest accident prevention regulations

©PNDO A WON=
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NEPEXOOHbIE BTYNKU

- COLLET ADAPTERS

- REDUKTION

- DOUILLES DE REDUCTION

CTP. F18

OKCUEHTPUYHbIE BTYJIKK C
DOUKCUPOBAHHBLIM PACTOAHVEM OO LEHTPA
- OFFSET COLLETS WITH FIXED CENTER
DISTANCE

- ACHSVERSATZ-BUCHSEN MIT FESTEM
ACHSABSTAND

- DOUILLES DESAXANTES AVEC ENTRE-AXES FIXE

CTP. F18

[ S

/

UMNUHOPUYECKUE PEOYKUUOHHBIE BTYJIKU
- CYLINDRICAL REDUCTION COLLETS

- ZYLINDRISCHE REDUZIERBUCHSEN

- DOUILLES DE REDUCTION CYLINDRIQUES

| DIN1835A - DIN6535HA |

CTP. F 19
|

HACTPAUBAEMBIE SKCLEHTPUYHbBIE BTYJIKU
- ADJUSTABLE OFFSET COLLETS

- EINSTELLBARE ACHSVERSATZ-BUCHSEN

- DOUILLES DESAXANTES AVEC REGULATION

4 s |
|
CTP. F20

SALUUTHBIN KOXYX

- MACHINE FABRIC PROTECTIVE COVER
- SCHUTZPLANE

- BACHE DE PROTECTION

CTP. F22

HABOP CTOMNOPHbIX U LEHTPOBOYHbIX
OUckos

- SET OF STOP AND CENTRING DISCS

- SATZ ANSCHLAG-UND ZENTRIERRINGE

- JEU DE DISQUES D’ARRET ET CENTRAGE

CTP. F22

cTonorp

- STOP BLOCK

- HALTEVORRICHTUNG
- ARRET

CTP. F23

F14




CMEHHbIE KATYLLKU

- INTERCHANGEABLE COILS

- AUSWECHSELBARE SPULEN

- BOBINES INTERCHANGEABLES

CTP. F 23

K13400..

HABOP [511 OBPATHOIO TEPMO3AXUMA
- REVERSE KIT
- UMKEHRSET
- KIT INVERSE

CTP. F 24

ADAMNTEP ONA NPEOBAPUTENIbHOMN
HACTPOWKU

- ADAPTER FOR PRESETTING

- ADAPTER FUR VOREINSTELLUNGEN
- ADAPTATEUR POUR PREREGLAGE

CTP. F25

YCTPOWCTBO HACTPOWKM BbIIETA
WHCTPYMEHTA

- TOOL LENGTH CONTROLLER

- LANGENREGLER DES WERKZEUGS

- REGULATEUR DE LA LONGUEUR DE L'OUTIL

CTP. F25

KITDP00000

HABOP “DINAPLUS”
- DINAPLUS KIT
- DINAPLUS KIT
- KIT DINAPLUS

PYKOATKA OTBEPTKWU “DINAPLUS”

- DYNAPLUS SCREWDRIVER HANDLE

- DYNAPLUS SCHRAUBENDREHER-GRIFF
- MANCHE TOURNEVIS DYNAPLUS

270../290..

CMEHHbIE HACALIKU
- BLADES

- MESSERS

- LAME

CTP. F 26
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WHCTPYKLMSI 110 PABOTE C KATAJIOFOM NPUHALITEXXHOCTU

READING INSTRUCTIONS /-\CCESSORI!_ES
HINWEISE ZUR ABLESUNG ZUBEHOR
INDICATIONS DE LECTURE ACCESSORIES
®
®

= 1 =[0O0NONHUTENBHLIE MPUHAONEXHOCTW MO 3AMNPOCY
2 = TEXHUYECKNE XAPAKTEPUCTUKN
3 = APTUKYN
4 = PASMEPbI, JAHHbIE, YKASAHNA
5 = MPUMEYAHNA N NPEOYNPEXOEHNA

BlE 1=OPTIONALACCESSORIES ON REQUEST.
2 = TECHNICAL FEATURES
3=ITEM
4 = MEASURES,DATA,INDICATIONS
5= NOTES AND WARNINGS

B 1 - OPTIONALZUBEHOR AUF ANFRAGE
2 = TECHNISCHE HAUPTMERKMALE
3 = ARTKEL
4 = ABMESSUNGEN,DATEN,HINWEISE
5 = ANMERKUNGEN UND HINWEISE

HE 1=ACCESSOIRES OPTIONNELS SUR DEMANDE
2 = CARACTERISTIQUES TECHNIQUES
3 =ARTICLE
4 = DIMENSIONES,DONNEES, INDICATIONS
5= NOTES ET AVVERTISSEMENTS

F17
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APT. T218..

@D @d

Tl

NEPEXOOHLIE BTYNKWU
COLLET ADAPTERS
REDUKTION

DOUILLES DE REDUCTION

(Mm)

0/-0,01

@D

+0,01/0

ad

T218.025.016.000 25 16 54 2 T218.040.016.000 40 16 68 2
T218.025.020.000 25 20 54 2 T218.040.020.000 40 20 68 2
T218.032.016.000 32 16 58 2 T218.040.025.000 40 25 68 2
T218.032.020.000 32 20 58 2 T218.040.032.000 40 32 68 2
T218.032.025.000 32 25 58 2
_
- V |

Ceu. A-A
9KCLEHTPUYHBIE NEPEXOAHBLIE BTYIIKU L +
ECCENTRIC COLLET ADAPTERS
EXZENTERREDUZIERHULSE
DOUILLES DE REDUCTION EXECENTRIQUE

+0,01/0

ad

TPUH.3225.010 32 25 +-0,1 56 3 TPUH.5040.010 50 40 +/-0,1 76 3
TPUH.3225.030 32 25 +0,3 56 3 TPUH.5040.030 50 40 +0,3 76 3
TPUH.4032.010 40 32 +/-0,1 66 3
TPUH.4032.030 40 32 +0,3 66 3

CBEPJIA TTC 1 TDQ MOXXHO UCIMOJSIE30BATH HA CTAHKAX C BPALLIAIOLLIMMCH CBEPIIOM 1
HEMOOBWPKHOM 3ATOTOBKOW C SKCLIEHTPUYHOW BTYJIKOW. CBEPINO MOXET BbITb CMELLEHO HA
-0,1..40,3 MM

TTC, AND TDQ DRILL BITS CAN BE USED ON MACHINES WITH ROTATING DRILL AND STATIONARY
WORKPIECE, WITH OFFSET BUSHINGS. THE DRILL CAN BE OFFSET BY -0,1 TO +0,3 mm.

DIE BOHRER TTC TDQ KONNEN AN MASCHINEN MIT DREHENDEM BOHRER UND UNBEWEGLICHEM
WERKSTUCK VERWENDET WERDEN, MIT LAGERN ZUR ACHSVERSETZUNG. DIE BOHRER KONNEN VON
-0,1 BIS +0,3 mm AUS DER ACHSLINIE VERSETZT WERDEN.

ON PEUT UTILIZER LES FORETS TTC TDQ SUR MACHINES AVEC FORET ROTATIVE ET PIECE QUE NE BOUGE PAS,
AVEC DOUILLES POUR DESAXEMENT. LES FORETS PEUVENT ETRE DESAXEES DEPUIS -0,1 JUSQU' A+0,3 mm.
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APT. TEMS..

—
QP ad - D1

LUMNUHAPUYECKUE PEOYKUUOHHLIE BTYNKHU
CYLINDRICAL REDUCTION COLLETS

ZYLINDRISCHE REDUZIERBUCHSEN | Nm Max 600 | | © | 0,004
DOUILLES DE REDUCTION CYLINDRIQUES

TEMS.2003 20 3 24 50 TEMS.3204 32 4 36 63
TEMS.2004 20 4 24 50 TEMS.3205 32 5 36 63
TEMS.2005 20 5 24 50 TEMS.3206 32 6 36 63
TEMS.2006 20 6 24 50 TEMS.3208 32 8 36 63
TEMS.2008 20 8 24 50 TEMS.3210 32 10 36 63
TEMS.2010 20 10 24 50 TEMS.3212 32 12 36 63
TEMS.2012 20 12 24 50 TEMS.3214 32 14 36 63
TEMS.2014 20 14 24 50 TEMS.3215 32 15 36 63
TEMS.2015 20 15 24 50 TEMS.3216 32 16 36 63
TEMS.2016 20 16 24 50 TEMS.3218 32 18 36 63
TEMS.2018 20 18 24 50 TEMS.3220 32 20 36 63
TEMS.3222 32 22 36 63
TEMS.3224 32 24 36 63
TEMS.3225 32 25 36 63
TEMS.3226 32 26 36 63
TEMS.3228 32 28 36 63
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APT. TECR..

-
D = -
0
APT. _
S656W PACTOYHASA BOPLUTAHIA ANA LIEKOBKU -
SPOT-FACING BORING BAR -
Lkana - Scale L1 ——
L +

CBIéPJ'IO CO CMEHHbBIMU MNACTUHAMMU -

HACTPAUBAEMbIE 3KCLEHTPUYHDIE BTYJIKU
ADJUSTABLE OFFSET COLLETS
EINSTELLBARE ACHSVERSATZ-BUCHSEN
DOUILLES DESAXANTES AVEC REGULATION

[unana3soH
HacTpowkn &

@ Adjustment

ranges
TECR.1620 20 16 49 5 35 +0,4/-0,2
TECR.2025 25 20 43 4 30 +0,4/-0,2
TECR.2532 32 25 48 6 33 +0,4/-0,2
TECR.3240 40 32 53 6 35 +0,4/-0,2

F 20




MpuHaanexHocTn > 2} ,
Zuberor TPCtools )

Accessoires £ engineering

NMPUMEHEHUE BTYJIKU TECR.. - USE OF COLLET TECR..

ANWENDUNG DER BUCHSE TECR.. - MODE D’EMPLOI POUR LA DOUILLE TECR..

BTYINIKA TECR KPEMEXHbIV LUTUGT CBEPNA A KPEMEXHbIW WUTN®T CBEPNA B

TECR COLLET DRILL LOCKING DOWEL A DRILL LOCKING DOWEL B
I

Bmynka TECR
co ceepriom T556W..
TECR collet with
item T556W..

Brynka TECR
TECR Collet

LUKAJIA

SCALE FOR MACHINING CENTERS
PEIYJINPOBKA OUAMETPA - AN OBPABATBIBAIOLLNX LIEHTPOB — DIAMETER ADJUSTMENT-FOR MACHINING CEN-
TRES — DURCHMESSEREINSTELLUNG-FUR BEARBEITUNGSZENTREN — REGULATION DU DIAMETRE POUR LE CENTRE DE
TRAVAIL
® YT106bI MONyunTb AnamMeTtp 6omblie HOMUHANbLHOTO, BpallanTe BTYIKY MPOTUB YAaCOBOW CTPENKM MO HanpaBIeHMIO K CUMBOIY +.
[ns nonyyYeHnst MeHbLUero AnameTpa BpallanTe BTYMKY N0 YaCOBOW CTPErKe K -.
® To obtain a diameter larger than the rated diameter, rotate the collet counter-clockwise towards the symbol +, to obtain a
smaller diameter, rotate the collet clockwise towards the symbol -
® Um einen Durchmesser groR3er als den Nenndurchmesser zu erhalten, Biichse gegen den Uhrzeigersinn zum Symbol +
drehen, um einem kleineren Durchmesser zu erhalten, Bichse im Uhrzeigersinn zum Symbol - drehen.
® Pour obtenir un diametre plus grande du diameétre nominale, tourner la douille dans le sens antihoraire vers le signe +,
pour obtenir un diamétre plus petit tourner la douille dans le sens horaire vers le signe -

no3numa ansa HACTPOWKM : Mpasoe cBepno = kpenexHbil WTndT ceepxy, NnepudepuitHas nnacTuHa cnpasa
& JleBoe cBepno = KpenexHblii LWTUAT CBEPXY, NepudepuiiHas nnactmHa cnesa

ADJUSTMENT POSITION : Right Drill = Locking dowel on the top, outer insert on the right
Left Drill = Locking dowel on the top, outer insert on the left

@ KpenexHbin Wwtndt KpenexHbii Wwtndt @ KpenexHbii Wwtndt 5
Locking dowel Locking dowel Locking dowel %
~ o °
MUH. nosuums 0 MepucbepuiiHas nnactvHa MUH. no3uumst 0 MepudepuitHas nnactuHa Makc. noamumsa 0 MepudbepuitHas nnactmHa &
i iti i iti Outer Insert : iti Outer Insert ot
Min. Position 1 Outer Insert Min. Position uter Insel Max. Position uter Inse %
BPALLEHVE BPALLEHVE E,c
Mo YACOBOW NnPOTMB
CTPENKE YACOBOW
CTPENKA
- - CLOCKWISE
ROTATION COUNTER-
CLOCKWISE

ROTATION

1 Makc. nosvuus
Max. Position

M3o6pasxeHo npasoe vcnonHeHne

Moanuws @ Makc.
[Huam. ceepna @25 mm
Otmertka wwkansl +0,4 B 0 no3uuumn

HevitpanbHas noavuys
Huam. ceepna @25 mm

Moavuyst @ MuH.
Huam. ceepna @25 mm
Llikana emynku & 0 no3uyuu scale collet in 0 position Otmertka wkanbi -0,2 B 0 nosvumm
@ omeepcmusi = @ ceepna = Bore @ = Drill g‘): 25mm @ oreepcTus = @ ceepna - 0,2 = @ oteepcTus = & ceepna + 0,4 =
25mMm 24,8mm 25,4mMm

® [IIKANA BTYJNKM TECR MOXET NCIMOJIb3OBATLCA NCKNKOYNTENBHO KAK MHOWKATOP.

® EE H/ B KOEM CNYYAE HENb3A NCIMOJIbSOBATb KAK PASOENIUTENBHOE KOJbLIO 1A OMNMPABKA.

® MPY ONHE BOJEE 4-x IUAMETPOB (L/D 4) AVAMA3OH HACTPOWKN HEOBXOAVMO YMEHBLINTb.

® THE SCALE ON THE TECR COLLET IS PROVIDED JUST AS AN INDICATION.
® ABSOLUTELY NOT TO BE USED AS “DIVIDING RING NUT” FOR AN ARBOR
® IN CASE OF LENGTHS OVER L/D 4 OR LARGE ADJUSTMENTS FEED MUST BE REDUCED

@Min Position

ex. Drill @25 mm

-0,2 scale collet in 0 position
Bore @ = Drill @ - 0,2 = 24,8mm

@Max Position

ex. Drill @25 mm

+0,4 scale collet in 0 position
Bore @ = Drill @ + 0,4 = 254mm

Neutral Position
ex. Drill @25 mm

® DIE SKALENEINTEILUNG DER BUCHSE TECR DIENT NUR ALS ANHALTSPUNKT.
® SIE DARF AUF KEINEN FALL ALS “TRENNHULSE” EINER SPINDEL ANGESEHEN WERDEN.
® BEI LANGEN UBER L/D 4 ODER BEI GROREN EINSTELLUNGEN MUSS DER VORSCHUB VERKURZT WERDEN.

® | 'ECHELLE GRADUEE DE LA DOUILLE TECR EST UNIQUEMENT A TITRE INDICATIF.
® ELLE NE DOIT ABSOLUMENT PAS ETRE UTILISEE COMME “BAGUE DE SEPARATION” D'UNE BROCHE.
® DANS LE CAS DE LONGUEURS SUPERIEURES A L/D 4 OU D’AMPLES REGLAGES IL Y A LIEU DE REDUIRE L'AVANCE.

L EE—————
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SALUMTHBIN KOXYX

MACHINE FABRIC PROTECTIVE COVER
SCHUTZPLANE

BACHE DE PROTECTION

ISG3400TLK/-WS  ISG3400TWK/-WS  ISG3400WK/-WS

TPSH n L) -

TPLO - - u

APT. TTFB..

HABOP CTOMOPHbIX U UEHTPOBO4YHbIX AUCKOB
SET OF STOP AND CENTRING DISCS

SATZ ANSCHLAG-UND ZENTRIERRINGE

JEU DE DISQUES D’ARRET ET CENTRAGE

Copgepxummoe Habopa - Box content

ISG3400WK
KO HABOPA HABOP TTFBK
DISK3 TTFBK 030 3
DISK4 TTFBK 040 4
DISK5 TTFBK 050 5
DISK6 TTFBK 060 6
DISK8 TTFBK 080 8
DISK10 TTFBK 100 10
DISK12 TTFBK 120 12
DISK14 TTFBK 140 14
DISK16 TTFBK 160 16
DISK18 TTFBK 180 18
DISK20 TTFBK 200 20
DISK25 TTFBK 250 25
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APT. TTBO

CTOMNOP

STOP BLOCK
HALTEVORRICHTUNG
ARRET

ISG3400WK ISG3400WK-WS

TTBO u -

APT. TBI 03..

3-32mm 3-50 Mm

CMEHHBbIE KATYLUKN
INTERCHANGEABLE COILS
AUSWECHSELBARE SPULEN
BOBINES INTERCHANGEABLES

ISG3400WK-WS

TBI 0332 n ]
TBI 0350 - L

.
M B HAJIMYMM - IN STOCK - LIEFERBAR - DISPONIBLES
F 23




MpuHaanexHocTh Y 2} ’
Zabaror TPCtools >

Accessoires [ engineering

APT. KI3400..

HABOP 714 OBPATHOIO TEPMO3AXUMA
REVERSE KIT
UMKEHRSET
KIT INVERSE

Copoepxuvmoe Habopa - Box content

ISG3400TWK-WS + ISG3400WK-WS ISG3400TLK-WS
KI3400WK ] -

KI3400TLK - u

MO SKCMNYATALUU - INSTRUCTIONS FOR USE

XapakTepucTuku:
- AnvHa pexyluen YacTU MHCTPYMeHTa > AuameTpa XBOCTOBUKa
- BO3MOXHO TONbKO Ha yCTaHOBKax, OCHaLLEeHHbIX “CMEeHHOM KaTyLIKOW”

npuMep npouecca:
TSG3400WK-WS c Habopom ansi o6paTHoro Tepmosaxuma TSGZ3400WK-INV

1. YcTaHoBMTE onepauu1io 06paTHOro TepMo3axnmMa ¢ NOMOLLLIO COOTBETCTBYOLLEN (DYHKLMM Ha
ycTaHoBKe (reverse)

2. 3aMeHUTe CTaHAAPTHYHO KaTYLLKY KaTyLKOW “Ans o6paTHOro TepMosaxuma”

3. YcTaHOBMTE CTOMOP Ha Xenaemon BbicoTe

4. 3anycTuTe npoueaypy “obpaTHoOro TepMosaxuma’:
yCTaHOBKa NOAHMMAaETCSl Ha BbICOTY CTOMOPa U BbINOJTHAET TEPMO3aXUM, Kak NOKa3aHO Ha PUCYHKe

Features:
- Cutting edge of the tool > tool shank diameter
- Only possible on machines fitted with an “Interchangeable Coil”

process example:
TSG3400WK-WS with inverse kit TSGZ3400WK-INV

1.Set the shrink-on operation via the reverse function on the machine
2.Replace the standard coil with the “reverse shrink-on” coil
3.Position the stop block at the height wanted
4 .Start the “reverse shrink-on” procedure:
the machine moves to the height of the stop block and performs shrinking-on as shown in the figures.
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APT. TPBZ..

YcTpoicTBO No3BonsieT npeABapuTenbHO
HacTpauBaTb BbINeT MHCTPYMEHTa,
KOTOpbIi He06Xx0AMMO hUKCUMpPOBaTh

B TepMo3aXXMMHOM natpoHe TPC
(dbmkcupoBaHHas gnvHa Bbineta L=80
mm). Mocne nsBneyeHus yctpomcTea
MOXHO 3anycKaTb LIMKN TepMo3axuma.

Device that allows the protrusion for tools

to fit on the TPC toolholders to be adjusted
(fixed protrusion dimension L=80 mm). After
the device is removed the shrinking-on cycle
can be started.

ALOANTEP NS NPEABAPUTENBHOW HACTPONKM
ADAPTER FOR PRESETTING

ADAPTER FUR VOREINSTELLUNGEN
ADAPTATEUR POUR PREREGLAGE

TPBZ 060 6 80 2,5
TPBZ 080 8 80 3,0
TPBZ 100 10 80 4,0
TPBZ 120 12 80 5,0
TPBZ 140 14 80 5,0
TPBZ 160 16 80 6,0
TPBZ 180 18 80 6,0
TPBZ 200 20 80 8,0
TPBZ 250 25 80 8,0
TPBZ 320 32 80 8,0

APT TS BZ YCTpoMNCTBO HACTPOMKM BbineTa

TOYHO U3MepSIET BbINET UHCTPYMEHTa
OTHOCUTENBHO TEPMO3AXKUMHOIO
naTtpoHa. Ha Tonkatene ecTb Wwkana
HOHMYyCa, MO KOTOPON MOXHO HaCTPOUTb
Heobxoaumyto anuHy. NMocne yero
WHCTPYMEHT BMecTe C YCTPOMNCTBOM
BCTaBnsieTcA B TepMONaTpoH A0 ynopa B
NnacTUKOBbINA CTONOP.

The adjustment sleeve precisely determi-
nes how many cutting tools can leave the
shrinking-on chuck. The pusher has a nonius
on which the desired length can be adjusted.
The cutting tool is then put inside the hold

YCTPOWCTBO HACTPOMKM BBINETA during shrinking-on, becoming blocked
TOOL LENGTH CONTROLLER against the plastic retainer.

LANGENREGLER DES WERKZEUGS
REGULATEUR DE LA LONGUEUR DE L'OUTIL

(MM)

APT. ad L

TSBZ 030 3 5-25
TSBZ 030L 3 30-50
TSBZ 040 4 5-25
TSBZ 040L 4 30-50
TSBZ 050 5 5-25
TSBZ 050L 5 30-50
TSBZ 060 6 10-35
TSBZ 060L 6 35-60
TSBZ 080 8 10-35
TSBZ 080L 8 35-60
TSBZ 100 10 15-50
TSBZ 100L 10 35-60
TSBZ 120 12 15-50
TSBZ 160 16 30-65
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APT. KITDP00000

HABOP DYNAPLUS
DYNAPLUS KIT
DYNAPLUS KIT
KIT DINAPLUS

APT. 26000

@EAY) woe
< TTALY
I

PLS)
PATENTED

L

PYYKA OTBEPTKU DYNAPLUS
DYNAPLUS SCREWDRIVER HANDLE
DYNAPLUS SCHRAUBENDREHER-GRIFF
MANCHE TOURNEVIS DYNAPLUS

L ol

TPCtooIs)

[ engineering

CMEHHbIE HACAIKK
INTERCHAGEABLE BLADE
AUSTAUSCHBARES MESSER
LAME INTERCHANGEABLE

APT. 290..
TORXPLUS & _

CMEHHbIE HACAKU
INTERCHAGEABLE BLADE
AUSTAUSCHBARES MESSER
LAME INTERCHANGEABLE

Copepxumoe Habopa: / Content of the kit : (Mm) [elpe
- n°1 omeepmralscrewdriver DINAPLUS Torx Plus
o o 27006 6 - 6,3 175 0,6 Torx
-n°1 TORX T6 (H'm0,6) -n°1 TORX PLUS IP6 (H-m0,6) 00N = = o3 e oY)
=n°1 TORX T7 (H-m0,9) -n°1 TORX PLUS IP7 (H-m0,9) 27008 s — 6.3 178 12
-n°1 TORX T8 (H'm1,2) -n°1 TORX PLUS IP8 (H'm1,2) 27009 5 - 63 175 14
-n°1 TORX T9 (H-m1,4) -n°1 TORX PLUS IP9 (H-m1,4) 27010 0 - 63 175 20
-n°1 TORX T10 (H-m2,0) =n°1 TORX PLUS IP10 (H-m2,0) 27015 15 _ 6.3 175 3,0
-n°1 TORX T15 (H-m3,0) -n°1 TORX PLUS IP15 (H-m3,0) 27020 20 - 63 175 5.0
=n°1 TORX T20 (H-m5,0) =n°A1 TORX PLUS IP20 (H-m5,0)
29006 6P 6,3 175 0,6 Torx Plus
29007 71P 6,3 175 0,9
29008 - 8IP. 6,3 175 1,2
29009 9IP 6,3 175 1,4
29010 - 10P 63 175 2,0
26000 73 332 1314 270../290.. 29015 15IP 6,3 175 3,0
\ 29020 — 20 63 175 5.0

XAPAKTEPUCTUKUU NMPEUMYLLIECTBA:

- Cuctema DINAPLUS nosBonsieT nsbexarb NepeTsikky, KoTopasi NpUBOAMT K MOMOMKE BUHTa UMW MOBPEXOEHMIO NACTUHbI.
Cuctema aBTomMaTu4eckas, npoctasi u ynobHas Ansi nonb3oBarernst.

- O4yeHb NpocTO 1Cnonb3oBaTh, He TPeOyeTCA AOMNONMHUTENBHBIX HACTPOEK, HACaAKN aBTOMAaTUYECKN KPENSTCA B PYKOSITKE.

- Lvpokas nuHerka Hacapok (T6+T20 / IP6+1P20), ynobHo ynopsigoyeHHbIx B Habope.

- 100% npepoTBpaLLeH/e pa3BUHYMBAHNSA

- PykosiTka 13 aHoAMpPOBaHHOIO antoMUHUS

NPUMEHEHME:

BcTaBbTe HacaaKy, NoaxoasLLyto NOA rofnoBKy BUHTA, B PyKOSATKY 1 ybeamTech, YTO Hacaka NpaBuUiibHO BCTana Ha MecTo (0/mKeH OblTb XxapakTepHbIi
Lenyok) - puc. 1a. MNpaBusbHbIA pasmMep MOXHO onpeaenuTe No MapkMpPOBKe WM LBETY CormacHo Tabnuue. AN 3aByHYMBaHWS BpallanTe oTBepTKy
MO YaCOBOW CTPENKe, NoKa He YCIbILIMTE LLENYOK, COOTBETCTBYIOLLMIA NPaBUIbHOMY KPYTSLLIEMY MOMEHTY 3aTAarMBaHus (puc. 2), a Ans passuHYMBaHus
- YyacoBou cTpenku (puc.3). Hacagky MOXHO BblHYTb U3 PYKOSITKM TOMNbKO B HEMTparnbHOW nosvumm (puc.1b) n Tonbko nocne wwenyka 3atarMBaHus
BMHTa (P1C.2); B UHOM Crly4ae MOXHO NOBpeauTb OTBEPTKY.

FEATURES AND ADVANTAGES:
- The DINAPLUS system avoids overtightening which can seize the screws or break the insert. The system is automatic, simple and user-friendly.

- Very easy to use, no adjustments required, the blade is set automatically in the handle.
- Wide range of blades (T6+T20 / IP6+IP20), easily identifiable in a handy KIT.

- 100% unscrewing torque

- Elegant handle in anodised aluminium.

USE:

Insert the blade in the handle suited to the torx head screw to use but before doing so, make sure it has snapped in (you should hear a “click”), (the
number or the colour gives the exact size) (fig.1a). To screw down, turn the screwdriver clockwise until you hear the click, which means the tightening
torque is right (fig.2), while to unscrew it turn the screwdriver anticlockwise (fig.3). All blades can be taken out of the handle only when the latter is in
the neutral position (fig.1b) and straight after the tightening click of a screw (fig.2); the screwdriver could be damaged if done any differently.

. BuHTbI / Screws TORX BuHTbI / Screws TORX PLUS H-m
Hempaanaﬂ noaunuys

- Neutral Position IP6 0,6

-— - -— iP7 09

OK IP8 1,2

1 a 1 b P9 1,4

IP10 2,0

(DINA@)PLus]
’l 1P20 5,0
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3AMNACHbBbIE YACTH
SPARE PARTS
ERSATZTEILE

RECHANGE
REPUESTOS

COOEPXAHMUE - INDEX - INHALTSUBERSICHT - INDEX - INDICE

- BuHTbl oNA KpenmeHusi nnactux 62:G3 | TBe_pnocm_'laBHble rHesga G16-G17
- Insert clamping screws = - Solid carbide seats
- AHKepHble 6onTbl ' 63 - Cpr)KKOHOMbI E 618
- Bracket screws - Chip-breakers
- PblYaxHble BUHTBI - MNMpuBoaHkIe konbLa
G4 o G18
- Lever screws Lo ] - Driving rings *
- BUHTBI ¢ uunuHapryeckon ronoBkom - lLanbsl
_ G4+G5 G18
- Cheese-headed screws - Washers
- BuHTHI | G6 - PerynupoBo4Hble npoknagku | a 619
- Screws - Shims
- PerynnpoBoyHble BUHTHI ﬁ o7 - Oo6enu 619
- Adjusting screws - Small blocks
- BUHTBI C NOTanMHOM rofioBKOMN - a7 - AganTtepbl _ 619
- Countersunk screws - Adapters
- WrundTsl - Briokm 0
G8+G10 G20
- Dowels - - Blocks
- Pe3bboBble Wwnumnbku P a0 |- KepHepbl 620
- Stud bolts - Punches S
- Pe3bboBble BCTaBku ' e |- YNNOoTHUTENbHbIE KOMbLa 620
- Bushes - OR seals
- LUI.'IO.HKVI Y e |- |_|p¥>KMHbI W Go1
- Driving keys - Springs
- Wmdprel = G2 | - Wryuepsl G21
- Pins - Joints/Nozzles
- Pblvaru c13 |- CTonopHble konbLua U -
- Levers - Seeger rings
- Mpwxmmbl - Wtndpthl
G13+G14 ) _ G22
- Brackets - Pins
- Pe3uoBble BcTaBku ans
) \va“” deﬂ V] |G14:G15| MuKpopacTauMBaHus ﬁ G22
- veages - Insert holder for micro-boring unit
- CtanbHble rHe3ga @ G15-G16| - dacoyHble Moagynm _ 623
- Steel seats - Components chamfering tools
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BUHTDLI AN KPEMJIEHNA MNACTUH - INSERT CLAMPING SCREWS
WENDEPLATTENSPANNSCHRAUBEN - VISSES POUR LE FIXAGE PLAQUETTES

121837 2,7 |M8035| 37 6 |04:05
121838P 24 |M8035| 3,8 6IP | 0405
122033 27 | M204 | 33 6 |05:06
12203 27 | M204 | 3,6 6 |05:06
12204P 26 | M204 | 48 6IP | 05+06
122041P 27 | M204 | 4,0 6IP | 0506
122042 28 | M204 | 4,0 6 |05:06
12205 36 | M204 | 54 6 |05:06
12224 30 |M2045| 45 7 109+10
12225P 30 |M22045| 5,15 | 7IP |09+1,0
122250P 30 |[M2045| 5,0 7IP | 0,9+1,0
1225 35 |M25045| 7,0 7 |10:12
12253 35 |M25045| 4,5 7 11,0412
12254pP 35 |M25045| 5,5 7IP | 1,012
122545 30 |M25045| 4,5 7 11,0412
122549 32 |M25045| 5,0 7 11,0412
122555PK 35 |M25045| 5,5 8IP |1,1+1,3
12256CP 35 |M25045| 5,5 8P |1,1+13
12256P 35 |M5045| 6,3 8IP |1,1+1,3
123006 41 | M305 | 54 8 |1,2+15
123008P 41 | M305 | 7,3 8IP | 1,2+15
123010 43 | M305 | 88 8 |1,2+15
123009P 48 |m3z06| 9,4 | 10IP |20+30
123505 52 | M3506 | 6,7 15 [3,0:35
123507 52 | M3506 | 7,2 15 |30+35
123509P 52 | M3506 | 86 | 15IP [30:35
123511P 52 | M3506 | 11,0 | 15IP [3,0+35
123512P 53 | M3506 | 12,1 | 15IP |3,0+35
12404P 44 | My07 | 45 8IP |1,2+15
1240P 53 | w07 | 11,0 | 15IP |3,85,0
12409P 53 | w07 | 85 | 15IP |38+5,0
124011 6,5 | Mx07 | 11,5 20 |38+50
1440 53 | 07 | 7,4 15 [35+4,0
124510 6,6 |M507 | 10,5 20 |4,0+50
124511P 6,9 |M5075| 11,0 | 20IP | 4,050
124512P 6,6 |Mam075| 11,5 | 20IP | 4,050
124513P 6,6 |Mam075| 13,0 | 20IP |4,0:50
125088 66 | M08 | 88 20 |55+7,0
125009 72 | M08 | 9,0 20 |55+7,0
125011 72 | M08 | 10,5 20 |55+7,0
125016 6,7 | M08 | 16,0 20 |55+7,0
126011 92 | Mea | 11,0 25 |75+90
126012 85 | Mea | 12,0 25 | 7590
12RA08 3,1 |M2503| 6,25 7 108410
12RA10 37 | M0 | 7.8 8 [18+20
12RA12 47 | w3506 | 9,5 10 |[28+30
12RA16 58 | Mao7 | 13,3 15 |[45%55
12RA20 68 | M08 | 16,2 20 |55+7,0
12RA25 84 | Mea | 20,0 30 | 10+13
12RA32 11,0 | Mea2s | 25,0 40 | 24+30
C02205 34 |M2045| 55 7 10912
C02506 34 |M5045| 6,4 7 11,0415
C03006 42 | M05 | 68 9 15220
C03007 42 | M05 | 7,6 9 1520
C03508 55 | M3506 | 8,7 15 [3,0+4,0
C03510P 543 | M3506 | 10,5 | 15IP |3,0+4,0
C04008P 55 | w07 | 82 | 15IP |38+5,0
C04011P 55 | M&07 | 10,5 | 15IP | 3850
C05011 7,15 | Me08 | 10,5 15 |50+6,0
C05012 7,15 | Me08 | 12,0 15 |50+6,0
C06013 80 | Mea | 13,0 20 |6,0:75
C93504 525 | M3506 | 3,5 9 1820
C93505 525 | M3506 | 4,1 9 1820
C94005 6,4 | M7 | 5,0 15 [20:2,2
C94006 6,4 | M07 | 62 15 [20:2.2
C94008 6,4 | Mx07 | 82 15 2,022
C94010 6,4 | w07 | 10,0 15 | 2,0+22




3anacHble YacTu
Spare Parts
Ersatzteile
Rechange

L e

TPCtooIsl

BUHTbI ANA KPEMJIEHUA MIACTUH - INSERT CLAMPING SCREWS
WENDEPLATTENSPANNSCHRAUBEN - VISSES POUR LE FIXAGE PLAQUETTES

2 engineering

QT ) !
D "M FS 242 6,4 | M5x08 | 95 20 |55:70
LL :[—' FS 244P 504 | Maxo7 | 9,0 | 15IP |35:4,0
L T
—
@b M S16T 55 |540UNC| 12,4 10 |1,8:20
l—\ ST 75 |832uNc| 14,9 | 20 |2530
L T
4 — SM 521 88 | Mmo8| 17 | 20 |50:60
2D SM 522 88 | Ms08 | 20 20 |50:60
SM 523 88 | Msxo8 | 15 20 |50:60
L . SM 612 10 | Mext | 17 | CH4 |55:70
] CH
M SM 516 ~ | msxo8 | 16 4 |50:60
SM 520 ~ | wmsxog | 20 4 |50:60
L SM 620 - Mext | 20 5 |55:70

AHKEPHbBIE BOJITbl - BRACKET SCREWS
PRATZENSCHRAUBEN - VISSES POUR BRIDES

(Mm)

@D

11
® @

1614

100-82
100-84
100-85
100-90
100-91
100-92
100-93

10

7,8
10
6,5
8,5
6,5
8,5

w1/4”

M5x0,8
M5x0,8
Méx1
M5x0,8
Méx1
M5x0,8
M6x1

25

18,5
23,5
25,5
14
18,5
16
21

2,5
2,5

2,5

[ONA AHKEPA:
FOR BRACKET:

2316/ 2326

100-53

100-50 / 100-52
100-51

2107

2109

2207

2209 /2210
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Rechange E3 engineering
PbIYAXHbIE BUHTbI - LEVER SCREWS
HEBELSCHRAUBEN - VISSES LEVIERS
AP @D
1603 - M5x0,8 | 9,5 2
1604 - M6x1 13,6 2,5
1605 - M5x0,8 12 2
1606 - M6x1 17 2,5
1608 - M8x1 21 3
1610 - M10x1 27 4
1618 - M8x1 24 3
1626 - M6x1 13,5 2,5
1628 - M8x1 22 3
1638 - M8x1 21 3
1648 - M8x1 17 3

BMHTbI C LULMNTMHAPUYECKOW NONOBKOW - CHEESE-HEADED SCREWS
ZYLINDERKOPFSCHRAUBEN - VISSES A TETE CYLINDRIQUE

905.004.070.010 - M4x07 | 10 3
905.005.080.012 - M5x08 | 12 4
905.006.100.016 - M6x1 16 5
905.006.100.050 - M6x1 50 5
905.010.150.045 _ | moas| 45 8
905.010.150.070 _ M5 | 70 8
905.010.150.100 _ | mwoxas| 100 8
905.010.150.130 — | mox5 | 130 8
905.012.175.035 _  |mam| 35 10
905.012.175.055 _  |ma7m| 55 10
905.012.175.090 _  |ma7| 90 10
905.012.175.120 _  |m2a7s| 120 10
905.016.200.040 - Mi16x2 | 40 14
905.016.200.100 - M16x2 | 200 14
AL 6X14 - M6x1 14 4
| AL 10X30 - M10x15 | 30 7
E»—l\,ll ﬁ AL 10X40 — |woas| 40 7
AL 12X35 - |m2a7s| 35 8
L CH AL 16X35 - M16x2 35 14
AL 20X45 - |M20x25| 45 17
|
»Eﬁ ﬁ VB 02 - | m»o5| 10 2,5
VB 03 - M3x05 | 12 2,5
L CH VB 04 - M4x07 | 10 3
VB 05 - M5x0,8 14 4
VB 06 - Mexl | 17,5 5
VB 06C - M6x1 30 5
VB 06L - M6x1 16 5
VB 06XL - M6x1 25 5
VB 10 - | mwox5 | 45 8
VB 12 - |m2a7| 55 10
VB 12C - M| 25 10
VB 16 } r - M16x2 55 14
VB 20 - | Mmoxes| 70 12
VBC 02 - M3x07 | 10 2,5
VBC 04 - Max07 | 12 3
VBC 05 - M5x08 | 14 4
VBC 06 - M6x1 16 5
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BMHTbI C UIMNTMHAPUWYECKOMW FONOBKOW - CHEESE-HEADED SCREWS
ZYLINDERKOPFSCHRAUBEN - VISSES A TETE CYLINDRIQUE

BF 06 - Méx1 35 5 _

VBF 10 — |mwoas| 45 8 _

VBF 12 } £ - |mx75| 40 8 _

VBF 16 - M2 | 50 10 _

VBL 03 - M305 | 4,3 25 _

VBL 03C - M305 | 3,5 25 _

VBL 03L - M3x05 6 25 _

VBL 03XL - M3+0,5 8 25 _

VBL 05 - M508 | 20 4 _

VBL 05L - M5x08 | 80 4 _

VBL 06 - MéxL 30 5 _

VBL 06BL - M6xL 28 5 _

VBL 06C - MéxL 12 5 _

VBL 06L - Méx1 35 5 _

VBL 08 — |meaxs| 45 6 _

VBL 10 — | mwoxs| 65 8 _

VBL 10C — |mwoas| 50 8 _

VBL 10L - |mwoas| 75 8 _

VBPF 060 - Méx1 35 5 _

VBPF 061 - MxL 95 5 _

VBPF 100 — | mwoxs| 30 8 _

VBPF 101 — |mwoas| 45 8 _

VBPF 102 - | moxs| 105 8 _

VBPF 104 — | mwoxs | 135 8 _

VBPF 120 — M| 38 8 _

VBPF 121 - M| 45 10 .

VBPF 124 —  |mxa7s| 135 10 _

VBPF 160 - M16x2 55 14 -

VBPF 162 - M6x2 | 135 14 _

. VBSFO8L ~ |wmsaxs| 35 6 _
E'_'\"' ﬁ VBSF10 — | mwoas| 30 8 _
VBSF10L - |mwoas| 45 8 _

L CH VBSF10XL - |wmwoas| 50 8 _
VBSF12 - |m2a7| 35 10 _

VBSF12L - |wm2a7s| 45 10 _

L VBSF16 - M6x2 | 35 14 _
VBSF16L - M16x2 45 14 -

-»H'_'\”' ﬁ VBSF20 — | moes| 45 17 _
- cH VBRF 060 = | mea | 35 5 _
VBRF 100 - | mwoas| 40 8 _

VBRF 102 — | mwoxs| 38 8 _

VBRF 104 - |mwoas| 38 8 _

VBRF 105 — | mwoxs| 38 8 _

VBRF 120 - |wm2a7s| 45 10 _

VBRF 122 - |wm2a7s| 45 10 _

VBRF 124 - |wm2a7s| 45 10 _

VBRF 125 - |m2a7s| 45 10 _

VBRF 126 - |wm2a7s| 45 10 _

VBRF 160 - M6x2 | 55 14 _

VBRF 164 - M16x2 55 14 -

VBRF 165 - M6x2 | 55 14 _

VBRF 166 - M16x2 50 14 -

VBTF10 M10xL5 | 100 8 _

VBTF10L T |moas | 120 8 _

VS16T 540UNC | 4,2 - 10

VS22T : 832UNC | 572 - 20
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Rechange E3 engineering

BUHTbI - SCREWS
SCHRAUBEN - VISSES

100-86 54 | M3x05 4 - 8
100-87 7,4 | M4x0,7 4 - 15
1803 5,5 M3x05 | 11,5 2 -
1803C 5,5 M3x05 | 9,5 2 -
1803N 55 M3x05 | 11,5 - 9
1804 7,3 Max07 | 12,5 2,5 -
1806 10,3 M6x1 25 4 -
1806C 10,3 M6x1 23 4 -
1808 13,8 | M8x1.25 35 5 -
183008P 4,4 M3x0,5 8 - 3
184012P 6,0 M4x0,7 12 - 15
185014P 10,0 | M5x08 14 - 20

N° 3 183008P 45.95.532
N° 3 184012P 45.95.536
N° 3 185014P 45.95.538

422.016.000.000 — | meazs| 16 - -
422.022.000.000 - | moas| 18 - -
422.027.000.000 - |m2azs| 22 - -
422.032.000.000 - | mee | 25 - -
422.040.000.000 - | moes| 30 - -
422.050.000.000 - | v | 36 - -
|
M VBSF08 11 |wveazs| 35 5 -
VBSF10AV 14 | moas | 40 6 -

CH
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3anacHble YacTy ) 9
S Par
Ereatele TPCtools

Rechange 2 engineering

PErYnmPOBOYHbIE BUHTbI - ADJUSTING SCREWS
STELLSCHRAUBEN - VISSES DE REGLAGE

()

Torx

QF B 1403 5 |wmaxo05| 11 - -
1405 9 |wmsxo8| 14 - -
1406 10 | mext | 15 - -
L
F ) |
@D M
I 724 63 | Mexi | 136 | 4 -
L T

BUHTbI C MOTAMHOW NrONOBKOW - COUNTERSUNK SCREWS
SENKSCHRAUBEN - VISSES A TETE EVASEE

KMS 3 6 |msx08| 8 - 9
KMS 4 76 | Mext | 127 | - 15
KMS 4S 76 | Mext | 11,0 | - 15
KMS 5 102 | mext | 16 - 15
KMS 6 11,8 | mioxt | 16 - 15
VBRF 204 p & - | moes| 80 - 12
VBS 08 - M8x1,25 35 - 5
VBS 10 - | mwoas| 30 - 6
VBS 12 - |m2am| 35 - 8
VBS 16 - | mee | 40 - 10
VBS 20 - | moes| 40 - 12
VBS 24 — | meac | 40 - 14
VBS 312 - | meos | 12 - 2
VBS 420 - | w07 | 20 - 25
VBS 514 - | weo8 | 14 - 3
VSSF10 - | mwoas| 35 - 6
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3anacHble YacTu > 2 ’
S| P
Ereatztele TPCtools

Rechange X engineering

LWTUDPTbI - DOWELS
STIFTE - GRAINS

1503 M3x0,5 - 4 15 -
1504 M4x0,7 — 4 2 -
1505 M5x0,8 - 5 2,5 -
4196 M6x1 - 10 3 -
901.004.012.000 M4x0,7 - 12 2 -
901.006.016.010 M6x1 - 16 3 -
901.006.020.010 M6x1 - 20 3 -
901.006.025.010 M6x1 - 25 3 -
901.006.030.010 M6x1 - 30 3 -
901.008.040.012 M8x1,25 - 40 4 -
GR5-30F M5x0,8 - 30 2,5 -
GR6-30F M6x1 - 30 3 -
GR8-30F £ |waxs| - 30 4 -
GR10-30F M10x1,5 - 30 5 -
GR12-30F M12x1,75 - 30 6 -
GR 05 M5x0,8 - 10 2,5 -
GR 06 M6x1 - 10 3 -
GR 08 M8x1,25 - 10 4 -
GR 810F M8x1 - 10 4 -
GR 10 M10x1,5 — 12 5 -
GR 1010F M10x1 - 10 5 -
GR 12 M12x1,75 — 16 6 —
GR 1212 M12x1,75 - 12 6 -
GR 14 M14x2 - 16 6 -
GR 1414 M14x2 - 14 6 -
GR 16 M16x2 - 16 8 -
GR 1612 M16x2 - 12 8 -
GR 18 M18x2 - 20 8 -
GR 1814 M18x2 - 14 10 -
GR 1818 M18x2 - 18 8 -
GR 20 M20x2 - 20 10 -
GR 2016 M20x2 — 16 10 —
GR 404 Maxo7 | — 4 2 -
GR 505 M5x0,8 - 5 2,5 -
GR 505FP M5x0,5 - 5 - 9
GR 606 M6x1 - 6 3 -
GR 608 M6x1 - 8 3 -
GR 610 M6x1 - 10 3 -
GR 612 M6x1 - 12 3 -
GR 614 M6x1 - 14 3 -
GR 618.05 M6x0,5 - 18 35 -
GR 806 M8x1,25 - 6 4 -
GR 808 M8x1,25 - 8 4 -
GR 810 M8x1,25 - 10 4 -
GR 812 M8x1,25 - 12 4 -
GR 814 M8x1,25 — 14 4 —
GR 816 M8x1,25 - 16 5 -
GR 1008 M10x1,5 — 8 5 —

G8




3anacHble YacTu " \

Spare Parts TPCtooIsl

Ersatzteile A A
Rechange £ engineering

LWTUPTbI - DOWELS
STIFTE - GRAINS

GR10Q26 M10x1,5 - 15,0 5
GR12Q34 M12x1,75 - 19,8 6
GR16Q42 M16x2 - 24,9 8
GRB3 M3x0,5 - 16 15
GRB4 M4x0,7 - 25 2
I GRBA4C Max07 | — 20 2
M- GRBA4L MAX07 | — 35 2
H ‘ GRB5 M5x0,8 - 40 2,5
| . L | CH G R B6 M6x1 - 60 3
GRB6C M6x1 - 50 3
GRB6L M6x1 - 70 3
GRF06 M6x1 - 12 3
GRF10 M10x1,5 - 14 3
GRF12 r M12x1,75 - 20 4
GRF18 M18x1,5 - 20 5
GRF22 M22x1,5 - 20 5
GRF28 M28x2 - 25 5
GRT14 M5x0,8 - 8 2,5
GRT18 M6x1 - 10 3
GRT22 M8x1,25 - 13,5 4
GRT27 M8x1,25 - 15 4
GRT32 M10x1,5 - 18 5
GRT40 M12x1,75 - 20 6
GRT63 M16x2 - 25 8
GRT80 M20x2,5 - 35 10
CH
GRTS14 Méx1 - 13 3

G9




3anacHble YacTu > 2 ’
S| P
Ereatztele TPCtools

Rechange X engineering

LWTUDPTbI - DOWELS
STIFTE - GRAINS

GWHO06 M6x1 - 10 3
GWHO08 M8x1,25 - 10 4
GWH10 M10x1,5 - 12 5
GWH12 M12x1,75 - 16 6
GWRO05 ] M5x0,8 - 12 2,5
GWRO5L M5x0,8 - 20 2,5
GWRO06 M6x1 — 14 3
GWRO06L M6x1 - 20 3
GWRO08 M8x1,25 — 16 4
GWR10 M10x1,5 - 20 5
GWR12 M12x1,75 - 20 6
GWR16 M16x2 - 20 8
GWR20 r M20x2,5 - 24 10
cH GWR 08CT Mex1 - 16 4
GWR 08CTD M8x1 — 20 4
GWR 10CT M10x1 - 18 5
GWR 10CTD M10x1 — 20 5
GWR 12CT M12x1 - 18 5
GWR 12CTD M12x1 - 20 6
GWR 16CT M16x1 — 10 8
GWR 16CTD | M16x1 - 20 8

PE3bBOBbIE LUMUJIbKU - STUD BO
STIFTBOLZEN - PRISIONNERS

DS8 M8x1sx | M8x1 16 25 6,5+8,0
val STCMO04 M8xlsx | M8xl 30 25 | 7080
STCM20 M6xlsx | MéxL 30 15 | 50:60
STCM25 M6x1sx | M6x1l 25 15 5,0+6,0
T
TDS 820 M8x1sx | M8x1 20 25 5,5+6,0
VDST 206 M6xlsx | M6x1 17 20 | 5570
CH
VDST 2008 M8x0,75 | M8x1,25 | 30 4 |80+100
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3anacHble YacTu " \

Spare Parts TPCtooIsl

Ersatzteile A A
Rechange £ engineering

PE3bBOBbIE BCTABKU - BUSHES
BUCHSEN - DOUILLES

BCF 01 Misx15 | 10 6 - 6
BCF 02 M18x15| 10 10 - 10
BCF 03 Misxi5| 19 | 125 4 -
BCF 04 M25x15 | 23 17 4 -
- ]
H— F M BCM 02F Miax1 | 16 | 105 3 -
(. i BCM 03F Miex15| 19 12,5 4 -
BCM 03L Misx15 | 19 125 4 -
- BCM 04F M25x15| 23 | 16,5 4 -
BCM 05F M2 | 34 22 45 -
SEZ A-A
BCL 7 M5x0,5 7 M3,5x0,6 - 35
BCL 15 M6x0,75 9 M4,5x0,75 - 45
—

LUMOHKW - DRIVING KEYS
MITNAHMEKEILE - CLAVETTES D’ENTRAINEMENT

CT 0410 9,8 4 4

CT 0420 19,8 4 4

CT 0612 11,8 6 6

— CT 0625 24,6 6 6

- . B CT 0715 16,1 7 7
l CT 0725 24,8 7 7

L J CT 0820 17,9 8 7

L H CT 0828 27,8 8 7
CT 1020 19,8 | 10 8

CT 1032 31,8 | 10 8

CT 1236 355 | 12 8

G1




3anacHble yacTu " \

Spare Parts TPCtooIs)

Ersatzteile A 4
Rechange E3 engineering

LWLTUDTbI - PINS
STIFTE - TOURILLONS

4184 4 3,69 | 10,0 59 -

ad ﬂD @ 4185 6 5,0 11,5 6,5 -
] 4187 5 3,69 9,9 4,9 -
Lua 4188 5 3,69 | 11,7 6,7 -

L 4190 6 5,0 143 9,3 -

< ERdl > @

ad @D

[ S| 4186 5 3,69 15,0 10,0 -
L1 4192 6 50 18,5 13,5 -

L

KLM 34L Msx08 | 3,65 | 13,1 - T8
KLM 44 mext | 50 | 13,3 - T15
KLM 46 mMext | 50 | 17,3 - T15
KLM 46L Méxt | 50 | 187 - T15
KLM 46S MexL | 50 | 16,6 - T15
T KLM 58 Mexl | 6,25 | 22,0 - T15
KLM 68 Mioxi | 7,8 | 22,0 - T25
477.020 - 575 | 220 | 83 -
477.025 - 7,75 | 230 | 113 -
T
[ — U 477.032 - 9,75 | 26,0 | 134 -
Bd [ 477.040 - 11,75 | 32,0 | 16,9 -
I 477.050 - 15,75 | 36,0 | 20,9 -
L 477.063 - 19,75 | 47,0 | 26,6 -
477.080 - 24,75 | 56,5 | 30,1 -

T 4201 4,8 - 6 3 -

2D @W 4202 48 - 12 5 -

’—t 4204 4,8 - 12 10,5 -
Ll——Lf L—J
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3anacHble YacTu " \,
Spare Parts

Ersatzteile TPCtOOIS}
Rechange EX engineering

PbIYAT'U - LEVERS
HEBEL - LEVIERS

8008 6,3 7.8 2,2 2,6
8009 121 | 97 35 3,6

8010 7,7 9,5 3,6 3,2

8012 131 | 127 | 47 | 46

\f 8016 171 | 155 | 6,0 6,0

— L1 8019 196 | 21,1 | 75 75
s1 8212 126 | 106 | 48 | 47
8216 95 | 100 | 37 3,2

8410 100 | 116 | 35 3,8

L 8411 15 | 11,6 | 35 3,8

8415 147 | 153 | 47 | 47

NMPUXUMbI - BRACKETS
PRATZEN - BRIDES

27| e

100-11 M4x0,7 | 21,8 11,0 17 IP9 | 100-11.1 [ 100-11.2 {100-11.3
100-21 M5x0,8 | 25,8 14,5 20 T15 |[100-21.1[100-21.2 [100-21.3
100-31 Méx1 31,2 17,7 25 T20 [ 100-31.1{100-31.2 [100-31.3

@\ 7| ..
L ML 100-50 M5x0,8 | 15,6 18,5 23,5 2,5 |10050.1 | 10084 |RP051010| EMIH5
L TL 100-51 M6x1 16,5 24 25,5 3 100-51.1 | 100-85 [RP061205| EMIH6

100-52 M5x0,8 | 15,6 18,5 23,5 2,5 100521 | 10084 [RPO51010| EMIH5
LCHJ H 100-53 M5x08 | 12,7 | 16,2 | 185 | T10 |1005.41| 10082 | - |EMIHS
L1
g ¥ .
2107 M5x0,8 14 6,8 14 2,5 148 | 10090 | EMIHS
?7 L 2109 M6x1 16,4 8,7 18,5 3 1149 | 10091 | EMIHG
2210 Méx1 16,4 8,7 21 3 1149 100-93 | EMIH6
T 2304 M4x0,7 | 13,3 8 14 2,5 _ _ _
H - 2304C M4x0,7 | 13,3 8 14 2,5 _ _ _
g'; 2305 M5x08 | 16,5 10 19 3 _ _ _
2305C M5x0,8 | 16,5 10 19 3 _ _ _
L 2316 - 254 | 235 12,3 -
L J 2326 - 254 | 235 12,3 -
L1 H
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L ol 3
Ersatzteile TPC tOOISI

Rechange X engineering
NMPUXWUMbI - BRACKETS
PRATZEN - BRIDES

@D/L1 H Torx

3anacHble YacTu
Spare Parts

2435 M35x06| 7,2 8 - 15

(C] V
2440 M4x0,7 - 9 8,2 15 2403 C04008
2445 M4,5x0,75 - 11 10,8 20 2404 124510
CKM 12 M8xlsx | 22,2 10,8 17,5 -
CKM 21 Méxlsx | 18,25 | 9,45 13,4 -
CKM 22 Méx1sx | 21,25 | 9,45 13,4 -

HT 453 Mexisx | 19,5 | 11,3 | 11,2 | 10,0
[
BUL A-A 722 M8xlsx | 15,6 | 13,1 | 9,0 9,3
f
L1 ’Q,,%T
| AN BA
e 919 Msxisx | 17,6 | 13,1 | 10,8 | 8,7
esen & 919.16 Mexisx | 181 | 12,7 | 10,7 | 87
B”“Li“A 454 Mexisx | 10,0 | 11,3 | 11,2 | 10,0
A
A4 ]
= —
H \ 1 723 Mexisx | 12,0 | 13,1 | 9,0 9,3
|
A L
—— J'IeBa;l’(\:/ITopoHa 920 Mmexisx | 12,0 | 13,3 | 10,8 8,7
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L e 9
Erearole TPCtools

Rechange 2 engineering

KINUHbA - WEDGES
KEILE - COINS

3anacHble YacTu

(mwm)
M
BMO A-A
A L1
A, [
—
H H1 488.07.T1 M8x1sx | 10,0 14,0 8,5 8,3
== ;
M Ly
IleBast cTopoHa
460.063.010.006 Méx1sx | 10,5 12 6 -

CTAIbHbIE THE3OA - STEEL SEATS
STAHLSITZE - SIEGES EN ACIER

(Mwm)
APT. d di L L1 H
150 j 452 - - | 266 | 205 | 124
452.15 - - | 259 | 205 | 124

W
L1
721 - - 23,5 15,7 9,2
LL;.

L1 918. - - 276 | 17,1 | 126
J/\ 918.16 - - 28,1 | 164 | 126
H

G 15




3anacHble YacTu > 2 ’
S| P
Ereatztele TPCtools

Rechange X engineering

CTANbHbLIE THE3[A - STEEL SEATS
STAHLSITZE - SIEGES EN ACIER

(mm)

d H

B S11 - - 12,7 10 2,8
S16 - - 19,5 15,9 4,8

S124 - - 20,9 13,7 57

TBEPOOCINABHbBIE THE3[A - SOLID CARBIDE SEATS
HARTMETALLSITZE - SIEGES EN CARBURE

(mm)

APT. | di L a H

o

— 3112 11,3 2,3 - 11 3,18

11°

dJ H L
d

4,76

2,38

3216 8,8 5,0
3222 11,9 6,0
d? 3415 8,75 5,5
|- 3416 9,0 5,0
3418 8,4 , - 2,70
d H L 3422 11,85 6,5 - - 3,18

3116 8,1 2,3 - 11° 3,18

3,18

2,85

[$2)
N
|

55‘@
q “ a [ 3226 94 | 33 | 145 | - | 476
LN >\ [ 3236 94 | 33 | 145 - 4,76
\/ L Hl
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3anacHble YacTyn ) 9
S Par
Eleatrtele. TPCtools »

Rechange 2 engineering

TBEPOOCINABHbBIE THE3[A - SOLID CARBIDE SEATS
HARTMETALLSITZE - SIEGES EN CARBURE

3306 8,9 4,8 - - 2,9
3308M 12,5 6,5 - - 3,18
3509 8,5 55 - - 2,38
3511 11,4 6,5 - - 3,18
3512 11,96 6,5 - - 3,18
3514 11,6 6,9 - - 3,1
B5illS) 14,7 8,0 - - 4,76
3519 17,8 9,7 - - 4,76
KSN433 12,5 7,3 - - 4,76
KSN633 18,8 11,2 - - 4,76
3608 8,5 4,8 - - 3,97
3609 8,4 55 - - 2,38
3611 11,4 6,5 - - 3,18
3612 11,7 6,5 - - 3,18
3616 14,5 8,0 - - 4,76
3619 18,0 9,7 - - 4,76
KCN433 12,5 7,3 - - 4,76
KCN533 15,6 9,7 - - 4,84
KCN633 18,8 11,2 - - 4,76
3710 8,5 4,8 - - 3,18
3711 8,4 55 - - 2,38
3715 11,65 6,5 - - 3,18
KDN433 12,45 7,4 - - 4,82
3716 8,1 55 - - 3,18
KVN323 9,3 58 - - 3,2
3810 8,7 55 - - 3,18
GX 16 9,52 4,2 - - 3,18
GX 16-1 9,52 4,2 - - 3,18
U16ER 9,52 4 - - 3,18
U16IR 9,52 4 - - 3,18
U22ER 12,7 53 - - 3,97
U22IR 12,7 53 - - 3,97
d
PA13M 10,65 53 - 9° 3,0
Ld —J J H L

G 17




3anacHble YacTu " \,
Spare Parts

Ersatzteile TPCtOOIS}
Rechange E3 engineering

CTPYXKOJIOMbI - CHIP-BREAKERS
SPANBRECHER - BRISE-COUPEAUX

(mm)

APT. d di L L1 H

RCK1225 - - 10,7 2,3 2,5

RCN1225 - - 10,7 2,3 2,5

‘ JL U RSN1225 - - 10,7 2,3 2,5

NMPUBOOHDLIE KOJIbLIA - DRIVING RINGS
MITNAHMERINGE - BAGUES D’ENTRAINEMENT

(Mm)
APT. @Dl  @D2 H L
08.3501.016.AT 32,0 | 16,5 7,9 10
08.3502.022.AT 40,0 | 225 9,9 12
08.3503.027.AT 480 | 275 | 11,9 12
08.3504.032.AT 575 | 325 | 13,9 14
08.3505.040.AT 69,5 | 405 | 15,9 14
08.3506.050.AT 90,0 | 50,5 | 17,9 16

LUAUBbI - WASHERS
UNTERLEGSCHEIBEN - RONDELLES

(D)

@D1 @D2 H L
7 4513 22 11 8 -

RS 16 20 8,5 6

RS 22 28 10,5 7
@D1@D2 RS 27 35 12,5 9 -
RS 32 42 16,5 9 -
RS 40 52 20,5 10 -
1 RS 50 63 20,5 12 -
H RSPU 04 7,2 4,5 4 -

G 18




L e 9
Ersatzteile TPCtOOIS}

Rechange 2 engineering

MPOKINALOKW - SHIMS
UNTERLAGEN - EPAISSEUR

3anacHble YacTu
Spare Parts

%]D,

RP 030610 6 35 | 10 -
oLLEn2 - RP 040810 8 45 1,0 -
RP 061212 12 65 | 1,2 -
RP 081412 14 90 | 1.2 -

AIOBENN - SMALL BLOCKS

DUBEL - CHEVILLE

426.063.010.008 - 18,5 | 10,0 8 4
426.080.012.008 - 210 | 120 8 5
426.100.016.010 - 28,0 | 16,0 10 5
CH 16 - 20,0 8,0 8 3
CH 22 - 275 | 10,0 9 3
CH 27 - 28,0 | 12,0 | 155 4
CH 32 - 290 | 14,0 24 6
CH 40 - 300 | 160 | 214 6
1 .
M - CHF 16 - 14,5 8,0 7 3
L [ CHF 22 - 18,5 | 10,0 10 4
L CHF 27 - 21,0 | 12,0 12 5
CHF 32 - 235 | 14,0 14 6
LBJ LHJ CHF 40 - 20,5 | 16,0 16 6
CHF 40 L - 235 | 16,0 16 6
CHF 60 - 240 | 205 20 12
CHT 14 - 12,2 6,0 35 3
CHT 18 - 12,2 6,0 4 3
CHT 22 - 12,2 8,0 45 3
CHT 27 - 12,2 8,0 6,5 3
TF 25 - 26,0 | 254 20 12

AOAMTEPbI - ADAPTERS
ADAPTER - ADAPTATEURS

1 T
L1 J
|_2JTSl

RD 12

50

23,5

19,5

ALAMNTEPHbLIN
KAPTPUOX 16CA...
A CARTUCCE 12CA...

ADAPTER CARTRIDGE
16CA... TO 12CA...
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3anacHble YacTu > 2 ’
S| P
Ereatztele TPCtools

Rechange X engineering

BJIOKU - BLOCKS
BLOCKE - CALES

Llji

BRA.BLO.10 16 20 12 30

L2

KEPHEPbI - PUNCHES
STEMPEL - POINCONS

(Mm)
APT. @D
i 0009 8 4 60
S R— 0012 10 | 5 | 65
f 0015 12 7 70
L od 0019 14 8 70

YMIOTHUTENbHBLIE KOJIbLIA - OR SEALS
OR-DICHTUNGEN - GARNITURES

(Mm)

APT. @D a@d
OR-0035-150 3,5 1,5
OR-0040-150 4,0 15
OR-0045-150 4,5 1,5
OR-0050-150 5,0 15
OR-0055-150 5,5 1,5
OR-0060-150 6,0 1,5
OR-0065-150 6,5 15
OR-0070-150 7,0 1,5
OR-0075-150 7,5 1,5
OR-0080-150 g.g ig

OR-0085-150 , ,
OR-0090-150 9,0 15
OR-0095-150 9,5 1,5
OR-0100-150 10,0 15
OR-0105-150 10,5 1,5
OR-0110-150 11,0 1,5
OR-0115-150 gg 12

A Ceu. A-A OR-0120-150 , ,
OR-0125-150 12,5 15
OR-0130-150 13,0 1,5
OR-0135-150 13,5 1,5
OR-0140-150 14,0 15
2D OR-0145-150 145 | 15
OR-0150-150 15,0 15
OR-0155-150 ig,g ig

A OR-0160-150 , ,
@2d OR-0165-150 16,5 15
OR-0170-150 17,0 1,5
OR-0175-150 17,5 15
OR-0180-150 ig,g ig

OR-0185-150 , ,
OR-0190-150 19,0 15
OR-0195-150 19,5 1,5
OR-0267-178 26,7 1,78
OR-0280-2 28,0 2,0
OR-HK063 11,0 2,0
OR-HK100 15,0 2,5
ORM-210-20 21,0 2,0

s ——
G20




3anacHble YacTu " \,
Spare Parts

Ersatzteile TPCtOOIS}
Rechange EX engineering

MPYXXWUHbI - SPRINGS
FEDERN - RESSORTS

(Mm)
@b  @d
B 4108 - 5 - 45 -
gd - 4109 - 5 - 5.2 -
| 4112 - 6,5 - 6 -
L J 4115 - 8 - 9,3 -
L 4119 - 9,5 - | 2
ob1 4295 95 - 10 | 13 -
f UMO10005 2,5 - 04 | 04 -
@D UMO020005 3,2 - 05 | 05 -
UMO30005 35 - 07 | 07 -
L UMO40005 4.6 - 07 | 07 -

LUTYLEPbI - JOINTS/NOZZLES

VERBINDUNGEN/DUSEN - RACCORDS/TUYERES

(Mm)
APT. @D ad oD1 L CH
26071/4-12 1/4” 9 12 33 17
260Z71/8-9 1/8” 6 9 30 12
260Z3/8-12 3/8” 9 12 34 19

| 2D RUR 008 8 3 _ 7 _ WAPHUPHbIV LUTYLIEP

SWIVEL-NOZZLE
L L @d

CTOINOPHbIE KOJIbLIA - SEEGER RINGS
SEEGER-RINGE - BAGUES SEEGER

(mwm)

@D

I ' EMI H5 6,2 0,6
N EMI H6 74 | 07
S @D

I ‘ SG 161 17,5 1
s Ema
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3anacHble YacTu > 2 ’
S| P
Ereatztele TPCtools

Rechange X engineering

LWLTUDTbI - PINS
STECKSTIFTE - CHEVILLES

(Mm)
@D @d
4012 - 3 10
]

2063 2 - 6

3098 3 - 10

4158 4 — 16

903.002.008.000 2 - 8

903.002.010.000 2 - 10
L 2 903.004.014.000 4 - 14

903.005.018.000 5 - 18

903.006.020.000 6 - 20

903.008.022.000 8 - 24

SPI 04 4 - 75

SPI 06 6 - 9,0

PE3LIOBbLIE BCTABKWU AN MUKPOPACTAYNBAHMUSA - INSERT HOLDER FOR MICRO-BORING UNIT
WENDEPLATTENHALTER FUR FEINBOHREINHEIT - PORTE-PLAQUETTE POUR UNITE MICROREGLABLE

APT.

UMO050003 53°8 | 0,36 | 0602 -
UMO060003 53°8" | 1,07 | 0602 -
UMO070003 53°8" | 1,30 | 09T3 -
UMO080006 53°8" | 1,56 | 09T3 -
UMO060007 ggog 1,07 - 0902
UMO070007 5308’ 1,30 - 1102
UMO080007 oqr | 1,56 - 16T3

53°8

UMO010003 90° 51 0602 -
UMO020003 90° 6,3 0602 -
UMO030003 90° 7,2 09T3 -
UM040006 90° 10,0 | 09T3 -
UMO020007 90° 6,3 - 0902
UMO030007 90° 7,2 - 1102
UMO040007 90° 10,0 - 16T3
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3anacHble YacTu
Spare Parts

Ersatzteile
Rechange

®ACOYHbIE MOAYIIN - COMPONENTS CHAMFERING TOOLS
ABSCHRAGBAUTEILE - COMPOSANTES DISPOSITIF DE BISEAUTAGE

L e

TPCtooIsl

2 engineering

LMA.CIL.0618.10W
LMA.ER.0618.10

35,5
42,5

SMU-ER25-00
SMU-ER32-00
SMU-ER40-00

40
48
57,5
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TEXHUYECKAA NHO®OPMALIUA
TECHNICAL DATA

) alla

TPCtooIs)

£ engineering

TECHNISCHE DATEN + INFORMATIONEN
DONNEES TECHNIQUES
DATOS TECNICOS

&

TOYEHME - OTPE3KA - OBPABOTKA KAHABOK
TURNING - PARTING - GROOVING
BEARBEITUNG - NUTENDREH - ABSTECH
TOURNAGE - TRONCONNER - RAINURER

Crp.

H

N

®OPE3EPOBAHUE
MILLING

FRASEN
FRAISAGE

Crp.

H

~J

CBEPJIEHUE - OBPABOTKA OTBEPCTUM
DRILLING - MACHINING OF BORES

BOHREN - BEARBEITUNG VON BOHRUNGEN
PERCAGE - USINAGE DES TROUS

Crp.

I

2

(o]

PE3bBOHAPE3AHUE
THREADING
GEWINDEDREHEN
FILETAGE

Crp.

I
w

PACTAYUBAHME
BORING
AUSBOHREN
ALESAGE

Crp.

CTAHOAPTbI ANnd CBEPN U ®PE3

DRILL AND MILLING CUTTERS STANDARDS

NORMEN FUR BOHRER UND FRASERAAUFNAHMEN
NORMES POUR ATTACHEMENT POUR FRAISE ET FORET

Crp.

s

4

JOMYCKU

TOLERANCES
TOLERANZEN
TOLERANCES

Crp.

s

4

D

TABJNIMLA CPABHEHUA MATEPUATIOB
MATERIALS COMPARISON TABLE
MATERIAL VERGLEICHSTABELLE
TABLEAU COMPARATIF DES MATERIAUX

Crp.

I

4

a

TABJULIA MEPEBOAA EOUHWUL, TBEPOOCTU
HARDNESS CONVERSION TABLE
HARTEUMRECHNUNGSTABELLE

TABLEAU DE CONVERSION DURETES

Crp.

=

5

w

=




TouyeHue - Turning - Drehen - Tournage - Torneado

L ol

TPCtooIs)

£ engineering

NMPUHATBIE COKPALLEHUA U ®OPMYIIbl
GENERAL ACRONYMS AND FORMULS

=
ap (vm) = [MYBMHA PE3AHMS]
d (mm) = IMAMETP BArOTOBKM
n (mm) = MOJAYA / OBOPOT
h (vm) = TOMLMHA CTPYXKKM
k() = YTON BPESAHMS

Kc (Hmm?2)
Kc1.1 (Himm2)

= YOENbHAA CUNA PE3AHWA

= MNPEAEN MPOYHOCTU OBPABATLIBAEMOIO MATEPUATA
(CM. TABNNLLYY MATEPWAIOB HA CTP. H 46/52)

mc = MHKPEMEHT CUJbl PE3AHNA
(CM. TABNALLY MATEPWATNOB HA CTP. H 46/52)

N (06/MuH - MVIH-1) = KOJN-BO OBOPOTOB B MUHYTY

= CUTTING DEPTH

= WORKPIECE DIAMETER

= FEED / REV.

= CHIP THICKNESS

= CUTTING ANGLE

= SPECIFIC CUTTING FORCE

= SPECIFIC TEARING FORCE OF MACHINED MATERIAL
(SEE MATERIALS TABLES PAGE H 46/52)

= CUTTING FORCE INCREMENT
(SEE MATERIALS TABLES PAGE H 46/52)

= NUMBER OF REVOLUTIONS / MIN’

Pc (xBT) = NOTPEB/AEMAS MOLLHOCTb
Q (cm3/mun) = OBbEM CbEMA MATEPUANA

= ABSORBED POWER
= VOLUME OF CHIP REMOVED

e (Mm) = PAOWYC YITIA NMNACTUHbI = INSERT CORNER RADIUS
Ve (M/mmH) = CKOPOCTb PE3AHUSA = CUTTING SPEED
1 (0,7-0,85) = MEXAHUYECKASI MPOV3BOAMTENBHOCTb CTAHKA = MECHANICAL EFFICENCY OF THE MACHINE
D-314'n P Vc - 1000
Vc (M/MyH) = ————— N (06/MWH - MUH™') = ————
1000 D-3,14

Ke11 - NPUBJNTMXKEHHOE 3HAYEHMUE:

Yron PE3AHUA HE YYTEH

th - APPROXIMATE VALUE: CUTTING
ANGLE NOT TAKEN INTO
CONSIDERATION

Y

h (wm) = fn-sink Kc (Hmm2)

Vc-fn-ap-Kc
60.000 - n

3DDEKTUBHAA ONUHA PEXYLLEN KPOMKU - PEKOMEHOOBAHHbIA PASMEP NMNACTUHbI
TRUE CUTTING EDGE LENGTH - RECOMMENDED INSERT SIZE
B YkasaHHble 3HAUYEHVS PEKOMEHAYIOTCS AMst ANUTENBHOM YepHOBOM 06paBoTk; Anst GOMee KOPOTKIX OMepaLmil MOXKHO YBEMUUYUTS
rnybuHy pesaHus.

Q (cm3/muH) Vc:-fn-ap

Pc (kBT) =

BI& Listed values are recommended for continuous use during roughing; greater cutting depth is possible for shorter operations.

=
=
=
=
-
Tz

le=04d | le=2/31|le=2/31 | le=1/21| le=1/2"| | le=1/21 | le=1/41 | le = 1/4

H2
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LUEPOXOBATOCTb NMOBEPXHOCTU
ROUGHNESS - MAXIMUM TROUGH-TO-PEAK HEIGHT

i - MakcumanbHas TeopeTnyeckas LWepoxoBaTocTb Rmax 3aBmcuT OT paanyca NnacTuHbl e 1 nogayn Ha o6opor fn.
- ®opmyrnbl 1 Tabnuupl, NpUBEAEHHbIE HA AAHHOW CTpaHuLe, NpubnmkeHHble ¢ gonylleHnemM, 4To Rmax = Rt, Ry, Rz..
- [lockonbKy HET YeTKOW MaTeEMaTMYECKON MoAeny 3aBUCMMOCTU MeXay pasnnyHbIMK crnocobamMmy U3MepeHust LLepoxoBaToCTy,
yKasaHHble B Tabnuue 3Ha4YeHns crnyxaTt TOMbKO Kak nokasaTernbHble.

= - The Maximum theoretical roughness Rmax is determined by a combination of the insert corner radius r, and the feed for revolution fn.
- The formulas and tables are listed on this page in an approximate form, with: Rmax = Rt, Ry, Rz..
- No mathematical relatioship exists for conversion between the various systems for measuring roughness; therefore, the values listed in
the table are to be considered merely indicative.

Rmax (MKm)
50 |
re=0,4
40 —
30
re=0,8
20
re=1,2
10 —
\ i i \ \ \ \ \ fin (nawe)
005 010 015 020 025 030 035 040
fn2 - 125 TEOPETUYECKOE MPUBNMXEHHOE 3HAYEHUNE —Rmax e
Rmax (MkM) = ——— fn (vm) =
- APPROXIMATE THEORETICAL FORMULA
re 125
LLUEPOXOBATOCTb MOBEPXHOCTM PAANYC nnACTVII.HE(’:W'M?ORNER RADIUS
ROUGHNESS — SURFACE FINISHING €
0,2 0,4 0,8 1,2 1,6 2,4
Ra Rt, Ry,Rz CL R (FR) MOMAYA HA OBOPOT - FEED PER REVOLUTION
MKM MKM fn (vm)
\Y% 50 180 - 220 N12 - / / / / / 1,94
\Y 25 90 - 110 N11 - / / / 0,97 1,12 1,38
\Y% 12,5 46 - 57 N10 R100 / / 0,57 0,7 0,81 0,99
\AY 6,3 23 - 32 N9 R40 / 0,29 0,42 0,51 0,59 0,72
\AY 3,2 12 - 16 N8 R25/R16 0,15 0,21 0,3 0,37 0,42 0,52
\YAY% 1,6 59-8 N7 R10 0,1 0,15 0,21 0,26 0,3 0,36
VA% 0,8 3-48 N6 R6,3 0,08 0,11 0,16 0,19 0,22 0,27
VvV 0,4 16-28 N5 R3,2/R2 0,06 0,08 0,12 0,15 0,17 0,21
VvV 0,2 1-1,8 N4 R1,25 0,05 0,07 0,09 0,12 0,13 0,16

MAKCUMAINbHASA PEKOMEHAOBAHHAS MOOAYA B COOTBETCTBUWU C PAMYCOM U FTEOMETPUEN MIACTUHBI (C YITIOM K = 75° - 105°)

MAXIMUM RECOMMENDED FEED ACCORDING TO THE RADIUS AND THE INSERT SHAPE (WITH ANGLE k = 75° - 105°)

PAOVYC MNACTUHBI I - INSERT RADIUS

TEOMETPUA 0,2 0,4 0,8 1,2 1,6 2.4
MNACTUHbI
INSERT SHAPE MAKCUMATBbHAA MOOAYA HA OBOPOT -MAXIMUM FEED PER REVOLUTION
fn (vm)

[3] 18 0,13 0,25 0,5 0,8 1,0 16
> B @ X | o008 0,16 0,32 0.5 0,63 10
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XAPAKTEPHbIE BUAbl U'3HOCA MNMNACTUH
TYPES OF TOOL WEAR

NYHKOOBPA3OBAHWME - CRATER WEAR

- YMEHbLUNTE CKOPOCTb - Reduce cutting speed

- YMeHbLUnTE nogavy - Reduce feed

- Bo3bmuTe Gonee N3HOCOCTOMKMI Crnnas - Change to a more wear-resistant grade
- OTperynupyiTe nogady COX - Supply cutting fluid in adequate volume

M3HOC MO 3AOHEW MOBEPXHOCTW - FLANK WEAR

- YBenuyste nogavy - Increase feed
- Bo3bmuTe Gonee M3HOCOCTONKMIA crnas - Change to a more wear-resistant grade
- YMEeHbLUMTE CKOPOCTb - Reduce cutting speed

BbIKPALLMBAHWE - CHIPPING

- BosbmuTe Goree npoyHsbIi cnnas - Change to a tougher grade
- MoBbicbTe cTabunbHocTb 06paboTkm - Increase machining stability
- CnnwKoM BbICOKasi CKOPOCTb pe3aHust - Cutting speed is too high

- Cnvwkom Bonbluas nogava - Feed rate is too high

MNNACTUYECKAA OE®POPMALMA - PLASTIC DEFORMATION

- OTperynupyite nogady COX - Supply cutting fluid in adequate volume
- YMeHbLUNTE CKOPOCTb - Reduce the cutting speeds

- Bo3bmuTe Gonee M3HOCOCTONKMI crnas - Change to a more wear-resistant grade
- YMeHbLUUTE nogavy - Reduce feed rate

HAPOCTOOBPA3OBAHWE - CHIP WELDING

- Increase cutting speed

- Tool grade with low affinity (coated grade -
cermet grade).

- Select an insert with a greater face rake angle

- YBenuyste CKOpPoCTb
- Wicnonbayinte nnacTuHbl C NOKPLITUEM
- BosbMuTe NnactuHy ¢ 6onbluvM 3a4HUM YrIioM

CKON PE3YLLEN KPOMKW - FRACTURE OF THE CUTTING EDGE

- Bo3bmuTe Gonee nNpoyHbIi crnnase

- YMeHbLUMTE nogavy

- BbibepurTe nnacTuHy ¢ yNpoYHEHHOW pexyLLen
KPOMKOW

- Change to a tougher grade
- Reduce feed rate
- Select an insert with reinforced cutting edge

W W W
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OTtpe3ka
O6paboTka
nasoB

2 engineering

YKA3AHUA U PEKOMEHOALIUM MO OTPE3KE
CUTTING INSTRUCTIONS AND SUGGESTIONS

Y6enutech, 4To pesel, HaxoauTcsa nog yrinom 90° K 3aroToBke; pexyLlas KpoMka
AOIMKHa ObITb napannernbHa 3arotoBke.

Make sure that the blade is placed at a 90° angle to the workpiece; the cutting edge
must be parallel to the workpiece.

YbeauTech, YTO 3aroToBKa HafeXHO 3admKCupoBaHa; Ha4YnMHanTe nNpoLecc pesaHns
6rvke K 3aKpenieHHOMY KOHLY.

Make sure that the workpiece is securely held in place; begin cutting near where it is
being held.

CTpyxka ByaeT cnnpanbHoi hopMbl; MPOBEPLTE, YTO LUMPUHA CTPYXKKM MEHbLLE
LUMPWHbI pe3aHns B < A

The chip will have a spiral shape; make sure that the width of the chip is less than the
width of cut B <A

Mpy NPUBNKEHNN K LLEHTPY 3aroTOBKM pexyLuas Kpomka JomkHa GbiTb pacrnonoxeHa
Ha +0,08 ...0,25 MM Hag oceBoW NUHUEN

When cutting to the center of a solid body, the cutting edge must be placed +0,08 to
0,25 mm above the center

Mpwn npubnmwxeHnn pesua K LeHTPY 3aroToBKW Ha MOCMEAHNX 5 MM CHU3bTe nogady
Ha 50%.
||
— —
When cutting to the center of a solid body, reduce the feed by 50% during the last
5 mm.

[na otpesku Tpyb 1 NonyyYeHns nNnockoro Topua npu oTpeske (6e3 606bILLKM)
MCnonb3ynTe NNacTUHy C HAaKMOHHOM pexyLuen KpoMkon. CHubTe nogady Ha 20-50%.

Use an insert with a tilted cutting edge when cutting tubes and for cuts without burrs.
Reduce the feed by 20% to 50%.
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YKA3AHUA U PEKOMEHOALIUM MO OBPABOTKE MNMA30B
GROOVING INSTRUCTIONS AND SUGGESTIONS

Y6eauTecs, 4To pesel, HaxoamTcs nod yrnom 90° k 3aroToBKe; pexyLyast KpoMKa AoshkHa
ObITb NapannenbHa 3aroToBke

Make sure that the tool is placed at a 90° angle to the workpiece; the cutting edge must be
parallel to the workpiece

npaBVIJ'IbHaﬂ nocnenoBatesibHOCTb Mpu 06p860TKe nas3oB CO CHATUEM CbaCOK

Proper sequence for making a groove and the corresponding chamfering

I'IpaBManaﬂ nocnenoBaTesibHOCTb NMpu 06p660TKe LKnBa

Proper sequence for grooving Pulley Races

I'IpaBManaﬂ nocrnenoBaTesibHOCTb Mpu 06pa60TKe LLIMPOKNX Na3oB

Proper sequence for making large races by means of deep grooving

[MpaBunbHasi nocnegoBaTenbHOCTb MPU YepHOBOW 06paboTke nasoB

Proper sequence for roughing during grooving

I'IpaBManaﬂ nocrnenoBaTefibHOCTbL Mpn 4MCTOBON 06pa60TKe nasoe

Proper sequence for finishing during grooving

H6
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YKA3AHUA U PEKOMEHOALIUX NO OBPABOTKE
MACHINING INSTRUCTIONS AND SUGGESTIONS

CXKATbIV BO3YX
COMPRESSED AIR

- [1nsi BBICOKOW NMPOM3BOAUTENBHOCTU PEXYLLEN KPOMKM Heobxoammo nsberatb konebaHus
TeMneparypbl

- [pun obpaboTke cTanu nepebiM BbIGOpOM AomkHa bbiTe 06paboTka 6e3 COX ¢ oxnaxgeHvem
cXaTblM BO3YXOM Yepes NaTpoH AN yAaneHus CTPYXKKU

- For good cutting edge efficiency it is necessary to avoid heat variations
- The highest-priority choice when processing steel is dry milling, preferably with compressed air
through the chuck to remove chips

BHYTPEHHAA MOAAYA COX
INTERNAL COOLANT

|

HAPY>XHAA MOOAYA COX
EXTERNAL COOLANT

- Mpu 06paboTke )KaponpoyHbIX CMaBoB pekoMeHayeTcst ucnonb3osate COX ans
OXNaXAEHNs 3aroTOBKM, a Takke AONOMHUTENBHOTO YAANEHUS CTPYXKKU

- Mpn 06paboTke antoMUHUSA 1 HepXXaBetoLLel cTanm pekomeHayeTcs ucnons3osatb COX ans
npenoTBpaLleHns o6pasoBaHusi HapocTa U obneryeHns yaaneHus CTpyKku

- Mpn obpaboTtke YyryHa pekomeHayetcs ncnons3doBate COX Ansa yMeHbLUEHWS konuyecTsa
obpasytoLeiics nbinu

- When processing heat resistant alloys, it is advisable to use cutting fluid for cooling the
material and for improving the removal of chips

- When machining stainless steel and aluminum it is advisable to use coolant to prevent mate-
rial from sticking and to facilitate the removal of chips

- When machining cast irons it is advisable to use coolant to cut down the amount of dust pro-
duced during processing

- Y106bI NOBBLICUTL CTAOWNBHOCTL UHCTPYMEHTA M TOYHOCTL 06paboTKM, pekomeHayeTcs
yCTaHaBnMBaTb MMHMMasIbHO BO3MOXHbIN BbineT A 1 B, a Takke ncnonb3osath dpesbl ¢
MakcumMarnbHO BO3MOXHbIM AnameTpoMm. [pu yMeHbLUeHUM BbinieTa MHCTpymeHTa Ha 20% unu
yBenuyeHnn gnametpa dpesbl Ha 20%, n3rnb ymeHbluaetcs Ha 50%

- For increased stability of the tool and greater processing precision, it is advisable to keep the
protrusions A and B as small as possible; it is also advisable to use a milling cutter with a diameter
that is as large as possible. A protrusion that is reduced by 20% reduces tool flexure by 50%

A diameter that is 20% larger can reduce tool flexure by 50%.
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YKA3AHUA U PEKOMEHOALIMX NO OBPABOTKE
MACHINING INSTRUCTIONS AND SUGGESTIONS

B cryyae HeOOCTaTO4HON KECTKOCTU CTaHKa, a Takke npu BUGPaLMsX U Lymax, peKOMeHayeTCst
NPOMOPLMOHANbHO YMEHBLUNUTb KOM-Bo 060POTOB B MUHYTY 1 nofavy

- If the machining conditions are not rigid, or if there are vibrations or sounds, it is advisable to
proportionally reduce the rpm and feed rate

- Ecnv no3BonsitoT ycrnoBus pesaHusi, MOXHO OCYLLECTBMSTL Bpe3aHue, kak nokasaHo Ha puc. B.
Mpwu BpesaHum no ocu (puc. A) cHusbTe nopady Ha 50%

- If the machining conditions allow it, it is suggested to penetrate as shown in Figure B. When
penetrating axially, as shown in Figure A, reduce the feed rate by 50%.

- Ecnu nossonsiot yCcnoBusa pesaHnsa, MOXHO OspaﬁaTblBaTb HaKNMOHHYK NOBEPXHOCTb
B HanpasneHnn, ykasaHHOM Ha PUCYHKe

- When the machining conditions allow it, back-machine the raking walls as shown in the figure

- Onsi yMeHbLUEHWsI LIEPOXOBATOCTM U YBEIMYEHUSI CTOWKOCTU UHCTPYMEHTa PEKOMEHAYETCSI
nonyTHoe cppe3epoBaHmne

- To obtain increased roughness and a longer life of the cutting edge, accordance machining is
suggested

H8
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BbICOKOCKOPOCTHASA OBPABOTKA

HIGH CUTTING SPEED MACHINING

BbICOKO-
CKOPOCTHOE
PE3SAHUE

MPEUMYLLEECTBA:

- CokpalleHue BpemMeHn 06paboTku, yBenmyeHve Npov3BoaUTENbHOCTY.

- Mpu 06paboTke npecc-hopm: CokpaLleHne KoNM4YecTBa py4YHbIX HACTPOEK U ANUTENbHON 06paboTKM SNEKTPOIPO3UEN.
- KayectBO 06paboTaHHO NMOBEPXHOCTY CPaBHUMO CO LnNncoBaHHOW, 6onee paBHomepHble 3D npodunu.

- BoamoxxHocTe 0bpabatbiBaTh 3akaneHHble Matepuarnsl ¢ TBepaocThio Ao 70 HRC.

- YMeHblLUeHVe aedopmaumm npu obpaboTke, ob6paboTka TOHKMX NMOBepxXHOCTen 6e3 aedopmauum.

- OTBOA Tenna co CTPY>KKOW, OTCYTCTBME AedopMaLui.

OBASATENbHLIE YCINOBUA ONA BEICOKOCKOPOCTHOWM OBPABOTKM:

- Mpodunb gomkeH 6biTb 3anporpammuposaH B CAD.

- Mopava COX gomkHa 6bITb BO3MOXHA BAOSb BCEro obpabaTbiBaeMoro npoduns, 3axofbl MHCTPYMEHTa AOSKHbI OCYLLECTBNATLCA
MOMYKPYroBbIMW ABVXKEHUSIMU MO KacaTeNbHOW K Npodunio, BAOMb BCErO NPOUnA AOMKEH ObiTb OAMHAKOBbIV NMPUMYCK.

- CtaHok gormkeH 6bITb NpegHasHavYeH AN BbICOKOCKOPOCTHOM 06paboTku: Gonbluo 06bem namaTu, BbICTPOE YTeHME NPOrpamMMHbIX
6rnokoB, BbICTPOE BpalleHMe LUNUHAENS, XXECTKOCTb, AMHAMUYHOCTb Y BbICOKast TOYHOCTb MO OCSIM.

- Vicnonbayiite TouHble, cbanaHCMpoBaHHbIE U CTabUbHbIE 3a>KMMHbIE NATPOHBI; pekoMeHayTca xBocToBukn HSK nnu 1ISO40.

- Vicnonbayiite MHOro3dybble dpesbl, cneumanbHO NpeAHa3HaYeHHbIe AN Takoro NPUMEHEHNS; PeKOMEHAYTCS LienbHble
TBEepAocnnaBHble dpesbl.

ADVANTAGES:

- Reduction of machine times, increase in productivity.

- In the dies: reduction of manual adjustments and long or deep EDM machining (electron discharge machining).
- Improved surface finishes that are comparable to grinding, more constant 3D profiles

- Possibility of machining tempered materials with hardness up to 70 HRC.

- Reduction of machining strain, machining of thin sections without deformations.

- Dispersion of the heat onto the chip, no deformation.

INDISPENSABLE FACTORS FOR HSC MACHINING:

- The profiles must be calculated with CAD

- The tool paths must include a fluid inlet for the tool being used for machining, semicircular movements with inlets that are tangent to
the profile intakes, and constant machining allowance on the entire profile to be executed.

- The machine must be designed for HSC machining: a large amount of data storage, fast reading of program blocks, fast chuck rota-
tion, rigidity, dynamic, and precision of the axes.

- Use precise, balanced, and stable chucks; HSK or ISO40 attachments are recommended.

- Use multi-toothed tools that were designed for this use; solid carbide milling cutters are recommended.
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NEPEMEHHbINA YIToNn NOABEMA CMUPANU U NEPEMEHHbIN LLAT
HELIX WITH VARIABLE ANGLE AND HEAD WITH IRREGULAR HELIX ANGLES

nepemMeHHbIN
yron cnupanm
irregular
helix angles

alza2-a3-04

nepeMeHHbIN wWar - variable pitch

XAPAKTEPUCTUKU:

- Y pexyLUmx KpOMOK (pesbl NEPEMEHHBIN Lar CNMpany, YTo NPUBOAUT K HEPABHOMEPHOMY
pacnpegerneHuio pexyLumx kpomok. ObbluHas dpesa co3gaeT MHoro BUGpauuii, Torga kak pesa ¢
nepeMeHHbIM LWaromMm racut BVI6paLI,VII/I, aaer bonee Ka4yeCTBEHHY0 YNCTOBYHO NOBEPXHOCTb U MOBbILLAET
CTOMKOCTb UHCTPYMEHTA.

MNPEVMYLLECTBA:

- ObpaboTka 6e3 BUbpaLmii

- BblLLe Ka4ecTBO Mosly4aemMoln NOBEPXHOCTU
- My6uHa pesaHusa bonblue

- MNopava 6onblue

- CTOWKOCTb MHCTPYMEHTa JoMblue

CTaHgapTHble (hpesbl C NeEpeMEHHbIM LLAaroM Npou3BOASTCS C YoM nogbema cnvpanu 35°/38°.
[ins 06paboTky Takux MaTepuanos, Kak antoMUHUIA U HEpPXaBEoLLas cTasb, Mbl MPOM3BOAMM (Ppe3bl C Yriom nogbema
cnupanu 43°/45°.

CHARACTERISTICS:

- The cutting-edges of the milling cutters feature a variable helix pitch; this results in an irregular division
of the cutting edges. A cutter with a normal helix pitch produces a lot of vibrations, whereas a differentia-
ted helix cutter eliminates all vibrations, produces a better finish and a longer tool life.

ADVANTAGES:

- Vibration-free manufacturing
- Better finish

- Higher cutting-depth

- Higher feed

- Longer tool life

Standard variable pitch cutters are manufactured with 35°/38° helix angle.

For materials such as aluminum and stainless steel we manufacture cutters with 43°/45° helix angles.
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YKA3AHUA U PEKOMEHOALIUM MO OBPABOTKE

MACHINING INSTRUCTIONS AND SUGGESTIONS

MOMYyTHOE ®PE3EPOBAHME - ACCORDANCE

VC =

BCTPEYHOE ®PE3EPOBAHVE - DISCORDANCE

VC =

MonyTHoe bpe3epoBaHve NpeanoyTUTENIbHEE B YCMOBUAX CTabUNbHOCTY U
[0CTaTO4HON MOLLHOCTY CTaHKa

Accordance milling is preferable if conditions of stability and machine power are present

«Vf

PeKomeH,qyemoe pacnonoxeHme NHCTpyMeHTa OTHOCUTENbHO 3aroToBKN

Reccomended position between workpiece and milling cutter

PekomeHayembit anameTp dpesbl (JD) B 3aBUCUMOCTY OT LUMPUHBI 06paboTkK ae:
anametp (ID) = +20-30% ot ae

Diameter (@D) of the flattening milling cutter that is reccomended according to the width
ae: diameter (@D) = +20-30% of ae

HOPMATbHbIV LIAT - STANDARD PITCH

[ns obuieit 06paboTkM CTanu Ha CTaHKax C HU3KON MOLLHOCTbIO

For generic steel machining with a low-power machine

H11
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YKA3AHUA U PEKOMEHOALIUU MO OBPABOTKE

MACHINING INSTRUCTIONS AND SUGGESTIONS

KPYMHbIN AT - WIDE PITCH

[ns 06paboTKM Nerkmx crnnaBoB, ayCTEHUTHOWN HEPXXaBEIOLLEN CTanu, XXaponpoYHbIX
CMNaBoB, Ha CTaHKaXxX C HU3KOW MOLLHOCTBIO U AN G0MbLUON ANWHBI MHCTPYMEHTa
For machining light alloys, austenitic stainless, heat-resistent alloys, with a low-power
machine, and with long tools

MEJIKUI LUAT - FINE PITCH

¢

[Ins 06paboTkM YyryHa B CTaBUIbHbIX YCMOBUSIX HA CTAHKaX C BbICOKOW MOLLHOCTbIO

For machining gray iron, under stable conditions with a powerfull machine

MIACTUHA C PAOWNYCOM - INSERT WITH RADIUS

e

MNACTUHA C NIOCKOW MOBEPXHOCTbIO
INSERT WITH PLANE SURFACE

e S

MNACTUHA C BAMNEPOM
SCRAPING INSERT

HoctaTovHo 6onbLuas LepoxoBaToCTb 06pa6aTb|BaeM0|71 NOBEPXHOCTU, aaxe npu
HU3KKUX nogadax

A surface with a high degree of roughness lis achieved, even with a low feed rate

[locTaToyHO xopoLuas LWepoxoBaToCTb Npu X (MM) MeHbLUE UM PpaBHOM NMoAaye Ha
060poT hpesbl

Surface with a good degree of roughness lis achieved only if X (mm) is greater than
or equal to the feed per revolution of the milling cutter

MoBEPXHOCTH C XOpOLLEel LEePOXOBATOCTLIO, 0COBEHHO NOAXOANT Ansi 06paboTkm

yyryHa
A surface with a good degree of roughness is obtained which is especially suitable for
machining cast iron

r

H12




L e

TPCtooIsl

2 engineering

®dpesepoBaHue - Milling - Frasen - Fraisage - Fresado

NMPUHATBLIE COKPALLEHUA N ®OPMYIbI
GENERAL ACRONYMS AND FORMULAS

puc. 1

ae (mv) = lWWMPVHA PE3AHNA = CUTTING-PARTING WIDTH

ap (mm) = MYBUNHA PE3AHUA = DEPTH OF AXIAL CUTTING

D (mm) = INAMETP ®PES3bI = MILLING DIAMETER

fn (wm) = NOJAYA/ OBOPOT = FEED / REV.

fz (vm) = NOJAYA HA 3Yb =TOOTH FEED

hm (vm) = CPEAHAA TONWNHA CTPYXKN = CHIP ‘S AVERAGE THICKNESS

K = KO3®PULIMEHT NOAA4YM = FACTOR OF FEED

Kc (H/MM2) = YOEJNIbHAA CUJTA PESAHNA = SPECIFIC CUTTING FORCE

Ke1.1 (H/MM2) = YOENbHAA NMPOYHOCTb MATEPUATIA = SPECIFIC TEARING FORCE OF MACHINED MATERIAL

(CM. TABNNLLY MATEPUATOB HA CTP. H 46/52)

mc = UHKPEMEHT YAENbHOW CUIIbl PE3AHUSA
(CM. TABNNLIY MATEPWAINOB HA CTP. 46/52)

N (06/muH - mun™1) = KONIMYECTBO OBOPOTOB/ MMH.

(SEE MATERIALS TABLES, PAGE H 46/52)

= SPECIFIC CUTTING FORCE INCREMENT
(SEE MATERIALS TABLES, PAGE H 46/52)

= NUMBER OF REVOLUTIONS / MIN’

Pc (xB1) = MOTPEBNAEMAA MOWHOCTb = ABSORBED POWER

Q (CM3/MMH) = OBbEM CHVYMAEMOW CTPY>KKW = VOLUME OF CHIP REMOVED

Ve (w/muH) = CKOPOCTb PE3AHUA = CUTTING SPEED

VF (Mm/muH) = CKOPOCTb NMOfA4N = FEED RATE

z = KONIMYECTBO 3YBbEB = NUMBER OF TEETH

n (0,7-0,85) = KN CTAHKA = MECHANICAL EFFICIENCY OF THE MACHINE

we (°) = YTIoNn PESAHUA = CUTTING ANGLE

k ) = [MABHbI YTON B MINAHE = SIDE CUTTING EDGE ANGLE — ENTERING ANGLE
P (°) = OCEBOW MEPEQHUM YrONn = AXIAL ANGLE

(3HAYEHME YKASAHO HA CTPAHWLIE C ®PE30W)

Y ) = PAOVANBHbIN NEPEOHMI YION }
(3HAYEHVE YKA3AHO HA CTPAHWLIE C ®PE30W)

(VALUE LISTED ON EACH MILLING CUTTER PAGE)

= RADIAL RAKE ANGLE
(VALUE LISTED ON EACH MILLING CUTTER PAGE)

Y0 () = HOPMAbHBI MEPEAHNIA YTON = TRUE RAKE ANGLE
(3HAYEHVIE YKASAHO HA CTPAHULIE C ®PE3OM) (VALUE LISTED ON EACH MILLING CUTTER PAGE)
YW (0°/+30°) = HOPMATbHbIV MEPEHNA YTON PEXKYLEWM MNACTUHBI = FRONT RAKE ANGLE
D-314-n ] Ve - 1000
Vc (MMuH) =————————— N (06/MuH - MuH™') = —————
1000 D- 3,14
Vf
Vf (Mm/muH) = fz-n-z fn(mm)= fz-z fz (vm) = n-z

ae - ap - Vf 1-0,015 - (yo+yw)

ae rap - Vf

Q (cm3/mun) = Pc (kBT) = ———— — - K¢ Kc (HmMm2) = * Kel.1
1000 60.000.000 - hmme
puc. 1 ae/D<0,3
2-ael 2-ae2

we (°) = arcsin( ) + arcsin( o )

hm-3,14-D - we
sin k - ae - 360
360 - fz - ae - sin k

ae a
hm (mm) = 314-D - we hmzfz"\li fzzhm'-\,% hmzfz'-\’—dg fz=hm- alp

H 13
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®OPMYIbl ANA ®PE3EPOBAHUA METOAOM CMUPANIbHOWU MHTEPNONALUK
MILLING FOR CIRCULAR INTERPOLATION - FORMULAS

BHYTPEHHAA CMMUPANIbHAA UHTEPMNONALNA
INTERNAL CIRCULAR INTERPOLATION

@De? - @Di?
ae (vm) =
4 - (@De - @D)
@D
Vf (Mm/MuH) = (1- )'n-fz-z
@De
HAPY>XHAA CMUPANTbHAA MHTEPMONALUA
EXTERNAL CIRCULAR INTERPOLATION
@De? - @Di?
ae (Mm) = -
4 - (JDi + @D)
@D
Vf (Mm/muH) = (1 + ~)n-fz-z

@Di

BbILUEYKASAHHBIE MHCTPYKLIMU TAKXKE MPUMEHWMbI K HAPESAHUIO PE3bE, HO B JAHHOM CITYYAE OHU OTHOCATCA K CMINPAIIbHOW MHTEPMONALIAN
THE ABOVE-MENTIONED INSTRUCTIONS ALSO APPLY TO THREADING, BUT IN THIS CASE THEY REFER TO HELICAL INTERPOLATION

H14



L ol

®peseposaHue - Milling - Frasen - Fraisage - Fresado TPCtOO'S;
2 engineering

PACYET CMUPAIIbHOWU MHTEPNONALUU
CALCULATION OF HELICAL INTERPOLATION

f(mm)= (@D1-@D)-3,14-tan B

& “f” HAKOIrOA HE OOJIKHO MPEBLIWATbL “h”
! “f” SHOULD NEVER BE HIGHER THAN “h”

B (°) =Yron BPESAHUA - RAMPING ANGLE

3HAYEHME B YKASAHO HA CTPAHULIE C COOTBETCTBYIOLLI/M APTUKYIIOM
FOR B VALUES SEE PAGE ITEM IN QUESTION

PACYHET AJIMHblI BPE3AHUA
CALCULATION OF RAMPING LENGTH

ap
L1 (vm) = tan p
B(°)  =YroM BPE3AHUS - RAMPING ANGLE

L1 (mm) = ONAHA BPE3AHUA - RAMPING LENGTH
ap (mv) = TYBVMHA ®PE3SEPOBAHNWA - DEPTH OF AXIAL CUTTING

3HAYEHME B YKASAHO HA CTPAHULIE C COOTBETCTBYIOLLMM APTUKYJTOM
FOR B VALUES SEE PAGE ITEM IN QUESTION

H15
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OBPABOTKA METOAIOM CMUPANbHOW MHTEPNONALUW, ®PE3EPOBAHUE OTBEPCTUM B LIENIbHOM 3ATOTOBKE

HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

TOPLEBBIE U PACOYHbIE ®PE3bI
FACE AND CHAMFERING MILLING CUTTERS

=

@D1min

MUHUMATNBbHBIA AUWAMETP MHTEPMONALMA
MINIMUM DIAMETER OF INTERPOLATION

MAKCUMAJIbHbIN AUAMETP UHTEPTMONALNN
MAXIMUM DIAMETER OF INTERPOLATION

MAKCUMATbHAA LWUMPUHA ®PE3EPOBAHNA
MNP HANN4YNN CKBO3HOIO OTBEPCTUA
MAXIMUM MILLING WIDTH WITH THROUGH

HOLE
oe o ep e BO 0O ) P e
A A Blind hole oug ole
O[] _ oD | OA
@D1 min. | fmax. | @D1 max.| fmax. ae f

T 306W 016 - 09 SD.. 0903.. 16 | 242 | 285° 37,4 1,5 454 1,5 17,2 ()
T 306W 020 - 09 SD.. 0903.. 20 | 282 19,5° 454 1,5 53,4 1,5 21,2 (...)
T 306W 025 - 09 SD.. 0903.. 25 | 332 13,5° 55,4 1,5 63,4 15 26,2 (..)
T 306W 032 - 09 SD.. 0903.. 32 | 40,2 9,5° 69,4 15 77,4 15 33,2 (..)
T 309W 032 - 09 SD.. 0903.. 32 | 40,2 9,5° 69,4 1,5 77,4 1,5 33,2 ()
T 309W 040 - 09 SD.. 0903.. 40 | 482 7° 85,4 1,5 93,4 15 41,2 (...)
T 309W 050 - 09 SD.. 0903.. 50 | 58,2 5,5° 105,4 15 113,4 15 51,2 (...)
T 309W 063 - 09 SD.. 0903.. 63 | 71,2 4° 131,4 15 139,4 1,5 64,2 (...)
T 309W 080 - 09 SD.. 0903.. 80 | 88,2 3° 165,4 1,5 173,4 1,5 81,2 (...)
T 309W 100 - 09 SD.. 0903.. 100 | 1082 | 25° 2054 1,5 2134 1,5 101,2 (...)
T 309WF 032 - 09 SD.. 0903.. 32 | 40,2 9,5° 69,4 1,5 77,4 1,5 33,2 (...)
T 309WF 040 - 09 SD.. 0903.. 40 | 48,2 7° 85,4 1,5 93,4 1,5 41,2 (...)
T 309WF 050 - 09 SD.. 0903.. 50 | 58,2 5,5° 105,4 1,5 1134 1,5 51,2 (..))
T 309WF 063 - 09 SD.. 0903.. 63 | 71,2 4° 131,4 1,5 139,4 1,5 64,2 (...)
T 309WF 080 - 09 SD.. 0903.. 80 | 88,2 3° 165,4 1,5 173,4 1,5 81,2 (...)
T 309WF 100 - 09 SD.. 0903.. 100 | 1082 | 25° 2054 1,5 2134 1,5 101,2 (...)
T 309GW 063 - 09 SD.. 0903.. 63 | 71,2 4° 131,4 1,5 139,4 1,5 64,2 (..))
T 309GW 080 - 09 SD.. 0903.. 80 | 88,2 3° 165,4 1,5 173,4 1,5 81,2 (...)
T 309GW 100 - 09 SD.. 0903.. 100 | 1082 | 25° 2054 1,5 2134 1,5 101,2 (...)

I - N5 CKBO3HbLIX OTBEPCTU PACCHUTANTE 3HAYEHVE f MO ®OPMYJIE HA CTP. H15 Bl - FOR THROUGH HOLES, CALCULATE f USING THE FORMULA ON PAGE H15
B= _FUR DURCHGANGSLOCHER IST f UBER DIE FORMEL VON SEITE H15 ZU BERECHNEN Il - EN CAS DE TROUS DE PASSAGE CALCULER f MOYENNANT LA FORMULE PAGE H15

.
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OBPABOTKA METOLOOM CMUPAIIbHOWU UHTEPNONALUUU, ®PE3EPOBAHUE OTBEPCTUW B LIENIbHOWU 3ATOTOBKE
HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

®PE3bl AJ11 OBPABOTKHM YCTYINOB
SHOULDER MILLING CUTTERS

@D1min

MVHUMANBHBLIV OQUAMETP WHTEPMONALMN
MINIMUM DIAMETER OF INTERPOLATION

MAKCUMAJIbHbIN AUAMETP MHTEPMONALNN
MAXIMUM DIAMETER OF INTERPOLATION

MAKCUMAJTbHAA LWWMPUHA PESAHNA
NP1 HANN4YN CKBO3HOIO OTBEPCTUA
MAXIMUM MILLING WIDTH WITH THROUGH

HOLE
Oe OTBEPCTHE BO3HOE OTBEp
o " _ . @D e e
@D1 min. | fmax. | D1 max.| fmax. ae f

T 986 016 - 10 AP..1003.. 16 3,5° 25,3 1,0 30,5 1,0 14 (-.)
T 986 020 - 10 AP..1003.. 20 1,5° 33,3 1,0 38,5 1,0 18 (-..)
T 986 025 - 10 AP..1003.. 25 0,9° 433 1,0 48,5 1,0 23 (...)
T 986 032 - 10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 (...)
T 986W 015 - 10 AP..1003.. 15 4° 233 1,0 28,5 1,0 13 (...)
T 986W 016 - 10 AP..1003.. 16 3,5° 25,3 1,0 30,5 1,0 14 (...)
T 986W 017 - 10 AP..1003.. 17 3° 27,3 1,0 32,5 1,0 15 ()
T 986W 018 - 10 AP..1003.. 18 2,5° 29,3 1,0 34,5 1,0 16 ()
T 986W 019 - 10 AP..1003.. 19 2° 31,3 1,0 36,5 1,0 17 ()
T 986W 020 - 10 AP..1003.. 20 1,5° 333 1,0 38,5 1,0 18 ()
T 986W 022 - 10 AP..1003.. 22 1,5° 37,3 1,0 42,5 1,0 20 ()
T 986W 024 - 10 AP..1003.. 24 1° 41,3 1,0 46,5 1,0 22 ()
T 986W 025 - 10 AP..1003.. 25 0,9° 433 1,0 48,5 1,0 23 ()
T 986W 028 - 10 AP..1003.. 28 0,9° 49,3 1,0 54,5 1,0 26 (-..)
T 986W 029 - 10 AP..1003.. 29 0,8° 51,3 1,0 56,5 1,0 27 ()

= - ANA CKBO3HbIX OTBEPCTUWN PACCUUTAMTE 3HAYEHWE f MO ®OPMYJIE HA CTP. H15 Bl - FOR THROUGH HOLES, CALCULATE f USING THE FORMULA ON PAGE H15
B= _FUR DURCHGANGSLOCHER IST f UBER DIE FORMEL VON SEITE H15 ZU BERECHNEN Il - EN CAS DE TROUS DE PASSAGE CALCULER f MOYENNANT LA FORMULE PAGE H15
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OBPABOTKA METOAOM CMUPANIbHOW MHTEPNONALUW, ®PE3EPOBAHUE OTBEPCTUM B LIENIbHOM 3ATOTOBKE

HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

0e OTBEpCTHE BO3HOE OTBEPCTUE
O[] " : @D S e
R @D1 min. | fmax. |@D1 max.| fmax. ae f
T 986W 030 - 10 AP..1003.. 30 0,8° 53,3 1,0 58,5 1,0 28 ()
T 986W 032-10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 ()
T 986GW 020 - 10 AP..1003.. 20 1,5° 33,3 1,0 38,5 1,0 18 ()
T 986GW 025 - 10 AP..1003.. 25 0,9° 43,3 1,0 48,5 1,0 23 ()
T 986GW 032-10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 ()
T986GXL  020-10 AP..1003.. 20 1,5° 33,3 1,0 38,5 1,0 18 (...)
T986GXL  025-10 AP..1003.. 25 0,9° 433 1,0 48,5 1,0 23 ()
T986GXL  032-10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 ()
T986GXL  040-10 AP..1003.. 40 - 73,3 1,0 78,5 1,0 38 (...)
T 986XLZ 015 - 10 AP..1003.. 15 4° 23,3 1,0 28,5 1,0 13 (...)
T 986XLZ 016 - 10 AP..1003.. 16 3,5° 25,3 1,0 30,5 1,0 14 (...)
T 986XLZ 017 - 10 AP..1003.. 17 3° 27,3 1,0 32,5 1,0 15 (...)
T 986XLZ 018 - 10 AP..1003.. 18 2,5° 29,3 1,0 34,5 1,0 16 (...)
T 986XLZ 019 - 10 AP..1003.. 19 2° 31,3 1,0 36,5 1,0 17 (...)
T 986XLZ 020 - 10 AP..1003.. 20 1,5° 33,3 1,0 38,5 1,0 18 ()
T 986XLZ 022 - 10 AP..1003.. 22 1,5° 37,3 1,0 42,5 1,0 20 ()
T 986XLZ 024 - 10 AP..1003.. 24 1° 41,3 1,0 46,5 1,0 22 ()
T 986XLZ 025 - 10 AP..1003.. 25 0,9° 43,3 1,0 48,5 1,0 23 ()
T 986XLZ 028 - 10 AP..1003.. 28 0,9° 49,3 1,0 54,5 1,0 26 ()
T 986XLZ 029 - 10 AP..1003.. 29 0,8° 51,3 1,0 56,5 1,0 27 ()
T 986XLZ 030 - 10 AP..1003.. 30 0,8° 53,3 1,0 58,5 1,0 28 ()
T 986XLZ 032 - 10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 (...)
T 986XLZM 016 - 10 AP..1003.. 16 1,5° 253 1,0 30,5 1,0 14 ()
T 986XLZM 020 - 10 AP..1003.. 20 1,5° 333 1,0 38,5 1,0 18 ()
T986XLZM 025 - 10 AP..1003.. 25 0,9° 433 1,0 48,5 1,0 23 (...)
T 987 020 - 10 AP..1003.. 20 1,5° 33,3 1,0 38,5 1,0 18 ()
T 987 025 - 10 AP..1003.. 25 0,9° 43,3 1,0 48,5 1,0 23 (...)
T 987 032-10 AP..1003.. 32 0,6° 57,3 1,0 62,5 1,0 30 ()
T 988 040 - 10 AP..1003.. 40 - 73,3 1,0 78,5 1,0 38 (...)
T 988 050 - 10 AP..1003.. 50 - 93,3 1,0 98,5 1,0 48 (...)
T 988 063 - 10 AP..1003.. 63 - 119,3 1,0 1245 1,0 61 ()
T 988W 040 - 10 AP..1003.. 40 - 73,3 1,0 78,5 1,0 38 ()
T 988W 050 - 10 AP..1003.. 50 - 93,3 1,0 98,5 1,0 48 ()
T 988W 063 - 10 AP..1003.. 63 - 19,3 1,0 1245 1,0 61 ()
T 988GW 040 - 10 AP..1003.. 40 - 73,3 1,0 78,5 1,0 38 ()
T 988GW 050 - 10 AP..1003.. 50 - 93,3 1,0 98,5 1,0 48 ()
T 988GW 063 - 10 AP..1003.. 63 - 119,3 1,0 1245 1,0 61 ()
T 1596 025 - 16 AP..1604.. 25 3,5° 40,6 1,5 48,0 1,5 23 ()
T 1596 032 - 16 AP..1604.. 32 2,0° 54,6 1,5 62,0 1,5 30 ()
T 1596 040 - 16 AP..1604.. 40 1,5° 70,6 1,5 78,0 1,5 38 (..)
T 1596W 025 - 16 AP..1604.. 25 3,5° 40,6 1,5 48,0 1,5 23 (...)
T 1596W 032 - 16 AP..1604.. 32 2,0° 54,6 1,5 62,0 1,5 30 ()
T 1596W 040 - 16 AP..1604.. 40 1,5° 70,6 1,5 78,0 1,5 38 ()
T1596XLZ  025- 16 AP..1604.. 25 3,5° 40,6 1,5 48,0 1,5 23 ()

I - N5 CKBO3HbLIX OTBEPCTU PACCHUTANTE 3HAYEHVE f MO ®OPMYJIE HA CTP. H15 Bl - FOR THROUGH HOLES, CALCULATE f USING THE FORMULA ON PAGE H15
B= _FUR DURCHGANGSLOCHER IST f UBER DIE FORMEL VON SEITE H15 ZU BERECHNEN Il - EN CAS DE TROUS DE PASSAGE CALCULER f MOYENNANT LA FORMULE PAGE H15
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OBPABOTKA METOAIOM CMUPATNIbHOW MHTEPMNONALUW, ®PE3EPOBAHUE OTBEPCTUM B LIENIbHOM 3ATOTOBKE

HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

A A Blind hole oug ole
of _ @D
@D1 min. | fmax. | D1 max.| fmax. ae f
T1596XLZ  032- 16 AP..1604.. 32 2,0° 54,6 1,5 62,0 1,5 30 ()
T1596XLZ 040 - 16 AP..1604.. 40 1,5° 70,6 1,5 78,0 1,5 38 (...)
T 1596XLZM 025 - 16 AP..1604.. 25 3,5° 40,6 1,5 48,0 1,5 23 (...)
T 1596XLZM 032 - 16 AP..1604.. 32 2,0° 54,6 1,5 62,0 1,5 30 (...)
T 1597 025 - 16 AP..1604.. 25 3,5° 40,6 1,5 48,0 1,5 23 ()
T 1597 032 - 16 AP..1604.. 32 2,0° 54,6 1,5 62,0 1,5 30 ()
T 1597 040 - 16 AP..1604.. 40 1,5° 70,6 1,5 78,0 1,5 38 ()
T 1598 040 - 16 AP..1604.. 40 1,8° 70,6 1,5 78,0 1,5 38 ()
T 1598 050 - 16 AP..1604.. 50 1,0° 90,6 1,5 98,0 1,5 48 ()
T 1598 063 - 16 AP..1604.. 63 0,7° 116,6 1,5 124,0 1,5 61 ()
T 1598 080 - 16 AP..1604.. 80 0,6° 150,6 1,5 158,0 1,5 78 ()
T 1598 100 - 16 AP..1604.. 100 0,4° 190,6 1,5 198,0 1,5 98 ()
T 1598 125 - 16 AP..1604.. 125 0,3° 240,6 1,5 248,0 1,5 123 ()
T 1598W 040 - 16 AP..1604.. 40 1,8° 70,6 1,5 78,0 1,5 38 ()
T 1598W 050 - 16 AP..1604.. 50 1,0° 90,6 1,5 98,0 1,5 48 (-.)
T 1598W 063 - 16 AP..1604.. 63 0,7° 116,6 1,5 124,0 1,5 61 ()
T 1598W 080 - 16 AP..1604.. 80 0,6° 150,6 1,5 158,0 1,5 78 ()
T 1598W 100 - 16 AP..1604.. 100 0,4° 190,6 1,5 198,0 1,5 98 (...)
T 1598W 125 - 16 AP..1604.. 125 0,3° 240,6 1,5 248,0 1,5 123 (...)
T1598GW 040 - 16 AP..1604.. 40 1,8° 70,6 1,5 78,0 1,5 38 (...)
T 1598GW 050 - 16 AP..1604.. 50 1,0° 90,6 1,5 98,0 1,5 48 ()
T 1598GW 063 - 16 AP..1604.. 63 0,7° 116,6 1,5 124,0 1,5 61 ()
T 1598GW 080 - 16 AP..1604.. 80 0,6° 150,6 1,5 158,0 1,5 78 ()
T 1598GW 100 - 16 AP..1604.. 100 0,4° 190,6 1,5 198,0 1,5 98 ()
T 1598GW  125-16 AP..1604.. 125 0,3° 240,6 1,5 248,0 1,5 123 ()
T8001-6W-020-02-10 LNMM 10086.. 20 4° 33,5 3,0 38,5 4,0 18 ()
T8001-6W-020-03-10 LNMM 1008.. 20 4° 33,5 3,0 38,5 4,0 18 ()
T8001-6W-025-02-10 LNMM 1006.. 25 3,5° 43,5 4,0 48,5 4,0 23 ()
T8001-6W-025-03-10 LNMM 1006.. 25 3,5° 43,5 4,0 48,5 4,0 23 ()
T8001-6W-032-03-10 LNMM 1006.. 32 3° 57,5 4,0 62,5 45 30 ()
T8001-6W-032-04-10 LNMM 1006.. 32 3° 57,5 4,0 62,5 45 30 ()
T8001-6W-040-04-10 LNMM 1006.. 40 2° 73,5 35 78,5 4,0 38 ()
T8001-6W-040-05-10 LNMM 10086.. 40 2° 73,5 35 78,5 4,0 38 ()
T8001-8W-040-04-10 LNMM 10086.. 40 2° 73,5 4,0 78,5 4,0 38 (...)
T8001-8W-040-05-10 LNMM 10086.. 40 2° 73,5 4,0 78,5 4,0 38 (...)
T8001-8W-050-05-10 LNMM 10086.. 50 1,5° 93,5 35 98,5 35 48 ()
T8001-8W-050-07-10 LNMM 10086.. 50 1,5° 93,5 35 98,5 35 48 ()
T8001-6W-032-02-15 LNMM 1510.. 32 2,5° 54,0 3,0 62,0 2,0 30 ()
T8001-6W-032-03-15 LNMM 1510.. 32 2,5° 54,0 3,0 62,0 2,0 30 (...)
T8001-6W-040-03-15 LNMM 1510.. 40 2° 70,0 3,0 78,0 4,0 38 (...)
T8001-6W-040-04-15 LNMM 1510.. 40 2° 70,0 3,0 78,0 4,0 38 ()
T8001-8W-050-03-15 LNMM 1510.. 50 2° 90,0 4,0 98,0 5,0 48 ()
T8001-8W-050-04-15 LNMM 1510.. 50 2° 90,0 4,0 98,0 5,0 48 ()
T8001-8W-063-04-15 LNMM 1510.. 63 2° 116,0 5,0 124,0 5,0 61 ()
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OBPABOTKA METOIOM CMUPANIbHOW UHTEPNONALUW, ®PE3EPOBAHUE OTBEPCTUM B LIENIbHOM 3AFOTOBKE

HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

0e oTBEpCTHE BO3HOE OTBEPCTHE
oI " : @D e e
R @D1 min. | fmax. |@D1 max.| fmax. ae f
T8001-8W-063-06-15 LNMM 1510.. 63 2° 116,0 5,0 124,0 5,0 61 ()
T8001-8W-080-05-15 LNMM 1510.. 80 1,5° 150,0 5,0 158,0 5,0 78 ()
T8001-8W-080-07-15 LNMM 1510.. 80 1,5° 150,0 5,0 158,0 5,0 78 ()
T 1900.86W 010-01.07 BD.. 0703.. 10 6° 15,4 1,78 19,0 2,97 8 (-..)
T 1900.86W 012-02.07 BD.. 0703.. 12 3,5° 19,4 1,42 23,0 2,11 10 ()
T 1900.86W 014-02.07 BD.. 0703.. 14 3° 23,4 1,55 27,0 2,14 12 ()
T 1900.86W 016-03.07 BD.. 0703.. 16 1,8° 27,4 1,12 31,0 1,48 14 ()
T 1900.86W 020-04.07 BD.. 0703.. 20 1,4° 35,4 1,18 39,0 1,46 18 (...)
T 1900.86W 025-05.07 BD.. 0703.. 25 1,0° 45,4 1,12 49,0 1,32 23 (...)
T 1900.89W 018-03.07 BD.. 0703.. 18 1,6° 31,4 1,18 35,0 1,49 16 (...)
T 1900.89W 022-03.07 BD.. 0703.. 22 1,2° 39,4 1,14 43,0 1,38 20 (...)
T 1900.89W 022-04.07 BD.. 0703.. 22 1,2° 39,4 1,14 43,0 1,38 20 (...)
T 1900.89W 028-05.07 BD.. 0703.. 28 0,9° 51,4 1,15 55,0 1,33 26 (...)
T 1900.89W 035-07.07 BD.. 0703.. 35 0,7° 65,4 1,17 69,0 1,30 33 ()
T 1900.86W 016-02.11 BD.. 11T3.. 16 3 25,3 1,53 30,0 2,30 14 ()
T 1900.86W 020-03.11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 ()
T 1900.86W 025-03.11 BD.. 11T3.. 25 2,5° 433 2,51 48,0 3,15 23 ()
T 1900.86W 032-04.11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.86XLW 020-02-11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 ()
T 1900.86XLW 025-02-11 BD.. 11T3.. 25 2,5° 43,3 2,51 48,0 3,15 23 ()
T 1900.86XLW 032-02-11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.86XLW 040-02-11 BD.. 11T3.. 40 0,7° 73,3 1,28 78,0 1,46 38 ()
T 1900.86XLW 040-03-11 BD.. 11T3.. 40 0,7° 73,3 1,28 78,0 1,46 38 ()
T 1900.86MW 016-02.11 BD.. 11T3.. 16 3° 25,3 1,53 30,0 2,30 14 ()
T 1900.86MW 020-03.11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 ()
T 1900.86MW 025-03.11 BD.. 11T3.. 25 2,5° 433 2,51 48,0 3,15 23 ()
T 1900.86MW 032-04.11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.86XLMW 018-02-11 BD.. 11T3.. 18 3 29,3 1,86 34,0 2,63 16 (..)
T 1900.86XLMW 020-02-11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 (...)
T 1900.86XLMW 020-03-11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 ()
T 1900.86XLMW 022-02-11 BD.. 11T3.. 22 2,5° 37,3 2,09 42,0 2,74 20 ()
T 1900.86XLMW 022-03-11 BD.. 11T3.. 22 2,5° 37,3 2,09 42,0 2,74 20 ()
T 1900.86XLMW 025-02-11 BD.. 11T3.. 25 2,5° 433 2,51 48,0 3,15 23 ()
T 1900.86XLMW 025-03-11 BD.. 11T3.. 25 2,5° 433 2,51 48,0 3,15 23 ()
T 1900.86XLMW 032-02-11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.86XLMW 032-03-11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.88W 040-05.11 BD.. 11T3.. 40 0,7° 73,3 1,28 78,0 1,46 38 ()
T 1900.88W 050-05.11 BD.. 11T3.. 50 - - - - - - ()
T 1900.88W 063-06.11 BD.. 11T3.. 63 - - - - - - ()
T 1900.88W 080-07.11 BD.. 11T3.. 80 - - - - - - ()
T 1900.89W 016-02.11 BD.. 11T3.. 16 3° 25,3 1,53 30,0 2,30 14 ()
T 1900.89W 020-03.11 BD.. 11T3.. 20 5° 33,3 3,65 38,0 4,94 18 ()
T 1900.89W 022-03.11 BD.. 11T3.. 22 2,5° 37,3 2,09 42,0 2,74 20 ()
T 1900.89W 025-03.11 BD.. 11T3.. 25 2,5° 43,3 2,51 48,0 3,15 23 ()
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OBPABOTKA METOLAOM CMUPANTIbHOW UHTEPMONSALUUU, ®PE3EPOBAHUE OTBEPCTUN B LIENIbHOW 3ATOTOBKE

HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

56 OTEEDCTHE I
o " _ : @D S e
@D1 min. | fmax. |@JD1 max.| fmax. ae f
T 1900.89W 028-03.11 BD.. 11T3.. 28 1,5° 49,3 1,75 54,0 2,14 26 ()
T 1900.89W 028-04.11 BD.. 11T3.. 28 1,5° 49,3 1,75 54,0 2,14 26 ()
T 1900.89W 032-04.11 BD.. 11T3.. 32 1,5° 57,3 2,08 62,0 2,47 30 ()
T 1900.89W 035-04.11 BD.. 11T3.. 35 1° 63,3 1,55 68,0 1,81 33 ()
T 1900.89W 035-05.11 BD.. 11T3.. 35 1° 63,3 1,55 68,0 1,81 33 ()
T 1900.86W 025-02.17 BD.. 1704.. 25 4,5° 40,4 3,81 48,0 54 23 ()
T 1900.86W 032-03.17 BD.. 1704.. 32 2,5° 54,4 3,07 62,0 3,9 30 ()
T 1900.86W 040-04.17 BD.. 1704.. 40 2° 70,4 3,33 78,0 4,0 38 ()
T 1900.86XLMW 025-02-17 BD.. 1704.. 25 4,5° 40,4 3,81 48,0 54 23 ()
T 1900.86XLMW 032-03-17 BD.. 1704.. 32 2,5° 54,4 3,07 62,0 3,9 30 ()
T 1900.86XLMW 040-04-17 BD.. 1704.. 40 2° 70,4 3,33 78,0 4,0 38 ()
T 1900.88W 040-04.17 BD.. 1704.. 40 2° 70,4 3,33 78,0 4,0 38 ()
T 1900.88W 050-04.17 BD.. 1704.. 50 1,5° 90,4 3,32 98,0 3.8 48 ()
T 1900.88W 063-05.17 BD.. 1704.. 63 1° 116,4 2,93 124,0 33 61 ()
T 1900.88W 080-06.17 BD.. 1704.. 80 1° 150,4 3,86 158,0 42 78 ()
T 1900.88W 100-07.17 BD.. 1704.. 100 0,5° 190,4 2,48 198,0 2,6 98 ()
T8002-6W-016-02-11 VDKT 11T2.. 16 35° 25,7 8,5 31,0 8,5 30 ()
T8002-6W-020-02-11 VDKT 11T2.. 20 26° 33,7 8,5 39,0 8,5 38 ()
T8002-6W-025-03-11 VDKT 11T2.. 25 19,5° 43,7 8,5 49,0 8,5 48 (...)
T8002-9W-016-02-11 VDKT 11T2.. 16 35° 25,7 8,5 31,0 8,5 30 ()
T8002-9W-020-02-11 VDKT 11T2.. 20 26° 33,7 8,5 39,0 8,5 38 ()
T8002-9W-025-03-11 VDKT 11T2.. 25 19,5° 43,7 8,5 49,0 8,5 48 ()
T8002-8W-042-03-22 VCKT 2205.. 42 23° 713 15 81,0 15 82 ()
T8002-8W-052-03-22 VCKT 2205.. 52 17° 91,3 15 101,0 15 102 ()
T8002-8W-066-04-22 VCKT 2205.. 66 12,5° 119,3 15 129,0 15 130 ()
T8002-9W-032-02-22 VCKT 2205.. 32 35° 51,3 15 61,0 15 62 ()
T8002-9W-042-03-22 VCKT 2205.. 42 23° 71,3 15 81,0 15 82 ()

= - ANA CKBO3HbIX OTBEPCTUWN PACCUUTAMTE 3HAYEHWE f MO ®OPMYJIE HA CTP. H15 Bl - FOR THROUGH HOLES, CALCULATE f USING THE FORMULA ON PAGE H15
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OBPABOTKA METOOOM CMNUPANIbHOW UHTEPNONALNKN, ®PE3EPOBAHUE OTBEPCTUN B LIENIbHOW 3ATOTOBKE
HELICAL INTERPOLATION MACHINING, BORES MADE IN THE SOLID BODY

d (Mm) MNnactuHel - Insert
05 07(01) 07(02) 10 12 16
(mMm) (Mm)

@ob1 @D1 f @b1 @D1 f @b1 @D1 f @b1  @D1 f @b1 ©@D1 f @b1  @D1 f
ad min max max | min max max | min max max | minh max max | min max max | min  max max
10 11 19 |15
12 15 23 2 13 24 |15
15 21 29 2 17 29 2
16 23 31 2 19 31 3
20 31 39 2 27 39 3 21 39 125
25 41 49 2 37 49 3 31,5 49 4 27,5 49 |35
30 47 59 3 41,5 59 4
32 51 63 3 455 63 4 41,5 63 5 33 63 3
35 57 69 3 51,5 69 4 47,5 69 5
40 61,5 79 4 57,5 79 5 50 79 6
42 65,5 83 4 61,5 83 5
50 77,5 99 5 70 99 6
52 815 | 103 | 5 74 103 | 6
63 103,5| 125 | 5 96 125 | 6
66 109,5| 131 | 5 102 131 | 6
80 137,5| 159 | 5 130 159 | 6
100 170 199 | 6
125 220 | 249 | 6
160 290 319 | 6

Rt (mm) FTYBUHA MA3A
Rt (mm) GROOVE DEPTH

Rt =05- (@D -\ @D2-ae2)

() d (Mm) MnactuHbl - Insert
f 05 07(01) 07(02) 10 12 16
(Mm)
Rt
1 0,051 0,036 0,036 0,025 0,021 0,016
2 0,209 0,146 0,146 0,101 0,084 0,063
3 0,338 0,338 0,230 0,191 0,142
4 0,417 0,343 0,254
8 0,670 0,546 0,401
6 0,804 0,584
7 0,806
8 1,072
a 1 1 1 1 2 3
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BPE3HOE ®PE3EPOBAHME T706 - T708 - T709
OBLIQUE PLUNGE MACHINING T706 - T708 - T709

@D d=05 ap=2,5 d=07 ap=3,5 d=10 ap=5 d=12 ap=6 d=16 ap=8
10 R =289
L=4,52
12 R=138° R=227°
L=10,17 L=836
15 R=86° R =20°
L=16,53 L=96
16 R=77° R=16,8°
L=185 L=116
20 R=69° R =11° R =39°
L = 20,65 L=18 L=6,17
25 R= 4° R=73° R=143° R=26°
L=3575 L=273 L=196 L=123
30 R=54° R=93°
L=37 L=30,5
32 R=49 R=86° R=143° R=43°
L =408 L=33 L=235 L=8,57
35 3 R=43° R=73° B=119°
L =465 L=39 L=284
40 R=58° R=93° R=14,5°
L =492 L=366 L =309
42 R=54° R=83°
L=52,9 L=41,1
50 L R=6,1° R=95°
L = 56,1 L=478
R B=57° R =288
L = 60,1 L=516
e R=43° R=71°
L=798 L=64,2
66 R=41° R=6°
L=837 L=76,1
80 R=32° R=45°
L=107,3 L=101,6
100 R=37°
L=1237
125 R=28°
L=1635
160 R=18°
L=254,5

Tmax (Mmm) MAKCUMAITIbHAA MYBUHA BPE3AHUA MO OCH
Tmax (mm) MAXIMUM DEPTH OF VERTICAL PENETRATION

d (Mm) MNnacTtuHebl - Insert

05 07(01) | 07(02) 10 12 16

Tmax (Mm) 1,2 1,8 1,8 2,6 3,6 4,5
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KOHTYPHOE ®PE3EPOBAHUE T706 - T708 - T709
OBLIQUE BACK MILLING T706 - T708 - T709

16

ap max
(Mm) 15

14

13

12

11

10

@De (3®PEKTUBHBbINA) MPU KOHTYPHOM ®PE3EPOBAHUU
OBLIQUE DRIVEN MACHINING @De (EFFECTIVE)

@De (vm) = @D - cos (o - arc cos ( 9b-2ae
@D

@De (Mm) = @D - sin (a + arc cos ( _@D-2-ae )
@D

YTOBbIl M3BEXATb CKOPOCTU PE3AHWA B LIEHTPE ®PES3bI,
PEKOMEHOYETCA NMPON3BOANTb OBPABOTKY MO YITIOM A= 12-15°

TO AVOID CUTTING SPEED TO THE CENTER OF THE MILLING CUTTER, IS
RECOMMENDED TO MACHINING WITH INCLINATION o= 12-15°

LUEPOXOBATOCTb Rmax B SABUCUMOCTHU OT LLATA ®PE3bI
Rmax ROUGHNESS DEPENDS ON MILLING PITCH

%]} ae Rmax

(Mm) (Mm) (Mm)

8 0,5 0,008

10 0,6 0,009

Rmax =0,5- (@D -V @D2 - ae?) 12 0.7 0,010

16 0,8 0,010

@De 20 0,8 0,010
25 1,2 0,014

30 1,3 0,014

32 1,4 0,015
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NMPUBNIMKEHHBLIA PACYET 3®®EKTUBHOIO AUAMETPA (@De)
APPROXIMATION OF EFFECTIVE DIAMETER (@De) DURING

@De = 2-\/D - ap - ap?

1
ap
@De
@D 1 2 3 4 5 6 8 10 12 16 20 25 32
0,01 0,2 0,28 | 0,35 0,4 0,45
0,02 0,28 0,4 049 | 0,56 | 0,63 | 0,68 0,8
0,05 044 | 062 | 0,77 | 0,89 | 0,99 | 1,09 | 126 | 1,41 | 155
0,1 0,6 0,9 1,1 1,3 1,4 1,5 1,8 2,0 2,0 2,5 2,8 3,2 3,6
0,2 0,8 1,2 1,5 1,7 2,0 2,2 2,5 2,8 3,1 3,6 4,0 4,5 5,0
0,3 0,92 1,4 1,8 2,1 2,4 2,6 3,0 3,4 3,7 4,3 4,9 54 6,2
0,5 1 1,72 2,2 2,7 3,0 3,3 3,9 4,4 4,8 5,6 6,2 7,0 7,9
1,0 2 2,8 3,5 4,0 4,5 53 6,0 6,6 7,7 8,7 9,8 11,1
143 3 3,9 4,6 5,2 6,2 7,1 7,9 9,3 10,5 | 11,9 | 135
2 4 4,9 57 6,9 8,0 8,9 10,6 12 13,6 | 155
2,5 5 5,9 7,4 8,7 9,7 1,6 | 13,2 15 17,2
3 6 7,7 9,2 10,4 | 125 | 14,3 | 162 | 187
3,5 7,92 9,5 10,9 | 132 | 152 | 17,3 | 20,0
= 4 @be 8 9,78 | 11,3 | 13,9 16 18,3 | 21,2
5,0 100 | 11,82 | 14,8 | 17,3 | 20,0 | 232
6,0 12 155 | 18,3 | 21,4 | 250
7,0 159 | 191 | 22,4 | 26,5
8,0 16,0 | 196 | 233 | 27,7
9,0 19,9 | 240 | 288
10,0 20,0 | 24,5 | 297
11,0 24,8 | 30,4
12,0 250 | 31,0
13,0 31,4
14,0 31,7
15,0 31,9
16,0 32,0
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OBJIACTb MPUMEHEHUSA T746..W../T748..W../T749..W..
APPLICATION FIELD T746..W../T748..W../T749..W..

B A D1 D1 ae
APT. max max min max max

@) (Mm) | (Mm) | (Mm) | (Mm)
T746LW/XLW 025-06 - T849W 025-06 25 5° 33 47 20
T746LW/XLW 026-06 - T849W 026-06 26 4,5° 35 49 21
T746LW/XLW 032-06 - T849W 032-06 32 3,5° 47 61 27
T746LW/XLW 033-06 - T849W 033-06 33 3° 49 63 28
T748W 040-06 40 2° 63 77 35
T746LW/XLW 032-08 - T849W 032-08 32 10° 37 61 26
T746LW/XLW 033-08 - T849W 033-08 33 15 8° 10 40 63 27
T746LW/GLW/XLW/GXLW 040-08 - T849W/GW 040-08 40 ’ 6° ' 53 77 34
T748W 050-08 50 40 72 97 44
T748W 052-08 52 76 101 46
T748W 063-08 63 550 98 123 57
T748W 066-08 66 ’ 104 129 60
T748W 080-08 80 1,5° 132 157 74
T748W 100-08 100 1° 172 197 94

OBJIACTb MPUMEHEHUSA T1402.8W..
APPLICATION FIELD T1402.8W..

@D |apmax| f A @D1 | @D1 ae

max | max min max | max

(mm) | (mm) | () | (mm) | (mm) | (mm) | (Mm)
T1402.8W-050-03-14 50 43 73 95 43
T1402.8W-050-04-14 50 43 73 95 43
T1402.8W-052-03-14 52 4 77 99 45
T1402.8W-052-04-14 52 4 77 99 45
T1402.8W-063-04-14 63 5 27 15 99 121 56
T1402.8W-063-05-14 63 27 ’ 99 121 56
T1402.8W-066-04-14 66 25 105 127 59
T1402.8W-066-05-14 66 25 105 127 59
T1402.8W-080-05-14 80 1.9 133 155 73
T1402.8W-080-06-14 80 1.9 133 155 73
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OBPABOTKA OCEBbIM BPE3AHUEM
AXIAL PENETRATION MACHINING

Makc. 12 mm

OBPABOTKA METOQOM CMUPANBHOW UHTEPMONALUK
HELICAL INTERPOLATION MACHINING

- PACYET AVAMETPA OKPY>KHOCTU, NMPOXOAALEN YEPES LIEHTP MIHCTPYMEHTA
- CALCULATION OF THE DIAMETER IN THE CENTRE OF THE INSERT

@dc (vm) = @D1 - @D

- ap HA 3YB HE MOXET lMPEBBILLATb ap max
- ap PER REVOLUTION CANNOT EXCEED ap max

- MOMNYTHOE ®PE3EPOBAHNE
- MACHINING IN CONCORDANCE

D1

PEKOMEHOALIW MO NPUMEHEHWIO:

- PekoMeH[0BaHHbIE PEXMMbI MOTYT MEHSITLCS B 3aBUCUMOCTM OT YCroBuii 06paboTku.

- Ans Bpe3Horo dpesepoBaHns 1 06paboTku cnmpanebHON MHTepnonsAuven nogaya AomkHa ObiTe Makcumym 60% OT pekoMeHA0BaHHOM.
- B cnyyae cnuiikomM BbICTPOro M3Hoca pexyLLEen KPOMKU PEKOMEHIYETCS CHU3WUTb CKOPOCTb pe3aHust (ap) Unn Konmyectso 06opoToB (n)
n nopavy (fz).

- PekomeHpayeTcsa Ucnonb3oBaTth CaTblii BO3AYX.

SUGGESTIONS FOR USE :

- The recommended parameters are subject to variations depending on the machining conditions

- For ramping and helical interpolation apply 60% max. of the recommended feed

- In case of early wearing of the cutting edge we recommend a reduction of the cutting speed (ap) or of the number of revolution (n) and
constant feed (fz).

- The use of compressed air is recommended
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NMPUHATBIE COKPALLEHUA U ®OPMVYIbI
GENERAL ACRONYMS AND FORMULS

At (um2) = MNOLWA/b OTBEPCTUS = BORE AREA
@D (mm) = IMAMETP CBEPJIA = DRILL DIAMETER
o (um) = MOJAYA/ OBOPOT = FEED / REV.
Ff  (H) = OCEBASI CUITA PE3AHUS = AXIAL THRUST
h  (vm) = PACCTOSTHME [10 3ATOTOBKM = DISTANCE OF APPROACH
Kc (Himm2) = VAENbHASI CUNA PE3AHMS = SPECIFIC CUTTING FORCE
L (vm) = [MYBUHA CBEPNEHNS = DRILLING DEPTH
Mc (Hm) = BPALLAIOLMM MOMEHT = TORQUE
N (o6/muH - w1y = KONIMYECTBO OBOPOTOB B MUHYTY = NUMBER OF REVOLUTIONS / MIN
Pc (xBr) = NOTPEB/SEMASI MOLLHOCTb = ABSORBED POWER
Q  (cm3/mun) = OBEbEM CHUMAEMOW CTPYKKM = VOLUME OF CHIP REMOVED
TC  (MuH) = BPEMS1 CBEPTNIEHUSA = DRILLING TIME
Ve (wimmh) = CKOPOCTb PE3AHMSI = CUTTING SPEED
VF  (Mm/mmH) = CKOPOCTb MOAAYM = FEED RATE
n  (0,7-0,85) = KMA CTAHKA = MECHANICAL EFFICIENCY OF THE MACHINE
@D -314-n A Vc - 1000
Vc (M/muH) = N (06/MWH - MuH™') =
1000 @D - 3,14
VF (Mm/MnH) fon vi-At
MM/MWH) = : 3 -
cM°/MuH) =
QU ) 1000

3,14 - @D2 L+h

At (mm2) = 27 7 TC (MUH) = ————
4 Vf

Pc (kBr) = Q -Ke - sin K

60 - 1000 - n

. 2 .
Mc (H'm) = f-Ke . @b - sin K sinK =1 (k=90°) CBEPNA CO CMEHHbLIMW NIACTUHAMM - INSERT DRILLS

1000 8 sinK = 0,91 (k=70°) LENLHLIE TBEPOOCMNABHBIE CBEPMA - CARBIDE DRILLS
@D

FfH) = 0,7 T -f-Kc-sin K NMPUBNMXEHHOE 3HAYEHUE - APPROXIMATE

YOEJNBbHAA CUIA PESAHUA (KC) B BABUCUMOCTU OT MATEPUATNA (MPUBJIMXKEHHOE SHAYEHWE)
SPECIFIC CUTTING FORCE (Kc) FOR MATERIAL GROUP (APPROXIMATE)

P Kc P Kc P Kc P Kc P Kc
1 1690 10 | 2600 15 | 1440 21 880 31 3250
2 1900 11 3060 16 | 1630 22 880 32 | 4130
3 1900 12 | 2340 17 | 1530 23 | 880 33 | 4020
4 2090 13 | 2340 18 | 1690 24 | 880 34 | 4130
5 2090 141 | 2690 19 | 1650 25 | 880 35 | 4130
6 1900 142 | 2690 20 | 1780 26 | 880

7 2200 27 | 880

8 2500 28 | 880

9 2800
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TEOPETUYECKOE OTKITOHEHUWE ONA CBEPJ1 CO CMEHHbBIMU MJIACTUHAMMW (PEKOMEHAYETCS TONMbLKO AN TOKAPHBIX CTAHKOB)
THEORETICAL OFFSET FOR INSERT DRILLS (RECOMMENDED ONLY FOR LATHE MACHINING)

@D TTC TTBC TDQ @D TTC TTBC TDQ
XMax | @Max | XMax | @Max | XMax | @ Max XMax | @Max | XMax | @Max | XMax | @ Max
13 - - - - - - 32,5 3,10 | 38,70 - - - -
14 - - - - - - 33 3,00 | 39,00 - - 0,40 | 33,80
15 - - - - 1,20 17,40 | 33,5 2,90 39,3 - - - -
15,5 - - - - 1,10 17,70 34 2,80 39,60 — - 0,10 34,20
16 - - - - 0,90 17,80 | 34,5 2,65 39,8 - - - -
16,5 - - - - 0,80 18,10 35 2,50 | 40,00 - - 1,50 | 38,00
17 - - - - 0,70 18,40 | 35,5 2,40 | 40,30 - - - -
17,5 1,50 | 20,50 - - 0,60 18,70 36 2,30 | 40,60 - - 1,30 | 38,60
18 1,40 | 20,80 - - 0,50 19,00 | 36,5 2,15 | 40,80 - - - -
18,5 1,30 | 21,10 - - 0,30 19,10 37 2,00 | 41,00 - - 0,90 | 38,80
19 1,20 21,40 2,50 24,00 0,20 19,40 8@ 1,90 41,30 — — - -
19,5 1,10 | 21,70 - - 0,10 19,70 38 1,80 | 41,60 | 500 | 48,00 | 0,70 | 39,40
20 1,00 22,00 — — 1,10 22,20 38,5 1,65 41,80 — - - -
20,5 0,80 | 22,10 - - 1,05 | 22,60 39 1,50 | 42,00 - - 0,50 | 40,00
21 1,60 24,20 — — 1,00 23,00 39,5 1,35 42,2 — - - —
21,5 1,55 | 24,60 - - 0,75 | 23,00 40 1,20 | 42,40 - - 2,70 | 45,40
22 1,50 | 25,00 - - 0,60 23,20 41 1,00 | 43,00 - - 2,45 | 45,90
22,5 1,35 | 25,20 - - 0,50 | 23,50 42 4,20 | 50,40 - - 2,10 | 46,20
23 1,25 | 25,50 - - 0,35 | 23,70 43 4,00 | 51,00 - - 1,90 | 46,80
23,5 1,15 | 25,80 - - 1,40 | 26,30 44 3,70 | 51,40 - - 1,70 | 47,40
24 1,00 | 26,00 | 3,00 | 30,00 1,35 | 26,70 45 3,50 52,00 - - 1,50 | 48,00
24,5 0,90 | 26,30 - - 1,20 | 26,90 46 3,30 | 52,60 - - 1,20 | 48,40
25 0,80 | 26,60 - - 1,10 | 27,20 47 3,00 | 53,00 - - 0,90 | 48,80
25,5 0,40 | 26,30 - - 0,90 | 27,30 48 2,70 | 53,40 | 3,00 | 54,00 | 0,70 | 49,40
26 2,50 | 31,00 - - 0,80 | 27,60 49 2,50 | 54,00 - - 0,40 | 49,80
26,5 2,35 | 31,20 - - 0,60 | 27,70 50 2,20 | 54,40 - - 3,70 | 57,40
27 2,20 | 31,40 - - 0,50 | 28,00 51 2,00 | 55,00 - - 3,40 57,8
27,5 2,15 | 31,80 - - 0,40 | 28,30 52 1,80 | 55,60 - - 3,10 | 58,20
28 2,10 | 32,20 - - 0,25 | 28,50 59 1,50 | 56,00 - - 2,80 58,60
28,5 2,00 | 32,50 - - 0,15 | 28,80 54 1,20 | 56,40 - - 2,60 | 59,20
29 1,80 | 32,60 - - 0,10 | 29,20 55 0,80 | 56,60 - - 2,40 | 59,80
29,5 1,65 | 32,80 - - 0,00 | 29,50 56 0,60 57,20 - - 2,20 | 60,40
30 1,50 | 33,00 | 4,00 | 38,00 1,10 | 32,20 57 0,50 58,00 - - 2,00 | 61,00
30,5 1,10 | 32,70 - - - - 58 0,40 | 58,80 - - 1,70 | 61,40
31 3,50 | 38,00 - - 0,90 32,80 59 0,00 - - - 1,50 | 62,00
31,5 3,30 | 38,10 - - - - 60 - - - - 1,10 | 62,20
32 3,20 | 38,40 - - 0,60 | 33,20

B CJTYHAE M1CIMOJIb3OBAHNA CBEPIT C OTKIIOHEHVMEM HEOBXOAMMO CHU3WTL MNMOOAYY HA 30-50%

WHEN OFFSET DRILLS ARE USED, IT IS NECESSARY TO REDUCE FEED RATE BY UP TO 30-50%.

e ———
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YKA3AHUA U PEKOMEHAOALIUM MO OBPABEOTKE CBEPJTIAMU CO CMEHHBIMU MNACTUHAMU

INSTRUCTIONS AND SUGGESTIONS FOR MACHINING USING INSERT DRILLS

- Heobxogumo, 4To6bl NNOCKOCTb 2, B KOTOPOW HAaXOAATCS NaCTUHBI,
Oblna napannensHa NIockocTn 1, B KOTOPON NepeMeLlaeTcsi KonmoHHa
cTaHka

- It is absolutely necessary for surface 2, on which the drill inserts are
located, to be parallel to surface 1, on which the lathe turret moves

- Heobxogumo obecneunTb COOCHOCTb CBEpria 1 3aroTOBKM Ha CTaHKe

- It is absolutely necessary for the drill axis and the workpiece axis to be
coaxial on the late

- Onsa otBepcTun rmybuHon 6onee 1x anametpa (JD) Heobxoauma nogada COX yepes
OTBEPCTUSI B KOpMyce cBepra

- For bores that are deeper than 1x diameter (@D), it is absolutely necessary for the cut-
tin g fluid to be fed through the drill

i\

%
i

- Ecnun nopgada COXX TonbKko HapykHasi, MakcMmarnbHO BO3MOXHas rrybuHa oTBepCTus
He [JOoMmKHa npeBbiwaTth 1x gnametpa (ID)

- When the cutting fluid is outside of the drill, it is possible to achieve a maximum bore
lenght of 1x diameter (@D)

P
(6ap) 4
5
T~
4 \\‘\
—
3 —~ T~ 4xD
——
) — ——[3xD
T——2xD
1
. @D
14 20 30 40 50 60 (mm)
(n/?AMH)“
50 4xD
20 /,/ __—3xD
30 | A H2xp
L= /
20 1
/
10
_ oD
= (vwm)

14 20 30 40 50 60
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- P = [laBneHne COX
- P = Coolant Pressure

- Q = CkopocTb notoka COX
- Q = Coolant flow rate

- B Tabnuue ykasaHbl cnpaBoyHble NapaMeTpbl Ansi ropu3oHTanbHon o6paboTku
- Reference values for horizontal machining are indicated in the tables

- B cnyyae BepTukanbHo 06paboTkm napameTpbl AOMKHbI 6bITh yBenuueHsl Ha 30-40%
- For vertical machining the values should be increased by 30-40%

- Ecnn cTpyxka xopoLuo fiomaetcs, napameTpbl MOXHO NoHU3UTb Ha 30-40%
- If chip breakage is good it is possible to reduce the values by 30-40%

- Ecnu cTpyxka nnoxo nomaetcs, napaMeTpbl Heobxoanmo yBenuuutb Ha 30-50%
- If chip breakage is not good it is recommended to increase the values by 30-50%
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YKA3AHUA U PEKOMEHOALIUM MO OBPABOTKE CBEPJIIAMU CO CMEHHbLIMU MITACTUHAMU
INSTRUCTIONS AND SUGGESTIONS FOR MACHINING USING INSERT DRILLS

- Mnockas NOBEPXHOCTb, ONTUMalibHble YCIOBUSA

- Level surface, optimum condition

- BbII'IyKJ'Iaﬂ NOBEPXHOCTb, HOPpMalibHbl€ YCIoBUA

- Convex surface, adequate condition

- BorHyTtas noBepxHOCTb, HebnaronpusaTHble ycroBusi; cHuabTe nogadvy Ha 30-50%

- Surface concave, precarious condition; reduce feed rate by 30-50%

- HaknoHHasi noBepxHOCTL Ha BXoAe, HEGNaronpuATHLIE YCIOBUS; CHU3LTE nofady
Ha 30-50%

- Surface tilted at inlet, precarious condition; reduce feed rate by 30-50%

- HaknoHHas noBepxHOCTb Ha BbIXoAe, HEGNaronpuUaTHbIE YCNOBUS; CHU3bTE Nnogady
Ha 30-50%

- Surface tilted at outlet, precarious condition; reduce feed rate by 30-50%

- Korga ceepno npocsepnnBaeT 0TBEpCTME HACKBO3b, MOXET BbINETETb OCTATOYHBI
OVCK Ha BbICOKOWM CKOPOCTU; ybeanTech, YTO onepaTop CTaHKa 3alyuLleH
COOTBETCTBYIOLLMM 06pasom

- When making through bores during turning, a small disk is formed which might be
ejected at high speeds; make sure that the operator is adequately protected.

- HeoBxoammo, 4tobbl cBepro Gbino HagexkHo 3athmMKCMpPOBaHO, MOITOMY He
peKoMeHzyeTcsl UCMONb30BaTh NacTUyHbIE LiaHru Tuna ER

- It is necessary for the drill to be held securely in place; therefore, ER type elastic
clamps are not recommended

- Ceepna TTC, TDQ MoryT UCrnonb30BaTbCs Ha CTaHKax C
BpaLLaloLLMMCs UHCTPYMEHTOM W HEMOABWKHOW 3aroTOBKON
COBMECTHO C 9KCLIEHTPWYHOW BTYIIKOW: apT.

TPUH n TECR

- C Brynkon TPUH.. cBepna mMoryT 6bITb HaCTPOEHbI

Ha -0.1 ... +0.3mm

- C Brynkon TECR.. cBepna mMoryT 6bITb HaCTPOEHbI

Ha -0,2 ... +0,5Mm

- TTC, TDQ, drills can be used on machines with rotating
drill and stationary workpiece, with offset bushings: part no.
TPUH and TECR

- The drills, can be offset to -0.1 and +0.3mm with TPUH..

- The drills, can be offset with adjustment from -0,2 to +0,5 with
TECR..
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CBEPIA C KPEINJIEHUEM B ABYX MNJIOCKOCTAX
DRILLS WITH DOUBLE CLAMPING PLANE

LleHTpanbHas nnacTtuHa

PMC 1 pacnoroxeHa Bbllle
. OCW 3aroTOBKM KpenneHue
Central insert over Clamping nnOCKOCTb A
the piece axis PLANE A

g
,,,, -

MIIOCKOCTb B

PLANE B
PVIC 2 LleHTpanbHas nnacTtuHa
. pacronoxeHa Hke KpenneHve
OCM 3aroToBKU Clamping OCKOCTbL B
Central insert under PLANE B

the piece axis

b

1124

MIOCKOCTb A
PLANE A

B CNYYAE HE WQEANIbHOW PABOTbI CBEPJIA (HAMPUM., MPU KPEMMIEHUM KAK HA PUC. 1),
NMOBEPHUTE EIO HA 180°, YTOBbl CMEHUIIACbH MJTIOCKOCTb KPEIMJIEHUA (PUC. 2)

IN CASE OF IMPERFECT OPERATION OF THE DRILL (EX.FIG1),
TURN IT BY 180° SO AS TO CHANGE THE CLAMPING PLANE (EX.FIG2).
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Cxema c6opku TMU.C...10W - Montageschema TMU.C...10W - Schéma de montage TMU.C...10W

[ - Bcrasbre ceprio (2) B kopnyc dracodHoro Moaynst TMU.C...10W (1)
- Mepemectute nnactuHel (3) Grivdke k ceepny (2)
- Pacnonoxwute BepLuMHy haco4HO NacTMHbl Ha PacCTosiHUK 2/3 LWMPWHBI 3yHa OT pexyLLEel KpoMkM ceepra (cM. puc. Ha cTp. C 25)
- MpwxmnTe NnacTuHbl (3) K XBOCTOBUKY cBepria (2) 1 3aTaHUTE BUHTHLI (4)
- 3ataHuTe WwTndThl (5), 4TOOLI 3adukcrpoBaTb cBeprio (3)

BIE - Insert the drill (2) in the body of chamferer TMU.C...10W (1)
- Bring the inserts (3) close to the drill (2)
- Place the top of the chamferer insert at 2/3 of the drill pitch flank from the cutting edge (refer to the figure on p. C 25)
- Place the inserts (3) on the flank of the drill (2) and tighten the screws (4)
- Tighten the grub screws (5) to lock the drill (3) in place

EE _ Bohrer (2) in den Kérper des Abschragwerkzeugs TMU.C...10W (1) einsetzen
- Wendeschneidplatten (3) an den Bohrer (2) annahern
- Spitze der Anschrag-Wendeschneidplatte auf 2/3 des Schraubenriickens des Bohrers ab der Schneidkante positionieren (siehe
Abbildung Seite C 25)
- Wendeschneidplatten (3) an den Riicken des Bohrers (2) annahern und die Schrauben (4) anziehen
- Stifte (5) anziehen, um den Bohrer (3) zu blockieren

I B - Insérer la pointe (2) dans le corps du dispositif de biseautage TMU.C...10W (1)
- Rapprocher les plaquettes (3) de la pointe (2)
- Positionner le sommet de la plaquette du dispositif de biseautage a 2/3 du dos de I'hélice de la pointe a partir du fil tranchant
(voir image Pages.C 25)
- Approcher les plaquettes (3) du dos de la pointe (2) et serrer les vis (4)
- Serrer les goujons (5) pour bloquer la pointe (3)

Cxema c6opku TMU.ER...10 - TMU.ER...10 assembly scheme - Montageschema TMU. ER...10 - Schéma de montage TMU.ER...10

s - Bcrasbre uaHry (2) B kpyrnyto raiiky (4)
- BcTaBbte cBeprio (3) B LaHry (2) u 3atsHuTe Kpyrnyto raviky (4) Ha natpoHe ..ER.. (1)
- MprBMHTUTE chbacouHbIn Modynb (5) k Kpyrmon ravike (4) n HaHecuTe Ha pe3bby cmasky “Monukot”
- MpwxmnTe nnactutbl (7) k ceepny (3)
- PacnonoxwTe BepLuvHy haco4HON NacTUHbI HA paccTosHUM 2/3 LWNPUHBI 3y6a OT pexyLuert KPOMKU cBepra (CM. puc. Ha cTp. C 26)
- MpugepxuBas dacoyHbI MOAYNb, 3aTAHUTE KPYryto ramky (5)
- Paamectute nnactuHbl (7) Ha ceeprie (3) n 3aTaHUTe BUHTHI (6)

B8 - Insert the collet (2) in the ring nut (4)
- Insert the drill (3) in the collet (2) and tighten the ring nut (4) in the ..ER.. chuck (1)
- Screw the part with the insert holder blades (5) in the ring nut (4) and apply some Molycote on the thread
- Bring the inserts (7) close to the drill (3)
- Place the top of the chamferer insert at 2/3 of the drill pitch flank from the cutting edge (refer to the figure on p. C 26)
- Tighten the ring nut (5) while keeping the insert holder blades still.
- Place the inserts (7) on the drill (3) and tighten the screws (6)

EEN . Spannzange (2) in die Nutmutter (4) einsetzen
- Bohrer (3) in die Spannzange (2) einsetzen und die Nutmutter (4) im Dorn ..ER.. (1) anziehen
- Den Teil mit den Wendeschneidplattenhalter-Schwertern (5) in der Nutmutter (4) anschrauben und das Molycote auf das Gewinde auftragen
- Wendeschneidplatten (7) an den Bohrer (3) annahern
- Spitze des Anschrag-Wendeschneidplatten auf 2/3 des Schraubenriickens des Bohrers ab der Schneidkante positionieren
(siehe Abbildung Seite C 26)
- Nutmutter (5) anziehen und dabei die Wendeschneidplattenhalter- Schwerter festhalten.
- Wendeschneidplatten (7) an den Bohrer (3) heranfiihren und die Schrauben (6) anziehen

I B - Insérer la pince (2) dans la bague (4)
- Insérer la pointe (3) dans la pince (2) et serrer la bague (4) dans le mandrin ..ER.. (1)
- Visser la partie avec les lames porte-plaquette (5) dans la bague (4) et appliquer le Molycote sur le filet
- Rapprocher les plaquettes (7) de la pointe (3)
- Positionner le sommet de la plaquette du dispositif de biseautage a 2/3 du dos de I'hélice de la pointe a partir du fil tranchant
(voir image Pages C 26)
- Serrer la bague (5) en tenant les lames porte-plaquette fixes.
- Approcher les plaquettes (7) de la pointe (3) et serrer les vis (6)

T
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Pa3mep nHcTtpyMeHTa ans cHatus cacku TMU.C..10W B c6ope
Aussenabmessungen abschragwerkeuge TMU.C..10W - Encombrements chanfreineurs TMU.C..10W

1 4=2D1
J
KoL @dp aD1 @D2 L2
5 35 36,5 26
TMU.C025.0506.10W 55 35 37 26
6 35 36 26
6,5 35 36 26
7 35 36,5 26
TMU.C025.0608.10W
75 35 37 26
8 35 37,5 26
8,5 35 37,5 26
9 35 38 26
TMU.C025.0810.10W
9,5 35 38,5 26
10 35 39 26
10,5 35 39 26
11 35 39,5 26
TMU.C025.1012.10W
11,5 35 41 26
12 35 41 26
12,5 35 41 26
13 35 41 26
TMU.C025.1214.10W
13,5 35 41 26
14 35 41,5 26
14,5 40 43 26
15 40 43 26
TMU.C032.1416.10W
15,5 40 435 26
16 40 44 26
16,5 40 45 26
17 40 45 26
TMU.C032.1618.10W
17,5 40 455 26
18 40 455 26
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Pa3mep nHctpymeHTa ans cHAaTus dacku TMU.ER..10 B c6ope

Aussenabmessungen abschragwerkeuge TMU.ER..10 - Encombrements chanfreineurs TMU.ER..10

@D2 @dP A\ T e
=
.
13—~
Kona ddp 2D1 2D2 L2 L3
5 52 45,1 26 37
55 52 45,1 26 37
6 52 45,1 26 37
6,5 52 45,2 26 37
7 52 45,4 26 37
7,5 52 45,6 26 37
8 52 46 26 37
8,5 52 46,2 26 37
9 52 46,4 26 37
9,5 52 46,8 26 37
10 52 47,3 26 37
TMU.ER25.0616.10 10,5 52 47,5 26 37
11 52 47,7 26 37
11,5 52 48,1 26 37
12 52 48,4 26 37
12,5 52 48,7 26 37
13 52 491 26 37
13,5 52 49,4 26 37
14 52 50,6 26 37
14,5 52 50,8 26 37
15 52 50,9 26 37
15,5 52 51,6 26 37
16 52 52 26 37
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Pa3mep uHctpymeHTa ans cHAaTus dacku TMU.ER..10 B c6ope
Aussenabmessungen abschragwerkeuge TMU.ER..10 - Encombrements chanfreineurs TMU.ER..10

Kon gdp D1 2D2 L2 L3
5 62 48 26 37
55 62 48 26 37
6 62 48 26 37
6,5 62 48 26 37
7 62 48 26 37
7,5 62 48 26 37
8 62 48 26 37
8,5 62 48 26 37
9 62 48 26 37
9,5 62 48 26 37
10 62 48 26 37
10,5 62 48 26 37
1 62 48 26 37
TMU.ER32.0618.10 11,5 62 48,4 26 37
12 62 48,6 26 37
12,5 62 49,2 26 37
13 62 49,5 26 37
13,5 62 49,5 26 37
14 62 50,8 26 37
14,5 62 51 26 37
15 62 51 26 37
15,5 62 51,7 26 37
16 62 52,2 26 37
16,5 62 52,4 26 37
17 62 53,4 26 37
17,5 62 53,5 26 37
18 62 53,8 26 37
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Pa3mep nHcTpyMmeHTa ans cHATus gpacok TMU.ER..10 B c6ope
Aussenabmessungen abschragwerkeuge TMU.ER..10 - Encombrements chanfreineurs TMU.ER..10

Kon ddp D1 D2 L2 L3
5 70 57,5 26 37
5,5 70 57,5 26 37
6 70 57,5 26 37
6,5 70 57,5 26 37
7 70 57,5 26 37
7.5 70 57,5 26 37
8 70 57,5 26 37
8,5 70 57,5 26 37
9 70 57,5 26 37
9,5 70 57,5 26 37
10 70 57,5 26 37
10,5 70 57,5 26 37
1 70 57,5 26 37
TMU.ER40.0618.10 11,5 70 57,5 26 37
12 70 57,5 26 37
12,5 70 57,5 26 37
13 70 57,5 26 37
13,5 70 57,5 26 37
14 70 57,5 26 37
14,5 70 57,5 26 37
15 70 57,5 26 37
15,5 70 57,5 26 37
16 70 57,5 26 37
16,5 70 57,5 26 37
17 70 57,5 26 37
17,5 70 57,5 26 37
18 70 57,5 26 37
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NMPUHATBIE COKPALLEHUA U ®OPMVYIbI
GENERAL ACRONYMS AND FORMULAS

@D (mm)
D2 (mm)

N (06/MWH - MI/IH'1)

N

P (mm)

Ph (mm)
SV (M/MuUH)
Ve (m/mMun)
Y ()

= IMAMETP PE3bBbI

= CPE[JHW AVAMETP PE3bEbI

= KOIMYECTBO OBOPOTOB/ MUH.
= YMCNO 3AXOOOB

= LWAT PE3bEbI

= LAT BUTKA (419 MHOTO3AXO[HbIX PE3bB)
= NOJAYA

= CKOPOCTb PE3AHUSI

= Yron NOgBbEMA CTUPAIN

= WORKPIECE DIAMETER

= MEDIUM THREAD DIAMETER

= NUMBER OF REVOLUTIONS / MIN

= MULTI-START NUMBER

= THREAD PITCH

= SCREW PITCH (MULTI-START THREAD)
= FEED

= CUTTING SPEED

= LEAD ANGLE
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@D-3,14-n
Vc (M/muH) = 1000
Ph (mm)= P-N
n -Ph
Sv (M/MUH) = ——————
1000
) . Ph
°) = arctan
! ZD2 - 3,14

Vc - 1000

N (06/MuH - MVIH'1) =
@D - 3,14
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Ausbohrkomponenten - Composantes pour alésage TPCtOOlS}
Componentes para escoriadura [+ engmeermg

WHCTPYKLIUA MO YCTAHOBKE PE3LIOBOM BCTABKM ANA MUKPOPACTAYMBAHUSA
INSTRUCTIONS FOR INSTALLATION OF MICRO-BORING UNITS

T*LF?%%/ 21y Eal @

KomnnekTytowme ans pactaumBaHus - Boring components

B = =M
Y Yactb A @d =32 Yactb A Gd = 16/20/22 YacTb B
H7 +0,2 +0,3 +0,2 +0,02 +0,1 +0,02 +15'
0 0 0 -0,02 0 0,02 15’ MAX
ad ad1 @d3 Dd4 h2 h3 h4 M 15 16 X Y
16 19 46 3,2 11,5 2,8 1,6 M3 9,65 9 120° 118°
20 25 46 3,2 15,5 4,0 1,6 M3 12,50 9 120° 118°
22 30 6,5 43 24,0 50 1,8 M4 15,40 13 120° 118°
32 46 11,9 54 33,0 6,3 - M5 23,00 16 120° 118°
MUHUMATbHbIA OUAMETP OTBEPCTUA (@D1min.)
MINIMUM BORE DIAMETER (ZD1min.)
d @D1min.
LC248C.3.... LC248C.1....
L248C.31.0602 16 25,4 0,36 10,9
L248C.32.0602 20 33,1 1,07 14,6 @d
L248C.33.09T3 22 42,6 1,30 17,1 r T’J

L248C.34.09T3 32 60,0 1,56 | 26,2
L248C.32.0902 20 33,1 1,07 | 14,6
L248C.33.1102 22 42,6 1,30 | 171
L248C.34.16T3 32 60,0 1,56 | 26,2

@D1 min
h3

L248C.11.0602 16 27,6 5,1 10,2
L248C.12.0602 20 37,1 6,3 13,7
L248C.13.09T3 22 49,1 7,2 16,3
L248C.14.09T3 32 69,0 10,0 | 251
L248C.12.0902 20 371 6,3 13,7
L248C.13.1102 22 49,1 7,2 16,3
L248C.14.16T3 69,0 10,0 | 251

PA3MEPbI KAPTPUKEWN
CARTRIDGES DIMENSIONS

APT. H1 h b el x° t M 1 r R
06CA-05 5,5 7,5 6,0 13 20° 2,1 M3x0,5 4,0 2 1,0
06CA-06 6,0 8,5 6,0 12 20° 3,5 M3x0,5 4,0 3 1,0
08CA-.. 8,0 11,0 7,5 17 20° 4,5 M4x0,7 5,0 3 1,0
10CA-.. 10,0 15,0 11,0 20 20° 5,0 M6x1 9,5 4 1,5
12CA-.. 12,0 20,0 15,0 20 20° 6,0 M6x1 7,5 5 1,5
16CA-.. 16,0 25,0 20,0 25 45° - M8x1,25 11,5 6 1,5
20CA-.. 20,0 30,0 20,0 30 45° - M8x1,25 10,0 6 1,5

L
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CTaH,D,aprI TBepAaocniaBHbIX XBOCTOBUKOB TPctools}

Normen fir hartmetall - Normes pour attachements en metal dur

X engineering

UNITNHOPUYECKNN XBOCTOBUK DIN 6535

CYLINDRICAL SHANK TBEP[AbIN CIJIAB - CARBIDE

®OPMA - FORM HA

h6 +% h6 +%
©ACKA d 11 d 11
CHAMFERING
2 12
45
d 3 14
T T TN 28
\ 4 16
BE3 LIEHTPOBOYHOIO OTBEPCTUA 48
" WITHOUT TRUING FLARING 5 18
6 20 50
36
8 25 56
10 40 32 60
“'3“ F—el
45 b1 ®OPMA - FORM HB  (WELDON)
= 6-: A BUI A-A
d =6-20 = CHAMFERING |
h6 +8,05 9 h11 +(2) +[1)
E , i d | b1 el hi 11 12
‘ \ BE3 LIEHTPOBOYHOIO OTBEPCTUA 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 i
WITHOUT TRUNG FLARNG. 8,0 225 45 _
B AA 14 12,7
d = 25-32 16 14,2
10,0 24,0 48
| 18 16,2
- 7’7"‘* 20 11,0 25,0 18,2 50
| 25 12,0 32,0 23,0 56 17
A DACKA
- AN G 32 14,0 36,0 30,0 60 19
14
FISH o3 ®OPMA - FORM HE  (WHISTLE-NOTCH)
g 2 BUOA-A h6 h11 +% ) 10
d = 6-20 470 A 4300 BE3 LlEHTPOBOL{HOrO (bz) d (bz)z (b3) h2 (h3) Il I4 |5 r2 mln
0 OTBEPCTUS
r2 | o0 >\ WITHOUT TRUING FLARING 6 4,3 - 5,1 -
|2 36 25 18
N T 8 55 - 6,9 -
R | T (h2) 10 | 71 - 85 - 40 28 20 | 1.2
A N_ ®ACKA 12 8,2 - 10,4 -
I~ CHAMFERING d 45 33 22,5
11 14 8,1 - 12,7 -
BUL A-A
BE3 LIEHTPOBOYHOTO 16 10,1 - 14,2 -
d =25-32 OTBIEJ'PCTVIFI ®3) 48 36 24
(2 WITHOUT TRUING FLARING m 18 10,8 - 16,2 -
ﬂj‘—/ J 20 | 114 | - | 182 | - 50 38 | 25 | 16
N | T (3) 25 | 136 | 93 | 230 | 241 | 56 44 32
s X GACKA 32 | 155 | 99 | 300 | 31,2 | 60 48 35
I~ CHAMFERING d
XBOCTOBUK
ocToB DIN 1809
h12| IT16 h12| £IT16
d b | r | v d |b | r | v
3+3,5 1,6 22 | 02 >15+18 | 8,0 8,0 0,4 0.08
- >35+4 | 20 | 22 | 02 >18+21 | 10,0 | 10,0 | 04 |
<
>4+4.5 2,2 2,5 0,2 | 0,05 >21+24 | 11,0 | 11,0 | 0,6
r []
/ >4,5+55| 2,5 2,5 0,2 >24+27 | 13,0 | 13,0 | 0,6
L = b >5,56,5 30 | 30 | 0,2 >27+30 | 14,0 | 140 | 06 | 0,10
| N >6,5+8 | 3,5 | 35 | 02 >30+34 | 16,0 | 16,0 | 06
L BE3 LIEHTPOBOYHOIO OTBEPCTUSA >8+9,5 4,5 4,5 0,4 >34+38 | 18,0 | 18,0 | 0,6
WITHOUT TRUING FLARING 0,06
I >9,6+11 | 5,0 5,0 0,4 >38+42 | 20,0 | 19,0 | 0,6
>11+13 6,0 6,0 0,4 >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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CtaHpapThl cTanbHbIX XBOCTOBUKOB - Steel shanks standards TPCtOO'S;

Normen fiir stahlaufnahmen - Normes pour attachements inox

2 engineering

UNITNHOPUYECKNN XBOCTOBUK DIN 1835

CYLINDRICAL SHANK CTAJIb - STEEL

®OPMA - FORM A

h6 +(2) h6 +(2)
d 11 d 11
ACKA
CHAMFERING 3 16 48
d 4 28 20 50
E 5 25 56
LIEHTPOBOYHOE OTBEPCTVE MO DIN 332 6 32 60
TRUING FLARING DIN 332 36
11 8 40 70
10 40 50 80
12 45 63 90
+é° el— =
45y o @OPMA - FORM B (WELDON)
d = 6-20 q qu |/~ CHAMFERING BIR A-A
. h6 +8,05 1() h13 +(2) +8
R | , i d | b1 e1’ | h1 I 12
| LIEHTPOBOYHOE 6 42 48
‘ OTBEPCTME MO DIN 332 . 18,0 36
A TRUING FLARING DIN 332 L 8 55 6,6
d
11 10 7,0 20,0 8,4 40
— LIEHTPOBOYHOE 12 8,0 22,5 10,4 45
. OTBEPCTME MO DIN 332
1 450% TRUING FLARING DIN 332 16 10,0 24,0 14,2 48
d = 25-32 F h BI A-A 20 11,0 25,0 18,2 50
i Y 25 12,0 32,0 23,0 56 17
7
oy % / 32 36,0 30,0 60
I 0N 14,0 19
‘ v /7 hi 40 40,0 38,0 70
\ 7 50 450 478 80
P PACKA 63 18,0 50,0 60,8 90 2
CHAMFERING d ’ i
®OPMA - FORM E  (WHISTLE-NOTCH)
h6 h13 +(2) 1()
. . d b1z (b2) | (h1) h2 |11 °|1aT | 15 |r2mn
(b2) 6 3,5 48 5,4 4.8
279 15—~ 36 25 18
o LIEHTPOBOYHOE (bl) 8 4,7 6,1 7,2 6,6
2 30 OTBEPCTME MO DIN 332
[ / 2 TRUING FLARING DIN 332 H 10 57 73 9.1 84 20 8 20 12
{1 12 | 60 | 82 | 112 | 104 | 45 | 33 | 225
S h2 (h1)
| 16 7,6 10,1 15,0 14,2 48 36 24
‘ ®ACKA
I/_L \ CHAMRERING d 20 8,4 11,5 19,1 18,2 50 38 25
I 25 93 | 136 | 24,1 | 230 | 56 44 32 1,6

32 9,9 15,5 31,2 30,0 60 48 35

OlNPABKA C KOHYCOM MOP3E UNI-ISO 296 CTAJb - STEEL

MORSE CONE ARBOR
— @OPMA - FORM AE
oo % T da | 11 i t
R R _d1 [d‘t N° | @D a dl | max | max | min | max
7 2 17,780 | 5 M10 14 64 24 5
- 23,825 | 5 M12 19 81 24 7
T 4 31267 | 65 M16 25 | 1025 | 32 9
a—- 11
| 4 @OPMA - FORM Al
i J H11 |§
ool 1| 7,7,,,,7,%% N° | @b | z | d5 | d6 | min
| 2 17,780 | 1 149 | 15 67
i % T 3 23,825 1 20,2 14 84
. \ . 4 31267 | 15 | 265 18 107
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Standards for key attachments and threaded arbors TPC tOOISI
Normen fuer keil - Und gewindeaufnahmen - Normes attachements filetés et avec clavette £ engineering

CTaHp,aprI LWMOHO4YHbIX U pe3b60BbIX coeAnHeHun onpaBoK -

UHCTPYMEHTAJIbHASI CACTEMA CO LUNMOHOYHbIM COEQUHEHUNEM DIN 138
TOOL-SYSTEM WITH KEY DRIVE

as27

=~ b1
|
ir2 \ I i
AN ‘ bl
Slnlal-n- @ t
ad t2 fl———

t1 d=32

o Elmla) e

\ ri h41 0
1
9 ?

H7 h11
d bl | hi | t1 | t2 | r1 r2 f1 m
0 +0,1 0 0 +0,09
16 4 = 1132"177° 10,6°% 0,6 % 0,216 °
0 +0,1 0
2 | ¢ = 176240 101 e
27 7 - 2o 02 29 8+g'2 0,25 %% 0,25 °
: 0 ’ +0,2 _83 01
32 8 7 27,0 %%|34,8° 12
0 +0,2
o 10 8 |345%%435° 815 e
5 w05 040 5104
50 12 8 445 02 53,60 16 05
MoOAYIIbHASTI UHCTPYMEHTAJIbHAST CUCTEMA
C PE3bbOBbIM COEAUHEHUEM
MODULAR THREADED TOOL-SYSTEM
L1 M od | @D1| L1 L2 L3 L4 | CH
J& LZT 5 55 8 12 4,7 - 45 6
| |
R 6 65 | 97 | 147 | 6 2 6 8
o I 8 8,5 13 17 5 3 6 10
\ w 10 10,5 18 19 5 4 8 15
CH| |@d
J L3 12 125 | 21,0 22 5 5 8 17
H 16 17,0 | 29,0 24 6 8 10 24

M | ¢d @D1| L3 | L4

Wi 5 55 8 16,5 6,5
Pt

@D1 @d M,,,,,,,,i,i,,Jr,i,i,ijL 6 6,5 10 18 7
i

8 8,5 9,3 20 8

o 10 10,5 18 24 8

L3 12 12,5 21 26 8,5

16 17 29 30 9,5
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TPCtooIsl

2 engineering

CraHaapThl TOpLEBbIX WNOHOYHbLIX coeauHeHnn - Standards for attachments with front drive

Normen fuer aufnahmen mit quernut - Normes attachements a eintreinement frontal

TOPLIEBBIE LUINMOHO4YHbIE COEAMHEHUS, COBMECTUMBbIE

ATTACHMENT WITH FRONT DRIVE, COMPATIBLE ISO 6462
90° . e
H /S H O\ 45° H s H j
oD —= oD—! @D @D oD—— =
i @OPMA - FORM A
H H7 H11 H12 +8,5
| 1 @d | @D |@D3 | @D4| H | L1 | L2
S j—f‘ﬁ s 16 | 3240 | 34 | 85 | 84 | 56 | 19
‘ % ‘ 22 | 5063 | 41 1 | 104 | 63 | 21
{ ‘ 27 80 49 13 | 124 | 70 | 24
-+ 79D3 32 | 100 | 59 17 | 144 | 80 25
—= ~—@D4
oD 40 | 125 | 71 22 | 164 | 90 | 30
~—od—- ®OPMA - FORM B
H H7 H11 Hi2 | *35
i | il T @d | @D |@D5| H | L1 | L2
! B ‘ L2 27 80 38 | 124 | 70 | 24
i ! 32 | 100 | 45 | 144 | 80 | 25
| 40 | 125 | 56 | 164 | 90 | 30
-~ @D5—
‘ @D |
| |  N-4sotioles % @OPMA -FORM C gd=40 D @d=60
‘ ~——@d — ‘ / H7 H11 H12 e
e R 0 e R @d | @D |@D6|@D7| H | | | L1 | L2
"?1 A ‘ LS ‘ f 40 |125-160| 14 - | 164 | 66,7 | 90 | 30
! L2
‘ | | ] 60 |200-250| 18 26 | 257 | 1016 | 140 | -
A oD7 I
. o0 |
" N° 8 OTBEPCTUI A 90°
" N° 8 90° HOLES ®OPMA - FORM E
@D8 ~| QDf ‘Tadg— H7 H11| H12| H12 3.5
L 7 | IL @d | @D @D6/@D7 @D8|@D9 H | | |11 | L1 L2
f | i \ | | LL 60 | 315 | 18 | 26 | 22 | 34 | 14 |1016(177,8| 14 | 60
T [ ! l I
A4 Aid |
i
@D9—~| L
— PD7 -
@D
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Oonycku - Tolerances TPCt00|S)

X engineering

Toleranzen - Tolérances

— Y
OTKITOHEHMST OTBEPCTHS B MUKPOHAX (Mkn) OTK/TOHEHNST BAJIA B MUKPOHAX (mxm)
BORE DEVIATION EXPRESSED IN um SHAFTS DEVIATION EXPRESSED IN um
d F6 H7 dil e9 g6 h5 h6 h7 h8 h10 m7
0ea +12 +10 -20 14 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
eern | *2 +15 -40 25 5 0 0 0 0 0 +25
' +13 0 130 61 14 6 9 15 22 .58 +10
ctoe1s | 2T +18 -50 .32 6 0 0 0 0 0 +30
+16 0 -160 75 A7 8 1 18 27 70 +12
igezo | 33 21 -65 -40 7 0 0 0 0 0 +36
+20 0 -195 -92 -20 9 13 21 -33 -84 +15
vagesy | 4 +25 -80 -50 9 0 0 0 0 0 +42
+25 0 240 | -112 -25 1 -16 -25 -39 -100 +17
csoeg0 | 49 +30 -100 -60 -10 0 0 0 0 0 +50
+30 0 290 | -134 -29 13 19 -30 -46 120 +20
“a0e120 | +98 +35 120 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
SR 0 395 | -185 -39 18 25 40 63 -160 +27
_ +79 +46 470 | -100 15 0 0 0 0 0 +77
e 0 460 | -215 44 -20 29 46 72 -185 +31
_ +88 +52 49 | -110 A7 0 0 0 0 0 +86
e 0 510 | -240 49 23 -32 52 -81 210 +34
_ +98 +57 210 | -125 18 0 0 0 0 0 +94
LU 0 570 | -265 -54 25 .36 57 -89 -230 +37
_ +108 | +63 230 | -135 -20 0 0 0 0 0 +103
Ll 0 630 | -290 -60 27 40 63 o7 -250 +40
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Tabnuua cooTBeTCcTBUSA MaTepuanoB - Materials comparaison table

Material vergleichstabelle - Tableau comparatif des materiaux

L e

TPCtooIs)

2 engineering

rPYMribl MATEPUATIOB - MATERIALS GROUP
Py MATEPUATN TWMbI CNNABOB COCTOAHVE e, | o
513 MATERIAL ALLOYS TYPE STATE DHmmZ | 3323
C<0,15% OToxokeHHast (msrkas) - Annealed(soft) 125 1
HENErMPOBAHHASI CTAJb, OtoxokeHHas (markas) - Annealed(soft) 190 2
C <0,15-0,55 %
JINTBE
NOT-ALLOY STEEL, OtnyweHHas - Quenched and Tempered 250 3
CAST STEEL OToxokeHHas (msarkas) - Annealed(soft) 220 4
C>0,55%
OtnyweHHas - Quenched and Tempered 300 5
OToxokeHHas (msarkast) - Annealed(soft) 180 6
P HU3KOJIETMPOBAHHAS
CTAJlb OtnyweHHas - Quenched and Tempered 250/300 | 7/8
LOW-ALLOY STEEL
OtnyweHHas - Quenched and Tempered 350 9
BbICOKOJIErMPOBAHHASI CTATIb, OToNokeHHas (Msrkas) - Annealed(soft) 200 10
MHCTPYMEHTAJIbHASI CTAJlb
HIGHALLOY STEEL, TOOL STEEL OrnyweHHas - Quenched and Tempered 325 11
HEPXXABEIOLLAS] CTAJTb ®eppuTHas/ MapTeHcuTHas - Ferritic/ Martensitic | 200 12
STAINLESS STEEL [lncnepcroHHas 3akanka
Martensitic/ Precipitation Hardened 240 13
M HEP)ABEIOLAS CTAJTb AycTteHutHas - Austenitic 180 14.1
STAINLESS STEEL ynnekc (aycteHutHas/dbepputHas)
Duplex (Austenitic/Ferritic) 230-260 | 14.2
CEPBIV YYIYH PepputHbIi/ MepnuTHeli - Ferritic / Pearlitic 180 15
GRAY IRON Ehiee) > i
MepnuTtHbIn - Pearlitic 260 16
YYTr'YH C LUAPOBUAOHbBIM DepputHbIii - Ferritic 160 17
K TPAGUTOM GS, GGG
NODULAR CAST IRON MepnutHbIN - Pearlitic 250 18
o depputHbIl - Ferritic 130 19
MALLEABLE CASTIRON | GMIN, GTSIGTW
MepnuTHbIl - Pearlitic 230 20
AJTIOMUHUEBBIE CI/IABbI He moryT 6bITb cocTapeHsl - Cannot be aged 60 21
ALUMINIUM ALLOYS CocTapeHHsble - Aged 100 22
He moryT 6bITb cocTapeHsl - Cannot be aged 75 23
JINTbIE AJTOMUHWNEBBIE Si<=12%
CI/IABbI CocrapeHHble - Aged 90 24
CAST ALUMINIUM ALLOYS
N Si>12% He moryT 6bITb cocTapersl - Cannot be aged 130 25
AstomartHasi natyHb Pb>1% - Free cutting brass © 110 26
ME/[lb, MEHBIE CI1JIABbI _
COPPER, COPPERALLOYS | /18TYHe, Bporisa - Brass, Bronze 0 27
BpoH3a, anekTponnTHasi meb - Bronze, Elctrolytic copper - 100 28
BE3METAJI/IOBbIE TepmopeakTviBHble, BOSIOKHUT - Thermosetting, fiber reinf. - = 29
MATEPUATIbI
NONMETALLIC MATERIALS ByrkaHuanposaHHas peauHa, 360oHuT - Hard rubber, Ebanite| = = 30
OToxokeHHble (Msrkue) - Annealed(soft) 200 31
Ha ocHoBe - Fe-Basis
CocTapeHHsble - Aged 280 32
XKAPOIMPOYHBLIE CIJIABbI
HIGH-TEMPERATURE ALLOYS OTOXOKEHHbIE (Msirkne) - Annealed(soft) 250 33
S Ha ocHoBe Ni / Co - Ni/Co-Basis CocrapeHHble - Aged 350 34
Jutbie - Cast 320 35
TUTAH, TUTAHOBBIE UWCTLI TUTaH - pure titan = 4002) | 36
CIJIABbI
TITANIUM, TITANIUM ALLOYS Anbda- n beta-cnnasebl - Alpha+Beta alloys NuTble - Cast 10502) 37
B3akaneHHas - Hardened 451) 38.1
- 1)
3AKAJIEHHAS] CTASTB 3akaneHHas - Hardened 55 38.2
HARDENED STEEL 3akaneHHas - Hardened 60" | 39.1
H 3akaneHHas - Hardened >62!) | 39.2
YYI'YH, JINTOA YYT'YH Nutele - Cast 400 | 40.1
CHILL CAST IRON INnTble - Cast > 440 40.2
OTBEJIEHHBIV YYTI'YH 3akaneHHas - Hardened 551) 41.1
HARDENED CAST IRON 3akaneHHas - Hardened 571) 41.2
TPAOUT =
G GRAPHITE 42
R PE3UHA, IEPEBO - 43
RESIN, WOOD

H 45




L ol
Tabnuua cooTrBeTCcTBUA MaTepuanoB - Materials comparaison table TPCtOOIS)

Material vergleichstabelle - Tableau comparatif des materiaux

X engineering

il - = = 1| (o] I'e. 110
VDI
UNI W/STOFF DIN AlSI BS AFNOR JIS kcl.1l mc | 3323
T
OTOX)XXEHHAS1 HEJIEFTMPOBAHHASI CTAJIb o
ANNEALED NOT- ALLOY STEEL C<0,15% 125 HB
CF 10 SPb 20 1.0722 10 SPb 20 11 L 08 - 10 PbF 2 - 1350 0,21
CF 9 SMn 28 1.0715 9 SMn 28 1213 230 M 07 S 250 SUM22 1350 0,21 1
CF 9 SMn 36 1.0736 9 SMn 36 1215 240 M 07 S 300 - 1350 0,21
CF 9 SMnPb 28 1.0718 9 SMnPb 28 12L13 - S 250 Pb SUM22L 1350 0,21
CF 9 SMnPb 36 1.0737 9 SMnPb 36 12114 - S 300 Pb - 1350 0,21
C15; C16 1.0401 © 1% 1015 080 M 15 AF37 C 12; XC 18 S15C 1350 0,21
C20; C21 1.0402 C 22 1020 050 A 20 AF 42 C 20 S20C 1350 0,21
C 16 1.1141 Ck 15 1015 080 M 15 XC 15; XC 18 S15C 1350 0,21
OTOX)XXEHHAS1 HEJIEFTMPOBAHHASI CTAJIb o
ANNEALED NOT-ALLOY STEEL € 0,15-0,55% 180 HB
C 28 Mn 1.1170 28 Mn 6 1330 150 M 28 20M 5 SCMn1 1450 0,22
- 1.0726 35S 20 1140 212 M 36 35 MF 4 - 1450 0,22
- 1.1167 36 Mn 5 - - - SMn438(H) | 1450 0,22
- 1.1157 40 Mn 4 1039 150 M 36 35M5 - 1450 0,22 2
G335 1.0501 G135 1035 060 A 35 AF 55 C 35 S35C 1450 0,22
C 45 1.0503 C 45 1045 080 M 46 AF 65 C 45 S45C 1450 0,22
C 45 1.1191 GS-Ck 45 1045 080 M 46 XC 42 S45C 1450 0,22
C 36 1.1183 Cf 35 - - - S35C 1450 0,22
C &3 1.1213 Cf 53 - - - S50C 1450 0,22
OTMYLEHHAST HEJTEFTMPOBAHHASI CTAJb o
QUENCHED AND TEMPERED NOT-ALLOY STEEL C 0,15-0,55% 250 HB
C 28 Mn 1.1170 28 Mn 6 1330 150 M 28 20M 5 SCMn1 1600 0,22
- 1.0726 35S 20 1140 212 M 36 35 MF 4 - 1600 0,22
- 1.1167 36 Mn 5 - - - SMn438(H) | 1600 0,22
- 1.1157 40 Mn 4 1039 150 M 36 35M5 - 1600 0,22 3
C 35 1.0501 € 35 1035 060 A 35 AF 55 C 35 S35C 1600 0,22
C 45 1.0503 C 45 1045 080 M 46 AF 65 C 45 S45C 1600 0,22
C 45 1.1191 GS-Ck 45 1045 080 M 46 XC 42 S45C 1600 0,22
C 36 1.1183 Cf 35 - - - S35C 1600 0,22
(358 1.1213 Cf 53 - - - S50C 1600 0,22
OTOX)XEHHAS1 HEJIEFTMPOBAHHASI CTAJIb o
ANNEALED NOT-ALLOY STEEL C >0,55% 220 HB
C 36 KU 1.1545 C 105 W1 W 110 - Y1 105 SK3 1600 0,24
- 1.1663 C125W W 112 - Y2 120 SK2 1600 0,24
(G355] 1.0535 C 55 1055 070 M 55 - S55C 1600 0,24 4
C 60 1.0601 C 60 1060 080 A 62 CC 55 - 1600 0,24
- 1.1274 Ck 101 1095 060 A 96 - SUP4 1600 0,24
C 50 1.1203 Ck 55 1055 070 M 55 XC 55 S55C 1600 0,24
C 60 1.1221 Ck 60 1060 080 A 62 XC 60 S58C 1600 0,24
- 1.5710 36 NiCr 6 3135 640 A 35 35NC 6 SNC236 1600 0,24
- 1.5120 38 MnSi 4 - - - - 1600 0,24
OTIMYLEHHAST HENTIEFTMPOBAHHASI CTAlb o
QUENCHED AND TEMPERED NOT-ALLOY STEEL C >0,55% 300 HB
C 36 KU 1.1545 C 105 W1 W 110 - Y1 105 SK3 1700 0,24
- 1.1663 C125W W 112 - Y2120 SK2 1700 0,24
C 55 1.0535 €55 1055 070 M 55 - - 1700 0,24
C 60 1.0601 C 60 1060 080 A 62 CEI55) - 1700 0,24 5
- 1.1274 Ck 101 1095 060 A 96 - SUP4 1700 0,24
C 50 1.1203 Ck 55 1055 070 M 55 XC 55 S55C 1700 0,24
C 60 1.1221 Ck 60 1060 080 A 62 XC 60 S58C 1700 0,24
- 1.5710 36 NiCr 6 3135 640 A 35 35NC 6 SNC236 1700 0,24
- 1.5120 38 MnSi 4 - - - - 1700 0,24
OTOX)KEHHAST HU3KOJIEFTMPOBAHHAS CTAJb 180 HB
ANNEALLED LOW ALLOY STEEL
- 1.2067 100Cr 6 L3 BL 3 Y 100 C 6 - 1700 | 0,24
107 WCr 5 1.2419 105 WCr 6 - - 105 WC 13 SKS2;SKS3 | 1700 | 0,24
- 1.7380 12 CrMo 9 10 A182-F22 | 1501-622 Gr.31 | 10 CD 9. 10 8 1700 | 0,24
14 CrMo 4 5 1.7335 13 CrMo 4 4 A182-F11 | 1501-620 Gr27 | 15CD 3.5 - 1700 | 0,24 6
- 1.7715 14 MoV 6 3 - 1503-660-440 - - 1700 | 0,24
14 Ni 6 1.5622 14 Ni 6 A350-LF5 | - 16N 6 s 1700 | 0,24
16 NiCr 11 1.5732 14 NiCr 10 3415 = 14 NC 11 SNC415(H) | 1700 | 0,24
16 NiCr 11 1.5752 14 NiCr 14 3310;9314 | 655 M 13 12NC 15 SNC815(H) | 1700 | 0,24
- 1.6657 14 NiCrMo 34 - 832 M13 - - 1700 | 0,24
- 1.7015 15Cr3 5015 523 M 15 12C3 SCr415(H) | 1700 0,24
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Material vergleichstabelle - Tableau comparatif des materiaux
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TPCtooIs)

2 engineering

il - —= in (@] re. o
VDI
UNI W/STOFF DIN AlSI BS AFNOR JIS kcl.1l mc |3323.
|
OTOX)KEHHAST HU3KOJIETMPOBAHHAS CTAJb 180 HB
ANNEALLED LOW ALLOY STEEL

- 1.7262 15 CrMo 5 - - 12CD 4 SCM415(H) | 1700 0,24
16 Mo3KW 1.5415 15 Mo 3 A 104 GrA 1501-240 15D 3 - 1700 0,24
16 MnCr 5 1.7131 16 MnCr 5 5115 527 M 17 16 MC 5 - 1700 0,24
16 Mo 5 1.5423 16 Mo 5 4520 1503-245-420 - - 1700 0,24
- 1.6587 17 CrNiMo 6 - 820 A 16 18 NCD 6 - 1700 0,24
20 NiCrMo 2 1.6523 21 NiCrMo 2 8620 805 M 20 20 NCD 2 SNCM220(H)| 1700 0,24
25 CVrMo 4 1.7218 25 CrMo 4 4130 1717 CDS 110 25CD4 S SCM420;SCM430| 1700 0,24
32 CrMo 12 1.7361 32 CrMo 12 - 722 M 24 30 CD 12 - 1700 0,24
34Cr4 1.7033 34Cr4 5132 530 A 32 32C4 SCr430(H) | 1700 0,24
35 CrMo 4 1.7220 34 CrMo 4 4135; 4137 | 708 A 37 35CD 4 ISCM432;SCCRM3| 1700 0,24
35 NiCrMo 6 1.6582 34 CrNiMo 6 4340 817 M 40 35 NCD 6 - 1700 0,24
36 NiCrMo 4 1.6511 36 CrNiMo 4 9840 816 M 40 40 NCD 3 - 1700 0,24 6
- 1.8523 39 CrMoV 13 9 - 897 M 39 - - 1700 0,24
40 NiCrMo 2 1.6546 40 NiCrMo 2 2 8740 311-TYPE 7 40 NCD 2 SNCM240 1700 0,24
41 Cr4 1.7035 41Cr4 5140 530 M 40 42C4 SCr440(H) | 1700 0,24
41 CrAlMo 7 1.8509 41 CrAIMo 7 A 355 CIA 905 M 39 40 CAD 6.12 - 1700 0,24
41 CrMo 4 1.7223 41 CrMo 4 4142; 4140 | 708 M 40 42CD 4TS SCM440 1700 0,24
- 1.7045 42 Cr 4 5140 530 A 40 42 C 4TS SCr440 1700 0,24
42 CrMo 4 1.7225 42 CrMo 4 4142; 4140 | 708 M 40 42 CD 4 SCM440(H)| 1700 0,24
45 WCrV 8 KU 1.2542 45 WCrV 7 S1 BS 1 - - 1700 0,24
50 CrV 4 1.8159 50 CrV 4 6150 735A 50 50CV 4 SUP10 1700 0,24
- 1.7176 551CIES) 5155 527 A 60 551CES SUP9(A) 1700 0,24
- 1.2713 55 NiCrMoV 6 L6 - 55 NCDV 7 SKT4 1700 0,24
55Si8 1.0904 55Si7 9255 240 A 53 55 S 7/ - 1700 0,24
- 1.8161 58 CrV 4 - - - - 1700 0,24
60 SiCr 8 1.0961 60 SiCr 7 9262 - 60 SC 7 - 1700 0,24

OTIMYLEHHAST HU3KOJIEFTMPOBAHHASI CTAJIb 250-300 HB

QUENCHED AND TEMPERED LOW-ALLOY STEEL -
- 1.7380 12 CrMo 9 10 A 182-F22 1501-622 Gr.31 10CD 9. 10 - 1800 0,24
14 CrMo 4 5 1.7335 13 CrMo 4 4 A 182-F11 1501-620 Gr 27 15CD 3.5 - 1800 0,24
- 1.7715 14 MoV 6 3 - 1503-660-440 - - 1800 0,24
- 1.5622 14 Ni 6 A 350-LF 5 - 16 N 6 - 1800 0,24
16 NiCr 11 1.5732 14 NiCr 10 3415 - 14 NC 11 SNC415(H) | 1800 0,24
- 1.5752 14 NiCr 14 3310;9314 655 M 13 12 NC 15 SNC815(H) | 1800 0,24
15 NiCrMo 13 1.6657 14 NiCrMo 13 4 - - - - 1800 0,24 7'8
- 1.7015 15Cr3 5015 523 M 15 12C3 SCr415(H) | 1800 0,24
- 1.7262 15 CrMo 5 - - 12CD 4 SCM415(H)| 1800 0,24
16 Mo3 KW 1.5415 15 Mo 3 A 104 Gr A 1501-240 15D 3 - 1800 0,24
16 MnCr 5 1.7131 16 MnCr 5 5115 527 M 17 16 MC 5 - 1800 0,24
- 1.5423 16 Mo 5 4520 1503-245-420 - - 1800 0,24
- 1.6587 17 CrNiMo 6 - 820 A 16 18 NCD 6 - 1800 0,24
20 NiCrMo 2 1.6523 21 NiCrMo 2 8620 805 M 20 20 NCD 2 SNCM220(H)| 1800 0,24
25 CrMo 4 1.7218 25 CrMo 4 4130 1717 CDS 110 | 25CD 4 S SCM420;SCM430| 1800 0,24
34 Cr4 1.7033 34 Cr4 5132 530 A 32 32C4 SCr430(H) | 1800 0,24

OTIMYLEHHAST HU3KOJIEFTMPOBAHHASI CTAJTb 350 HB

QUENCHED AND TEMPERED LOW-ALLOY STEEL
- 1.2067 100Cr 6 L3 BL 3 Y 100C 6 - 1900 0,24
107 WCr 5 1.2419 105 WCr 6 - - 105 WC 13 SKS2;SKS3 | 1900 0,24
32 CrMo 12 1.7361 32 CrMo 12 - 722 M 24 30 CD 12 - 1900 0,24
35 CrMo 4 1.7220 34 CrMo 4 4135; 4137 | 708 A 37 35CD 4 [SCM432;SCCRM3| 1900 0,24
35 NiCrMo 6 1.6582 34 CrNiMo 6 4340 817 M 40 35 NCD 6 - 1900 0,24
36 NiCrMo 4 1.6511 36 CrNiMo 4 9840 816 M 40 40 NCD 3 - 1900 0,24
- 1.5710 36 NiCr 6 BI85 640 A 35 35 NC 6 SNC236 1900 0,24
- 1.5120 38 MnSi 4 - - - - 1900 0,24
- 1.8523 39 CrMoV 13 9 - 897 M 39 - - 1900 0,24
40 NiCrMo 2 1.6546 40 NiCrMo 2 2 8740 311-TYPE 7 40 NCD 2 SNCM240 | 1900 0,24 9
41 Cr 4 1.7035 41 Cr 4 5140 530 M 40 42 C4 SCr440(H) | 1900 0,24
41 CrAlMo 7 1.8509 41 CrAlMo 7 A 355 CIA 905 M 39 40 CAD 6.12 - 1900 0,24
41 CrMo 4 1.7223 41 CrMo 4 4142; 4140 | 708 M 40 42CD 4TS SCM440 1900 0,24
- 1.7045 42 Cr4 5140 530 A 40 42 C4TS SCr440 1900 0,24
42 CrMo 4 1.7225 42 CrMo 4 4142; 4140 | 708 M 40 42 CD 4 SCM440(H)| 1900 0,24
45 WCrV 8 KU 1.2542 45 WCrV 7 S1 BS 1 - - 1900 0,24
50 CrV 4 1.8159 50 CrV 4 6150 735 A 50 50CV 4 SUP10 1900 0,24
- 1.7176 55Cr3 6il55 527 A 60 55C3 SUP9(A) 1900 0,24
- 1.2713 55 NiCrMoV 6 L6 - 55 NCDV 7 SKT4 1900 0,24
558Si8 1.0904 55Si7 9255 240 A 53 5587 - 1900 0,24
- 1.8161 58 CrV 4 - - - - 1900 0,24
- 1.0961 60 SiCr 7 9262 - 60 SC 7 - 1900 0,24
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VDI
UNI W/STOFF  DIN AlSI BS AFNOR Jis kcl.l mc | 3323
I
OTOXKEHHASI BbICOKOJIETMPOBAHHASI CTAJTb 200 HB
ANNEALED HIGH-ALLOY STEEL
12 Ni 19 1.5680 12 Ni 19 2515 - Z18N5 - 2000 | 023
X 45 CrSi 8 1.4718 G-X 45 CrSi 9 3 HNV 3 4015 45 745CS 9 SUH1 2000 | 023
- 1.3355 S 18-0-1 T1 BT 1 Z 80 WCV 18-04-01 SKH2 2000 | 023
- 1.3255 S 18-1-2-5 T4 BT 4 780 WKCV 18-05-04-0 | SKH3 2000 023 | 40
HS 292 1.3348 S 2:92 M7 - 7100 DCWV 09-04-02 | - 2000 | 023
HS 652 1.3343 S 6-52 M2 BM 2 Z85WDCV 06-05-04-0 | SKH51 | 2000 | 0,23
HS6525 1.3243 S 6-5:2-5 - - 785 WDKCV 06-05-05 | SKH55 | 2000 | 0,23
X 100 CrMoV51KU | 1.2363 X 100 CrMoV 5 1 A2 BA2 7100 CDV 5 SKD12 | 2000 | 0,23
X 165 CrMoW12KU | 1.2601 X 165 CrMoV 12 - - - - 2000 | 023
X 210 Cr 13KU (K100) | 1.2080 X 210 Cr 12 D3 BD 3 Z200C 12 SKD1 2000 | 023
X215 CrW 12 1KU | 1.2436 X 210 CrW 12 - - - SKD2 2000 | 023
X30 WGV 93KU | 1.2581 X 30 WCrV 9 3 H 21 BH 21 Z30WCV 9 SKD5 2000 | 023
X 40 CrMoV 511KU | 1.2344 X 40 CrMoV 5 1 H13 BH 13 Z40CDV 5 SKD61 | 2000 | 0,23
OTNYIYEHHAS BbICOKOJIEFMPOBAHHASI CTAJIb 350 HB
QUENCHED AND TEMPERED HIGH-ALLOY STEEL
12 Ni 19 1.5680 12 Ni 19 2515 - Z18N5 - 2500 | 023
X 45 CrSi 8 14718 G-X 45 CrSi 9 3 HNV 3 401545 Z45CS 9 SUH1 2500 | 0,23
- 1.3355 S 18-0-1 T BT 1 Z 80 WCV 18-04-01 SKH2 2500 | 0,23
- 1.3255 S 18-1-2:5 T4 BT 4 780 WKCV 18-05-04-0 | SKH3 2500 | 023 | 44
HS292 1.3348 S 2-92 M7 - 7100 DCWV 09-04-02 | - 2500 | 023
HS 652 1.3343 S 6-52 M2 BM 2 785 WDCV 06-05-04-0 | SKH51 | 2500 | 0,23
HS6525 1.3243 S 6-52-5 - - 785 WDKCV 06-05-05 | SKH55 | 2500 | 0,23
X 100 CrMoV51KU | 1.2363 X 100 CrMoV 5 1 A2 BA2 Z100 CDV 5 SKD12 | 2500 | 0,23
X 165 CrMoW12KU | 1.2601 X 165 CrMoV 12 - - - - 2500 | 023
X210 Cr 13KU (K100) | 1.2080 X 210 Cr 12 D3 BD 3 7200 C 12 SKD1 2500 | 023
X215 CrW 12 1KU | 1.2436 X 210 Crw 12 - - - SKD2 2500 | 023
X30WCHV93KU | 1.2581 X 30 WCrV 9 3 H 21 BH 21 Z30 WOV 9 SKD5 2500 | 023
X 40 CrMoV511KU | 1.2344 X 40 CrMoV 5 1 H13 BH 13 Z40CDV 5 SKD61 | 2500 | 0,23
OTOXXXEHHASI ®EPPUTHAS /TN MAPTEHCUTHAS CTAJTb 200 HB
ANNEALED FERRITIC OR MARTENSITIC STAINLESS STEEL
X 6Cr13 1.4000 X 6Cr13 403 4035 17 Z6C13 SUS403 | 1700 | 0,21
- 1.4001 G-X7Cr13 - - - - 1700 | 021
- 1.4016 X 6 Cr17 430 430 S 15 z8cC17 SUS430 | 1700 | 0,21
X 8 CrMo 17 14113 X 6 CrMo 17 434 434S 17 Z8CD 17.01 SUS434 | 1700 | 0,21
X 6 CrTi 17 1.4510 X 6 CrTi 17 430Ti - Z4CT17 - 1700 | 0,24
X 6 CrTi 12 1.4512 X 5 CrTi 12 409 409'S 19 Z6CT12 SUH409 | 1700 | 0,24
X 10 CrAl 12 1.4724 X 6 CrAl 13 405 405 S 17 Z8CA12 SUS405 | 1700 | 0,24
X 12 CrS 13 1.4005 X 12 CrS 13 416 416 S 21 Z11CF 13 SUS416 | 1700 | 024 | 42
- 1.4006 X 10 Cr 13 410; CA-15 | 410'S 21 Z12C13 SUS410 | 1700 | 0,21
X 10 Crs 17 1.4104 X 12 CrMoS 17 430 F - Z10CF 17 SUS430F | 1700 | 0,21
X 20 Cr 13 1.4021 X 42 Cr 13 420 4205 37 z20C 13 - 1900 | 0,24
X 30 Cr 13 1.4028 X 30 Cr 13 420 420'S 45 Z30C 13 (SUS42041)| 1900 | 0,24
X 16 CrNi 16 1.4031 X 40 Cr 13 420 - Z40C 14 (SUS420J1)| 1900 | 0,24
- 1.4057 X 20 CrNi 17 2 431 431529 Z 15 CN 16.02 SUS431 | 1700 | 0,21
- 1.4112 X 90 CrMov 18 4408 - - SUS440B | 1900 | 0,24
- 1.4923 X 22 CrMov 12 1 - - - - 1900 | 0,24
X 105 CrMo 17 1.4125 X 105 CrMo 17 440C - Z100CD 17 SUS440C | 2000 | 0,24
X 16 Cr 26 1.4749 X 18 CrN 28 446 - - SUH446 | 2000 | 0,24
- 1.4935 X 20 Cr MoWV 121 | 422 - - - 2000 | 024
OTIMYLEHHAS I COCTAPEHHASI MAPTEHCUTHASI CTAJTb 330 HB
QUENCHED AND TEMPERED OR AGED MARTENSITIC STAINLESS STEEL
X 12 Crs 13 1.4005 X 12 CrS 13 416 416 S 21 Z1CF13 SUS416 | 1700 | 0,24
- 1.4006 X 10 Cr 13 410; CA-15 | 410'S 21 Z12C13 SUS410 | 2000 | 0,21
X 10 Crs 17 1.4104 X 12 CrMo$S 17 430 F - Z10CF 17 SUS430F | 2000 | 0,21
X 20 Cr 13 1.4021 X 42 Cr 13 420 420 S 37 z20C 13 - 1900 | 0,24
X 30 Cr 13 1.4028 X 30 Cr 13 420 420'S 45 Z30C 13 (SUS42041)| 1900 | 0,24
X 16 CrNi 16 1.4031 X 40 Cr 13 420 - Z40C 14 (SUS42041)| 1900 | 0,24
- 1.4057 X 20 CrNi 17 2 431 431529 Z 15 CN 16.02 SUS431 | 2000 | 0,21
- 1.4112 X 90 CrMoV 18 4408 - - SUS440B | 1900 | 0,24
- 1.4923 X 22 CrMoV 12 1 - - - - 1900 |024 | 13
X105CrMo17 | 1.4125 X 105 CrMo 17 440C - 7100 CD 17 SUS440C | 2000 | 0,24
X 16 Cr 26 1.4749 X 18 CrN 28 446 - - SUH446 | 2000 | 0,24
- 1.4935 X 20 CrMoWV 121 | 422 - - - 2000 | 024
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I
AYCTEHUTHAS HEPXXABEKLYAST CTAJlIb 180 HB
AUSTENITIC STAINLESS STEEL SOLUBILIZED
X 5 CrNi 18 10 1.4301 X 5CrNi 18 9 304;304 H | 304 S 15 Z6CN 18.09 SUS304 | 1900 | 0,20
X 10 CINiS 18.09 | 1.4305 X 10 CrNiS 18 9 303 303 S 21 Z 10 CNF 18.09 SUS303 | 1900 | 0,20
X 2 CrNi 18 11 1.4306 X 2 CrNi 18 10 304L 304 S 11 Z 3 CN 19-11 SCS19 | 1750 | 0,20
- 1.4308 G-X 6 CrNi 18 9 CF-8 304 C 15 Z6CN18.10M SCS13 | 1900 | 0,20
X 12 CrNi17 07 1.4310 X 12 CrNi 17 7 301 301 S 21 Z 12 CN 17.07 SUS301 | 1900 | 0,20
X 8 CrNi 19 10 14312 X 8 CrNi 18 12 305 305S 19 - SUS305 | 1750 | 0,20
- 1.4948 X 6 CrNi 18 11 304H 304 S 51 Z5CN 18-09 SUS304(H) | 1750 | 0,20
- 1.4311 X 2 CrNiN 18 10 304 LN 304 S 62 Z2CN18.10 SUS304LN | 1900 | 0,20
X5CiMo 1712 | 1.4401 X5CNiMo 17 122 | 316 316 S 31 Z7 CND 17-11-02 SUS316 | 1900 | 0,20
X2CNiMo 1712 | 1.4404 X2CrNiMo 17 132 | 316L 316 S 11 Z 3 CND 17-12-02 - 1900 | 0,20
- 1.4408 X 6 CrNiMo 18 10 CF-8M 304 C 15 : scs14 | 1900 |o020 |414.4
X2 CrNiMo 18 16 | 1.4428 X2CrNiMo 18 164 | 317L 317 S 12 Z 2 CND 19-15-04 SUS317L | 1900 | 0,20
X2 CrNiMo 17 13 | 1.4435 X2 CrNiMo 18 143 | 316L 316 S 13 Z 3 CND 18-14-03 SCS16 | 1900 | 0,20
- 1.4436 X5CrNiMo 17 133 | 316 316 S 16 Z6CND 17.12 - 1900 | 0,20
- 1.4449 X 5 CrNiMo 17 13 317 3175 16 - SUS317 | 1900 | 0,20
X6 CINITi 18 11 | 1.4541 X 6 CrNiTi 18 10 321 321512 Z6 CNT 18.10 SUS321 | 1900 | 0,20
X6 CrNiMoTi 17 12 | 1.4571 X6 CrNiMoTi 17 122 | 316 Ti 320 S 31 Z6CNT 17.12 - 1900 | 0,20
X 6 CrNiNb 18 11 | 1.4550 X 6 CrNiNb 18 10 347 347 S 17 Z6 CNNb 18.10 SUS347 | 1900 | 0,20
X 6 CrNi 23 14 1.4833 X 6 CrNi 22 13 3098 309 S 13 Z 15 CN 24-13 SUS309S | 1900 | 0,20
X 6 CrNi 25 20 1.4845 X 12 CrNi 25 21 3108 310 S 24 Z12 CN 25.20 SUH310 | 1900 | 0,20
X2CMN 1775 | 1.4371 X3CMnNIN 1887 | 202 284S 16 Z 8 CMN 18-08-05 SUS202 | 2050 | 0,20
X2CNiMoN 17135 | 1.4439 X2CrNiMoN 17135 | S31726 - Z 3 CND 18-14-06 AZ - 2050 | 0,20
X 16 CINiSi 2520 | 1.4841 X 15 CrNiSi 25 20 310 314 S 31 Z 15 CNS 25-20 - 2050 | 0,20
- 1.4864 X 12 NiCrSi 16 330 NA 17 Z 12 NCS 35-16 SUH330 | 2050 | 0,20
PEPPUTHO-AYCTEHUTHAS (OYTIVIEKCHAS) CTAJIb 230-260 HB
FERRITIC-AUSTENITIC STAINLESS STEEL SOLUBILIZED -
X 2 CrNiN 23 4 1.4362 X2 CrNiN 23 4 $32304 - Z2CN 23-04 AZ - 2150 | 0,20
X2 CrNiMoN 17 112 | 1.4406 X2 CINIMON 17132 | 316LN 316 S 61 Z 2 CND 17-12 AZ SUS316LN | 2150 | 0,20
X2 CrNiMoN 17 133 | 1.4429 X2 CrNIMON 17132 | 316LN 316 S 63 Z 2 CND 17-13 AZ SUS316LN | 2150 | 0,20
X 1 NiCrMoCu 2520 5| 1.4539 X2 NiCrMoCu 25205 | CN-TM-NoB904 | 904513 Z1 NCDU 25-20 - 2150 | 0,20
X2CrNiMoN 257 4 | 1.4410 X3 CrNiIMON 2574 | $32750 - - - 2150 | 0,20
- 1.4417 X2 CrNiMoSi 15 $31500 - 2376 - 2150 | 0,20
- 1.4460 X2 CrNiMoZ75 329 - - SUS329UL | 2150 | 020 |44 5
- 1.4462 X2 CrNiMoN 22-5-3 | $31803 318513 Z 3 CND 22-05 AZ - 2150 | 0,20 .
X2 CiNIMCUWN 2574/ 1.4501 - - - - - 2150 | 0,20
X2 CrNiMoCuN 256 3| 1.4507 - - - - - 2150 | 0,20
- 1.4821 X20 CrNiSi25 4 - - Z 20 CNS25.04 - 2150 | 0,20
- 1.4823 G-X40 CrNiSi27 4 - - - - 2150 | 0,20
X4 CrNiCuNb 164 | 1.4532 X7 CrNiMoAl 15 7 15-7PH | - Z 8 CNDA 15.07 - 2150 | 0,20
X 4 CrNiCuNb 164 | 1.4540 X4 CrNiCuNb 164 | 155PH | - 76 CNU 15.05 - 2150 | 0,20
X 5CrNiCuNb 174 | 1.4542 X5 CrNiCuNb 174 | $17400 - - SCS24 | 2150 | 0,20
X7CNIAI177 | 1.4568 X7 CrNiAI177 17-7PH | - Z 8 CNA17.07 - 2150 | 0,20
MEP/IUTHBIW/ ®EPPUTHBLIA CEPbIA YYT'YH 180 HB
PEARLITIC/FERRITIC GRAY IRON
G 10 0.6010 GG-10 A48-20B | - Ft 10D - 150 022 | 45
G14 0.6015 GG-15 A48-25B | GRADE 150 | Ft15D FC150 | 1150 | 0,22
G 20 0.6020 GG-20 A48-30B | GRADE 220 | Ft20D FC200 | 1150 | 0,22
G25 0.6025 GG-25 A48-40B | GRADE 260 | Ft25D FC250 | 1150 | 0,22
MEPIUTHbLIW/ MAPTEHCUTHbBIA CEPbIA YYI'YH 260 HB
PEARLITIC/MARTENSITIC GRAY IRON
G25 0.6025 GG-25 A48-40B | GRADE 260 | Ft25D FC250 | 1300 | 0,28 16
G 30 0.6030 GG-30 A48-45B | GRADE 300 | Ft30D FC300 | 1300 | 028
G35 0.6035 GG-35 A48-50 B | GRADE 350 | Ft35D FC350 | 1300 | 0,28
- 0.6040 GG-40 A48-60 B | GRADE 400 | Ft40D - 1300 | 0,28
®EPPUTHBINA YYT'YH C LUAPOBULHbLIM MPAGUTOM 160 HB
FERRITIC NODULAR CAST IRON
- 0.7033 GGG-35.3 - - - - 1200 025 | 17
GS 400-12 0.7040 GGG-40 60-40-18 | SNG420-12 | FGS 400-12 FCD400 | 1200 | 0,25
GSO 42-15 0.7043 GGG-40.3 - SNG 370-17 | FGS 370-17 - 1200 | 0,25
MEPJINTHBIA YYTYH C LUAPOBUAHbIM TPAGUTOM 250 HB
PEARLITIC NODULAR CAST IRON
GS 500-7 0.7050 GGG-50 65-45-12 | SNG 500-7 FGS 500-7 FCD500 | 1350 | 0,28
GS 600-2 0.7060 GGG-60 80-55-06 | SNG 600-3 FGS 600-3 Fopeoo | 1350 | o028 | 18
GS 700-2 0.7070 GGG-70 100-70-03 | SNG 700-2 FGS 700-2 FCD700 | 1350 | 0,28
- 0.7660 GGG-NiCr 20 2 A439TYD2| S-NiCr202 | S-NC 202 - 1350 | 0,28
- 0.7652 GGG-NiMn 13 7 - SNiMn 137 | SNM 137 - 1350 | 0,28
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®EPPUTHbLIA KOBKUWA (TBEPLbIN) YYT'YH 130 HB
FERRITIC MALLEABLE (HARD) CAST IRON
GMB40 0.8040 GTW-40 - W410/4 MB40-10 - 1200 | 0,25
GMB45 0.8045 GTW-45 - - - - 1200 025 | 19
- 0.8055 GTW-55 - - - - 1200 | 0,25
- 0.8065 GTW-65 - - - - 1200 | 0,25
- 0.8135 GTS-35-10 - B 340-12 MN 35-10 - 1200 | 0,25
GMN 45 0.8145 GTS-45-06 - P 440-7 - FCMW370 | 1200 | 0,30
MEPIIATHBIA KOBKWW (TBEPLObINA) YYT'YH 230 HB
PEARLITIC MALLEABLE (HARD) CAST IRON
- 0.8035 GTW-35 - W340/3 MB35-7 - 1500 | 030 | 20
GMN 55 0.8155 GTS-55-04 - P 5110-4 MP 50-5 FCMP490 | 1500 | 0,30
GMN 65 0.8165 GTS-65-02 - P 570-3 MP 60-3 FCMP590 | 1500 | 0,30
- 0.8170 GTS-70-02 - P 690-2 IP 70-2 FCMP690 | 1500 | 0,30
AJTIIOMUHUA U [JE®OPMUPYEMbIE AJTIOMUHUEBBIE CI1/IABbI, HE MOI'YT EbITb COCTAPEHbI 60 H B
ALUMINUM AND WROUGHT ALUMINUM ALLOYS, CANNOT BE AGED
- 3.0205 Al 99 - - - - 700 | 0,25 21
- 3.0255 AI99.5 1000 L31/34/36 A59050C - 700 | 0,25
= 3.3315 AlMg 1 - - - - 700 | 0,25
LE®OPMUPYEMbIE AJIIOMUHNEBBIE CIIJIABbI, MOI'YT 6bITb COCTAPEHbI 100 HB
WROUGHT ALUMINUM ALLOYS, CAN BE AGED
- 3.1325 AlCuMg 1 - - - - 700 |o025 | 22
- 3.2315 AlMgSi 1 - - - - 700 | 0,25
JINTBIE AJIIOMUHWNEBBIE CIJIABbI, HE MOI'YT BbiTb COCTAPEHbI o
CAST ALUMINUM ALLOYS, CANNOT BE AGED SI<12% 80 HB
- 3.1655 AICuSIPb - - - - 700 | 0,25 2
- 3.1754 G-AICu5Ni1,5 - - - - 700 | 0,25 3
811-04 3.4345 AIZnMgCu0,5 7050 L86 AZ 4 GU/9051 - 700 | 0,25
= 3.2581 G-AISi 12 - - - - 700 | 0,25
- 3.2163 G-AISi9Cu3 - - - - 700 | 0,25
JINTBIE AJTIOMUHNEBBIE CIJIABbI, MOI'YT BbITb COCTAPEHbI o
CAST ALUMINIUM ALLOYS, CAN BE AGED SI<12% 90 HB
= 2.1871 G-AlCu4TiMg - - - - 700 | 0,25 24
= 3.2371 G-AlSi7TMg 4218 B - - - 700 | 0,25
- 3.2381 G-AISi10Mg - - - - 700 | 0,25
JINTBIE AJIIOMUHWEBBIE CIJTABbI, HE MOI'YT BbiTb COCTAPEHbI o
CAST ALUMINUM ALLOYS, CANNOT BE AGED SI>12% 130 HB 25
| | | | | |
MELb M MEOHbIE CI/IABbI: EPOH3A, JIATYHb, JIEFKOOGPAGATbIBAEMBIE CI/IABbI Pb 1%
COPPER AND COPPER ALLOYS: BRONZE, BRASS, FREE CUTTING ALLOYS o
- 2.0375 CuZn36Pb3 - - - - 700 0,27 26
- 2.1090 G-CuSn7znPb C 93200 - UE7Z5Pb4 - 700 | 0,27
- 2.1096 G-CuSn5znPb C 83600 LG 2 UE5Pb5Z5 - 700 | 0,27
- 2.1098 G-CuSn2znPb - - - - 700 | 0,27
MEfb U MEOHBIE CIJIABbI: BPOH3A U JINTEUHAS JIATYHb 90 HB
COPPER AND COPPER ALLOYS: BRONZE AND CAST BRASS
- 2.0240 Cuzn 15 C23000 CZ 102 Cuzn 15 - 700 027 | 97
- 2.0592 G-CuzZn 35 Al 1 C 86500 HTB 1 U-Z36N3 - 700 | 0,27
= 2.1292 G-CuCrF 35 C 81500 CCA1-FF - - 700 | 0,27
- 2.1293 CuCrzr C 18200 CC 102 U-Cr 0,8 Zr - 700 | 0,27
MEAb U MEQHBIE CI1JIABbl: BPOH30BbIE, MEQHbIE BE3 CBUHLIA, 3JIEKTPOJINTHASI MEQb 10 O H B
COPPER AND COPPER ALLOYS: BRONZE,COPPER WITHOUT LEAD,ELECTROLYTIC COPPER
- 2.0060 E-Cu 57 - - - - 700 | 0,27 28
- 2.0590 G-CuZn40Fe - - - - 700 | 0,27
- 2.0966 CUAI 10 Ni 5 Fe 4 C 63000 Ca 104 U-A10N - 700 | 0,27
= 2.0975 G-CuAl 10Ni B-148-52 | - - - 700 | 0,27
BE3METAJI/IOBbIE MATEPUAJIbI: TEPMOPEAKTUBHbIN MIIACTUK, BOJTOKHNAT
NONMETALLIC MATERIALS: THERMOSETTING PLASTICS, FIBER-REINFORCED PLASTICS 29
| | | | | |
\ \ \ \ \ \
BYJIKAHU3UPOBAHHAST PE3UHA, 950HNT 30
HARD RUBBER, EBONITE
| | |
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Material vergleichstabelle - Tableau comparatif des materiaux
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il - = £ il (o] I'e. 1o
VDI
UNI W/STOFF  DIN AlSI BS AFNOR JIS kcl.1 mc | 3323
\
OTOXXEHHBIE XXAPOIPOYHBIE CI/IABbI HA OCHOBE Fe 200 HB
ANNEALED, Fe-BASED, HIGH-TEMPERATURE ALLOYS
- 1.4558 X 2 NiCrAITi 32 20 N 08800 | NA15 ; - 2600 | 0,24
- 1.4562 X 1NiCMoCu 32287 | N08031 | - - ; 2600 | 024 | 31
- 14563 X1NCMoCuN 31274 | N 08028 | - Z 1 NCDU 31.27 - 2600 | 0.24
- 1.4864 X 12 NiCrSi 330 - Z 12 NCS 35.16 - 2600 0,24
- 1.4864 X 12 NiCrSi 36 16 N 08330 NA 17 Z 12 NCS 35.16 SUH330 2600 0,24
TEPMOPEAKTUBHBIE XXAPOMPOYHBIE CI/IABbI HA OCHOBE Fe 280 HB
THERMOSETTING, Fe-BASED, HIGH-TEMPERATURE ALLOYS 32
- 1.4958 X 5 NiCrAlITi 31 20 - - - - 3300 0,34
- 1.4977 X 40 CoCrNi 20 20 - - Z 42 CNKDWNDb - 3300 0,34
OTOXKEHHBIE XXAPOMPOYHBIE CIIABbI HA OCHOBE Ni unu Co 250 HB
ANNEALED, Ni- or Co-BASED, HIGH-TEMPERATURE ALLOYS
- 2.4360 NiCu30Fe Monel 400 NA 13 NU 30 - 3300 0,24
- 2.4610 NiMo16Cr16Ti Hastelloy C4 | - - - 3300 0,24
- 2.4630 NiCr20Ti Nimonic 75 HR 5, 203-4 NC20T - 3300 0,24
- 2.4631 NiCr20TiAl - HR 401,601 Nimonic 80 A - 3300 0,24 33
- 2.4642 NiCr29Fe Inconel 690 | - NC 30 Fe ] 3300 | 024
- 24810 G-NiMo30 Hastelloy C | - - - 3300 | 024
- 2.4856 NiCr22Mo9Nb Inconel 625 NA 21 NC 22FeDNb - 3300 0,24
- 2.4858 NiCr21Mo Incoloy 825 NA 16 NC 21 Fe DU - 3300 0,24
TEPMOPEAKTUBHBIE XXAPOIMPOYHBIE CI1JIABbl HA OCHOBE Ni unu Co 350 H B
THERMOSETTING, Ni- or Co-BASED, HIGH-TEMPERATURE ALLOYS 34
; 24375 NiCU30AI MonelK500 | NA 18 NU 30 AT - 3300 | 0,24
; 2.4668 NiCr19FeNbMo Inconel 718 | - NC 19 Fe Nb - 3300 | 0.24
JIUTBIE XXAPOIPOYHBIE CIIABbI HA OCHOBE Ni unu Co 320 HB
CAST, Ni- or Co-BASED, HIGH-TEMPERATURE ALLOYS
- 2.4669 NiCH5Fe7TiAl Inconel X-750 | - NC 15 TNb A ; 3300 |o024 | 35
- 2.4685 G-NiMo28 Hastelloy B | - - - 3300 0,24
- 2.4694 NiCr16Fe7TiAl Inconel 751 - - - 3300 0,24
- 2.4764 CoCr20W15Ni - - - - 3300 0,24
YUCTBIA TUTAH
PURE TITANIUM Rm 400
: 3.7025 Ti 1 - 2TA1 - - 1400 023 | 36
- 3.7124 TiCu2 R 50250 2 TA 21-24 - - 1400 0,23
) 3.7195 TiAl 3 v 2.5 - : - - 1400 | 023
- 3.7225 Ti 1 Pd R 52250 TP 1 - - 1400 0,23
TUTAHOBBIE Allb®A-M BETA-CITABbI, TEPMOPEAKTUBHb., Rm 1050
TITANIUM ALLOYS ALPHA/BETA, THERMOSETTING m
- 37115 TIAI5Sn2 - - - - 1500 | 023 | 37
- 3.7145 TiAI6SN2ZrdMo2Si R 54620 - - - 1500 0,23
; 3.7165 TiAIGV4 R56400 | TA10-13; TA28 | T-A6V - 1500 | 0.23
- 3.7175 TiAIBV6SNn2 - - - - 1500 0,23
- 3.7185 TiAl4MoSn2 - TA 45-51; TA57 | - - 1500 0,23
3AKAJIEHHAS] M OTMYLYEHHASI CTAJb
HARDENED AND TEMPERED STEEL 45 HRC 38.1
3AKAJIEHHASI M OTIYLYEHHASI CTAJTb
HARDENED AND TEMPERED STEEL 55 HRC 38.2
3AKAJIEHHASI M OTIYLEHHASI CTAJTb
HARDENED AND TEMPERED STEEL 60 HRC 39.1
3AKANIEHHASI M OTIYLLYEHHASI CTAJb
HARDENED AND TEMPERED STEEL > 62 HRC 39.2
BEJ/IbINA IATON YYTYH
WHITE CHILL CAST IRON 400 HB 40.1
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- = N | (o] re. no
VDI

UNI W/STOFF  DIN AlSI BS AFNOR Jis kc1.1 mc | 3323
BENbI IUTOM YYrYH

WHITE CHILL CAST IRON > 440 HB 40.2
BENbIN IATOMN YYTYH

WHITE CHILL CAST IRON 55 HRC 411
BEMNbIN NUTOM YYIrYH

WHITE CHILL CAST IRON > 37 HRC 41.2

FPADOUT
GRAPHITE

PE3WHA, OEPEBO
RESIN, WOOD
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Tabnuua nepeBoaa TBepaocTu - Hardness conversion table TPCtOOlS,
Harteumrechnungstabelle - Tableau de conversion duretés . i
2 engineering

§ B
2 z 0 :
o o
& |E | 5. |°.|ic | B | § |§.| o~ | ciT
S I %) %) 8§83 = I i) 3) §8E
= = e ¥ 9 & g8 S < = e = O i g8 g
ST T O T 7 So T Sz o T O T 25 2e2
ot T 25 % &5 =k c2l oL w [ G5 =&, c2<
80 76,0 - - 255 390 371 39,8 53 1255
85 80,7 - - 270 400 380 40,8 55 1290
90 85,5 - - 285 410 390 41,8 56 1320
95 90,2 - - 305 420 399 42,7 57 1350
100 95,0 - - 320 430 409 43,6 58 1385
105 99,8 - - 885 440 418 44,5 59 1420
110 105 - - 350 450 428 45,3 60 1455
115 109 - 16 370 460 437 46,1 61 1485
120 114 - 18 385 470 447 46,9 63 1520
125 119 - 19 400 480 (456) 47,7 - 1555
130 124 - 20 415 490 (466) 48,4 65 1595
135 128 - - 430 500 (475) 49,1 - 1630
140 133 - - 450 510 (485) 49,8 66 1665
145 138 - 21 465 520 (494) 50,5 - 1700
150 143 - 22 480 530 (504) 51,1 68 1740
155 147 - 23 495 540 (513) 51,7 - 1775
160 152 - - 510 550 (523) 52,3 70 1810
165 156 - - 530 560 (532) 53,0 - 1845
170 162 - 25 545 570 (542) 53,6 71 1880
175 166 - - 560 580 (551) 54,1 - 1920
180 171 - 26 575 590 (561) 54,7 73 1955
185 176 - 27 595 600 (570) 55,2 - 1995
190 181 - 28 610 610 (580) 55,7 - 2030
195 185 - - 625 620 (589) 56,3 75 2070
200 190 - 29 640 630 (599) 56,8 - 2105
205 195 - - 660 640 (608) 57,3 77 2145
210 199 - 30 675 650 (618) 57,8 - 2180
215 204 - 31 690 660 - 58,3 = =
220 209 - 32 705 670 - 58,8 79 -
225 214 - - 720 680 - 59,2 80 -
230 219 - 88 740 690 - 59,7 - -
235 223 - - 755 700 - 60,1 81 -
240 228 20,3 34 770 720 - 61,0 83 -
245 233 21,3 35 785 740 - 61,8 84 -
250 238 22,2 - 800 760 - 62,5 86 -
255 242 23,1 36 820 780 - 63,3 87 -
260 247 24,0 37 835 800 - 64,0 88 -
265 252 24,8 - 850 820 - 64,7 90 -
270 257 25,6 38 865 840 - 65,3 91 -
275 261 26,4 39 880 860 - 65,9 92 -
280 266 27,1 - 900 880 - 66,4 93 -
285 271 27,8 40 915 900 - 67,0 95 -
290 276 28,5 41 930 920 - 67,5 96 -
295 280 29,2 - 950 940 - 68,0 97 -
300 285 29,8 40 965
310 295 31,0 43 995
320 304 32,2 45 1030
330 314 3,3 46 1060
340 323 34,4 47 1095
350 868 35,5 48 1125
360 342 36,6 50 1155
370 352 37,7 51 1190
380 361 38,8 52 1220

H 53




3AMETKU - NOTES




OBLUMUN ANTGABUTHBLIN
YKA3ATENb

OBLLUMIM ANTPABUTHBIN YKA3ATESTb

ALLGEMEINE ALPHANUMERISCHE INHALTSbBERSICHT
INDEX ALPHANUMMRIQUE GMNMRALE

INDICE ALFANUMMRICO GENERAL




L ala

And)aBlm'lmﬁm yKasatenb ’
General alphanumeric summar:
Algemeinei alphanumerische zuéammenfassung TPCtOOIs}
Récapitulation alphanumérique générale E3 engineering
APT. Crp. APT. Crp. APT. Crp.
16ER/L ... UN D34 4513 G 18
16ER/L A/AG/G60 D 26 452.15 G 15
16IR ... ISO ..M D 33 453 G 14
00... G20 16IR ... MJ D 48 454 G 14
06IR/L ... BSPT D 44 16IR ... W ..M D 40 460... G 15
06IR/L ... ISO D31 16IR B ... ISO D 32 477... G 12
06IR/L ... NPT D 41 16IRB ... W D 39 488.07T1 G 15
06IR/L ... UN D 35 16IR B ... BSPT D 45 721 G 15
06IR/L ... W D 38 16IR B ... NPT D 42 722 G 14
06IR/L A55 D 28 16IR B ... UN D 36 723 G 14
06IR/L AGO D 26 16IR B A/AG/G60 D 27 724 G7
08 35.. G 18 16IR B AG/G55 D 29 80... G 13
08IR/L ... BSPT D 44 16IR/L ... ISO D31 82... G 13
08IR/L ... ISO D31 16IR/L ... W D 38 84... G 13
08IR/L ... NPT D41 16IR/L ... BSPT D 44 901... G8
08IR/L ... TR D 46 16IR/L ... NPT D41 903... G 22
08IR/L ... UN D 35 16IR/L ... RD D 47 905... G4
O08IR/L ... W D 38 16IR/L ... TR D 46 918 G 15
08IR/L A55 D 28 16IR/L ... UN D 35 918.16 G 15
08IR/L AGO D 26 16IR/L A/AG/G55 D 28 919 G114
O8U IR ... ISO D21 16IR/L A/AG/G60 D 26 919.16 G 14
O8UIR ... TR D 46 18... G6 920 G 14
08U IR/L ... UN D 35 180... G6
08U IR/L U55 D 28 21... G 13
08U IR/L U60 D 26 22.. G 13
100-... G3 22ER ... ISO .M D 33 A...DCLNR/L A42
100-11 G 13 22ER ... NPT .M D 43 A...DDUNR/L A43
100-21 G 13 22ER ... W..M D 40 A..MCLNR/L A51
100-31 G 13 22ER/L ... 1SO D 30 A...MDUNR/L A52
100-5.. G 13 22ER/L ... W D 37 A..MTFNR/L A49
100-8.. G6 22ER/L ... RD D 47 A..MVPNR/L A53
11ER/L ... ISO D 30 22ER/L ... TR D 46 A...MVUNR/L A53
11ER/L ... W D 37 22ER/L ... UN D 34 A...MVZNR/L A54
11ER/L ... NPT D41 22ER/L N55 D 28 A..MWLNR/L A50
11ER/L ... UN D 34 22ER/L N60 D 26 A...PCLNR/L A44
11ER/L A55 D 28 22IR ... 1SO ..M D 33 A...PDUNR/L A 45
11ER/L A60 D 26 22IR ... NPT .M D 43 A...PSKNR/L A 46
11IR ... MJ D 48 22IR ... W .M D 40 A...PTENR/L A47
11IR/L ... 1ISO D31 22IR N55 D28 A...PWLNR/L A48
11IR/L ... W D 38 22IR/L ... 1ISO D31 A...SCLCR/L AS57
11IR/L ... BSPT D 44 22IR/L ... W D 38 A...SCLCR/L A58
11IR/L ... NPT D 41 22IR/L ... RD D 47 A...SCUPR/L A 56
11IR/L ... UN D 35 22IR/L ... TR D 46 A...SDNCR/L A 65
11IR/L A55 D 28 22IR/L ... UN D 35 A...SDQCR/L A 63
11IR/L A60 D 26 22IR/L N60 D 26 A...SDQCR/L A 64
12.. G2 23... G 13 A...SDUCR/L A 60
12RA.. G2 24.. G114 A...SDUCR/L A61
14... G7 26000 F 26 A...SDXCR/L A 66
1440 G2 260Z... Gz21 A...SSKCR/L A73
15... G8 270.. F 26 A...STFCR/L A 67
154.15 A161-B 261 290.. F 26 A...STIR/L A 84
156.15 A161-B 261 3098 G 22 A...STUCR/L A67
16... G4 3112 G 16 A...SVOCR/L A 69
1614 G3 3116 G 16 A...SVQBR/L AT72
16ER ... ISO .M D 33 32... G 16 A...SVQCR/L AT71
16ER ... MJ D 48 33.. G 17 A...SVUCR/L A70
16ER ... W .M D 40 34... G 16 A...SVXCR/L AT71
16ER B ... ISO D 32 35.. G17 A...SWUCR/L AS55
16ERB ... W D 39 36... G 17 AL... G4
16ER B ... BSPT D 45 37... G 17 APFT B 263
16ER B ... NPT D 42 3716 G17 APFX B 263
16ER B ... UN D 36 3810 G 17 APHT B 262
16ER B A/AG/G60 D 27 40... G 22 APKT B 262 - B 263
16ER B AG/G55 D 29 41... Gl1l2-G21 APKX B 262 - B 263
16ER/L ... ISO D 30 4158 G 22 APMT B 263
16ER/L ... W D 37 4196 G38
16ER/L ... BSPT D 44 42... G12
16ER/L ... NPT D 41 422... G6
16ER/L ... RD D 47 426... G 19
16ER/L ... TR D 46 4295 G21
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Ancpaslm'lmﬁm yKasatenb ,
General alphanumeric summa
Algemeinepalphanumerische zLysammenfassung TPCtOOIS}
Récapitulation alphanumérique générale EX engineering
APT. Crp. APT. Ctp. APT. Crp.
5| e
BCF ... G1u GIE-7 A 163 PA... G 17
BCL ... G111 GR... G8 PCBNR/L A1l6
BCM ... G11 GR...Q... G9 PCFNR/L ..CA-.. E 23
BDGT B 264 GRB... G9 PCGNRI/L ..CA-.. E 23
BDMT B 264 GRF... G9 PCKNR/L A17
BRA.BLO.10 G 20 GRT... G9 PCLNR/L A 16
GRTS... G9 PCLNR/L ..CA-.. E 23
GWR... G 10 PDJNR/L A18
GX A161-A162 PDNNR/L A18
CO... G2 GX 16 G 17 PSBNR/L A19
Co... G2 GX 16-1 G 17 PSDNN A19
CCET A138-C57-E51 PSKNR/L A20
CCGT A138-C57-E51 PSKNRI/L ..CA-.. E 25
CCMT A139-C57-E51-E60 PSRNR/L ..CA-.. E 25
CH.. G 19 PSSNR/L A20
CHF16/60 G 19 KCN... G 17 PSSNR/L ..CA-.. E 25
CHT... G 19 KDN 433 G 17 PTENR/L A21
CKJINR/L A39 K13400.. F24 PTFNR/L ..CA-.. E 24
CKM... G 14 KITDP0O000O F 26 PTGNR/L A2l
CNMA A 133 KLM... G 12 PTGNR/L ..CA-.. E 23
CNMG A133-A134 KMS... G7 PTSNR/L ..CA-.. E 24
CNMM A 134 KNUX A 135 PTTNR/L ..CA-.. E 24
CPGT A 139 -E 52 KSN... G 17 PTWNR/L ..CA-.. E 24
CPMT A139-E52 KVN 323 G 17 PWLNR/L A22
CT... G11 PWLNR/L ..CA-.. E 25
CTSPR/L ..CA-.. E 30
CTTPR/L ..CA-.. E 31 L 248C.1 E 33
CTWPRI/L ..CA-.. E 30 L 248C.3 E 32 QCMX C 39
LGIH AT76
LMA... G 23
LNMM B 264
DCBNR/L A 10 RA B 266
DCKNR/L All RCGT Al141
DCLNR/L A 10 RCK 1225 G 18
DCMT A 140 MCFNR/L..CA-.. E 22 RCMT A 141
DCSNR/L All MCGNR/L..CA-.. E 22 RCN 1225 G 18
DDJNR/L A12 MCKNR/L..CA-.. E 22 RD 12 G 19
DNMG A 135 MCLNR/L A 25 RDHW B 266
DS8 G 10 MCLNR/L..CA-.. E 22 RDHX B 266
DSKNR/L A13 MDJNR/L A 26 RDMW B 266
DSSNR/L A 13 MDQNR/L A 26 RDMX B 266
DTINR/L Al4 MSBNR/L A 27 RP... G 19
DWLNR/L A 15 MSKNR/L..CA-.. E 22 RS.. G 18
MSSNR/L A27 RSN 1225 G 18
MTJINR/L A23 RUR 008 G21
MVJINR/L A28
E... SCUPR/L A 56 MVVNN A28
E... SDQCR/L A 64 MWLNR/L A24
E... SDUCR/L A 62 S... SCACL/R-06 E 34
E... STFCR/L A68 S... SCDCL/R-06 E 34
E... SVUCR/L A70 S... SCECL/R-06 E 34
E... SWUCR/L A 55 S... SCLCR/L A 57
EMI ... G21 NFL B 265 S... SCWCL/R-06 E 34
S... SDQCR/L A 63
S... STACL-11 E 35
S... STDCL-11 E 35
FS... G3 OR-.. G20 S... STECL-11 E 35
S... STWCL-11 E 35
S11 G 16
S12.4 G 16
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General alphanumeric summary

Algemeine alphanumerische zusammenfassung

Récapitulation alphanumérique générale

X engineering

APT. Crp. APT. Crp. APT. Crp.
S16 G 16 T746LW B 220
S16T G3 T746XLW B 220
S22T G3 T748W B 220
SCBCRI/L ..CA-.. E 28 T748WF B 220
SCFCRIL ..CA-.. E 28 T1196W B 190 T749W B 220
SCFPRI/L ..CA-.. E 28 T1196XLZ B 190 T7801-8W B 164
SCGCRI/L ..CA-.. E 29 T1198W B 190 T8001-6W..-10 B 186
SCGT A141-E52 T1398GW B 190 T8001-6W..-15 B 188
SCLCR/L A 30 T1402.8W B 222 T8001-6XLMW..-10 B 186
SCLCRI/L ..CA-.. E 28 T1556W B 202 T8001-8W..-10 B 186
SCLPRI/L ..CA-.. E 28 T1558 B 202 T8001-8W..-15 B 188
SCMT A 141 -E 52 T1596 B 192 T8002-6W..-11 B 234
SCMX B 267 T1596W B 192 T8002-8W..-22 B 236
SCRO0183 B 150 T1596XLZ B 194 T8002-9W..-11 B 234
SCRCRIL ..CA-.. E 29 T1596XLZM..16 B 194 T8002-9W..-22 B 236
SCRPRI/L ..CA-.. E 29 T1597 B 194 T805W B 216
SCSCRI/L ..CA-.. E 29 T1598 B 196 T826 B 230
SCSPRI/L ..CA-.. E 29 T1598GW B 196 T829 B 232
SCTCRI/L ..CA-.. E 29 T1598W B 196 T850 B 210
SCTFPR/L A 90 T188...W E9 T855 B 212
SCTPRI/L ..CA-.. E 29 T189...012W E 11 T859 B 214
SCWCRIL ..CA-.. E 28 T189...CA.W E 12 T876W B 208
SCWPRI/L ..CA-.. E 28 T189...PW E 10 T956W B 200
SDEX B 267 T189...S12W E 11 T958W B 200
SDHCR/L A3l T189..S..PW E 10 T958WF B 200
SDHT B 267 T190. ... E 12 T986 B 180
SDHW B 267 T1900.86MW..11 B 176 T986GW B 180
SDJCR/L A3l T1900.86W..07 B 174 T986GXL B 182
SDKT B 267 T1900.86W..11 B 176 T986W B 180
SDMT B 267 T1900.86W..17 B 178 T986XLZ B 182
SDNCN A32 T1900.86XLMW..11 B 176 T986XLZM..10 B 182
SDNT B 267 T1900.86XLMW..17 B 178 T987 B 182
SEEX B 268 T1900.86XLW..11 B 176 T988 B 184
SEKT B 268 T1900.88W..11 B 176 T988GW B 184
SEKW B 268 T1900.88W..17 B 178 T988W B 184
SEKX B 268 T1900.89W..07 B 174 T989W B 184
SET ECL 0812 R/L 06 A59 T1900.89W..11 B 176 TA B 204
SET EDU 1012 R/L 07 A 62 T218.. F 18 TA...-75 E 14
SG 161 G21 T296 E6 TA...-90 E 15
SM.. G3 T299 E8 TBI 03.. F 23
SM..-30 C 40 T299/SP E9 TBZ100 F6-F10-F12
SM..-45 C 40 T306W B 158 TC..ANR/L D 15
SM..-55 C 40 T309GW B 158 TC..DCLNR/L A 96
SMU-ER..-00 G 23 T309W B 158 TC..DCMNN A98
SNEX B 269 T309WF B 158 TC..DDMNL A 99
SNHX B 270 T338 B 160 TC..DWLNR/L A97
SNMG A 135 T338F B 160 TC..PCLNR/L A 109
SNMX B 269 T338G B 160 TC..PCLNR/L A 100
SPHT B 271 T3501W.. B 162 TC..PDJINR/L A 101
SPI... G 22 T502 E7 TC..PWLNR/L A 102
SPMT B 271 T503 E7 TC..PWLNR/L A 110
SPMW B 271 T513.45W.. B 170 TC..SCLCR/L A 103
SRDCN A33 T514.45W.. B171 TC..SCLCR/L Alll
SSKCRI/L ..CA-.. E 27 T516 B 167 TC..SCMCN A 107
SSSCR/L A34 T516XLZ B 167 TC..SDJCR/L A 104
STCM... G 10 T518.3 B 168 TC..SDUCR/L Al112
STFCR/L A35 T518.4 B 169 TC..SER/L D14
STFCRI/L ..CA-.. E 26 T526 c21 TC..SVHBRI/L A 105
STGCR/L A35 T536W c24 TC..SVIBR/L A 106
STGCRI/L ..CA-.. E 27 T556W Cc 20 TC..SVMBL A 108
STGR/L A 84 T562W C 22 TC..SVQBR/L A 113
STN A 162 T563W c23 TCABZ.. F 6
STSCRI/L ..CA-.. E 26 T566W B 206 TCFN AT78
STTCRI/L ..CA-.. E 27 T568W B 206 TCGT A142-C58-E53
STWCRI/L ..CA-.. E 26 T576W B 166 TCMDISBK.. F6-F10-F 12
STXCR/L..CA-.. E 27 T576XLZ B 166 TCMT A142-B271-C58-E53|
SVHCR/L A 36 T578W B 166 TCMX B 271
SVJIBRI/L A 38 T706W B 224 TCT GUANTI 300 F6-F10-F 12
SVJICR/L A 36 T708W B 226 TCTDISBK .. F6-F10-F12
SVVBN A38 T709W B 228 TDBK.. F10-F 12
SVVCN A37 T746GLW B 220 TDCABZ.. F 6
SVXCR/L A 37 T746GXLW B 220 TDQ ...30R/L C 14
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General alphanumeric summary

Algemeine alphanumerische zusammenfassung
Récapitulation alphanumérique générale

APT. Crp. APT. Crp. APT. Crp.
TDQ ...40R/L C 16 TFW4 ... 947 B 138 VCGT A 143
TDS 820 G 10 THE-7-....R/L A 86 VCKT B 272
TECR.. F 20 THI-7-....R/L A 88 VCMT A 143
TEMS.. F 19 THS-7-....R/L A 86 VDKT B 272
TER/L D6 TIR/L D7 VDST 2008 G 10
TF ... 803 B 100 TKS 3400 A F8 VDST 206 G 10
TF ... 804 B 102 TKS 3400 H F8 VNMG A 137
TF 25 G 19 TLFW E 17 VS16T G5
TF1 ... 010 B 20 TLM...075...W E 14 VS22T G5
TF1 ... 011 B 22 TLMO090 E 15 VSSEF... G7
TF2 ... 100 B 10 TLSW E 16
TF2 ... 102 B 14 TMSDR/L A 82
TF2 ... 103 B 16 TMSIR/L A 80
TF2 ... 210 B 28 TMSIR/L A 82 WCGT A 144 - E 54
TF2 ... 211 B 30 TMU.C..10W C25 WCMT Al144-C39-E54
TF2 ... 220 B 32 TMU.ER..10 C 26 WCMX C 39
TF2 ... 221 B 34 TMU45.. C58 WNMA A 137
TF2 ... 233 B 58 TNL...CA E 13 WNMG A 137
TF2 ... 234 B 60 TNL...UM E 13 WNMT B 272
TF2 ... 290 B 48 TNMA A 136 WPMT B 272
TF3 ... 320 B 36 TNMG A 136 WPMW B 272
TF3 ... 321 B 38 TNMM A 136
TF3 ... 351 B 46 TP.. F 22
TF3 ... 932 B 112 TPBZ.. F 25
TF3 ... 933 B 114 TPMR A 142 - E53 XCET C59
TF3 ... 934 B 116 TPU 1840-07 c7 XCNT C59
TF3 ... 935 B 118 TPUH... F 18
TF3 ... 936 B 120 TSBZ.. F 25
TF3 ... 937 B 122 TSG 3400 TLK F 6
TF4 ... 944 B 132 TSG 3400 TLK-WS F 6
TF4 ... 400 B 74 TSG 3400 TWK F 10
TF4 ... 450 B 80 TSG 3400 TWK-WS F 10
TF4 ... 480 B 104 TSG 3400 WK F12
TF4 ... 600 B 88 TSG 3400 WK-WS F12
TF4 ... 601 B 90 TTBC ...25R/L c12
TF4 ... 602 B 92 TTBO F 23
TF4 ... 890 B 154 TTC ...30R/L c8
TF4 ... 945 B 134 TTC ...40R/L Cc10
TF4 ... 948 B 140 TTCS...30R C6
TF4 ... 949 B 142 TTFB.. F 22
TFL A 162 TUR LPR 5L F8-F10-F12
TFN A 162 TUR LPS 1L F10-F 12
TFR A 162 TUR TSA F8
TFW ... 502 B 84 TUR TSP F8
TFW ... 801 B 96 TUR.. F8
TFW ... 802 B 98 ™ B 204
TFW ... 860 B 152 TWF4 ... 946 B 136
TFW2 ... 200 B 24
TFW?2 ... 230 B 52
TFW2 ... 231 B 54
TFW2 ... 232 B 56 U16é... G 17
TFW3 ... 330 B 64 u22... G17
TFW3 ... 331 B 66 UMO..000. G 22
TFW3 ... 332 B 68 UMO..0005 G21
TFW3 ... 333 B 146
TFW3 ... 341 B 42
TFW3 ... 930 B 108
TFW3 ... 931 B 110 VB... G4
TFW4 ... 400 B 72 VBC... G4
TFW4 ... 401 B 76 VBF... G5
TFW4 ... 445 B 78 VBL... G5
TFW4 ... 501 B 82 VBMT A 143
TFW4 ... 503 B 86 VBPF... G5
TFW4 ... 700 B 94 VBRF 204 G7
TFW4 ... 940 B 124 VBREF... G5
TFW4 ... 941 B 126 VBS... G7
TFW4 ... 942 B 128 VBSF... G5-G6
TFW4 ... 943 B 130 VBTF... G5




