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TexHu4eckne pekomeHaaLum
Technical hints

90°

QAA<S)

CrabunbHocTb (S)
Stability (S)

HocTtynHocTb (Z)
Accessibility (Z)

TeHpeHums k Bubpaumm(V)
Tendency to vibration (V)

Tpebyemasi MowHocTb (P)
Power required (P)

Bbi6op chopmbl NnacTuHbl
Selection of indexable insert shape

GILEITTIDN hoehleil

dopma nnacTuHbl

Ha gnarpamme nokasaHbl Hanbornee pacnpocTpaHeHHble (POPMbI
CMEHHbIX NMNacTuH OT Kpyrnow fo pomba 35°.

CTpenka nokasblBaeT, YTO CTabUINBbHOCTb PeXyLLen KpoMkm (S)
BO3pacTaeT Npu yBenu4eHun yrna npu BepLunHe, B TO BPEMS Kak
[OCTYNHOCTb (Z) BO3pacTaeT Ha MeHbLUMX yrrax npu BepLUnHe.

TeHpeHuus k Bubpaumm (V) n Tpebyemasi MowiHocTh (P)
BO3pacTaeT Npu yBenu4eHun yrna npu BepLumHe.

Yron npu BepwurHe NnacTvHbl He [OJKeH npesblwaTb
obpabaTbiBaeMble yrnbl HA AeTanu v AOIMKEH ObiTb MUHUMYM Ha
2° MeHbLue.

Indexable insert shape

The diagram shows the most common indexable insert shapes
from round tips right down to 35° indexable inserts.

The arrow on the scale shows that the stability of the cutting edge
(S) grows with increasing point angle, Whereas the accessibility (Z)
becomes improved by smaller point angles.

Tendency to vibration (V) and power requirement (P) rise with lar-
ger point angles.

When turning shapes the maximum copy angle must not be excee -
ded for inward copying. The angle between the secondary cutting
edge and the workpiece shape produced should be at least 2°.



TexHu4eckue pekomeHaaumm Bbi6op popMbl NACTUHbI @MI]_ID hﬂﬂmﬂm

Technical hints Selection of indexable insert shape

Yron npu

BepLUMHe 0.4 08 192 16 24 Papguyc npy BeplivHe u nogadya

e ' ' ' ' ' Pafuyc npu BepLUnHe SBNSIETCS KMoYEBLIM hakTOpOM B

Corner radius OTHOLLEHNN: ]

(r) mm m CTabunbHOCTM NpoLiecca pe3aHus Npu YepHOBoOW 06paboTke
m KayectBa oGpabaTbiBaeMoi NOBEPXHOCTU NPU YNCTOBOM

obpaboTke
Makc.

pekomeHposak- | 0,25-0,35 0,4-0,7 0,5-1,0 0,7-1,3 1,0-1,8
Has
nogaya

(fn) Mm/06
Recommended
max. feed rate
(f) mm/rev

YepHoBasa obpaboTka

m BbiGepainiTe MakcMManbHO BO3MOXHbIVA paguyc npu BepLunHe,
4YTOGbI 06eCNeYnTb MaKCUMarbHO CTabUIbHYH0 PEXYLLYIO KPOMKY.
m Bonbluon paguyc npu BeplunHe TpebyeT GonbLuyto nogavy.

m /lcnonb3ynte MeHbLUNI pagnyc Npu BepLUMHE, eCnin CyLLlecTByeT
onacHocTb Bubpauuu. MNpu BbIGOpe CKOPOCTU Nogayn s YEPHOBOM
ToKapHoW 06paboTkn MakcumarbHble CKOPOCTU NofaYu,
npvBeAeHHble B Tabnuue, HX B KOEM Crlydae He JOJPKHbI BbITb
npesbiweHbl. OCHOBHOE MpaBuIo:

f, nogava npu YepHoBoii obpaboTke = 0,5 x paguyca npu BepLiMHe
MakcumanbHas nogaya Ans pasnuyHbiX paguycoB Npu BepLUNHE
Haunbonee yacTo ncnonb3yemblii paguyc npu BeplunHe Ang
YepHoBow obpaboTku - 1,2-1,6 MM.

MakcumanbHO pekomeHAoBaHHas nogava AormkHa ObiTb He Gonee
2/3 paguyca npu BepLivHe.

Bonblwas nogava OO0CTyNHa B cnefyrwmnx cny4vasax:

m [nacTvHa umeeT NPOYHYI0 PEXYLLYH KPOMKY M Yron npu
BeplnHe He meHee 60°.

m /icnonb3oBaHne 0gHOCTOPOHHEN NNAaCTUHbI

m /lcnonb3oBaHne NNacTuHbl C rMaBHbIM YoM B nnaHe meHee 90°

m O6paboTka xopolio obpabaTbiBaeMbix MaTepunarnos co
CcpeaHVMU CKOPOCTSIMU pe3aHusl.

Corner radius and feed

The corner radius of the indexable insert is a key factor with
regard to:

m Stability during rough cutting.

m Surface quality during finishing.

Roughing

m Use the largest possible corner radius to ensure the greatest
degree of stability for the cutting edge.

m A large corner radius permits a greater feed rate.

m Use a smaller corner radius if there is a risk of vibration.

When selecting the feed rate for rough turning work, the maxi -

mum feed rates given above must not be exceeded in any

circumstances. The basic rule is:

f, Roughing = 0,5 x Corner radius

Maximum feed rate for various corner radii
The most frequently used radii for rough machining are
between 1.2 - 1.6 mm.

The table is based on the max. recommended
feed rate of 2/3 of the corner radius.

Greater feed rates are possible in the following cases:

m Indexable inserts have a stable cutting edge and a point angle
of at least 60°.

m Single-sided indexable inserts.

m Indexable inserts which are used with a setting angle less than
90°.

m Working easily machineable workpiece materials at moderate
cutting speeds.
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TexHuuyeckne pekomeHaaLum Yucroeas o6paboTka @M@ DUEHIEHI

Technical hints Finishing
TeopeTnyeckas MakcuMarbHas BeSiMinHa LepoxoBaTocTn Mopgaya u yron npu BepLUVHE OKasblBAlT NPAMOE BMUSHWE Ha
(R""a") Ka4yeCTBO MOBEPXHOCTUM W TOYHOCTb pa3MepoB, TaK Xe KaK u

Theoretical maximum roughness height (Rmax) ECTKOCTb CTaHKa U KeCTKOCTb CUCTEMbI 3aXKaTus AeTanu

Rmax = LUEPOX0OBATOCTb
Roughness height OcHoBHbLIE pekomeHAaLun
r = paguyc npv BepLunHe (Mm)
Corner radius (mm)
f, = nogaya (Mm/06) m Vicnonb3ys 6onee BbICOKYH CKOPOCTb pe3aHusi u bonee
Feed (mm/revolution) OCTPYI0 reOMETPUI0 MOXHO JOBUTLCS NyYLLEero kayecTsa
NMOBEPXHOCTMU.
f2 " v
Rimax = 21 1000 (1m) Monaya Feed: m Vcnonb3yinte MeHbLUNIA paanyc Npu BepLUMHE Npu
8r BO3HWKHOBEHMU BUGpaLuu.
f = Rmax X 8r m HenokpbiTble TBepAble CrnaBbl UMeT Gonee oCTpyto KPOMKY
@ 1000 1, KaK CrieAcTBMUE, MMM MOXHO MONyYnTb Gonee KayecTBEHHYIO
NMOBEPXHOCTb.

The surface quality and accuracy of the tolerance is greatly

influenced by the interaction of the feed rate and corner radius.
3HaueHue wepoxoeaTtocTh (Ra) The stability of the clamping system and the machine are other
Mean roughness figure (R.) decisive factors.

y General recommendation

m The surface quality can be improved by using higher cutting
speeds and positive rake angles.
. m Use a smaller corner radius if there is a risk of vibration.
Ra \ / \V" / \\f/ \/ \V’ X m Especially high quality surfaces can be achieved using
V V uncoated hard metals (sharper cutting edges than coated

grades).
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TexHu4yeckne pekomeHaaLum

YucroBas obpaboTka

Cirwornpi) FiRFHITH

Technical hints Finishing
Knacc
Rmax R, = CLA = AA RMS YUCTOTHI Crioco6 pacyera:
Value for

HM UM HAOMM UM powoiiM | roughness CpaBHuTenbHasa Tabnuua ans pasHbix N3MEpUTENbHBIX CUCTEM.
16 0.30 11.8 033 13.1 31y Tabnuuy HeJ:II:SFl 1cnonbL3oBaTh A4S pacyeTa
1.8 0,35 13.8 0,39 15.3 MaTemMaTU4YecKomn 3aBMCUMOCTU MeXay Rmax U Ra.

2,0 0,40 15,7 0,44 17,4 N5 .
2.2 0.44 17,5 0,49 19.4 Beibepute nogxopsiee 3HayeHWe Rpyax W3  CpaBHUTENbHOW
2.4 0,49 19,2 0,54 213 Tabnuubl. oToM ¢ nomowplo rpadwvka Hwxke onpegenute
26 053 208 0.59 231 HeobxoaumMylo nodady M Yron npu BepluMHe [Ans 3aAaHHoro
28 0,58 227 | 0,64 25,2 3HACHNA Riax

3,0 0,63 24,6 0,70 27,3

3,5 0,71 27,8 0,79 30,9

4,0 080 = 314 089 348 N6 Procedure:

4,5 0,90 35,2 1,00 39,1 ) )

5.0 0,99 38.8 1.10 43.1 Co.nverS|on table for various measurement systems. . .
6.0 1,20 472 1.30 52.4 This cannot be used to calculs.ate a mathematlcal relationship
7.0 1,40 551 1,50 61.2 between the Rmax roughness height and the figure for Ra.

8,0 1,60 63,0 1,80 70,0 N7 Look up the appropriate Rmax value in the conversion table.

9,0 1,80 71,0 2,00 78,8 Then read off the correct combination of corner radius and

10,0 2,00 97,0 2,20 87,7 feed rate.

15,0 3,20 126,0 3,10 140,0 N8

20,0 4,40 173,0 4,90 192,0

25,0 5,80 238,0 6,40 264,0

27,0 6,30 247,0 7,00 274,0 N9

30,0 7,40 292,0 8,20 324,0

35,0 8,80 346,0 9,80 384,0

40,0 10,70 422,0 11,90 468,0

45,0 12,50 485,0 13,90 538,0 N10

Ha puarpamme nokasaHbl TeopeTuyeckne 3HavyeHus Rmax
Ans KoMBMHauuMM nogayv v yrna npv BepLUnHe.
The diagram shows theoretical Ry.x values for

specific feed/corner radius combinations.

Runax (M) Yron npu sepume (w)
00 Rmax (MM) Corner radius (mm)
60 ro8
40 ,// // ;
25 Ik /’//; //
15 AV 4 ,/f//g/
10 / ‘/// / ,//,Cf;;
W87
/877 =
W7
N 1//8///// 4774
N8/ 4744
Wty

0,1 0,15 0,2 0,25 0,3 0,35 0,4 0,45 0,55 0,5 0,6 0,65 0,7

Mopava f, (Mm/06)

Feed f, (mm/revolution)
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TexHu4eckne pekomeHaaLum
Technical hints

o6paboTke
Formulas for turning

dopmyrbl, UCMOMb3yeMble NPU TOKapHOW

GILEITTIDN hoehleil

BbluncnsieMble 3Ha4YeHus1

Units
O6o3HaveHne OnucaHue EpvHuua nsmepenus
Code Description Unit
Dm O6pabaTbiBaembli uameTp MM
Machining diameter
Ve CKopoCTb pe3aHus M/MUH
Cutting speed
n O6GopoThbl WNUHAEnNs 06/MUH
No. of spindle revolutions r.p.m.
Te Bpewms obpaboTku MWH
Working time
Q O6GbeM cHUMaemoro MaTepuana CcM3/MUH
Metal removal volume
Im OnuHa o6paboTkum MM
Working length
P. YuncTtaa MOLHOCTL NpMBoAa kBT
Net power consumption
Kco4 YpaenbHasi cuna pesaHust Anst TONWMHbI CTPYxKK 0,4 Mm H/mm?2
Specific cutting force for chip thickness of 0.4 mm
fn Mopaya Ha oGopoT MM/06
Feed per revolution mm/rev
Kr ['MaBHbIN yron B nnaHe rpag
Approach angle degrees
Rmax LLlepoxoBaTocTb um
Profile depth
re Yron npu BepLuvHe MM
Indexable insert corner radius
ap my6uHa pesaHus MM
Cutting depth
dopmynbl
Formulas
CkopocTb pe3aHus (M/MuH)
Cutting speed (m/min) Ve = Dm0
1000
o6opoThbl WnuHAens (06/MuH)
. ) _ V¢ - 1000
No. of spindle revolutions r.p.m. n = =
Dy -1
O6bem cHumMaemoro matepuana (cmsd/min)
Metal removal volume (cm3/min) Q =Vvera-fy
MouyHocTb(KBT) 0.29
; Q- keoa 0,4 :
Power consumption (kW) P. = 601000 [fn ~sin Kr]
Bpemsa obpaboTku (MyH)
Working time (min) T = Im
fn'n
LLlepoxoBaTocTb £

Profile depth

Rmax = % - 125




TexHu4eckne pekomeHaaLum
Technical hints

Mpo6nema
Problem

PelweHue npobnem npu TokapHom
o6paboTke
Options against turning problems
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Heat cracks

JleHTOYHas/3anyTaHHas CTpyxKa
®dopma CTPYKM CIINLLKOM y3kasi (MOCUHEHNE)
Chip shape too narrow (blueing)

[Mnactnyeckas gedopmauusi
Band/snarl chips (not coloured)

Plastic deformation
Hu3koe ka4yecTBO MOBEPXHOCTU

MpepbiBUCTOE pe3aHne
Poor workpiece surface

Interrupted cut

M3HOCOCTOMKOCTb TBEPAOrO crnaBa
T/C wear resistance

-

lMpoyHoCTb TBEpAOro cnnasa
T/C roughness

CkopocTb pesaHus
Cutting speed

<+
<+

Mopava
Feed <+ *
nybuHa pesaHus

Depth of cut

MepeaHun yron
Chip angle

CTpy>xKOnom
Chip breaker geometry

CocTosiHMe pexyLuei KpOMKU
Condition of cutting edge

Paguyc npu BepwuHe yrna
Corner radius

[naBHbIA yron B nnaHe
Approach angle

CTtabunbHOCTb
Stability

OxnaxneHue
Cooling

?

-

<

-

<

Vo

> >

<
I-><->->

> ]

?

YBennuntb
increase

YMeHbLWIUTb
reduce

<4—p OntnmasnbHo

optimize
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TexHu4eckme pekomeHaaLuu
Technical hints

Pexumbl pesanus pns cnnasa LCP15T
Turning data recommendations for LCP15T

(CICCITIDN booh|eil

o CkopocTb pe3aHusa Cutting speed
3 Ve (M/MUH)
=
5 g TeepnocTs LCP15T
g5 no BpuHenmio f = MM/06 rev
o s Brinell 0,4-0,8 0,25-0,4 0,05-0,25
e L0 ey e
2 = Material HB
Yrnepoauctas ctanb'): ca. 0,15 %C oToxeHHas
Unalloyed steel”) ~0,15%C  annealed 12z B
ca. 0,45 %C oToxeHHas
~045%C  annealed 190 110 — 180 180 — 260 250 — 320
ca. 0,45 %C noagkaneHas
~0,45%C hardened and temp. 250 90 — 180 110 - 180 140 — 210
ca. 0,75 %C oToxeHHas
SOTEUE  armeelEd 270 120 — 180 170 — 240 230 — 300
ca. 0,75 %C nogkaneHas
~0,75 %C  hardened and temp. 300 130 — 150 80 — 150 140 — 210
HuskonermposanHas cranb? OTOXEHHas
Low-alloy steel ! NOR—— 180 100 — 170 150 — 220 220 - 300
rnopkaneHas
hardened and temp. 275 100 — 150 110 - 180 140 — 210
nogkaneHas
hardened and temp. 300 100 — 140 100 - 170 130 — 200
rnopkaneHas
hardened and temp. 350 100-140 80 — 150 110 — 180
BbicokonermpoBaHHas ctanb OTOXEHHas 5 T T o T
1 MHCTpYMeHTasbHas ctans ') annealed B B B
High-alloy steel and nogkaneHas
high alloy tool steel ) hardened and temp. 325 100 - 160 80 - 140 100 - 170
Hepxasetowas ctans ') (heppuUTHO-MaPTEHCUTHAS OTOXEHAS
Stainless steel’) ferritic/martensitic annealed 200 ee=iat 130 — 200 180 — 260
sl 240 100 — 140 80-150 | 150 — 210
martensitic hardened and temp. - B -
Cepblii YyryH NeprnTHBIA/DEPPUTHBIN
Grey cast iron perlitic/ferritic 180 100 - 180 170-240 250 =320
NepPRUTHBIA (MAapTEHCUTHBIN) 5 6 ) 50 T
perlitic (martensitic) B B -
YyryH co cdepunyeckum beppuUTHbIN
rpaduTom farritic 160 100 — 150 110 - 180 140 - 210
Nodular graphite cast iron NepnuTHbIN
- 250 90 — 140 90 — 160 110 — 180
perlitic
KoBKMI 4yryH deppuUTHLIN
Malleable cast iron ferritic 130 90 - 140 120 - 190 150 - 210
NepnTHbIN
perlitic 230 90 — 120 100 - 150 110 - 180

) ctanbHOM NUTbe
and cast steel

Cyxasi obpaboTka
Dry machining

£3
O6paboTka c COX

Wet machining




TexHu4yeckne pekoMmeHgaunm
Technical hints

Pexwumbl pesanus ansa cnnasa LCP25T
Turning data recommendations for LCP25T

(CICEITIDN boohleil

2 CkopocTb pe3aHus Cutting speed
g V¢ (M/MUH)
3o LCP25T
23 IRl f = MM/0G rev
@ 5 no bpurenn =
25 : 0,4-0,8 0,25-0,4  0,05-0,25
) [ Brinell
£ 2 Martepuan hardness D D D .
55 40
£ = | Material HB 4 ®
YrnepoaucTas ctans!) ca. 0,15 %C oToxeHHas
Unalloyed steel’) =0,15 %C annealed 22 lz=e e =2y R
ca. 0,45 %C oToxeHHas
~045%C annealed 190 100 — 180 150 — 200 150 — 220
ca. 0,45 %C nogkaneHas
~0.45 %C hardened and temp. 250 80 — 150 100 - 170 120 — 200
ca. 0,75 %C oToxeHHas
~0,75%C annealed 270 100 - 170 80 — 140 140 — 200
ca. 0,75 %C nogkaneHas
~0,75%C  hardened and temp. 300 70 - 140 100 — 160 100 - 170
HuskonermposaxHas cranbs?) OTOXEHHasi - o 50 ST S
Low-alloy steel ) annealed - 40 - 40 -
noakaneHas
hardened and temp. 275 90 — 140 100 — 160 100 — 180
noakaneHas
hardened and temp. 300 85 - 130 100 — 150 100 - 170
noakaneHas
hardened and temp. 350 80 — 120 80 — 140 90 -170
BbicokornermpoBaHHas crarb OTOXEHHas! 2 y . : -
U MHCTPYMeHTasbHas ctans’) annealed 00 90 —150 A= Y=g
High-alloy steel and nogkaneHasa hardened
high alloy tool steel ) and temp. 325 50-110 70-130 80-130
Hepxasetowas ctans 1) (heppUTHO-MapPTEHCUTHAS OTOXEHas 5 o o Vo
Stainless steel®) ferritic/martensitic annealed 00 90 =140 0-180 0-180
MapTeHCUTHas noakaneHas 20 e T e T G
martensitic hardened and temp. - - -
M | Hepxasetowas crans 1) aycTeHuTHaa?), sakaneHHas 150 ORI e 60—

Stainless steel’)

austenitic?), quenched

1) U cTanbHoe NUTbe
and cast steel

2) U aycTeHUTHas/deppuTHas
and austenitic/ferritic

D Cyxasi obpaboTka
Dry machining

O6paboTka c COX
Wet machining
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TexHu4yeckne pekoMeHgauum
Technical hints

Pexumbl pesanus ansa cnnaea LC240F
Turning data recommendations for LC240F

(CICCITIDN booh|eil

§ CkopocTb pe3aHusa Cutting speed
g Ve (M/MUH)
§ g‘ TseppocTb LC240F
g5 no BpuHennio f = MM/06 rev
o E Brinell 0,4-0,8 0,25-0,4 0,05-0,25
S £ Marepuan hardness D D D
£ = Material HB
Yrnepoaucras crans ') ca. 0,15 %C oToxeHHas
Unalloyed steel® ~0,15 %C annealed 125 60 - 100 70-110 90 - 170
ca. 0,45 %C oToxeHHas
~045%C  annealed 190 60 — 100 70-110 90 - 170
ca. 0,45 %C nogkaneHas
~0,45 %C hardened and temp. 250 60 - 100 70-110 90 -170
ca. 0,75 %C oToxeHHas
~075%C annealed 270 60 — 100 70 -110 90 - 170
ca. 0,75 %C nogkaneHas
=0,75 %C  hardened and temp. 300 60 - 100 70-110 90170
HuskonermposaHHas crans?) OTOXeHHasi
Low-alloy steel ) annealed 180 60 - 100 70 =110 90 =170
noakaneHas
hardened and temp. 275 70-110 70-110 90 - 170
300 60 — 100 70-110 90 - 170
350 55 -80 70 -110 90 - 170
BbicokonermposaHHas crasb OTOXeHHasi
1 MHCTPYMeHTanbHas ctans’) annealed 200 80-110 70-110 90 - 170
High-alloy steel and nogkaneHas
high alloy tool steel ") hardened and temp. 28 60 - 90 70 =110 90 =170
Hepxasetowas crans 1 (heppUTHO-MapTEHCUTHASH OTOXEHas!
Stainless steel”) ferritic/martensitic annealed S 90 -130 70-110 90170
MapTeHCUTHas nogkaseHas
martensitic hardened and temp. = s = 90 -170
M  Hepxasetowas crans 1) aycTeHuTHas?), 3akaneHHas
‘ ‘ Stainless steel”) austenitic?, quenched 1 o=l =l V=1

1) U cTanbHoe nNnuTbe
and cast steel

2) U aycTeHuTHas/deppuTHas
and austenitic/ferritic

‘ Cyxas obpaboTka
Dry machining

@ O6paboTka ¢ COX
Wet machining



TexHu4yeckne pekoMeHgauum
Technical hints

Cirwornpi) FiRFHITH

PexuMebl pesaHus ansa cnnasa LCM20T
Turning data recommendations for LCM20T

LCM20T
HeratuBHas nnactnHa Mo3nTuBHasA nnacTuHa
Negative indexable inserts Positive indexable inserts
Kpennexue ISO-P Kpennexue ISO-S
s_ 8% i: 5_ 23 iz
— = = = c - = X = 5
E £E £ 32E 2E 2% =2E
. fo| |} |fo|sE) sE : |§ESE) Sk
[e) = x® ® c ® 5 © R c ®
1= o n 3 T © @ = >° 3 © - = >°
© mn @ Q F o] T I [=% £ T L T I
5 o o 2 Q0 T o | TO © T Qo | FO | 5O © T
c o 5 k] ko] o 0 o 5 T he] Q0
o > == =553 ¢c 29 S50 ©6c¢ g3
52 25 > 2% ¢ go o o s 858 g0 8o 2 o
o = oc os Ex= T E | IE S a+s Ex= T E I E I
© © O - £ O [S ™Y GJE OE o 9 = O O = OE CDE o D
C o HT| Qg 22| =25 25§ o £ e 22 =5 |25 6 £
S LT S/ 33/ 55/ 28 88| ¢ (3g|55/88 83| g%
£ = | Material Fo 20 |d0 o 2| 806 (20 /a0 dex x| O
M | ®eppuTtHas 1.4000, 1.4002, 180 MM 08 2 0,20 ([ 180-230 MM 04 1 0,15 180 - 230
cTanb 1.4003, 1.4006, 12 3 0,30 | 180 - 230 08 2 0,25 180 - 230
Ferritic 1.4016, 1.4104,
1.4113, 1.4313,
1.4742, 1.4762
MapTteHcutHas  1.4006, 1.4014, 320 MM 08 2 0,20 | 180-230, MM 04 1 0,15 | 180 — 230
cTanb 1.4021, 1.4024, 12 3 0,30 | 180 - 230 08 0,25 180 - 230
Martensitic 1.4027, 1.4028,
1.4031, 1.4034,
1.4057, 1.4122,
1.4724
AycTeHuUTHas 1.4300, 1.4301, 180 | MM 08 2 0,2 1 150-200| MM 04 1 0,15 | 150 — 200
cTanb 1.4303, 1.4305, 12 3 0,3 | 150 - 200 08 2 0,20 150 - 200
Austenitic 1.4306, 1.4308,
1.4310, 1.4311
1.4321, 1.4401, 180 MM 08 2 0,2 | 150-200 MM 04 1 0,15 | 150 — 200
1.4404, 1.4406, 12 3 0,3 150 - 200 08 2 0,2 | 150 - 200

1.4428, 1.4435,
1.4436, 1.4438,
1.4449
1.4571

PekomeHpauum Bbilwke aaHbl ana o6pabotkm ¢ oxnaxaeHnem COX. [ins cyxon o6paboTkn Heobxoanmo
CHM3WUTb peKOMeHayeMble 3Ha4YeHUst CKOPOCTU pe3aHunst npumepHo Ha 20 %.

The above recommendations are given for wet machining. For dry machining the recommended values for the
cutting speed have to be reduced by approx. 20 %.
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TexHu4yeckne pekoMeHgaunm
Technical hints

PexuMbl pe3aHus ans cnnasa BCM25T

Turning data recommendations for BCM25T

Cirwornpi) FIRFHITT

BCM25T
HeratueHasa nnactuHa MoanTuBHas nnacTuHa
Negative indexable inserts Positive indexable inserts
Kpennexue ISO-P Kpennexue ISO-S
© — = © — =
= © o s _ = &) S _
= __ S = = c H - 732 = c
£ 2F 2§ i 2E 28 ZE
o ~ o ~
: fe| |f [#5)7| YE | (g |#E|sE| 5
o = x® ® c ® x® ® c ®
= Q »n 3 T © @ - = >0 3 © © © s >o
© o =3 fIo I I [°% I I I
S o 2 Qo0 | LTo | ToO © T Q0 FOo FO © T
c m 5 T i) ™ O m 5 T T Qo
B3 A =3 85 8% &3 s3 8% 8% &
S5 2 $> 8 o g9 = > 8g g go o
= & coc  aos | Ex~ T E | TE e as| E~ | TE | TE e
o © 0= FO| o Bg | D¢ i) Eo o= O g O¢ 6o
C = 23| 2 22| 25| 25 Qo c Qg 22 25|25 o c
E © Marepuan Sc 206 £ 206 8o = 2o ofE |20 20 8 E
23 . mnE o0 ©0 OO © O Z S 2 @O 00 @0 2 5
& = | Material FO| O | 0O | 0ox | o (SNE) LG | o0 | oax o 0o
M | depputHas 1.4000, 1.4002, 180 | MM 08 2 0,2 130-200 | MM 04 1 0,15 | 130 - 200
cTanb 1.4003, 1.4006, 12 3 0,3 | 130 -200 08 2 0,25 | 130 - 200
Ferritic 1.4016, 1.4104, 16 3.5 0,3 | 130-200
1.4113, 1.4313, BFMS ' 04 1 0,15 | 130 - 200
1.4742, 1.4762 08 2,5 0,25 1 130 - 200
12 3 0,3 | 130-200
BMS 08 2 0,2 130 -200
12 3 0,3 | 130 -200
MapteHcutHaa  1.4006, 1.4014, 320 MM 08 2 0,2 | 130-200 | MM 04 1 0,15 | 130 - 200
cTanb 1.4021, 1.4024, 12 3 0,3 130 -200 08 2 | 0,25 130-200
Martensitic 1.4027, 1.4028, 16 315 0,3 | 130 -200
1.4031, 1.4034, BFMS ' 04 1 0,15 | 130 - 200
1.4057, 1.4122, 08 2,5 0,25 | 130 - 200
1.4724 12 3 0,3 | 130-200
BMS 08 2 0,2 | 130-200
12 3 0,3 | 130 -200
AyCTeHUTHas 1.4300, 1.4301, 180 | MM 08 2 0,2 1 100-180 | MM 04 1 0,15 | 100 - 180
cTansb 1.4303, 1.4305, 12 3 0,3 100 -180 08 2 0,20 | 100 - 180
Austenitic 1.4306, 1.4308, 16 315 0,3 100 - 180
1.4310, 1.4311 BFMS | 04 1 0,15 | 100 - 180
08 2,5 0,25 100 - 180
12 3 0,3 100 - 180
BMS 08 2 0,2 | 100-180
12 3 0,3 100 - 180
1.4321, 1.4401, 180 | MM 08 2 0,2 1 100-180 | MM 04 1 0,15 | 100 - 180
1.4404, 1.44086, 12 3 0,3 100 - 180 08 2 0,2 | 100-180
1.4428, 1.4435, 16 3,5 0,3 | 100-180
1.4436, 1.4438, BFMS ' 04 1 0,15 | 100 - 180
1.4449 08 2,5 0,25 1 100 - 180
1.4571 12 3 0,3 100 - 180
BMS 08 2 0,2 100 - 180
12 3 0,3 100 - 180

PekomeHpauun Bollwke faHbl Ans 06paboTku ¢ oxnaxaeHnem COX. Ans cyxoi o6paboTku Heobxoanmo
CHU3UTb pEKOMEeHAyeMble 3HaYeHUsi CKOPOCTU pe3aHns npumepHo Ha 20 %.

The above recommendations are given for wet machining. For dry machining the recommended values for the
cutting speed have to be reduced by approx. 20 %.
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PexxuMbl pe3aHus ans cnnasa BCM40T
Turning data recommendations for BCM40T

Cirwornpi) FiRFHITH

BCM40T
HeratuBHas nnactuHa MosutnBHasn nnacTuHa
Negative indexable inserts Positive indexable inserts
Kpennenue ISO-P Kpennexue ISO-S
. %3 L. s %37 I_
- | 2 = = - | 8 = c
< 2FT It i: 2E 3: it
[-3 ~ o ~
g 2 I | fs|Eg| & £ |f:|FE| sE
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S o o a2 0 o 5 ° o @ 0
g3 e s5 85 85 8¢ s5 8¢ 8¢ 8¢
= EFcg S>> og g o? o $> o8g | g2 g9 o
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© © S| F® ox | ®g O g &5 o E® | ox | 0 c |0 ¢ 6o
E 5 aco £ 22| 25 2o Q £ 2E 22|26 20 8 £
S §| Merspuen BE 38|55(83(83| 88 |33|35|28|838| B¢
& = | Material Fo 26 a0 axc e 60 206 oo ax axc OO
M | ®eppuTHas 1.4000, 1.4002, 180 | MM 08 2 0,2 100 - 180
Crank 1.4003, 1.40086, 12 3 0,3 | 100 - 180
Ferritic 1.4016, 1.4104, 16 | 35 | 0,3 100-180
1.4113, 1.4313,
1.4742, 1.4762 BMRS| 12 4 0,45 | 100 - 180
16 5) 0,5 |100-180
MapTteHcuTHas  1.4006, 1.4014, 320 | MM 08 2 0,2 1 100-180
cTanb 1.4021, 1.4024, 12 3 0,3 |100-180
Martensitic 1.4027, 1.4028, 16 3,5 0,3 | 100-180
1.4031, 1.4034,
1.4057, 1.4122, BMRS 12 4 0,45 100 - 180
1.4724 16 5] 0,5 |100-180
AyCTeHUTHasi 1.4300, 1.4301, 180 | MM 08 2 0,2 | 90-160
cranb 1.4303, 1.4305, 12 3 0,3 | 90-160
Austenitic 1.4306, 1.4308, 16 3,5 0,3 | 90-160
1.4310, 1.4311
BMRS 12 4 0,45 @ 80-160
16 5) 0,5 | 80-160
1.4321, 1.4401, 180 MM 08 2 0,2 | 90- 160
1.4404, 1.44086, 12 3 0,3 | 90- 160
1.4428, 1.4435, 16 3,5 0,3 | 90-160
1.4436, 1.4438,
1.4449 BMRS| 12 4 0,45 | 80- 160
1.4571 16 5 0,5 | 80-160

PekomeHpaumuu Bbilwke faHbl Ans 06paboTku ¢ oxnaxaeHnem COX. Ans cyxor o6paboTku Heobxoanmo
CHU3WUTb peKoOMeHAyeMble 3Ha4eHUs1 CKOPOCTU pe3aHusi NpumMepHo Ha 20 %.

The above recommendations are given for wet machining. For dry machining the recommended values for the
cutting speed have to be reduced by approx. 20 %.
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PexuMbl pesaHus ans cnnaea LC435D
Turning data recommendations for LC435D

Cirwornpi) FIRFHITT

LC435D
HeratuBHas nnactuHa Mo3nTuBHas nnactuHa
Negative indexable inserts Positive indexable inserts
Kpennexue ISO-P KpenneHue ISO-S
= |83 T_ s 83 E_
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e 2 S 5/ 88 28 g9 =5 88 32 g3
S 5 i £>» 2% g¢ gg¢ 22 £> 85 =3¢ g¢ 2%
=0° oc g5 | EL T E IE o @ g5 | E~ | TE | TE @
© © [ O = °E (I o o = O O = <DE 0 = o D
C o g% Q| >0 | = = o £ e >0 =2 = o £
E 2 Marepuan S 26 £/ 28 g3 o= 25 Sc 28 238 =g
P P! 2 Q0 ®o6 0 o0 €35 S0 @0 30 B0 g5
L = | Material FO| O 00O | o oo OO0 L0 0O aox arc (SN3)
M | depputHas 1.4000, 1.4002, 180 BFMS| 04 0,5 0,15 | 150 — 180
cranb 1.4003, 1.4006, 08 1 0,20 | 150 — 180
Ferritic 1.4016, 1.4104, 12 2 0,25 | 120 - 180
1.4113, 1.4313, BMS 08 2 0,25 150 -180 BSMS 04 0,4 0,15 | 120 -180
1.4742,1.4762 12 3 0,30 | 150 — 180 08 1 0,20 | 140 - 180
16 4 0,35 | 120 - 180
BMRS| 08 3 0,35 | 140 - 180
12 4 0,45 140 -180
16 5 0,50 120 — 160
MapTeHcutHaa  1.4006, 1.4014, 320 BFMS| 04 0,5 0,15 | 140 — 180
cTanb 1.4021, 1.4024, 08 1 0,20 | 120 - 180
Martensitic 1.4027, 1.4028, 12 2 0,25 110 - 160
1.4031, 1.4034, BMS 08 2 0,25 | 120-180 BSMS 04 0,4 0,15 | 140 — 180
1.4057, 1.4122, 12 3 0,30 | 110 - 160 08 1 0,20 120 -180
1.4724 16 4 0,35 | 100 — 140
BMRS| 08 3 0,35 | 110 - 160
12 4 0,45 | 100 - 140
16 5 0,50 | 90-130
AycTeHuTHas 1.4300, 1.4301, 180 BFMS 04 0,5 0,15 90 -160
CcTanb 1.4303, 1.4305, 08 1 0,20 | 90 - 160
Austenitic 1.4306, 1.4308, 12 2 0,25 | 90 - 160
1.4310, 1.4311 BMS 08 2 0,25 80-150 BSMS 04 0,4 0,15 120 - 150
12 3) 0,30 | 80-150 08 1 0,20 150 - 180
16 4 0,35 | 80-150
BMRS| 08 3 0,35 | 70-150
12 4 0,45 | 70-150
16 5 0,50 | 70-150
1.4321, 1.4401, 180 |BFMS 04 0,5 0,15 | 90 - 160
1.4404, 1.4406, 08 1 0,20 | 90 - 160
1.4428, 1.4435, 12 2 0,25 | 90 - 160
1.4436, 1.4438, BMS 08 2 0,25 | 80-150 BSMS 04 0,4 0,15 | 150 — 180
1.4449 12 3 0,30 | 80-150 08 1 0,20 120 - 180
1.4571 16 4 0,35 | 80-150
BMRS 08 3 0,35 | 70-150
12 4 0,45 | 70-150
16 5 0,50 | 70-150

PekomeHpauum Bbilke AaHbl ans o6paboTkm ¢ oxnaxaeHnem COXK. [ns cyxoi o6paboTkn Heobxoanmo
CHM3WUTb peKOMeHayeMble 3Ha4YeHUs1 CKOPOCTU pe3aHunst NnpumepHo Ha 20 %.

The above recommendations are given for wet machining. For dry machining the recommended values for the
cutting speed have to be reduced by approx. 20 %.
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TexHu4eckne pekoMmeHaaLum
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PexuMbl pe3anus ans cnnasos BCK10T u BCK20T

(CICEITIDN boohleil

Turning data recommendations for BCK10T and BCK20T

CkopocTb pesaHus Cutting speed
§ V¢ (M/MUH)
[o%
g 5 TeepaocTb BCK10T un and BCK20T
£ o o Bpuenn f = MM/06 rev
=S Brinell 0,4-0,8 0,25-0,4 0,05-0,25
E % Martepuan hardness
2 = | Material HB
Cepblil YyryH nepnUTHbIN/peppUTHLIN
Grey cast iron perlitic/ferritic 180 210 — 300 300 - 450 350 — 500
MEPMIUTHBI (MAPTEHCATHEI) 260 140-200 = 170-240 = 190 — 270
perlitic (martensitic)
YyryH co cdepunyeckum heppuUTHbIN
rpacbuTom ferritic 160 150 — 210 180 — 260 210 — 300
Nodular graphite cast iron i
grapm ' Al 250 110160 = 130—190 & 150 — 200
perlitic
KoBkuii 4yryH heppuUTHbIN
NEEERE CEes e forritic 130 200 — 280 220 - 300 240 - 330
Ll Lt 230 100-150 = 140-220 = 170 — 240
perlitic

O6paboTka ¢ COX
Wet machining

o

Pexumbl pesanus ans cnnasos LCM45T
Turning data recommendations for LCM45T

Ceepro ¢ cyHkuMel TodeHuss Pentatec®

Turning-drilling-tool Pentatec®

§ . [pynnbl MaTepuUanos 1 UX XapaTepuUcTUKK TeepaocTb CBeprieHne 1 ToueHne
g 3 Main workpiece material groups and their characteristic letters no Bputennio Turning and drilling v M/MUH
g ) Brinell
=s hardness
£ ¢ HB
& = Marepuan LCM45T
Yrnepoauctas crans’) ca. 0,15 %C oToxeHHas
Unalloyed steel") =0,15 %C _ annealed 2= 2= 2o
ca. 0,45 %C oToxeHHas
~0,45 %C  annealed 190 100 - 200
ca. 0,45 %C nogkaneHas v v
~0,45 %C  hardened and temp. 250 70 - 180 e :,r
ca. 0,75 %C oToxeHHas <+
=0,75 %C  annealed 270 70 -180 A I
ca. 0,75 %C noagkaneHas 300 50 - 150 2 %
=0,75 %C  hardened and temp. 5 8
HuakonernposaHHas crans") OTOXEHHast s o
Low-alloy steel annealed 180 80 - 200 s 3
noakaneHas Qo
hardened and temp. e = e § %
300 100 - 185 Z5
oo
Qo
350 70 - 150 c 35
BblicokornernposaHHas crarnb OTOKEHHas! 200 20 - 180 E g
1 MHCTPYMeHTarbHas ctanb ') annealed 39
High-alloy steel and noakaneHas e
high alloy tool steel ) hardened and temp. 325 %0120 éjé[LL
Hep:xxasetowas crans ') eppuUTHO-MapTEHCUTHAS OTOXEHas 200 70 - 150
Stainless steel? ferritic/martensitic annealed
MapTeHCUTHas noakaneHas 240 70 - 120
martensitic hardened and temp.
M Hepxasetowas crans ") aycTeHnTHas?), 3akaneHHas 180 50 - 150
Stainless steel’) austenitic?), quenched

1) M cTanbHoe NUTbe
2) U aycTeHuTHas/ceppuTHas

) and cast steel
2 and austenitic / ferritic
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TexHu4yeckne pekomeHagaunm
Technical hints

PexunMbl pe3aHus ans cnnaea LC610T
Turning data recommendations for LC610T

(CICCITIDN booh|eil

§ CkopocTb pesaHus Cutting speed
W V¢ (M/MUH)
.&_.’- § TeepaocTb Lce10T
g5 o Bpuennio f = Mm/06 rev
T T Brinell 0,4-0,8 0,25-0,4 0,05-0,25
S £ Marepuan hardness
& = | Material HB
M | Hepxasetowas crans ! aycTeHUTHas?), 3akaneHHas
Stainless steel”) austenitic?), quenched 120 - 300
Cepblii YyryH nepnuTHbIN/peppUTHBbIA
Grey cast iron perlitic/ferritic B S 2
NeprnTHbIA (MapTEHCUTHbIN)
perlitic (martensitic) 180
YyryH co cdepuyeckmm peppUTHbIN 260 70 — 200
rpaguTom ferritic
Nodular graphite cast iron NepnuTHbIN o
perlitic
KoBkuit 4yryH dheppuTHLIN 250 80 — 220
Malleable cast iron ferritic
NepnuTHbIN
perlitic ey
N AniomMmuHueBble He3akarneHHbIn
nedopmMumpyemble crnnasbl unhardenable 230 500 — 2000 | 600 - 2500 | 700 - 3000
Aluminium wrought alloys 3aKaneHHbIN
hardenable, hardened 60 200 - 1000 | 300 - 1500 | 400 — 2000
AnNOMUHNEBBIE NUTENHbIE 0o 12 % Si He 3aKaneHHbIi
cnnasbl ca. 12 % Si. unhardenable 100 400800 | 500-1200 | 600 - 1500
Aluminium cast alloys 00 12 % Si 3akaneHHbIn
ca. 12 % Si. hardenable, hardened e 500 - 600 | 400- 900 | 500 —1200
> 12 % Si He 3aKkaneHHbI
> 12 % Si. unhardenable 90 200 - 600 & 300- 800 | 400- 1000
Mengb 1 MeaHble cnnasbl Copepxanue ceuHua Pb > 1 %
(BpoHsa/naTyHb) Free cutting alloys Pb > 1 % IS0 250 - 400 | 250- 500 | 450 - 650
Copper and copper alloys TaryHe 110 250 - 600 & 250 - 800 | 450 - 1000
(Bronze/Brass) Brass, Red bronze
BpoHsa, 6eccBuHUOBas megb u
orieKTponMTRa MeA 90 150 — 250 | 180 - 300 & 200 - 400
Bronze, non leaded copper and 100
electrolitic copper
HemeTtannuyeckune [yponnacTbl
martepuanbl Duroplastics 60-70 80 - 100 90 - 120
Nonmetallic materials ApMupoBaHHble nnactmaccel Fibre
reinforced plastics
O60HUT
Hard rubber

1) U CTanbHoOE NNTbe
and cast steel

2) U aycTteHuTHas/deppuTHas
and austenitic/ferritic

\VO 4 O6paboTka c COX
Wet machining




TexHu4eckne pekoMmeHaaunm
Technical hints

PexuMebl pesaHus ansa cnnasa LW610 n LW611
Turning data recommendations for LW610 and LW611

(CICEITIDN boohleil

CkopocTb pe3aHus Cutting speed
§ Ve (M/MUH)
g %‘ Teepgoctb LW610 n and LW611
% 5 no Bpuxenrio f = Mm/06 rev
=po Brinell 0,1-0,4
E % Martepuan hardness D
2 = | Material HB

Cepblii YyryH nepnuTHbIN/PeppUTHBIN 180 150 — 250
Grey cast iron perlitic/ferritic
I'IepJ.'IlVITHbII/I (MaPTeHCMTHbIM) 260 100 — 150
perlitic (martensitic)
YyryH co cdepunyecknm beppUTHBIit 160 130 — 180
rpadouTom
Nodular graphite cast iron I'Iepj"I'I/ITHbII/I 250 100 — 150
perlitic
KoBkuit 4yryH . cbeppmmbm 130 120 — 180
Malleable cast iron ferritic
repTATHEM 230 100 - 160
perlitic
N A 7
JIIOMUHNEBbIE Hes3aKaneHHbIN 60 400 — 2400
aedopmupyemble cnnasbl unhardenable
Aluminium wrought alloys 3aKaneHHbIN
hardenable, hardened ey gy
AnNIOMUHNEBbBIE NUTENHbIE 00 12 % Si He 3aKkaneHHbIn
cnnasbl ca. 12 % Si. unhardenable 75 320 - 1200
Aluminium cast alloys 0o 12 % Si 3akaneHHbIn
ca. 12 % Si. hardenable, hardened - ey
> 12 % Si He 3aKkaneHHbI’
> 12 % Si. unhardenable 130 160 - 800
Mepb 1 MegHble cnnasbl Conep)Ka.Hme cBuHua Pb >°1 % 110 200 — 520
(BpoHsa/naTtyHb) Free cutting alloys Pb > 1 %
Copper and copper alloys JlaTyHb
(Bronze/Brass) Brass, Red bronze 2 A = L
BpoH3a, 6eccBuHUOBas meab u
3ANEKTPONUTHasa Meab 100 120 — 320
Bronze, non leaded copper and
electrolitic copper
HemeTtannunyeckune [yponnacTbl
mMaTtepwuarnbl Duroplastics
Nonmetallic materials ApMuUpoBaHHbIe nnacTMaccehbl
Fibre reinforced plastics
360oHUT
Hard rubber

D Cyxasi obpaboTka
Dry machining

O6paboTka ¢ COX
Wet machining
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TexHu4yeckne pekoMmeHgaunm
Technical hints

Pexumbl pesanus gns cnnaea LC415X
Turning data recommendations for LC415X

LTI |oh o

§ . CKOpOoCTb pesaHusi Vorschub
g 3 Teepgoctb Cutting speed Feed
25 ro Bputeniio Ve (M/MUH) f MM/06 rev
i o Brinell LC415X
E % MaTtepuan hardness
2 = | Material HB
ABTOMaTHas ctasnb
Machining steel 125 -300 100 — 220 0,01 -0,15
Cransl
Steel 180 - 380 100 — 180 0,01 -10,20
< 600 H/mm?2
Cranb
Steel 200 - 350 60 — 130 0,01 -0,15
< 800 H/mm?
M | HepxaBetowas ctanb
Stainless steel 180 - 300 60 — 140 0,01 -0,20
N  AntomMuHui
- 30-130 200 — 800 0,01 -10,30
BpoH3a, natyHb, Meab
Bronze, Brass, Copper 100 - 500 100 — 500 0,01 -10,30
S | TuraH 180 - 400 40 - 90 0,01 -0,15
Titanium 180 - 400 30-70 0,2-0,45
Pexumbl pesanus ans cnnasa LC415Z u BCS20T
Cutting data recommendations for LC415Z and BCS20T
o CKOpOCTb pe3aHusi
] Cutting speed
o V¢ (M/MUH)
S TBepaocTs LC415Z / BCS20T
S 5 no BpuHennio f = Mm/06 rev
T T Brinell 0,15 - 0,5
g, £ Marepuan hardness b
£ = | Material HB Q)
M | HepxaBetowas ctans ) aycTeHnTHan?), sakaneHHas
Stainless steel’) austenitic?), quenched 180 80 - 180
S )KaponpouHble crnnasbl Fe-6a3a OTOXEHHas
Heat resistant alloys Fe-based annealed 20 =
noakaneHas
hardened 280 30-70
Ni- 6a3a OTOXEHHas
Co-6asa annealed 250 50 - 85
Ni- or Co-based  nopgkaneHas
hardened 350 20- 50
nmTbe
-~ 320 30— 50
Pexumbl pesaHust ana cnnasa BCS10T
Cutting data recommendations for BCS10T
CKopoCTb pesaHusi
§ Cutting speed
o V¢ (M/MUH)
§ %‘ TBepaocTb BCS10T
25 no Bpunennio f = MM/06 rev
o © Brinell 0,2 - 0,45
%% Marepuan hardness
L = | Material HB
S | XKaponpouHble cnnaebl TuTaH 1 TUTaAHOBbLIE CMaBbl
Heat resistant alloys Titanium and titanium alloys 1155%_ 30 - 70

1) U CTanbHOE NUTbe
and cast steel

2) 1 aycTeHuTHas/peppuTHas
and austenitic/ferritic

A O6paboTka c COX
‘&“ Wet machining




Pentatec®
Pentatec®

YHuBepcanbHoe cBepro ¢ PyHKUnen
TOYEHUS, CHUXKEHNE 3aTpaT Ha 06paboTky
BCEX OCHOBHbIX MaTepuanos The most
universal turning-drilling-tool Cost reduction
on all main materials

LD - poghlef
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Pentatec® Cseprno ¢ ¢yHKUMe ToueHUs
Pentatec® Turning-drilling-tool

(oirHorn i) [FYTENT

1. MNopapeska Topua
Face turning

4. BHyTpeHHsis o6paboTka
Internal turning

2. HapyxHas ob6pa6oTka
External turning

5. dpesepoBaHue otepcTuii (no DIN 74)
Counter bore milling (to DIN 74)

3. CBepneHue B MeTarnne ¢ norny4yeHMeM nrockoro AHa
Drilling into solid with flat drilling base

MATL onepaumii - 0OAUH UHCTPYMEHT

YHuBepcanbHoe CBeprio ¢ yHKUMen ToyeHus 3ameHsieT 5 ISO-
WHCTPYMEHTOB 1 yMeHbllaeT Bpemsi obpabotkm Ha 30%
6narofapsi COKpaLleHWI0 BPEMEHU Ha CMeHy WHCTpyMeHTa u
NWLLHVE NepeMeLLeHus.

Five machining operations, one tool

The universal turning-drilling-tool substitutes up to 5 ISO-tools
and reduces machining times up to 30 % through saving of tool
changing times and unnecessary tool movements.
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TexHu4eckne pekomeHaaLum KOHCTPYKTVBHbIE OCOGEHHOCTM M ApYrMe BOSMOXKHOCTH (ﬁ—ll_-) hnEmE"l

Technical hints npUMeHeHus
Additional features and application possibilities

Nebenschneide einsetzbar

Secondary cutting edge can be used Xpos: CMELLEHWNE OT LeHTPa, NOMoXUTENbHOE
Offset off center, positive
D: HomuHanbHbIN guameTp cBepra
CBeprieHune ¢ NofIoXuUTeNnbHLEIM CMELLLIEHUEM OT LieHTpa Nominal tool diameter
Drilling off center, positive offset

Cranb x. - (1,1xD)-D

Steel pos =T

AnOMUHWIA _ (1,5xD)-D

Aluminium pos T T

MHCTpyMeHT AsnoMyUHWIA

Tool Aluminium

2,25D/1,50D D Dmax | Xpos | Dmax | Xpos

PTR/L 08 -x,xxD- 04 08H13| 8,8 | 0,40 | 12,0 @ 2,00

PTR/L 10 -x,xxD- 05 10H13| 11,0 | 0,50 | 15,0 2,50
i A PTR/L 11 -x,xxD- 06 11H13| 12,1 | 0,55 | 16,5| 2,75
\v PTR/L 15 -x,xxD- 07 15H13| 16,5 0,75 | 22,5| 3,75

PTR/L 18 -x,xxD- 09 18H13| 19,8 | 0,90 | 27,0 4,50

11D PTR/L 20 -x,xxD- 10 20H13 22,0 | 1,00 30,0 5,00

aroToska \ Work piece PTR/L 26 -x,xxD- 13 26H13 286 | 1,30 39,0 6,50

CeepneHue ¢ oTpuuaTenbHbIM CMELLEHMEM OT LeHTpa
Drilling off center, negative offset

Xneg: CMeLLiEHNe OT LieHTpa, oTpuuaTensHoe
Offset off center, negative
D: HomuHanbHbI anameTp ceepna
Nominal tool diameter

Xneg = 7Dmiré_ D
2\6 WHcTpymeHT
< ~ w Tool
\,’ NANAN 2,25D/1,50D D Dumin Xneg
s PTR/L 08 -x,xxD- 04 08H13 7.8 0,10
D~ 2x0e; PTR/L 10 -x,xxD- 05 10H13 9.8 0,10
. PTR/L 11 -x,xxD- 06 11H13 10,8 0,10
Saroroska C—‘D Work piece PTR/L 15 -x,xxD- 07 15H13 14,7 0,15
PTR/L 18 -x,xxD- 09 18H13 17,7 0,15
PTR/L 20 -x,xxD- 10 20H13 19,7 0,15
BryTpenHsis o6pabotka dacok Hapyxas obpaGorka dacok PTRI/L 26 -x xxD- 13 26H13 257 015
Internal chamfering External chamfering ’ ' '
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TexHn4yeckue pekomeHaaLmuu KOHGTPYKTNBHbIE OCOBEHHOCTH U APYrMe BO3MOXHOCTH (ﬁhL@ huﬂhlﬂ"l

Technical hints NpUMEHeHNs
Additional features and application possibilities

CBeprieHne LIEKOBOK CO cBepriom Pentatec®
Core drilling with Pentatec®-tools

LnameTpbl cBepn Pentatec® paspaboTaHbl Ans ceepnexus uekook dopm H3, J3 1 K3 B cootseTcTBMM ¢ DIN74
The diameters of the Pentatec®-tools are designed to produce counter-bores according to DIN 74 forms H3, J3 and K3
in one operation.

dopma H3 gna: gns ronosok BuHTOB cornacHo DIN 84 n DIN 7984
Ons ronoBok BMHTOB cornacHo DIN 7513 Form B
nnsi ronoBok BUHTOB cornacHo DIN 7500 Teil 1 Form A
dopma J3 gns: gns ronoBok BUHTOB cornacHo DIN 6912
(HM3Kas ronoska, MecTo Mof Kro)
dopma K3 ans: ona ronosok BMHTOB cornacHo DIN 912 -

CO CTOMOPHbIM KomnbLom cornacHo DIN 7980

Form H3 for:  socket head cap screws according to DIN 84
and DIN 7984
cheese-head screws according to DIN 7513 form B
cheese-head screws according to DIN 7500 part 1 form A with lock washer according to DIN 7980
Form J3 for:  socket head cap screws according to DIN 6912
(low screw head, key guide)
Form K3 for:  socket head cap screws according to DIN 912 B

HoMuHanbHbIN

MHCTpyMEHT anameTp peabObl

Tool Thread nominal

2,25D/1,50D diameter D H13
PTR/L 08 -x,xxD- 04 M 4 8 | 0/+0,220
PTR/L 10 -x,xxD- 05 M 5 10 | 0/+0,220
PTR/L 11 -x,xxD- 06 M 6 11 | 0/+0,270
PTR/L 15 -x,xxD- 07 M 8 15 | 0/+0,270
PTR/L 18 -x,xxD- 09 M 10 18 | 0/+0,330
PTR/L 20 -x,xxD- 10 M 12 20 | 0/+0,330
PTR/L 26 -x,xxD- 13 M 16 26 | 0/+0,330

BonbLuoi MOHTaXHbIW AnaMeTp U pacnoroXxeHue Topua
Large mounting diameter and location face

Pentatec® ISO-pacToyHas aepxaska
PTR20-2,25D PTR20-1,50D 1SO-boring bar
sl
PR ﬁ - -

Dmin 20 20 21
d 25/32" 25 16
HepxaBka Shank

dnaHey, Oa Het Het
Seating face Yes No No

) OuameTp dnaHua
Diameter on the flange

Pentatec®-ocobeHHoCTb: Bornee xecTkas 1 MeHee CKIoHHas K Bubpauuns aepxaska ceepna PT-2,25D, 6naroaaps 60MbLIOMY NOCago4yHOMy AnaMmeTpy
1 AONONHUTENbHOMY dnaHLy.
Pentatec®-benefits: More stability and less tendency to vibrate through larger locating diameters and the additional seating face for PT-2,25D
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TexHuyeckne pekoMmeHpaumm Cucrema o6osHaueHus Pentatec® @M@ hUEME”I

Technical hints Designation system Pentatec®

P‘T‘R‘Z 0‘-‘2 5 2‘5‘D‘-‘1‘0

L |

Paamep nnactuHbl (WCHX 10T304)
PENTATEC® Insert size
HanpaBneHve pesaHus MakcumanbHas rnybvHa ceepnexHuns unu
Cutting direction TOYeHUst
R = npaBocTtopoHHee (2,25 x HomuHanbHoro gnametpa D)
right hand cutting B Maximum drilling depth or turning length
L = neBocTOpOHHEE (2,25 x nominal diameter D)

left hand cutting

HOMUHanbHbIN gnameTp D (D =
20k13) Nominal diameter

O6osHaueHune TBepgoro cnnaea Cutting
materials, designation system

Lic|p|2[s|T

L = Leitz ‘

Kog matepunana

Material code

W = TBepAabln cnnas
Tungsten-carbides

C = lNokpbITbI TBEPAbIV CNaB
Coated tungsten carbides

T = ToueHne
Turning

P25
MpoyHocTb cornacHo 1ISO
Toughness according to ISO
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HepxaBku Pentatec®
Tool holder Pentatec®

Cirwornpi) FiRFHITH

| 1 |
oo | — LY e
/A L j '
Iy I s
Koa onsi 3akasa CMeHHas nnacTuHa
Ordering code D" d4 do I4 lo I3 Iy Indexable insert
PTR/L 08 - 2,25D-04 8 10 12 22,5 38 18,0 - WCHX 04...
PTR/L 08 - 1,50D-04 8 12 - - - 12,0 80
PTR/L 10 - 2,25D-05 10 12 16 28 42 22,5 - WCHX 05...
PTR/L 10 - 1,50D-05 10 12 - - - 15,0 90
PTR/L 11 - 2,25D-06 11 16 20 32 45 24,75 - WCHX 06...
PTR/L 11 - 1,50D-06 11 16 - - - 16,5 100
PTR/L 15 - 2,25D-07 15 20 25 43 50 33,75 - WCHX 07...
PTR/L 15 - 1,50D-07 15 20 - - - 22,5 125
PTR/L 18 - 2,25D-09 18 25 32 53 56 40,5 - WCHX 09...
PTR/L 18 - 1,50D-09 18 25 - - - 27,0 135
PTR/L 20 - 2,25D-10 20 25 32 56 56 45,0 - WCHX 10...
PTR/L 20 - 1,50D-10 20 25 - - - 30,0 150
PTRI/L 26 - 2,25D-13 26 32 40 73 60 58,5 - WCHX 13...
PTR/L 26 - 1,50D-13 26 32 - - - 39,0 180

1) QuameTep ans ceepreHus LekoBok cornacHo DIN 74
Diameter for plunge drilling according to DIN 74

Mo 3anpocy Mbl MOXeM NpeanoxuTb ceepro Pentatec® ¢ aepxaskon ns matepuana Densimet 4ns cHuxeHns BuGpaumi.

On request we offer Pentatec® tools with vibration damping Densimet (heavy duty metal).

3anacHble YacTu
Spare parts

i

|

KpyTawwmn momeHT

BuHT Kntou Torque

Screw Key Torx [Nem]
PTR/L 08 A02-20033 V04-T0600 06 62
PTR/L 10 A13-25042 V04-T0800 08 128
PTR/L 11 A13-25050 V04-T0800 08 128
PTR/L 15 A13-30073 V04-T0800 08 180
PTR/L 18 A02-35082 V04-T1500 15 345
PTRI/L 20 A06-50088 V04-T2000 20 1020
PTRI/L 26 A02-60120 V04-T2500 25 1750
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CMeHHbIe nnacTuHbI @M@ huan'a"l

Indexable inserts

CnnaB Grade

Kog, ans 3akasa LCP25T LCM45T LW610
Ordering code | d S d1 r

WCHX...FN-BAL WCHX 040102 FN-BAL | 4,0 6,35 1,59 | 225 0,2 6409963
WCHX 040104 FN-BAL = 4,0 6,35 | 1,59 @ 225 0,4 6407959
WCHX 05T102 FN-BAL | 5,0 793 | 1,98 | 2,80 0,2 6409964
WCHX 05T104 FN-BAL | 5,0 793 | 1,98 | 2,80 0,4 6407962
WCHX 060202 FN-BAL | 55 | 8,93 | 2,38 | 2,80 0,2 6409965
WCHX 060204 FN-BAL | 55 | 8,93 | 2,38 | 2,80 0,4 6407965
WCHX 070304 FN-BAL A 7,5 | 12,00 @ 3,18 | 3,40 0,4 6409966
WCHX 070308 FN-BAL 75 | 12,00 3,18 | 3,40 0,8 6407968
WCHX 090304 FN-BAL 9,0 | 1429 3,18 | 4,40 0,4 6409967
WCHX 090308 FN-BAL A 9,0 | 14,29 | 3,18 | 4,40 0,8 6407971
WCHX 107304 FN-BAL | 10,0 15,87 3,97 | 5,90 | 04 6409968
WCHX 107308 FN-BAL | 10,0 15,87 3,97 | 5,90 | 0,8 6400540
WCHX 130508 FN-BAL | 13,0 | 21,00 | 5,56 @ 7,00 0,8 6407975

WCHX...EN-BFM WCHX 040102 EN-BFM 4,0 6,35 159 | 225 | 0,2 5056049

WCHX 040104 EN-BFM 4,0 6,35 | 1,59 | 2,25 0,4 5056050
WCHX 05T102 EN-BFM | 5,0 793 1,98 | 2,80 0,2 5056051
WCHX 05T104 EN-BFM | 5,0 793 1,98 | 280 0,4 5056052
WCHX 060202 EN-BFM | 55 8,37 | 2,38 | 2,80 0,2 5056053
WCHX 060204 EN-BFM 55 8,37 | 2,38 | 2,80 0,4 5056054
WCHX 070304 EN-BFM 75 12,00 3,18 | 3,40 0,4 5056055
WCHX 070308 EN-BFM 75 | 12,00 3,18 | 3,40 0,8 5056056
WCHX 090304 EN-BFM 90 | 1429 3,18 | 4,40 0,4 5056057
WCHX 090308 EN-BFM| 9,0 | 14,29 3,18 | 4,40 | 0,8 5056058
WCHX 10T304 EN-BFM| 10,0 15,87 | 3,97 5,90 | 0,4 5056059

WCHX 10T308 EN-BFM ' 10,0 | 15,87 3,97 | 5,90 | 0,8 5056060
WCHX 130508 EN-BFM | 13,0 /21,00 5,56 @ 7,00 0,8 5056061

WCHX...EN-BFM WCHX 040102 EN-BFM 40 |1 635 159 | 225 0,2 5062986
WCHX 040104 EN-BFM 4,0 6,35 1,59 | 2,25 0,4 5063176
WCHX 05T102 EN-BFM 50 | 793 | 1,98 | 2,80 0,2 5063178
WCHX 05T104 EN-BFM 5,0 793 1,98 @ 280 0,4 5063180
WCHX 060202 EN-BFM | 55 8,37 | 2,38 | 2,80 0,2 5063184
WCHX 060204 EN-BFM 55 8,37 | 2,38 | 2,80 0,4 5063186
WCHX 070304 EN-BFM 75 12,00 3,18 | 3,40 0,4 5063315
WCHX 070308 EN-BFM 75 112,00 3,18 | 3,40 0,8 5063316
WCHX 090304 EN-BFM| 9,0 | 14,29 3,18 | 4,40 | 0,4 5063317
WCHX 090308 EN-BFM| 9,0 | 14,29 3,18 | 4,40 | 0,8 5063318
WCHX 10T304 EN-BFM| 10,0 15,87 | 3,97 5,90 | 0,4 5063322
WCHX 10T308 EN-BFM | 10,0 | 15,87 | 3,97 @ 590 0,8 5063321
WCHX 130508 EN-BFM | 13,0 | 21,00 5,56 @ 7,00 0,8 5063319

Mpumep 3akasa Order example: 10 wtyk 10 pieces WCHX 040102FN--BAL LW610

® [loctynHo Ha cknape Available from stock
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TexHu4yeckne pekoMmeHgaunm
Technical hints

0O630p cnnaBsoB
Grade overview

CLEEIITION oh|piil

Cnnae ISO O6nacTtb NPUMEHeHus! Ipynna maTtepuasnos MpumeHeHne
Grade Application range Material grou Application
M S H T M D S G P
S 202 & s 2 o s
05 15 25 35 45 g £ 8 e, 8 35 fEsfle.
£E85 3T586% B2 83 |85 |285885|6 ¢
HC-P25 # [ | )
LCP25T
HC-M25 ,J)\‘\L ° ®
HC-M40 i:\ ° °
LCM45T
HC-P40 “ | ° °
LW610  HW-K10 * | ° °

Myk npumeHeHns
Application peak

—

O6wwuit ananasoH B cooteetcTeum ¢ 1SO 513
Full range to ISO 513

01 |10 | 20 | 30 | 40
05 15 25 35 45

50

B OcHoBHOe nNpumeHeHne
Main application
O AnTepHaTMBHOE NpUMeHeHVe
Further applications

@®CrtaHgapTHbIV cnnas
Standard grade
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TexHu4eckne pekoMmeHaaumm
Technical hints

Pentatec® pexxumbl pesaHusi ans ctanu
Pentatec® cutting data for steel

(CICCITIDN booh|eil

MpogonbHoe ToueHue 1,50D
Longitudinal turning 1,50D

MpoponbHoe ToueHue 2,25D
Longitudinal turning 2,25D

ap MM ap mm
14 144
134 134
12 124
19 114
10 101
91 9
8 1 8 -
71 7
6 6 -
51 5
4 4 4
31 3
21 2 1 [I\
1 14
fn MM/06 fn MM/06
T T T | T | T | T | T | T | T | T | T f /
0,1 0,2 0,3 0,4 05 fnmmirev 01 02 03 o o5 » mm/rev
Moppeska Topua 1,50D Moppeska Topua 2,25D
Face turning 1,50D Face turning 2,25D
ap MM ap MM
8 8 4
7 4 7 4
6 - 6 4
5 4 54
4 4
3 3 4
2 4 2 1|
1 1 4
f, Mm/06 = f, Mm/06
T I T I T I T I T f, mm/rev T [ T I T l T I T f, mm/rev
0,1 0,2 0,3 0,4 0,1 0,2 0,3 0,4
=PT26 =PT15 =PT08
Ceepnenue 1,50D/2,25D
Drilling 1,50D/2,25D =PT20 =PT11 I:l =PT06"
f /06 =PT18 =PT10
f, mm/rev
0,23 4
0,22
0,21 1
g-fg i ) insi cTanu, HepxasetoLLei CTanm v YyryHa
018 For steel, stainless steel and grey cast iron
0,17
0,16 1

Mcnonb3yiTe ceeprno Pentatec® Bceraa ¢ oxnaxaeHuem
Use Pentatec® tools always with coolant



TexHu4eckne pekomeHaaLum
Technical hints

Pentatec® PeXuUMbl pes3aHua ana antoMmHuUAa @MI:@ huﬂhlE"l

Pentatec® cutting data for aluminium

MpoponeHoe TodyeHue 11,50D MpoaornbHoe ToyeHue 12,25D
Longitudinal turning 1,50D Longitudinal turning 2,25D
ap MM ap MM
14 14
13 13
12 12
114 11
10 10
9 94
8 1 8
7 A 7
6 6
5 - 5
4 4 4 4
31 34
2 1 2
11 11 h\
f, MM/0G ?1 MM/?G
T T T T T T T T T T T T T T T T T T T T T T f, mm/rev
0,1 02 03 0,4 05 mmmirev 0.1 0.2 03 04 05 "
Mogpeska Topua 1,50D Moapeska Topua 2,25D
Face turning 1,50D Face turning 2,25D
ap MM a, MM
8 1 8
7 1 7 4
6 6 -
5 5 4
4 - 4 ]
3 1 3
2 A 2 4
1 1 =
| I | I | I : i : I“ MM/;)G f, MM/06
mm/rev T T T T T
0.1 0,2 03 04 ’ o1 02 03 04 fn mmirev
=PT26 =PT15 =PTO08
Ceepnenue 1,50D/2,25D |:| |:|
Drilling 1,50D/2,25D =PT20 =PT11 I:l =PT06
fn Mm/00 — —
£ mmirev I:l =PT18 I:l =PT10
0,23 A
0,22 A
0,21 A
0,20
0,19 A
0,18 A
0,17 A
0,16
812 i Wcnonb3yiTe ceeprno Pentatec® Bcerga ¢ oxnaxaeHuem
013 A Use Pentatec® tools always with coolant
0,12 A
0,11
0,10 A
0,09 7
0,08 A -7
0,07 4 A
0,06 A —
0,05 A -
0,04 K B
0,03 - -
002 | —7] —
0,01 A
PT26

PT06 PT10 PT15 PT18
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Pexumsbl pe3aHuns Cseprio ¢ ¢yHKumeit ToueHusa Pentatec® @M@ huenlE”I

Cutting data recommendations Turning-drilling-tool Pentatec®
ToueHue u cBepreHue
TeepgocTsb no Turning and drilling
BpuHennio Ve (M/MUH)
} } Brinell LCP25T LCM45T LW610
Matepuan hardness
Material HB
Yrnepoauctas ctans’) ca. 0,15 %C oToxeHHas annealed 125 170 — 300 | 120 — 250
Unalloyed steel® ca. 0,45 %C oTtoxeHHas annealed 190 150 — 255 | 100 — 200
ca. 0,45 %C nogkaneHas
hardened and temp. 250 100-200 | 70-180
ca. 0,75 %C oToxeHHas annealed 270 110 -185 | 70— 180
ca. 0,75 %C nogkaneHas
hardened and temp. 300 90-160 | 50-150
HuskonernposaHHas crarnb?) oTOXeHHas annealed 180 120 - 240 = 80 — 200
Low-alloy steel " nogkaneHas hardened and temp. 275 100 -210 70— 180
300 100 -185 | 100 — 185
350 90-145 | 70-150
BbicokonernpoBaHHas u OTOXeHHas annealed
MHCTpyMeHTasbHas cranb ') Zl ezl |
High-alloy steel and nogkanenas hardened and temp.
high alloy tool steel ) 325 80-140 | 50-120
Hepxasetowas ctans ) eppuUTHO/MapTEHCUTHAsA OTOXEHHAs
Stainless steel?) ferritic/martensitic annealed 200 Jlp=2uy - re= el
MapTeHCUTHas nogkaneHas
martensitic hardened and temp. 240 100-160 | 70-120
M | Hepxasetowas ctans') aycTeHuUTHas?), 3akaneHas
Stainless steel’) austenitic?), quenched 180 90 -160 | 50-150
Cepblii YyryH nepnuTHbIA/beppuTHbIn perlitic/ferritic 180 150 — 250
Grey cast iron NepnuTHbIA (MapTeHCUTHBIN) perlitic
(martensitic) 260 100 - 150
YyryH c wapoBuaHbIM rpacdutom | deppuTHbIi ferritic 160 130 — 80
Nodular graphite cast iron nepnuTHbIN perlitic 250 100 — 150
KoBkuit 4yryH deppuTHbIN ferritic 130 120 — 180
Malleable cast iron nepnuTHeIn perlitic 230 100 — 160
N  AntoMuHuneBble He 3akaneHHbIn unhardenable 60 400 — 2400
nedopmMmpyemMblie cnnasbl 3aKarneHHbI
Aluminium wrought alloys hardenable, hardened 100 le0s 1600
AnOMUHNEBBIE NUTENHbIE 00 12 % Si He 3aKkaneHHbIn
cnnass ca. 12 % Si. unhardenable [ SHD — 20
Aluminium cast alloys 0o 12 % Si 3akaneHHbIn
ca. 12 % Si. hardenable, hardened 90 240 - 950
>12 % Si. nicht aushartbar
>12 % Si. unhardenable 130 160 — 800
Meab n megHble cnnaebl CopepxaHue ceuHua Pb > 1 %
) o 110 200 - 520
(BpoHsa/natyHb) Free cutting alloys Pb > 1 %
Copper and copper alloys JlatyHb Brass, Red bronze 90 200 — 800
(Bronze/Brass) BpoHsa, 6eccBuHUOBas megb u
anekTponuTHasa medb Bronze, non leaded 100 120 — 320
copper and electrolitic copper
Hemetannuyeckune matepuansl | [yponnactel Duroplastics
Nonmetallic materials ApMupOBaHHbIE NiacTMacchbl
Fibre reinforced plastics
360HUT Hard rubber
S XaponpouHble cnnaebl Fe-6asa OTOXEHHbIN annealed 200
Heat resistant alloys Fe-based nogkaneHas hardened 280
Ni-6a3a OTOXEHHbIN annealed 250
Co-6a3a noakaneHas hardened 350
Ni- or Co-based nutbe cast 320
TuTaHOBbIE CNnaBbl Yuctbin TMTaH Pure titanium 4009)
Titanium alloys Anbda + beta-cnnasbl, nogkaneHsle 10509
Alpha- and Beta-alloys hardened
gn"('j %;as"t";*t'g;“mbe 2) n aycTeHuTHas/heppuTHan 3) R, = Mpeaen npoyHocTu B H/mm?2 @ o6paboTka ¢ COX

and austenitic/ferritic Rm = Tensile strength in N/mm?2 Wet machining
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Mpumepbl 06paboTkn
Machining examples

[anka / ctanb St52
Nut

dnaHeLl, / antoMuHUI
Flange / Aluminium

.

Btynka / ctanb St52 (SAE 1055)

Bush

LitamnoBka / ctans St37 (SAE

1035)
Forged piece

>

Csepro:

Tool:
MnactnhHa/cnnae:
Insert/Grade:
[pumeHeHune:
Applications:
OxnaxpeHue:
Coolant:

Pexunmbl pesaHns:

Cutting data:

PesynbTarT:

Result:

Ceepno:

Tool:
MnactuHa/cnnas:
Insert/Grade:
[MpumeHeHue:
Applications:
OxnaxpeHue:
Coolant:

Pexumbl pesaHus:

Cutting data:

PesynbTarT:
Result:

Ceeprno:

Tool:
[MnactuHa/cnnas:
Insert/Grade:

[MpyumeHeHune:
Applications:
OxnaxpeHue:
Coolant:

Pexumel pe3aHna:

Cutting data:

PesynbTart:

Result:

Csepro:

Tool:
MnacTtuna/cnnas:
Insert/Grade:
lpumeHeHve:
Applications:
OxnaxpgeHue:
Cooling:

Pexumbl pe3aHus:
Cutting data:

Ergebnis:
Result:

Cirwornpi) FiRFHITH

Pentatec® PTL15-1,50D-07

WCHX 070304EN-BFM/LCP25T

CepreHue MpogonbHoe ToYeHue
Drilling Longitudinal turning
Omynbeua
Emulsion
Ve 150 M/MuUH 180 M/MuUH
ap 1 mm
f 0,07 mm/06 rev 0,2 mm/06 rev

YMeHbleHne BpemeHn o6paboTkn Ha 30%
3ameHa Tpex UHCTPYMEHTOB

Reduction of machining time by 30 %
Three tools replaced

Pentatec® PTR20-1,50D-10

WCHX 10T308FN-BAL/LW610

Mogpeska Topua CseprnieHue
Face turning Drilling
MacnsaHbl TymaH
wet
Ve 300 m/MuH 300 mM/MUH
ap 2 Mm
f 0,15 mm/06 rev 0,30 mm/06 rev

YMeHbLUeHne BpemeHn obpaboTkm Ha 50 %
Reduction of machining time by 50 %

Pentatec® PTL20-1,50D-10

WCHX 10T304EN-BFM/LCP25T

CseprieHve PacTtouka
Drilling Boring
Omynbcug
Emulsion
Ve 200 m/mMuH 200 m/mMuH
ap 1,5 mm
f 0,03-0,05 mm/06 rev 0,15 mMm/06 rev

YMeHblLeHne BpeMeHn ob6paboTkm Ha 25 %. 3ameHa
OAHOro MHCTPYMEHTA, OAHA MO3ULUs COXpaHeHa CBOOOaHOM
Reduction of machining time by 25 %. One tool
replaced. One tool place saved.

Pentatec® PTR20-1,50D-10
WCHX 10T304EN-BFM/LCP25T

Moppeska Topua, ceepneHne  PacTouka

Face turning, drilling Boring
Omynbeuns
Emulsion
Ve 180 M/MUH 180 M/MuH
ap 1 Mm 2 MM
f 0,06 mm/06 rev 0,15 mm/06 rev

YMmeHbLueHne BpeMeHn 0bpaboTtku Ha 25 %. OgHo ceepno
He UCMosb30Basnoch.

Reduction of machining time by 25 %. One drilling tool
saved.
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Notes
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QEETD  foehlel

HapesaHune pe3bosbl
Thread turning
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HapesaHue pe3b6bl CogepxaHue

CLLTIITION [yof il

Content Thread turning

CMeHHbIe NNacTuHbI Indexable inserts 151
HenonHeiii npocunb Partial profile

A, AG, G, N: 55°, 60° A, AG, G, N: 55° 60° 151
MonHbIi npochunb Full profile

MeTpuyeckasi ISO pesbba 1ISO Metric 153
Pe3bba BSP BSP 155
AmepukaHckas peabba UN American UN 157
Pe3bba BSPT BSPT 161
Pe3bbbl NPT, NPTF NPT, NPTF 162
TpaneueungansHas pessba no DIN 103 Trapezoidal DIN 103 164
[ep>xaBku, 3anacHble 4acTtn Tool holders, spare parts 166
TexHuuyeckue pekomeHgauum Technical hints

0O630p cnnasos Turning grades, overview 169
MeToabl Hape3aHusi pe3b0obl Thread turning methods 170
3agHuii yron Flank clearence angle 170
MeToabl BpesaHus Infeed methods 171
Bbibop nogknagHom nnacTuHbl Choosing the correct anvil 171
Yron HakrnoHa BUHTOBOW NMHUN Helix angle 172
MoaknagHble NNacTyHbI Anvils 172
Mpumepbl 06paboTkm Machining examples 173
PelweHve npobnem npu HapesaHun pe3bObl Options against machining problems, thread turning 174
Konunyectso npoxogos Number of passes 174
Pexvmbl pesaHus Cutting data standard values, thread turning 175



CMeHHble nnacTuHbl - HapyXXHasa obpaboTka
Indexable inserts - external threads

Fanka

60° HenonHbiit npodunb 60°

Partial Profile 60°

CUETTTTIN of oy

LWar Cnnas
Pitch Grade Moaxnag-
HUTOK Has o
- L k5 NacTuka Hepxapka = o
Kop, ons 3akasa MM oM | d S r X y § g S| Anvil Suitable e
Ordering Code tpi S O 3 tool holder 8’
MpaBas 11ERA60 0,5-1,5 4816 ' 11 6,35 3,0 |0,05 0,8 09 e e O - NL..-11 166
Right hand 16ERA6G0 0,5-1,5 48-16 (16 952 34 |0,05 08 09 ® @ O YE16 | AL..-16 166
16ERAG60 0,5-3,0 | 48-8 16| 9,52 34 006|/12|17 ® ® O YE16
@" 16ERG60 1,75-3,0 | 14-8 16 952 34 02512 1,7 ® ® O YE16
22ERN60 3,5-5,0 7-5 1221(12,70 1 46 | 0,51 1,7 |25 ® |0 YE22 | AL..-22 166
JNeBas 11ELA60 0,5-1,5 148-16 ' 11 1 6,35 3,0 (0,05 0,8 09 ® e O - NL..-11 166
Left hand 16ELA60 0,5-1,5 4816 16| 9,52 | 34 005 0,8 09 ® e O YI16 AL..-16 166
16ELAG60 0,5-3,0 | 48-8 16 952 |34 0,06 1,2 1,7 ® @ O YI16
| - 16ELG60 1,75-3,0 | 14-8 16952 |34 025 12 1,7 ® @O YI16
22ELN60 3,5-5,0 7-5 1221270 |46 10,51 1,7 25 ® @ O YI22 AL..-22 166
lavika
55° HenonHeii npocune 55°
Partial Profile 55°
LWar Cnnas
Pitch Grade [oaknaa-
HUTOK Has )
B £ L k5 MacTaka Hepxaska = o
Kog ans 3akasa MM goim | | d s roox y § g9 Anvil | Suitable | %
Ls | Ordering Code tpi S G = tool holder g
MpaBas 11ERA55 0,5-1,5 | 48-16 16 A 9,52 | 3,0 0,05 08 |09 |® e O - NL..-11 166
Right hand 16ERA55 0,5-1,5 | 48-16 |16 K 9,52 34 | 0,05/0,8 |09 ® | ® O YE16 AL..-16 166
16ERG55 1,75-3,0 | 14-8 16 | 9,52 34 10,20 1,2 1,7 ® ® O YE16
. 16ERAG55 0,5-3,0 | 48-8 16 | 9,52 34 |0,07|12 (1,7 ® ® O YE16
" " jl 22ERN55 3,5-5,0 7-5 |22 12,70 1 46 043 /1,7 (25 ® @ O YE22 | AL..-22 166
JleBas 11ELA55 0,5-1,5 | 48-16 |16 H 9,52 | 3,0 |0,05/0,8 |09 | ® o - NL..-11 166
Left hand 16ELA55 0,5-1,5 | 48-16 |16 H 9,52 | 3,4 |0,05/0,8 |09 | ® ol YN6 AL..-16 166
16ELG55 1,75-3,0 | 14-8 16 1 952 34 0,20 12|17 o | @ YI16
16ELAG55 0,5-3,0 | 488 16| 9,52 |34 1 0,07/12 1,7 ® @ O YI16
22ELN55 3,5-5,0 7-5 122 (12,70 46 | 04317 25 @ O YI22 AL..-22 166

&

Mpmuep 3akasa Order example: 10 wTyk pieces 11ERA60 LCP20T

® [ocTtynHo Ha knaae
Available from stock

O Mo 3anpocy

Upon request
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CMEeHHbIe MNacTUHbI - BHYTPEHHAA O6p860TKa @M@ hnﬂhlﬂnl

Indexable inserts - internal threads

HenorsHbIi npochunes 60°
Partial Profile 60°

BuHT

LWar Cnnas
Pitch Grade lMogknap-
HUTOK REE >
Ha £ b |5 Mnacuka Aepxaska |
Koa ans sakasa MM oam | d s r| x|y [§ g2 Awi | Suitable | 8
Ordering Code tpi 9 9 E tool holder $
MpaBas 11IRA60 0,5-1,5 | 48-16 |11 | 6,35 3,0 |0,05/08 09 |® e |0 - NVR..-11 166
Right hand 16IRA60 0,5-1,5 | 48-16 |16 | 952 | 3,4 | 0,05/ 0,8 09 |® ® O YI16 AVR.-16 166
16IRG60 1,75-30 | 14-8 |16 | 9,52 | 3,4 015/ 1,2 1,7 ® ® o YI16 |NVR.-16 166
i 16IRAG60 0,5-3,0 | 488 16 | 95234 |0,05/ 12|17 ® ® o YI16
- 22IRN60 3,5-5,0 7-5 122 12,70 | 46 (0,28 1,7 (25 |® ®| o YI22 |AVR.-22 166
NVR..-22 166
JleBas 11ILA60 0,5-1,5  48-16 |11 6,35 3,0 1 0,05/0,8 09 ® e o - NVR..-11 166
Left hand 16ILA60 0,5-1,5  48-16 |16 | 9,52 34 (0,05 0,8 09 ® e o YE16 AVR.-16 166
16ILG60 1,75-3,0 | 148 |16 | 9,52 34 0,15|/1,2 1,7 ®|® o| YE16 |[NVR.-16 166
16ILAG60 0,5-3,0  48-8 |16 952 34 (0,05 12 17 ® e O YE16
22ILN60 3,5-5,0 7-5 |22 |12,70| 46 0,28 1,7 25 ® e o YE22 |AVR.-22 166
NVR..-22 166
HenonHeii npodune 55°
Partial Profile 55°
LWar Cnnas
Pitch Grade [Mogknag-
HUTOK Has o
Ha £ b5 nnactuka Oepxaska = 2
Kop, nns 3akasa MM aloim | d s r X y & €2 Anvil Suitable tool =
Ordering Code tpi S 9 = holder g
MpaBas 11IRA55 0,5-1,5 48-16 |11 | 6,35 3,0 0,05 08 (09 |® e O - NVR..-11 166
Right hand 16IRA55 0,5-1,5 148-16 (16 41 9,52 3,4 10,05 08 |09 ® ® O YI16 AVR.-16 166
16IRG55 1,75-30 | 148 16 | 9,52 3,4 10,20 1,2 |17 ® ® O| YI16 NVR.-16 166
ks 16IRAG55 0,5-3,0 488 16 | 9,52 3,4 0,07 1,2 |17 ® ® O| YI16
> 22IRN55 3,5-50 7-5 22 12,70 46 043 1,7 |25 ® ® O YI22 AVR.-22 166
NVR..-22
JleBas 11ILA55 0,5-1,5|48-16 11| 6,35| 3,0 |0,05/ 0,8 09 |® e|O - NVR..-11 166
Left hand 16ILA55 0,5-1,5/48-16 (16 | 952 34 /0,05 0,8 09 | ® YE16 |AVR..-16 166
16ILG55 1,75-3,0 | 14-8 |16 | 9,52 | 34 10,20/ 1,2 1,7 ® O YE16 NVR..-16 166
)
)

| |16ILAGS5 05-30 48-8 |16 | 952 3,4 007 12 17 YE16
| 22ILNS5 35-50 | 7-5 |22 12,70 4,6 04317 |25 O YE22 |AVR.-22 | 1e6
NVR..-22

Mpumep 3akasa Order example: 10 wryk pieces 11IRA60 LCP20T

® [ocTynHo Ha knage O Mo 3anpocy
Available from stock Upon request
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CMeHHble nnacTuHbl - HapyXXHasa obpaboTka
Indexable inserts - external threads

raia_ /4P

MeTtpuueckas ISO, nonHbii npocunb

ISO-Metric Full Profile

(@irwornpi) FiFFHITT

Cnnas
Grade

Mopknag-
Has

HUTOK ©
£ L & NacTuka fepxaBka = 2
Kop ans sakasa MM moim | d s x |y [RS8 Awil | Suitable | %
Ordering Code S 9 = tool holder | 5
MpaBas 11ERO0,35ISO 0,35 11 | 6,35 3,0 08 04 ® e O NL..-11 166
Right hand 11ER0,4I1SO 0,40 11 | 6,35 3,0 0,7 04 ® e O
11ERO0,45ISO 0,45 11 | 6,35 3,0 0,7 |04 © @
11ERO0,51SO 0,5 11 | 6,35 3,0 06 04 @ |@® O
- 11ERO0,61SO 0,6 11 | 6,35 3,0 06 06 ® e O
11ERO0,71SO 0,7 11 | 6,35 3,0 06 06 ® e O
11ERO0,75ISO 0,75 11 | 6,35 3,0 06 06 ® e O
11ERO0,8ISO 0,8 11 | 6,35 3,0 06 06 ® e O
11ER1,01SO 1,0 11 | 6,35 3,0 0,7 |10,7 @ ® O
11ER1,25ISO 1,25 11 | 6,35 3,0 08 09 e e O
11ER1,51SO 1,5 11 | 6,35 3,0 08 1,0 ® | e O
16ERO0,51SO 0,5 16 | 9,52 3,4 06 04 ® e O| YE16 |AL..-16 166
16ERO0,75ISO 0,75 16 | 9,52 3,4 06 |06 ® ® O YE16
16ER1,01SO 1,0 16 | 9,52 134 0,7 0,7 ® ® O YE16
16ER1,25ISO 1,25 16 | 9,52 3,4 0,8 09 ® e O YE16
16ER1,51SO 1,5 16 | 9,52 3,4 0,8 1,0 ® e O YE16
16ER1,75ISO 1,75 16 | 9,52 134 09 12 ® e O YE16
16ER2,01SO 2,0 16 | 9,52 134 1,0 11,3 ® ® O YE16
16ER2,51SO 2,5 16 | 9,52 3,4 1,1 115 ® ® O YE16
16ER3,01SO 3,0 16 | 9,52 3,4 1,2 |16 ® O YE16
16ER3,51SO 3,5 16 | 9,52 134 1,2 16 @ |e@ YE16
22ER3,5I1SO 3,5 22 12,70 4,6 16 23 ® e O YE22 |AL..-22 166
22ER4,0I1SO 4,0 22 12,70 4,6 16 23 ®© @ O YE22
22ER4,5I1SO 4,5 22 12,70 4,6 1,7 124 ® ® O YE22
22ER5,0I1SO 5,0 22 12,70 4,6 1,7 125 ® ® O YE22
27ER6,0ISO 6,0 27 115,88 6,2 1,8 125 ® e O YE27 |AL..-27 166
Nesas 11EL0,35ISO 0,35 11 | 6,35 3,0 08 04 |® |o NL.-11 166
Left hand 11EL0,451SO 0,45 11 | 6,35 3,0 0,7 04 o (e}
11ELO,5ISO 0,5 11 | 6,35 3,0 06 04 @ |@® O
g 11ELO,7ISO 0,7 11 | 6,35 3,0 0,6 06 |®
| 11ELO,75ISO 0,75 11 | 6,35 3,0 0,6 06 |® (e}
b 11EL0,8ISO 0.8 11| 6,35 3,0 06 06 ®
11EL1,0ISO 1,0 11 | 6,35 3,0 0,7 |10,7 (@ | ® |0
11EL1,25I1SO 1,25 11 | 6,35 3,0 0,8 09 |e® (e}
11EL1,51SO 1,5 11 | 6,35 3,0 08 10 @ (e}
16ELO0,51SO 0,5 16 | 9,52 134 06 04 |® @ o YIM6 |AL..-16 166
16EL0,75I1SO 0,75 16 | 9,52 3,4 0,6 06 |® ® O Y16
16EL1,0I1SO 1,0 16 | 9,52 3,4 0,7 10,7 ® @ o] Y16
16EL1,25ISO 1,25 16 | 9,52 13,4 0,8 09 |® e o Y16
16EL1,51SO 1,5 16 | 9,52 3,4 0,8 10 |® ® o Y16
16EL1,75I1SO 1,75 16 | 9,52 3,4 09 12 |® e o YI16
16EL2,01SO 2,0 16 | 9,52 13,4 1,0 11,3 ® ® o YI16
16EL2,51SO 2,5 16 | 9,52 134 1,1 115 |® @ o YI16
16EL3,01SO 3,0 16 | 9,52 3,4 1,2 116 |® ® o Y16
22EL3,51SO 3,5 22 12,70 4,6 16 23 ® @ o YI22 |AL..-22 166
22EL4,01SO 4,0 22 112,70 4,6 16 123 ® ® o YI22
22EL4,51SO 4,5 22 12,70 4,6 1,7 124 ©® @ Y122
22EL5,01SO 5,0 22 12,70 4,6 1,7 125 ® o YI22
27EL6,01SO 6,0 27 15,88 6,2 1,7 125 © Y27 |AL..-27 166

Mpumep 3akasa Order example: 10 wtyk pieces 11ER0,35ISO LCP20T

® [ocTynHo Ha knage
Available from stock

O Mo 3anpocy
Upon request
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CMeHHbIe NNnacTuHbI - BHYTPEeHHsIs obpaboTka @MI]—ID hﬂﬂmﬂm

Indexable inserts - internal threads

Metpuueckas ISO, nonHelin npocunb
ISO-Metric Full Profile

LWar Cnnas
Pitch Grade |[Mopknag-
HUTOK Hast ®
Ha E 5 5 mnacuHa Oepxaska = &
Kop Ans 3akasa MM goim | | d s rx |y [§gS Awi | Suitable | %
Ordering Code tpi g 03 tool holder g
MpaBas 11IR0,35I1SO 0,35 - 11 6,35 | 3,0 - 08/03|® @0 - NVR..-11 166
Right hand 11IR0,45I1SO 0,45 - 11 6,35 3,0 - 0,8/04 | ® o
11IR0,61SO 0,6 - 11 6,35 | 3,0 - 06 06 @ o
i 11IR0,7ISO 0,7 - 11 6,35 3,0 - 06 06 ® @ O
- 11IR0,75I1SO 0,75 - 11 6,35 3,0 - 06 06 ® @ O
11IR0,8ISO 0,8 - 11 6,35 3,0 - 06 06 ® @ O
11IR1,0ISO 1,0 - 11 6,35 3,0 - 06(07 ® @ O -
11IR1,25I1SO 1,25 - 11 6,35 3,0 - 08/ 09 ® @ O
11IR1,5I1SO 1,5 - 11 6,35 3,0 - 08|/10|@® @0 -
16IR1,0ISO 1,0 - 16| 9,52 | 3,4 - 06/07|® ® O/ YI16 |AVR..-16 166
16IR1,25I1SO 1,25 - 16| 9,52 | 3,4 - 08/ 09 ® ® O YI16 |NVR.-16 166
16IR1,501SO 1,50 - 16| 9,52 | 3,4 - 08 10 ®© ® O YI16
16IR1,75I1SO 1,75 - 16| 9,52 | 3,4 - 09 12 ®© @ O YI16
16IR2,0ISO 2,0 - 16| 9,52 | 3,4 - 1,0 1,3 ® @ O YI16
16IR2,51SO 2,5 - 16| 9,52 3,4 - 1,1/15 ® @ O YI16
16IR3,0ISO 3,0 - 16| 9,52 | 3,4 - 1,115 @ @ O YI16
16IR3,51SO 3,5 - 16| 9,52 | 3,4 - 12/ 15| ® O Y16
22IR3,5I1SO 3,5 - 22 112,70 | 4,6 - 1623 ® ® O YI22 AVR.-22 166
221R4,01SO 4,0 - 22 112,70 | 4,6 - 1623 ® ® O YI22 NVR.-22 166
22IR4,51SO 4,5 - 22 112,70 | 4,6 - 1624 ® ® O YI22
22IR5,01SO 5,0 - 27 112,70 | 4,6 - 16[23 ® @ O YI22
271R6,01SO 6,0 - 27 15,88 | 6,2 - 1,8/25  ® ® O YI27 |AVR..-27 166
NVR..-27 166
IeBas 11IL0,35ISO 0,35 - 11 6,35 3,0 - 08|03 |® - NVR..-11 166
Left hand 11IL0,71SO 0,7 - 11 6,35 3,0 - 0,6 06 °
11IL0,8ISO 0,8 - 11| 6,35 3,0 - 106 06 @
11IL1,01SO 1,0 - 11| 6,35 3,0 - 106 /0,7 ® ®|O -
ol 16IL1,01SO 1,0 - 16 | 9,52 | 3,4 - |06 /07 ® ® O YE16 AVR..-16 166
- 16IL1,251SO 1,25 - 16 | 9,52 | 34 - (08|09 ® @ O YE16 NVR.-16 166
16IL1,501SO 1,50 - 16 | 9,52 34 - 108 10 ® |0 YE16
16IL1,75ISO 1,75 - 16 | 9,52 | 3,4 - 09|12 |® e O/ YE16
16I1L2,01SO 2,0 - 16 | 9,52 | 3,4 - 1,0 06 ® ® O YE16
16IL0,8I1SO 0,8 - 16 | 9,52 | 34 - 106 13 ® |0 YE16
16IL2,51SO 2,5 - 16 | 9,52 | 3,4 - 1,1115 ® ®| 0| YE16
16IL3,01SO 3,0 - 16 | 9,52 | 3,4 - 12 15 ® ®| 0| YE16
16IL3,51SO 3,5 - 16 | 9,52 | 34 - 1,1 15 | @ YE16
22IL3,5I1SO 3,5 - 22 112,70 | 4,6 - 16 23 | @ YE22 |AVR..-22 166
221L4,0I1SO 4,0 - 22 (12,70 | 4,6 - 16 123 ® ® 0| YE22 NVR..-22 166
22IL4,5I1SO 4,5 - 22 (12,70 | 4,6 - 16 24 © @ YE22
22IL5,0ISO 5,0 - 22 112,70 | 4,6 - 16 23 ® @ YE22
271L6,01SO 6,0 - 27 115,88 | 6,2 - 1,8 125 ® YE27 |AVR..-27 166

NVR..-27 166

Mpumep 3akasa Order example: 10 wtyk pieces 11IR0,351SO LCP20T

® [locTynHo Ha cknage O Mo 3anpocy
Available from stock Upon request

154



CMEeHHbIe MNacTUHbI - Hapy>XHad 06p860TKa @M[@ hnﬂh]ﬂ“l

Indexable inserts - external threads

laiika  R=0,137P

Pe3s6a BSP nonHbii npocunb
BSP Full Profile

Lar Cnnas
Pitch Grade  [Mogknag-
HUTOK AR ®
- £ Lk mmacTHa Hepxaska | ©
Kon ans 3akasa MM goim | | d s | r | x|y '&¢g[2 Awi | Suitable C'c'i
Ordering Code tpi S 5 = tool holder 5
MpaBas 11ER28W - 28 11| 6,35 3,0 | - 06 07 e|e NL..-11 166
Right hand 11ER19W - 19 11| 6,35 3,0 | - 08 10 ®| /e O
11ER14W - 14 11| 6,35 3,0 | - 10 /12 |®@ ®|O
16ER28W - 28 16 | 9,52 34 | - 06 07 ® e O YE16 AL..-16 166
16ER19W - 19 16 | 9,52 34 | - 08 10 ®|® O YE16
16ER14W - 14 16 | 9,52 34 | - 10 11,2 | ® ® O| YE16
16ER11W - 11 16 | 9,52 34 | - 1,115 ® @ O| YE16
CMeHHble nnacTuHbI - BHYTPEeHHsIs o6paboTka
Indexable inserts - internal threads
Pesb6a BSP nonHbli npocunb
BSP Full Profile
R=0,137p BUHT
LWar Cnnas
Pitch Grade | Mogknag-
HUTOK REED o
- £ & 5 nnacia Hepxaska | @
Kop ans 3akasa MM gonm | d s r| x|y [& g8 Anvi | Suitable | %
Ordering Code tpi S g = tool holder g
MpaBas 11IR28W - 28 116,35 3,0 - 106/07 ® ® O - NVR..-11 166
Right hand 11IR19W - 19 116,35 3,0 - 08|10/®(® O -
11IR14W - 14 111 6,35 | 3,0 - /09|11 |/@®|@®|0O -
161R28W - 28 16| 9,52 | 3,4 - /06,07 ® ®/ 0 YNM6 AVR.-16 166
- 16IR19W - 19 16 | 9,52 | 3,4 - 108/10 ®|® O YI16 NVR.-16 166
16IR14W - 14 16 | 9,52 | 3,4 - 1,0/12 ® | ® O YI16
16IR11W - 11 16| 9,52 | 3,4 - 1115 ® ® O] Y16

Mpumep 3akasa Order example: 10 wtyk pieces 11ER28W LCP20T

® [locTynHo Ha cknage O Mo sanpocy
Available from stock Upon request
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CMEeHHbIe MNacTUHbI - Hapy>XHad O6p860TKa @M@ hnﬂhlﬂ“l

Indexable inserts - external threads

laiika  R=0,137P

Pe3b6a BSP nonHbii npodurb
BSP Full Profile

LWar CnnaB
Pitch Grade  [lNogknag-
HUTOK Has S
Ha £ b |l nnacTaka Hepxaska |
Kop ans 3aka3a MM gonm || d s roox |y § g2 Anvil | Suitable | &
Ordering Code tpi S 9 E tool holder $
IeBas 16EL28W - 28 16 | 9,52 | 3,4 - 0,6 07 O O Y16 |AL..-16 166
Left hand 16EL19W - 19 16 | 9,52 | 3,4 - 0810 ©O|O0 O YI16
16EL14W - 14 16 | 9,52 | 3,4 - 1,0 11,2 © OO/ YI16
16EL11W - 11 16 | 9,52 | 3,4 - 1,115 O 0|0 YI16
CMeHHbIe NNnacTuHbI - BHYTPEHHss 0bpaboTka
Indexable inserts - internal threads
Pesbba BSP nonHbIi npocunb
BSP Full Profile
kR=0,137P i
LWar CnnaB
Pitch Grade | MNopknag-
HUTOK Has o
Ha £ & |5 nnacvka HDepxaska | 2
Kop ans sakasa MM agonm | d s r X y ﬁ g S Anvil Suitable D:-i
Ordering Code tpi S 9 E tool holder 5
JleBas 11IL19W - 19 111 6,35 | 3,0 - 08|10 ©|0O0 O - NVR..-11 166
Left hand 11IL14W - 14 116,35 | 3,0 - 09 11|00 O O -
161L28W - 28 16 | 9,52 | 3,4 - 0,6 0,7 O YE16 |AVR..-16 166
; 16IL19W - 19 16 | 9,52 | 3,4 - 0,8 10 |0 O O/ YE16 |NVR..-16 166
- 161L14W - 14 16 | 9,52 | 34 - 1,0 11,2 O O O| YE16
16IL11W - 11 16 | 9,52 | 3,4 - 1,1 (1,5 |0 |0 YE16

Mpumep 3aka3a Order example: 10 wtyk pieces 16EL28W LCP20T

® [locTynHo Ha cknaae O Mo 3anpocy
Available from stock Upon request
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CMEeHHbIe MNacTUHbI - Hapy>XHad 06p860TKa @M@ huen]ﬂlﬂ

Indexable inserts - external threads

Taifka
AmepukaHckas pe3bba UN nonHbivi npocunb
American UN Full Profile

1/4P

LWar CnnaB
Pitch Grade [Mopknap-
HUTOK Has o
- £ b k5 MmecTa Hepxaska | ©
Koa ons 3akasa MM gioim | | d s r| x|y [& g8 Ani | Suitable | %
Ordering Code tpi S 9 = tool holder 8’
MpaBas 16ER72UN - 72 16 | 9,52 3,4 - 08 04 ©0 O O YE16 AL..-16 166
Right hand 16ER64UN - 64 16 | 9,52 3,4 - 0,8 04 o YE16
16ER56UN - 56 16 | 9,52 | 3,4 - 0,7 04 © o YE16
i 16ER48UN - 48 16 | 9,52 | 3,4 - 06 06 © o o YE16
L o 16ER44UN - 44 16 | 9,52 3,4 - 06 06 © O O/ YE16
16ER40UN - 40 16 | 9,52 | 3,4 - 06 06 © o o| YE16
16ER36UN - 36 16 | 9,52 | 3,4 - 06 06 © o o/ YE16
16ER32UN - 32 16 1 9,52 | 34 - 06(/06 O O 0O YE16
16ER28UN - 28 |16 | 952 34 - 06107 o o /o YE16
16ER27UN - 27 16 | 9,52 | 3,4 - 0,7 08 © o ol YE16
16ER24UN - 24 16 | 9,52 | 3,4 - 0,7 08 © o ol YE16
16ER20UN - 20 |16 | 9,52 34 - 08(09 o o 0 YE16
16ER18UN - 18 16 | 9,52 | 3,4 - 0,8 1 O 0 |0| YE16
16ER16UN - 16 16 | 9,52 3,4 - 09 11 © o ol YE16
16ER14UN - 14 16 | 9,52 3,4 - 1 12|0|/0 |0 | YE16
16ER13UN - 13 |16 | 9,52 34 - 1 1,3 0 0 0 YE16
16ER12UN - 12 16 | 9,52 3,4 - 1,1/14 o o o YE16
16ER11UN - 11 16 | 9,52 | 3,4 - 1,115 O o0 O YE16
16ER10UN - 10 16 | 9,52 3,4 - 1,1115 o o o YE16
16ER9UN - 9 16 | 9,52 3,4 - 1,217 o o O YE16
16ERSUN - 8 16 | 9,52 | 3,4 - 1216 o o O YE16
22ER7UN - 7 122 (12,70 4,6 - 16123 0 0 O YE22 |AL..-22 166
22ER6UN - 6 |22 (12,70 4,6 - 16 123 0 o o YE22
22ER5UN - 5 122 (12,70 | 4,6 - 1,725 o0 o O YE22

Mpumep 3akasa Order example: 10 wtyk piece 16ER72UN LCP20T

® [locTynHoO Ha cknape O Mo 3anpocy
Available from stock Upon request
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CMeHHbIe NnacTuHbI - BHYTPEHHss 06paboTka @MI]—ID hﬂﬂmﬂm

Indexable inserts - internal threads

AmepukaHckas peabba UN nonHelii npocdunb
American UN Full Profile
1
h
18P Buut

LWar Cnnas
/ : Pitch Grade | Mogknaa-
HUTOK Has
L ) Ha nnactuHa LepxaBka
x Koa pns 3akasa MM aronv | d s r [ x |y Anvil Suitable
| .

()
Ordering Code tpi § § = tool holder g
Mpaeas 11IR72UN - 72 | 116,35 3,0 - 10803 o - NVR..-11 166
Right hand 11IR64UN - 64 |11 635 3,0 - 108,04 0 o -
11IR56UN - 56 | 11| 6,35 | 3,0 - 107 04 0 (¢} -
! 11IR48UN - 48 111 6,35 | 3,0 - |06 06 o -
y 11IR40UN - 40 | 1163530 - 106 06 0 o -
11IR36UN - 36 | 116,35 3,0 - 106 06 0 o -
11IR32UN - 32 116,35 3,0 - /06,060 O O -
11IR28UN - 28 |11 635 3,0 - /106|07|0|0|0O -
11IR27UN - 27 |11 6,35 3,0 - 107 08 0 o -
111IR24UN - 24 116,35 | 3,0 - /07/08|0 0|0 -
11IR20UN - 20 | 11635 3,0 - 108090 0 0O -
11IR18UN - 18 | 116,35 3,0 - |08|10f0o |0 |0 -
11IR16UN - 16 | 116,35 | 3,0 - |09 |11]o |0 |0 -
11IR14UN - 14 116,35 3,0 - |09 |11]0|0|0O -
16IR56UN - 56 |16 | 9,52 3,4 - (0704 o YIM6 |AVR..-16 166
16IR48UN - 48 |16 9,52 | 3,4 - /06/06|0 O O YI16 |NVR.-16 166
16IR44UN - 44 116 9,52 | 3,4 - |06 06 0 O YI16
16IR40UN - 40 16 9,52 | 3,4 - |06/06 0 0 O YI16
16IR36UN - 36 |16 952 34 - /06 /06|00 O O YI16
16IR32UN - 32 16| 952 34 - 106060 O O YI16
16IR28UN - 28 |16 952 34 - |06/07 0 0o O Y6
16IR27UN - 27 16952 | 34 - /07|08 |0 |0 YI16
16IR24UN - 24 16952 | 34 - /07,080 O O YI16
16IR20UN - 20 |16 952 34 - 108090 o O YI16
16IR18UN - 18 |16 9,52 3,4 - /08100 o O YI16
16IR16UN - 16 | 16| 9,52 | 3,4 - 109 /11]0 O/ O YI16
16IR14UN - 14 |16 9,52 3,4 - 109 120 o /0 YI16
16IR13UN - 13 |16 9,52 | 3,4 - [10/ 130 0o O Y16
16IR12UN - 12 116 952 | 3,4 - |11/14]0 o /0 YI16
16IR11,5UN - 11,5/16 | 9,52 | 3,4 - |11/150 O Y16
16IR11UN - 11 |16 9,52 3,4 - [11115/0 o 0 Y6
16IR10UN - 10 |16 9,52 34 - [11115/0 0o 0 Y16
16IROUN - 9 |16 952 34 - |12 /170 0/ 0 YI16
16IR8UN - 8 116|952 34 - |11/15]|0 o /0 YI16
22IR7UN - 7 12212,70 | 46 - 116/23]0 0/ 0 YI22 |AVR.-22 166
22IR6UN - 6 |22 12,70 46 - 116/23]|0 0 0 YI22 |NVR.-22 166
22IR5UN - 5 122(12,70 | 4,6 - (161230 0 O Y22

Mpumep 3akasa Order example: 10 wTyk pieces 11IR72UN LCP20T

® [ocTynHo Ha knage O Mo sanpocy
Available from stock Upon request
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CMeHHble nnacTuHbl - HapyXXHasa obpaboTka
Indexable inserts - external threads

Taiika
1/4P

60°

American UN Full Profile

AmepukaHckas peab6a UN nonHblii npocdurb

(@irwornpi) FiFFHITT

LWar CnnaB
Pitch Grade [Mopknap-
HUTOK Has o
- £ b k5 ok Hepxaska | ©
Koa ons 3akasa MM gioim | | d s x |y &g/ Anil | Suitable | %
Ordering Code tpi S 9= tool holder 8’
JleBas 16EL56UN - 56 16 | 9,52 | 3,4 0,7 1 04 O Y6 |AL..-16 166
Left hand 16EL48UN - 48 16 | 9,52 | 34 06 06 o O Of Y6
16EL44UN - 44 16 | 9,52 | 3,4 06 06|00 Y16
i 16EL40UN - 40 16 | 9,52 | 3,4 06 06|00 O YI16
s 16EL36UN - 36 16 | 9,52 | 34 06 06 o O YI16
16EL32UN - 32 16 | 9,52 | 3,4 06 06|00 O YI16
16EL28UN - 28 16 | 9,52 | 3,4 06 |07|0|/0 O YI16
16EL27UN - 27 16 | 9,52 | 3,4 0,708 |00 Y16
16EL24UN - 24 16 | 9,52 | 3,4 0,7/08 |00 O Y16
16EL20UN - 20 16 | 9,52 | 3,4 08/09|0|/0 O YI16
16EL18UN - 18 16 | 9,52 | 3,4 0810|000 O YI16
16EL16UN - 16 16 | 9,52 | 3,4 09 |11]|0/0 O YI16
16EL14UN - 14 16 | 9,52 | 3,4 1,012 0 o YI16
16EL13UN - 13 16 | 9,52 | 3,4 101300 Y16
16EL12UN - 12 16 | 9,52 | 3,4 1,114 o o o Y16
16EL11UN - 11 16 | 9,52 | 34 1,1 (15|00 YI16
16EL10UN - 10 16 | 9,52 | 3,4 1111500 Y16
16EL9UN - 9 16 | 9,52 | 3,4 12117100 Y16
16ELSUN - 8 16 | 9,52 | 3,4 1216|100 Y16
22EL7UN - 7 22 12,70 | 4,6 1612300 Y22 | AL..-22 166
22EL6UN - 6 22 12,70 | 4,6 1612300 YI22
22EL5UN - 5 22 (12,70 | 4,6 1,7 12,5 o 0 Y22

Mpumep 3akasa Order example: 10 wtyk pieces 16EL56UN LWN20T

® [locTynHo Ha cknape
Available from stock

O Mo 3anpocy
Upon request
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CMeHHbIe NnacTuHbI - BHYTPEHHss 06paboTka @MI]—ID hﬂﬂmﬂm

Indexable inserts - internal threads

AwmepukaHckas pe3bba UN nonHeiin npocunb
American UN Full Profile

1/8P Byt
Lar CnnaB
Pitch Grade |Moaknap-
HUTOK Has o
- £ & 5 Macuka flepkaska | @
Koa ons 3akasa MM goim | | d s ro| x|y [§d/ g Awi | Suitable | %
Ordering Code tpi S 9 % tool holder g
Jlesas 11IL32UN - 32 11 16,35 3,0 - 06 |06 ©O (e} - NVR..-11 166
Left hand 11IL28UN - 28 11 16,35 3,0 - 06 |0,7 © o -
11IL24UN - 24 11 16,35 | 3,0 - 0,7 08 o oo -
il 11IL20UN - 20 11 16,35 | 3,0 - 0,8 10,9 (e} -
. ' 11IL18UN - 18 |11 63530 - |08 [10 0 O -
11IL16UN - 16 11 16,35 | 3,0 - 09 11 ©O -
11IL14UN - 14 11 16,35 | 3,0 - 09 11 o o -
161L48UN - 48 16 | 9,52 | 3,4 - 06 |06 OO YE16 AVR..-16 166
16IL44UN - 44 16 | 9,52 | 34 - 06 |06 OO YE16 ' NVR..-16 166
16IL40UN - 40 16 1 9,52 | 34 - 0,6 06 O O YE16
16IL36UN - 36 16 1 9,52 | 34 - 0,6 06 O O YE16
16IL32UN - 32 16 | 9,52 | 34 - 06 |06 OO YE16
16IL28UN - 28 16 1 9,52 | 34 - 0,6 07 o O YE16
16IL27UN - 27 16 1 9,52 | 34 - 0,7 108 O O YE16
161L24UN - 24 16 | 9,52 | 3,4 - 0,7 108 O 0|0| YE16
16IL20UN - 20 16 | 9,52 | 3,4 - 0,8 09 O 0|0| YE16
16IL18UN - 18 16 1 9,52 | 34 - 0,8 10 o o|0O| YE16
16IL16UN - 16 16 1 9,52 | 34 - 09|11 0 0|0 YE16
16IL14UN - 14 16 | 9,52 | 3,4 - 09 |12 o o|o YE16
16IL13UN - 13 16 1 9,52 | 3,4 - 1,0 (1,3 0|0 YE16
16IL12UN - 12 16 1 9,52 | 34 - 11 (1,4 |o|o YE16
16IL11UN - 11 16 | 9,52 | 3,4 - 11115 |0/ 00| YE16
16IL10UN - 10 16 | 9,52 | 3,4 - 11115 |0/0|0| YE16
16IL9UN - 9 16 1 9,52 | 3,4 - 1,2 (1,7 |o |0 YE16
16ILSUN - 8 16 | 9,52 | 3,4 - 11115 |0/ 00| YE16
22IL7UN - 7 22 12,70 | 4,6 - 16 23 0 O YE22 AVR..-22 166
22IL6UN - 6 22 12,70 | 4,6 - 16 (23 0|0 YE22 |NVR..-22 166
22IL5UN - 5 22 12,70 | 4,6 - 16 (23 |o|o YE22

Mpumep 3akasa Order example: 10 wTyk pieces 11IL32UN LCP20T

® [ocTynHo Ha knage O Mo sanpocy
Available from stock Upon request
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CMeHHble nnacTuHbI - HapyXXHasa obpaboTka @M@ hﬂﬂh]ﬂm

Indexable inserts - external threads

Taiika R=0,137P

Peabba BSPT - nonHbiii npocunb
BSPT - Full Profile

LWar Cnnas
Pitch Grade |Mogknag-
HUTOK Has o
- _ & nnactuHa HepxaBka | 2
. - K = ; ; o
Kop pns 3akasa MM agronm || d S r X y ‘& S[Z| Anvil Suitable o
Ordering Code tpi S 9 % tool holder 5
MMpaBas 16ER28BSPT - 28 16 | 9,52 3,4 - /06 06 O O O| YE16 |AL..-16 166
Right hand 16ER19BSPT - 19 16 | 9,52 3,4 - 10,8 109 o|lo o YE16
16ER14BSPT - 14 16 | 9,52 | 3,4 - /10 12 O0|0 O YE16 166
16ER11BSPT - 11 16 | 9,52 | 3,4 - |11 /15 o|o O YE16
JleBas 16EL14BSPT - 14 16 | 9,52 3,4 - 110 /12 © Y16 | AL..-16 166
Left hand 16EL11BSPT - 11 16 | 9,52 3,4 - 111 /15 © Y16
CMeHHble NnacTuHbI - BHYTpeHHsis obpaboTka
Indexable inserts - internal threads
Pesb6a BSPT - nonHbiii npocdunb
BSPT - Full Profile
LWar Cnnas
Pitch Grade | Mopknag-
HUTOK Has o)
e £ & 5 nnacia Hepxaska | @
Kop ans 3akasa MM gonm | d s r|x |y ‘& g2 Anwi | Suitable 'Z',_
Ordering Code tpi S 9 E tool holder 5
MpaBas 11IR19BSPT - 19 11 16,35 | 3,0 - 10,8109 o |0 O - NVR..-11 166
Right hand 11IR14BSPT - 14 11 16,35 | 3,0 - 10,9 11,0 O O |O -
16IR28BSPT - 28 16 | 9,52 | 3,4 - 106 06 |O Y16 |AVR..-16 166
b 16IR19BSPT - 19 16 1 9,52 | 3,4 - /0,8 109 O Y16 |NVR..-16 166
- 16IR14BSPT - 14 16 1 9,52 | 3,4 - 1,0 11,2 © O O Yl16
16IR11BSPT - 11 16 1 9,52 | 3,4 - 1,1 11,5 O |0 O Y16
JleBas 11IL14BSPT - 14 11 16,35 | 3,0 - 09 /1,0 (@] - NVR..-11 166
Left hand 16IL14BSPT - 19 16 1 9,52 | 3,4 - 0,8 109 |O YE16 |AVR..-16 166
16IL11BSPT - 28 16 1 9,52 | 3,4 - 0,6 /0,6 |O YE16 |NVR..-16 166

e

Mpumep 3aka3a Order example: 10 wtyk pieces 16ER28BSPT LCP20T

® [locTynHo Ha cknaae O Tlo 3anpocy
Available from stock Upon request
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CMEeHHbIe MNacTUHbI - Hapy>XHad 06p860TKa @M@ DUEHIE"I

Indexable inserts - external threads

Taiika
Pesb6a NPT - nonHbivi npocunb
NPT - Full Profile
LWar CnnaB
Pitch Grade | [Mopknap-
HUTOK Has ®
e & & NacTuka Hepxaska = o
Kop ons 3akasa MM oM | d S r X y g S Anvil Suitable Bt
Ordering Code tpi 9 E tool holder 8’
MpaBas 16ER27NPT - 27 16 | 9,52 | 3,4 - 0,708 |o o o YE16 AL.-16 166
Right hand 16ER18NPT - 18 16 1 9,52 | 34 - 0,810 |00 0O YE16
16ER14NPT - 14 16 1 9,52 | 34 - 09|12 |o|/o o YE16
16ER11,5NPT - 11,5 16| 9,52 3,4 - 1,115 O O/ 0| YE16
16ERSNPT - 8 16 1 9,52 | 34 - 1,318 o o o| YE16
JleBas 16EL27NPT - 27 |16 952 | 34 - 10,7/0,8 O YNM6 |AL.-16 166
Left hand 16EL18NPT - 18 |16 | 952 | 34 - /08|10 0 0 O YI6
16EL14NPT - 14 |16 | 952 | 34 - /09|12 0 0 O YIM6
16EL11,5NPT - 11,5 |16 | 9,52 | 34 - |11]15]|0|lo|lo Yli6
16ELSNPT - 8 16 1 9,52 | 3,4 - 13]18|0 Y116
Taiika
W Pe3b6a NPTF - nonHbIn npodunb
l I I NPTF - Full Profile
y. LWar Cnnas
Pitch Grade | Mogknag-
i HUTOK Hasl Q
Ha Iz 5 nnacwa Hepxaska | G
& Koa Ans sakasa MM aonm | d S r X |y g2 Anvi Suitable | &
Ordering Code tpi 9 E tool holder 8’
MpaBas 16ER27NPTF - 8 16 1 9,52 | 34 - 13|18 |0 0o o YE16 AL..-16 166
Right hand 16ER18NPTF - 11,5 16| 9,52 | 34 - 11|15 |0 o o YE16
16ER14NPTF - 14 16 | 9,52 | 3,4 - /09|12 |o o o YE16
16ER11,5NPTF - 18 16 1 9,52 | 34 - /08[10 |0 o 0o YE16
16ERBNPTF - 27 16 1 9,52 | 34 - 1071/08 |o o YE16
JleBas 16EL18NPTF - 11,5 [16 9,52 34| - 1,1 1¢b Y16  AL.-16
Left hand

Mpumep 3akasza Order example: 10 wTyk pieces 16ER27NPT LCP20T

® [locTynHo Ha cknage O Tlo 3anpocy
Available from stock Upon request
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CMeHHbIe NnacTuHbI - BHYTPEeHHss 0bpaboTka
Indexable inserts - internal threads

Pesb6a NPT - nonHbIi npodunb
NPT - Full Profile

CUETTTTIN of oy

LWar Cnnas
Pitch Grade [Moaknag-
HUTOK hiad o
- £ L k5 MnacTuka Hepxaska | o
Kog ans 3akasa MM goim | | d s x |y & </g Anvil | Suitable | %
Ordering Code tpi g Q'3 tool holder g
Mpagas 11IR27NPT - 14 116,35 3,0 08 110 |o|o - NVR..-11 166
Right hand 11IR18NPT - 18 116,35 3,0 08 (10 o ol o -
11IR14NPT - 27 11 16,35 | 3,0 07/08|lo0l0lo -

B-. 16IR27NPT - 8 16 | 9,52 | 34 1,3 118 |0 o Y16 |AVR..-16 166
16IR18NPT - 11,5 (169,52 | 34 1,1 115 olo ol Y16 |NVR.-16 166
16IR14NPT - 14 16 9,52 | 3,4 09 12 o olo YI6
16IR11,5NPT - 18 16 | 9,52 | 3,4 08 10 o olo YI6
16IR8NPT - 27 16 1 9,52 | 34 0,7 108 o0lolo Y6

JleBas 11IL27NPT - 27 116,35 | 3,0 0,7 08 |0 - NVR..-11 166
Left hand 11IL18NPT - 18 11 16,35 | 3,0 0,8 [ 1,0 ) -
11IL14NPT - 14 11 16,35 | 3,0 08 10 0|0 -
16IL14NPT - 14 16 1 9,52 | 34 09 12|00 YE16 | AVR..-16 166
16IL11,5NPT - 11,56 |16 | 9,52 | 3,4 1,1 115 | o YE16 NVR..-16 166
16IL8NPT - 8 16 | 9,52 | 3,4 1,3 /1,8 |0 YE16
Pe3b6a NPTF - nonHbin npodunb
NPTF - Full Profile
LWar Cnnas
Pitch Grade |[ogknag-
HUTOK Hast [}
Ha £ 15 5 mactuka Hepxaska | &
Kop ans 3akasa MM aonm | d S X y § g S Anvil Suitable i
Ordering Code tpi S 9 2 tool holder 8‘
MpaBas 11IR18NPTF - 18 116,35 | 3,0 0810 o o - NVR..-11 156
Right hand 11IR14NPTF - 14 |11 6,35 | 3,0 08|10|0/0|0O -
16IR18NPTF - 27 116|952 | 3,4 0,7 0,8 o Y16 |AVR..-16 166

¥ 16IR14NPTF - 18 16| 9,52 | 3,4 0810 o o|o YIM6 |NVR.-16 166
16IR11,5NPTF - 14 116 | 9,52 | 3,4 09 12 o o|o YI6
16IR8NPTF - 11,5 16| 9,52 | 3,4 1,1/15/0 o o Y6

Mpumep 3akasa Order example: 10 wtyk pieces 11IR27NPT LCP20T

® [ocTtynHo Ha knaae
Available from stock

O Mo 3anpocy
Upon request
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CMeHHble NnacTuHbl - Hapy)kHasa obpaboTka
Indexable inserts - external threads

30°

[

TpaneueunganbHas peab6a no DIN 103 - nosHbIi Npodunb

Trapezoidal DIN 103 - Full Profile

(@irwornpi) FiFFHITTH

Lar CnnaB
Pitch Grade  Mopknag-
HUTOK Hasl o
Ha £ b 5 mhacTia Hepxaska 5
Kop ons 3akasa MM aoim || d s X y g g S Anvil Suitable .
Ordering Code tpi 9 9 E tool holder g
MpaBas 11ER1,5TR 1,5 - 11 16,35 | 3,0 0809 ® e NL..-11 166
Right hand 16ER1,5TR 1,5 - 16 1 9,52 | 3,4 1,0(11 ® ® | O YE16 |AL.-16 166
p 16ER2,0TR 2,0 - 16 1 9,52 | 3,4 11113 ® ® O YE16
16ER3,0TR 3,0 - 16 1 9,52 | 3,4 1,3/15 ® ® O YE16
e 22ER4,0TR 4,0 - 22 12,70 | 4,6 1,7 19 ® @ O | YE22 |AL.-22 166
22ER5,0TR 5,0 - 22 12,70 | 4,6 21/25|® @ O YE22
22ER6,0TR 6,0 - 22 12,70 | 4,6 23|27 |0 | @ YE22
27ER6,0TR 6,0 - 27 15,88 | 6,2 23 27 ® e |0 YE27 AL.-27
JleBas 16EL1,5TR 1,5 - 16 1 9,52 | 3,4 1,011 @ O YNM6 | AL..-16 166
Left hand 16EL2,0TR 2,0 - 16 1 9,52 | 3,4 1113 ® ® O Y16
/ 16EL3,0TR 3,0 - 16 | 9,52 | 34 1,3/15 ® ® O YI16
22EL4,0TR 4,0 - 22 12,70 | 4,6 1,7 19 ® @ O YI22 |AL..-22 166
o 22EL5,0TR 5,0 - 22 12,70 | 4,6 21|25/ @ O YI22
22EL6,0TR 6,0 - 22 12,70 | 4,6 23|27 |® o Y22
27EL6,0TR 6,0 - 27 15,88 | 6,2 23|27 @ @ Y27 | AL..-27 166
CMeHHbIe NnacTUHbI - BHYTpeHHsIs1 o6paboTka
Indexable inserts - internal threads
TpaneueunpansHas pessba no DIN 103 - nonHbIi npocunb
Trapezoidal DIN 103 - Full Profile
Lar CnnaB
Pitch Grade |Mopknap-
HUTOK Has )
Ha E b5 5 nnactima JepxaBka = &
Kop ans 3akasa MM v | d s x |y (g2 Anvi Suitable | &
Ordering Code tpi S 9 % tool holder 8’
Mpasas 11IR1,5TR 1,5 - 111]635]|30 0809 @ o - | NVR.-11 [166
Right hand 16IR1,5TR 1,5 - 16| 9552 34 1,0/ 11/® ®|0| Y16 | AVR.-16 | 166
i 16IR2,0TR 2,0 - 16 | 9,52 | 3,4 11 113|® ® O YI16 | NVR..-16 166
\ " 16IR3,0TR 3,0 - 16 | 9,52 | 3,4 1,3/15|®@ @ O YI16
22IR4,0TR 4,0 - 22 (12,70 | 4,6 1,7 19 ® @ O YI22  AVR..-22 166
22IR5,0TR 5,0 - 22 (12,70 | 4,6 21125 ® @ |0 YI22 | NVR..-22 166
IeBas 11IL1,5TR 1,5 - 111 6,35 | 3,0 0,8 09 e O - NVR..-11 166
Left hand 16IL1,5TR 1,5 - 16| 9,52 | 34 1,011 @ O YE16 | AVR..-16 166
i 16IL2,0TR 2,0 - 16 1 9,52 | 34 1,113 © O YE16 | NVR..-16 166
z y 16IL3,0TR 3,0 - 16 1 9,52 | 34 1,3/15 ® ® |0 YE16
22IL4,0TR 4,0 - 22 (12,70 | 4,6 1,719 © @ YE22 | AVR..-22 166
22IL5,0TR 5,0 - 22 12,70 | 4,6 2125 |® O YE22  NVR..-22 |166

Mpumep 3aka3a Order example: 10 wTyk pieces 11ER1,5TR LCP20T

® [octynHo Ha knage
Available from stock

O Mo aanpocy
Upon request



CMEeHHbIe MNacTUHbI - Hapy>XHad 06p860TKa @M[@ hnﬂh]ﬂlﬂ

Indexable inserts - external threads

TpaneueunganbHas peab6a no DIN 103 - nonHbii npodune
Trapezoidal DIN 103 - Full Profile
®opma V, Form V

LWar CnnaB
Pitch Grade Mopxnag-
HUTOK Has o
- b b k5 NnacTuka Hepxaska =
Koa ons sakasa MM moiim | | d s rolox y & & 2 Anvil | Suitable | %
Ordering Code tpi S g 2 tool holder g
MpaBas 27VER6,0TR 6,0 - 27 115,88 6,0 - 1,0 | 3,3 [ NL..-27...V |167
Right hand 27VER7,0TR 7,0 - 27 115,88 6,0 - 1,0 1 3,3 [
27VERS8,0TR 8,0 - 27 [15,88| 6,0 - 1,0 3,3 °
ﬁ 27VER12,0TR 12,0 - 27 (15,88 (10,0 | - 1,0 | 5,2 ®
W
LR 4
JleBas 27VEL6,0TR 6,0 - 27 (15,88 | 6,0 - 1,0 | 3,3 ° NL..-27...V | 167
Left hand 27VEL7,0TR 7,0 - 27 (15,88 | 6,0 - 1,0 | 3,3 °
27VEL8,0TR 8,0 - 27 (15,88 | 6,0 - 1,1 3,3 °
Th' _ 27VEL10,0TR 10,0 - 27 (15,88 | 8,0 - 1,7 | 4,3 ®
P
TpaneueunganeHas pe3bba no DIN 103 - nonHbI npodhuns
Trapezoidal DIN 103 - Full Profile
dopma U, Form U
LWar Cnnas
Pitch Grade | Mopknag-
HUTOK Has o
Ha £ I5 5 nnaca [epxaska E’
Kog ans 3akasa MM aoim | | d s r X y g g S Anvil Suitable .
Ordering Code tpi S 9 E tool holder g
MpaBas / right
22UE6,0TR 6,0 - 22 (12,70 | 6,0 - [1,0 110 @ |@ YE22U| AL..-22...U |167
22UE7,0TR 7,0 - 22 (12,70 | 6,0 - [1,0 11,0 @ YE22U
22UE8,0TR 8,0 - 22 (12,70 | 6,0 - [1,0 11,0 @ YE22U
e/
27UE8,0TR 8,0 - 27 (15,88 | 8,0 - [1,0 13,7 @ |@® YE27U AL..-27.....U |167
27UE9,0TR 9,0 - 27 (15,88 | 8,0 - [1,0 13,7 @ |@® YE27U
JleBasn / left
UcnonbayeTcs 1 22UE6,0TR 6,0 - 22 112,70| 6,0 - 1,0 (11,0|® o YI22U | AL..-22...U | 167
Ans nesovi 1 Ans 22UE7,0TR 7,0 - 22 12,70 6,0 - 11,0 110 @ YI122U
npaBou pe3bobl 22UE8,0TR 8,0 - 22 112,70 6,0 - 1,0 11,0/ ® Yi22U
usable for
right and left 27UE8,0TR 8,0 - |27/1588| 80| - |[1,0/137 @ @ YI27U |AL..-27....U | 167
side 27UE9,0TR 9,0 - |27/1588| 80| - 10 /137 @ e YI27U

Mpumep 3akasa Order example: 10 wTyk pieces 27VER6,0TR LCM25T

® [ocTynHo Ha knage © Mo sanpocy
Available from stock Upon request
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HepxaBku, HapyxHas o6paboTka @Mﬂ_ﬁ) hﬂﬂmﬂ.ﬂl

Tool holder, external machining

2
—
G
11 Pasmvep
Kop, nns 3akasa b =h, =h, f NnacTyHbI

Ordering Code Insert size

NL12-11 12 12 80 17,5 11
AL16-16 16 16 100 22 16
AL20-16 20 20 128,6 30 16
AL25-16 25 25 153,6 30 16
AL32-16 32 32 173,6 30 16
AL25-22 25 25 155,7 36 22
AL32-22 32 32 175,7 36 22
AL32-27 32 32 175,9 40 27
AL40-27 40 40 205,9 40 27
v

Mpumep 3akasa Order example: 1 wTtyka piece NL12-11

LepxaBku, BHyTPeHHsIs 06paboTka
Tool holder, internal machining

Kop ans sakasa Pa3mep nnactuHbl

Ordering Code & I l @ h f Dun Insert size
NVRC10-11 180 180 | 25| 20 | 10,0 7,3| 13 11
NVRC13-11 18,0 | 180 | 32| 20 | 13,0 89 16 11
NVRC13-16 18,0 | 180 | 32| 20 | 12,7/ 10,3 17 16
NVRC16-16 18,0 180 | 40| 20 | 16,0 11,5| 20 16
NVRC16D-16 152 | 150 | 32| 16 | 16,0 11,3 | 20 16
AVRC20-16 18,0 | 180 | 40| 20 | 20,0 13,4 | 24 16
AVRC25-16 29,0 250 | 60| 32 | 250 163 29 16
AVRC25D-16 22,6 | 200 | 45| 25 @ 24,6 16,1 29 16
AVRC32-16 290 250 | 60| 32 | 32,0 19,6 36 16
AVRC40-16 36,0 300 | 60| 40 @ 40,0 238 44 16
- NVRC20-22 18,0 180 | 50 | 20 | 20,0 156 | 27 22
falter mit Kumimitielbonung | AVRC25-22 29,0 250 | 60 32 | 250 17,4 | 32 22
AVRC32-22 290 250 | 60| 32 | 32,0 21,5 39 22
AVRC40-22 36,0 300 60| 40 @ 40,0 258 47 22
AVRC50-27 45 | 350 75| 50 | 50,0 31,4 58 27
AVRC60-27 54 | 400 75| 60 | 60,0/ 364 | 69 27

Mpumep 3akasa Order example: 1 wryka piece NVRC10-11

[lepxaBky ykazaHHble CBEPXY SBMSIOTCSH NPABOCTOPOHHUMM.

[ns 3aka3a NeBOCTOPOHHEN Bepcumn AepxaBku fobaBbTe. noxanyincTa, -LH k wudpy gepxaBku npun 3akase.
Bce pepxaBku cnocobHbl obpabaTbiBaTh pe3bby ¢ yrnom HaknoHa cnvpanuy go 1,5°. ina obpaboTku 6onbLuero
yrna HakrnoHa cnvpanu aepxaskamu AL.. 1 AVRC.. Heobxoaumo ncnonb3oBaTh NoaknaaHble NNacTuHbl (CM.
ctp. 168). OepxaBku Tuna NVRC He HyxaalTcs B UCMONb30BaHUM NOAKNAAHbBIX NAACTUH.

MpumeyaHmne: VicnonHeHre Hapy>XHUX 1 BHYTPEHHMX AEPXKABOK C KpenneHnem nractuHbl Tuna C 4oCTynHO no
3anpocy (npumep: NVRC16-16C).

The above holders are right hand execution.

To obtain left hand execution, please add LH to the ordering code.

All holders have a 1,5° helix angle. Using AL.. and AVRC..-holders helix angle can by varied by changing

the anvil (please refer to page 168). NVRC holders are without anvil.

Notice: external and internal holder also with clamping finger "type C", available on demand (e.g.: NVRC16-16C)
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HepxaBku, HapyxHast o6paboTka
Tool holder, external machining

(@irwornpi) FiFFHITT

Pasmvep
Kop, ans 3akasa b =h, =h;, f 4 I3 nnacTuHbl
Ordering Code Insert size
NL32-27V-6 32 32 170 40 27
NL32-27V-8 32 34,1 170 40 27
NL32-27V-10 32 35,8 170 40 27
NL40-27V-6 40 40,0 200 40 27
NL40-27V-8 40 42,1 200 40 27
NL40-27V-10 40 43,8 200 40 27
MnactuHbl cMoTpu Ha cTp. 165 dopma V
Mpumep 3akasa Order example: 1 wryka piece NL32-27V-6 Insert see page 165 Form V
HepxaBku, HapyxHas o6paboTka
Tool holder, external machining
20 __—
=s
s Pasmep
v Kopn ans sakasa b =h, =h, f Iy I3 nnacTuHbI
Ordering Code Insert size
AL25-22U 25 25 178,4 38 22
AL32-22U 32 32 178,4 38 22
AL40-22U 40 40 208,4 38 22
AL25-27U 25 25 179,1 40 27
AL32-27U 32 32 179,1 40 27
AL40-27U 40 40 209,1 40 27
AL50-27U 50 50 259,1 40 27

Mpumep 3akasa Order example: 1 wryka piece AL25-22U

MnactuHbl cmoTpy Ha cTp. 165 dopma U
Insert see page 165 Form U
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Klemmbhalter, 3anacHble yactu @Mﬂ_ﬁ) huemﬂm

Tool holder, spare parts

[epxaska Pa3smep nnactuHbl BuHT BuHT + wanba Koy MopknagHas nnacTuHa
Tool holder Insert size Clamp screw Screw + Washer Key Anvil

[ g 1 0 =

Kop ans 3akasa
Ordering Code

RH/BLH LH/B RH

NVRC 11 SN11T - V02-T-0800 - -
NVRC 16 SN16T - V02-T-1000 - -
NVRC 22 SN22T - V02-T-2000 - -
"CtaHgapt" 16 SA16T SY16T V02-T-1000 YE16 YI16
"Standard" 22 SA22T SY22T V02-T-2000 YE22 Y122
(AL.., AV..) 27 SA27T SY27T V02-T-2500 YE27 Y127
CTtaHagpTHas ¢ 16 SA16T/C3 SY16T V02-T-1000 YE16 Y16
NpWXnMom 22 SA22T/C4 SY22T V02-T-2000 YE22 Y122
Standard with 27 SA27T/C5 SY27T V02-T-2500 YE27 Y127
clamping finger
U-Twun 22 SA22T SY22T V02-T-2000 YE22U YI22U
27 SA27T SY27T V02-T-2500 YE27U YI27U
V - Tun 27V SN27T - V02-T-3000 - -

HaGopbl noaknagHbIx NnacTuH
Anvil sets

Mol pekomeHayem NpuobpecTyt 3TN KOMMNEKTbI AN TOro, YTOObl UMETh NOA, PYKOW NPaBUIbHYO
noAknagHyro NnacTuHy ans noboi paboTel B No6oe Bpemsi.
We recommend you to buy these kits in order to have on hand the right anvil for any job at any time.

MoaknagHas nnacTuHa Kop ans 3akasa KOMMIeKT BKIOYaET MO OOHOW LUTYKE KaXKA0ro HaMMeHOBaHWs
Avil Ordering code The set includes 1 of each
16 ABY16 YE16-2P, 1P, 1N, 2N, 3N, YI16-2P, 1P, 1N, 2N, 3N
22 ABY22 YE22-2P, 1P, 1N, 2N, 3N, YI122-2P, 1P, 1N, 2N, 3N
27 ABY27 YE27-2P, 1P, 1N, 2N, 3N, YI127-2P, 1P, 1N, 2N, 3N
22U ABY22U YE22U-2P, 1P, 1N, 2N, 3N, YI22-2P, 1P, 1N, 2N, 3N
27U ABY27U YE27U-2P, 1P, 1N, 2N, 3N, YI22-2P, 1P, 1N, 2N, 3N

Mpumep 3aka3a Ordering example: 1 wrtyka AL25-16 ( ... npaBocTopoHHee ucnonHexune) 1 piece AL25-16 ( ...right hand execution )
1 wryka AL25-16LH ( ... neBocTopoHHee ucnonHeHune) 1 piece AL25-16LH ( ... left hand execution )
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TexHuyeckne pekomeHgauum
Technical hints

Q630p cnnasoB

CLLTIITION yof il

Thread turning grades overview

Cnnae ISO O6nacTtb NpUMeHeHust Ipynna matepuanos MpumeHeHue
Grade Range of applications Material group Processing method
P | ™M N2f s |H| T |mM|D|s |G| P
g Elzool. 2 g 2 off
05 15 25 35 45 3 o o 2|28%|8 £| o £ |3 : 2lE o
01 10 , 20 30 40 50 = |8 & 3z8l5cz2|3 glz2 8:»%?56’8@?5%8’}
88 |2 es BEElg-Cls2n| 2E | 2S |8 [2aglgeg|et
oh 125D 552|625|88E[ 22 |§5 |65 [Z8E|685|6 &
LCP20T | HC-P20 T °
HC-M20 N °
LCM25T
HC-K20 i u o
LWN20T | HC-N20 i L
Muk Np1MeHeHNst
Application peak B OcHoBHOE NpUMeHeHne ® CraHgapTHbIi cnnas
Main application Standard grade
— 01 ] 10 | 20 | 30 | 40 | 50 O AnbTepHaTUBHOE NpUMeHeHe

O6LWuit AManasoH B 05 15 25 35 45
cooTtBeTcTBUM ¢ ISO 513
Full range to ISO 513

nOKprTbIe TBepAble crnnaBbl

LCP20T (HC-P20)
maBHbI cnnaB gns 06paboTku ctanen. Boicokasi NpOYHOCTb
[axe B NOXMX YCrOBUSIX.
MWKpPO3EepHUCTLIN cnnas ¢ TOHKMM nokpbiTuem TiAIN.

LCM25T (HC-M20, HC-K20)
MaBHbI cnnaB ons 06paboTkn Hep)KaBetoLLMX CTanen.
YpesBblyaiHO XOPOLLO NOAXOAUT Arst MexaHu4eckor obpaboTku
KUCMOTOCTOWMKNX MaTepuanos.

LWN20T (HC-N20)
HenokpbITbin cnnas K20 ¢ Menko3epHUCTON CTPYKTYpon
noaxoauT Anst 06paboTku LBETHBIX METANMOB, antOMUHWS,
TUTaHa Y XXapOnpOYHbIX CMIaBOB.

Further applications

Main grade coated

LCP20T (HC-P20)
Main grade for steel machining. High breaking strength
also on bad conditions.
Micro grain substrate with thin TiAIN coating.

LCM25T (HC-M20, HC-K20)
Main grade for stainless machining.
Extremely good applicable for the machining of acid proofed
materials.

LWN20T (HC-N20)
Uncoated K20 fine grain grade for the machining of
non ferrous metals, aluminium, titanium and heat resistant
alloys.
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TexHuyeckne pekoMmeHgauum
Technical hints

HapyxHas npaBasi pesbb6a
External thread right hand

[epxaBka 1 NnacTuHa npasble,
b: CtaHgapt

Insert and holder right hand,

b: regular

[epxaBka 1 nnactuHa nesble,
b: PeBepc

Insert and holder left hand, b:
reverse

o

MeToabl Hape3saHus pe3b6bl
Thread turning methods

CLLTIITION [yof il

BHyTpeHHsa npaBas pe3k6a
Internal thread right hand

[epxaBka 1 nnacTuHa npasble,
b: Ctangapt

Insert and holder right hand, b:
regular

[epxaBka 1 nnactTuHa nesble,
b: Pesepc

Insert and holder left hand, b:
reverse

HapyxHas neBasi peabba
External thread left hand

[epxaBka 1 nnactuHa nesble,
b: Ctanpgapt

Insert and holder left hand, b:
regular

[epxaBka 1 nnacTuHa npasble,
b: PeBepc

Insert and holder right hand, b:
reverse

wi S

3apnui yron o Flank clearance angle o

[lepxaBky CMpOEKTMPOBaHbl TakMm 06pas3oM, 4YTO nnacTuHa
noBepHyTa Ha onpefeneHHbln yron (Ha 10° B OepxaBke Ans
HapyxHol obpaboTkv u Ha 15° B OepxaBke ANS BHYTPEHHeW
obpaboTku). [lockonbKy 3agHWA  yrol d WU3MEHsieTcs B
3aBNCUMOCTU OT yrna 6okoBoro 3asopa @,T0 Mbl MPMBOAUM 34€ECh
cdopmyny Ona pacyeta a U HeKoTopble MNpUMEpbI, KOTOpbIE
MOKasblBaT BAXKHOCTb PEryrnMpPOBKM Yrna HakmoHa MnacTuHbl ¢
MOMOLLbIO  MOAKNaAHbIX NMacThH, 0cobeHHO B npodunsax ¢
GonblUMMKM yrnamy HaknoHa crnupanu, YTobbl nsbexatb TpeHus
pexyLLen KPOMKU O 3aroToBKY.

The tool holders are designed to tilt the insert when seated in the
holder, (10° for external, 15° for internal tooling).

As the flank clearance angle o varies depending on the enclo-
sed flank angle ®, we give here a formula to calculate ol and on
page 170 some examples which show the importance of a cor rect
adjustment of the helix angle by the help of anvils, especially in
profiles with small enclosed flank angles to avoid rubbing of the
insert cutting edge on the workpiece.

BHyTpeHHss neeas peas6a
Internal thread left hand

[epxaBka 1 nnacTnHa nesble,
b: Ctangapt

Insert and holder left hand, b:
regular

,El,ep)KaBKa M nnacTtuHa npasble,

b: PeBepc
Insert and holder right hand, b:
reverse

5°2' 5°2' 2°32' 2°32' 7°6' 1°14' 10°

a = arctan(sina/2 x tan d)

rae: O = 3agHun yron
where: Flank clearance angle
8= yron HakroHa nnacTuHbl
Tilt angle
®= yron 6okoBoOro 3asopa
Enclosed flank angle




TexHuyeckne pekoMmeHgauum
Technical hints

MeTtoabl BpesaHus
Infeed methods

PapgnanbHoe BpesaHne
Radial infeed

PapuanbHoe
Bpe3aHne 6oKkoBoW
NOBEPXHOCTbIO
Flank infeed

PaguansHoe
Bpe3aHue «B pPasroH»
Alternating flank
infeed method

MpaBunbHLIA
BbIGOp NoaknagHown
NNacTvHbI
Choosing the
correct anvil

23701
——— J,.i
o

<

<)

1
Yron HaknoHa cnvpanu )

dopmyna ans pacyeta:

P
(ynpouweHo: B = — X 20)
T X d, d,

B = arctan

rge: 8 = yron HaknoHa cnvpanu [°]
P = war pe3bbbl [MM]
d, = HOMUHanbHbIV gnameTp [MM]

The Helix Angle"
Formula for it's calculation:

P
(simplified: B = — X 20)
n X d, d,

B = arctan

where: [ = Helix angle [°]

P = pitch [mm] (use lead for multi-start threads)

d, = pitch diameter [mm]

> > >

(@irwornpi) FiFFHITT

PaguarnbHoe Bpe3saHue

PapgnanbHoe Bpe3aHue camblil NPOCToN 1 Hambonee
nonynsipHeI MeToA Hape3aHusi pe3bbbl. Mogaya nponcxoamt
nepneHanKynapHO OCK BpaLLEHUs AeTanu n obe pexyLumx
KPOMKW NNacTVHbl y4acTBYHOT B NpoLiecce Hape3aHusi pesbibi.

PekomeHayeTcs NpUMEHSATb B CrieayoLmnx crnyyasx:
m Ans waros MeHbwe 1,0 Mm

m 415 MaTepuarnos C KOPOTKOWM CTPYXKKOMN
m /N9 MaTtepuanoB, CKITOHHbIX K XONOAHOMY YNPOYHEHUIO

Radial infeed

Radial infeed is the simplest and most popular method.

The feed is perpendicular to the turning axis, and both flanks
on the insert perform the cutting operation.

Radial infeed is recommended:

m when the pitch is smaller than 1.0 mm

m for materials with short chips

m for materials having cold hardening tendency

PapuanksHoe BpesaHve 60K0BOI NOBEPXHOCTLIO

PekomeHayeTcsi IPUMEHATL B CrieyoLwWwumx cryyasx:

m Ansa waros 6onee 1,0 mm. MNpun ncnonb3oBaHuK ANa Hape3aHust
6onbLUKX LLAroB NPOCTOro paananbHOro BpesaHus
adppekTBHAsS pexyLuas kpomka byaeT oveHb 6OMbLLION, YTO
MOXeT NpUBECTU K BUOpaLmaMm.

m [ins TpaneueunaanbHbix pe3bb n peasdb ACME. Hanbonee
YCTONYMBOE CTPYKKOOOpa3oBaHve 1 0TBOZ Tenna.

Flank infeed
is recommended:

m when the thread pitch is more than 1.0 mm. Using the radial
method, the effective cutting edge length is too large, resulting in
chatter

m for TRAPEZOIDAL and ACME thread. The radial method result in
three cutting edges, making chip flow very difficult

PaaunanbHoe BpesaHue «B pa3roH»

[aHHbIN MeTo pekoMeHayeTCcs UCMonb3oBaTh Arnsi 06paboTku
pe3bb ¢ 6onbluMMM Wwaramu. [laHHbl MeToa npeanonaraet
paBHOMEPHbIV U3HOC MACTUHbI HA 06EenX PEXyYLLMX KPOMKaX.
MeTop TpebyeT Gonee CrnoXHOro NPOrpaMMMpoBaHUs 1 OCTYNEH
He Ha BCeX TOKapHbIX CTaHKax

Alternating flank infeed method

Use of the alternate flank infeed method is recommended
especially in large pitches, and for materials with long chips.
This method divedes the work equally on both flanks, resulting in
equal wear along the cutting edges. Alternate flank infeed requires
more complicated programming and is not available on all lathes.

Y Vron HaknoHa cnupanu MoxeT ObITb HangeH Ha cTpaHuue 172

Y The helix angle can also be found from the graph on page 172.

BbiGop npaBmnbHOM NOAKNAAHON NNACTUHBI OCYLLECTBIAETCS B
COOTBETCTBUM C Tabnumuewn Ha cTpaHuue 172.
To determine the correct anvil use the table on page 172.
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TexHun4veckue peKkoMeHaauunmn Yron HaknoHa cnupanu pe3b6bl @Mﬂ_ﬁ) hﬂﬂmﬂﬂl

Technical hints Helix angle
LWar P (mm) I CranpapTHBIN yron HaknoHa cnpani LWar P (tpi)
Pitch P (mm) pe3bbbl Standard helix angle Pitch P (tpi)
10° 6° 5° 4° 3° R=2° R=1°
s /
MpaBas pe3bba S 11 / P2
lMpaBas gepxaeka 2 s
Right hand thread - 10 '
Right hand tool holder € 9 /
<] -3
- 3 8
. / -35
3 g /
2 6 e
JleBas pe3bba - S 5 i g,s
TNeBasi nepxaBka = L6
Left hand thread . g 4 -
Left hand tool holder 5‘ 3 Lo
5 - 11
o 2 14
Z 18
- o o1 24
7 o
[
5 0 50 100 150 200
JleBas pesbba é 1 | 24
MNpaBas gepxaska = [nameTp pe3bbbl (MM) ﬁu
- - 2 + + + + + B
L?ﬂ hand thread 6 2 Pitch diameter (mm) | ;1
Right hand tool holder w 3
° -7
d ©
5 ¢ 6
: B 5 Lo
o - 4,5
L; 6 - 4
lMpaBasi pe3bba - ér. ;
INeBas nepxaska = [ 3.5
Right hand thread - E 8 4
Left hand tool holder g9
=
510 25
=
- @ 11
4 % 225
I 12
(o]
[

-3° -25°  p=2° B=1°
I O6patHbIit Yros HaKroHa cnvpanu pesbobl
Reversed helix angle

MNopknagHble NnacTUHbI
Anvils

Yron HaknoHa

cnupanu 2,5 1,5 0,5 0 -0,5 -1,5
Helix angle
MnactuHa | =| OepxaBka Kon ans 3akasa
Insert | = Holder Ordering Code
16 ER/IL YE16-3P YE16-2P YE16-1P YE16 YE16-1N YE16-1,5N YE16-2N YE16-3N
16 EL/IR YI16-3P YI16-2P YI116-1P Y16 YI116-1N YI16-1,5N Y116-2N Y116-3N
22 ER/IL YE22-3P YE22-2P YE22-1P YE22 YE22-1N YE22-1,5N YE22-2N YE22-3N
22 EL/IR YI122-3P Y122-2P YI22-1P YI22 Y122-1N YI122-1,5N Y122-2N Y122-3N
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11
12

10° 6° 5° 4°

30

Mpumepbl 06paboTku
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Machining examples

R=2°

M40x2,5

e

150

[QvameTp pessGbl (M)

Pitch diameter (mm)

5-6ACME-3G

150

[AvameTp peasGb (Mm)

Pitch diameter (mm)

° -25°

R=2°

Pesbba: meTpuyeckas HapyxHas ISO pesbba, M40 x 2,5 npasas
nepxxaska

Martepunan: 42CrMo4

MeTopa HapesaHus pe3bbbl: Ne 1, oT Topua K LWNMHAEnNto
Hepxaska: AL25-16

MnactuHa: 16ER2,51SO

Boehlerit Cnnas: LCP20T

OnpepeneHune yrna HaknoHa 1 BbIGOp OMOPHOM MNacTUHbI: U3
rpachuka ctp. 172 Bbibupaem yron HaknoHa 3 ot 1° go 2°. U3
Tabnuupl Ha cTp. 172 3TOMY yriy HaknoHa COOTBETCTBYET
nogknagHas nnactvHa YE16. CkopoCTb pe3aHnsi n KONn4ecTBo
NpOXoA0B B3AThl U3 AaHHbIX Tabnuy Ha cTpaHuuax 174 -175:
vc: 120 M/MuH, konnyecTBo npoxogos: 10

Thread: ISO-metric M40 x 2,5 external right hand

Material: 42CrMo4

Choosen working method: No1, feed towards the chuck

Tool holder: AL25-16

Insert: 16ER2,51SO

Boehlerit grade: LCP20T

Determination of the helix angle and choice of the correct anvil:
From the diagram on page 172 a helix angle 3 between 1° and 2°
is found. To this helix angle corresponds anvil YE16 in the table
on page 172. Cutting speed and number of passes are taken from
the tables on pages 174 - 175:

vi: 120 m/muH, Number of passes: 10

Pesb6a: ACME BHyTpeHHssi npaBas

LWar: 6 tpi (HATOK Ha Arorim)

OunameTtp otBepcTms: 5°

Martepuan: aycteHnTHasi HepxxaBeika

MeTopn HapesaHus pe3bbbl: Ne 4, oT WwnuHaens K Topuy (ans
nyyer aBaKyaLmmn CTPYXKM)

Oepxaska: AVR40-22LH

MnactuHa: 22ILBACME

Boehlerit Cnnas: LCM25T

OnpepeneHune yrna HaknoHa v BbIGop OMOpPHOM MNacTUHbI: U3
rpacpuke ctp. 172 Bbibupaem yron HaknoHa 3 ot 0° go 1°. U3
Tabnuubl Ha cTp. 172 aToMy yrny HaknoHa COOTBETCTBYET
noaknagHas nnactmHa YE22-2n. CkopocTb pesaHus u
KONMYECTBO NPOXOAO0B B3SAThbI U3 AaHHbIX TAGNUL Ha cTpaHuLax
174 - 175:

Vg: 150 M/MUH, Konn4ecTBO Npoxopos: 18

Thread: ACME internal right hand

Pitch: 6 tpi

Diameter of hole: 5°

Material: Stainless austenitic

Choosen working method: No.4, feed off the chuck

(for better evacuation of the chips)

Tool holder: AVR40-22LH

Insert: 22ILBACME

Boehlerit grade: LCM25T

Determination of the helix angle and choice of the correct anvil:
From the diagram on page 172 a helix angle 3 between 0° and 1°
is found. To this helix angle corresponds anvil YE22-2N in

the table.on page 172. Cutting speed and number of passes are
taken from the tables on pages 174 - 175:

Vg: 150 m/muH, Number of passes: 18
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Technical hints Options against machining problems, thread turning
Mpobnema
Problem
=
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PelueHune
Option

V3HococToiKoCTb TBEPLOrO CrnaBa
Carbide wear resistance
[MpoyHocTb TBEpAOrO Crnasa ?
Carbide toughness

CKopoCTb pe3aHusi

Cutting speed *
MNopava

Feed

KonuyectBo npoxoos

Number of passes

MeTopa BpesaHus

Flank infeed method

MopknagHasi nnactuHa

Anvil

BbicoTa pexyLuen KpoMKu —
Height of cutting edge
dukcaums

Fixation

Pa3mep 3arotoBku
Size of the blank

OxnaxaeHune

Cooling ? ? >

3ameHa pexyLuen NnacTuHbl —
Change of the cutting edge

-
-
->

- ||«
- |«

P
P

!

?ysenmqmb ‘ YMEHbLINTb — onTUMarnsHo
increase reduce optimize

Konu4yectso npoxonos
Number of passes

MM 0,50 0,75 1,00 125|150 1,75 200 250 3,00 350 4,00 450 5,00 550 600 800

=

5 HwuTok Ha atonim | 48 32 24 20 16 14 12 10 8 7 6 515/ 5 4,5 4 3
3 tpi

Konuuectso npoxogos | 4-6 | 4-7 | 4-8 | 59 | 6-10 | 7-12 | 7-12 | 8-14 | 9-16 [10-18|11-18 | 11-19 | 12-20 | 12-20 | 12-20 | 15-24
Number of passes

Pitch
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TexHn4yeckne pekomeHaauum
Technical hints

1)

I'pynna MaTepuarnos
Material group

o

Pexumel pe3aHus

Cutting data standard value, thread turning

MaTepuanbl 3aroToBoK U UX XapaKkTepUCTUKM
Mainworkpiece material groups and their characteristics letters

Matepuan
Material

YrnepoauncTas crans"
Unalloyed steel"

HuskonernposaHHas ctanb'
Low-alloy steel

BbICOKonernposaHHas
WHCTPYyMeHTarnbHas ctans"
High-alloy steel and

high alloy tool steel "
CranbHoe nutbe')

Steel cast"

Hepxagetowas ctans "
cdeppuTHasa
Stainless steel® ferritic

Hepxasetowasn crans’
aycTeHUTHas
Stainless steel’) austenitic

CneumansHoe nutee"
cdeppuTHasa
Special steel cast' ferritic

CneumansHoe nutee"
aycTeHuTHas
Special steel cast” austenitic

Cepblin YyryH

Grey cast iron

YyryH ¢ WwaposuaHbIM rpadutom
Nodular graphite cast iron
KoBKkMI 4yryH

Malleable cast iron
AnoMUHVEBblE
aecdopmupyemble cnnasbl
Aluminium alloys forge ironed
AnoOMUHVEBbIE CMaBbl
Aluminium alloys
AnioMUHMEBbIE CcrnaBbl
Aluminium alloys

Mepnb 1 MeaHble cnnasbl
(naTyHb/6poH3a)

Copper and copper alloys
(Bronze/Brass)

>KaponpoyHble cnnasbl
Heat resistant alloys

TuTaHoBble cnnasbl
Titanium alloys

3akaneHHas cTanb

Hardened steel

ca. 0,15%C oToxeHHas annealed

ca. 0,45 %C otoxeHHas annealed

ca. 0,75 %C nogkaneHas heat treated
OTOXeHHasa annealed

noakaneHaa heat treated
nogkaneHas heat treated
OTOXeHHasa annealed

nogkaneHas

annealed

hardened and temp.
deppuTHas/MapTEHCUTHAs OTOXEHHast
ferritic/martensitic annealed

MapTeHCUTHas noakaneHas
martensitic hardened and temp.

cbipast

nogkaneHas

unhardenable

hardened

ayCTeHUTHas

aynnekcHas

austenitic

Duplex

cbipast

nogkaneHas

unhardenable

hardened

ayCTeHUTHas

nopkanexas

austenitic

hardened

nepnuTHbIA/epputHbIn perlitic/ferritic
NePNUTHBIN (MapTeHcuTHbIN) perlitic (martensitic)

dheppuTHbIN ferritic
nepnuTHeIn perlitic
deppuTHbIN ferritic
nepnuTHbIV perlitic
npoKaT, He KaneHbln
rolled, not hardenable

NNTbe, He KaneHble
casted, not hardenable
nuTbe Si 13-22%

cast Si 13-22%

naTtyHb
6poH3a 1 6e3cBuHLIOBas Medb

Brass

Bronze, non leaded copper

Fe-basa noakaneHbi heat treated
Fe-based

cocTapeHbin aged

Ni- nnn Co-6a3a nogkaneHbin heat treated
Ni- or Co-based  cocrapeHblit aged
Ynutbin TMTAH Pure titanium

Anbca + beTa-cnnasbl, nogkaneHble

Alpha- and Beta-alloys hardened

KaneHas ctanb

hardened and
tempered

N CcTanbHoe NuTbe

and cast steel

TseppocTb no
Bpurennio
Brinell
hardness
HB
125
150
170
180
275
350
200
325
200
325
200
200
225
225
200
330
200
300
180
200
180
200
200
330
200
330
200
330
200
330
180
260

160
260
130

230
60

5]
130

90
100

200
280
250
350
400Rm
1050Rm
1050Rm
45-50HRC
51-55HRC
45-50HRC
51-55HRC

(@irwornpi) FiFFHITT

LCP20T

LCM25T

LWN20T

Ve (M/MUH) Ve (M/MUH) Ve (M/MUH)

115 -190
100 - 175
90 — 165
100 — 180
75—-140
70 - 135
80 -120
50 - 100
80 —-120
50 - 100
70 -130
70 -130
60 - 120
60 - 120
70-130
60 - 115
70-130
60 - 115
90 - 140
40 -110
90 - 140
40 -110
90 - 120
65-110
90 - 120
65-110
85-110
60 - 100
85-110
60 - 100
70 -130
60 - 115

125 - 160
90 - 120
60 - 70
60 - 145
100 - 365

200 - 400

60 - 180

80 - 225
80 - 255

45 -60
30 -50
20-30
15 -25
140 - 170
50-70
50-70
45 - 60
40 - 50
45 - 60
40 - 50

70 - 150
60 - 125
70 -150
60 - 125
90 - 160
40 -120
90 - 160
40 -120
90 - 150
65 -120
90 - 150
65 -120
85-120
60 - 110
85-120
60 - 110

100 — 250

80 -120

50 - 120

70-170
70-170

30 -50
25-40
20 - 30
15 -25
60 - 100
40 - 60
40 - 60
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MpunoxeHue CpaBHeHHe oBpabaTbiBaeMblX MaTEpManos
Attachment Comparison table of materials to be machined

o

% o [epmanus BenukobputaHus PpaHuus Wtanusa

= 3| Germany Great Britain France Italy

5o

i

55

S © W-Nr. DIN BS EN AFNOR UNI

&=
KoHcTpykumoHHble ctanu Constructional steels
1.0401 C15 080M15 - CC12 C15C16
1.0402 C22 050A20 2C CC20 C20C21
1.0501 C35 060A35 - CC35 C35
1.0503 C45 080M46 - CC45 C45
1.0535 C55 070M55 - - C55
1.0601 C60 080A62 43D CC55 C60
1.0715 9SMn28 230M07 - S250 CF9SMn28
1.0718 9SMnPb28 - - S250Pb CF9SMnPb28
1.0722 10SPb20 - - 10PbF2 CF10SPb20
1.0726 35820 212M36 8M 35MF4 -
1.0736 9SMn36 240M07 1B S300 CF9SMn36
1.0737 9SMnPb36 - - S300Pb CF9SMnPb36
1.0904 55Si7 250A53 45 5587 55Si8
1.0961 60SiCr7 - - 60SC7 60SiCr8
1.1141 Ck15 080M15 32C XC12 C16
1.1157 40Mn4 150M36 15 35M5 -
1.1158 Ck25 - - - -
1.1167 36Mn5 - - 40M5 -
1.1170 28Mn6 150M28 14A 20M5 C28Mn
1.1183 Cf35 060A35 - XC38TS C36
1.1191 Ck45 080M46 - XC42 C45
1.1203 Ck55 070M55 - XC55 C50
1.1213 Cf53 060A52 - XC48TS C53
1.1221 Ck60 080A62 43D XC60 C60
1.1274 Ck101 060A96 - - -
1.3401 X120Mn12 Z120M12 - Z120M12 XG120Mn12
1.3505 100Cr6 534A99 31 100C6 100Cr6
1.5415 15Mo3 1501-240 - 15D3 16Mo3KW
1.5423 16Mo5 1503-245-420 - - 16Mo5
1.5622 14Ni6 - - 16N6 14Ni6
1.5662 X8Ni9 1501-509;510 - - X10Ni9
1.5680 12Ni19 - - Z18N5 -
1.5710 36NiCr6 640A35 111A 35NC6 -
1.5732 14NiCr10 - - 14NC11 16NiCr11
1.5752 14NiCr14 655M13; 36A 12NC15 -

655A12

1.6511 36CrNiMo4 816M40 110 40NCD3 38NiCrMo4(KB)
1.6523 21NiCrMo2 805M20 362 20NCD2 20NiCrMo2
1.6546 40NiCrMo22 311-Type 7 - - 40NiCrMo2(KB)
1.6582 34CrNiMo6 817M40 24 35NCD6 35NiCrMo6(KB)
1.6587 17CrNiMo6 820A16 - 18NCD6 -
1.6657 14NiCrMo134 832M13 36C - 15NiCrMo13
1.7015 15Cr3 523M15 - 12C3 -
1.7033 34Cr4 530A32 18B 32C4 34Cr4(KB)
1.7035 41Cr4 530M40 18 42C4 41Cr4
1.7045 42Cr4 - - - -
1.7131 16MnCr5 (527M20) - 16MC5 16MnCr5
1.7176 55Cr3 527A60 48 55C3 -
1.7218 25CrMo4 1717CDS110 - 25CD4 25CrMo4(KB)
1.7220 34CrMo4 708A37 19B 35CD4 35CrMo4
1.7223 41CrMo4 708M40 19A 42CDA4TS 41CrMo4
1.7225 42CrMo4 708M40 19A 42CD4 42CrMo4




LTI boehleil

Benbrus LLiBeyus McnaHus CLUA
Belgium Sweden Spain U.S.A.
NBN SS UNE AISI/SAE
- 1350 F.111 1015
C25-1 1450 F.112 1020
C35-1 1550 F.113 1035
C45-1 1650 F.114 1045
C55-1 1655 - 1055
C60-1 - - 1060
- 1912 11SMn28 1213
- 1914 11SMnPb28 12L13
- - 10SPb20 -
- 1957 F210G 1140
- - 12SMn35 1215
- 1926 12SMn35 12L14
55Si7 2085 56Si7 9255
60SiCr8 - 60SiCr8 9262
C16-2 1370 C15K 1015
- - - 1039
C25-2 - - 1025
- 2120 36Mn5 1335
28Mn6 - - 1330
C36 1572 - 1035
C45-2 1672 C45K 1045
C55-2 - C55K 1055
C53 1674 - 1050
C60-2 1678 - 1060
- 1870 - 1095
- - XG120Mn12 -
- 2258 F.131 52100
16Mo3 2912 16Mo3 ASTM A204Gr.A
16Mo5 - 16Mo5 4520
18Ni6 - 15Ni6 ASTM A350LF5
10Ni36 - XBNi09 ASTM A353
12Ni20 - - 2515
- - - 3135
- - 15NiCr11 3415
13NiCr12 - - 3415;3310
- - 35NiCrMo4 9840
- 2506 20NiCrMo2 8620
40NiCrMo2 - 40NiCrMo2 8740
35CrNiMo6 2541 - 4340
17CrNiMo7 - 14NiCrMo13 -
14NiCrMo132 - 14NiCrMo131 -
15Cr2 - - 5015
34Cr4 - 35Cr4 5132
42Cr4 - 42Cr4 5140
- 2245 42Cr4 5140
16MnCr5 2511 16MnCr5 5115
55Cr3 - - 5155
25CrMo4 2225 55Cr3 4130
AM26CrMo4
34CrMo4 2234 34CrMo4 4137;4135
41CrMo4 2244 42CrMo4 4140;4142
42CrMo4 2244 42CrMo4 4140
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MpunoxeHue CpaBHeHe o6pabaTbiBaeMbIX MaTEpPUaNoB
Attachment Comparison table of materials to be machined
o
% o [epmaHus BenvkobputaHus PpaHuns Utanusa
] Germany Great Britain France Italy
2o
=g
25
S © W-Nr. DIN BS EN AFNOR UNI
2=
KoHcTpykumoHHble ctanu Constructional steels
1.7262 15CrMo5 - - 12CD4 -
1.7335 13CrMo4 4 1501-620Gr27 | - 15CD3.5 14CrMo4 5
15CD4.5
1.7361 32CrMo12 722M24 40B 30CD12 32CrMo12
1.7380 10CrMo9 10 1501-622 - 12CD9,10 12CrMo9,10
Gr.31;45 - -
1.7715 14MoV6 3 1503-660-440 - - -
1.8159 50CrVv4 735A50 47 50CVv4 50CrVv4
1.8509 41CrAIMo7 905M39 41B 40CADG6,12 41CrAIMo7
1.8523 39CrMoV13 9 897M39 40C - 36CrMoV12
MHcTpymeHTanbHble ctanu Tool steels
1.1545 C105W1 - - Y1105 C98KU
C100KU
1.1663 C125W - - Y2 120 C120KU
1.2067 100Cr6 BL3 - Y100C6 -
1.2080 X210Cr12 BD3 - Z200C12 X210Cr13KU
X250Cr12KU
1.2344 X40CrMoV51 BH13 - Z40CDV5 X35CrMoV05KU
X40CrMoV511KU
1.2363 X100CrMoV51 BA2 - Z100CDV5 X100CrMoV51KU
1.2419 105WCr6 - - 105WC13 10WCr6
107WCr5KU
1.2436 X210Crw12 - - - X215CrW121KU
1.2542 45WCrV7 BS1 - - 45WCrV8KU
1.2581 X30WCrv9 3 BH21 - Z30WCV9 X28W09KU
X30WCrVv9 3KU X30WCrVv9 3KU
1.2601 X165CrMoV12 - - - X165CrMoW12KU
1.2713 55NiCrMoV6 - - 55NCDV7 -
1.2833 100V1 BW2 - Y1105V -
BoicTpopexywue ctann High speed steels
1.3243 S 6-5-2-5 - - Z85WDKCV HS 6-5-2-5
06-05-04-02
1.3255 S 18-1-2-5 BT4 - Z80WKCV X78WCo01805KU
- 18-05-04-01
1.3343 S 6-5-2 BM2 - Z85WDCV X82WMo0605KU
06-05-04-02
1.3348 S 2-9-2 - - Z100WCWV HS 2-9-2
09-04-02-02
1.3355 S 18-0-1 BT1 - Z80WCV X75W18KU
18-04-01




LR boph|eiil

Benbrus LBeuuns McnaHnsa CLUA
Belgium Sweden Spain U.S.A.
NBN SS UNE AISI/SAE

- 2216 12CrMo4 -

14CrMo45 - 14CrMo45 ASTM A182

F11;F12
32CrMo12 2240 F.124 A -
- 2218 TU.H ASTM A182
- F.22

13MoCrVé - 13MoCrV6 -

50Crv4 2230 51CrVv4 6150

41CrAIMo7 2940 41CrAIMo7 -

39CrMoV13 - - -

- 1880 F.515 W.110

F.516

- - (C120) W.112

- - 100Cr6 L3

- - X210Cr12 D3

- 2242 X40CrMoV5 H13

- 2260 X100CrMoV5 A2

- 2140 105WCr5 -

- 2312 X210Crw12 -

- 2710 45WCrSi8 S1

- - X30WCrVv9 H21

- 2310 X160CrMoV12 -

- - F.520.S L6

C98KU - - W210

102V2KU

- 2723 HS 6-5-2-5 -

- - HS 18-1-1-5 T4

- 2722 HS 6-5-2 M2

- 2782 HS 2-9-2 M7

- - HS 18-0-1 T1
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MpunoxeHue CpaBHeHHe oBpabaTbiBaeMblX MaTEpPManos
Attachment Comparison table of materials to be machined
% o Tlepmanuns Benuko6putaHus PpaHumsa Wtanusa
§ 5 Germany Great Britain France Italy
s
=%
S © W-Nr. DIN BS EN AFNOR UNI
=
HepxaBetowume n tepmoctonkune ctanm Stainless and heat resisting steels
M | 1.4000 X6Cr13 403817 - Z6C13 X6Cr13
1.4001 X7Cr14
1.4006 X10Cr13 410821 56A Z10C14 X12Cr13
1.4016 X6Cr17 430815 60 Z8C17 X8Cr17
1.4027 G-X200Cr14 420C29 56B Z20C13M -
1.4034 X46Cr13 420845 56D Z40CM X40Cr14
Z38C13M
1.4057 X20CrNi172 431S29 57 Z15CNi6.02 X16CrNi16
1.4104 X12CrMoS17 - - Z10CF17 X10CrS17
1.4113 X6CrMo171 434817 - Z8CD17.01 X8CrMo17
1.4313 X5CrNi134 425C11 - Z4CND13.4M -
1.4408 G-X6CrNiMo1810 | 316C16 - - -
1.4718 X45CrSio3 401845 52 Z45Cs9 X45CrSi8
1.4724 X10CrAI13 403817 - Z10C13 X10CrA112
1.4742 X10CrAlI18 430815 60 Z10CAS18 X8Cr17
1.4747 X80CrNiSi20 443505 59 Z80CSN20.02 X8CrSiNi20
1.4762 X10CrAI24 - - Z10CAS24 X16Cr26
1.4301 X5CrNi1810 304S15 58E Z6CN18.09 X5CrNi1810
1.4305 X10CrNiS189 303S21 58M Z10CNF 18.09 X10CrNiS18.09
1.4306 X2CrNi1911 304S12 - Z2CN 18.10 X2CrNi18.11
304C12 Z3CN 19.10
1.4308 G-X6CrNi18 9 304C15 - Z6CN18.10M -
1.4310 X12CrNi177 - - Z12CN17.07 X12CrNi1707
1.4311 X2CrNiN1810 304S26 - Z2CN18.10 -
1.4401 X5CrNiMo17122 | 316S16 58J Z6CND17.11 X5CrNiMo1712
1.4429 X2CrNiMoN17133 | - - Z2CND17.13 -
1.4435 X2CrNiMo18143 | 316S12 - Z2CND17.13 X2CrNiMo1713
1.4438 X2CrNiMo17133 | 317812 - Z2CND1915 X2CrNiMo1816
1.4460 X8CrNiMo275 - - - -
1.4541 XB6CrNiTi1810 2337 312812 Z6CNT18.10 X6CrNiTi1811
1.4550 X6CrNiNb1810 347817 58F Z6CNNb18.10 X6CrNiNb1811
1.4571 X6CrNiMoTi17122| 320S17 58J Z6NDT17.12 X6CrNiMoTi1712
1.4581 G-X5CrNi 318C17 - Z4CNDNb XG8CrNiMo1811
MoNb1810 18 12M
1.4583 X10CrNi - - Z6CNDNb X6CrNiMoNb1713
MoNb1812 17 13B
1.4828 X15CrNiSi2012 309S24 - Z15CNS20.12 -
1.4845 X12CrNi25 21 310524 - Z12CN2520 X6CrNi2520
1.4864 X12NiCrSi3616 - - Z12NCS35.16 -
1.4865 G-X40NiCrSi3818 | 330C11 - - XG50NiCr3919
1.4871 X53CrMnNiN219 | 349S54 - Z52CMN21.09 X53CrMnNiN219
321812 58B
1.4878 X12CrNiTi189 321S20 58C Z6CNT18.12B X6CrNiTi1811



LTI boehleil

Benbrus LBeumns WcnaHus CLUA
Belgium Sweden Spain U.S.A.
NBN SS UNE AISI/SAE
- 2301 F.3110 403
F.8401
- 2302 F.3401 410
- 2320 F.3113 430
- 2304 F.3405 -
- 2321 F.3427 431
- 2383 F.3117 430F
- 2325 - 434
F.8414
- F.322 HW3
- - F.311 405
- - F.3113 430
- F.320B HNV6
- 2322 - 446
- 2332 F.3551 304
F.3541
F.3504
- 2346 F.3508 303
- 2352 F.3503 304L
2333
- 2331 F.3517 301
- 2371 - 304LN
- 2347 F.3543 316
- 2375 - 316LN
- 2353 - 316L
- 2367 - 317L
- 2324 - 329
- 58B F.3553, F.3523 321
- 2338 F.3552, F.3524 347
- 2350 F.3535 316Ti
- - - 318
- - - 309
- 2361 F.331 3108
- - - 330
- - - EV8
- - F.3523 321
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MpunoxeHue CpaBHeHune oBpabaTbiBaeMbIX MaTepuarnos
Attachment Comparison table of materials to be machined
o
% o epmanusa BenunkobputaHus PpaHuma Wtanusa
g 3| Germany Great Britain France Italy
s
=5
S T W-Nr. DIN BS EN AFNOR UNI
2=
Cepblii 4yryH (HeneruposaHHbIf) Unalloyed grey cast iron
GG 10 Ft 10 D
GG 15 Grade 150 Ft 15D
GG 20 Grade 220 Ft 20 D
GG 25 Grade 260 Ft25D
GG 30 Grade 300 R30D
GG 35 Grade 350 Ft 35 D
GG 40 Grade 400 Ft 40 D
Cepblii 4yryH (nermpoBaHHbiin) Alloyed grey cast iron
DIN4694 3468; 1974
GGL- A32-301
NiCr 20 2 L-NiCr 20 2 L-NC 20 2
YyryH ¢ waposuaHbiM rpacdutom Unalloyed nodular cast
2789; 1973 NF A32-201
GGG 40 SNG 420/12 FCS 400-12
GGG 40.3 SNG 370/17 FGS 370-17
GGG 35.3 - -
GGG 50 SNG 500/7 FGS 500-7
GGG 60 SNG 600/3 FGS 600-3
GGG 70 SNG 700/2 FGS 700-2
JlernpoBaHHoe nuntbe Alloyed cast steels
DIN 1694
GGG NiMn 137 L-NiMn 13 7 L-NM 13 7
GGG NiCr 20 2 L-NiMn 20 2 L-NC 20 2
Koskuit yyryH Malleable cast iron
- 8 290/6 MN 32-8
GTS-35 B 340/12 MN 35-10
GTS-45 P 440/7
GTS-55 P 510/4 MP 50-5
GTS-65 P 570/3 MP 60-3
GTS-70 P 690/2 IP 70-2




(CCTTTTIDM hnehledl

Benbrus LBeuns McnaHnsa CLUA
Belgium Sweden Spain U.S.A.
NBN SS UNE AISI/SAE
ASTM A48-76
0100
0110 No 20 B
0115 No 25 B
0120 No 30 B
0125 No 35 B
No 40 B
01 30 No 45 B
01 35 No 50 B
0140 No 55 B
MB ASTM
1ISO-215 A436-72
05 23 Type 2
A536-72
07 17-02 60-40-18
07 17-12 -
07 17-15 -
07 27-02 80-55-06
07 32-03 -
07 37-01 100-70-03
0772 -
07 76 Type 2
ASTM A47-74
A 220-762)
08 14
08 15 32510
08 52 40010
08 54 50005
08 58 70003
08 62 (002)
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CpaBHeHue ISO- u ANSI-maTtepuanos

CLLTIITION [yof il

anIHO)KeHVIe Designation of indexable inserts:

Attachment Comparison ISO and ANSI
ISO ANSI ISO ANSI
CCGT 060202 CCGT 2 (1.5) (.5) DCGW 070202 DCGW 2 (1.5) (.5)
CCGT 060204 CCGT2(1.5)1 DCGW 070204 DCGW 2 (1.5) 1
CCGT 09T302 CCGT 3 (2.5) (.5) DCGW 11T304 DCGW 3 (2.5) 1
CCGT 09T304 CCGT 3 (2.5 1 DCGW 117308 DCGW 3 (2.5) 2
CCGT 120404 CCGT 431 DCMT 070202 DCMT 2 (1.5) (.5)
CCGT 120408 CCGT 432 DCMT 070204 DCMT 2 (1.5) 1
CCGW 060202 CCGW 2 (1.5) (. DCMT 070208 DCMT 2 (1.5) 2
CCGW 060204 CCGW 2 (1.5)1 DCMT 117302 DCMT 3 (2.5) (.5)
CCGW 09T302 CCGW 3 (2.5) (. DCMT 11T304 DCMT 3 (2.5) 1
CCGW 09T304 CCGW 3 (2.5) 1 DCMT 117308 DCMT 3 (2.5) 2
CCGW 120404 CCGW 431 DCMT 150408 DCMT 432
CCGW 120408 CCGW 432 DCMT 150412 DCMT 433

CCMT 060202
CCMT 060204

CCMT 2 (1.5) (.5)

CCMT 2 (1.5) 1

DCMW 11T304
DCMW 117308

DCMW 3 (2.5) 1
DCMW 3 (2.5) 2

CCMT 060208 CCMT 2 (1.5) 2 DNGA 150404 DNGA 431
CCMT 097302 CCMT 3 (2.5) (.5) DNGA 150408 DNGA 432
CCMT 097304 CCMT 3 (2.5) 1 DNGA 150604 DNGA 441
CCMT 097308 CCMT 3 (2.5) 2 DNGA 150608 DNGA 442
CCMT 120404 CCMT 431 DNMA 150608 DNM 442
CCMT 120408 CCMT 432 DNMG 110402 DNMG 330
CCMT 250924 CCMT 866 DNMG 110404 DNMG 331
CCMW 09T304 CCMW 3 (1.5) 1 DNMG 110408 DNMG 332
CCMW 120404 CCMW 431 DNMG 110412 DNMG 333
CCMW 120408 CCMW 432 DNMG 140405TL20 -

CNGA 120404 CNGA 431 DNMG 140405TL25 -

CNGA 120408 CNGA 432 DNMG 140405TR20 -

CNGA 120412 CNGA 433 DNMG 140405TR25 -

CNMA 120404 CNMA 431 DNMG 140410TL25 -

CNMA 120408 CNMA 432 DNMG 140410TL32 -

CNMA 120412 CNMA 433 DNMG 140410TR25 -

CNMG 090304 CNMG 321 DNMG 140410TR32 -

CNMG 090308 CNMG 322 DNMG 150404 DNMG 431
CNMG 120402 CNMG 430 DNMG 150408 DNMG 432
CNMG 120404 CNMG 431 DNMG 150412 DNMG 433
CNMG 120408 CNMG 432 DNMG 150416 DNMG 434
CNMG 120412 CNMG 433 DNMG 150604 DNMG 441
CNMG 120416 CNMG 434 DNMG 150608 DNMG 442
CNMG 160608 CNMG 542 DNMG 150612 DNMG 443
CNMG 160612 CNMG 543 DNMG 150616 DNMG 444
CNMG 160616 CNMG 544 DNMM 150408 DNMM 432
CNMG 190608 CNMG 642 DNMM 150412 DNMM 433
CNMG 190612 CNMG 643 DNMM 150608 DNMM 442
CNMG 190616 CNMG 644 DNMM 150612 DNMM 443
CNMM 120408 CNMM 432 RCGT 0602M0 -

CNMM 120412 CNMM 433 RCGT 0803M0 -

CNMM 120416 CNMM 434 RCGT 1003M0 -

CNMM 160612 CNMM 543 RCMT 0602MO R

CNMM 160616 CNMM 544 RCMX 1003M0 -

CNMM 190612 CNMM 643 RCMX 1204M0 -

CNMM 190616 CNMM 644 RCMX 1606MO -

CNMM 190624 CNMM 645 RCMX 2006MO -

CNMX 120408 CNMX 432 RCMX 2507M0 -

CNMX 190612 CNMX 643 RCMX 3209M0 -

CNMX 190616 CNMX 644 SCGT 120408 SCGT 432
DCGT 070202 DCGT 2 (1.5) (.5) SCGW 09T304 SCGW 3 (2.5) 1
DCGT 070204 DCGT 2 (1.5) 1 SCGW 09T308 SCGW 3 (2.5) 2
DCGT 117302 DCGT 3 (2.5) (.5) SCGW 120404 SCGW 431
DCGT 117304 DCGT 3 (2.5) 1 SCGW 120408 SCGW 432
DCGT 117308 DCGT 3 (2.5) 2



MpunoxeHune
Attachment

ISO

CpaBHeHue ISO- n ANSI-maTepnanos

Designation of indexable inserts:
Comparison ISO and ANSI

ANSI

ISO

(@irwornpi) FiFFHITT

ANSI

SCMT 097304
SCMT 097308

SCMT 3 (2.5) 1
SCMT 3 (2.5) 2

SCMT 120404
SCMT 120408
SCMT 120412

SCMT 431
SCMT 432
SCMT 433

SCMW 09T304
SCMW 120404

SCMW 3 (2.5) 1
SCMW 431

SNGA 120404
SNGA 120408

SNGA 431
SNGA 432

SNMA 120408
SNMA 120412
SNMA 190612
SNMA 190616

SNMA 432
SNMA 433
SNMA 643
SNMA 644

TNMA 160404
TNMA 160408
TNMA 160412
TNMA 220412
TNMG 160404
TNMG 160408
TNMG 160412
TNMG 220408
TNMG 220412
TNMG 220416

TNMA 331
TNMA 332
TNMA 333
TNMA 433
TNMG 331
TNMG 332
TNMG 333
TNMG 432
TNMG 433
TNMG 434

SNMG 090304
SNMG 120404
SNMG 120408
SNMG 120412
SNMG 120416
SNMG 150608
SNMG 150612
SNMG 150616
SNMG 190612
SNMG 190616

SNMG 321
SNMG 431
SNMG 432
SNMG 433
SNMG 434
SNMG 542
SNMG 543
SNMG 544
SNMG 643
SNMG 644

TNMM 160408
TNMM 160412
TNMM 220408
TNMM 220412

TNMM 332
TNMM 333
TNMM 432
TNMM 433

TNMX 220412

TNMX 433

TNUN 160408
TNUN 160412

TNUN 332
TNUN 333

TPGR 110304
TPGR 160308

TPGR 221
TPGR 322

SNMM 120408
SNMM 120412
SNMM 150612
SNMM 190612
SNMM 190616
SNMM 190624
SNMM 250716
SNMM 250724

SNMM 432
SNMM 433
SNMM 543
SNMM 643
SNMM 644
SNMM 646
SNMM 854
SNMM 856

TPMR 090204
TPMR 110304
TPMR 110308
TPMR 160304
TPMR 160308

TPMR 1.8 (1.5) 1

TPMR 221
TPMR 222
TPMR 321
TPMR 322

TPMX 220412

SNMX 120408
SNMX 120412

SNMX 432
SNMX 433

TPUN 110304
TPUN 110308
TPUN 160304
TPUN 160308
TPUN 160312
TPUN 220408
TPUN 220412

TPUN 221
TPUN 222
TPUN 321
TPUN 322
TPUN 323
TPUN 432
TPUN 433

SNUN 120412

SNUN 433

SPMR 090304
SPMR 090308
SPMR 120304
SPMR 120308
SPMR 120312

SPMR 321
SPMR 322
SPMR 421
SPMR 422
SPMR 423

VBMT 160404
VBMT 160408
VBMT 160412

VBMT 331
VBMT 332
VBMT 333

SPUN 090308
SPUN 120304
SPUN 120308
SPUN 120312
SPUN 150412
SPUN 190400
SPUN 250620

SPUN 322
SPUN 421
SPUN 422
SPUN 423
SPUN 533

SPUN 845

VCGT 110302
VCGT 110304
VCGT 160402
VCGT 160404
VCGT 160408
VCGT 160412
VCGT 220530

VCGT 220
VCGT 221
VCGT 330
VCGT 331
VCGT 332
VCGT 333

TCGT 110204
TCGT 16T304

TCGT 2 (1.5) 1
TCGT 3 (1.5) 1

VCMT 110302
VCMT 110304
VCMT 160404
VCMT 160408
VCMT 160412

VCMT 220
VCMT 221
VCMT 331
VCGT 332
VCMT 333

TCGW 110204

TCGW 2 (1.5) 1

TCMT 110202
TCMT 110204
TCMT 110208
TCMT 16T304
TCMT 16T308

TCMT 2 (1.5) (.5)

.5) 1

(

TCMT 2 (1.5)

TCMT 2 (1.5) 2
(2.5) 1
(2.5) 2

VNMG 160404
VNMG 160408
VNMG 160408
VNMG 160412

VNMG 331
VNMG 332
VNMG 332
VNMG 333

VPGT 110304
VPGT 160412
VPGT 220516

VPGT 221
VPGT 333

TCMW 110202
TCMW 110204
TCMW 16T304
TCMW 16T308

WCGT 06T302
WCGT 06T304
WCGT 06T308
WCGT 080404
WCGT 080408

WCGT 3 (2.5) (.5)

WCGT 3 (2.5) 1
WCGT 3 (2.5) 2
WCGT 431
WCGT 432
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CpaBHeHue ISO- n ANSI-maTtepuanos

\CICCIRTI finheil

MpunoxeHue Designation of indexable inserts:

Attachment Comparison ISO and ANSI
ISO ANSI ISO ANSI
WCMT 067302 WCMT 3 (2.5) (.5)

WCMT 06T304

WCMT 3 (2.5) 1

WCMT 06T304

WCMT 3 (2.5) 1

WCMT 06T308

WCMT 3 (2.5) 2

WCMT 080404

WCMT 431

WCMT 080408

WCMT 432

WNMG 06T302

WNMG 3 (2.5) (.5)

WNMG 06T304

WNMG 3 (2.5) 1

WNMG 06T304

WNMG 3 (2.5) 1

WNMG 06T308

WNMG 3 (2.5) 2

WNMG 060404 WNMG 331
WNMG 060408 WNMG 332
WNMG 060412 WNMG 333
WNMG 080404 WNMG 431
WNMG 080408 WNMG 432
WNMG 080412 WNMG 433
WNMG 080416 WNMG 434




MpunoxeHne @MF_ID

Tabrnuua cpaBHeHUs1 TBepAOCTU
Attachment Hardness-comparison table WUVIIVIIL

flpotiocTs npi TeeppaocTb Mo TBepgocTb o T flpotocTs npi Tee T
paCTSHKEHMM BEpAOCTb Mo pacTsHKEHMM PAOCTL MO BEpAOCTb Mo TBepaocTs Mo
Rm Bukkepcy BpuHennio Poksenny Rm Bukkepcy BpuHennio Poksenny
Tensible Vickers Brinell Rockwell Tensible Vickers Brinell Rockwell
strength §m hardness hardness hardness strength §m hardness hardness hardness
N/mm HV HB HRC N/mm HV HB HRC
255 80 76 1125 350 333 35,5
270 85 80,7 1155 360 342 36,6
285 90 85,5 1190 370 352 37,7
305 95 90,2 1220 380 361 38,8
320 100 95 1155 390 371 39,8
335 105 99,8 1290 400 380 40,8
350 110 105 1320 410 390 41,8
370 115 109 1350 420 399 42,7
385 120 114 1385 430 409 43,6
400 125 119 1420 440 418 445
415 130 124 1455 450 428 45,3
430 135 128 1485 460 437 46,1
450 140 133 1520 470 447 46,9
465 145 138 1555 480 (456) 47,7
480 150 143 1595 490 (466) 48,4
495 155 147 1630 500 (475) 49,1
510 160 152 1665 510 (485) 49,8
530 165 156 1700 520 (494) 50,5
545 170 162 1740 530 (504) 51,1
560 175 166 1775 540 (513) 51,7
575 180 171 1810 550 (5623) 52,3
595 185 176 1845 560 (532) 53,0
610 190 181 1880 570 (542) 53,6
625 195 185 1920 580 (551) 54,1
640 200 190 1955 590 (561) 54,7
660 205 195 1995 600 (570) 55,2
675 210 199 2030 610 (580) 55,7
690 215 204 2070 620 (589) 56,3
705 220 209 2105 630 (599) 56,8
720 225 214 2145 640 (608) 57,3
740 230 219 2180 650 (618) 57,8
755 235 223 660 58,3
770 240 228 20,3 670 58,8
785 245 233 21,3 680 59,2
800 250 238 22,2 690 59,7
820 255 242 23,1 700 60,1
835 260 247 24 720 61
850 265 252 24,8 740 61,8
865 270 257 25,6 760 62,5
880 275 261 26,4 780 63,3
900 280 266 271 800 64
915 285 271 27,8 820 64,7
930 290 276 28,5 840 65,3
950 295 280 29,2 860 65,9
965 300 285 29,8 880 66,4
995 310 295 31 900 67
1030 320 304 32,2 920 67,5
1060 330 314 33,3 940 68
1095 340 323 34,4
MpoyHocTb Npu pacTskeHun Tensible strength H/mm? Rm
TeepaocTb no BukkepcyVickers hardness AnmasHas nupamugka 136 , TectoBoe ycunume F = 98 H Diamond pyramid 136, Test force F =298 N| HV
TsepgocTb no bpuHennto Brinell hardness 0,102 x F/D2 = 30 H/MmMm? HB
PaccuntanHbii n3 Calculated from: HB = 0,95 x HV F = tectoBoe ycunue H, D = gnametp koHyca B Mm F = Test force in N, D= Cone diameter in mm
TeepaocTb no Pokeenny C Hardness Rockwell C - Anmashblit koHyc 120°, Tectosoe yeunme 1471 £ 9 H Diamond cone 120°, Total test force 1471 £+ 9 N HRC
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Mecto ona saMmeTok @M@ hnﬂhlanl

Notes
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