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ALTO AVANZAMENTO
HOCHVORSCHUB
HIGH FEED

i¢—>{(mm)
761C | W.N D d L 1 p

741CW D10/2 N
741CW D12/3 N
741C W D14/3 N
741W W D16/4 N
741W W D18/4 N
741W W D20/5 N
741W W D25/7 N
741W W D32/8 N

ALTO AVANZAMENTO
HOCHVORSCHUB
HIGH FEED

mD

741M W D32/8 N

741M W D40/10 N

741M W D50/11 N

941W W D16
941W W D20
941W W D25

REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS

— 4 S
= B o

z "0;‘ = %" é ,I 2 PRICELIST on
0 10 80 28 52 2 0,060 6 o
2 12 8 30 52 3 0,080 o o
% 12 85 32 52 3 APKT 0,120 : :

%6 16 85 35 52 & APMX 0,160
VT8 BT06
18 16 90 38 52 4 0602... 0,170 s e
20 20 90 40 52 5 0,300 ¢ o
25 25 106 50 52 7 0,320 6 o
32 25 124 64 52 8 0,560 6 o
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H
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p————] -
i¢—>{(mm) - S
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d H p 2 o1 e] S %‘J @ ’I = PRICELIST on
32 16 40 52 8 0,250 6 o

APKT
40 16 40 52 10 APMX VT8 BT06 0,270 6 o
0602...

50 22 40 52 1 0,430 6 o

941 W D dhe L 11

Q—D'(mm) §
Fattore il
z o =] —% @ ’z = PRICELIST on
6 16 80 198 52 2 8 0160 & ®
20 20 90 246 52 3 15 APKT VT8 BT06 0300 & e
0602...
25 25 100 294 52 5 30 0320 o6 ®
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REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS
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S ART.740 W
s
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= ART. 740 W ECO
a
3
=
740 W {4——>{(mm) = S
= = o
2 740 W ECO p d L. up 8 z [B] S =« & &3;
S 760W W D10/1 10 16 80 28 10 11,0° 1 0,100 s e
o2 740W W D11/1 M 16 80 28 10 11,0° 1 0,100 s o
(") 740W W D12/1 22 16 80 28 10 9,0° 1 0,120 )
= 740W W D13/1 13 16 80 28 10 85 1 0,120 )
760W W D14/1 % 16 80 28 10 80° 1 0,120 s @
) 740W W D15/2 15 16 85 28 10 40° 2 0,120 )
o 740W W D15,7/2 157 16 85 28 10 35° 2 0,120 s @
2 740W W D16/2 6 16 8 37 10 35 2 0,130 » e
a 740W D16/2 ECO 16 16 85 37 10 35° 2 0,130 Y
740W W D17/2 7 16 8 37 10 3,0° 2 0,130 )
740W W D18/2 18 20 9 40 10 25 2 ppur 0,170 )
740W W D19,5/3 195 20 90 40 10 15° 3  APHX — BT08 0,180 s o
N 740W W D19,7/3 197 20 90 40 10 1,5° 3 APKT 0,180 6 o
& 740W W D20/3 20 20 90 40 10 15° 3  1003.. 0,200 s
© 740W D20/3 ECO 20 20 9 40 10 15° 3 0,200 Y
740W W D22/3 2 25 95 49 10 15 3 0,220 )
| 740W W D24,7/4 247 25 95 49 10 09° 4 0,320 )
= 740W W D25/3 25 25 105 49 10 09° 3 0,320 a e
= 740W W D25/4 25 25 105 49 10 0,9° & 0,340 )
= 740W D25/4 ECO 25 25 105 49 10 0,9° & 0,340 S
740W W D28 /4 28 25 105 49 10 09° 4 0,340 » e
740W W D30/4 30 25 105 49 10 0,8° 4 0,340 s o
. 740W W D31,7/5 31,7 25 110 54 10 0,6° 5 0,360 )
2 740W W D32/5 32 25 110 54 10 0,6° 5 0,380 s e
e =
o Daljsa izvedba - Lange Ausfiihrung - Long models
= ) g g
z 740W WL D10/ 10 16 150 50 10 11,0° 1 0,200 ')
740W WL D12/1 2 16 150 50 10 9,0° 1 0,200 )
740W WL D16/2 16 16 150 100 10 3,5° 2 APHT 0,210 6 o
a 740W WL D18/2 18 16 150 50 10 25° 2  APHX VT25 BTO8 0,330 s e
3 APKT
= 740W WL D20/3 20 20 150 100 10 15° 3  1003.. 0,330 )
o 740W WL D25/4 25 20 150 100 10 09° 4 0,350 a e
e 740W WL D32/5 32 25 150 55 10 0,6° 5 0,560 YY)
> R
S T
5 . ART.740M ART. 740 M ECO . /
=
’ ﬁ ® "
" 0 £ 90k
> "‘ & = |: -
o p————
E [ ] . 4
740 M i¢——>i(mm) 4 . z S
740 M ECO b d H p B8 z [OF = —8 & = 5
740M W D40/6 40 16 40 10 - 6 0,270 s e
= 740M D40/6 ECO 40 16 40 10 - 6 0,270 Y
5 740M W D50/7 50 22 40 10 - 7 APHT 0,430 6 o
N 740M D50/7 ECO 50 2 40 10 - 7 APHX VT25 BT08 0,430 S
[ 740M W D63/8 63 22 40 10 - 8 1003... 0,610 )
740M W D8O/11 80 27 50 10 - M 1,220 s
— 740M W D100/12 100 32 50 10 - 12 1,980 6 o
&
N
['T]
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—~ 55& Jauy
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REZKAR)I ZA GROBO REZKANJE _ SCHAFTSCHRUPPFRASER _ HELICAL END MILLS
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900W W D20 20 20 8 28 10 1 4 0,200 s @ gg
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900W W D25 25 25 105 37 10 2 8 o 0,360 ° 2
900W W D32/2 32 32 15 46 10 2 10 pPRX VT25 BTO8 0,600 s @
1003... w
900W W D32/3 2 32 M5 46 10 3 15 0,600 s o =
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‘N
900W W D40 40 32 130 55 10 3 18 0,780 s >
s
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o
a
o
-
=
o
a
=
—
=
=
'—
=
(U]
W
=
=
-
=
(-4
a
-
o
o
==
(@]
=
=5
(®]
=
—
[72]
' ' ~ ]
{¢e—>{(mm) = S o
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[ ] a
900M W D40 4 16 50 7 10 3 2 o 0,250 °
900M W D50 50 22 60 4 10 3 15 APRX VT25 BTO8 0,510 s @
900M W D63 63 27 60 4 10 4 20 1003 0,940 s o .
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REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS
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3 j¢—>{(mm) = z g
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gs 730 W D d L 1L p R z ﬂ&ﬂ = —% @ ' 2 PRICEISTon
e_j“‘ 730W W D25/2 25 25 100 44 17 35° 2 APHT 0,380 )
= 730W W D32/3 32 32 10 50 17 20° 3 AKX VT40 BT15 0,640 s e
- 730W W D40/4 40 32 M5 45 17 15° 4  1604. 0,760 6 o
= Daljsa izvedba - Lange Ausfiihrung - Long models
N
2 730W WL D22/2 22 20 200 145 17 33° 2 0,440 ¢ o
-
iz 730W WL D25/2 25 25 200 140 17 3,5° 2 R:H,T( VT4 BT15 0,640 )
730W WL D32/3 32 32 200 140 17 2,0° 3 1‘;'(’)'27 1,120 s o
730W WL D40 /4 40 32 200 60 17 15° 4 1,300 S )
N
-4
(=]
o
—
=
o
a
=
2 ART.730 M ART.730 M ECO
=
=
(U]
L
=
=
-
=
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(=]
RN 730 M 4 (mim) -
= g {(mm — . o
730 M ECO D d H p 13 z hﬂ g %‘-J & ‘; 8 PRICELIST on
¥ 730M W D40 /4 40 16 40 17 1,8° &4 0,210 )
g 730M D40 /4 ECO 40 16 40 17 1,8° &4 0,210 = O
= 730M W D50/5 50 22 40 17 1,0° 5 0,290 > o
—
2z 730M D50/5 ECO 50 22 40 17 10° 5 0,290 - e
730M W D63/6 63 22 40 17 07° 6 0,530 )
2 730M D63/6 ECO 63 22 40 17 07° 6 ﬁ:ﬂ; 0,530 = O
; 730M W D80/7 80 27 50 17 06° 7 APKT V0 BT13 1,180 °
= ' 1604... '
730M W D100/8 00 32 50 17 04° 8 1,670 °
730M W D125/9 125 40 63 17 03° 9 3,110 °
_ 730M D160/10 160 40 63 17 - 10 5,280 = O
5 730M D200/12 200 60 63 17 - 12 10,200 )
E 730M D250/16 250 60 63 17 - 16 13,810 = O
= e “&‘
(=]
['T]
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850W W D25
850W W D32
850W W D40

REZKAR)I ZA GROBO REZKANJE _ SCHAFTSCHRUPPFRASER _ HELICAL END MILLS

850M W D50
850M W D63
850M W D80
850M W D100

i¢——>!(mm) e s,

d L u Fatlt(nre = — é "'E g PRICELIST on
25 25 105 29 17 1 2 oo 0,320 )
2 R M5 M T 2 6 Ak VT40 BT15 0,520 o o
40 32 130 58 17 2 g 1604 0,760 o o
i¢—>!(mm) S e,

H Lt Fatltzre m’ = — & ’: g PRICELIST on
50 27 56 30 16 3 6 0,460 o o
63 27 60 44 16 4 12 :;H; 0,820 s e

APk VT40 BT15
80 32 60 4 16 5 15 qe0n 1,380 s o
100 40 60 44 16 6 18 1,730 s o
.
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5 MICROTOOLS
ROL MOULDMILL

STRUZENJE

ODREZ

REZ.DELI REZKARJI INSERTS SLIM CHUCK ROL DRILL NICECUT MULTIDRILL

PARAMETRI

REZKARJI ZA PLANO REZKANJE 75° _

PLANFRASER 75° _

FACE MILLING CUTTERS 75°

| ——
A —T |
1
el L
i¢—>i(mm) = §
770 W D De d L u p 2 ﬁﬂ § ¢‘—J @ ’I = PRICELIST on
770W W D25/2 25 286 20 95 25 4 2 R::; 0,220 6 o
770W W D32/3 32 356 25 95 25 4 3 APKT VT25 BT08 0,320 6 o
1003
770W W D40 /4 40 436 25 100 25 4 4 0,400 6 o
H
75°
F
{¢——>{(mm) = §
770 M D De d H p z ﬁﬂ § ¢‘—J @ ".i'. = PRICELIST on
770M W D50/5 50 54 22 40 65 5 ﬁ::; 0,360 6 o
APKT V125 BT08
770M W D63/6 63 67 22 40 65 6 1003 0,600 s
d_..1
T
H
75°
WY/ EAEL
p————— ]
De
{¢——>{(mm) S S
= 1= o
760 M D De d H p z ﬁﬂ = — é !; S  PRICELISTon
760M W D50/3 50 54 16 40 65 3 0,310 6 o
760M W D63 /4 63 67 22 40 65 4 R:H; 0,540 6 o
760M W D80/5 80 8% 27 50 65 5 APKT VT40 BT15 1,150 6 o
1604
760M W D100/6 00 104 32 50 65 6 1,800 6 o
760M W D125/7 125 129 40 63 65 7 3,40 o o
-
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REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS
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el ey =
L R 7 =
a
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=2
(=]
H
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{¢——>{(mm) e = a
D d L 1 p B =z w‘ = —% i) ,: 2 pRicELISTon S .
o
745W W D20/3 20 20 100 30 9 40° 3 0,220 s o g =
745W W D25/3 25 25 M5 35 9 35 3 o 0,400 O =
745W W D32/4 32 25 125 40 9 3,0° 4  LNKX VT30 BT09 0,520 o o
745W WL D20/3 20 20 150 50 9 40° 3 1'-(:“01‘2)( 745 0,340 6 o w
745W WL D25/3 25 25 150 50 9 35° 3 0,520 o o g
745W WL D32/4 32 32 200 60 9 30° 4 1,160 o 2
&
d
N
L
a
H o
,\9‘001 »
=
o
D a
=
—
2
i¢—>{(mm) T S
P . ot e o e
745M W D40/5 40 16 40 9 20° 5 LNEX 0,260 s o 5
LNKX VT30 v]
745M W D50/7 50 22 40 9 15 7 LMY 15 BT09 0,380 o o 2
745M W D63/9 63 2 4 9 - 9 1006 0,600 o
=
=
-4
(=]
-
o
o
x
(]
=
= =
(S
=
-
(7]
['7]
{4——> (mm) e S 2
735M W D50/5 50 22 40 14 20° 5 0,320 o o a
735M W D63/6 63 22 40 14 20° 6 0,520 o o
735M W D80/7 80 27 50 14 15° 7 ,'_‘,'\\,'3(( VT40 BT15 1,120 o o
735M W D100/8 100 32 50 14 - 8 _'I-;‘EI"(’)'X 735 1,830 o o ;‘
735M W D125/10 25 40 63 14 - 10 3,520 ) X
['T)
735M W D160/11 160 40 63 1% - 1N 5,280 o o o
% D — “% =
(=]
% m :
i
o
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REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS
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=2
o
=
i¢—>i(mm) = S
g D d L 11 p 2 @ % ¢‘=J é ,T. g PRICELIST on
°3 830W W D20/3 20 20 90 40 4 3 0,350 s e
oz 830W W D25/4 25 25 100 4k 4 4 0,600 s o
‘é 830W W D32/5 32 32 10 50 4 5 "(‘)’l':‘g;’ VT25 BT08 1,150 s @
830W WL D20/3 200 20 150 40 4 3 830 0,500 6 o
. 830W WL D25/4 25 25 170 50 4 4 0,750 I )
= 830W WL D32/5 32 32 195 70 4 5 2,100 s o
N
2
5 —d 47
[
N H
d
QQ:
<) e —
e
o D
a 4= (mm) . S
g D d H p 5 @ % ¢‘=} é !T. g PRICELIST on
= 830M W D32/6 32 16 40 4 6 0,140 s e
830M W D40/6 40 16 40 4 6 0,300 s o
WNEU VI25
830M W D50/8 50 2 40 4 8 0403 550 BTOS 0,500 )
= 830M W D63/9 63 22 40 4 9 0,540 ¢ o
é 830M W D80/11 80 27 50 4 1 1,060 )
=
- [
=
-4
(=]
° H
o
. o \?To :
o 2
2 b
= fe—i( ) ~
E i i{mm % o
7] D d H p z @ g ¢‘=' & !: g PRICELIST on
835M W D40 /4 40 16 40 7 4 0,230 s e
" 835M W D50/5 50 22 40 7 5 0,320 ¢ o
[~ 835M W D63/6 63 22 40 7 6 0,480 )
= 835M W D80/7 80 27 50 7 7 1,060 s o
= 835M W D100/8 100 32 50 7 8 WNEU 1,680 )
835M W D125/10 125 40 63 7 10 "‘x":\'l"é')l(’ VT40 BT15 2,970 s o
835M W D160/11 160 40 63 7 1 0806 835 4,400 6 o
_ 835M W D63F/7 63 22 40 7 7 0,480 s o
z 835M W D8OF/9 80 27 50 7 9 1,070 I )
2 835M W D100F/10 100 32 50 7 10 1,650 s o
u 835M W D125F/11 125 40 63 7 1 2,970 )
835M W D160F/12 160 40 63 7 12 4,350 ¢ o
o
(1T -+
(=]
N
['T]
o
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REZKARJI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS

NA ISTO LEZISCE PLOSCIC JE MOGOCE NAMESTITI 2 TIPA PLOSCIC. =]
AUF SELBEM PLATTENSITZ, KONNEN SIE 2 WENDEPLATTEN TYPOLOGIE MONTIEREN. =
ON THE SAME INSERT SEAT, IT COULD BE USED 2 INSERT TYPE. E
=
-
=
2
WNEU. -
3
/'E: =
WNEX...

MICROTOOLS
ROL

S S
D d H p 2 @ S %‘? é !: g PRICELIST on
i L
845M W D40 /4 40 16 40 7 4 XNEX 0,230 s e =
845M W D50/5 50 2 40 7 5 WNEU 0,320 s N
845M W D63/6 6 2 40 7 6  wnmy 'O BT15 0,480 s ® =
845M W D80/7 80 27 50 7 7 (m:f;x 1,060 s o @
845M W D100/8 100 32 50 7 8 1,680 6 o
N
W
T e
=, 8
-
=
o
a
=
L —
2
i¢—>i(mm) = 3
m b a L. up z & T ¢ H & g s
700W W D10/1 0 16 80 24 6 1 0,100 s o =
700W W D12/1 2 16 80 24 6 1 0,120 ¢ o 3
700W W D16/2 6 16 8 37 6 2 SPGT 0,130 s o =
PMT VT2 BT =
700W W D20/3 20 20 90 40 6 3 03030,,." 5 08 0,200 ¢ ©
700W W D25/4 25 25 95 39 6 4 0,340 s o
700W W D32/5 32 25 95 30 6 5 0,380 e o
Daljsa izvedba - Lange Ausfiihrung - Long models o
700W WL D16/2 6 16 150 101 6 2 0,210 ¢ o &
SPGT 7y o =1
700W WL D20/3 20 20 150 101 6 3 e — BT08 0,330 3
700W WL D25/4 25 20 150 25 6 4  060304.. 0,350 ¢ o
700W WL D32/5 32 25 150 30 6 5 0,560 4 o
S
=
S
d
I =
—
(V2]
1
H =
e
L ® ¢ a
=
p———
i¢—>(mm) - o _
D d H p 2 <(> g e é ’z E PRICELIST on g
700M W D40/6 40 16 40 6 6 SPGT 0,270 a o N
700M W D50/7 50 22 40 6 7 SPMT VT25 BTO8 0,430 e o [
700M W D63/8 63 22 40 6 g  060304... 0,610 s o
-
L
(=]
N
W
-3

— Ay
2026 @RDL 13
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REZKARJI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS
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o L
=
2 "_"( ) 4
° i ({mm @ g . 8
g 2 705 W D d L L p 2 = —F é .J'- 2 PRICESTon
&
s 705W W D25/2 25 25 100 4Lt 9 2 0,380 e o
= SPGT
705W W D32/3 32 32 110 50 9 3 SPMT VT35S BT15 0,640 e o
09T308...
g 705W W D40 /4 40 32 115 45 9 4 0,760 e o
N
=
x
=
n
N
d
[
a
o
d {
= 1
(-4 1
a
= H
=
= []
£9,5°
— l ) :
=
S p———
(v}
tlj ] -( ) 4
= (> (mm 2
] =0 o
705 M D d H p 2 <<> — @ !T. 2 PRICELISTon
705M W D40/4 40 16 40 9 4 0,210 e (o]
-
E 705M W D50/5 50 22 40 9 5 0,290 e o
a SPGT
5‘ 705M W D63/6 63 22 40 9 6 SPMT VT35S BT15 0,530 é (o]
-3 09T308...
705M W D80/7 80 27 50 9 7 1,180 7] o
5 705M W D100/8 100 32 50 9 8 1,670 e o
2
o
=
—
n
n
=
o
L
0
=
z
<
>
N
['7}
o
_
|
L
a
N
['T]
o
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REZKAR]JI ZA KOTNO REZKANJE _ ECKFRASER _ SHOULDER MILLING CUTTERS

-
—
d— =
3 =
.—| / s
H -
—
= -\c 4 3
p—————=] =
2 <o> g %‘? & ,i'- g PRICELIST on § 2
(SR~
715M W D50/5 50 2 40 12 5 0,280 s o 8
S
715M W D63/6 63 22 40 12 6 0,600 s o
SPGT
715M W D80/6 80 27 50 12 6 SPMT VT50 BT20 0,080 s o u
120408... e
715M W D100/8 100 32 50 12 8 1,540 s o N
o
715M W D125/9 125 40 63 12 9 3,280 o o &
N
(')
o
a
o
—
3
o
REZKAR" ZA PLANO REZKANJE - 90° E
PLANFRASER - ECKFRASER 90° _ FACE - SHOULDER MILLING CUTTERS 90° 3
S
=
=
(U]
]
d_...' =
' /
H 3
(-4
a
ZIoOI3 2
= -\. 4
D - -
S
{¢——>{(mm) e w; S
on IR SRS P
—
[72]
710M W D40 /4 4 16 45 105 4 0,230 o o
710M W D50/5 50 22 40 105 5 0,280 s o w
]
710M W D63/6 63 22 40 105 6 SomT o iris 0,600 s o 2
710M W D80/6 80 27 50 105 6  1205. v 0,080 s @ a
710M W D100/8 00 32 50 105 8 1,540 o o
710M W D125/9 125 40 63 105 9 3,280 s o -
g
4
N
(¥ V)
o
-
=
d
a
N
wl
-4
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REZKAR]JI ZA PLANO REZKANJE 45° _ PLANFRASER 45° _ FACE MILLING CUTTERS 45°

o]
=
=
=

MOULDMILL

NA ISTO LEZISCE REZILNE PLOSCICE JE MOGOCE NAMESTITI 2 TIPA REZILNIH
PLOSCIC: S 8 REZILNIMI ROBOVI IN S 16 REZILNIMI ROBOVI.

AUF SELBEM PLATTENSITZ, KONNEN SIE 2 WENDEPLATTEN TYPOLOGIE
MONTIEREN: 8 SCHNEIDEN UND 16 SCHNEIDEN

ON THE SAME INSERT SEAT, IT COULD BE USED 2 INSERT TYPE: 8 CUTTING EDGE

MICROTOOLS
ROL

[T}

E AND 16 CUTTING EDGE.

& dH‘

o

=

& |J

N ! /I" H

& A o

8 '/!d@ v\®

/2R P

- < | ;

-

2 D |

= De

=

=

E i¢—>{(mm) _

2 & @ - , 5

g D De d H p p =z <(>@ = %‘ﬂ @ !: g PrIcELSTon
810M W D50/4 50 63 22 40 6 3 4 0,520 s
810M W D63/6 63 76 22 40 6 3 6 0,640 ° o

-

= 810M W D80/7 80 93 27 50 6 3 7 1,250 s

a

3 810M W D100/8 00 113 32 50 6 3 8 1,830 s

o
810M W D125/10 125 138 40 63 6 3 10 SNEX 3,920 s

==

S 810M W D160/12 160 173 40 63 6 3 12 ;'\\I'I'fl’)‘( 5,280 s o

=5

=) 810M W D200/14 200 213 60 63 6 3 14 1206... 10,200 )

= SNMU VT40S BT20

@ 810M W D250/16 250 263 60 63 6 3 16 1206... 13,900 YY)
810M W D50F/6 50 63 22 40 6 3 6 ONMU 0,520 )

" 1205...

[~ 810M W D63F/8 63 76 22 40 6 3 8 0,640 s

L

2 810M W D8OF/10 80 93 27 50 6 3 10 1,250 s
810M W D100F/12 00 113 32 50 6 3 12 1,830 s
810M W D125F/16 125 138 40 63 6 3 16 3,920 s

°§‘ 810M W D160F/20 160 173 40 63 6 3 20 5280 s o

N

['7}

o

5 _

L

a

g g @

['T]

o

CUTTING TOOLS

PARAMETRI

16 I@ ROL



REZKAR]JI ZA PLANO REZKANJE 45° _ PLANFRASER 45° _ FACE MILLING CUTTERS 45°

MINIMILL

MOULDMILL

MICROTOOLS
ROL

w
=
d
N
De 1250 De 250 + 63 De 280+125 E
-
] ] m
i¢—>i(mm) S
D De d d1 c e a b H p z <> é ’: E PRICELIST on
550M W D50-12/4 50 63 22 - 17 21 104 63 48 6 4 0,600 s o
550M W D63-12/5 63 76 22 - 19 21 104 63 40 6 5 0,690 6 o N
550M W D80-12/6 80 93 27 - 38 24 124 7 50 6 6 1,370 s e §
550M W D100-12/6 00 113 32 - 45 26 144 8 50 6 6 ggkg 2,000 o o
550M W D125-12/7 125 138 40 - 56 32 164 9 63 6 7  1203.. 3,900 6 o »
550M W D160-12/7 * 160 173 40 667 86 32 164 9 63 6 7 5,900 6 o 2
550M W D200-12/10* 200 213 60 1017 129 32 257 14 63 6 10 15,000 ) a
550M W D250-12/13 * 250 263 60 1017 178 32 257 14 63 6 13 15,000 s o -
=
i¢e—>!(mm) S
D De d d1 ¢ e a b H p =z <> i) fT' S PRICELISTon .
550M W D50-12L/4 50 63 22 - 17 21 104 63 48 6 4 0,600 s o =
550M W D63-12L/5 63 76 22 - 19 21 104 63 40 6 5 SEKN 0,690 6 o 5]
550M W D80-12L/6 80 93 27 - 38 2 14 7 50 6 6 SEKR 1,370 ) =
550M W D100-12L/6 00 113 32 - 4 26 144 8 50 6 6  1203. 2,000 s @
550M W D125-12L/7 125 138 40 - 56 32 164 9 63 6 7 3,900 s o
—
—
[
(=]
-
)
o
T
"0 :
* =
=5
x| (S
=
- —
L (V2]
{¢—>{(mm) S Y
D De d L 1 p 2 <> é !: E PRICELIST on )g
b
SEKN 2
550W W D40-12/4 40 53 32 115 45 6 4 SEKR 0,840 4 o
1203...
Podloga Vite di bloccaggio Podloga vijaka Chiave Kljuc _
— Support Insert locking screw Screw support Key Key =
ERSATZTEILE S
CVB55 - BT25 N
SPAREPARTS — = == CVB55L v = =) i
& Akens = B50M) = Goomy) = VR4 ——=% TORX —=W¥" BT08
(550W) = PLUS
_ o
L
(=]
N
W
-3
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PARAMETRI



REZKAR]JI ZA PLANO REZKANJE 45° _ PLANFRASER 45° _ FACE MILLING CUTTERS 45°

o \"‘f
= N
= o
= 7 &
; = Y]
2 N
— - | ——
2 L
=
2 {¢——>{(mm) = S
=] ' ' A4 .
g 2 D De d L u p 5 @ = %‘—J @ ’T. g PRICELIST on
&~ 600W W D25/2 25 38 25 100 4 6 2 SEHT 0,370 s
= 600W W D32/3 3245 25 10 54 6 3 pex VT50 BT20 0,420 s e
» 600W W D40/4 40 53 32 115 55 6 4 1204 0,780 )
=
d
‘N
=
o
'—
(7]
d —_—
ART. 600 M ART. 600 M ECO
N 1
2 ; /
(=]
5] L A
’; H
3 A
Z s
= =
=
=
0
De
5
= 600 M {¢——>} (mm) . o
‘j D D d H <(> ¥ e @ = § PRICELIST on
= 600 M ECO e P =z = =% ™~ 2
600M W D40-12/3 40 53 16 40 6 3 0,270 s
600M W D50-12/4 50 63 22 48 6 4 0,480 s
i 600M D50-12/4 ECO 50 63 22 48 6 4 0,480 - e
-4
a 600M W D63-12/5 63 76 22 48 6 5 0,760 s o
-
o 600M D63-12/5 ECO 63 76 22 48 6 5 0,760 )
600M W D80-12/6 80 93 27 50 6 6 1,270 s
x 600M D80-12/6 ECO 80 93 27 50 6 6 1,270 )
2 600M W D100-12/6 00 M3 32 50 6 6 1,790 s o
= 600M D100-12/6 ECO 100 M3 32 50 6 6 SEHT 1,790 - e
- 600M W D125-12/7 125 138 40 63 6 7 SEHX 3,470 s
SEKT VT50 BT20
600M W D160-12/8 60 73 4 6 6 8 SEK 5,280 s
- 600M D200-12/12 200 213 60 63 6 12 7,800 -
E 600M D250-12/16 250 263 60 63 6 16 11,100 - e
2 600M W D40-12F/4 40 53 16 40 6 4 0,270 s
600M W D50-12F/5 50 63 22 48 6 5 0,480 s
600M W D63-12F/6 63 76 22 48 6 6 0,760 s o
_ 600M W D80-12F/7 80 93 27 50 6 7 1,270 s
o 600M W D100-12F/8 00 M3 32 50 6 8 1,790 s
==
N 600M W D125-12F/9 125 138 40 63 6 9 3,470 s o
= 600M W D160-12F/10 160 173 40 63 6 10 5,280 s
o] e ——
L
(=]
: @ @
['T]
o

18 @X ROL

CUTTING TOOLS

PARAMETRI



REZKAR]JI ZA PLANO REZKANJE 45° _ PLANFRASER 45° _ FACE MILLING CUTTERS 45°

-
=
=
=
] =
e
o
e -
H =
~, 3
| A 5
P 4 e
Q f
D 4
S
Ce 52‘
{——>!(mm) = o S
D De d H p 2 <c> = —% é !I g PRICELIST on =
670M W D50-12/4 50 63 22 48 6 4 0,520 4 o »
670M W D63-12/5 63 76 22 48 6 5 0,800 ¢ o© =
670M W D80-12/6 80 93 27 50 6 6 1,300 4 o ’5
670M W D100-12/6 00 113 32 50 6 6 SDHT 1,770 e O 5
SDKT VT45 BT20
670M W D125-12/7 125 138 40 63 6 7 1204... 3,700 4 o
670M W D160-12/8 160 173 40 63 6 8 5,280 6 o
670M D200-12/12 200 213 60 63 6 12 14,000 - 0 ~
670M D250-12/16 250 263 60 63 6 16 14,000 - 0 E
o
d——=f o]
o
a
=
~
e
|
7 H
A, =
| A E
P & =
4J T
D
De El‘
-4
(=]
-
{ ¢=——>!(mm) = 3 e
680 M D De d H p 2 <o> = ¢‘=—' é ’I g PRICELIST on
680M W D50-13/4 50 63 22 40 6 4 0,460 6 o ¥
680M W D63-13/5 63 76 22 40 6 5 0,610 6 o =
680M W D80-13/6 80 93 27 50 6 6 1,300 6 o ;
680M W D100-13/7 00 113 32 50 6 7 1,670 6 o a
680M W D125-13/8 125 138 40 63 6 8 3,370 6 o
680M D160-13/10 160 173 40 63 6 10 SEHT 4,500 - e W
680M D200-13/12 200 213 60 63 6 1 SEHX 14,000 - o0 =
313 VT351 BT15 o
680M D250-13/16 250 263 60 63 6 16 14,000 - o0 2
680M W D50-13F/5 50 63 22 40 6 0,460 6 o
680M W D63-13F/6 63 76 22 40 6 0,610 6 o
680M W D80-13F/8 80 93 27 50 6 1,300 6 o _
680M W D100-13F/10 00 113 32 50 6 10 1,670 6 o =
==
680M W D125-13F/12 125 138 40 63 6 12 3,370 6 o N
680M D160-13F/16 160 173 40 63 6 16 4,500 - o =
é\’ @ ;
L
(=]
N
i
o
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CUTTING TOOLS
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REZKAR]I ZA 1ZDELAVO UTOROV IN REZANJE_ SCHEIBENFRASER _ ODREZ AND CUT OFF MILLS

—>A{<—
-
:l A
= H o]
=
E 0.
]
1 19 e 42
5 |
= B ]
= \
—
= i \
E K ~
m i
-
8 v
E 3 s
Sz
§ ANGOLO ASSIALE -3° AXIAL WINKEL -3° AXIAL RAKE -3°
ANGOLO RADIALE-12°  RADIAL WINKEL -12° RADIAL RAKE -12°
= (mm) .
= ie—>i(mm = S
kil attore ! =
N s A B 2z ° tlt( p @ = %‘J é !; g PRICELIST on
E 610 63 04 63 22 4 8 34 8 4 14 SNHX 1102T VTX3503 BT09 0,070 -- o
05 63 22 5 8 34 8 4 14 SNHX 1103T VTX3504 BT09 0,080 -- o
06 63 22 6 8 34 6 3 14 SNHX 1203T VTX405 BT15 0,080 -- o
610 80 04 80 22 4 8 34 10 5 22 SNHX 1102T VTX3503 BT09 0,200 -- o
N 05 80 22 5 8 34 10 5 22 SNHX 1103T VTX3504 BT09 0,220 -- o
?;‘ 06 80 22 6 8 34 8 4 22 SNHX 1203T VTX405 BT15 0,240 -- o
© 610 100 04 100 27 4 12 45 12 6 25 SNHX 1102T VTX3503 BT09 0,240 -- o
. 05 100 27 5 12 45 12 6 25 SNHX 1103T VTX3504 BT09 0,330 -- o
E 06 100 27 6 12 45 10 5 25 SNHX 1203T VTX405 BT15 0,360 -- o
S 10 100 27 10 12 45 10 5 25 SNHX 1205T VTX408 BT15 0,470 -- o
5' 610 125 04 125 40 4 12 58 12 6 31 SNHX 1102T VTX3503 BT09 0,410 -- o
= 05 125 40 5 12 58 12 6 31 SNHX 1103T VTX3504 BT09 0,450 - 0
06 125 40 6 12 58 12 6 31 SNHX 1203T VTX405 BT15 0,500 -- o
10 125 40 10 12 58 12 6 31 SNHX 1205T VTX408 BT15 0,670 -- o
::_3 610 160 04 160 40 4 12 68 18 9 Lt SNHX 1102T VTX3503 BT09 0,660 -- o
,_"'j 05 160 40 5 12 68 18 9 4Lt SNHX 1103T VTX3504 BT09 0,740 -- o
= 06 160 40 6 12 68 16 8 44  SNHX1203T VTX405 BT15 0,840 -- o
10 160 40 10 12 68 16 8 44  SNHX1205T VTX408 BT15 1,130 -- o
14 160 40 14 14 68 15 5 44  SNHX1205T VTX408 BT15 1,600 -- o
;,' 610 200 04 200 50 4 12 72 18 9 62 SNHX 1102T VTX3503 BT09 0,860 -- o
g 05 200 50 5 12 72 18 9 62 SNHX 1103T VTX3504 BT09 0,990 -- o
5‘ 06 200 50 6 12 72 18 9 62 SNHX 1203T VTX405 BT15 1,200 -- o
3 10 200 50 10 12 72 18 9 62 SNHX 1205T VTX408 BT15 1,800 -- o
14 200 50 14 14 72 18 6 62 SNHX1205T VTX408 BT15 2,500 - o
§ 610 250 10 250 50 10 12 72 24 12 87 SNHX 1205T VTX408 BT15 2,800 -- o
= =
(®]
= @D j
—
)
0,5-1 0,2 01 0,05 03 02 01 005 0,02
a/D 5 0% 20% 10% 59% a/D 00 20%  10% 5% | 2%
2 I Vc (min)------------ Vc (max)
= Ve kae = 12 15 | 2] 3 48
0 ae R M F
= o
Ve = m/min VELOCITA DI TAGLIO - CUTTING SPEED Kae = FATTORE DICORREZIONE - CORRECTION FACTOR
§ n = giri/min (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS F = FINITURA, LAV. LEGGERA - FINISHING, LIGHT MACHINING
§ fz = mm AVANZAMENTO AL DENTE - TOOTH FEED M = LAV. MEDIA,GENERICA - MEDIUM MACHINING, GENERIC
N fn=mm AVANZAMENTP AL GIRO - FEEDI REVOLUTION R = SGROSSATURA, LAV. PESANTE - ROUGHING, HEAVY MACHINING
] Vf = mm/min VELOCITA DIAVANZAMENTO - FEED SPEED
_
|
L
a
N
['T]
-4

& ROL

CUTTING TOOLS

PARAMETRI
N
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REZKAR]I ZA IZDELAVO UTOROV IN REZANJE _ SCHEIBENFRASER _ ODREZ AND CUT OFF MILLS

-
=
- =
=
=
-
=
=
D -
=]
o
=
L3 -] ﬂ
1 1 8
¥ 58
e x
o
=
AKSIALNI KOT-3° AXIAL WINKEL -3° AXIAL RAKE -3°
RADIALNI KOT -12° RADIAL WINKEL -12° RADIAL RAKE -12° 4
5
‘N
2
{¢——>{(mm) = S =
con AR RN Lo
610M 50 04 50 16 4 50 32 4 2 8,5 SNHX1102T VTX3503 BT09 0,300 - 0
05 50 16 5 50 32 4 2 8,5 SNHXT103T VTX3504 BT09 0,300 - O ~
06 50 %6 6 50 32 4 2 8,5 SNHX1203T VTX405 BT15 0,300 -- O &
(=]
10 50 16 10 50 32 4 2 8,5 SNHX1205T VTX408 BT15 0,300 - O o
610M 63 04 63 22 4 50 40 8 4 10,5 SNHX1102T VTX3503 BT09 0,390 - 0
-
05 63 22 5 50 40 8 4 10,5 SNHX1103T VTX3504 BT09 0,400 - O E
06 63 22 6 50 40 6 3 10,5 SNHX1203T VTX405 BT15 0,400 - O E
10 63 22 10 50 40 6 3 10,5 SNHX1205T VTX408 BT15 0,400 - O 3
14 63 22 14 50 40 6 2 10,5 SNHX1205T VTX408 BT15 0,500 - O =
610M 80 04 80 22 4 50 40 10 5 20 SNHX1102T VTX3503 BT09 0,430 - O
05 80 22 5 50 40 10 5 20 SNHX1103T VTX3504 BT09 0,500 - O 5
06 80 22 6 50 40 4 20 SNHX1203T VTX405 BT15 0,500 - O )
(%]
10 80 22 10 50 40 4 20 SNHX1205T VTX408 BT15 0,600 - O >
14 80 22 14 50 40 2 20 SNHX1205T VTX408 BT15 0,650 - O
610M 100 04 100 27 4 50 48 12 6 242 SNHXT102T VTX3503 BT09 0,690 -- O
05 100 27 5 50 48 12 6 242 SNHX1103T VTX3504 BT09 0,730 -- O ;
3
06 100 27 6 50 48 10 5 24,2 SNHX1203T VTX405 BT15 0,740 - O a
-
10 100 27 10 50 48 10 5 24,2 SNHX1205T VTX408 BT15 0,840 - O g
14 100 27 14 50 48 9 3 24,2 SNHX1205T VTX408 BT15 1,000 - O
610M 125 04 125 40 4 50 70 12 6 23,7 SNHX1102T VTX3503 BT09 1,000 - O 5
05 125 40 5 50 70 12 6 23,7 SNHX1103T VTX3504 BT09 1,100 - O 2
06 125 40 6 50 70 12 6 23,7 SNHX1203T VTX405 BT15 1,100 -- O ;
10 125 40 10 50 70 12 6 23,7 SNHX1205T VTX408 BT15 1,210 - 0 a
14 125 40 14 50 70 12 4 23,7 SNHX1205T VTX408 BT15 1,450 - O
610M 160 04 160 40 4 50 70 16 8 41,2 SNHX1102T VTX3503 BT09 1,240 - 0 o
05 160 40 5 50 70 16 8 41,2 SNHX1103T VTX3504 BT09 1,310 -- O B
06 160 40 6 50 70 16 8 41,2 SNHX1203T VTX405 BT15 1,450 - O g
10 160 40 10 50 70 16 8 41,2 SNHX1205T VTX408 BT15 1,720 - O
14 160 40 14 50 70 15 5 41,2 SNHX1205T VTX408 BT15 2,140 - O
2
<
X
N
L
(-3
e =
L
(=]
Ll
/ )
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CUTTING TOOLS

PARAMETRI



REZKARJI ZA 1ZDELAVO UTOROV IN REZANJE _ SCHEIBENFRASER _ GROOVING AND CUT OFF MILLS

REZKANJE

-
=
s L
=
=
jp
: e\
: AL
a ‘ L
-
= i d B
= SR e I aNd e ) e
(7]
-
S
53
- 5 l
=
w i¢—>{(mm) S
> <)
a GEDM 08020 24 ST * 399 2,0 25 29 M16 4 0,250 - @
& GEDM 10020 26 SA 100 519 2,0 28 40 22 6 0,700 - @
GELCG..192002
GEDM 12520 Z8 SA 125 519 2,0 36 48 27 8 1,250 - @
GEDM 16020 210 SA 160 64,9 2,0 39 80 40 10 2,500 - @
GEDM 08030 Z4 ST * 80 40,7 3,0 25 29 M16 4 0,250 - @
GEDM 10030 26 SA 100 52,7 3,0 28 40 22 6 0,700 - @
GELCG..193002
GEDM 12530 Z8 SA 125 52,7 3,0 36 48 27 8 1,300 - @
- GEDM 16030 210 SA 160 65,7 3,0 39 80 40 10 2,550 - @
-
4 GEDM 12540 Z6 SA 125 53,5 4,0 375 48 27 6 1,350 - @
o GELCG..234002
5 GEDM 16040 Z8 SA 160 66,5 4,0 39 80 40 8 2,650 - @
=
= * Drzalo z navojem_ Schaftausfiihrung Gewinde _ Threaded shank
= - w - -
= PLOSCICE _ WECHSELPLATTEN _ PLOSCICE
o Enaka rezilna ploscica za celoten program _ Ein Wendeplatte fuer gesamtes Programm _ One insert for whole
= programme
= 7 =
. = K> —> CE [T N
= KODA OBLIKA OZNAKA Brez prevleke Prevleka CERMET
= Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
o Order No. Figure Designation Uncoated Coated
e TAGLIENTI
Schneide TIN TIALN
w Cutting K15 P25 P40 P200 P300 K300 K400 PVD PVD X99 X55
= edge
2
; 2,0 0,2 1 GELCGS 192002 ° ° °
- SN
I 3,0 0,2 1 GELCGS 193002 ) ) °
Wif@Ej
E 4,0 0,2 1 GELCGS 234002 = o e o
i GELCGS
2
- 2,0 0,2 2 GELCGD 192002 ° ° °
" 3,0 0,2 2 GELCGD 193002 ° ° °
= W:EEEE
<
N 4,0 0,2 2 GELCGD 234002 e e o
L GELCGD
&
= GE KEY Kljué _ Schliissel _ Spanner PRICELISTon
L
s Klju¢ ni priloZen. naroditi ga je treba posebe;j.
o Schliissel nicht eingeschlossen. Separat bestellen.

GE KEY Key not included. To be ordered separately.

ﬁx ROUL.| 202
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CUTTING TOOLS
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REZKARJI ZA T UTORE _ FRASER FUR T-NUTEN _ T SLOT MILLING CUTTER

[ Qdh6
i¢—>{(mm) §
@1 @02 L H H1 Odhé K 2z <‘> =K @ = 2 rucuston
250.021 WW 21 1" 76 26 9 16 1 2 SPGT 0,100 o o
SPMT VT25 BT08
250.025 WWw 25 13 82 31 1 16 2 4 060304 0,100 é o
250.032 WwW 32 17 88 38 14 20 2 4 SPGT 0200 & @
SPMT VT35S BT15
250.040 WW 40 21 108 50 17 25 2 4 09T308 0,400 e o
SPGT
250.050 WwW 50 27 120 56 22 32 2 4 SPMT VT50 BT20 0,670 o o
120408
0 @ @ Ve  m/min VELOCITA DI TAGLIO - CUTTING SPEED
1 Tos [0z ] o |oos o0z n  giri/min (min-1) NUMERO DI GIRI - NUMBER OF
ae/D | oosu| 562 | 26% | 16% | 5% | 3% REVOLUTIONS
Kae | 1 1 Lis 211 3 | 48 fz  mm AVANZAMENTO AL DENTE - TOOTH FEED
= - . fn mm AVANZAMENTO AL GIRO - FEED | REVOLUTION
051 | 02 | 01| 005 Vf  mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
ae/D |s0.100%| 20% | 10% | 5%
Kae FATTORE DI CORREZIONE - CORRECTION FACTOR
H u Ve (min)-------— Ve(max) F FINITURA, LAV. LEGGERA - FINISHING, LIGHT
Ve Remnmem Ty F MACHINING
M LAV. MEDIA, GENERICA - MEDIUM MACHINING, GENERIC
NOTE R SGROSSATURA, LAV. PESANTE - ROUGHING, HEAVY
Za t-utore po standardih din 650-uni 4788-iso 299 MACHINING
ae Fur “T" Nuten nach DIN 650-uni 4788-1SO 299 Normen z Numero di eliche / Schraubenanzahl /
2D For “T" slot cutters according to DIN 650-UNI4788-1SO Number of flutes
299 norms K Fattore d’avanzamento / Vorschubfaktor /

Factor of feed

REZKARJI ZA VRTANJE IN REZKANJE UTOROV _ BOHRNUTFRASER _ DRILLING ENDMILL

@dhé
L >
—
\
i¢—>{(mm) §
D1 Odhe L H H1 a z LTE — @ ,T. 2 PRICESTon

720W W D20 20 20 920 35 17 9 3 0,200 é ([ ]

APKT 1003... VT25 BT08
720W W D25 25 25 110 50 19 9 3 0,360 & o
720W W D32 32 32 130 50 30 15 3 APKT 1604... VT40 BT15 0,720 ® (]
DaljSaizvedba- Lange Ausfiihrung - Long models
720W WL D20 20 20 150 98 17 9 3 0,320 é ([ ]

APKT 1003... VT25 BTO08
720W WL D25 25 25 150 94 19 9 3 0,500
Daljsa izvedba extra - Extralange Ausfiihrung - Extralong models
720W WXL D20 20 20 180 125 17 9 3 0,390

APKT 1003... VT25 BTO08
720W WXL D25 25 25 200 140 19 9 3 0,680 e L]
720W WXL D32 32 32 220 160 30 15 3 APKT 1604... VT40 BT15 1,250 6 o

2026 & ROL | =

CUTTING TOOLS

REZKANJE

MINIMILL

MICROTOOLS
ROL MOULDMILL

STRUZENJE

SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ

PLOSCICE

REZKARJI

REZ.DELI

PARAMETRI



POVRTALA 45°_ ENTGRATUNGSSENKER 45°_ DEBURRING COUNTERSINKS 45°

REZKANJE

o]
=
=
=

-
-
=
a
—
5
()
=
3 {¢——> (mm) ~ S
o = wl o
g 3 7545 D D1 L ©dhe vy z A S =¥ & ’; 2 pRicELISTon
&
&
= 7545-VT13-C12-0422 22 4 85 12 45° 1 TCEX SS1114 BT15 0,200 -- [
= 131302
=l
=
W
N
=
=
=
7
i (2]
8 _
S o _
b5 dh6
= B _
4 ol 5] ‘dhe -
e - R
= 4
=
E 7 L ! 47 L I
5 {—>(mm) e S
§ 7745 Fig. D D1 L odhe y° z @ S %‘-J é !: S PRICELISTon
=
7745VT16-C12-0525 1 25 5 78 12 45° 1 0,140 -- [ J
TC6X  yruo  BTIS
163504
7745VT16-C12-2545 2 45 25 78 12 45° 1 0,310 -- [ J
=
=
a
-
[=]
&
x
o
>
T
o
=
—
7]
n
P
™
L
0
=
z
S
N
'V}
&
|
L
a
N
W
&

CUTTING TOOLS

PARAMETRI
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POSNEMANJE ROBOV, V-UTORE IN CENTRIRANJE 45° /30°
FAS-UND ZENTRIERFRASER 45°/30° _ CENTER DRILLING, CHAMFERING AND V GROOVING 45°/30°

REZKANJE

-
=
L , =
L1 ‘ | =
‘ Xﬂé :{udh
—
-
=
a
—
5
o
=
i¢—>i(mm) o 2
{ i o
@dh6 DS L 11 Y Z Dun Dmax O\ dd = 2 rrceuston 23
O x
311.020 WW 20 0,4/08 115 40  45° 1 0,4 20 0,240 é [ §
TCMX =
311.020 WWL 20 0,4/0,8 150 60 45° 1 0,4 20 16T3ZR VT40 BT15 0,320 é [ ]
16T308ZR w
311.020 WWXL 20 04/08 200 80 45° 1 0,4 20 0,430 é (] E
S
z
=
(7]
N
d
&
a
o
L |
L ] .
‘ J z
@dh6 a
=
—
N 2
i¢—>{(mm) § é
o0dhé DS L L1 Y Z Dmin Dma <‘> =% @ = 2 rucuson ol
=
160.45 W 16 0,8 120 40  45° 1 0.8 17 SEEX 0,190 -- [
VT4010 BT15
127408
160.30 W 16 0,8 120 40 30° 1 0.8 21 0,200 == ([ ]
=
=
a
-
<)
x
»
(@]
S
= =
(®]
=
—
@
d
=
o
N
<
o
CENTRIRANJE
GREZENJE
ZENTRIER-SENK BOHRUNG ANFASEN
CENTER DRILLING BORE CHAMPERING
=
<
S
N
'V}
&
"V”-UTORJENJE’ I POSNEMANJE =
“V” - NUTENFRAESER ECKE ANFASEN a
“y" - GROOVE CUTTING CORNER CHAMFERING E

2026 &ROL 27

CUTTING TOOLS

PARAMETRI



POSNEMANJE ROBOV, V-UTORE IN CENTRIRANJE 30°, 45° E 60°
FRASER ZUM FASEN 30°, 45° E 60° _ CHAMFERING MILLING CUTTER 30°, 45° AND 60°

REZKANJE

o]
=
=
=

g’

@D2@D1 @dh6

o </>\
=
= o
a
3 LY H .
o L »
=
{¢——>{(mm) e S
: - - e e o b f e E e
o )
23 300.016 WW 12 16 70 20 12 45 1 T oen gros 0 ¢ °
& . 1102...
& 300.021WW 62 21 90 35 20 45 2 0180 & ®
= 300.032 WW 104 325 100 4 25 45° 2 f:T“gT VI40 BT15 0380 6 ®
w 310.016 WW 54 16 70 20 12 60° 1 e 0060 & ®
= Toa.  VT25B  BTOS
g 310.027 WW 158 26 90 35 20  60° 2 0180 o @
=
= 310.032 WW 20 35 100 39 25 60° 2 _;rscTngT VI40 BT15 0380 6 ®
=
315.032 WW 6 32 w0 38 25 30° 2 BT vimo BM5 0380 o
N
['T)
o
(=]
o
a 0‘ g — @ dhé
. 8, eb—— E=——H]|
= f
a o 45° H
= s L
=
= = G
N
ol gl I — a‘ @ dhé
\\\ S Q Q K % +‘
5 45° H
(U] < N
] L
o
=
i¢—>i(mm) S S
... P RO S P
=
320.004 WW 1 4 2 80 28 12 1 0060 6 ®
- e, \T25B  BTO8
= 320.011 WW 2 1M 20 80 32 12 2 0070 & ®
320.012 WW 1 12 237 100 37 20 1 0190 o @
SCMT
==
5 320.016 WW 2 16 288 100 32 16 2 gorsog VIO  BTI5 0150 4 e
z 320.025 WW 2 30 43 100 32 20 3 0270 & ®
% Daljsa izvedba - Lange Ausfiihrung - Long models
@ 320.012 WWL 1 12 237 200 37 20 1 0420 6 ®
320.016 WWL 2 6 288 200 32 16 03%"38 VI40 BT15 0300 6 ®
(7]
e 320.025 WWL 2 30 43 200 32 20 3 0480 & ®
7]
=
{¢——>!(mm) = S
o PP NP S
z 321.004 WW 1 4 2 8 28 12 1 SPGT 0,060 & O
S SPMT  VT25  BTO8
N 321.011 WW 2 1 20 80 32 12 2 060304 0070 & O
= 321.012 WW 1 2 237 100 37 20 1 st 0190 & ©O
321.016 WW 2 6 288 100 32 16 2 SPMT VT35 BTI5 0150 & O
— 097308
& 321,025 WW 2 30 43 100 32 20 3 0270 & O
N
['T]
-4

& ROL

CUTTING TOOLS

PARAMETRI
N
(-]



NASTAVLJIVA REZKALA ZA POSNEMANJE ROBOV IN GREZENJE OD 10° DO 80° _ FASENFRASER,
WINKELVERSTELLBAR VON 10° BIS 80° _ MILLING CUTTERS FOR CHAMFERING-FLARING 10° TO 80°

REZKANJE

MINIMILL

MOULDMILL

Z lezis¢em temt 1613... Z lezis¢em SCMT 1204...
Mit  Kassette ~ TCMT Mlt Kassette SCMT 1204...
1673... With poket TCMT With pocket SCMT 1204...

MICROTOOLS
ROL

16T3... /\1 0° /
VKLJUCENI STA 2 KASETI T16 NEW + S12
INKLUSIVE 2 KASSETTEN T16 NEW + S12 w
INCLUDING 2 POCKETS T16 NEW + S12 =
N
=
o
&
i¢—>{(mm)
Fig. 1 Fig. 2 S
o
D hé L Y Drin.® Dmax.®  Dmin®  Dmax O E B = 2 rucuston
340.020 W NEW 20 95 “ “ “ “ “ “ 0320 -- ®© E
10° 5 32 7,5 30 2,7 8
20° 6 33 10 32 3,6
30° 7 34 13 32,5 43 »
40° 10 33 16,5 33,5 45 2
340.025 W NEW 25 95 45° 1 33 17,5 33,5 46 033 -- © E
50° 13 32 19 33,5 46 =
60° 16 31 22 33,5 43 =
70° 19 29 24,5 33,5 3,8
80° 23 27 27 31 3
340.025 WL NEW 25 145 g “ “ z “ g 0530 -- ® 5
340.025 WXL NEW 25 195 “ “ “ “ “ “ 0720 - ® 9
(@]
=
Kaseta Ploscica Vijak Vijak kasete Kljuc
Pocket Insert Insert screw  Pocket screw Key =
o [
Fig. 1 L = - a
S kaseto TCMT 16T3... A = S =K 3
Mit Kassette TCMT 16T3... =
With pocket TCMT 16T3... T16NEW TCMT16T3.... VT40 M6-16 BT15
o 5
Fig. 2 'ﬂ @ € ) o 2
S kaseto SCMT 120k... = = =% S
Mit Kassette SCMT 1204... =
Wlth pocket SCMT 1204... S12NEW SCMT1204... VT40S M6-16 BT20 o
d
=
Q
N
o
—
o
z
<
==
N
'V}
o
o
L
(=]
N
W
-3

2026 &ROL 29

CUTTING TOOLS

PARAMETRI



REZKALA ZA CELNO GREZENJE IN POVRTAVANJE
SENKFRASER UND AUSBOHRER _ SPOT FACING AND BORING MILLING CUTTERS

=
=
S
N
w
[

-
=
=
=
= / \
@ dh6
-
=
= L
—
3
= i¢—>{(mm) - X
' " ! ‘ (&)
" oD L (] 0dh6 @ Fmin z @ S =0 A f‘ £ PRICELISTon
= 380W W D10 10 85 15 12 4 1 0,060 & ®
°3 380W W D11 11 85 15 12 4 1 0060 6 ®
og 380W W D12 2 85 18 2 4 1 0070 & ®
S 380W W D13 13 85 7% 12 5 1 g, V2B BTO8 0070 4 @
= 380W W D14 14 85 23 12 5 1 0070 6 ®
380W W D15 15 85 30 12 5 1 0070 & ®
u 380W W D16 16 85 30 12 5 1 000 & ®
g 380W W D17 17 95 30 16 6 1 0120 & ®
> 380W W D18 18 95 40 16 6 1 0120 6 ®
= 380W W D19 19 95 40 16 6 1 0130 & ®
380W W D20 20 95 40 16 5 1 0160 & ®
380W W D21 21 95 42 16 5 1 01460 & ®
380W W D22 2 95 42 16 6 1 0140 & ®
. 380W W D23 23 95 42 16 6 1 0170 6 ®
i 380W W D24 2% 95 42 16 6 1 comT 0280 6 ®
) 380W W D25 25 95 42 16 8 1 oo30, V40  BTI5 0300 o e
380W W D26 26 120 56 20 8 1 0300 6 ®
| 380W W D27 27 120 56 20 9 1 030 & ®
= 380W W D28 28 120 56 20 10 1 0320 6 ®
a 380W W D29 29 120 56 20 17 1 0320 6 ®
= 380W W D30 30 120 56 20 12 1 0340 & ©
= 380W W D31 31 120 56 20 12 1 0360 6 ®
380W W D32 2 120 56 20 13 1 0360 6 ®
380W W D33 33 120 56 20 14 1 0360 6 ®
'—
=
(U]
L
o
= N
oF jz dh6
-
=l =
-4
a
] L
e
i¢—>{(mm) — S
- oD L 1 @dh6 O@Fmn 2 @ S —% & 2 ruauson
S 385\W W D10 9,8 90 23 8 45 1 0,060 & ©
5 385W W D11 10,8 105 2% 10 3,5 1 0060 & ®
s 385W W D12 118 105 25 10 3 1 000 & ®
- 385W W D13 12,8 105 26 10 2,5 1 0070 6 ®
385W W D14 138 110 27 12 3 1 ccmT 0070 & ®
385W W D15 148 120 28 12 35 1 oe0204 VT25B BTO8 o0 ., o
0 385W W D16 158 125 29 2 4 1 0070 & ®
o 385W W D17 16,8 140 30 16 5 1 0120 & ®
7] 385W W D18 17,8 140 31 16 6 1 0120 & ®
= 385W W D19 188 150 k) 16 7 1 0130 & ®
385W W D20 198 150 33 16 8 1 0140 & ®
385W W D21 208 160 34 16 9 1 0160 & ®
_ 385W W D22 21,8 160 35 20 10 1 01460 & ®
£ 385W W D23 28 165 36 20 7 1 0170 6 ®
< 385W W D24 23,8 170 37 20 12 1 0280 & ®
i 385W W D25 24,8 180 38 20 13 1 comT 0300 6 ®
385W W D26 258 185 39 20 14 1 ooy30, VIO BT15 0300 o e
385W W D27 268 190 40 20 15 1 0310 6 ®
- 385W W D28 27,8 190 4 20 16 1 0320 6 ®
a 385W W D29 288 200 42 20 17 1 0320 6 ®
N 385W W D30 29,8 200 43 25 18 1 0340 & ®
& 385W W D31 308 200 4 25 19 1 0360 6 ®
385W W D32 31,8 200 45 25 20 1 0360 6 ®
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CUTTING TOOLS

PARAMETRI



REZKALA ZA CELNO GREZENJE 180° _ 180° SENKFRASER _ 180° SPOT-FACING END MILLS

REZKANJE

MINIMILL

MOULDMILL

@ dhé
N —

MICROTOOLS
ROL

je—>i = S
m oD L 11 é"(;':()i 0 Fmin z @ g — @ .,T- é PRICELIST on ._.:_;
480W W D15 15 92 30 12 5 2 000 & ® =
480W W D16 16 92 30 12 5 2 000 & ® 7
480W W D17 17 94 32 16 6 2 0120 o @
480W W D17,5 75 9 40 16 6.5 2 0120 6 e
480W W D18 18 o7 4 16 7 2 0120 o @ b
480W W D19 19 100 4 16 8 2 e, VI25B  BTO8 0130 4 e 8
480W W D20 20 102 4 16 9 2 0150 & ® .
480W W D21 21 105 4 16 10 2 0150 & E'
480W W D22 2 10 4 16 1 2 0160 o ® E
480W W D23 23 M 4 16 ) 2 0170 o e 2
480W W D24 15 ® 16 13 2 0180 o @
480W W D25 25 120 40 16 8 2 0180 & @ =
480W W D26 26 125 55 20 9 2 0270 o ® 2
480W W D27 27 128 55 20 10 2 0300 & @ 2
480W W D28 28 130 55 20 1 2 0310 & @
480W W D29 29 132 55 20 12 2 0330 o6 ® o
480W W D30 30 134 55 20 13 2 0340 & @ =
480W W D31 31 136 55 20 1% 2 0350 & ® =
480W W D32 32 138 55 20 15 2 0370 6 @
480W W D33 33 140 55 20 16 2 CCMT 03% o e S
480W W D34 3% 140 60 25 16 ,  oomos VO BTE 0 e §
480W W D35 35 40 60 25 17 2 0550 & ® =
480W W D36 36 140 60 25 18 2 0560 6 ® 7
480W W D37 37 140 60 25 19 2 0580 o ® w
480W W D38 38 140 60 25 20 2 050 & ® 3
480W W D39 39 140 60 25 21 2 0610 & @ =
480W W D40 40 140 60 25 2 2 0620 & ®
480W W D41 4 140 60 25 23 2 0640 o ®
480W W D42 4 W0 60 25 2% 2 0650 6 ® =
480W W D43 43 150 70 25 2% 2 0670 6 ® %
480W W D44 4 150 70 25 2% 2 060 6 ® =
480W W D45 45 150 70 25 2% 2 - 0700 6 ® N
480W W D46 46 150 70 25 24 o t2ou0s VPO BTHO 0, &
480W W D47 47 150 70 25 2% 2 0740 & ® E
480W W D48 48 150 70 25 2% 2 0760 & @
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CUTTING TOOLS

PARAMETRI



REZKALA ZA VZVRATNO CELNO GREZENJE 180°
RUCKWARTSSENKER 180° _180° BACK FACING MILLING CUTTERS

REZKANJE

o]
=
=
=

dhé | D1

2 | ==

= i

(=)

—

=2

g ~

i¢—>{(mm) - o
4 ’
" m D Dmin L L1 L2 L3 dhé D1 e @ S —% f = 2 rucuston
° CPMT
[ 360W D15 (HE) 15 85 105 55 42 35 20 25 35 O05T104  VT22 BTO7 0170 -- ®
5] K300
Oz
= 360W D18 (HE) 18 105 112 62 47 40 20 25 4 0170 - ®
= 360W W D20 (HE) 200 13 117 67 52 45 20 25 3.75 0180 & @
360WWD24 (HE) 24 15 122 72 57 50 20 25 475 ogglznt.)r:. VI25B BTO8 0190 & @

1 360WWD26 (HE) 26 17 132 8 67 60 20 25 5 020 & ©

E 360WWD30 (HE) 30 19 142 92 77 65 20 25 6 0250 & @

N 360WWD33 (HE) 33 21 152 102 8 75 20 25 6.5 0270 &6 @

3 360WWD36 (HE) 36 23 173 13 93 85 32 40 7 ccmT 0630 & @

n 360WWD40 (HE) 40 25 183 123 103 95 32 40 8 091304  VT40 BT15 0670 6 @
360WWD43 (HE) 43 30 183 123 103 95 32 40 7 0860 6 @
360WWD48 (HE) 48 33 223 163 143 135 32 40 8 1120 6 ©
360WWD53 (HB) 53 36 210 140 -- 110 40 -- 9 1420 o6 @

N 360WWD57 (HB) 57 39 220 150 -- 120 40 -- 95  CCMT VTS0 Br20 1620 6 e

= 360WWD66 (HB) 66 45 245 165 -- 135 50 -- 11 120404 2620 6 @

o 360WWD76 (HB) 76 52 265 185 -- 155 50 -- 125 3250 & ©

—

- o . -

- REZKKALA ZA VZVRATNO CELNO GREZENJE 45° _ RUCKWARTBRAAK £5TAMFERING MILLING CUTTER 45°

(=]

=

=

= L

L1
L2
L3

e B e

=

(&) £ dhé |D1

] E ol

g © @ 7777777

= i

- {¢——>{(mm) P S

= w ”

& 370 W D Dmin L 11 L2 L3 dhé D1 e /O\ S —% f = 2 rucuston

= 370W D15 (HE) 15 10 105 55 42 35 20 25 270 TCMT 0170 - ®©

e 370WWD20 (HE) 20 14 10 60 47 40 20 25 3.20 0802.. V228 BT06 0180 & @
370WwWD23 (HE) 23 17 120 70 57 50 20 25 3.20 - 0190 & ©

- 370WWD27 (HE) 27 21 140 90 77 70 20 25 3.20 1102 VI25B BTO8 0220 & ©

= 370WWD31 (HE) 31 24 150 100 87 80 20 25 3.70 0260 & ®

S

=

—

(V2]

360w O 6 0 0 o0 O

(7]

[ -—

2 | ‘ I

i | |

2 E— | |

E @ DH13 | T

g | i i
| ! I N
180° | | \

— | |

o

<

==

N

['7}

“ o m | W |

= @ DH13| — T ‘ ‘ 4,‘ ‘.i

L

a L TTae

uN_; B—

& 45° ve =50 - 80 m/min

f=0,02-0,08 mm/rev
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PARAMETRI



NASTAVLJIV IZSTRUZEVALNE GLAVE
EINSTELLBARE FEINBOHRSTANGEN _ ADJUSTEMENT BORING BARS

REZKANJE

MINIMILL

—
=
=
(=)
—
=2
o
=
(7]
RA.L R.A.L CCMT... o
o
( d 5 =]
4 o
=
=
L1
L w
=
d
‘N
=
INSERTO x =
ie—>i(mm) ] (7)
. Wendeplatte
P - om0 0 0 MEER g e
R.A.l 06 8 65 20 8 06 07 REM VI26 BLT [0\ WCMT020%.. 0,02 -- O
RA.L 07 9 65 25 8 07 08 RE9 VI20 BL9 /) TPGX0601.L 0020 -- O b
(=]
RA.L 08 9 65 25 8 08 10 RE10 V120 BL10 3 TPGX0601.L 0,030 -- O °
RA.L 10 0 70 30 10 10 12 REO VI20 BLO ) TPGX0802.L 0070 -- O -
RA.L 12 105 65 40 12 12 15 RE1 V120 BL1 5 TPGX0802.L 0100 - O a
=
RA.L 15 M0 60 50 16 15 20 RE2 VI20 BL2 /5 TPGX0802.L 0170 -- O 2’
RA.L 20 120 60 60 20 20 25 RE3 V25 BL3 ) TCMT1102.. 0270 -- O
RA.L 25 %0 70 70 25 25 30 RE4 VI40 BL&4 /) TCMT16T3.. 0480 -- O .
=
RA.L 30 160 70 90 25 30 35 RE5 VI40 BL5 /) TCMT16T3.. 0620 -- O e
RA.L 35 170 70 100 32 35 40 RE6 VI40 BL6 ) TCMT16T3.. 1050 -- O =
RA.L 40 190 70 120 32 40 45 RE7 VI40 BL7 5 TCMT16T3.. 1400 -- O
RA.L 45 220 70 150 32 45 50 RE8 VI40 BL8 /) TCMT16T3.. 2,040 -- O g
(=]
RA.L 10 CCMT 100 70 30 10 10 12 RE1 VT25B BLO @ CCMT 0602... 0,070 -- © 2
o
RA.L 12 CCMT 105 65 40 12 12 15 RE1 VT25B BL1 @ CCMT 0602... 0100 -- ©O
RA.L 15 CCMT 170 60 50 16 15 20 RE2 VT25B BL2 @ CCMT 0602... 0170 -- © ¥
=
R.A.l. 20 CCMT 120 60 60 20 20 25 RE3 VT25B BL3 @ CCMT 0602... 0,270 -- © 5
s
RA.l. 25 CCMT 140 70 70 25 25 30 RE4 VI35 BL&4 @ CCMT09T3.. 0480 -- ©O 2
R.A.l. 30 CCMT 160 70 90 25 30 35 RE5 VT35 BLS @ CCMT09T3.. 0,620 -- ©O
d
R.A.l. 35 CCMT 70 70 100 32 35 40 RE6 VT35 BL6 @ CCMTO9T3.. 1,050 -- © 2
172}
RA.L 40 CCMT 190 70 120 32 40 45 RE7 VI35 BL7 @ CCMT 09T3.. 1400 -- © g
RA.L 45 CCMT 220 70 150 32 45 50 RE8 VI35 BLS @ CCMT 09T3.. 2,040 -- ©
Daljsa izvedba - Lange Ausfiihrung - Long models
RA.. 12 SL 130 70 60 12 12 15 RE1 V120 BL1 ) TPGX0802.L 0200 -- O ;:
==
RA.. 15 SL %0 70 70 16 15 20 RE2 V120 BL2 /) TPGX0802.L 0270 -- O o
RA.L 20 SL 150 70 80 20 20 25 RE3 VI25 BL3 ) TCMT1102. 0370 -- O
RA.L 25 SL 170 70 100 25 25 30 RE4 VI40 BL4 /) TCMT16T3.. 0580 -- O 5
(=]
RA.L 30 SL 190 70 120 25 30 35 RE5 VI40 BL5 /) TCMT16T3.. 0720 - O N
o
RA.L 35 SL 220 70 150 32 35 40 RE6 \VI40 BL6 /) TCMT16T3.. 1150 -- O
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CUTTING TOOLS

PARAMETRI



GLAVE ZA POSNEMANJE ROBOV _FASENFRASER _ CHAMFERING MILLING CUTTERS

REZKANJE

o]
=
=
=

MOULDMILL

¢d 16 = VT.FB.030
¢d22=VT.FB.035

MICROTOOLS
ROL

15°-20°-30°-40°-45°-60°-75°

w i ¢——>!(mm) = §

=3 = 120

=N FB: 030 o1 od LB 1 v n z k [B] S —=w F & g s

2 FB.030.001 W 17 56 22 50 17,8 27,5 45° 19 9 3 0,470 e [ ]

-

& FB.030.002 W 17 45 16 50 13 27,5 60° 24 9 3 0,280 ] L]
FB.030.003 W 17 65 22 50 24 27,5 30° 13 9 3 APHT 0,600 e L]
FB.030.004 W 7 70 2 50 27 275 15° 7 9 3 aPHX vrs BTO8 0770 o @

b FB.030.005 W 19 33 16 60 7 275 75° 27 9 3 1003.. 0270 & ®

(=]

o FB.030.006 W 7 60 22 50 19 27,5 40° 17 9 3 0,520 e [ ]

. FB.030.007 W 7 69 22 50 26 275 20° 9 9 3 0,700 é °

—

4 RazpoloZljivo na zahtevo tudi fb 030 z razlicnimi gradacijami y° * K=Faktor pomika _ Vorschubfaktor _Factor of feed

e Liferbar auf Anfrage FB 030 mit verschied Graden Y° Availabl

: on request FB 030 with different grades Y°

=2

=

=

=

]

Ll

g prse

=2 -

=

=

= L

-

o

o

@®d22=VT.FB.035
@d 27 = VT.FB.STANDARD V

E, (DIN912 M12X 30)

=

=5

()

=

@ 10°-15°-20°-30°-40°-45°-50°-60°-75°

i ¢——>!(mm) e §

E o0 D1 0d L B I Y H 2z K "_T,‘ = = @ ’I 2 PRICELISTon

h FB.035.001 W 35 778 27 50 21,4 30 45° 21,5 6 3 0,780 e [ ]

=

- FB.035.002 W 35 65 27 50 151 30 60° 265 6 3 0,580 é L]
FB.035.003 W 35 88 27 50 265 30 30° 150 6 3 1,000 e [ ]

_ FB.035.004 W 35 94 27 50 295 30 15° 80 6 3 APHT 1,190 ] L]

3 FB.035.005 W 35 507 22 60 8 30 75° 295 6 3  pbux V40 BTI5 0460 o @

==

N FB.035.006 W 35 84 27 50 245 30 40° 19 6 3  1604. 0860 6 ®©

o
FB.035.007 W 35 91 27 50 285 30 20° 10 6 3 1,130 e L]

- FB.035.008 W 35 73 27 50 18 30 50° 23 6 3 0,820 ] L]

-

g FB.035.009 W 35 98 27 50 32 30 10° 6 6 3 1,260 e [ J

N

ﬁ razpolozljivo na zahtevo tudi fb 035 z razli¢nimi gradacijami y° * K= Faktor pomika_ Vorschubfaktor _ Factor of feed

Liferbar auf Anfrage FB 035 mit verschiedenen Graden Y° Available
on request FB 035 with different grades Y°
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PARAMETRI



FAZNA REZKALA ZA FINO REZKANJE
FASENFRASER ZUM SCHLICHTEN _ CHAMFERING MILLING CUTTERS FOR FINISHING

REZKANJE

-
=
=
— 5
=
EN IElE|
L
=
(=)
—
=
(=]
I2 E
L
i¢——>{(mm) = o, 2
i i S ~ =)
L ye H Z K /o o] E ¢‘-—‘ @ ,I g PRICELIST on S 2
O x
o XECX VT40 N -3
FSB.012.001W 12 59 32 110 45 23,7 2 2 2T3 FSB BT15 1,010 o §
* K= Faktor pomika_ Vorschubfaktor _ Factor of feed o
| D1 E
N
=)
3
-
(7))
L
N
b
3
a
2 o
-
-
- 5 o
—_— ¥ - a
z K /o o] E = @ ,: g PRICELIST on =
FSB.020.001 MW 20 70 22 55 45° 22,8 3 3 0,730 > o 2
o XECX VT40
FSB.020.002 MW 20 59,4 22 55 60 28 3 3 3213 FSB BT15 0,520 o
FSB.020.003 MW 20 80 22 55 30° 17 3 3 1,030 6 o -
=)
* K= Faktor pomika _ Vorschubfaktor _ Factor of feed E
‘<—d4>< E
=
=
3
a
3
-3
=
=]
=
==
()
— v .
z /o o] E =K é ’; E PRICELIST on 0
XECX VT40
4 3213 FSB BT15 0,550 @ O §
B
— A S
=1 Ey f—b EE [T N -
KODA OBLIKA OZNAKA Brez previeke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
TIN TIALN
L d S d1 r k15 P25 P40 P200 P300 K300 K400 =
PVD PVD g
@ - 37 19 397 48 0,2 XECX 327302 [ E
& Ll
D‘ 37 19 397 48 20 XECX 327320 o =
D 37 19 397 48 30 XECX 327330 o 5
1 i}
37 19 397 48 40  XECX32T340 o N
['T)
3
37 19 397 48 50 XECX 321350 o

XECX
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SETI _ SATZ BEISPIEL _ SET EXAMPLE

=
=
S
N
w
[

-
=
=
=
=
. REZKALA ZA POSNEMANJE ROBOV IN GREZENJE
3 BOX Fasen Friser S
2 TCMT SETW Milling cutters for chamfering i) o= O
— O wv
=
g n°1 S 300.016 WW SPECIAL
Art. SET 300W W - 45° 0270 4 ® NETPRICE
n°1 Sl 300.021 WwW PrROMO
4
S
53
& (-
=
=
=
=
N REZKALA ZA POSNEMANJE ROBOV, V-UTORE IN CENTRIRANJE 45°
E BOX Fas-und Zentrierfrdser 45° =
TCMX SETW Center drilling, chamfering and V grooving 45° i) !I g
n°1 PSS 311.020 ww SPECIAL
Art. SET 31TW W 0,330 3 @ NETPRICE
E n°4 /4 TCMX16T3ZRTiN PROMO
(=]
o
o]
[
(=]
=
=
=2
=
REZKALA ZA POSNEMANJE ROBOV, V-UTORE IN CENTRIRANJE 45° / 30°
BOX Fas-und Zentrierfrdser 45° / 30° o]
E SEEX SETW Center drilling, chamfering and V grooving 45° [ 30° @ F g
= o1 IS 16045 W _—
Art. SET 160W - 45° 0,250 -- @ NETPRICE
n°5 <& SEEX12T408 TiN PROMO
o]
[~
(=]
-
o
=4
2
S
= FAZNA REZKALA ZA POSNETIJA 45°
= BOX Fasen Frdser 45° =
= . orpe ° &= ©°
@ TCEX SETC Chamfering Milling Cutter 45 B 2
n°1 SEl 7545VT13-C12-0422 SPECIAL
a Art. SET 7545-0422 0,250 -- @ NETPRICE
& n°4 4 TCEX13T302 K400 PROMO
(%2}
=
=
<
=
o
= FAZNA REZKALA ZA POSNETIJA 45°
BOX Fasen Frdser 45° 5
5 TCGX SETW Chamfering Milling Cutter 45° A = 2
a
N n°1 SEl 7745VT16-C12-0525 SPECIAL
= Art. SET 7745-0525 0,200 -- @ NETPRICE
n°4 /5 TCGX 163504... PROMO

CUTTING TOOLS

PARAMETRI
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= | (RO

10y X
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MODULARNA REZKALA ZA KOTNO REZKANJE
EINSCHRAUBKUGELGESENKFRASER _ THREADED TYPE MILLING CUTTERS

L
— p |—
Dll —
1ARIIOIE — v
| A\
R N |
_Joo°
i¢—>{(mm) §
L M m p z ol | ¢‘—J é ,T. 2 PRICELIST on
741MO D10/2 N 0 65 16 145 M6 52 2 0,010 s o
741MO0 D12/3 N 2 65 16 145 M6 52 3 0,010 ¢ o
741MO D16/4 N 6 85 21 175 M8 52 4 APKT T BT06 0,020 6 o
741MO D20/5 N 20 10,5 26 20 M10 52 5 ;\:(l,\gx 0,050 s o
741MO0 D25/7 N 25 125 30 22 M12 52 7 0,100 6 o
741MO0 D32/8 N 32 17 43 23 M16 52 8 0,240 6 o
L
E— p —
Dll -
v __X AP
‘«—Ll—»\ ¥_/ —
_Jaoe
| ¢=——>!(mm) = S
ey A4 -
m b m L ump 8 z [ E —=¢ & & g mas
740MO D10/1 0 65 20 145 M6 10 11,0° 1 0010 6 @
740MO D12/1 12 65 20 145 M6 10 9,0° 1 0010 6
740MO D16/2 16 85 25 175 M8 10 35° 2 0020 & ®
740MO D20/3 20 10,5 30 20 M10 10 15° 3 APHT 0050 & ®©
740MO D25/3 25 125 35 22 M2 10 09° 3  APHX  yrs  Bros8 o000 4 @
740MO D25/4 25 125 35 22 M12 10 0,9 4 1003... 0900 & e
740MO D28 /4 28 125 35 22 M12 10 0,9° 4 0120 & ©
740MO D30/4 30 17 43 24 M16 10 0,6° & 020 & ®
740MO D32/5 32 17 43 24 M16 10 0,6° 5 0,220 6 o
i¢—>{(mm) T o,
w _
m b ot L u Mo 8z [ T o F FE s
@nomonzslz 25 125 40 22 M12 17 35° 2 APHT 0,110 6 o
730MO D32/3 32 17 46 24 M6 17 2,0° 3 :';:’T( VT40  BT15 0220 & ®
730MO D40 /4 40 17 46 24 M16 17 15° 4 1604... 033 6 ©
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REZKANJE

MINIMILL

SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICR'?JI?OLS

PLOSCICE

REZKARJI

REZ.DELI

PARAMETRI

MODULARNA REZKALA ZA KOTNO REZKANJE
EINSCHRAUBKUGELGESENKFRASER _ THREADED TYPE MILLING CUTTERS
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745MO D D1 L 11 M p B z LOJ S =% & ™= 2 rucuso
745MO D20/3 20 10,5 30 20 M10 10 40° 3  LNEX 0050 & ®
745MO D25/3 25 125 35 22 M2 10 35 3  LNKX ";,.350 BT09 0100 & ®
745MO D32/4 32 17 43 24 M6 10 3,0° 4 10... 0230 & ®
MODUI.AR!\.IA REZKALA ZA REZKANJE FAZ
EINSCHRAUBFASENFRASER _ THREADED TYPE MILLING CUTTERS
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D DI D2 L L1 M z @ = —% i) !:i‘- 2 pRicELISTon
321MO D12/1 237 85 12 30 175 8 1 SPGT 0190 & o
321MO D16/2 288 105 16 30 20 10 2 SPMT VT35S BT15 0150 & ®
321MO0 D30/3 23 17 30 35 24 16 3 09T73... 0270 & @
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REZKALA ZA KOPIRNO REZKANJE

EINSCHRAUBKUGELGESENKFRASER FUR RUND - WSP _ THREADET TYPE MILLING CUTTERS

S
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/)

. ' _ 2
400M 042-10/6 42 16 4 5 - 6 RD.1003.. VI35  -- - BT5 0240 4 @
400M 052-12/5 52 22 50 6 57° 5  RD.12T3.. 0360 & ®
400M 066-12/6 66 27 50 6 41° 6 RD.12T3.. VI35 - CVB35 BTI5 0610 6 ®
400M 080-12/7 80 27 50 6 32° 7  RD.12T3.. 1080 6 @
400M 052-16/4 52 22 50 8 88 4  RD.1604.. 033 6 @
400M 066-16/5 66 27 50 8 60° 5  RD.1604.. 050 & ®
400M 080-16/6 80 27 50 8 45 6  RD.160k.. 1050 & ®
400M 100-16/7 100 32 55 8 37° 7  RD.1604.. VThs CUBAS - BT20 1800 6 @
400M 125-16/8 125 40 55 8 28° 8  RD..1604. 2300 64
400M 160-16/9 160 40 55 8 18 9  RD..1604... 4460 & @

M

H H 4
400MO D10/2 10 18 M6 6,5 14,5 2,5 289° 2 RD..0501.. 0010 - ®
400MO D20/5 20 30 M10 10,5 20 25 69° 5 RD. 0501.. e - - BToe 0060 & ®
400MO D12/2 12 18 M6 65 145 3,5 22,7° 2 RD..O7T1.. 0010 & ®
400MO D15/2 15 23 M8 85 175 3,5 20,0° 2 RD..0702... 0020 6 ®
400MO D15/3 15 23 M8 85 175 35 200° 3 RD.O702.. yy gy 000 0 ®
400MO D20/4 20 30 M10 10,5 20 3,5 11,0° 4 RD.0702.. 2530 0060 & ®
400MO D25/5 25 35 M12 125 22 3,5 73° 5 RD..0702.. 0100 & ®
400MO D30/5 30 43 M16 17 24 35 54° 5 RD.0702.. 0200 & ®
400MO D20/2 20 30 M10 10,5 20 5 39,0° 2 RD.1003.. 0050 & ®
400MO D25/2 25 35 M12 125 22 5 143° 2 RD.1003.. 0100 & e
400MO D25/3 25 35 M12 125 22 5 143° 3 RD.1003.. 009 & ®
400MO D30/4 30 43 M6 17 24 5 93° 4 RD.1003.. VI35  -- - BTI5 0200 & @
400MO D35/4 35 43 M16 17 24 5 73° 4 RD.1003.. 0200 & ®
400MO D35/5 35 43 M16 17 24 5 73° 5 RD.1003.. 0250 & ®
400MO D42/5 42 43 M16 17 24 5 54° 5 RD.1003.. 0250 & ®
400MO D24/2 24 35 M2 125 22 6 - 2 RD.12T3.. 0100 & ®
400MO D35/3 35 43 M16 17 24 6 - 3 RD.12T3.. VI35 -- CVB35 BT15 0200 & @
400MO D42/4 42 43 M6 17 24 6 83° 4 RD.12T3... 0250 & ®
400MO D32/2 32 43 M16 17 24 8 - 2 RD.1604.. VT45 CVB45 -- BT20 0200 & @
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REZKANJE

MINIMILL

REZ.DELI REZKARJI PLOSCICE SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICRF?JLOOLS

PARAMETRI

PODAL)JSKI ZA REZKALNE GLAVE _ VHM VERLANGERUNGEN _ CARBIDE ADAPTORS

PCIMD12 060 M06
PCIMD12 080 M06
PCIMD12 100 M06
PCIMD12 150 M06
PCIMD16 080 M08
PCIMD16 100 M08
PCIMD16 120 M08
PCIMD16 150 M08
PCIMD16 200 M08
PCIMD20 100 M10
PCIMD20 140 M10
PCIMD20 200 M10
PCIMD25 100 M12
PCIMD25 150 M12
PCIMD25 200 M12
PCIMD25 250 M12
PCIMD32 100 M16
PCIMD32 150 M16

PCCMD10 150 M6
PCCMD12 150 M6
PCCMD16 150 M8
PCCMD16 200 M8
PCCMD20 200 M10
PCCMD20 250 M10
PCCMD25 200 M12
PCCMD25 250 M12
PCCMD32 250 M16
PCCMD32 300 M16
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L4 [\ Under Cut v
A L +0.15
d1€<—:i (mm)u 2 13 W M i) = g PRICELIST on

6 wv
12 6,5 9,7 60 15 5 8 19 6 0,100 4 o
12 6,5 9,7 80 15 5 8 19 6 0,140 6 o
12 6,5 9,7 100 15 5 8 19 6 0,200 6 o
12 6,5 9,7 150 15 5 8 19 6 0,300 6 o
16 8,5 12,7 80 15 6 9 20 8 0,350 6 o
16 8,5 12,7 100 15 6 9 20 8 0,350 4 o
16 8,5 12,7 120 15 6 9 20 8 0,350 6 o
16 8,5 12,7 150 15 6 9 20 8 0,350 o o
16 8,5 12,7 200 15 6 9 20 8 0,600 6 o
20 10,5 17,7 100 20 10 13 26 10 0,500 o o
20 10,5 17,7 140 20 10 13 26 10 0,700 4 o
20 10,5 17,7 200 20 10 13 26 10 0,900 4 o
25 12,5 20,7 100 30 10 13 26 12 0,500 4 o
25 12,5 20,7 150 30 10 13 26 12 0,500 4 o
25 12,5 20,7 200 30 10 13 26 12 0,900 4 o
25 125 207 250 30 10 13 26 12 1,000 s o
32 17 28,7 100 30 10 14 30 16 1,250 6 o
32 17 28,7 150 30 10 14 30 16 1,900 o o

- H L2
S
L3 »—j-( L4
L
54_:5 (mm)u L2 3 L4 M @ o g PRICELIST on

6 wv
0 65 98 150 30 5 7 19 6 0,300 s o
12 6,5 10,8 150 27 5 7 19 6 0,300 4 O
16 8,5 15 150 27 6 8 20 8 0,350 4 O
16 8,5 15 200 31 6 8 20 8 0,600 4 O
20 10,5 18 200 36 10 12 24 10 0,900 4 O
20 105 18 250 44 10 12 24 10 1,000 ¢ o
25 125 225 200 36 10 12 26 12 0,500 s o
25 125 225 250 44 10 12 26 12 1,000 ¢ o
32 17 28,6 250 44 10 13 28 16 2,100 4 O
32 17 28,6 300 52 10 13 28 16 2,300 4 O
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SESTAVA _ MONTAGE _ ASSEMBLING
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= Geschliffene Schrdge am Schaft
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= Ground taper on tool shank
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= Zagotovljeno centriranje rezalnega roba po zaslugi
popolnoma brusene rezilne ploscice
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DRZALO ROL _ KLEMMHALTER ROL _ HOLDERS ROL
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_ NOTRANJA STRUZNA DRZALA ROL
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NOTRANJA STRUZNA DRZALA ROL

BOHRSTANGEN FUR DIE INNENBEARBEITUNG ROL _ INTERNAL BORING BARS ROL
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E0408 SDUCR/L 04 ROL 8 57 26 3 1,5 56 0,022 ®
107,5°/ 8 — 3
V(i' 1
E L » J
5 {¢<——>{(mm) e §
g E'SDQCRIL d U bk f f1 Dmin = = &l é 2 PRICELIST on
E0406 SDQCR/LO4ROL 6 56 26 26 11 572 0,022 L4
S DCGT VT1604 BTO5
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E0408 SDQCR/L 04 ROL 8 57 26 26 11 52 0,022 ®
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g E'S"LCRIL d bW bk f 1 Dmin = =" é £ PRICELISTon
g E0406 SVLCR/LOSROL 6 56 26 6 3 9.2 VCGT 0022 ®
0501 VT1604 BTO5
E0408 SVLCR/L 05 ROL 8 57 26 5 3 9,2 0,031 L]
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. NOTRANJA STRUZNA DRZALA ROL
BOHRSTANGEN FUR DIE INNENBEARBEITUNG ROL _ INTERNAL BORING BARS ROL
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E0408 SVXCR/L 05 ROL 8 57 26 5 392 0,031 ®
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MINIMILL
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STRUZENJE

REZ.DELI REZKARJI PLOSCICE SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ

PARAMETRI

NOTRANJA STRUZNA DRZALA ROL
BOHRSTANGEN FUR DIE INNENBEARBEITUNG ROL _

INTERNAL BORING BARS ROL

[ )= _
S = Z
FL
{¢——>{(mm) S
Dinin FL R T L 5 ks TiN TiALN
GEMCS-D-250401-200.40R 25 20 01 04 2 )
GEMCS-D-300401-200.40R 3,0 20 01 04 2 o
GEMCS-D-390602-150.40R 39 15 0,2 0,6 17 o
GEMCS-D-590802-200.60R 59 20 0,2 0,8 22 o
GEMCS-D-590801-150.60R 59 15 01 08 17 o
GEMCS-D-6005015-420.60R 6,0 42 015 0,8 4l o
L1
== =
wi g L
i¢——>{(mm) S
Dmin w DE FL L 5 ks TiN TiALN
GEMCS-S-39100800-100.40R 39 1 0,8 10 12 o
GEMCS-S-59151800-100.60R 59 15 18 10 12 o
GEMCS-5-69202500-150.80R 6,9 2 2,5 15 17 o
GEMCS-5-79182500-250.80R 79 18 2,5 25 27 o
L1
= e
Vil FL T |
CIR-CLIP {¢——>{(mm) S
Dmin W DE R FL b & ks TiN TiALN
GEMCS-472-41139110-150.40R 4 1,39 11 0,05 15 7 o
GEMCS-472-84119200-200.80R 84 119 2 0,05 20 2 o
GEMCS-472-84169250-200.80R 84 1,69 25 0,05 20 2 o
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BOHRSTANGEN FUR DIE INNENBEARBEITUNG ROL _

KOPIRANJE

NOTRANJA STRUZNA DRZALA ROL

L1

Dmln
M
7(

INTERNAL BORING BARS ROL

GEMCS-K-390802-150.40R
GEMCS-K-500502-250.60R
GEMCS-K-591802-200.60R

KOPIRANJE 45°

GEMCS-K45-391304-200.40R
GEMCS-K45-400604-150.40R

NAVOJNI  60°,

METRICNI DELNI
PROFIL

GEMCS-G-M5-150.40R
GEMCS-G-M8-200.60R

AKSIALNI ZAREZ
GEMCS-A-70152000-200.60R
GEMCS-A-90152000-250.80R

i¢—>{(mm) §
Dmin FL R T L1 2 K15 TiN TiALN
3,9 15 0,2 0,8 17 o
5 25 0,2 0,5 26 o
5,9 20 0,2 1,8 22 o
L1
RIS —
yor===" fy e
& ) 4
FL
i¢—>{(mm) S
. o
Dmin FL R T L1 a2 K15 TiN TIALN
3,9 20 0,4 1,3 22 o
4 15 0,4 0,6 17 o
L1
Sy —
(/> \ (\
s | ‘
FL
i¢—>!(mm)
S
Drmin Th P s FL L 2 K5 TiN TIALN
4 M5 0,5-1,0 0,7 15 17 o
6 M8 0,5-1,5 0,8 20 22 o
L1 /<
é{ DE )
S 25 — g
) | N
= FL
ie—>i(mm) 3
. o
Drmin w DE FL L1 a2 K15 TiN TiALN
7 1,5 2 20 22 o
9 1,5 2 25 27 o
2026 ROL |
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_ NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUiR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS
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. NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS
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A 0608H SWUCR/L 02 8 6 100 24 39 78 WCGTO0201. 0050 & @ °
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E 12M SDQCR/L 07 2 150 125 85 16 g702.. 0300 6 s
E 16R SDQCR/L 07 16 200 165 10 20 0500 & =
E 20S SDQCR/L 11 20 250 13 125 25 DCMT 1,000 o6 @
DCGT -- -- VT40B  BT15
E 25S SDQCR/L 11 25 250 17 16 32 11T3.. 1,800 & @ w
)
172}
(=]
- —
a
- -
‘\v 93° f«i T
l2 -
- l1 - =
<
N
'V}
i4—>!(mm) S S =
A-SDXCR/L d nefnom J g T E =& F & L mase
il A 12L SDXCR/L 07 12 140 25 9 43 17 DCMT 0120 6 @ =
DCGT -- -- VT25B  BTO08 e
A 16Q SDXCR/L 07 6 180 33 11 43 21 o702.. 0300 o6 e 2
A 20R SDXCR/L 11 20 200 40 13 10,7 25  DCMT 0460 & © &
DCGT -- -- VT40B  BT15
A 25R SDXCR/L 11 25 200 50 17 10,7 315 11T3... 0740 & @
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NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS

w
=
S
i
(-3

-
= 45°
E 4A—a _
= -
= i - T s
f
Q—PJ -
|
= pr— h
=
a
5| ' ' ( ) ~
° > (mm . S ~ o
= d [y ] f f1  Dmin <‘> a = = %‘-—' é !; g PRICELIST on
- A16Q SSSCR/L 09 16 180 1,5 35 20 0250 6 ®
-
8 A 20R SSSCR/L 09 20 200 135 35 26 ::T'QT = - VI40B BT15 0500 & ©
B
52 A 25R SSSCR/L 09 25 200 16 35 31 0700 6 ®
S
=
E -
= 90° ‘ =
)g f¢ Q
= | o
(7] ‘ l2 ’
~ i¢—>!(mm) o = ) §
g d u 2 f Diin @ a -g- = ¢‘-ﬁ é !I = PRICELIST on
o A 10K STFCR/L 11 0 125 28 7 B qemr 0080 & @
A12L STFCR/L 11 2 140 265 9 16  TCGT - - VT25B BTO8 0120 & ®
= A16Q STFCR/L 11 16 180 267 11 20 1102. 0250 & ®
= TCMT
A 20R STFCR/L 1 20 200 366 13 25 0500 & ®
2 BRSTECRIENG ; TCGT -- - VT40B BT15 '
= A 25R STFCR/L 16 25 200 41 17 32 qeT3. 0700 6 ®
2 A 32S STFCR/L 16 32 250 346 219 40  TCMT 1400 & @
TCGT US551 GBS1111 SS1111  BT15
A 4OT STFCR/L 16 40 300 375 27 49  16T3.. 2700 6 ®
=
=
(U]
L -
=
2 I s
I .
- |
=
(-4
= 4
5‘ o =4 ~ [}
3 Dhmin @ a = = =% é ,z g PRICELIST on
AH 10K STFCR/L 11 12 0080 & @
> TCMT
AH 12M STFCR/L 11 150 20 9 14 0120 & ®
S / TCGT - -  VI25B BTO8
= AH 16Q STFCR/L 11 6 180 25 1 18  q102.. 0250 & ®
= AH 20R STFCR/L 11 20 200 32 13 23 0500 & ®
7 TCMT
AH 25R STFCR/L 16 25 200 40 17 28  TCGT = -  VI4&0B BT15 0700 6 @
16T3...
|V_) o o
5 g - -
9 90 .
B i °
I2 T
- I1 »
=
§ ' ' ( ) ~
N (> (mm o S y ]
& E-STFCR/L d n 2 f bm A g T S =& H & g s
| E10K STFCR/L 11 0 125 16 6 12 qemr 0170 &
= ' E12M STFCR/L 1 22 150 20 8 15  TCGT - -  VTI25B BTO8 0300 & @
a E 16R STFCR/L 11 6 200 25 10 19 102 050 & ®
E E 20S STFCR/L 16 20 250 32 12 24  TCMT 1,000 6 ®
TCGT = -~  VT40B BT15
E 25S STFCR/L 16 25 250 40 135 27  16T3... 1,800 6 ©
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NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS

REZKANJE

o
=
fi ‘ I‘é =
k) It ‘
‘ —
=
2
—
i¢—>{(mm) e ] E
A-SVJBR/L ¢ u e ¢ om f S =% H & 3 mase 3
1 A 16M SVJBR/L 11 16 150 34 2 2 VBMT 0250 & ® "
o VBGT VI258  BT08 =
A20Q SVJBR/L 11 20 180 38 2 2 1103... 0500 & ® =
VBMT G2
A25R SVJBR/L 16 25 200 44 46 28 VBGT VI40B  BTI5 0700 6 @ &
1604... =
{¢——>{(mm) 4 S =
E-SVJBR/L d n 2t om S _w F & O emcasen :
N
E16R SVJBR/L 11 16 200 314 2 2 VBMT 0500 & ® 2
VBGT VT258  BTO8 =
E20S SVJBR/L 11 20 250 38 2 2 1103... 1,000 6 @ o
VBMT
E25S SVJBR/L 16 25 250 44 46 28 VBGT VI40B  BTI5 1800 6 @
1604...
N
d
-4
(=]
o
—
=
o
a
=
—
=
=
[
2
52° =
= =
f I‘é’\
l2 ‘
«—> It ‘
—
=
-4
(=]
-
{<——>{(mm) = S 2
d 1 2 f  Dun g S = B & g rucuste =
A16M SVJCR/L 11 6 150 34 2 22 veMT 0250 & ® »
VCGT VI258  BTO8 S
A20Q SVJCR/L 11 20 180 38 2 2 1103.. 0500 & ® =
vemT =
A25R SVJCR/L 16 25 200 44 46 28 VCGT VI40B BTI5 0700 6 @ s
1604... @
i ¢=—>!(mm) - S =}
d U 2 f Dun g E = & & 2 ruas 2
AH 16M SVJCR/L 11 16 150 30 46 22 vemT 0250 & ® 3
VCGT VT258  BTO8
AH 20Q SVJCR/L 11 20 180 38 46 25 1103... 0500 & ®
vemT
AH 25R SVJCR/L 16 25 200 44 46 28 VCGT VI40B BTI5 0700 6 @
1604... =
S
N
{¢——>{(mm) — § R
E-SVJCR/L d h 2 f  Duin ﬂ S =% @B & 2 s
E16R SVJCR/L 11 16 200 34 2 22 vemT 0500 & ® -
VCGT VT25B BTO08 o
E20S SVJCR/L 11 20 250 38 2 2 1103... 1,000 o ® a
N
vemT g
E25S SVJCR/L 16 25 250 44 46 28 VCGT VI40B  BT15 1,800 & @
1604...
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REZKANJE

MINIMILL
*

-
=
=
(=)
5I H .( ) 4
° > (mm L o
= A-SVOCR/L d u 2 f Drmin ﬁ = _—R é !T- g PRICELIST on
A16M SVOCR/L 11 16 150 36 9 22 VeMT 0220 4 ©
VCGT VT25B BTO8
A20Q SVOCR/L 11 20 180 40 1 24 1103... 0390 4 @

POZOR: za obdelavo ne uporabljajte pomoZnega rezalnega robu!
ACHTUNG: Sekunddrschneide nicht fiir Bearbeitung geeignet! _ CAUTION: Do not use secondary cutting edge for machining!

AR 17
Lo

MICROTOOLS
ROL
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=
—
L
N
=}
o
=
(7]

N
L
-4 [ ‘
8 ! 1
- {¢——>!(mm) S
— H i -i' ~ [
C\eﬁ d u 2 f 1 Dumin ﬁ = —% é !:r. g PRICELIST on
=
3 A 16M SVVCR/L 11 16 150 40 139 95 23 VCMT 0,250 > o
= VCGT VT25B BTO08
A 20Q SVVCR/L 11 20 180 50 139 95 25 1103... 0,400 6 o
VCMT
- A 25R SVVCR/L 16 25 200 625 199 13 34 VCGT VT40B BT15 0,690 6 o
= 1604...
(=]
Ll
(=)
2
=
-
[~
a
-
o
x

SLIM CHUCK
o
N
: 3

y I\
ere

E ie——>!(mm) N = §
5 A-SVOBR/L d n e f om fF HJ T E =% f & g e
- | A 16Q SVQBR/L 11 16 180 165 M 21 VBMT 0080 & @
w VBGT -- -- VT25B  BTO8
A 20R SVOBR/L 11 20 200 205 13 25  1103... 0120 & @
VBMT
_ A 25R SVQBR/L16 25 200 40 17 32  VBGT - - VI40B BT15 0250 6
= 1604...
N
N {——>{(mm) - v]
w — v
& A-SVQCR/L d n 2 f om fF HJ T E =% f & g e
=1 A 16Q SVQCR/L 1 16 180 165 M 21 VCMT 0250 & @
- o VCGT -- - VT25B  BTO8
= | A 20R SVQCR/L 11 20 200 261 13 24  1103... 0500 & @
a
N A 25R SVQCR/L 16 25 200 43 17 315  yemr VT40B 0700 6 ®
< A 32S SVQCR/L 16 32 250 335 22 40  VCGT US6522 GBSTM ... BTI5 1400 & @
A 40T SVQCR/L 16 40 300 40 27 49 1604 2700 6 ®
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NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS

REZKANJE
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=
93° T E
f_; Is =
I2 | |
| |4
< ' —
=
2
—
{¢—>!(mm) < = 8
d u 2 f  Dmin ﬁ a s S —% é " E PRICELIST on =
6 180 165 M 21 VBMT 0250 & ®© o
o VBGT -- -- VT25B  BTO8 4
A 20R SVUBR/L 11 20 200 205 13 24 1103.. 0500 & @ S
—
A 25R SVUBR/L 16 25 200 255 17 32 ygmT VT40B 0700 & ® 59
A 32S SVUBR/L 16 32250 335 22 40 VBGT US6522 GBSTM .. BTI5 1400 o @ S
A 40T SVUBR/L 16 40 300 40 27 49 1604 2700 6 =
i¢—>}(mm) — S =
S = = —
E-SVUBR/L ¢ u e fom fF g T E =& F & 2 mase B
=
E 16R SVUBR/L 11 16200 165 11 21 yeMT 0500 & @ =
E 20S SVUBR/L 11 20 250 20,5 13 25  VBGT -- -- VT25B BTO8 1,000 & @ iz
E 255 SVUBR/L 11 25 250 23 17 315 1103 1,800 6 ®
i¢—>!(mm) T S N
d U 2 f Dumn ﬁ ﬂ s S —% @A F‘ S PRICELISTon g
A16Q SVUCR/L 11 16 180 165 M 21 VCMT 0250 & @ ©
VCGT -- -- VT25B  BTOS
A 20R SVUCR/L 11 20 200 205 13 25  1103.. 0500 & @ .
A 25R SVUCR/L 16 25 200 255 17 32 yemr VT40B 0700 & ® 2
A 32S SVUCR/L 16 32 250 335 22 40 VCGT US6522 GBS1111 BT15 1400 & @ =]
1604... SSTM =
A 40T SVUCR/L 16 40 300 40 27 49 2700 6 ® =
=
=
=
(U]
L
=
=
I'c
[}
—
l2 I =| E
(=]
3
x
i¢—>{(mm) — S
=] = = o
d u 2 f  Dmin ﬁ a = S —% @ ’; S PRICELISTon <
AH 16Q SVUCR/L 11 16 180 20 M 21 VCMT 0250 & @ 2
VCGT -- -- VT25B  BTO8 S
AH 20R SVUCR/L 11 20 200 24 13 25  1103.. 0500 & @ =
vcMT 5
AH 25R SVUCR/L 16 25 200 255 17 31,5 VCGT -- -- VI40B BT15 0700 6 ® £z
1604...
]
s
N
o
—
o
90¢
fi —
—— l2 =
|1 g
- ==
N
'V}
o
i¢—>i(mm) = S
E-SVUCR/L d B 12 f  Dmin ﬁ ﬂ s S =% @B !T' 5 PRICELISTon =
E 16R SVUCR/L 11 16 200 165 11 21 yemr 0500 & @ N
E 20S SVUCR/L 11 20 250 20,5 13 25  VCGT -- -- VT25B BTO8 1,000 & @ o
E 255 SVUCR/L 11 25 250 23 17 31,5 1103 1,800 & ®
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NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS

REZKANJE

Se posebej pri majhnih premerih obdelave izstruzevalni nozi N- "Zanesljiv odvod ostruzkov s pomocjo spiralnih utorov.” Gesicherte
PREMIUM preprecujejo zagozditev ostruzkov v obdelovancu. Spanabfuhr durch sp{rahsterten Spanraum. Reliable chip

evacuation due to spiral lutes.
Speziell bei kleinen Bearbeitungsdurchmessern, verhindern

N-PREMIUM Bohrstangen einen Spdnestau im Werkstiick.

MINIMILL

Especially with small machining diameters, N-PREMIUM boring bars
prevent chips jamming in the workpiece.

STANDARD N-PREMIUM

MOULDMILL

"Optimizirano za najmanjsi premer predvrtine."
Optimiert fiir kleinste Mindestvorbohrdurchmesser.
Optimised for the smallest minimum pre-drill diameter.

MICROTOOLS
ROL

=
—
L
N
=}
o
=
(7]

>
od

\d

E Jekleno drzalo _ Stahlschaft _ Steelshank
g N-PREMIUM {e—> (mm) _ ) 5
A-SCLCR/L d W 2 f Dumin @ [o) = =% {H &= 5 s
-
é‘ AO8H SCLCR/L 06 N-PREMIUM 8 100 20 5 10 0,060 & ©
=] CCMT
= A10K SCLCR/L 06 N-PREMIUM 10 125 20 6 12 CCGT -- - VT25B BTO8 0,080 & @
2 0602...
A12L SCLCR/L 06 N-PREMIUM 12 140 242 7 14 0,140 6 o
- A16Q SCLCR/L 09 N-PREMIUM 16 180 31 9 18 0,250 4 o
2 CCMT
=) A20R SCLCR/L 09 N-PREMIUM 20 200 36 11 22 CCGT = == VT40B BT15 0500 & @
= 09T3...
A25R SCLCR/L 09 N-PREMIUM 25 200 43 13,5 27 0,700 ] [ ]
CCMT
- A25R SCLCR/L 12 N-PREMIUM 25 200 43 135 27 CCGT - - V150 BT20 0,700 4 o
o 1204...
e
(=)
|
o
o
S .
S 93 ~ | -3
== °
(&) fI I Q
= Y
|
0 I2 Y
- I1 »
|V_) Jekleno drzalo _ Stahlschaft _ Steelshank
x N-PREMIUM {e—> (mm) X
& ) = 2 gi= © PRICELISTon
= A-SDUCR/L e 0o fom B O % =K @ ™ 2
A10K SDUCR/L 07 N-PREMIUM 10 125 20 7 13 0,080 & @
DCMT
— A12L SDUCR/L 07 N-PREMIUM 12 140 25 8 15 DCGT - - VT25B BT08 0,120 6 o
g 0702...
ﬁ A16Q SDUCR/L 07 N-PREMIUM 16 180 28 10 19 0,250 6 o
Ll
(3
A16Q SDUCR/L 11 N-PREMIUM 16 180 28 14 23 0,250 4 o
DCMT
E A20R SDUCR/L 11 N-PREMIUM 20 200 36 13 25 DCGT - - VT40B BT15 0500 & @
a 1"T73...
E A25R SDUCR/L 11 N-PREMIUM 25 200 40 16 31 0,700 6 o
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NOTRANJA STRUZNA DRZALA
BOHRSTANGEN FUR DIE INNENBEARBEITUNG _

INTERNAL BORING BARS

N-PREMIUM
A-SDQCR/L d

Jekleno drzalo _ Stahlschaft _ Steelshank

A10K SDQCR/L 07 N-PREMIUM 10
A12L SDQCR/L 07 N-PREMIUM 12
A16Q SDQCR/L 07 N-PREMIUM 16
A16Q SDQCR/L 11 N-PREMIUM 16
A20R SDQCR/L 11 N-PREMIUM 20
A25R SDQCR/L 11 N-PREMIUM 25

o1

N-PREMIUM
A-STFCR/L d

A10K STFCR/L 11 N-PREMIUM 10
A12L STFCR/L 11 N-PREMIUM 12
A16Q STFCR/L 11 N-PREMIUM 16
A20R STFCR/L 11 N-PREMIUM 20

N-PREMIUM
A-SVUBR/L

A16Q SVUBR/L 11 N-PREMIUM 16

A20R SVUBR/L 11 N-PREMIUM 20

A25R SVUBR/L 16 N-PREMIUM 25

N-PREMIUM
A-SVUCR/L

A16Q SVUCR/L 11 N-PREMIUM 16

A20R SVUCR/L 11 N-PREMIUM 20

A25R SVUCR/L 16 N-PREMIUM 25

i¢—>i(mm) = S
1 12 f Dmin g a T = —K @ 27- g PRICELIST on
125 20 7 13 0,080 é [ ]
DCMT
140 25 8 15 DCGT - - VT25B BT08 0,120 ® ([ ]
0702...
180 28 10 19 0,250 ® ®
180 28 14 23 0,250 é [ ]
DCMT
200 36 13 25 DCGT -- -- VI40B BT15 0500 & @
1T3...
200 40 16 31 0,700 é [ ]
<=
<IN
f ¢ B
l2 ‘
l1 _
)
Jekleno drzalo _ Stahlschaft _ Steelshank
i¢—>i(mm) T S
M 2 f Dmn /A a s S =K @ F g PRICELIST on
125 22 6 12 0,080 é [ ]
140 243 7 14 TCMT 0,120 ® [ ]
TCGT - - VT25B BTO08
180 31 9 18 1102... 0,250 é [ ]
200 36 1 22 0,500 ) ([ ]
N kel
f Q
> I2 > ‘ ) ‘|
¢ =1
Jekleno drzalo _ Stahlschaft _ Steelshank
i¢——>{(mm) = S
— = = o
d 11 12 f Dmin ﬁ a = = —K @ !: S PRICELISTon
180 31 11 20 yBMT 0250 & ®
VBGT - - VT25B BTO08
200 36 13 24 T03.. 0500 & @
VBMT
200 40 17 31 VBGT - - VT40B BT15 0,700 é L]
1604...
i¢—>i(mm) = S
d U1 2 f Dun ﬁ a € § %‘-J é 23'- g PRICELIST on
180 31 1 20 yvCMT 0250 & ®
VCGT - - VT25B BTO08
200 36 13 24 TI03.. 0,500 e L]
VCMT
200 40 17 3 VCGT - - VT40B BT15 0,700 é L]
1604...
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MOULDMILL MINIMILL REZKANJE

MICROTOOLS
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REZ.DELI REZKARJI PLOSCICE SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE

PARAMETRI



VHM STEBLA_ VHM SCHAFTEN _ SOLID CARBIDE SHANKS

w
=
S
i
(-3

= |
| 1
s - -
=
s
—
= M Z
5 I
a
—
=
o
=
{¢——>!(mm) §
g d u M é ’I 2 PRICELIST on
ea | EOBK M4 R 8 112 Mé 0070 6 ®
O o E
S | Eokms R 10 112 M5 0110 & e
=
E12M M6 R 12 137 M6 0180 & @
= E16R M8 R 16 177 M8 0500 & ®
o
=
o
=
(7]
N GLAVA Z NAVOJEM _ KOPFE MIT GEWINDE _ HEADS WITH THREAD CONNECTION
&
o
-
=
o
a
=
—
=
=
=
o] ~
o] i¢——>{(mm) = o
= =1 =t o
= d u f W Dumin @ = %" I é ’; = PRICELIST on
A 08 SCLCR 06 8 21 5 35 10 0008 & ®
ccmT
- A 10 SCLCR 06 0 2 6 35 12 CCGT VT258  BTO08 000 & @
= 0602...
& A12 SCLCR 06 2 23 7 35 16 CBHO816 ., , o
-
2 ccMmT
A 16 SCLCR 09 %6 26 9 35 20  CCGT VT40B  BT15 0030 & ®
09T3...
==
(@]
=
=5
(®]
=
—
[72]
(7]
=
o
L
(V2]
=
i¢——>{(mm) — S
- a n ot w om [J S —=F ML & & 2 s
=5 =
g A 08 SDUCR 07 8 21 9 35 13 0008 & ®
N
['7}
[ A 10 SDUCR 07 0 22 9 35 14  DCMT 000 & @
DCGT  VT25B  BTO8  CBH 0816
A 12 SDUCR 07 2 23 10 35 16  0702.. 0014 & ®
—
a A 16 SDUCR 07 6 26 11,3 35 20 003 & @
N
o
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GLAVA Z NAVOJEM _ KOPFE MIT GEWINDE _ HEADS WITH THREAD CONNECTION

i¢——>}(mm) — S
d " f W Duin @ § %‘a H @ !: g PRICELIST on
A 08 STFCR 08 8 21 5 35 10 073)\27 VT20 BT06 0008 & ®
A 10 STFCR 11 0 2 6 35 12 o CBHoglg 0010 o @
A12STFCR 1 2 23 7 35 14  TCGT  VI25B  BT08 0014 6 ®
1102...
A 16 STFCR 11 6 26 9 35 18 0030 o ®

SET VHM STEBLO + GLAVA Z NAVOJEM
VHM SCHAFT + EINSCHRAUBEN-KOPFEN SATZ
CARBIDE SHANK + HEADS WITH THREAD CONNECTION SET

B rroF1-BOX

P
S$C06.SD07.ST08 5

n° 1 (I EO8K M4 R

n°1 2 A08 SCLCR 06 SPECIAL
SET E0O8K-R SC06.SD07.ST08 e ° NET PRICE

n°1 @ A08 SDUCR 07 PROMO

1 A\ A08 STFCR 08

n° 1 (I E10K M5 R

n°1 [ A10 SCLCR 06 —
SET E10K-R SC06.SD07.ST11 e o NET PRICE

n°1 @ A10 SDUCR 07 PROMO

n°1 [o] A10 STFCR 11

n° 1 (S E12M M6 R

n°1 2 A12 SCLCR 06 R
SET E12M-R SC06.SD07.ST11 é ° NET PRICE

ne1 @& A12 SDUCR 07 PROMO

1 A\ A12 STFCR 11

CUTTING TOOLS
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MOULDMILL MINIMILL REZKANJE

MICROTOOLS
ROL

SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ STRUZEN)E

PLOSCICE

REZKARJI

REZ.DELI

PARAMETRI



. ZUNANJA STRUZNA DRZALA
KLEMMHALTER FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS
S hlajenjem_ Mit Innenkiihlung _ With coolant

REZKANJE

MINIMILL

)
=
s
a
5 INCLUDING FREE
o

s

ﬂ Jekleno drzalo _ Stahlschaft _ Steelshank
= ie—{(mm) - x
= ) ‘ - A1 = 3
S SCLCR/L mweboune s O g = T —wf &g e
=
= SCLCR/L 1616 HO9 IK G1/8 16 16 16 100 17 20 0,230 o [ ]
CcCMT
us GB-
4 CCGT SS1111 BT15
E 09T3... TMME STME
’g SCLCR/L 2020 K09 IK G1/8 20 20 20 125 17 25 0,420 & [ ]
z
n
SCLCR/L 2525 M12 IK G1/8 %5 25 25 10 20 12 ceer U5 GBS sqon Bris o0 4 e
1221E 1221E '
1204...
N
W
&
o
o
-
=
[
=]
=
—
=
=
P
=
o
L
=
=
INCLUDING FREE
-
=
g Jekleno drzalo _ Stahlschaft _ Steelshank
= ie—>{(mm) - S
=} — w _
& SD]CRIL MM h2 b 1 12 f g a € E =% é ,: g PRICELIST on
e
'5‘ SDJCR/L 1616 H11IK G1/8 16 16 16 100 20 20 0,230 o [ ]
S
5 DCMT  ys  ¢Bs
7] SDJCR/L 2020 K111K G1/8 20 20 20 125 24 25 DCGT 2311E  M1E SS1111 BT15 0410 & ([ ]
1MT3...
n
'E SD]CRIL2525M11 IKG1/8 25 25 25 150 27 32 0,740 é [ J
A
=
z
S
N
['7}
o
|
L
=)
N
['T]
&
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. ZUNANJA STRUZNA DRZALA
KLEMMHALTER FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS
S hlajenjem_ Mit Innenkiihlung _ With coolant

REZKANJE

-
=
_ — =
A =
=
f b
17_74 - .
45 s
I2 S
<+—> |1 INCLUDING FREE 8
I: =| =
Jekleno drzalo _ Stahlschaft _ Steelshank ﬂ
i¢—>{(mm) T S 8
= i =4 o -
SSSCR/L mhunboneif & g € S =% B & 2 s 52
(%]
SSSCR/L 1616 H09 IK G1/8 16 16 16 100 20 20 0240 &6 @ =
SCMT
SCGT US4111 GBS1111 SS1111  BT15 w
09T3... =
SSSCR/L 2020 K09 IK G1/8 20 20 20 125 20 25 0430 o6 © =
=
[}
SCMT
SSSCR/L 2525 M12 IK G1/8 25 25 25 150 25 32 SCGT US4221 GBS1221 SS1221 BT15 0,770 & ®©
1204...
N
[}
-3
Q
o
-
=
-3
=]
=
-
=2
=
=
=
(]
|
=
=
Y INCLUDING FREE
, ; .
Y =
I Jekleno drzalo _ Stahlschaft _ Steelshank g
i¢—>!(mm) = S °
SVJCR/L mebuaows J g g T wFH &5 s =
=
SVJCR/L 1616 H111K G1/8 16 16 16 100 21,5 20 0210 & © g
VCMT =
VCGT - -- SS1751 BT08 =
1103... %
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[~}
§ A25R PCLNR/L 12 25 12,5 24 200 21 17 32 0,700 & O
CN...
5 A32S PCLNR/L 12 32 16 31 250 24,1 22 40 1204... 1,400 & O
=
E A4OT PCLNR/L 12 40 20 38,5 300 24,1 27 49 2,700 & O
=
-
n
2 REZ.DELI Podloga Vzvod Vijak Zatic Trn
&= Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
] Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
«.25..PCLNR/L 12 UP 1111 HP 1111 SP 1114 RP 1111 MP 1111
+.32-40...PCLNR/L 12 UP 1111 HP 1111 SP 1111 RP 1111 MP 1111

=
<
>
N
L
[
=
L
=)
N
Ll
[

CUTTING TOOLS

PARAMETRI
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NOTRANJA STRUZNA DRZALA

BOHRSTANGEN FUR DIE INNENBEARBEITUNG _ INTERNAL BORING BARS

I1

<
<

-

>
V‘

»
> ‘

£
£ — | h
a
S fI 933 / ¢ "y
ot e
<« >
Jekleno drzalo _ Stahlschaft _ Steelshank
i¢—>{(mm) §
A-PDUNR/L d m h2 1 f Dnin @l B = 2 Prceston
A32S PDUNR/L 15 32 16 31 250 22 40 DN... 1400 & O
A40T PDUNR/L 15 40 20 38,5 300 27 49 1506... 2700 6 O
REZ.DELI Podloga Vzvod Vijak Zatic Trn
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
...32-40... PDUNR/L 15 UP 2421 HP 2421 SP 1111 RP 1111 MP 1111
! >
'Y
— | h
¢ My
e
Jekleno drzalo _ Stahlschaft _ Steelshank
S
A-PTFNR/L f Dimin @ é ,3; g PRICELIST on
A25R PTFNR/L 16 25 12,5 24 200 17,5 17 32 TN...1604.. 0,700 & O
REZ.DELI Podloga Vzvod Vijak Zatic Trn
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
«.25... PTFNR/L 16 UP 6211 HP 4751 SP 3111 RP 3112 MP 3111

2026 @
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MOULDMILL MINIMILL REZKANJE

MICROTOOLS
ROL

STRUZENJE

SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ

PLOSCICE

REZKARJI

REZ.DELI

PARAMETRI



. ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS
Con lubrificazione _ Mit Innenkiihlung _ With coolant

REZKANJE

MINIMILL

INCLUDING FREE

MOULDMILL

ﬂ Jekleno drzalo _ Stahlschaft _ Steelshank
= {¢—>{(mm) - S
o 5 H H P — (@)
SR PCLNR/L mmeooner @ O F E B =5 &g mam
=
=
PCLNR/L 2020 K12 IK G1/8 20 20 20 125 27,4 25 0430 &6 ©
1]
=
- CN... up HP SP RP MP
a 1204... 1MME MME 1ME TME 1M
=
(7]
PCLNR/L 2525 M12 IK G1/8 25 25 25 150 28 32 0760 & @

N
['T)
-4
(=]
o
-
=
o
=]
=
-
=
=
=
=
o
Ll
(=)
=
g INCLUDING FREE
(=]
-
2
Jekleno drzalo _ Stahlschaft _ Steelshank
{¢——>!(mm) _ - S
I~ . B .
§ PD]NRIL hi 2 b 11 12 f g a .!F' = Y = é !z g PRICELIST on
o
=
-
w PDJNR/L 2020 K15 IK G1/8 20 20 20 125 30 25 0410 o6 @
o DN... up HP SP RP MP
[~ 1506... 2421E 2421E MME 1MME 1111
[*7)
(V2]
= PDJNR/L 2525 M15 IK G1/8 25 25 25 150 30 32 0,740 & @
=
S
N
['T)
o
o
Ll
(=]
N
['T)
-3

CUTTING TOOLS

PARAMETRI
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ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS
S hlajenjem _ Mit Innenkuhlung _With coolant

REZKANJE

-
=
_ — =
A E
f — b =
< R |
“v
T 2
I2 =
< I - INCLUDING FREE =
|- > (@]
=
Jekleno drzalo _ Stahlschaft _ Steelshank [7,)
—
i¢—>{(mm) _ - S =3
/~ = S g
PSSNR/L mmebouer & O F E N - dh = 5 ruesstor E
=
=
PSSNR/L 2020 K12 1K G1/8 20 20 20 125 29,4 25 0,430 o ([ ]
=
=
SN... (1] HP SP RP MP ,H
1204... 5112 1M 1M 1m m E
&
PSSNR/L 2525 M12 IK G1/8 25 25 25 150 29,3 32 0,760 & [

N
L
-4
(=]
(=}
=
=
o
=]
=
=]
=2
=
[
=
(]
]
=)
=
INCLUDING FREE 3
(=]
=]
o
o
Jekleno drzalo _ Stahlschaft _ Steelshank
{¢—>!(mm) _ - S >
PWLN RIL h1 h2 b " 12 f @ a {lr g .’ .? é .; E PRICELIST on g
S
=
]
PWLNR/L 2020 KO8 IK G1/8 20 20 20 125 25 25 0,440 o ([ ] 2
WN... uP HP SP RP MP u
0804... 7101ME 1MME 111ME 1MME 1111 o
72
o
PWLNR/L 2525 M08 IK G1/8 25 25 25 150 25 32 0,780 & [ ] :
g
N
w
o
=i
]
(=]
N
w
o

CUTTING TOOLS
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PARAMETRI



. ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS

w
=
S
i
(-3

=l < >l
= _ gl
E _
E A
= b
f
; L A—
-5
8 - Jekleno drzalo _ Stahlschaft _ Steelshank
= ' '
{¢<——>!(mm) §
2 PCLNRIL h1 h2 b l1 lz f @ @ ‘; L_j PRICELIST on
'8 5 PCLNR/L 1616 H12 16 16 16 100 26,1 20,3 CN... 1204... 0,220 -- O
(=)
o
5 = PCLNR/L 2020 K12 20 20 20 125 27,5 25,3 CN... 1204... 0420 -- O
= PCLNR/L 2525 M12 25 25 25 150 28,1 32,3 CN...1204... 0,740 -- O
w PCLNR/L 2525 M16 25 25 25 150 32,7 32,3 CN...1606... 0,740 -- O
2
’E PCLNR/L 3225 P12 32 32 25 170 31,2 32,3 CN... 1204... 1300 -- O
&
'J, PCLNR/L 3232 P16 32 32 32 170 40 40,3 CN...1606... 1,300 -- O
PCLNR/L 3232 P19 32 32 32 170 38,2 40,3 1,300 -- O
CN... 1906...
PCLNR/L 4040 S19 40 40 40 250 40 50,3 1,700 -- ©O
]
[
[~}
o
=1 .o ow
2 REZ.DELI Podloga Vzvod Vijak Zatic_ Trn
o Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
E Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
2 PC...R/L... 12 UP 1111 HP 1111 SP 1111 RP 1111 MP 1111
PC...R/L... 16 UP 1221 HP 1221 SP 1221 RP 1221 MP 1221
'5 PC...R/L...19 UP 1321 HP 1321 SP 1321 RP 1321 MP 1321
=
=
2
=
=
3
[~}
-
o
=
X
o
= 1 |
=c < >
o o I_
=
-
7} f b
— v
s
= I2
2
- Jekleno drzalo _ Stahlschaft _ Steelshank
{¢——>{(mm) §
PCBNRIL h1 h2 b u 2 f @ é .; : PRICELIST on
=
§ PCBNR/L 2525 M12 25 25 25 150 27,7 22 CN... 1204... 0,740 -- O
o
[
REZ.DELI Podloga Vzvod Vijak Zatic Trn
— Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
o Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
=)
E PC...R/L... 12 UP 1111 HP 1111 SP 1111 RP 1111 MP 1111

CUTTING TOOLS

PARAMETRI
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. ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS

REZKANJE

-l

=

— — =

=

f b =
73}7

vy v =

l2 ‘ =

:—> |1 _ E

< »>| -

Jekleno drzalo _ Stahlschaft _ Steelshank 8

=

K

i¢—>{(mm) o]
PCKNR/L h h2 b [\ 2 f @ @ ,i‘- g PRICELIST on

0
-
o
PCKNR/L 2020 K12 20 20 125 27,4 25 25 0420 -- O E 5‘
o
CN... 1204... &~
PCKNR/L 2525 M12 25 25 150 28 25 32 0,740 -- O =
=
=
[T
)
REZ.DELI Podloga Vzvod Vijak Zatié | Trn x
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn =
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
PC..R/L.. 12 UP 1111 HP 1111 SP 1M RP 1111 MP 1111
N
['T)
[
=)
o
-
=l
o
=]
=
=
=)
=
I1 | -
< :l )
— S O
L
=
=
f b
- =
S =
G4 &
<|2—> Jekleno drzalo _ Stahlschaft _ Steelshank 6‘
il ' ¢ x
i¢——>i(mm) g
PDJNR/L h h2 b 1 ") f @l B = 2 prceuston .
o
PDJNR/L 2020 K15 20 20 20 125 35,4 25,2 DN...1506.. 0420 -- O E
(=}
PDJNR/L 2525 M15 25 25 25 150 35,4 32,2 DN...1506.. 0,740 -- O %
n
PDJNR/L 3232 P15 32 32 32 170 35,4 40,2 DN...1506... 1,300 -- ©O
o
O
o7
o
a
REZ.DELI Podloga Vzvod Vijak Zati¢ Trn
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch
PD...R/L...15 UP 2421 HP 2421 SP 1111 RP 1111 MP 1111 §
2
['T)
o
=
L
a
N
i
o

CUTTING TOOLS
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PARAMETRI



. ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS

REZKANJE

MINIMILL
.|
="
9»

Jekleno drzalo _ Stahlschaft _ Steelshank

ie——>{(mm) o]
PSKNR/L h1 h2 b n 7 f & B & 2 ercasten
(o]

PSKNR/L 2020 K12 20 20 20 125 20,7 25,3 0,420  --

MOULDMILL
A
\4

K

(7]
-
8
—
5¢
z:I:
=
=

SN... 1204...
PSKNR/L 2525 M12 25 25 25 150 24 32,3 0,740 -- O
PSKNR/L 2525 M15 25 25 25 150 24,8 32,3 0,740 -- O

W SN... 1506...

= PSKNR/L 3232 P15 32 32 32 170 27,6 40,1 1,300 -- O

N

=)

E PSKNR/L 3232 P19 32 32 32 170 37,4 40,3 SN...1906.. 1300 - ©O
REZ.DELI Podloga Vzvod Vijak Zati¢ Trn
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn

E Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch

8 PS..R/L.. 12 UP 5112 HP 1111 SP 1111 RP 1111 MP 1111

u PS...R/L...15 UP 5421 HP 1221 SP 1221 RP 1221 MP 1221

—

[

a PS...R/L... 19 UP 5321 HP 1321 SP 1321 RP 1321 MP 1321

]

=)

=

=

=

o

Ll

=

2

j _ |1 o |

= — g

a i S

3

x ‘ b

g N

= 45°

T

(5 ‘—/‘Ilz )

E Jekleno drzalo _ Stahlschaft _ Steelshank

-

@ {¢——>!(mm) §
PSSNR/L M h2 b L 2 f © @ & g s

0

'E PSSNR/L 2020 K12 20 20 20 125 29,4 25,3 0420 - O

u SN... 1204...

= PSSNR/L 2525 M12 25 25 25 150 29,3 32,3 0,740 -- O
PSSNR/L 2525 M15 25 25 25 150 32,5 32,3 0,740 -- O

SN... 1506...

§ PSSNR/L 3232 P15 32 32 32 170 32,5 40,3 1,300 - O

<

>

o -

W REZ.DELI Podloga Vzvod Vijak Zatic Trn
Ersatzteile Unterlage Hebel Klemmschraube Rohrstlft Montagedorn
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch

E PS..R/L... 12 UP 5112 HP 1111 SP 1111 RP 1111 MP 1111

N

g PS...R/L... 15 UP 5421 HP 1221 SP 1221 RP 1221 MP 1221

CUTTING TOOLS

PARAMETRI

88 @ ROL



. ZUNANJA STRUZNA DRZALA
WERKZEUGE FUR DIE AUSSENBEARBEITUNG _ EXTERNAL TURNING TOOLS

REZKANJE

- I ‘, o]
= T =
2
=
f b
- -
— =
s =
—
<L> Jekleno drzalo _ Stahlschaft _ Steelshank 8
' ' =
i¢e—i(mm) §
PWLNR/L M h b i 2 f B & & F e
o
PWLNR/L 1616 HO6 16 16 16 100 20 23 0,220 -- O E -
WN... 0604... o
PWLNR/L 2020 K06 20 20 20 125 22 25 0420 - O =)
=
PWLNR/L 2020 K08 20 20 20 125 22 25 WN... 0804... 0420 -- O
Ll
PWLNR/L 2525 M06 25 25 25 150 22,4 32 WN... 0604... 0,720 -- O E
N
=)
PWLNR/L 2525 M08 25 25 25 150 2.4 32 0740 -- O =
WN... 080%... @
PWLNR/L 3232 P08 32 32 32 170 35 40 1,300 -- O
REZ.DELI Podloga Vzvod Vijak Zati¢ Trn b
Ersatzteile Unterlage Hebel Klemmschraube Rohrstift Montagedorn a
Spare parts Support pad Lever Clamping screw Shim pin Shim pin punch (=]
PW... R/L... 06 UP 71111 HP 4751 SP 3111 RP 3112 MP 3111 a
—
[~
PW...R/L... 08 UP 71011 HP 1111 SP 1111 RP 1111 MP 1111 =]
]
=
=
=
=
pre
=
=
- I N o
< > =
— -— [~}
<]
b
¢ =
7
. S
> ‘ S
|
<« Jekleno drzalo _ Stahlschaft _ Steelshank E
-
i<—>{(mm) § 7]
MT’NRI L h1 h2 b l1 l2 f @ @ ‘; ; PRICELIST on
=)
0
MTJNR/L 2020 K16 20 20 20 125 35 25 0420 - O )§
o
TN...1604...
MTJNR/L 2525 M16 25 25 25 150 32 32 0,740 -- O
=
S
o
REZ.DELI Spona Zatié Podloga Pin o
Ersatzteile Klemme Keilstiick Unterlegplatte Gewindestift
Spare parts Clamp Wedge Support pad Pin
=i
a
MT...R/L... 16 GS1 P1 E1 G1 m
[

CUTTING TOOLS
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ZUNANJA UTORNA DRZALA
AUSSENBEARBEITUNG RADIAL - STECHDREHEN _ EXTERNAL MACHINING ODREZ

=
=
$
N
[h]
-5

- e ! »
=
g |
=
= hi h
)
=
=
a
—
8 Jekleno drzalo _ Stahlschaft _ Steelshank
= , ,
{e—>!(mm) = §
“ THE I THS h h b " A § %‘-_u é !i'. 2 PRICELIST on
-3 THE-7-0808 R/L 08 08 08 100 0040 - ©
=
8 8 THE-7-1010 R/L 10 10 10 120 0,060 -- o
§ THE-7-1212 R/L 12 12 12 120 GIE... 009 - O
GP-ST-SG- VT 30-G BTO08
THE-7-1616 R/L 16 16 16 120 GR-GW 0,220 - 0
;—J‘ THE-7-2020 R/L 20 20 20 120 0,420 - 0
L
’g THE-7-2525 R/L 25 25 25 120 0,740 - 0
&
& Orodja za dolgostruzne stroje _ Swiss machine tools
THS-7-0808 R/L 08 08 08 140 GIE... 0,060 -- O
GP-ST-SG- VT 30-G BT08
N THS-7-1010 R/L 10 10 10 150 GR-GW 0,060 -- ©
a
o
-
=
[
=]
=
5
= NOTRANJA UTORNA DRZALA
INNENSTECHDREHEN-BEARBEITUNG _ INTERNAL MACHINING INTERNAL GROOVING
=
>
(&) f
] 13 |
(=)
= 2 ‘ >
H L - .
= L od \ |
g ]
"
5‘ ) - /\ D. min.
o . min.

{¢——>!(mm) — S
§ THI o0 od f H U 2 B YA = =K 0O ’; ©  PRICELISTon
E THI-7-20 R/L 381 20 13,34 195 140 25 50 GIE 0,220 - 0
% THL-7-25 R/L 381 25 13,34 195 150 32 63 GP-ST:éG- VT 30-G BT08 0,420 - O
n GR-GW

THI-7-32 R/L 381 32 13,34 195 150 32 63 0,740 - 0
[72]
=
o
[*7)
(V2]
=
— o Mini-InterGroove
~ @—‘ Mini-Trace (SC)
3 | ' o Mini-Thread (GW)
= {} o Mini-Groove Standard (SG)
o o Mini-Turn (ST)
e Mini-Groove Full Radius (GR)
- e Mini-Groove Cut-Off (GP)
Q
E Opomba: - za desna orodja (R) levi vloZek (L) - za leva orodja (L) desni vloZek (R)

NOTE: - for rechte Werkzeuge (R) linke W.P. (L) - for linke Werkzeuge (L) rechte W.P. (R)
NOTE: - right hand holders (R) Left hand inserts (L) - Left hand holders (L) right hand inserts (R)

9 @X ROL
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PLOSCICE _ WENDEPLATTEN _ inserts

=
=
$
N
L
-5

-
=
=
=
. ‘ =
Rezilne ploscice za struZenje in utore i > (mm)
Drehen und Stechen _ Grooving and Turning At w fgz T H s L oy PRICEusTon .
-
. s GIE-7-GP-1,0 R/L N 1 6 7 2 17 [e] =
3y =
H @ Jw GIE-7-GP-1,0 R/LR/L 1 6 7 2 17 © =
*ﬁ o
T GIE-7-GP-1,5R/LN 1,5 6 7 2 17 o =
GIE-7-GP-1,5 R/LR/L 1,5 6 7 2 17 o 17
-
o
GIE-7-GP-2R/L N 2 6 7 2 17 o g 5‘
GIE-7-GP-2 R/L R/L 2 6 7 2 17 O g &
GIE-7-ST-3,0 R/L 31 6 7 317 17 o =
Rezilne ploscice za vrezovanje utorov i >!(mm) =
Stechen _ Grooving At w fgz T H s L oy PRiCEusTon )ﬁ
GIE-7-5G-0,5 R/L 0,5 256 7 2 17 © E
j ! GIE-7-SG-0,7 R/L 0,7 2,54 7 2 7 O
Tl MJJ_\% —tF GIE-7-5G-0,8 R/L 08 25 7 2 17 ©
w GIE-7-5G-0,9 R/L 0,9 2,54 7 2 17 o
& N
GIE-7-SG-1,1 R/L 11 6 7 2 17 o =
O\ D\ 2
1‘7 GIE-7-SG-1,3 R/L 1,3 6 7 2 7 O o
\/ L) GIE-7-SG-1,6 R/L 1,6 6 7 2 17 ©
GIE-7-5G-1,85 R/L 1,85 6 7 2 17 O g
a
Rezilne ploscice za okrogle utore in profiliranje i > (mm) g
Vollradiusaustohrung _ Full radius execution At w jgz B T H S L Ty PRceusTon =
‘ GIE-7-GR-1R/L 1 0,5 6 7 2 17 o
=
L ﬂ r GIE-7-GR-1,5 R/L %5 075 6 7 2 17 © §
(%]
\/ it GIE-7-GR-2 R/L 2 1 6 7 2 1 © =
o SC  GIE7-SC3R/L 317 1585 6 7 317 17 O
3
— a
Rezilne ploscice za izdelavo navojev (mm) 2
Gewindedrehen _ Threading At B R " s L N PRcEUSTon =
s
AjPR o 5
GIE-7-GW-60 R/L 60 0,1 7 2 17 o =)
~| = =
H O
— ] :
-
(V2]
\/ L zx GIE-7-GW-55 R/L 55 012 7 2 17 o
B
o
)
n
= S
L v =
3
PRICELIST
SET MINI GROOVE B g o
n° 1 A THE-7-1212-R
n°1 VOA GIE-7-SG-0,9 L TIN §
n°1 VoA GIE-7-SG-1,1 L TIN 3
Art. SET 05-GIE 0170 ©
n°1 voA GIE-7-SG-1,3 L TIN Y
n°1 VWOA GIE-7-SG-1,6 L TIN
n°1 VOA GIE-7-SG-1,85 L TIN
=i
a
(*) SG = Standardni  utor GP= odrez,utori  GR = scanalatura raggiata GW = navoji ST = struzenje SC = profiliranje N
standard Stechen Drehen und Stechen Vollradiusaustohrung Gewindedrehen Drehen Kopierprofil (S
standard grooving grooving and cutoff grooving full radius threading turning tracing
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w
=3
=
S
N
]
o

LANGDREHMASCHINEN WERKZEUGEN _ SWISS TYPE MACHINING TURNING TOOLS

NOZI ZA DOLGOSTRUZNE STROJE

-
=
E M8X5QC
=
5 g1 |2 = ———
1R =N =
= I1
=
5
a
3
2 T 2
= =] é !: ©  PRICELIST on
— = w
v QCTB 1212 12 215 12 4 16 84  M8X5QC  VI40QC 0140 o ®
8 QCTB 1616 16 21,5 16 1 16 90 (M8X1X5) (M4X0,7) 0220 & ©
53
- o
=
s
|
" "
wl Qg, A
N g5 p
a [
= i¢—>{(mm) = S
& 4 §
HF RE LF 1 @ = =% @ &= 2 s
SCLCR/L 12-06 1,8 0,2 27,3 43,3 cemT 0,080 - ©
SCLCR/L 12-06 W 11,8 0,2 73 433 0080 o ®
N SCLCR/L 16-06 B8 02 273 433 O $51751 BT08 (080 - o©
g SCLCR/L 16-06 W 15,8 0,2 73 433 0080 4 ®
o SCLCR/L 12-09 11,8 02 273 433 0080 - ©O
SCLCR/L 12-09 W 1,8 0,2 27,3 433 ‘é‘é“é‘; — BT15 0080 4 ®
- SCLCR/L 16-09 15,8 02 273 433 e 009 - O
2 SCLCR/L 16-09 W 15,8 02 273 433 009 4 ®
a
=
—
=
= |
: o 5
X o
- LA
8 I «
e i¢—>i(mm) - o]
o A4 -
= HE RE LF n gl = =% @G = g rmouse
SDJCR/L 12-07 11,8 02 273 433 Do 0080 - o
SDJCR/L 12-07 W 11,8 0,2 73 433 0080 o ®
» SDJCR/L 16-07 15,8 0,2 73 433 oosT 551751 BTO8 350 - o
= SDJCR/L 16-07 W 15,8 0,2 27,3 43,3 0080 & ©
a SDJCR/L 12-11 11,8 02 273 433 bomr 0080 - ©O
3 SDJCR/L 12-11W 11,8 02 73 433 0080 o ®
= SDJCR/L 16-11 15,8 0,2 73 433 peat VT35 BIS G000 - o
SDJCR/L 16-11W 15,8 02 273 433 009 4 ®
S
=
=5
(8]
: | ——
- [
e &/
0 i¢——>i(mm) - S
= ! =
= HF RE LF h g = =% G = 5 s
2] SVJCR/L 12-11 11,8 02 273 433 o 0070 - ©
- SVJCR/L 12-11W 11,8 02 273 433 0070 4 ®
SVJCR/L 16-11 15,8 0,2 73 433 T $51751 BT08 4080 - o
SVJCR/L 16-11W 15,8 02 273 433 0080 4 ®
-
z . ]
LF
L It
= {¢e——>!(mm) = S
L = = =0 o
g .. ER/L - N < 2K . s S =F @ &= 2 s
il SER/L 12-11 18 273 433 MER/L - - - - ss1751 BTO8 0070 - O
TER/L 16-16 158 27,3 433 16ER/L US-3R US-3L USR-3E GBS-3E VT40-3E BT10 0100 - O
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SETI _ SATZ BEISPIEL _ SET EXAMPLE

REZKANJE

MINIMILL

MOULDMILL

(7]
—
8
—
5¢
=n:
%)
=

SET A - SCLCR/L 06

L
=
W
N° 1A 0608H SCLCR/L 06 N° 1S S0608H SCLCR 06 N° 1 A 0810H SDUCR/L 07 N° 1S 0810H SDUCR 07 =]
N° 1A 0810) SCLCR/L 06 N° 1S 0810) SCLCR 06 N° 1A 1012K SDUCR/L 07 N° 1S 1012K SDUCR 07 E
N° 1A 1012K SCLCR/L 06 N° 1S 1012K SCLCR 06 N° 1A 1216M SDUCR/L 07 N° 1S 1216M SDUCR 07
N° 1A 1216M SCLCR/L 06 N° 1S 1216M SCLCR 06
N
['T)
-4
(=]
(=]
-
=
o
a
=
—
=
=
=
=
(&)
L
%)
=
SET A - SDQCR/L 07 SET AH - SCLCR/L 06 SET AH - SDUCR/L 07 »
N° 1A 0810H SDQCR/L 07 N° 1 AH 0608H SCLCR/L 06 N° 1 AH 0810H SDUCR/L 07 =
(=]
N° 1A 1012K SDQCR/L 07 N° 1 AH 0810) SCLCR/L 06 N° 1 AH 1012K SDUCR/L 07 3
N° 1 A 1216M SDQCR/L 07 N° 1 AH 1012K SCLCR/L 06 N° 1 AH 1216M SDUCR/L 07 o
N° 1 AH 1216M SCLCR/L 06
S
=
==
(8]
=
—
(V2]
77
=
O]
b2}
S
a
z
S
N
'V}
o
SETE - SCLCR/L 06 SET E - SDUCR/L 07 SETE - SCLCR/L 03 SET C - SCLCR 06 =
N° 1 E08K SCLCR/L 06 N° 1 E10K SDUCR/L 07 N° 1 E04G SCLCR/L 03 N° 1 C08K SCLCR 06 'r':f
N
N° 1 E10K SCLCR/L 06 N° 1 E12M SDUCR/L 07 N° 1 EO5H SCLCR/L 03 N° 1 C10K SCLCR 06 =
N° 1 E12M SCLCR/L 06 N° 1 E06) SCLCR/L 03 N° 1 C12M SCLCR 06
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key

Assembly-

Base holder assembly instruction
Instruction for changing the insert
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SNOVNO ODREZNO DRZALO_ GRUNDHALTER _ BASE HOLDER

REZKANJE

-
——— ——— pa—— §
[ [ [ —
1 1 1 =
T T T E
\ ¢
< o -
] .
| | | 3
a
5
L o
=
(7]
[ [ =1
i¢—>i(mm) o] =]
o .‘2 =
GETB h L B é = PRICELIST on S 8
GETB 1910 10 76 19 0,200 © ‘é
GETB 1912 12 76 19 0,250 ©O
GETB 1916 16 76 19 0,300 © -
GETB 2620 20 87 26 0,600 ©O =
GETB 2625 25 87 26 0,700 © »§
GETB 3220 20 100 32 0,800 ©O E
GETB 3225 25 110 32 1,000 © w
GETB 3232 32 120 32 1,300 ©O

ODREZNO DRiALO S HLAD.KANALI_ VDI GRUNDHALTER MIT IK _ VDI TOOL HOLDER WITH IC E
=
=
=
P

L 2
o
{ — =
] ©0 © 0®
e H»E R .

i &
\ 3
e
i¢—>{(mm) ol S
od L H é ,; E PRICELIST on g
GEGB VDI30/26 COOL 30 70 26 1,300 ® o %
GEGB VDI30/32 COOL 30 70 32 1,300 @ O (2]

GEGB VDI40/32 COOL 40 85 32 2,150 é (o)
=)
o
(=]
z
=
<
N
&
2
N
&
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NOZ _ STECHSCHWERTER _ BLADE

REZKANJE

MINIMILL

‘:ﬁ 150°

MOULDMILL

1
S i4e——>i(mm) S
- GECB w H : g & e
o
] GECB 1920 S 2,0 19 86 0,040 ®
= ELCG..192002...
= GECB 2620 S 2,0 26 110 GELCG.19200 0,050 ®
GECB 2630 S 3,0 26 110 0,060 @
' GELCG..193002... !
5 GECB 3230 S 3,0 32 150 2 0,090 ®
i GECB 2640 S 4,0 26 110 000 ®
N ’ ’
2 GECB 3240 S 4,0 32 150 GELCG..234002... 000 ®
=
(7]

-
=
[
a
=
—
=
=
150°
=
o
(&)
b
=
2 L H
i #E%ﬂ
-
=
[
o . o
= i¢—>{(mm) — g
e GECB COOL w H L = ¢‘=—' B @ ,; 2 PRICELISTon
GECB 2620 S COOL 2,0 26 110 GELCG.192002... 0,050 é [ J
] 6 o
,5, GECB 2630 S COOL 3,0 26 110 GELCG.193002... 0,060
T GECB 3230 S COOL 3,0 32 150 VT40SL GESL BT15 0,090 e [ ]
(S
GECB 2640 S COOL 4,0 26 110 0,100 e ([ ]
= ! GELCG..234002... '
a GECB 3240 S COOL 4,0 32 150 0,100 e [ ]
(7]
-
™
L
0
=
z
S
N
'V}
o
|
L
a
N
W
o

CUTTING TOOLS
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REZKARJI ZA IZDELAVO UTOROV IN REZANJE _ SCHEIBENFRASER _ GROOVING AND CUT OFF MILLS

REZKANJE

-
=
L =
=
T =
! J"
=
AL~ 2
r -
N -
77777777777 =
9
(7]
-
S
=
W X
D (=
=
i¢—>{(mm) o w
‘N
GEDM 08020 Z4 ST * 80 399 20 25 29 M16 4 0,250 - @ a
GEDM 10020 Z6 SA 100 51,9 2,0 28 40 22 6 0,700 - @ &
GELCG..192002
GEDM 12520 Z8 SA 125 519 2,0 36 48 27 8 1,250 - @
GEDM 16020 210 SA 160 649 2,0 39 80 40 10 2,500 - @
GEDM 08030 Z4 ST * 80 40,7 3,0 25 29 M16 4 0,250 - @
GEDM 10030 26 SA 100 52,7 3,0 28 40 22 6 0,700 - @
GELCG..193002
GEDM 12530 Z8 SA 125 52,7 3,0 36 48 27 8 1,300 - @
GEDM 16030 Z10 SA 160 65,7 3,0 39 80 40 10 2,550 - @ -
—
GEDM 12540 Z6 SA 125 53,5 40 37,5 48 27 6 1,350 - @ [~
GELCG..234002 =)
GEDM 16040 Z8 SA 160 66,5 4,0 39 80 40 8 2,650 - @ 5
=
*Drzalo z navojem_ Schaftausfiihrung Gewinde _ Threaded shank =
- - =
PLOSCICE _ WECHSELPLATTEN _ INSERTS =
Ena ploscica za celoten program _ Ein Wendeplatte fuer gesamtes Programm _ One insert for whole programme (s
=
= ) — B [T N .
KODA OBLIKA OZNAKA Brez previeke Prevleka CERMET =
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet =
Order No. Figure Designation Uncoated Coated o
TAGLIENTI e
Schneide TIN TIALN
W r Cutting K15 P25 P40 P200 P300 K300 K400 PVD PVD X99 X55
edge S
2
2,0 0,2 1 GELCGS 192002 ° ° ° ;
SR 2
I 3,0 0,2 1 GELCGS 193002 ° ° °
Wif@Ej
['7]
4,0 0,2 1 GELCGS 234002 ° ° ° s
GELCGS ’8
—
2,0 0,2 2 GELCGD 192002 ° ° ° &
I 3,0 0,2 2 GELCGD 193002 ° ° °
W#@@ z
4,0 0,2 2 GELCGD 234002 ° ° ° g
GELCGD L
x
GE KEY Kljué _ Schliissel _ Spanner PRICELISTon =
L
Klju¢ ni vkljucen v dobava Schliissel nicht N
eingeschlossen. Separat bestellen. Key not o

GE KEY included. To be ordered separately.

2026 &ROL 99
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MULTIDRILL

MULTIDRILL



MULTIDRILL
MULTIFUNKTION WENDEPLATTENVOLLBOHRER _ MULTI-FUNCTION INDEXABLE INSERT DRILLING TOOL

REZKANJE

- ew o . .

§ Technicni nasvet _ Technical hints

= .. .. < .

= . Dodatne znacilnosti in mozZnosti uporabe

= Uporaba sekundarnega rezilnega robu Additional features and a licatiopn

Secondary cutting edge can be used S PP
possibilities

-

=

g X .. Pozitivni zamik Offset, D: Nominalen premer orodja

= P positive Nominal tool diameter

=]

=

—

(7]
° — -
Su Laniel " jeklo  x = (1xD)-D  Awminij  _ (15xD)-D
59 rtanje iz centra. Drilling Stahl 5 Aluminium  Teoss ——
e_j = off center, positive offset Steel Aluminium 2
=

w Aluminij
E G\ Alumf’n!'um
'y Q Orodje Aluminium
= Tool
(2] P Xpos o 2,25D/1,5OD D Dmax xpos Dmax xpos
o PTR/L 08 -xxD-04 | 08H13| 88 | 040 12,0 | 2,00
11D PTR/L10 -x,xxD-05 | 10H13 | 11,0 @ 0,550 150 | 2,50
. Obdelovanec™ = Work piece PTR/L M xpxD-06 | 11H13 | 12,1 | 055 16,5 = 2,75
§ PTR/L15-xxxD-07 | 15H13 16,5 | 0,75 22,5 = 3,75
o PTR/L18 -xxxD-09  18H13 | 19,8 = 0,90 27,0 = 4,50

PTR/L20 -x,xxD-10 | 20H13 22,0 = 1,00 30,0 5,00

= PTR/L 26 -x,xxD- 13 26H13 | 28,6 1,30 39,0 6,50
5
=
5 il
= T X o5t NEGATIVNI ZAMIK 12 D:  Nominalen premer orodja
s SREDISCA, NEGATIVEN Nominal tool diameter
ODMIKOffset, negative
- Vrtanje iz centra, L
= negativen zamik Drilling }‘T
v] off center, negative offset i ! x = Dmig-D
=2 i neg
[
I
i ;
- ‘ 6 .
-
= | 20O ﬂ Orodje
a \ T Tool
- X D D . X
3 Lo e Lo 2,25D/1,50D il neg
b2 PTR/L 08 -x,xxD- 04 08H13 7,8 0,10
o . ‘ _ PTR/L 10 -x,xxD- 05 10H13 9,8 0,10
S Werkstlick <= Work piece PTR/L 11 -x,xxD- 06 11H13 10,8 0,10
E PTR/L 15 -x,xxD- 07 15H13 14,7 0,15
= PTR/L 18 -x,xxD- 09 18H13 17,7 0,15
a PTR/L 20 -x,xxD- 10 20H13 19,7 0,15
PTR/L 26 -x,xxD- 13 26H13 257 0,15

PLOSCICE
\

Zunanje posnetje

| |
notranje posnetje Ld i
Internal chamfering L7 External chamfering
—_— |
3 I
< It
== P
N i
w .
o |l
LS
= 30° 2\‘@\(
L
~ i
3 \ Q0

& ROL
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MULTIDRILL
MULTIFUNKTION WENDEPLATTENVOLLBOHRER _ MULTI-FUNCTION INDEXABLE INSERT DRILLING TOOL

REZKANJE

-
=
=
=
=
—
=
=
(=)
—
=2
o
d2 E
7 | n
Z I3 5'
[ l2 ga‘
4 o
=
{¢—>{(mm) § =
PTRI L Fig D" d1 d2 §] 2 3 & @ é !T- 2 PRICELISTon
L
PTR/L 08 - 1,50D-04 1 8 12 - - - 12,0 80 003 6 @ =
WCHX 04... N
PTR/L 08 - 2,25D-04 2 8 10 12 225 38 18,0 - 0050 & @ >
PTR/L 10 - 1,50D-05 1 10 12 - - - 15,0 90 0040 6 @ a
WCHX 05...
PTR/L 10 - 2,25D-05 2 10 12 16 28 42 225 - 0060 6 @
PTR/L 11 - 1,50D-06 1 1 16 - - - 16,5 100 008 & ©
WCHX 06...
PTR/L 11 - 2,25D-06 2 1 16 20 32 45 2475 - 0130 & @ N
-4
PTR/L 15 - 1,50D-07 1 15 20 - - - 225 125 0150 & @ a
WCHX 07...
PTR/L 15 - 2,25D-07 2 15 20 25 43 50 3375 - 0240 6 @
PTR/L 18 - 1,50D-09 1 18 25 - - - 27,0 135 0280 & @ o
WCHX 09... o
PTR/L 18 - 2,25D-09 2 18 25 32 53 56 40,5 - 0400 6 @ E
PTR/L 20 - 1,50D-10 1 20 25 - - - 300 150 0290 6 @ =
WCHX 10... =
PTR/L 20 - 2,25D-10 2 20 25 32 56 56 450 @ - 0460 6 @
PTR/L 26 - 1,50D-13 1 26 32 - - - 390 180 0570 & ®
WCHX 13... -
PTR/L 26 - 2,25D-13 2 26 32 40 73 60 585 - 0910 & @ 3
=}
=
Rezervni deli _ Ersatzteile _ Spare parts
Torx Momento torsione o]
L4 Torx Anzugsmoment g
= ) orque
PTR/L = = Torx [Ncm] 2
PTR/L 08 A02-20033 V04-T0600 06 62 =
PTR/L 10 A13-25042 V04-T0800 08 128 ~
O
PTR/L T A13-25050 V04-T0800 08 128 2
PTR/L 15 A13-30073 V04-T0800 08 180 ;
PTR/L 18 A02-35082 V04-T1500 15 345 )
PTR/L 20 A06-50088 V04-T2000 20 1020
PTR/L 26 A02-60120 V04-T2500 25 1750 ;
o
S
- we a
PloscCice _ Wendeplatten _ Inserts
P300 K15
z
<<
==
N
'V}
o
o
L
(=]
N
W
o
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SVEDRI NA PLOSCICE _ WENDEPLATTENVOLLBOHRER _ INDEXABLE INSERT DRILLING-TOOLS

REZKANJE

MINIMILL

@D1h7

-
=
=
(=]
=
=
o
=

3XD
<o

4
S . > (mm) . s
S8 ™XP-3XD ZEECECACEE S —+ B & 2 s
§ TDXP 140-30 R 14 20 104 43 60 XPMT BFTX 038 06
TDXP 150-30 R 15 20 107 46 63 042004...  01604N 038 & ®
W TDXP 160-30 R 16 20 M0 49 66 BTO6 5330 4 @
E TDXP 17030 R 7 20 M 52 e o B 0380 o6 ®
= TDXP 180-30 R 18 20 16 55 72 038 6 ©
2 TDXP 190-30 R 19 25 134 58 78 038 6
TDXP 200-30 R 20 25 137 61 81 XPMT BFIX  pro, 0390 o @
TDXP 210-30 R 21 25 140 64 84 063306..  02206N 040 & @
N TDXP 220-30 R 22 25 143 67 87 0410 & ®
& TDXP 230-30 R 23 25 146 70 90 04620 & @
° TDXP 240-30 R 24 25 149 73 93 04620 & @
- TDXP 250-30 R 25 25 152 76 96 XPMT BFTX  grog 0460 0 @
z TDXP 260-30 R 26 25 155 79 99 074006...  02506N 0480 & ®
= TDXP 270-30 R 27 25 158 82 102 0500 & ®
=) TDXP 280-30 R 28 25 161 85 105 0530 &
TDXP 290-30 R 29 32 170 88 110 0550 & ®
TDXP 300-30 R 30 32 173 91 13 080 & ©
5 TDXP 310-30 R 31 32 176 94 16 0870 & ®
E TDXP 320-30 R 32 32 179 97 19 XPMT BFIX g, 0880 o @
= TDXP 330-30 R 33 32 182 100 122 094508... 03584 0910 & ®
; TDXP 340-30 R 34 32 185 103 125 0950 & ®
D TDXP 350-30 R 35 32 188 106 128 0980 & ®©
g TDXP 360-30 R 36 32 191 109 131 100 6 ®
a TDXP 370-30 R 37 32 194 12 134 1,060 & ®
o TDXP 380-30 R 38 32 197 115 137 1,090 o @
TDXP 390-30 R 39 32 200 18 140 1130 & @
¥ TDXP 400-30 R 40 32 203 121 143 1780 6 ©
g TDXP 410-30 R 41 2 206 124 146 . otk BT20 1230 4 e
= TDXP 420-30 R 42 40 220 127 150 120 6 ©
a TDXP 430-30 R 43 40 223 130 153 1310 6 ©
TDXP 440-30 R 44 40 226 133 156 1350 & ®
w TDXP 450-30 R 45 40 229 136 159 190 6 ©
o TDXP 460-30 R 46 40 260 139 170 1930 & ®
g TDXP 470-30 R 47 40 243 14 173 2020 6 ©
TDXP 480-30 R 48 40 46 44 176 200 6 ©
TDXP 490-30 R 49 40 249 147 179 220 6
B TDXP 500-30 R 50 40 252 150 182 XPMT BFIX . 220 o @
= TDXP 510-30 R 51 40 255 153 185 156812... 0615N 220 6 ®©
= TDXP 520-30 R 52 40 258 156 188 2320 & @
o TDXP 530-30 R 53 40 261 159 191 2520 &
TDXP 540-30 R 54 40 264 162 19 2570 & ®
S TDXP 550-30 R 55 40 267 165 197 28200 6
a
N
o

ﬁx ROL
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SVEDRI NA PLOSCICE _ WENDEPLATTENVOLLBOHRER _ INDEXABLE INSERT DRILLING-TOOLS

=
=
$
N
L
-5

=
=
=
@D1 h7 =
=
=
g
=2
5XD g
<=
4
4> (mm) e v S .
VIO % oo o L L[] = _¢ & & 2 mase 53
TDXP 140-50 R N 20 132 71 88 XPMT BETX 0420 & ® §'
TDXP 150-50 R 15 20 137 76 93 042004...  01604N 0420 6 ©
TDXP 160-50 R 16 20 42 81 98 BIO6 (.0 o o w
TDXP 170-50 R 7 20 w8 103 XA BEX 0420 o ® ,E
TDXP 180-50 R 18 20 152 91 108 0420 & ® =
TDXP 190-50 R 19 25 172 96 16 0420 & ® 2
TDXP 200-50 R 20 25 177 101 121 XPMT BFTX  gro, 0500 o @
TDXP 210-50 R 21 25 182 106 126 063306..  02206N 0550 & ®
TDXP 220-50 R 22 25 187 11 131 0550 & ® N
TDXP 230-50 R 23 25 192 16 136 0570 & ® &
TDXP 240-50 R 24 25 197 121 141 0570 & ® °
TDXP 250-50 R 25 25 202 126 146 XPMT BFTX  prog 090 & ® -
TDXP 260-50 R 26 25 207 131 151 074006...  02506N 0600 & @ =
TDXP 270-50 R 27 25 212 136 156 0620 & ® E
TDXP 280-50 R 28 25 217 141 161 0650 & ® =
TDXP 290-50 R 29 32 28 146 168 0670 o ®
TDXP 300-50 R 30 32 233 151 173 0950 & ®
TDXP 310-50 R 31 32 238 156 178 0970 6 ® 5
TDXP 320-50 R 32 32 243 161 183 XPMT BFTX  prs 099 o @ E
TDXP 330-50 R 33 32 248 166 188 094508.. 03584 1,000 6 ® =
5 TDXP 340-50 R 34 32 253 171 193 05 o @
D TDXP 350-50 R 35 32 258 176 198 100 & ®
TDXP 360-50 R 36 32 263 181 203 1300 o @ 5
TDXP 370-50 R 37 32 268 186 208 1300 o @ 2
TDXP 380-50 R 38 32 273 191 213 1400 & @ e
TDXP 390-50 R 39 32 278 196 218 1400 o ®
TDXP 400-50 R 40 32 283 201 223 1500 & @ z
TDXP 410-50 R “ 2 288 206 28 o SFIX 2o 1600 o e g
TDXP 420-50 R 42 40 306 21 234 1600 & ® =
TDXP 430-50 R 43 40 309 216 239 1,600 & @ 7
TDXP 440-50 R A 40 314 221 244 1,700 & @
TDXP 450-50 R 45 40 319 226 249 2400 & ® w
TDXP 460-50 R 46 40 332 231 262 2400 & ® 9
TDXP 470-50 R 47 40 337 235 267 2500 & ® g
TDXP 480-50 R 48 40 342 240 272 2600 & ®
TDXP 490-50 R 49 40 347 247 277 2600 6 ®
TDXP 500-50 R 50 40 352 250 282 XPMT BFTX  pr,. 2800 o @ N
TDXP 510-50 R 51 40 357 255 287 156812... 0615N 2,800 6 @ =
TDXP 520-50 R 52 40 362 260 292 2000 & ® =
TDXP 530-50 R 53 40 367 265 297 3100 & @ o
TDXP 540-50 R 54 40 k7] 270 302 3200 6 ®
TDXP 550-50 R 55 40 377 275 307 3500 6 ® S
a
N
o
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__GREZILA Z IZMENLJIVIMI REZALNIMI PLOSCICAMI
FASFRASER FUR ABSCHRAGUNG _ MILLING CUTTERS FOR CHAMFERING FLARIN

REZKANJE

-
=
=
e E
B :
12 -
-
=
(=)
—
=2
o
N =
[
ad
" (7]
z —
)
L2 g =
& o
. o
=
Irm =
=
W
S
L2 I 2
(7]
N
W
-4
(=]
o
-
=
o
a
=
—
=
=
i ¢—>!(mm)
Kot o =
Winwel MIN MAX [ o S
Angle 0 (] L1 L2 od / /A S _—a ©  PRICELISTon o
MENTRUBE VA E —» & ¢ o
BM3029T 30° 6 29 74 45 10 0,110 o]
BM4524T 45° 5 24 67 45 10 0,070 o .,
—
. =
BM4538T 45 19 38 75 50 12 TM32 GUR... 0,230 o nn:
T™M32GSR.. M1 MA-1 =
BM4552T 45° 33 52 80 55 13 . 0,410 o g
BM4566T 45° 47 66 80 55 13 0,660 o
>
BM6021T 60° 7 21 69 45 10 0,070 o =
S
=
—
(V2]
PRIPOROCENE HITROSTI_SCHNITTDATEN
RECOMMENDED SPEED "
-
MING  MAXO RPM ;
=
BM3029T 6 29 500-350 -
(1) y (2] BM&4524T 5 24 500-350
SCHNITTKANTEN =
FIG. NO. OF CORNERS BM4&552T 33 52 200-150 g
'V}
TM32 GUR HSS... 1 2 BM4566T 47 68 150-100 o
TM32 GSR HSS... 2 6 BM6021T 7 21 500-350 _
e
(=]
N
W
-3

CUTTING TOOLS
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REZKARJI ZA POSNEMANJE ROBOV, V-UTORE IN CENTRIRANJE
ZENTRIER-, SENK-, UND ANFASWERKZEUG _ CENTER DRILLING, CHAMFERING AND V-GROOVING

=
=
$
N
[h]
-5

-
= L1
E 3
2 . L2 ; L3 |
= |
-
-
=
a
—
=
)
=
ie—>i(mm)
(7]
- Kot ~
=) Winwel MIN MAX /@ S . 9]
g 3 Ange 11 L2 L3 0D o6d o o D4 S =% @ £ Prrcuston
§ SCM1045C 90° 105 72 33 10 9 0,6 8,6 0,070 (o)
= C22 GUX... L-13 N-5
SCM1045CL 90° 165 132 33 10 9 0,6 8,6 0,120 o
g SC1245C 90° 10 82 28 12 13 2 12,5 0,110 o
’§ SC1645C 90° 110 82 28 16 13 2 12,5 C32 GUX... L-6 K-3 0,180 o
=z
'5 SC1630C 118° 110 82 28 16,5 16 2 15 0,130 o
SC1660DS 60° 110 85 25 % 19 1,2 N5 DCET 11X304... L-15 N-6 0,170 (o]
N
d
e
a
o
—
=t
=
a
E g o 3
=
E | I A
S -—
=
8 8s en
[T}
= ‘ L
=
ie—>!(mm)
| S 5
E oD ©¢Ds Od L Is n s a® @ § = 20 é g PRICELIST on
a
51 EMS1045T 10,3 0,88 10 95 80 15 47 90° TXMT 080206... L-18 N-4 0,100 o
o
EMM1245T 14,2 0,88 12 100 80 20 6,7 90° TXMT 110306... L-13 N-5 0,120 (o
5 EML2045T 22 0,88 20 110 80 30 10,5 90° TXMT 16T306... L-15 N-7 0,200 o
g EMD3245T 37 1,2 32 150 110 40 18  90° TXMT 270506... L-16 BT20 0,250 o
=
—
)
" POSNEMANJE
o BOHRUNG ANFASEN
:3 CENTRIRANJE BORE CHAMFERING
9 ZENTRIER-SENK
o CENTER DRILLING
|
gl — P S S
i W e
— e e =
_ -l 2= o J
o ___“(-‘ _ o=
< T T
] N P
N -
& o e
HH'“‘*—-__,_____ /./
B “V"UTORJENJE et
= “V” - NUTENFRAESER IZDELAVA POSNETI)
a “V” - GROOVE CUTTING ECKE ANFASEN
i CORNER CHAMFERING
o

& ROL
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. REZKALA ZA POSNEMANJE OKROGLIH ROBOV
RADIEN ANFRASER MIT WENDEPLATTEN _ CINDEXABLE ROUND CHAMFERING MILLING-CUTTERS

REZKANJE

DELI - ERSATZTEILE - SPARE PARTS  —— (mm) < pmiceusT g
I (o EEITENE R S
NK32-70R 3 70 42 32 130 90 1,000 O =
s 112 NK32-70RL200 3 70 42 32 200 150 1,000 O
NK25-10R 1 35 89 25 120 80 0,600 O -
N54GCR-5R/NK2020 Z R X h =
- —
- T e N54GCR-5R NK2020 5 22,78 6,79 3
O |9 [ids N54GCR-8R NK2020 8 22,8 9,63 s
oA L 5 ©| N54GCR-10R NK2020 10 27 M6
' 20 4,76 A _ 17
N54GCR.BRNK2020 N54GCR-6R NK2020 6 22,8 6,8 2
5 T dew N54GCR-7R  NK2020 7 22,8 97 S .
O |e [ide N54GCR-9R NK2020 9 22,7 1,5 59
0sR—L o —— 5
20 476 PARAMETRI - CUTTNG DATAS =
N54GCR-10R/NK2020
m - MATERIAL RPM FEED
O |9 iz STEEL 1200 ~ 2000 200 ~ 400 mm /7’ =
o,sn/%fzo N—j‘:w CAST IRON 900 ~ 1200 150 ~ 300 mm /1’ k]
ALU 1500 ~ 3000 300 ~ 500 mm/T’ 2
&
DELI - ERSATZTEILE - SPARE PARTS {«——>{(mm) x Pm(;m'r E
@ ((©  DQuELLY z o1 o0z oo v ¢ @& 8
NK25-05R 1 26 - 25 130 90 0420 O
Cu1-5 (05R) 114 (05R) L12(04R)  NK20-40R-2 2 56 393 20 115 85 0480 O -
NK32-40R-3 3 56 393 32 115 85 1,000 O &
=
N43GXR8 / NK2020 z R X h 3
o N43GXR8-1R NK2020 1 23,27 4,66 =
O j§ 7]  N43GXR8-2R NK2020 2 277 507
s O N43GXR8-3R NK2020 3 22,27 5,58
0B8R 12,7 476 2~ =
, : N43GXR8-4R NK2020 4 21,81 6,08 2
N43GXR8 - 1R =
N43GXRS8 - 2R N43GXR8-5R NK2020 5 21,2 6,5 o
N43GXR8 - 3R N43GXR NK202 12-3-4 21,81 6,08 =
N43GXR8 - 4R 3GXR8 020 ! !
N43GXR8 - 5R PARAMETRI - CUTTNG DATAS
o MATERIAL RPM FEED 3
5 STEEL 1500 ~ 2500 300 ~ 500 mm /T &
— CAST IRON 1100 ~ 1500 150 ~ 300 mm /7’ °
: ALU 1700 ~ 3500 300 ~ 500 mm/T’ =
e
(W]
=
S
DELI - ERSATZTEILE - SPARE PARTS 4> (mm) < paiceust -
o —
(0 R-NUBOR BRI <N @
CR25-05T 1 25 - 25 150 100 0,530 O
(7]
z R X h B
T32GSR-1R NK2020 1 6,52 6,02 u
T32GSR-2R NK2020 2 6,05 6,53 =
T32GSR-3R NK2020 3 5,61 7,01
/] PARAMETRI - CUTTNG DATAS
TR =
R MATERIAL RPM FEED n§=
= STEEL 2500 ~ 400 200 ~ 400 mm /T’ N
- CAST IRON 1800 ~ 3000 150 ~ 300 mm/1' 2
ALU 3000 ~ 5000 300 ~ 600 mm/T’
BNE; -
Hs g
57 =
W
-3

CUTTING TOOLS

PARAMETRI
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DRZALO ZA POSNEMANJE OKROGLIH ROBOV
RADIEN WERKZEUG MIT WENDEPLATTEN _ INDEXABLE ROUND CORNER CHAMFERING TOOL

}

REZKANJE

MINIMILL

L1 D2

MOULDMILL

ie—>! (mm)

o mo omow oz 19 «© O @&

PRICELIST on

2

MICROTOOLS
ROL
O | STOCK

R-BIT 20XR 19 20 126 1 N43GXR L-12 K-4 0,700

STRUZENJE

D1

ODREZ

MULTIDRILL

L1 D2

i¢—>! (mm)

el . . . . € € o o &

[
=2
O
Ll
=
=2

PRICELIST on

O | STOCK

10R-BIT 25CR 25 25 150 30 1 N54GCR CL-1S L-12 K-3 K-4 0,740

PLOSCICE SLIM CHUCK ROL DRILL

REZKARJI

REZ.DELI

@X ROL

CUTTING TOOLS

PARAMETRI



ROL DRILL



CUTTING TOOLS
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
; =
T~ =
z B e ——— 2 =
sS\&—-— H =
L3
L2
—
o L =l
b —d - Set Screw | Cap Screw =
E v 4 3\-., 3
i — 8
=
YTDI-FSL body

Set Screw | /: v Cap Screw
Cross \ HB shank

clamping hole
KRUZ-FSL body (IID 3

MICROTOOLS
ROL

w
=
d
N
=
o
&
YTDI KRUZ -
-—
Cutting S =% = 2
Hole Shank  depth Flanged 5 pricelist 5 Pricelist ]
size Body Size  (Length dia. © on o on Cap Torx Set L- ?;‘
range Code No. (@d)  x40) L1 L2 L3 (pFd) & request » request IDP Screw  driver Screw wrench o
© |IDP 080 T6
¢80 YTDIOSOLCIFSL 10,0 T(3xD) 87 42 32 e ° S{IDR(05] CS080- Torque =
-084 KRUZOSODIFSL (Hp) b (D) 103 58 48 18 @ o iR 085SL  osNm T &
H(7xD) 119 74 64 © IDP 084 (Max) =
=
© IDP 085 T6
985 YIDIOSSCIESL 10,0 | (3XD) 89 44 34 ° 2 ® IDP 086 C5080- Torque
P(5xD) 106 61 51 18 @ o ® IDP 087 - -
~¢89 KRUZ085O1FSL (HA) H(7xD) 123 78 68 ° P © IDP 088 085SL  06Nm
A © IDP 089 (Max) 5
(&)
L
© IDP 090 T6 =
590 YTDIOSOCIFSL 10,0 | (3D) 92 47 36 ¢ © @ IDP 091 C5090- Torque =
694 KRUZOSODIFSL (Ha) P(3*D) 110 65 54 18 @ ° oiohoos 095SL  O6Nm -
) ° !
H(7xD) 128 83 72 o Db oot (Max)
-
© IDP 095 6 E'
995 YIDIO9sOIFSL 120 | (D) 97 49 38 2 o ® IDP 096 €S 090- Torgque a
-999 KRUZO095CIFSL (HA) ::((SXB; IS s o Db oot 0955L  OeNm  © =
7xD) 135 87 76 © IDP 099 (Max) =
@ IDP 100 T6 =
6100 YIDI100CIFSL 120 | (XP) 99 51 40 e o @ IDP 101 5100~ Torque g
-p104 KRUZI00OFSL (Hp) b (XD 19 71 60 18 @ o S 1SS oeNm T T
H(7xD) 139 91 80 bty (Max) =
@
@ IDP 105 T6
s105 YIDI0SOIFSL 120 | (XD) 102 54 42 ° o @ 1DP 106 CS100- Torque
P(5xD) 123 75 63 18 @ o © IDP 107 - - -
~¢ 10.9 KRUZ 105 O FSL (HA) H(7 D) 144 4 fo) o IDP 108 115 SL 0,6Nm o
X ATt © IDP 109 (Max) ;g
S
T(3xD) 104 56 44 ° o ® IDP 110 6 =
10 YIDIMOOIFSL 120 P(5xD) 126 78 66 .. @ o el C5100- Torque i
~¢p 14 KRUZTOOFSL (HA) H(7xD) 148 100 88 o o © IDP 113 M5SL 0,6Nm
L (10XD) 181 133 121 (o} o © IDP 114 (Max)
o
T(3xD) 107 59 46 ° o © IDP 115 T6 g
975 YIDIMSOFSL 120 P(5xD) 130 82 69 .. @ o o €5100- Torque ) o
~¢11.9 KRUZMS5OFSL (HA) H(7xD) 153 105 92 L] (] © IDP 118 1M5SL  06Nm =
L (10XD) 188 140 127 o o © IDP 119 (Max)
o
T(3xD) 109 61 48 ° o © IDP 120 6 a
9120 YTDI12000FSL . P(5xD) 133 85 72 ;@ o ::gmg (S120- Torque M 13 N
~¢ 124 KRUZ 120 OO FSL ~ H(7xD) 157 109 96 ® o © IDP 123 135SL  06Nm  25x4 mm [
L (10XD) 193 145 132 o o © IDP 124 (Max)

2026 &RDL 15
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
—
= YTDI KRUZ =
E S =y — /)
= Cutting = =% = )
= Hole Shank  depth Flanged 5 pricelist 5 Pricelist
size Body Size  (Length dia. o© on o on Cap Torx Set L-
range Code No. (@d) x40) L1 L2 L3 (@Fd) & request & request IDP Screw  driver Screw wrench
= T(3xD) 111 63 50 ° o ® IDP 125 6
s 9125 YIDI125O0FSL ., P(5xD) 136 88 75 . @ o ipe (5120- Torque M 13
a ~¢129 KRUZ125O0FSL > H(7xD) 161 113 100 ° o o IDP 126 1355L  06Nm  2.5x4  mm
= L (10XD) 199 151 138 o o ® IDP 129 (Max)
= T(3xD) 114 66 52 ° o o IDP 130 T6
9130 YIDI130O0FSL ., P(5xD) 140 92 78 .. @ o e (5120- Torque M 13
G ~¢134 KRUZ130OOFSL "™ H(7xD) 166 118 104 ° o © IDP 133 135SL  06Nm  2.5x4 mm
8. L(10XD) 205 157 143 o o ® IDP 134 (Max)
§2 T(3xD) 116 68 54 ° = e IDP135 T
(s} 9135 YIDI13SOFSL .., P(5xD) 143 95 81 . @ o e CS120- Torque M 13
= ~¢139 KRUZ135OFSL ™% H(7xD) 170 122 108 ° o o IDP 138 135SL  06Nm  25x4  mm
L(10XD) 211 163 149 o () © IDP 139 (Max)
= T(3xD) 119 71 56 ° o © IDP 140 v
ke 9140 YIDIW4OOFSL .. P(5xD) 147 99 84 . @ o Ol CS140- Torque M 13
= ~¢ 144 KRUZ140OFSL ™~ H (7xD) 175 127 112 ° o © IDP 143 155SL  09Nm  2.5x4 mm
E L(10XD) 217 169 154 o o © IDP 144 (Max)
T(3xD) 123 73 58 ° o ® IDP 145 7
9145 YIDIWSOFSL Lo P(5xD) 152 102 87 g @ o ::g;}:ﬁ CS140- Torque M 13
~¢ 149  KRUZ 14500 FSL  H(7xD) 181 131 116 L o © IDP 148 155SL  09Nm  25x4 mm
~ L (10XD) 225 175 160 o o © IDP 149 (Max)
E T(3xD) 127 77 60 ° o ® IDP 150 T
(S 9150 YTDI150CFSL ,, , P(5xD) 157 107 90 .. @ o e CS140- Torque M 13
~¢154 KRUZ150O0FSL “*° H(7xD) 187 137 120 ° o ® IDP 153 155SL  09Nm  2.5x4 mm
4 L (10XD) 232 182 165 o o © IDP 154 (Max)
g T(3xD) 130 80 62 ° o © IDP 155 7
= 9155 YIDI1S5OFSL .o P(5xD) 161 111 93 @ o oipie CS140- Torque M 13
= ~¢159 KRUZ155O0FSL “° H(7xD) 192 142 124 L o © IDP 158 155SL  09Nm  2.5x4 mm
= L (10XD) 239 189 171 o o ® IDP 159 (Max)
T(3xD) 132 82 64 ° o © IDP 160 7
9160 YIDI160CIFSL ,  P(5xD) 164 114 9%6 . @ o ] CS160- Torque M 13
5 ~¢164 KRUZ160IFSL ““Y H(7xD) 196 146 128 ° o o IDP 163 175SL  09Nm  25x4 mm
Q L (10XD) 244 194 176 o o © IDP 164 (Max)
E T(3xD) 135 85 66 ° o ®IDP 165 o "
9165 YTDI165CIFSL . o P(5xD) 168 118 99 . @ o ::gmgﬁ CS160- Torque o, 13
~$169 KRUZ 1650 FSL ' H(@7xD) 201 151 132 ° o © IDP 168 175SL  09Nm  ~ mm
L(10XD) 251 201 182 ° o © IDP 169 (Max)
-
EI T(3xD) 137 87 68 ° o ® IDP 170 7
a 9170 YIDIT0OFSL , o P(5xD) 171 121 102 . @ o ::g:]g CS160- Torque M 13
- ~¢174 KRUZ170OOFSL ““*Y H (7xD) 205 155 136 ° o ° IDP173 175SL  09Nm  25x4 mm
x L (10XD) 256 206 187 o o © IDP 174 (Max)
T(3xD) 139 89 70 ° o ® IDP 175 7
X 9175 YIDISOFSL ,o, P(5xD) 174 124 105 . @ o oippire CS160- Torque M 13
- ~¢17.9 KRUZ175OFSL “7° H (7xD) 209 159 140 ° o © IDP 178 175SL  09Nm  25x4  mm
o L (10XD) 262 212 193 o o © IDP 179 (Max)
% T(3xD) 142 92 72 ° o © IDP 180 8
Co 9180 YTDI180CIFSL , . P(5xD) 178 128 108 . @ o ::g:]g; C5180- Torque M 13
~p184 KRUZ18OOIFSL “° H (7xD) 214 164 144 ° o o IDP 183 195SL  15Nm  25x4  mm
W L (10XD) 268 218 198 o () © IDP 184 (Max)
2 T(3xD) 144 94 74 ° o © IDP 185 T8
S 9185 YTDI18SCIFSL o, P(5xD) 181 131 m @ o g (5180 Torque M 13
a ~¢189 KRUZ185OFSL “"" H(7xD) 218 168 148 ] o o IDP 188 195SL  15Nm  2.5x4  mm
L (10XD) 274 224 204 o o © IDP 189 (Max)
T(3xD) 147 97 76 ° Po) © IDP 190 T8
9190 YIDI190OFSL ,, , P(5xD) 185 135 114 @ o ::g:}g; CS180- Torque M 13
= ~¢ 194 KRUZ 190 OO FSL ™ H(7xD) 223 173 152 ® o © IDP 193 195SL  15Nm  2.5x4 mm
g L (10XD) 280 230 209 o o © IDP 194 (Max)
o T(3xD) 149 99 78 ° - 1DP195 T8
9195 YIDI195CIFSL o P(5xD) 188 138 117 @ o ::g;}gg CS180- Torque M 13
~$199 KRUZ19500FSL ““*Y H(7xD) 227 177 156 ° o o IDP 198 195SL  15Nm  2.5x4  mm
= L (10XD) 286 236 215 o o © IDP 199 (Max)
(77 ]
a T(3xD) 157 101 80 ° Po) © IDP 200 8
E $200 YTDI200CIFSL o P (5xD) 197 141 120 o O o g:gggg; CS200- Torque M 15
~$204 KRUZ200OOFSL “>Y H (7xD) 237 181 160 ° o o IDP 203 215SL  15Nm  3x6  mm
L (10XD) 297 241 220 o o 0 IDP 204 (Max)
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
YTDI KRUZ §
Cutting =K = 2 S
Hole Shank  depth Flanged 5 pricelist 35 Pricelist =
size Body Size  (Length da. © on © on Cap Torx Set L-
range Code No. (@d) x40) L1 L2 L3 (@Fd) & request »n request IDP Screw  driver Screw wrench
T(3xD) 160 104 82 ° o © IDP 205 T8 -
9205 YIDI205CIFSL ., P(5xD) 201 145 123 @ o g:gg%g? CS200- Torque M 15 =
~$209 KRUZ205O0FSL “>" H(7xD) 242 186 164 o o o/IDP208 2155L  15Nm  3x6  mm =)
L (10XD) 304 248 226 o o 0 IDP 209 (Max) 8
T(3xD) 162 106 84 ° o ©1DP 210 18 =
9210 YIDI2I0OIFSL P (5xD) 204 148 126 o O o g:ggg}; (S200- Torque M 15
~6214 KRUZ210OFSL <2 H (7xD) 246 190 168 o o s 215SL  15Nm 3x6  mm 4]
L (10XD) 309 253 231 o o 0 IDP 214 (Max) g .
T(3xD) 165 109 86 ° 5 o 1DP 215 T §g
9215 YIDI2I5SO0FSL ., P(5xD) 208 152 129 _ @ o Sy (5200- Torque M 15 s}
~$219 KRUZ215O0FSL <Y H (7xD) 251 195 172 o o o IDP 215 25SL  15Nm 3x6  mm =
L (10XD) 316 260 237 o o 0 IDP 219 (Max)
T(3xD) 167 111 88 ° o © IDP 220 8 =
220 YTDI22000FSL . P(5xD) 211 155 132 . @ o oo €S220- Torque M 15 E
~¢224 KRUZ220OFSL “7% H(7xD) 255 199 176 o (o] 0 IDP 223 235SL  15Nm  3x6  mm >
L (10XD) 321 265 242 o o 0 IDP 224 (Max) E
T(3xD) 169 113 90 ° o ® IDP 225 T8
9225 YIDI225OFSL ,c o P (5xD) 214 158 135 Hn ® o g:gggg (S220- Torque M 15
~$229 KRUZ22500FSL “7*° H(7xD) 259 203 180 o o 0 IDP 228 235SL  15Nm - 3x6  mm
L(10XD) 327 271 248 o o 0 IDP 229 (Max) .
T(3xD) 172 116 92 ° o o IDP 230 18 g
230 YTDI230CIFSL .. P(5xD) 218 162 138 ., @ o g:gggg CS220- Torque M 15 o
~$234 KRUZ230OFSL “7° H(7xD) 264 208 184 o o o IDP 233 235SL  15Nm 3x6  mm
L (10XD) 333 277 253 o o 0 IDP 234 (Max) .
—
T(3xD) 174 118 94 ° o ® IDP 235 8 o
9235 YIDI23SOFSL ,c o P(5xD) 221 165 141 .. @ o opae €5220- Torque M 15 =
~$239 KRUZ23500FSL “7*° H(7xD) 268 212 188 o o 0 IDP 238 235SL  15Nm - 3x6  mm =
L (10XD) 339 283 259 o o 0 IDP 239 (Max) =
T(3xD) 181 121 96 ° o ® IDP 240 5
9240 YIDI240OIFSL 5, o P(5xD) 229 169 144 9 | O o 8:35%2”2 CS240- Torque M 15
~p244 KRUZ240OFSL ~%% H(7xD) 277 217 192 (0] o 0 IDP 243 255SL  35Nm  3x6  mm =
L (10XD) 349 289 264 o o 0 IDP 244 (Max) o
T(3xD) 183 123 98 ° o o 1DP 245 5 2
9245 YTDI24SOIFSL 5, P(5xD) 232 172 147 .. @ o O lpae CS240- Torque M 15
~p249 KRUZ24500FSL " H(7xD) 281 221 196 o o o IDP 248 255SL  35Nm 3x6  mm
L (10XD) 355 295 270 o o 0 IDP 249 (Max)
T(3xD) 185 125 100 ° o  IDP 250 5 g
9250 YIDI25000FSL 5, P(5xD) 235 175 150 . @ o g:ggggg CS240- Torque M 15 a
~¢254 KRUZ250OFSL >“ H (7xD) 285 225 200 o o o IbP 225 255SL  35Nm  3x6  mm =
L (10XD) 360 300 275 o o 0 IDP 254 (Max) &
T(3xD) 188 128 102 °® o ® IDP 255 5
9255 YIDI25500FSL o, P(5xD) 239 179 153 . @ o O lop s CS240- Torque M 15 b
~$259 KRUZ25500FSL ~“° H(7xD) 290 230 204 o o o D225 255SL  35Nm 3x6  mm 2
L (10XD) 367 307 281 o o 0 IDP 259 (Mmax) o
T(3xD) 190 130 104 ° o  IDP 260 5 %
9260 YIDI260CIFSL ., P(5xD) 242 182 156 5 @ o g:gggg CS260- Torque M 15 £z
~p264 KRUZ260LIFSL “° H (7xD) 294 234 208 o o o IDP 263 275SL  35Nm  3x6  mm
L(10XD) 372 312 286 o o 0 IDP 264 (Max) w
T(3xD) 193 133 106 ° o o IDP 265 5 2
9265 YIDI265CIFSL ,, , P(5xD) 246 186 159 ., @ o 9 1Dp 266 (5260- Torque M 15 S
~$269 KRUZ2650O0FSL ~“° H (7xD) 299 239 212 o o Bpa 275SL  35Nm  3x6  mm a
L (10XD) 379 319 292 o o 0 IDP 269 (Max)
T(3xD) 195 135 108 ° o ® IDP 270 5
9270 YIDI2TOOIFSL , P (5xD) 249 189 162 2w O o g:gggg CS260- Torque M 2.0
~¢274 KRUZ270OFSL ““ H (7xD) 303 243 216 o o 0 IDP 273 275SL  35Nm  4x8  mm =
L (10XD) 384 324 297 o o 0 IDP 274 (Max) <
T(3xD) 197 137 110 ° o ® IDP 275 5 E
9275 YIDI2I5OFSL 5, P(5xD) 252 192 165 ., @ o g:gg%;? CS260- Torque M 2.0
~6279 KRUZ27500FSL °“Y H(7xD) 307 247 220 o o o(IDP275 275SL  35Nm  4x8  mm
L (10XD) 390 330 303 o o 0 IDP 279 (Max) =
T(3xD) 200 140 112 °® o © IDP 280 5 ‘5_
9280 YIDI280OIFSL ., P(5xD) 256 196 168 ., @ o obpas CS280- Torque M 2.0 h
L (10XD) 396 336 308 o o 0 IDP 284 (Max)

CUTTING TOOLS
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
— S—
= YTDI KRUZ - -
E Cutting = =K E 2
= Hole Shank depth Flanged 9 q
=~ size Body Size  (Length dia. § P"g‘:'l'“ g P"g‘;"“ Cap Torx  Set L-
range Code No. (dd)  x40) 1 L2 L3 (¢Fd) K request » request IDP Screw  driver Screw wrench
- T(3xD) 202 142 114 ° o © IDP 285 5
= 9285 YIDI28501FSL 5, P(5xD) 259 199 171 . @ o S 1opage CS280- Torque M 2.0
a ~$289 KRUZ285C1FSL °“ H(7xD) 316 256 228 o o o/IDP 258 295SL  35Nm  4x8  mm
3 L(10XD) 402 342 314 o o 0 IDP 289 (Max)
= T(3xD) 205 145 116 ° o ©IDP 290 ™5
9290 YTDI290LIFSL ., P(5xD) 263 203 174 ., @ o S lop 2 CS280- Torque M 2.0
4 ~¢294 KRUZ290OIFSL ~%" H(7xD) 321 261 232 o o 0 1DP 293 295SL  35Nm  4x8  mm
8. L (10XD) 408 348 319 o o 0 IDP 294 (Max)
=
S e T(3xD) 207 147 118 ° o © IDP 295 5
(s 9295 YIDI295CIFSL ,, . P(5xD) 266 206 177 .5 @ o S op e CS280- Torque M 2.0
= ~$299 KRUZ29500FSL >V H (7xD) 325 265 236 o o olIDP 298 295SL  35Nm  4x8  mm
L (10XD) 414 354 325 o o 0 IDP 299 (Max)
';_4. T(3xD) 209 149 120 ° o © IDP 300 20
e $300 YTDI300CIFSL ,, . P(5xD) 269 209 180 _, @ o o (5300- Torque M 20
> ~¢304 KRUZ300OFSL ~“~ H(7xD) 329 269 240 o o 0 IDP 303 315SL  40Nm  4x8  mm
E L(10XD) 419 359 330 o o 0 IDP 304 (Max)
T(3xD) 212 152 122 ° o o IDP 305 0
9305 YIDI30SOIFSL o, . P (5xD) 273 213 183 9 ©® o g:gggg? CS300- Torque M 2.0
~¢309 KRUZ3050 FSL " H(7xD) 334 274 244 (] o 0 IDP 308 315SL  40Nm  4x8  mm
~ L (10XD) 426 366 336 o o 0 IDP 309 (Max)
E T(3xD) 214 154 124 ° o 0 1DP 310 720
o 9310  YIDI3ODOIFSL ., P(5xD) 276 216 186 ., @ o oo €S300- Torque M 25
~¢314 KRUZ310OFSL > H(7xD) 338 278 248 o o i 315SL  40Nm 510 mm
- L (10XD) 431 371 341 o o 0 IDP 314 (Max)
g T(3xD) 217 157 126 ° o 0 IDP 315 20
= 9315 YIDI3ISOFSL o, P(5xD) 280 220 189 _ @ o Slpae C5300- Torque M 25
- ~$319 KRUZ315OFSL >V H (7xD) 343 283 252 o o o IDP 318 3155 40Nm 510 mm
= L (10XD) 438 378 347 ] o 0 IDP 319 (Max)
T(3xD) 219 159 128 ° o 0 IDP 320 20
9320 YIDI3200FSL ,,, P(5xD) 283 223 192 ., @ o S CS320- Torque M 25
5 ~¢324 KRUZ320OFSL >“° H (7xD) 347 287 256 o o Mo 35%5SL  40Nm  5x10  mm
s L (10XD) 443 383 352 o o 0 IDP 324 (Max)
E T(3xD) 221 161 130 ° o 01DP325 20
9325 YIDI35OFSL 5, P (5xD) 286 226 195 9 @ o g:gg;g? €S320- Torque M 25
~¢329 KRUZ3250FSL ~%° H(7xD) 351 291 260 o o 0 IDP 328 355SL  40Nm  5x10  mm
L (10XD) 449 389 358 ° o 0 IDP 329 (Max)
-
EI T(3xD) 224 164 132 ° o o IDP 330 ™0
a 9330 YTDI330OFSL ,,, P(5xD) 290 230 198 ., @ o Sy (5320- Torque M 25
2 ~¢334 KRUZ330OFSL >“° H(7xD) 356 296 264 o o o IDP 333 355SL  40Nm  5x10  mm
& L (10XD) 455 395 363 o o 0 IDP 334 (Max)
T(3xD) 226 166 134 ° o 0 IDP 335 20
= $335 YIDI335OIFSL ., P(5xD) 293 233 201 . @ o oiop3se (5320- Torque M 25
= ~339 KRUZ3350FSL ~%" H(7xD) 360 300 268 o o o IDP 338 355SL  40Nm  5x10  mm
; L (10XD) 461 401 369 o o 0 IDP 339 (Max)
= T(3xD) 239 169 136 ° o 0 IDP 340 ™0
T 9340 YIDI34OOIFSL ., P(5xD) 307 237 204 . @ o g:ggg:} €S320- Torque M 25
~¢344 KRUZ340OFSL - H(7xD) 375 305 272 o o o IDP 343 355SL  40Nm  5x10  mm
w L(10XD) 477 407 374 o o 0 IDP 344 (Max)
2 T(3xD) 241 171 138 o o 0 IDP 345 20
=) 9345 YTDI345CIFSL 0 P(5xD) 310 240 207 .. @ o O iop3ue (5320- Torque M 25
a ~$349 KRUZ345O0FSL " H(7xD) 379 309 276 o o B b 35%5SL  40Nm  5x10  mm
L (10XD) 483 413 380 o o 0 IDP 349 (Max)
T(3xD) 243 173 140 o o 0 IDP 350 0
. 9350 YIDI350OIFSL , o P(5xD) 313 243 210 . @ o S (5320- Torque M 25
= ~¢354 KRUZ350OFSL ““*° H(7xD) 383 313 280 o o o IDP 353 355SL  40Nm  5x10  mm
g L (10XD) 488 418 385 o o 0 IDP 354 (Max)
N
u T(3xD) 246 176 142 o o 0 IDP 355 20
9355 YIDI35O0FSL o P(5xD) 317 247 213 .. @ o o lop3ae €S320- Torque M 25
~$359 KRUZ3550FSL Y H(7xD) 388 318 284 o o Bilibe 355SL  40Nm  5x10  mm
= L (10XD) 495 425 391 o o 0 IDP 359 (Max)
(77 ]
=) T(3xD) 248 178 144 o o 0 IDP 360 T20
E 9360 YTDI360CIFSL , . P(5xD) 320 250 216 .. @ o g:gggg} CS360- Torque M 25
L (10XD) 500 430 396 o o 0 IDP 364 (Max)
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
YTDI KRUZ - =
Cutting E = = 2 g
Hole Shank depth Flanged 0 G =
size Body Size  (Length dia. § P"gfll'St § Pr|:::‘l|st Cap  Torx  Set L- =
range Code No. (@d)  x40) 1 L2 L3 (¢rd) = request ' request IDP Screw driver Screw wrench
T(3xD) 251 181 146 o o 0 IDP 365 ™0 =
9365 YIDI36SOIFSL ., P(5xD) 324 254 219 .. @ o S iop3ee CS360- Torque M 25 =
~$369 KRUZ3650O0FSL "7 H(7xD) 397 327 292 o o o IDP 363 395SL  40Nm  5x10  mm Q
L (10XD) 507 347 402 o o 0 IDP 369 (Max) 8
T(3xD) 253 183 148 o o 0 IDP 370 20 =
93720 YTDI370OIFSL (SxD) 327 257 222 .. @ o S op o CS360- Torque M 25
(10x0) 512 442 407 o o 0 IDP 374 (Max) 8 .
T(3xD) 255 185 150 = 5 0 IDP 375 0 §g
9375 VYIDI37SOFSL . P(5xD) 330 260 225 . @ o S CS360- Torque M 25 s}
~¢379 KRUZ375OFSL ™" H (7xD) 405 335 300 o o o 1DP 378 395SL  40Nm  5x10  mm =
L(10XD) 518 448 413 o o 0 IDP 379 (Max)
T(3xD) 258 188 152 o o 0 IDP 380 20 ';_{
9380 YTDI38OCIFSL , . P(5xD) 334 264 228 . @ o g:gggg} CS360- Torque M 25 &
~$384 KRUZ380OIFSL Y H(7xD) 410 340 304 o o o IDP 383 395SL  40Nm  5x10  mm S
L(10XD) 524 454 418 o o 0 IDP 384 (Max) E
T(3xD) 260 196 154 o o o IDP 385 0
9385 YIDI38SOIFSL . P(5xD) 337 267 231 . @ o g:gggg? CS360- Torque M 25
~¢389 KRUZ3850FSL " H(7xD) 414 344 308 (o) o 0 IDP 388 395SL  4ONm  5x10 mm
L (10XD) 530 460 424 o o 0 IDP 389 (Max) .
T(3xD) 263 193 156 o o 0 1DP 390 20 g
9300 YTDI390OIFSL ., P(5xD) 341 271 234 .. @ o g:gggg; CS360- Torque M 25 )
~¢ 394 KRUZ 390 O FSL . H(7XD) 419 349 312 o o 0 IDP 393 395SL  4O0Nm  5x10 mm
L (10XD) 536 466 429 o o 0 IDP 394 (Max) -
T(3xD) 265 195 158 o o 0 IDP 395 20 g
9395 YIDI39SOIFSL , o P(SxD) 344 274 237 . @ o S iop3es (5360- Torque M 25 =
~¢39.9 KRUZ3950FSL " H(7xD) 423 353 316 (] o 0 IDP 398 395SL  4ONm  5x10 mm 3
L (10XD) 542 472 435 o o 0 IDP 399 (Max) =
T(3xD) 267 197 160 o o 0 IDP 400 20
9400 YIDI4OOCIFSL , . P(5xD) 347 277 240 .. @ o ot CS400- Torque M 3.0
~¢404 KRUZ40ODIFSL ™% H(7xD) 427 357 320 o o 0 IDP 403 445SL  4ONm  6x12  mm 5
L (10XD) 547 477 440 o o 0 IDP 404 (Max) 2
T(3xD) 270 200 162 o o 0 IDP 405 0 2
9405 YIDI4OSCIFSL o P(5xD) 351 281 243 .. @ o Sl CS400- Torque M 3.0
~¢409 KRUZ405OOFSL " H(7xD) 432 362 324 o o o IDP 408 445SL  40Nm  6x12  mm
L (10XD) 554 484 446 o o 0 IDP 409 (Max)
-
T(3xD) 272 202 164 o o 0 IDP 410 ™0 EI
9.0 YIDIAKIOOIFSL , . P(5xD) 354 284 246 .. @ o olbhim CS400- Torque M 3.0 a
~p44 KRUZKODIFSL Y% H (7xD) 436 366 328 o o o IDP 413 445SL  4ONm  6X12  mm =
L (10XD) 559 489 451 ] o O IDP 414 (Max) &
T(3xD) 275 205 166 o o 0 IDP 415 20
95 YIDIWSOIFSL oo P(5xD) 358 288 249 .. @ o O op e CS400- Torque M 3.0 =
~¢419 KRUZ&SOFSL "% H(7xD) 441 371 332 o o o IDP 418 445SL  40Nm  6x12  mm 2
L (10XD) 566 496 457 o o 0 IDP 419 (Max) o
T(3xD) 277 207 168 o o 0 IDP 420 ™0 %
9420 YIDI4&O0OIFSL o P(5xD) 361 291 252 .. @ o g:ggg; CS400- Torque M 3.0 £z
~¢424 KRUZ40DIFSL ™7 H (7xD) 445 375 336 o o oIDP 433 445SL  4ONm  6X12  mm
L (10XD) 571 501 462 o o 0 IDP 424 (Max) w
T(3xD) 279 209 170 o o 0 IDP 425 20 2
9425 YIDI425OFSL o o P(5xD) 364 294 255 .. © o O 1op 42 S400- Torque M 30 S
~¢429 KRUZ&25OFSL " H(7xD) 449 379 340 o o 0 IDP 428 445SL  4ONm  6X12  mm a
L (10XD) 577 507 468 o o 0 IDP 429 (Max)
T(3xD) 282 212 172 o o o IDP 430 0
9430 YTDI430OIFSL o P(5xD) 368 298 258 .. © ) oo in (S400- Torque M 3.0 _
~p434 KRUZ43ODIFSL ™7 H (7xD) 454 384 344 o o o IDP 433 445SL  40Nm  6x12  mm =
L (10XD) 583 513 473 o o 0 IDP 434 (Max) <
T(3xD) 284 214 174 ° o 0 IDP 435 20 Y
9435 YIDI43SOIFSL , o P(5xD) 371 301 261 .. O o Rrte CS400- Torque M 3.0
~p439 KRUZ435O0FSL 7Y H (7xD) 458 388 348 o o Bilibon 445SL  4ONm  6X12  mm
L (10XD) 589 519 479 o o 0 IDP 439 (Max) =
L
T(3xD) 287 217 176 o o 0 IDP 440 20 =)
9440 YIDIAOLCIFSL 0. P(5xD) 375 305 264 .. O o S bt CS400- Torque M 3.0 E
~g 444 KRUZA44ODIFSL Y% H (7xD) 463 393 352 o o o IDP 443 445SL  40Nm  6x12  mm
L (10XD) 595 525 484 o o 0 IDP 444 (Max)
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KRUZ-FSL, YTDI-FSL TELO IN KARBIDNA PLOSCICA

REZKANJE

-
= YTDI KRUZ -
E l . (ijuttir;]g e = =% = /\)
= Hole Shan eptl Flange 0 oA
= size Body Size (Ler?gth dig. § p"g‘;l'St § P"g?‘l'St Cap Torx  Set L-
range Code No. (@d)  x40) 11 L2 L3 (@Fd) K request » request IDP Screw  driver Screw wrench
= T(3xD) 289 219 178 o o 0 IDP 445 ™0
= 9445 YTIDI44SOIFSL . P(5xD) 378 308 267 .. O o S opae CS400- Torque M 3.0
a ~¢449 KRUZ&4SOIFSL Y H (7xD) 467 397 356 o o o IDP 448 445SL  4ONm  6x12  mm
3 L(10XD) 601 531 490 o o 0 IDP 449 (Max)
= T(3xD) 291 221 180 o o 0 IDP 450 20
" 9450 YTDI450OIFSL 0. P(5xD) 381 311 270 .. © o S lop iy CS450- Torque M 3.0
ok ~ 454 KRUZAS0DIFSL "7 H(7xD) 471 401 360 o o 0 IDP 453 500SL  4O0Nm  6x12 mm
8. L (10XD) 606 536 495 o o 0 IDP 454 (Max)
§2 T(3xD) 294 224 182 5 5 0 IDP 455 0
S 9455 YTDI455CIFSL 0 P(5xD) 385 315 273 .. © o S Iop e CS450- Torque M 3.0
= ~$459 KRUZ4S5CIFSL *°"° H (7xD) 476 406 364 o o o IDP 438 500SL  4O0Nm  6x12 mm
L (10XD) 613 543 501 o o 0 IDP 459 (Max)
= T(3xD) 296 226 184 o o 0 IDP 460 0
E 9460 YIDI46OCIFSL o P(5xD) 388 318 276 .. © o o op e CS450- Torque M 3.0
= ~¢ 464 KRUZ 460 O FSL : H(7XD) 480 410 368 (o] o 0 IDP 463 500SL  4ONm  6x12 mm
E L (10XD) 618 548 506 o o 0 IDP 464 (Max)
T(3xD) 299 229 186 o o 0 IDP 465 0
9465 YTDI46SCIFSL . P(5xD) 392 322 279 . o o g:gg:gg CS450- Torque M 3.0
~¢ 469 KRUZ 465 00 FSL " H(7xD) 485 415 372 (] (] 0 IDP 468 500SL  40Nm  6x12  mm
~ L (10XD) 625 555 512 o o 0 IDP 469 (Max)
E T(3xD) 301 231 188 o o 0 IDP 470 20
o 9470 YIDI470OFSL o P(5xD) 395 325 282 .. © o g:ggg; CS450- Torque M 3.0
~¢474 KRUZ470OO0FSL """ H(7xD) 489 419 376 o o 0 IDP 473 500SL  4O0Nm  6x12 mm
- L (10XD) 630 560 517 o o 0 IDP 474 (Max)
g T(3xD) 303 233 190 o o 0 IDP 475 ™0
= 9475 YIDI4TSOFSL 0 P(5xD) 398 328 285 .. O o S lopir CS450- Torque M 3.0
= ~p479 KRUZ475OFSL " H(7xD) 493 423 380 o o o IDP 478 500SL  4O0Nm  6x12 mm
= L (10XD) 636 566 523 ] o 0 IDP 479 (Max)
T(3xD) 306 236 192 fo) o O IDP 480 T20
9480 YTDI4SOLIFSL , o P(5xD) 402 332 288 .. © o g:gg:gg CS450- Torque M 3.0
= ~9484 KRUZ4BODIFSL "™~ H(7xD) 498 428 384 o o 0 IDP 483 500SL  4O0Nm  6x12 mmv
S L (10XD) 642 572 528 o o 0 IDP 484 (Max)
E T(3xD) 308 238 194 o o 0 IDP 485 20
9485 YTDI485CIFSL . o P (5xD) 405 335 291 55 O o g:gg:g? CS450- Torque M 3.0
~¢489 KRUZ485O0FSL " H(7xD) 502 432 388 o o o IDP 488 500SL  4O0Nm  6x12 mm
L (10XD) 648 578 534 o o 0 IDP 489 (Max)
g T(3xD) 311 241 196 5 9 0 IDP 490 =
a 9490 YTDI49OOIFSL ., P(5xD) 409 339 294 .. O o g:gg:gg CS450- Torque M 3.0
= ~¢494 KRUZ49OOIFSL "°° H (7xD) 507 437 392 o o o IDP 453 500SL  4O0Nm  6x12 mm
& L (10XD) 654 584 539 o o 0 IDP 494 (Max)
T(3xD) 313 243 198 o o 0 IDP 495 T20
S 9495 YIDI49SCIFSL o P(5xD) 412 342 297 .. © o O 1Dp res CS450- Torque M 3.0
= ~0499 KRUZ495DOIFSL """ H(7xD) 511 441 396 o o o IDP 498 500SL  4O0Nm  6x12 mm
= L (10XD) 660 590 545 o o 0 IDP 499 (Max)
% T(3xD) 315 245 200 o o 0 IDP 500 ™0
£z $50.0 YTDIS00CIFSL ., P(5xD) 415 345300 .. O o omp gg; CS450- Torque M 3.0
~$504 KRUZS00CIFSL “°*° H (7xD) 515 445 400 o o o IDP 203 500SL  4O0Nm  6x12 mm
W L (10XD) 665 595 550 o o 0 IDP 504 (Max)
2 KRUZ-FSL svedri, rezalni parametri
= DRILL. DIAM
¢ 8~16 mm © 16~25 mm ¢ 25~32 mm @ 32~40 mm @ 40~50 mm
Material group
= Grey cast iron (FQ) 80-150 0.20~0.30 80~150 0.25-0.45 80~160 0.35~0.55 90~200 0.34~0.58 90-200 0.38~0.60
% Nodular cast iron (FCD) 80~140  0.15-0.25 = 80~140 0.22~0.45 80~150 0.32~0.52 90~180 0.35~0.62 90~200 0.38~0.60
= Carbon steel (s45€) 80~140 015~0.30  80~140 0.16~0.40 80~150 0.20~0.40 80~150 0.22~0.48 80~160  0.25~0.54
Alloy steel (SCM&40)  70~140  015~0.30 = 70~140  0.15-040 = 70~140  0.18~0.40  80~140 0.25~0.47 80~140  0.27~0.52
_ Hardened steel (Skp11)  40~50  0.10~0.20  40~50  012~0.28  40~50  0.16~0.35 40~60 0.20~0.38  40~60  0.22~0.42
g Stainless steel (Sus) 30~40 0.10~0.20 35-50  0.10~0.22 35~50  0.15~0.28  40~55  018~0.30  40-~55  0.22~0.32
N Alluminium 13HB (AL) 120~200 0.20~0.30 120~200 0.25~0.40 120~200 0.30~0.45 120~200 0.30~0.45 120~200 0.30~0.50
o

« This data is recommended for 3xDia, and should be reduced about 15-20% for 5xD, 7xD, 10xD drills.
« The data is normally suggested for oil-mist(MQL) coolant condition and also possible to run in other normal condition if machining
environment like clamping etc. are secured in good.

ﬁx ROL

CUTTING TOOLS

&
=
w
=
<
(-4
<
o



S
IM
CHUCK

K,—-W

e
| Lyl

Ui
IT —
[ES
— l Il!
—'i!--ﬂ_
IH




12 |&RQL|

10y X
AINVIZIY TIWINIWN TIIWaINOw S100L0¥IIW 3IN3ZNYLS Z3¥yao  1HalLInw 1NJ3DIN 111¥a 104 MINHI WITS 1212501d 1RIZIY 1713a°Z3y [M1IWvaYd




SLIM CHUCK SPANNZANGENAUFNAHME _ SLIM CHUCK EXTENSION ADAPTOR

vpenja

lo s klescami,

TANKO VPETJE (SLIM CHUCK)

zasnovano brez matice, z
zacetnim premerom 86 mm. ta zasnova dosega
najboljse rezultate pri postopku podaljsevanja.

Spannzangenaufnahme ohne Oberwurfmutter,
mindest Durchmesser 8,6mm. In dieser Weise, erreicht

ST10-DC4-90
ST12-DC4-120
ST12-DC6-120
ST16-DC6-150
ST20-DC6-200
ST25-DC6-250
ST20-DC8-200

_ d

ER16-DC4-25
ER20-DC6-35

Fig. 1

“TEI

Ll

man den besten Effekt mit der Verléngerung. e{& Fig. 2
—
Slim collet chuck designed without nut can get the Al —- 5SS = ‘l—‘j‘ %I
smallest outside diameter of 8.6 mm. This can
achieve the best effect on extended processing depth. L1
L
{¢—>! (mm) Stroénica kijué Vijak Pusa Matica ¥
Spannzange Schlussel Schraube ~ Schraube  Auszieaher 5 ... .
L 1 D D1 ? Collet Spanner Screw Stop Screw  StopNut 7
1 24 90 14 10 9 - DC4 30194-632(M3)  M4L70 - TP-M8 O
2 2-4 120 38 12 9 3° DC4 30194-632(M3)  M4L85 OP-M8 - o
1 1-6 120 40 12 14 - DC6 30194-643(M&)  M5L95 - TP-M12 O
2 1-6 150 35 16 14 3° DC6 30194-643(M4) M5L100 OP-M10 = o
2 1-6 200 70 20 14 3° DC6 30194-643(Mé4) M5L100 OP-M10 - o
2 1-6 250 115 25 14 3° DC6 30194-644(M4) M5L100 OP-M10 = o
2 3-8 200 50 20 19 2° DC8 30194-652(M5) - OP-M12 - o
w
E—
[ 7 il I L =)
M J
ER20 L
: : Strocnica Kljué x
—>
(mm) Spannzange Schlussel S PRICELIST on
D W Collet Spanner -
2-4 25 9 8 DC4 30194-632(M3) (o)
1-6 35 14 13 DC6 30194-643(M4) o
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Z MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

STRUZENJE

ODREZ

NICECUT MULTIDRILL

ROL DRILL

INSERTS

REZKARJI

REZ.DELI

PARAMETRI

DC4-2E
DC4-3E
DC4-4E
DC6-3E
DC6-4E
DC6-6E
DC8-3E
DC8-4E
DC8-6E
DC8-8E

DC..K

DC6-1.0K
DC6-1.1K
DC6-1.2K
DC6-1.3K
DC6-1.4K
DC6-1.5K
DC6-1.6K
DC6-1.7K
DC6-1.8K
DC6-1.9K

)

DC SPANNZANGEN TYPE E _DC COLLETS TYPEE

DC strocnice tip E

L1

—
@ | d| D
L
i¢—>! (mm) S
d L D w 2
2 31 10 7 o
3 31 14 7 o
4 31 14 7 o
3 36 14 9,6 o
4 36 14 9,6 o
6 36 16 9,6 o
3 45 15 15 o
4 45 16 15 o
6 45 24 15 o
8 45 26 15 (o]

DDC SPANNZANGEN TYPE K _ DC COLLETS TYPE K

DC strocnice tip K

ROL

CUTTING TOOLS

i¢—>! (mm) S
d (d) L D e
1.0 0.9 ~1.0 36 9,6 o
11 1.0 ~11 36 9,6 o
1.2 11~1.2 36 9,6 ]
1.3 1.2~13 36 9,6 o
14 13~14 36 9,6 o
15 14~15 36 9,6 o
1.6 15~16 36 9,6 o
17 16~17 36 9,6 o
1.8 17~18 36 9,6 o
19 1.8~19 36 9,6 o




SET DC SLIM CHUCK - VPENJALO + KLESCE_ SET DC SLIM CHUCK - AUFNAHME + SPANNZANGEN
SET OF DC SLIM CHUCK EXTENSION ADAPTOR + COLLETS

Set vsebuje- [nhalt des Sets - Set contents

Vpenjalna glava Strocnica Kljué (A) Kljué (B) X

Aufnahme Spannzange Schlussel (A) Schlussel (B) o

Collet Chuck Collet Spanner (A) Spanner (B) -

SST10-DC4-90 ST10-DC4-90 DC4-2E x 1 pc (o]
DC4-3E x 1 pc 30194-002 30194-632

SST12-DC4-120 ST12-DC4-120 DC4-4E x 1 pc o

Set vsebuje- [nhalt des Sets - Set contents

Vpenjalna glava Strocnica Kljué (A) Kljué (B) X

Aufnahme Spannzange Schlussel (A) Schlussel (B) o

Collet Chuck Collet Spanner (A) Spanner (B) G

SST12-DC6-120 ST12-DC6-120 DC6-3E x 1 pc (o)
DC6-4E x 1 pc 30194-002 30194-643

SST16-DC6-150 ST16-DC6-150 DC6-6E x 1 pc o

MULTIDRILL ODREZ STRUZENJE MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

NICECUT

ROL DRILL

Kljué (A)
Schlussel (A)
Spanner (A)

Puca
Schraube
Stop Screw

Kljué (B)
Schlussel (B)
Spanner (B)

Vijak
Schraube
Screw

stop matica
Auszieher
Stop Nut

: '
KODA KODA KODA Filetto KODA Filetto  KODA Filetto
Bestell-Nr. Bestell-Nr. Bestell-Nr. Gewinde Bestell-Nr. Gewinde Bestell-Nr. Gewinde
Order No. Order No. mm L Order No. Thread | Order No. Thread Order No. Thread
30194-002 30194-632 3 100 M&4L70 M& 70 OP-M8 M8(L)  TP-M8 M8(L)
30194-643 4 150 M&4L85 M4 85 OP-M10 M10(L)  TP-M12 M12(L)
30194-644 4 200 M5L95 M5 95 OP-M12 M12(L)  Levi navoj vodilne puse
l_)ie Gewinde der Schraube ist
30194-652 5 100 MS5L100 M5 100 OP-M16 MI6(L) s Tnvead of stop screwis

Levi navoj vodilne puse

Die Gewinde der Schraube ist
links Thread of stop screw is
leftward

125

2026 @X ROUL

CUTTING TOOLS

PLOSCICE

REZKARJI

REZ.DELI

PARAMETRI



126 hﬁ\ﬁ&%'

10y X
AINVIZIY TIWINIWN TIIWaINOw S100L0¥IIW 3IN3ZNYLS Z3¥yao  1HalLInw 1NJ3DIN 111¥a 104 MINHI WITS SLYISNI 1RIZIY 1713a°Z3y [M1IWvaYd







128 hﬁ\ﬁ&%'

10y X
AINVIZIY TIWINIWN TIIWaINOw S100L0¥IIW 3IN3ZNYLS Z3¥yao  1HalLInw 1NJ3DIN 111¥a 104 MINHI WITS 1212501d 1RIZIY 1713a°Z3y [M1IWvaYd




PLOSCICE ZA REZKANJE_ WENDEPLATTEN ZUM FRASEN _ MILLING INSERTS

= L) ] EE [T N

KODA OBLIKA OZNAKA Brez previeke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated

TIN TIALN
L d s di r k15 P25 P40 P200 P300 K300 K400 pun ‘pup
APMX 060210
3,65 2,15 2,05 1 MPH °
APMX
APKT 060204
365 215 2 04 PDTR-K °
APKT... PDTR-K
APKT 060204
64 37 217 2 04 PDER-S o o o)
6 3,64 215 2,05 2,0 HPKT060220 o o o
14 PDER-S
d1
1 APKT 1003
4105 67 35 28 04 PDER-S ° ° °
APKT 1604
17 95 530 45 0,8 ° ° °
APKT... PDER-S PDER-S
APKT 1003
10 67 35 32 05 PDR-M °
16,3 9,5 526 44 09 APKT 1604 °
APKT... PDR-M PDR-M
APKT 1003
105 67 35 28 04 ppoocoiny | ®
APKT 1604
17 945526 44 04 ocoicoiay | ®
APKT 1604
17 945526 44 08 ocoicoeay | ®
APPT 100308
10,5 6,7 3,50 2,8 0,8 PDSR-MM °
APPT 160408
16,5 9,5 526 45 0,8 PDSR-MM °
APHX 1003
10,3 6,35 318 2,8 04 FRALU °
APHX 1604
17 952 476 44 0,2 FRALU °
16 9,52 4,76 44 08 Aﬁ;é;?_g‘* o
APHX... ALU )
1
|, 103635318 28 04  APHT 100304 e o o ° °
d1
j
T 16 9,52 476 44 0,8 APHT1604PDR © e e ° °
APHT... L
37 1,9 397 48 02 X °
37 119 397 48 20 X, o
37 1,9 397 48 3,0 e o
R XECX
g 37 1,9 397 48 4,0 321340 o
XECX
37 1,9 397 48 5,0 327350 o

XECX
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ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

SLIM CHUCK

REZKARJI

REZ.DELI

PARAMETRI

PLOSCICE ZA REZKANJE _ WENDEPLATTEN ZUM FRASEN _ MILLING INSERTS

= A =
= 5 f—> S [T \}
KODA OBLIKA OZNAKA Brez previeke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
TIN TIALN
L d s di r ki5 P25 P40 P200 P300 K300 K400 pur 'our
RDHT
TS W - somoraww | ®
RDHT
T 7238 - gyomora ®
RDHT
ﬁ - 10038t go03moFAy - ®
~/ RDHT
2 B 12T3MOF ALY~ ®
RDHT
RDHT... ALU T % 476 - - geoumor ALy ®
RDKW
TS 122 0 50imM0s-MP e
RDKW
7 23827 - Gr00MOS-MP °
RDKW
T 100318 39 - 4003m0s-MP °
RDKW
T 1239739 7 13mos-mp °
RDKW
T 16 W76 52T 4604MOS-MP °
SDMT 1205
127 127 5 44 0,8 PDR.60 e o o e o
SDMT... 69 L
- -'dj 15°
A S S SDHT 1204
PN L O: ﬂ E 12,7 12,7 476 55 - AFTN °
= Jslf
SDHT
12,7 12,7 476 55 -  SEKT 1204 AFTN °
12,7 12,7 476 55 -  SEHX1204ALU @
SEHX 1204 ALU el
d—_l 20°
B <
! 12,7 12,7 318 - -  SEKR 1203 AFTN °
L\ 'y
SEKR ~ls-
~IRGE:
A o] Har 134 134 397 41 1,5 SEHX13T3ALU | e
S | -] O7
90°" sk~
SEHX 13T3 ALU
d o
N
o /ﬂ—d% 134 134 397 41 15 SEHT 1373 e o o
[ St B s
90° sk

SEHT 13T3

130 L@
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PLOSCICE ZA REZKANJE_ WENDEPLATTEN ZUM FRASEN _ MILLING INSERTS

= A =
= &> f—> S [T N
KODA OBLIKA OZNAKA Brez prevleke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
L d s dl r ki5 P25 P40 P200 P300 K300 K400 i TOUN
N M 1 23 44 - SNHX 1102T o o ° °
l-—d——] 0
}_/O\ H_{ M 1M 27 44 - SNHX 1103T [} (] o (]
| dl
[ T o127 127 32 5 - SNHX 1203T o o ° °
N
SNHX 12,7 127 54 5 - SNHX 1205T e o o o
l._d_,l o M 1 23 44 - SNHX 1102 ALU [
f_/o\\f 4 M 1M 27 44 - SNHXTI03ALU | e
| dl
| F 127 127 32 5 - SNHX1203ALU e
B
° 12,7 12,7 54 5 = SNHX 1205 ALU [
%
SNEX 1206
@ ¢ 12,7 2,5 6,4 52 2,36 ANN-MA ALU
L s
SNEX 1206 ALU
- bd\
| D SNKX 1206
et d
@ @] 12,7 25 64 52 236 ANN-MMT °
DUy W
A
SNMX 1206
d
|
SNMX 1206...MB1 -
A
SNMU 1206
[T R
)g\
ONMU 1205
d
12,7 52 6 6 0,8 ANN MB o ®
LNEX 100605
10 65 65 35 05 uevay | ®
LNEX 151008
15 10 10 45 0,8 ) °
LNEX... PNR-MA ALU
P LNKX 100605
N ‘ 10 65 65 35 0,5 PNR-MM )
| [o] He
~ S~ 15 10 10 45 08 "NPKNXRm&OS °
LNKX...
LNMX 100605
r. —id
N 10 65 65 35 0,5 PNR-MB o ®
To] Ha
f
- S - 15 10 10 45 0,8 LNQANXR'I_ﬂg)OS o ®
LNMX...MB
_t
@ 12,2512,25 525 48 0,8  SEEX 127408 °
5

2025 & ROLUL
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PARAMETRI



ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

SLIM CHUCK

REZKARJI

REZ.DELI

PARAMETRI

PLOSCICE ZA REZKANJE _ WENDEPLATTEN ZUM FRASEN _ MILLING INSERTS

= A =
:/ lJ E‘ >! @_ g @
KODA OBLIKA OZNAKA Brez prevleke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
L d s d1 r ki5 P25 P40 P200 P300 K300 K400 s TOUN
11°
(* }_fﬁ ¥ 6,35 6,35 3,18 2,8 04 SPGT 060304ALU @
| . “ 9552 952 397 45 0,8 SPGTO09T308ALU e
-— lj
SPGT.. ALU s 12,7 12,7 476 55 0,8 SPGT120408ALU @
6,35 318 2,8 04  SPMT 060304 °
9,52 397 45 0,8  SPMT09T308 °
12,7 476 55 0,8  SPMT 120408 °
ANRY 4 TCEX
(@) 3 134 794 397 39 0,2 137302 °
———
r 7"
= y TCMX
A-Q& %‘1 16,5 9,52 3,97 44 (04 16T3 ZR ¢
TCMX [P I
Iy
3 TCMX
A %] 16,5 9,52 3,97 44 0,8 167308 7R °
I — .
TCMX
r 76
v TCGX
A %i‘ 16,5 9,52 3,97 44 04 163504 °
TCGX S oY
XNEX
‘ 75 12,5 6,56 46 1,0 080610-HF °
XNEX... . * L JSL
< WNEU
4 67 33 32 04 040304-MB °
WNEU
NED 04 4 67 33 32 08 040308-MB °
£
X WNEU
ﬁ a1 7,5 12,5 6,56 46 0,8 080608-MB e o
WNEU 08... MB o ! L *ISL
<
\ WNEU
a a1 8 12,7 655 46 12 080612-MB o
WNEU 08... MB 'I ‘ L *H*
£
iy WNMU
@ 75 125 656 46 08  oicieuo °
WNMU 08... MB J ! L *ISL
P - <
| . 605-/
) d g1 75 125656 45 08 .t @
WNEX AL
132 ROLU | 205



PLOSCICE ZA STRUZENJE_ WENDEPLATTEN ZUM DREHEN _ TURNING INSERTS

= = ! i CE [T NI
KODA OBLIKA OZNAKA Brez prevleke Previeka CERMET
Bestell-Nr. Form (mm) Bezeichnung | Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
L d s d1l r k15 P25 P40 P200 P300 k300 Koo mit TOUEN x99 xs5
56 556 198 2,5 04  CPMT 05T104 °
— 56 556 198 25 02 CP'E"J_%E,:HOZ °
O'j : é 56 556 198 25 02 i STI02
CPMT 05T104
sl 56 556 198 25 04 EN-PM1 °
CPMT MINI 56 556 198 25 04 T 104
CPGT 05T102
, 56 556 198 25 02 EN-ALU °
' sesse9s 25 0a PIOTIY e
CPGT... ALU MINI
64 635238 28 02 CCMT 060202 °
64 635238 28 04 CCMT 060204 °
97 952 397 44 04  CCMT 09T304 °
97 952 397 44 08 CCMT 09T308 °
129 127 476 55 04  CCMT 120404 °
129 127 476 55 08 CCMT 120408 °
o —%11 33 335 14 23 02 03g‘ICOGZTFN o
CCGT MINI sk
64 635238 28 02 CCGT060202-ALU = ®
64 635238 28 04 CCGT060204-ALU @
97 952 397 44 02 CCGTO09T302-ALU = ®
97 952 397 44 O4 CCGTO09T304-ALU = ®
97 952 397 44 08 CCGT09T308-ALU @
129 127 476 55 02 CCGT120402ALU @
129 127 476 55 04 CCGT120404ALU @
CCGT... ALU 129 127 476 55 08 CCGT120408ALU @
403 397 1 21 01 CDGT040101FN-ALU @
403 397 1 21 02 CDGT040102FN-ALU @
403 397 1 21 04 CDGTO040104FN-ALU @
403 397 1 21 02 CDGT 040102 FN °
CDGT MINI 403397 1 21 04 CDGT 040104 FN °
; ’{7. 378 31 12 17 02 DCGTO04T002 g
S%J;i'l - B FN-ALU
DCGT...ALU MINI ! -
U r ‘{T 378 31 12 17 o2 DCGT 041002 °
5%__“11 sl 7 A R EN-PM1
DCGT...PM1 MINI ! .
775 635 2,38 2,8 02  DCMT 070202 °
"7 775635238 28 04 DCMT 070204 °
. ‘ S 16 952 397 44 02  DCMT 117302 °
Vi 0 L 16 95 397 44 04 DCMT11T304 °
DCMT 1,6 9,52 397 44 08 DCMT 117308 °
775 6,35 2,38 2,8 02 DCGT 070202-ALU = ®
775 6,35 2,38 2,8 04 DCGT 070204 -ALU @
116 9,52 397 44 02 DCGT1IT302-ALU =~ @
116 9,52 397 44 04 DCGT11T304-ALU = @
DCGT... ALU 11,6 9,52 397 44 08 DCGT11T308-ALU @

2025 (\X
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ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

SLIM CHUCK
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PARAMETRI



Z MICRISJLOOLS MOULDMILL MINIMILL REZKANJE

STRUZENJE

ODREZ

ROL DRILL NICECUT MULTIDRILL

SLIM CHUCK

REZKARJI

REZ.DELI

PARAMETRI

PLOSCICE ZA STRUZENJE
WENDEPLATTEN ZUM DREHEN _ TURNING INSERTS

= A =
=1 K> f—i =5 [T N
KODA OBLIKA OZNAKA BREZ Prevleka CERMET
Bestell-Nr. Form (mm) Bezeichnung PREVLEKE Beschichtet
Order No. Figure Designation |Unbeschichte Coated
Uncoated TIN TIALN
Il d s di r k15 P25 P40 P200 P300 K300 K400 PVD PVD X99 X55
d [7 6,35 6,35 238 28 04 SCMT 060204 °
) YO
I O @jﬂ 952 952 397 44 08 SCMT 097308 )
s 7 127 476 55 08  SCMT120408 o

VCGT...EN-PM1 MINI

VCMT...EN-PM1 MINI

g 9525 9,525 397 44 04  SCGT09T304-ALU @

.
1\@ s J@j« 9505 9,525 3,97 44 08 SCGTO09T308-ALU | ®

12,7 127 476 55 08 SCGT120408-ALU = @

82 476 238 23 04  TCMT 080204 o
635 238 28 02  TCMT 110202 o
635 238 26 04  TCMT 110204 o
952 397 44 04  TCMT16T304 o
952 397 44 08  TCMT 16T308 o
635 238 28 02 TCGTTI0202ALU  ®
635 238 28 04 TCGT110204-AlU @

952 397 44 04 TCGTI6T304-ALU @
952 397 44 08 TCGTI6T308-ALU @
635 318 29 04  VBMT 110304 o
952 476 44 04  VBMT 160404 o
952 476 44 08 VBMT 160408 o
VCGT 050101
310 159 17 0] o o
VCGT 050102
310 159 17 02 sy o
VCMT 070202
692 397 238 22 02 s o
VCMT 070204

692 397 238 22 04 e o

11 635 318 29 04  VCMT 110304 o

166 952 476 44 04  VCMT 160404 o

166 952 476 44 08 VCMT 160408 o

540 310 159 17 02 VCGT050102FN-ALU @

692 397 238 22 0] VCGT070201FN-ALU @

692 397 238 22 02 VCGT 070202 FN-ALU @

692 397 238 22 04 VCGT070204FN-ALU ®

11 635 318 29 02 VCGT110302-ALU @

11 635 318 29 04 VCGT110304-ALU @

11 635 318 29 08 VCGT110308-ALU @

166 952 476 44 04 VCGT160404-ALU @

166 952 476 44 08 VCGT160408-ALU @

WCGT 020101
ey FN-ALU ®
WCGT 020102
g2 FN-ALU ®
02 WCMT 020102 o
04 WCMT 020104 o



PLOSCICE ZA VRTANJE_WENDEPLATTEN ZUM
BOHREN _DRILLING INSERTS

= = . EE [T Y

KODA OBLIKA OZNAKA Brez previeke Prevleka
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated

L d s d1 r k15 P25 P40/ P200 P300 K300 K400 i TIALN

PVD PVD

635 159 2,25 0,2 WCHX 040102FN-BAL LW610
6,35 159 2,25 04 WCHX 040104FN-BAL LW610
793 198 2,80 02 WCHX 05T102FN-BAL LW610
793 198 2,80 04 WCHX 0ST104FN-BAL LW610
893 2,38 2,80 02 WCHX 060202FN-BAL LW610
893 2,38 2,80 04 WCHX 060204FN-BAL LW610
12,00 318 340 04 WCHX 070304FN-BAL LW610
12,00 378 340 0,8 WCHX 070308FN-BAL LW610
14,29 318 440 04 WCHX 090304FN-BAL LW610
14,29 318 440 0,8 WCHX 090308FN-BAL LW610
10,0 15,87 397 590 04 WCHX 10T304FN-BAL LW610
10,0 15,87 397 590 0,8 WCHX10T308FN-BAL LW610
WCHX... LW610 13,0 21,00 556 7,00 0,8 WCHX 130508FN-BAL LW610
6,35 159 2,25 0,2 WCHX 040102EN-BFM LCP25T
635 159 2,25 04 WCHX 040104EN-BFM LCP25T
793 198 2,80 02 WCHX 05T102EN-BFM LCP25T
793 198 2,80 04 WCHX 05TI04EN-BFM LCP25T
8,37 238 2,80 02 WCHX 060202EN-BFM LCP25T
8,37 238 2,80 04 WCHX 060204EN-BFM LCP25T
12,00 318 340 04 WCHX 070304EN-BFM LCP25T
12,00 318 340 0,8 WCHX 070308EN-BFM LCP25T
14,29 318 440 04  WCHX 090304EN-BFM LCP25T
14,29 318 440 0,8  WCHX 090308EN-BFM LCP25T
10,0 15,87 397 590 04 WCHX 10T304EN-BFM LCP25T
10,0 15,87 397 590 0,8 WCHX 10T308EN-BFM LCP25T
WCHX... LCP25T 13,0 21,00 556 7,00 0,8 WCHX 130508EN-BFM LCP25T
6,35 159 2,25 0,2 WCHX 040102EN-BFM LCMA4ST
6,35 159 2,25 04 WCHX 040104EN-BFM LCM4ST
793 198 2,80 02 WCHX 05T102EN-BFM LCM4ST
793 198 2,80 04 WCHX 05TIO4EN-BFM LCMA4ST
893 2,38 2,80 0,2 WCHX 060202EN-BFM LCM4ST
893 2,38 2,80 04 WCHX 060204EN-BFM LCM4ST
12,00 318 340 04 WCHX 070304EN-BFM LCMA4ST
12,00 318 340 0,8 WCHX 070308EN-BFM LCMA4ST
14,29 318 440 04 WCHX 090304EN-BFM LCMAST
14,29 318 440 0,8 WCHX 090308EN-BFM LCMA4ST
10,0 15,87 397 590 04 WCHX 10T304EN-BFM LCMAST
10,0 15,87 397 590 0,8 WCHX 10T308EN-BFM LCM4ST
WCHX... LCM&5T 13,0 21,00 556 7,00 0,8 WCHX 130508EN-BFM LCMA4ST
46 42 21 26 04 XPMT 042004
55 50 29 29 04 XPMT 052804
e ) 66 60 35 34 06 XPMT 063306
| 4 83 75 42 39 06 XPMT 074006
A . J 106 96 47 57 08 XPMT 094508
13,6 124 60 75 12 XPMT 125812
XPMT... 16,7 152 7,0 9,5 12 XPMT 156812
46 42 21 2,6 04  XPMT 042004 ALU
55 50 29 29 04  XPMT 052804 ALU
/ 66 60 35 34 06  XPMT 063306 ALU
[O\ﬂ N i 83 75 42 39 06  XPMT 074006 ALU
' 106 96 47 57 08  XPMT 094508 ALU
136 124 60 75 12  XPMT 125812 ALU
XPMT... ALU 167 152 7,0 9,5 12  XPMT 156812 ALU

O 0 0O OO OO

O 0O OO0 OO0 O
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ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICR'?JI?OLS MOULDMILL MINIMILL REZKANJE

SLIM CHUCK

(™%
=
o
0
(=]
P |
a

REZKARJI

REZ.DELI

PARAMETRI

PLOSCICE CBN/PKD _ CBN/PKD WENDEPLATTEN_ CBN/PKD INSERTS

= —>i EE [T Y
KODA 0ZNAKA Brez previeke Prevleka CERMET
Bestell Nr. (mm) Bezeichnung | Unbeschichte Beschichtet
Order No. Designation Uncoated Coated
L d s d k5 P25 P40 P200 P300 K300 ks00 g% TIALN cgy pyp
PVD PVD
- . _ . CDGW 040101 FN .
CVD 2P
Y - . CDGW 040101 .
CDGW MINI H65-2C
_ . _ . DCGW 04T001 FN .
@ CVD 2P
_ . . DCGW 04T001 .
DCGW MINI H65-2C
_ . _ . VCGW 050101 FN .
@ CVD 2P
_ . _ . VCGW 050101 o
VCGW MINI H65-2C
_ . . WCGW 020101 FN .
CVD 3P
N e WCGW 020101 o
WCGW MINI H65-3C

136 |@
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PLOSCICE NICECUT _ NICECUT WENDEPLATTEN _ NICECUT INSERTS

= A —
= E> f—>! g [T \}
KODA OBLIKA OZNAKA Brez previeke Prevleka CERMET
Bestell-Nr. Form (mm) Bezeichnung Unbeschichte Beschichtet
Order No. Figure Designation Uncoated Coated
TIN TIALN
L d s di r k15 P25 P40 P200 P300 K300 K400 pyn ‘pyp X99 XS5
ﬂ ﬁ 6,0 6,35 2,38 2,8 0,2 (22 GUX NK2020 o
O bten 2F 6,0 6,35 238 28 02 (€22 GUX NK5050 o
C22... GUX
i o 1 9,0 9,525318 3,8 0,6 (€32 GUX NK2020 o
80" | I—
T 9,0 9,525 318 3,8 06 (€32 GUX NK5050 o
C32... GUX
B mn ; 1
g j‘% 10,6 9,525 3,0 44 04 DCET 11X304 o
sV
DCET 11X304
T32GSR-1R
16,5 9,525 318 3,8 04 NK2020 o (o)
e T32GSR-2R
A j@ 16,5 9,525 318 3,8 04 NK2020 o o
3,18
=~ T32GSR-3R
T32GSR 16,5 9,525 318 3,8 04 NK2020 o o
N43GXR8-1R
12,7 12,7 476 52 08 NK2020 ° o
N43GXR8-2R
12,7 127 476 52 08 NK2020 ° o
N43GXR8-3R
) L 127 127 476 52 08 NK2020 ° o
@4 =
T % 127 127 476 52 08 N43CKREAR ° o
N43GXR8-5R
127 127 476 52 08 NK2020 ° o
N43GXR8-1-2-3-4
12,7 12,7 476 52 08 ° o
N43GXR8 NK2020
N54GCR-5R
15/2015/20 476 52 0,8 K020 o o
N54GCR-6R
15/2015/20 45 52 08 NK2020 o o
N54GCR-7R
. 15/2015/20 45 52 0,8 NK2020 o o
N54GCR-8R
15/2015/20 476 52 0,8 NK2020 (o} (o}
N54GCR-9R
15/2015/20 45 52 08 NK2020 o o
N54GCR-10R
o o
N54GCR 15/2015/20 476 52 0,8 NK2020
151 9,525 318 3,8 04  TM32 GUR HSS o
TM32 GUR
4/6\5 132 9,525 318 3,8 04  TM32 GSR HSS o o
TM32 GSR
6,543 4,762 2,381 23 0,6  TXMT 080206 o o
. 8925 635 3175 28 06  TXMT 110306 o o
[l 144 9525399 44 06  TXMT 167306 o o
25,0 158755556 55 0,6 ~ TXMT 270506 o o

TXMT

ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

SLIM CHUCK
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SQUARE SERIES-LONG NECK-2 FLUTES

REZKANJE

. FET—— -
. yvg:goGéiLqé:?ﬁr\s)E;g=e1571 Rupture=3750N/mm’ Grain Size=0.6 pm g W m ﬂl e :E'
(R0 %55 | a
=
25 ®
=a o
E
Flute Efficient Full Shank =
Diameter Length Length Length Diameter  Flutes § CE?
LNT d l 1 L D z é i
LNT05022 AITiN 0.5 0.75 2 50 4 2 0,010 © g
LNT05042 AITiN 0.5 0.75 4 50 4 2 0,010 © g 5'
LNT05062 AlTiN 0.5 0.75 6 50 4 2 0,010 © s =
LNT06022 ALTiN 0.6 0.9 2 50 4 2 0,010 © =
LNT06042 AITiN 0.6 0.9 4 50 4 2 0,010 © w
LNT06062 ALTiN 0.6 0.9 6 50 4 2 0,010 © E
LNT07042 AlTiN 0.7 11 4 50 4 2 0,010 © )g
LNT07062 ALTiN 0.7 11 6 50 4 2 0,010 © ('/-)
LNT08042 AITiN 0.8 1.2 4 50 4 2 0,010 ©
LNT08062 AlTiN 0.8 1.2 6 50 4 2 0,010 ©
LNT08082 AlTiN 0.8 1.2 8 50 4 2 0,010 © N
LNT09062 AlTiN 0.9 1.4 6 50 4 2 0,010 © %
LNT09082 AITiN 0.9 1.4 8 50 4 2 0,010 © °©
LNT09102 AITiN 0.9 1.4 10 50 4 2 0,010 © =
LNT10062 AITiN 1 1.5 6 50 4 2 0,010 © g
LNT10082 AITiN 1 1.5 8 50 4 2 0,010 © E
LNT10102 AlTiN 1 1.5 10 50 4 2 0,010 © 2
LNT10122 AITiN 1 1.5 12 50 4 2 0,010 ©
LNT10162 ALTiN 1 1.5 16 50 4 2 0,010 © -
LNT12062 AITiN 1.2 1.8 6 50 4 2 0,010 © §
LNT12082 AITiN 1.2 1.8 8 50 4 2 0,010 © ;
LNT12102 AITiN 1.2 1.8 10 50 4 2 0,010 ©
LNT12122 AlTiN 1.2 1.8 12 50 4 2 0,010 ©
7 LNT14062 ALTiN 1.4 2.1 6 50 4 2 0,010 © g
LNT14102 AITiN 1.4 21 10 50 4 2 0,010 © (=]
d LNT14162 AlTiN 1.4 2.1 16 50 4 2 0,010 © é
g‘ LNT15062 AITiN 1.5 2.3 6 50 4 2 0,010 ©
1 LNT15082 AlTiN 1.5 2.3 8 50 4 2 0,010 © 5
L Q LNT15102 ALTiN 1.5 2.3 10 50 4 2 0,010 © g
LNT15122 AITiN 1.5 2.3 12 50 4 2 0,010 © =
LNT15142 AlTiN 1.5 2.3 14 50 4 2 0,010 © ‘7"
LNT15162 AlTiN 1.5 2.3 16 50 4 2 0,010 ©
L LNT15182 AITiN 1.5 2.3 18 50 4 2 0,010 © ’ug
LNT15202 AITiN 1.5 2.3 20 50 4 2 0,010 ©O ’8
LNT16062 AlTiN 1.6 2.4 6 50 4 2 0,010 © a
LNT16082 AITiN 1.6 2.4 8 50 4 2 0,010 ©
LNT16102 ALTiN 1.6 2.4 10 50 4 2 0,010 ©
LNT16122 AITiN 1.6 2.4 12 50 4 2 0,010 ©
D
Application: B Recommend O Suitable  x Not Recommend

Carbon steel, i LRk High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC

(m] | | [m] = = [m] - _

|
Ll
=
N
]
(3
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SQUARE SERIES-LONG NECK-2 FLUTES

REZKANJE

- . —
:E' . CAVICC:SOG(;?)!;(?T-IT/);SS1571 Rupture=3750N/mm?2 Grain Size=0.6 ym % W m ﬂl T
- (RER0 PS5 | A
[-L 1)
- £2 )
=
)
3 Flute Efficient Full Shank
= Diameter Length Length Length Diameter  Flutes 3
" LNT d l 11 L D z & 2
gl . LNT16142 AITIN 1.6 2.4 14 50 4 2 0,010 ©
'é 8 LNT16162 AITiN 1.6 2.4 16 50 4 2 0,010 ©
E LNT16182 AITiN 1.6 2.4 18 50 4 2 0,010 ©
LNT18082 ALTiN 1.8 2.7 8 50 4 2 0,010 ©
w LNT18142 AITiN 1.8 2.7 14 50 4 2 0,010 ©
)E LNT18202 AlTiN 1.8 2.7 20 50 4 2 0,010 ©
E LNT20062 AlTiN 2 3 6 50 4 2 0,010 ©
o LNT20082 ALTiN 2 3 8 50 4 2 0,010 ©
LNT20102 ALTiN 2 3 10 50 4 2 0,010 ©
LNT20122 ALTiN 2 3 12 50 4 2 0,010 ©
E LNT20142 ALTiN 2 3 14 50 4 2 0,010 ©
8 LNT20162 ALTiN 2 3 16 50 4 2 0,010 ©
LNT20182 ALTiN 2 3 18 50 4 2 0,010 ©
; LNT20202 ALTiN 2 3 20 50 4 2 0,010 ©
S LNT25082 AlTiN 2.5 4 8 50 4 2 0,010 ©
g LNT25102 ALTiN 2.5 4 10 50 4 2 0,010 ©
= LNT25122 AITiN 2.5 4 12 50 4 2 0,010 ©
LNT25142 ALTiN 2.5 4 14 50 4 2 0,010 ©
ls LNT25162 ALTiN 2.5 4 16 50 4 2 0,010 ©
§ LNT25202 ALTiN 2.5 4 20 50 4 2 0,010 ©
= LNT30082 AITiN 3 4.5 8 50 6 2 0,020 ©
% LNT30102 ALTiN 3 4.5 10 50 6 2 0,020 ©
., - LNT30122 AITiN 3 4.5 12 50 6 2 0,020 ©
E' LNT30162 ALTiN 3 4.5 16 60 6 2 0,020 ©
g d LNT30202 ALTiN 3 4.5 20 60 6 2 0,020 ©
x LNT30252 AlTiN 3 4.5 25 75 6 2 0,020 ©
1 LNT35122 ALTiN 3.5 6 12 50 6 2 0,020 ©
§ LNT35162 AITiN 3.5 6 16 60 6 2 0,020 ©
S L LNT35202 ALTiN 35 6 20 75 6 2 002 ©
= LNT35252 AITIN 35 6 25 75 6 2 0020 ©
@ LNT35302 AlTiN 3.5 6 30 75 6 2 0,020 ©
o L | LNT40122 ALTiN 4 6 12 50 6 2 0,020 ©
;é LNT40162 AITiN 4 6 16 60 6 2 0,020 ©
3 LNT40202 AITiN 4 6 20 75 6 2 0,020 ©
- LNT40252 ALTiN 4 6 25 75 6 2 0,020 ©
LNT40302 AITiN 4 6 30 75 6 2 0,020 ©
LNT40352 ALTiN 4 6 35 75 6 2 0,020 ©
D
Application: B Recommend O sSuitable  x Not Recommend

Carbon steel, Pre-harden High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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SQUARE SERIES- 2 FLUTES

REZKANJE

-yvl(?:goGéqug?-lr\l/a;gf1571 Rupture=3750N/mm? Grain Size=0.6 m g m m ZJ Ti é
=
e’
g2 G]D .
=
=
. Flute Full Shank 8
Diameter Length Length Diameter  Flutes 5 =
d l L D z @ E
1
SSE0102 TiSiN 1 3 50 3 2 0,020 © SNy
MSE0102 TiSiN 1 3 50 4 2 0,020 ® 5 o
SSE0152 TiSiN 15 4 50 3 2 0,020 © S
MSE0152 TiSiN 15 4 50 4 2 0,020 ® =
SSE0202 TiSiN 2 6 50 3 2 0,020 © w
MSE0202 TiSiN 2 6 50 4 2 0,020 ® E
SSE0252 TiSiN 2.5 8 50 3 2 0,020 © =
MSE0252 TiSiN 2.5 8 50 4 2 0,020 ® %
SSE0302 TiSiN 3 8 50 3 2 0,020 ©
MSE0302 TiSiN 3 8 50 4 2 0,020 ®
MSE0352 TiSiN 35 10 50 4 2 0,020 © E
MSE0402 TiSiN 4 1 50 4 2 0,020 ® z
SE0102 TiSiN 1 3 50 6 2 0,020 ®
SE0152 TiSiN 15 4 50 6 2 0,020 ® o
SE0202 TiSiN 2 6 50 6 2 0,020 © S
SE0252 TiSiN 2.5 8 50 6 2 0,020 ® g
SE0302 TiSiN 3 8 50 6 2 0,020 ® =
SE0352 TiSiN 35 10 50 6 2 0,020 ®
SE0402 TiSiN 4 1 50 6 2 0,020 © 5
SE0452 TiSiN 4.5 13 50 6 2 0,020 © §
SE0502 TiSiN 5 13 50 6 2 0,020 © =
- SE0552 TiSiN 5.5 13 50 6 2 0,020 ©
SE0602 TiSiN 6 16 50 6 2 0,020 ©
SE0652 TiSiN 6.5 16 60 8 2 0,040 ® g
d SE0702 TiSiN 7 16 60 8 2 0,060 © -
— SE0752 TiSiN 75 19 60 8 2 0040 @ 2
SE0802 TiSiN 8 20 60 8 2 0,060 ©
1 SE0852 TiSiN 8.5 20 75 10 2 0,080 © §
SE0902 TiSiN 9 20 75 10 2 0,080 ® =
| SE0952 TiSiN 9.5 25 75 10 2 o008 @ E
SE1002 TiSiN 10 25 75 10 2 0,080 ® @
L SE1052 TiSiN 10.5 25 75 12 2 000 © -
SE1102 TiSiN 1 30 75 12 2 0110 © S
SE1152 TiSiN 1.5 30 75 12 2 0110 ® ’§
SE1202 TiSiN 12 32 75 12 2 0110 © -
SE1402 TiSiN 14 40 100 16 2 0240 ©
SE1602 TiSiN 16 40 100 16 2 0290 ©
D SE1802 TiSiN 18 45 100 20 2 0,360 ®
SE2002 TiSiN 20 45 100 20 2 039 @
Application: B Recommend O suitable  x Not Recommend

Carbon steel, "re_harden High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~55HRC ~60HRC ~65HRC
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SQUARE SERIES-4 FLUTES

REZKANJE

- + Micro Grain Carbide ) Ty,
:E' + WC=90 Co=10 HV30=1571 Rupture=3750N/mm?2 Grain Size=0.6 g m m
5 s B
=
28 ]
= =A
=
S
8 X Flute Full Shank
= Diameter Length Length Diameter  Flutes 5
d l L D z é E PRICELIST on
g SSE0104 TiSiN 1 3 50 3 4 0,020 ©
g S MSE0104 TiSiN 1 3 50 4 4 0020 ®
§ SSE0154 TiSiN 1.5 4 50 3 4 0,020 ©
= MSEO0154 TiSiN 1.5 4 50 4 4 0,020 ©
o SSE0204 TiSiN 6 50 3 4 0,020 ©
= MSE0204 TiSiN 2 6 50 4 4 0020 ®
)g SSE0254 TiSiN 2.5 8 50 3 4 0,020 ©
7 MSE0254 TiSiN 25 8 50 4 4 0020 ®
SSE0304 TiSiN 8 50 3 4 0,020 ©
MSE0304 TiSiN 3 8 50 4 4 0,020 ©
h| MSEO0354 TiSiN 3.5 10 50 4 4 0,020 @
né MSE0404 TiSiN 4 M 50 4 4 0,020 ©
SE0104 TiSiN 3 50 6 4 0,020 ©
; SE0154 TiSiN 1.5 4 50 6 4 0,020 ©
S SE0204 TiSiN 2 6 50 6 4 0,020 ©
g SE0254 TiSiN 2.5 8 50 6 4 0,020 ©
= SE0304 TiSiN 3 8 50 6 4 0,020 ©
SE0354 TiSiN 3.5 10 50 6 4 0,020 ©
= SE0404 TiSiN 4 " 50 6 4 0,020 ©
§ SE0454 TiSiN 4.5 13 50 6 4 0,020 ©
§ - SE0504 TiSiN 5 13 50 6 4 0,020 ©
‘% SE0554 TiSiN 5.5 13 50 6 4 0,020 ©
. d SE0604 TiSiN 6 16 50 6 4 0,040 @
E‘ o SE0654 TiSiN 6.5 16 60 8 4 0,040 ®
3 SE0704 TiSiN 7 16 60 8 4 0,040 @
8 1 SE0754 TiSiN 7.5 19 60 8 4 0,040 ®
SE0804 TiSiN 8 20 60 8 4 0,040 @
5 / SE0854 TiSiN 8.5 20 75 10 4 0,080 ©
g SE0904 TiSiN 9 20 75 10 4 0,080 @
% SE0954 TiSiN 9.5 25 75 10 4 0,080 ©
@ L SE1004 TiSiN 10 30 75 10 4 0,080 @
w SE1054 TiSiN 10.5 30 75 12 4 0,00 ®
,8 SE1104 TiSiN " 30 75 12 4 0110 @
’§ SE1154 TiSiN 11.5 30 75 12 4 0110 @
& SE1204 TiSiN 12 32 75 12 4 010 @
SE1404 TiSiN 14 40 100 16 4 0,240 @
SE1604 TiSiN 16 40 100 16 4 0,290 ©
) O >D SE1804 TiSiN 18 45 100 20 4 0,360 @
SE2004 TiSiN 20 45 100 20 4 0,39 @
Application: B Recommend O suitable  x Not Recommend

Carbon steel, "re_harden High-hardened

steel Stainless Copper Aluminun
Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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SQUARE SERIES-LONG FLUTE-4 FLUTES

REZKANJE

« Micro Grain Carbide m m = Cm— n
+ WC=90 Co=10 HV30=1571 Rupture=3750N/mm?2 Grain Size=0.6 m i " | TiCiM E'
[Nno %55 ' =
=
=
g &
=a o
=
S
Flute Full Shank =)
Diameter Length Length Diameter  Flutes 3 g
LET d l L D z é E PRICELIST on
(7]
LET0104 TiSiN 1 6 50 4 4 0020 ® B
o
LETO154 TiSiN 15 9 50 4 4 0020 ® 58
LET0204 TiSiN 2 12 50 4 4 0020 ® g
LET0254 TiSiN 2.5 12 50 4 4 0,020 ® e
LET0304 TiSiN 3 15 60 6 4 0,020 ® -
LET0354 TiSiN 3,5 15 60 6 4 0,020 ® =
N
LET0404 TiSiN 4 20 75 6 4 0,020 ® 2
LET0454 TiSiN 45 20 75 6 4 0,030 © 7
LETO504 TiSiN 5 25 75 6 4 0,030 ®
LET0554 TiSiN 55 25 75 6 4 0,030 ©
LET0604 TiSiN 6 30 75 6 4 0,030 © N
-4
LETO704 TiSiN 7 30 100 8 4 0,060 ® g
LETO804 TiSiN 8 40 100 8 4 0,070 ®
LET090% TiSiN 9 40 100 10 4 0,000 ® =
LET1004 TiSiN 10 40 100 10 4 0110 ® a
LET1104 TiSiN 1 40 100 12 4 0140 ® =
LET1204 TiSiN 12 50 100 12 4 0140 ® =
LET1404 TiSiN 14 50 150 16 4 0350 ®
LET1604 TiSiN 16 60 150 16 4 0370 ® -
=
E P LET200% TiSiN 20 20 200 20 4 0720 ® §
=

R
NN
SLIM CHUCK ROL DRILL

PLOSCICE

Application: B Recommend O sSuitable  x Not Recommend

Carbon steel, Pre;:':;fe" High-hardened

Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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PARAMETRI

* Micro Grain Carbide
+ WC=88 Co=12 HRA=92.4 Rupture=3950N/mm?2 Grain Size=0.5 m

SQUARE SERIES-FLUTE ANGLE 45°-3 FLUTES

o

“HRC’
i)

%

HRC
» 45

<

Carbon steel,

Alloy steel

O

1as|@

Pre-harden
steel

~45HRC

ROL |

CUTTING TOOLS

MPE0103 TiSiN
MPEOQ153 TiSiN
MPE0203 TiSiN
MPEO0253 TiSiN
MPE3303 TiSiN
MPEO0303 TiSiN
MPE0353 TiSiN
MPEO0403 TiSiN
PE0103 TiSiN
PEO0153 TiSiN
PE0203 TiSiN
PE0253 TiSiN
PE0303 TiSiN
PE0353 TiSiN
PE0403 TiSiN
PE0453 TiSiN
PE0503 TiSiN
PE0553 TiSiN
PE0603 TiSiN
PE0653 TiSiN
PE0703 TiSiN
PE0753 TiSiN
PE0803 TiSiN
PE0853 TiSiN
PE0903 TiSiN
PE0953 TiSiN
PE1003 TiSiN
PE1053 TiSiN
PE1103 TiSiN
PE1153 TiSiN
PE1203 TiSiN
PE1403 TiSiN
PE1603 TiSiN
PE1803 TiSiN
PE2003 TiSiN

Application:

~50HRC

Flute Ful Shank
Diameter Length Length Diameter  Flutes 3
d \ L D z @ g PRICELIST on
1 3 50 4 3 0,010 @
1.5 4 50 4 3 0,020 ®
2 6 50 4 3 0,020 ©
2.5 8 50 4 3 0,020 ©
8 50 3 3 0,020 ©
3 8 50 4 3 0,020 ©
3.5 10 50 4 3 0,020 ©
4 1 50 4 3 0,020 ©
1 3 50 6 3 0,020 ©
1.5 4 50 6 3 0,020 ©
2 6 50 6 3 0,020 ©
2.5 8 50 6 3 0,020 ©
3 8 50 6 3 0,020 ©
3.5 10 50 6 3 0,020 ©
4 1 50 6 3 0,020 ©
4.5 13 50 6 3 0,020 ©
5 13 50 6 3 0,020 ©
5.5 13 50 6 3 0,020 ©
6 16 50 6 3 0,020 ©
6.5 16 60 8 3 0,040 ©
7 16 60 8 3 0,040 ®
7.5 19 60 8 3 0,040 ©
8 20 60 8 3 0,040 ©
8.5 20 75 10 3 0,080 ©
9 20 75 10 3 0,080 ®
9.5 25 75 10 3 0,080 ©
10 30 75 10 3 0,080 ®
10.5 30 75 12 3 0100 ©
1 30 75 12 3 0110 @
11.5 30 75 12 3 0110 @
12 32 75 12 3 0110 @
14 40 100 16 3 0,240 ©®
16 40 100 16 3 0290 @
18 45 100 20 3 0,360 @
20 45 100 20 3 0,390 @

B Recommend O
High-hardened

~55HRC ~60HRC

Suitable  x Not Recommend

~65HRC

Stainless
steel

Copper
alloy

Aluminun
alloy




SQUARE SERIES-FLUTE ANGLE 45°-4 FLUTES

REZKANJE

e . . e -,
. mggoGCring?-lr\tl);g;Sﬂ Rupture=3750N/mm? Grain Size=0.6 m g m w E TiSii E'
=
W
£ P =
=
3
Flute Full Shank 3
Diameter Length Length Diameter  Flutes § =
d N L b 2 é = PRICELISTon .
MPEO0104 TiSiN 1 3 50 4 4 0,010 ® 8 N
MPEO154 TiSiN 15 4 50 4 4 0020 @ § o
MPE0204 TiSiN 2 6 50 4 4 0,020 ® ‘E-‘
MPEO0254 TiSiN 2.5 8 50 4 4 0,020 ©
MPE3304 TiSiN 3 8 50 3 4 0,020 © w
MPEOQ304 TiSiN 3 8 50 4 4 0,020 © ,E
MPEO0354 TiSiN 3.5 10 50 4 4 0,020 © E
MPE0404 TiSiN 4 1 50 4 4 0,020 ® @
PEO104 TiSiN 1 3 50 6 4 0,020 ©
PE0154 TiSiN 1.5 4 50 6 4 0,020 ©
PE0204 TiSiN 2 6 50 6 4 0,020 © E
PE0254 TiSiN 2.5 8 50 6 4 0,020 © 8
PE0304 TiSiN 3 8 50 6 4 0,020 ©
PE0354 TiSiN 3.5 10 50 6 4 0,020 © é
PEO404 TiSiN 4 1 50 6 4 0,020 © E
PE0454 TiSiN 4.5 13 50 6 4 0,020 © 5'
PE0504 TiSiN 5 13 50 6 4 0,020 © =
PE0554 TiSiN 5.5 13 50 6 4 0,020 ©
PE0604 TiSiN 6 16 50 6 4 0,020 © '5
PE0654 TiSiN 6.5 16 60 8 4 0,040 © E
PE0704 TiSiN 7 16 60 8 4 0,040 @ 2
PE0754 TiSiN 7.5 19 60 8 4 0,040 ®
PE0804 TiSiN 8 20 60 8 4 0,040 @ .
PE0854 TiSiN 8.5 20 75 10 4 0,080 ® E
PE0904 TiSiN 9 20 75 10 4 0080 ® g
PE0954 TiSiN 9.5 25 75 10 4 0,080 ® x
PE1004 TiSiN 10 30 75 10 4 0,080 ®
PE1054 TiSiN 10.5 30 75 12 4 0,00 ® §
PE1104 TiSiN 1 30 75 12 4 0110 @ £=.J
PE1154 TiSiN 11.5 30 75 12 4 0110 ©@ %
PE1204 TiSiN 12 32 75 12 4 0110 @ e
PE1404 TiSiN 14 40 100 16 4 0,240 @ w
PE1604 TiSiN 16 40 100 16 4 0,290 @ ié
PE1804 TiSiN 18 45 100 20 4 0,360 @ 9
PE2004 TiSiN 20 45 100 20 4 0,39 @ .
—]
Application: B Recommend [ Suitable x Not Recommend

Carbon steel, it LRt High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy

=
v}
=
N
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC o
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SQUARE SERIES - FLUTE ANGLE 35° / 38° - 4 FLUTES

REZKANJE

= * Micro Grain Carbide o m m p—
= + WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 m ! | m
E (Nano ﬂ 358"
e
Te)
B £ N
=
)
-
3 Flute Full Shank
= Diameter Length Length  Diameter  Flutes 3
d l L D z é g PRICELIST on
n
gl DHO0104 TiSiN 1 3 50 6 4 0,020 ©
-
G2 DHO154 TiSiN 1,5 4 50 6 4 0,020 ©
&
E DH0204 TiSiN 2 6 50 6 4 0,020 ©
DH0304 TiSiN 3 8 50 6 4 0,020 ©
w DHO404 TiSiN 4 1 50 6 4 0,020 ©
E DH0604 TiSiN 6 16 50 6 4 0,020 ©
E DHO0804 TiSiN 8 20 60 8 4 0,040 ©O
=
o DH1004 TiSiN 10 30 75 10 4 0,080 ©
DH1204 TiSiN 12 32 75 12 4 0110 ©
DH1604 TiSiN 16 40 100 16 4 0,290 ©
E DH2004 TiSiN 20 45 100 20 4 0,390 ©
=)
o
-
=
[
2
=
=
=
=
[
=
o
w
=
2
-
=
[
)
-
o
&
X
o
=
= 1
o
3 \/é
-
n
L
Ll
=
0
N
o
-
o
D
Application: B Recommend O sSuitable  x Not Recommend

Carbon steel, Rl High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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FINE PITCH ROUGHING SERIES

REZKANJE

* Micro Grain Carbide m b | =
+ WC=88 Co=12 HRA=92.4 Rupture=3950N/mm?2 Grain Size=0.51)m =
wld =
=
ol |eow| e [eaw||wo||ew
27| (27|82 (22| (22| |22 |O||D||D]| Q0] |0 |D| &8 |B| || |R| |88 4
=
S
Flute Full Shank 3
Diameter Length Length Diameter  Flutes 3 =
NTA d 1 L D z é g PRICELIST on
7
-
NTA0504 AITiN 5 13 50 6 4 0,020 © 8’”
-
NTA0604 AlTiN 6 16 50 6 4 0,020 © 'ég
NTA0704 AITIN 7 16 60 8 4 0,040 ©O ‘E‘
NTA0804 ALTiN 8 19 60 8 4 0,040 ©
NTA0904 AITiN 9 25 75 10 4 0,080 © w
NTA1004 AITiN 10 25 75 10 4 0,080 © E
NTA1104 AlTiN 1 30 75 12 4 0,110 © E
NTA1204 AITiN 12 30 75 12 4 0110 © &
NTA1404 AlTiN 14 35 100 16 4 0,260 ©
NTA1504 ALTiN 15 35 100 16 4 0,270 ©
NTA1604 AlTiN 16 35 100 16 4 0,280 © E
NTA2004 AITiN 20 45 100 20 4 0,400 ©O g
-
=l
[~
=]
=
-
=
=
[
=
=
- =
=
-
T =
x
[~}
-
1 o
=
7
(]
=
L =
O
=
—
n
L
=
o)
]
o
|
o
I
Application: B Recommend O Suitable  x Not Recommend

Carbon steel, R G High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy

=
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=
N
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC o
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ROUGHING SERIES

REZKANJE

=] * Micro Grain Carbide o m : A
= + WC=88 Co=12 HRA=92.4 Rupture=3950N/mm?2 Grain Size=0.51)m L i
= (P50 ) W
=
&0 & W [LY=] @10 [ X=] &@L1
< n
5 |B3||83||ms 22| 28| |28 ||| D] ||| D] |D]|190||1D| & |P| <] || |
=
a
—
g Flute Full Shank
= Diameter Length Length Diameter  Flutes 3
o
ﬂ XTA d l L D z @ {Z PRICELIST on
8 XTA0504 AlTiN 5 13 50 6 4 0,020 ©
-
'ég XTA0604 AITiN 6 16 50 6 4 0,020 ©
E XTA0704 AITiN 7 16 60 8 4 0,040 ©O
XTA0804 AITiIN 8 19 60 8 4 0,040 ©O
w XTA0904 AlTiN 9 25 75 10 4 0,080 ©
ke XTA1004 AITiN 10 25 75 10 4 0080 O
E XTA1104 ALTiN 1 30 75 12 4 0110 ©
& XTA1204 ALTiN 12 30 75 12 4 0110 ©O
XTA1604 ALTiN 16 35 100 16 4 0,280 ©
XTA2004 AlTiN 20 45 100 20 4 0,400 ©
N
'Y
[~
a
(=}
-
=l
x
o
=
—
=
=
-
=)
(v}
w
=
= <z
-
=
x
a _
-
=)
&
1
~
o
=
=
O
=
: L
0
s
=
o]
"
o
-
(-9
5
Application: B Recommend O suitable  x Not Recommend

Carbon steel, "re_harden High-hardened

steel Stainless Aluminun

Alloy steel steel alloy
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=
N
= ~45HRC ~50HRC ~55HRC ~60HRC
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FHPS 4 FLUTES * SHORT - (HEAVY- DUTY OPERATION TYPE)

REZKANJE

« Ultra Micro Grain Carbide o m m ’ 7 o o
+ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.41)m =
=
o
=2 P =
=
S
Flute Full Shank 3
Diameter Length Length Diameter  Flutes § =
d N L D 2 @ = PRICELISTon "
FHPS020 2 3 50 6 4 0,020 © 8 N
FHPS021 21 32 50 6 4 002 O E
FHPS022 2.2 3.3 50 6 4 0,020 © E
FHPS023 2.3 3.5 50 6 4 0,020 ©
FHPS024 2.4 3.6 50 6 4 0,020 © w
FHPS025 2.5 3.8 50 6 4 0,020 © ,E
FHPS026 2.6 3.9 50 6 4 0,020 © E
FHPS027 2.7 41 50 6 4 002 O @
FHPS028 2.8 4.2 50 6 4 0,020 ©
FHPS029 29 4by 50 6 4 0,020 ©
FHPS030 3 4.5 50 6 4 0,020 © E
FHPSO031 31 4.7 50 6 4 0,020 © 8
FHPS032 3.2 4.8 50 6 4 0,020 ©
FHPSO033 3.3 5 50 6 4 0,020 © é
FHPS034 3.4 51 50 6 4 0,020 © E
FHPS035 3.5 5.3 50 6 4 0,020 © E)I
FHPS036 3.6 5.4 50 6 4 0,020 © =
FHPS037 3.7 5.6 50 6 4 0,020 ©
FHPS038 3.8 5.7 50 6 4 0,020 © '5
FHPS039 3.9 5.9 50 6 4 0,020 © §
“z FHPS040 4 6 50 6 4 002 O 2
FHPS041 41 6.2 50 6 4 0,020 ©
FHPS042 4.2 6.3 50 6 4 0,020 © »
FHPS043 4.3 6.5 50 6 4 0,020 © E
FHPSO044 Lk 6.6 50 6 4 0,020 © g
FHPS045 4.5 6.8 50 6 4 0,020 © =
FHPS046 4.6 6.9 50 6 4 0,020 © o
FHPS047 4.7 71 50 6 4 0,020 © g
FHPS048 48 72 50 6 4 0020 O 5
L FHPS049 4.9 7.4 50 6 4 0,020 © §
FHPS050 5 7.5 50 6 4 0,020 ©
FHPSO051 5.1 7.7 50 6 4 0,020 © W
FHPS052 5.2 7.8 50 6 4 0,020 © o
FHPS053 5.3 8 50 6 4 0,020 © 2
FHPS054 5.4 8.1 50 6 4 0,020 ©
FHPS055 5.5 8.3 50 6 4 0,020 ©
—
Application: B Recommend O sSuitable  x Not Recommend

Carbon steel, LA High-hardened

steel S ET S Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~55HRC ~60HRC
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HPSS SUPER PLUGGING+SLOTTING

REZKANJE

q . . . . Lot r———n _
:EI . \lljvl(t:;as;wclgng rHalll?rAfgzr? II(?jl‘fpture=3800N /mm?2 Grain Size=0.4 m m m E '
=
. g2 P
=
S
8 Flute Full Shank
= Diameter Length Length Diameter  Flutes §

ﬂ d l L D Z @ ; PRICELIST on

8 » FHPS056 5.6 8.4 50 6 4 0,020 ©

'é e FHPS057 5.7 8.6 50 6 4 0,020 ©

E FHPS058 5.8 8.7 50 6 4 0,020 ©

FHPS059 5.9 89 50 6 4 0,020 ©
w FHPS060 6 9 50 6 4 0,020 ©
,E FHPS061 6.1 9.2 60 8 4 0,040 ©
E FHPS062 6.2 9.3 60 8 4 0,040 ©
@ FHPS063 6.3 9.5 60 8 4 0,040 ©
FHPS064 6.4 9.6 60 8 4 0,040 ©
FHPS065 6.5 9.8 60 8 4 0,040 ©
E FHPS066 6.6 2.9 60 8 4 0,040 ©
8 FHPS067 6.7 1041 60 8 4 0,040 ©
FHPS068 6.8 10.2 60 8 4 0,040 ©
é FHPS069 6.9 10.4 60 8 4 0,040 ©
E FHPS070 7 10.5 60 8 4 0,040 ©
5' FHPS071 71 10.7 60 8 4 0,040 ©
= FHPS072 7.2 10.8 60 8 4 0,040 ©
FHPS073 7.3 1 60 8 4 0,040 ©
'5 FHPSO074 7.4 1.1 60 8 4 0,040 ©
g FHPSO075 7.5 1.3 60 8 4 0,040 ©
= “z FHPS076 7.6 M4 60 8 4 0,040 ©
FHPS077 7.7 11.6 60 8 4 0,040 ©
" FHPS078 7.8 1.7 60 8 4 0,040 ©
E' ’7‘ FHPS079 7.9 11.9 60 8 4 0,040 ©
g FHPS080 8 12 60 8 4 0,040 ©
= FHPS081 81 12.2 75 10 4 0,080 ©
o FHPS082 8.2 12.3 75 10 4 0,080 ©
g FHPS083 8.3 12.5 75 10 4 0,080 ©
5 FHPS084 8.4 12.6 75 10 4 0,080 ©
§ L FHPS085 8.5 12.8 75 10 4 0,080 ©
FHPS086 8.6 12.9 75 10 4 0,080 ©
W FHPS087 8.7 131 75 10 4 0,080 ©
;g FHPS088 8.8 13.2 75 10 4 0,080 ©
2 FHPS089 8.9 13.4 75 10 4 0,080 ©
FHPS090 9 13.5 75 10 4 0,080 ©
FHPS091 9.1 13.7 75 10 4 0,080 ©
R —
Application: B Recommend O suitable  x Not Recommend

Carbon steel, "re harden High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
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FHPS 4 FLUTES » SHORT - (HEAVY- DUTY OPERATION TYPE)

REZKANJE

+ Ultra Micro Grain Carbide m m 7 - =
+ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.41)m s
m =
=
@
£2 ‘%]9' =
=
=
Flute Full Shank 3
Diameter Length Length Diameter  Flutes 3 =
S
= PRICELIST on
d l L D z @ - “
FHPS092 9.2 13.8 75 10 4 0,080 © 8 N
-l
FHPS093 9.3 14 75 10 4 0,080 © 'é 8
FHPS094 9.4 141 75 10 4 0,080 © E
FHPS095 O15 14.3 75 10 4 0,080 ©
FHPS096 9.6 14.4 75 10 4 0,080 © w
FHPS097 9.7 14.6 75 10 4 0,080 © )E
FHPS098 9.8 14.7 75 10 4 0,090 © E
FHPS099 9.9 14.9 75 10 4 0,000 © o
FHPS100 10 15 75 10 4 0,00 ©
FHPS105 10.5 15.8 100 12 4 0120 ©
I FHPS110 n 16.5 100 12 4 0150 © E
FHPS115 ililt5 17.3 100 12 4 0,160 © 8
FHPS120 12 18 100 12 4 0,160 ©
FHPS125 12.5 18.8 100 14 4 0180 © ;
&
FHPS130 13 19.5 100 14 4 0,200 © E
FHPS135 13.5 20.3 100 14 4 0,250 © 3
FHPS140 14 21 100 14 4 0,260 © =
FHPS145 14.5 21.8 100 16 4 0,280 ©O
FHPS150 15 22.5 100 16 4 0,280 © =
FHPS155 15.5 233 100 16 4 0,29 ©O E
4 FHPS160 16 24 100 16 4 0,290 © =
FHPS170 17 2515 100 20 4 0310 ©
FHPS180 18 27 100 20 4 0330 © -
] FHPS190 19 285 100 20 4 0350 O =
FHPS200 20 30 100 20 4 0,370 © 3
e
>
o
=}
=
(]
=
L @
L
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Carbon steel, LGB High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~55HRC ~60HRC ~65HRC
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UMG - CR- FHP 4 FLUTES » SHORT WITH CORNER - RADIUS (HEAVY- DUTY OPERATION TYPE)

REZKANJE

= « Ultra Micro Grain Carbide m m T ey T
= CWee . N - 2 s i f
E WC=87 Co=12 HRA=92.1 Rupture=3800N/mm?2 Grain Size=0.41)m e . Z m iE E
=
. g2 P
=
S
8 Corner Flute Full Shank
= Diameter Radius Length Length Diameter Flutes §
3 CRFHP d R l L D Z & I; PRICELIST on
8 » CRFHP0302 3 0.2 8 60 6 4 0,020 ©
'é e CRFHP0305 3 0.5 8 60 6 4 0,020 ©
E CRFHP0402 4 0.2 1 60 6 4 0,020 ©
CRFHP0405 4 0.5 1 60 6 4 0,020 ©
w CRFHPO0O410 4 1 1 60 6 4 0,020 ©
,E CRFHP0502 5 0.2 13 60 6 4 0,020 ©
E CRFHP0505 5 0.5 13 60 6 4 0,020 ©
@ CRFHP0510 5 1 13 60 6 4 0,020 ©
CRFHP0603 6 0.3 13 60 6 4 0,020 ©
CRFHP0605 6 0.5 13 60 6 4 0,020 ©
i CRFHPO610 6 1 13 60 6 4 002 ©O
8 CRFHP0803 8 0.3 19 60 8 4 0,040 ©O
I CRFHP0805 8 0.5 19 60 8 4 0,050 ©
é I CRFHP0810 8 1 19 60 8 4 0,040 ©O
E CRFHP0815 8 1.5 19 60 8 4 0,040 ©
5' CRFHP0820 8 2 19 60 8 4 0,040 ©O
= | CRFHP1003 10 0.3 22 75 10 4 0,090 ©
CRFHP1005 10 0.5 22 75 10 4 0,080 ©
'5 CRFHP1010 10 1 22 75 10 4 0,090 ©
§ —z CRFHP1015 10 1.5 22 75 10 4 0,080 ©
= CRFHP1020 10 2 22 75 10 4 0,080 ©
CRFHP1030 10 3 22 75 10 4 0,080 ©
o ’7‘ CRFHP1205 12 0.5 26 100 12 4 0,60 ©
= CRFHP1210 12 1 26 100 12 4 0,150 ©
g CRFHP1215 12 1.5 26 100 12 4 0,550 ©
o CRFHP1220 12 2 26 100 12 4 0160 ©
o CRFHP1230 12 3 26 100 12 4 0,60 ©
g CRFHP1610 16 1 35 100 16 4 0170 ©
cI.: CRFHP1615 16 1.5 35 100 16 4 0,200 ©
= L CRFHP1620 16 2 35 100 16 4 0290 O
- CRFHP1630 16 3 35 100 16 4 0,290 ©
w CRFHP2010 20 1 40 100 20 4 0,330 ©
:é CRFHP2015 20 1.5 40 100 20 4 0,360 ©
3 CRFHP2020 20 2 40 100 20 4 0,390 ©
= CRFHP2030 20 3 40 100 20 4 0,410 ©
R —
Application: B Recommend O suitable  x Not Recommend

Carbon steel, LGB High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
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SUS STAINLESS STEEL EXPERT

REZKANJE

* Micro Grain Carbide
+ WC=88 Co=12 HRA=92.4 Rupture=3950N/mm? Grain Size=0.5 m

WE
i)

MINIMILL

© [

€™
5 .
=
S
Flute Full Shank 3
Diameter Length Length Diameter Flutes 5 =
o
= PRICELIST on
d l L D z @ & «
SUS0104 1 3 50 4 4 0,020 © 8’”
-
SUS0154 1.5 4 50 4 4 0,020 © 'ég
SUS0204 2 6 50 4 4 0,040 ©O ‘E-‘
SUS0254 25 8 50 4 4 0,040 ©
SUS0304 3 9 50 4 4 0,080 © w
SUS6304 3 9 50 6 4 0,600 © )E
SUS0404 4 7 50 4 4 0080 O E
SUS6404 4 1 50 6 4 0,600 © G
SUS0504 5 13 50 6 4 0,110 ©
SUS0604 6 16 50 6 4 0,110 ©
SUS0804 8 20 60 8 4 0,280 © b
SUS1004 10 30 75 10 4 0,400 © 8
SUS1204 12 32 75 12 4 0,400 ©
o
4
a
=
-
=
=
[
=
o
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<z =)
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Pre-harden A
Carbon steel, steel High-hardened Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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SQUARE SERIES - FOR ALUMINUM - 3 FLUTES

REZKANJE

=1 » Micro Grain Carbide m e
= + WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 m
=
. R
=
=
a
-
3 Flute Full Shank
= 7 Diameter Length Length Diameter Flutes 5
4 @ E PRICELIST on
“ AET d t L D z &
8 » AET0103 TB 1 3 50 4 3 0,020 ©
=& d le)
S g ‘._4 AET0123 TB 12 4 50 4 3 0,020
E AETO0153 TB 1.5 4 50 4 3 0,020 ©
AET0183 TB 1.8 5 50 4 3 0,020 ©
w I AET0203 TB 2 6 50 4 3 0,020 ©
=
i AET0303 TB 5 8 50 6 3 0,020 ©
E AET0403 TB 4 10 50 6 3 0,020 ©
@ B AET0503 TB 5 13 50 6 3 0,020 ©
L AET0603 TB 6 15 50 6 3 0,020 ©
AET0803 TB 8 20 60 8 3 0,060 ©
E AET1003 TB 10 25 75 10 3 0,080 ©O
8 AET1203 TB 12 30 75 12 3 0,080 ©
AET1603 TB 16 42 100 16 3 000 O
; }-—» AET2003 TB 20 52 100 20 3 0720 ©
= D
=] AET2503 TB 25 62 125 25 3 0150 ©
ar
)
=
Flute Full Shank
= Diameter Length Length Diameter Flutes X
E d l L D z é g PRICELIST on
=
‘ d AEL50303 TB 3 12 60 6 3 0,020 ©
AEL50403 TB 4 16 60 6 3 0,020 ©
= AEL50503 TB 5 20 60 6 3 0,020 ©
g AEL50603 TB 6 25 75 6 3 0,040 ©
é ! AEL50803 TB 8 32 75 8 3 0,080 ©O
AEL51003 TB 10 45 100 10 3 0110 ©
5 s AEL51203 TB 12 45 100 12 3 0,260 ©
g L AEL51603 TB 16 65 150 16 3 0,360 ©
(®]
= AEL52003 TB 20 75 150 20 3 0,670 ©
@
Ll
=
2
o %—»
a D
Application: B Recommend O Suitable  x Not Recommend

Carbon steel, "re_harden High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
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SQUARE SERIES - FOR ALUMINUM - 2 FLUTES

REZKANJE

+ Micro Grain Carbide m = f— =l
+ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.61.1m I i =
.l\':f‘-li-nl i =
=
& 5
=
=
=
Flute Full Shank 3
Diameter Length Length Diameter Flutes 3 =
o
AET d l L D 4 & : PRICELIST on ﬂ
AET0052 TB 0.5 15 50 4 2 0,020 © g,ﬂ
AET0062 TB 0.6 1.5 50 4 2 0,020 O 'é e
/ AET0082 TB 0.8 2 50 4 2 0020 O =
AET0102 TB 1 3 50 6 2 0,020 O
AET0122 TB 1.2 4 50 6 2 0,020 © w
=
AET0152 TB 1.5 4 50 6 2 0,020 O -
AET0182 TB 1.8 5 50 6 2 0020 © =
AET0202 TB 2 6 50 6 2 0,020 O @
AET0302 TB 3 8 50 6 2 0,020 ©
AET0402 TB 4 10 50 6 2 0,020 O
AET0502 TB 5 13 50 6 2 0,020 © b
AET0602 TB 6 15 50 6 2 0,020 O S
AET0802 TB 8 20 60 8 2 0,060 ©
AET1002 TB 10 25 75 10 2 0,080 ©O é
AET1202 TB 12 30 75 12 2 010 © E
AET1602 TB 16 42 100 16 2 0,260 ©O 3
=
AET2002 TB 20 52 100 20 2 0,360 ©
AET2502 TB 25 62 125 25 2 0,670 ©
=
L =
(&)
[T}
=)
. =
F o
-
=I
d &
-
Y 7y g
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Application: B Recommend O suitable  x Not Recommend

Carbon steel, HISsiet High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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BALL NOSE - LONG NECK - 2 FLUTES

REZKANJE

:EI . CAVICC:goGé?)I:q(ﬁIr\?E;ggSﬂ Rupture=3750N/mm?2 Grain Size=0.6 m g m m ‘ﬂl Til
= iano %55 il
=
0
- = @
=
S
8 Radius of Flute Efficient Full Shank
= Diameter Ball Nose Length Length Length Diameter Flutes 5
3 LN BT d R l 1 L D z & g PRICELIST on
8 . LNBT05022 AITiN 0.5 0.25 0.75 2 50 4 2 0,010 ©
'é 8 LNBT05042 AITiN 0.5 0.25 0.75 4 50 4 2 0,010 ©
E LNBT05062 AlTiN 0.5 0.25 0.75 6 50 4 2 0,010 ©
LNBT06022 AITiN 0.6 0.3 0.9 2 50 4 2 0,010 ©
w LNBT06042 ALTiN 0.6 0.3 0.9 4 50 4 2 0,010 ©
,E LNBT06062 ALTiN 0.6 0.3 0.9 6 50 4 2 0,010 ©
E LNBT08042 AlTiN 0.8 0.4 1.2 4 50 4 2 0,010 ©
@ LNBT08062 AlTiN 0.8 0.4 1.2 6 50 4 2 0,010 ©
LNBT08082 AlTiN 0.8 0.4 1.2 8 50 4 2 0,010 ©
LNBT10062 AlTiN 1 0.5 1.5 6 50 4 2 0,010 ©
E LNBT10082 AlTiN 1 0.5 1. 8 50 4 2 0,010 ©
8 LNBT10102 ALTiN 1 0.5 1.5 10 50 4 2 0,010 ©
LNBT10122 AITiN 1 0.5 1.5 12 50 4 2 0,010 ©
é LNBT12062 AITiN 1.2 0.6 1.8 6 50 4 2 0,010 ©
E LNBT12082 AITiN 1.2 0.6 1.8 8 50 4 2 0,010 ©
5' LNBT12102 AlTiN 1.2 0.6 1.8 10 50 4 2 0,010 ©
= LNBT12122 AITiN 1.2 0.6 1.8 12 50 4 2 0,010 ©
LNBT14062 AlTiN 1.4 0.7 21 6 50 4 2 0,010 ©
'5 LNBT14102 AITiN 1.4 0.7 21 10 50 4 2 0,010 ©
§ LNBT14162 ALTiN 1.4 0.7 21 16 50 4 2 0,010 ©
= . LNBT15062 AITiN 1.5 0.75 2.3 6 50 4 2 0,010 ©
LNBT15082 AITiN 1.5 0.75 2.3 8 50 4 2 0,010 ©
o LNBT15102 ALTiN 1.5 0.75 2.3 10 50 4 2 0,010 ©
EI LNBT15122 AITiN 1.5 0.75 2.3 12 50 4 2 0,010 ©
g LNBT15142 ALTiN 1.5 0.75 2.3 14 50 4 2 0,010 ©
= R\ ‘Eﬂ LNBT15162 AlTiN 1.5 0.75 2.3 16 50 4 2 0,010 ©
o 1 I Q LNBT15182 ALTiN 1.5 0.75 2.3 18 50 4 2 0,010 ©
g - LNBT15202 AlTiN 1.5 0.75 2.3 20 50 4 2 0,010 ©
&I.J LNBT16062 ALTiN 1.6 0.8 2.4 6 50 4 2 0,010 ©
§ LNBT16082 AITiN 1.6 0.8 2.4 8 50 4 2 0,010 ©
w]
ig L
a
i~
Application: B Recommend O suitable  x Not Recommend

Carbon steel, HEZEE High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
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BALL NOSE - LONG NECK - 2 FLUTES

REZKANJE

. \,>AVICC=rSOG£§I=q()C?-Ir\|IJ:;g=e1571 Rupture=3750N/mm?2 Grain Size=0.6 m g W m Zl i :E‘
W a
=
n
g% o 4
=
S
Radius of Flute Efficient Full Shank 8
Diameter Ball Nose Length Length Length Diameter Flutes § =
LN BT d R l 11 L D z @ ; PRICELIST on ﬂ
LNBT16102 AITiN 1.6 0.8 2.4 10 50 4 2 0,010 © 8 N
LNBT16122 AITiN 1.6 0.8 2.4 12 50 4 2 0,010 © 'é 8
LNBT16142 AlTiN 1.6 0.8 2.4 14 50 4 2 0,010 © E
LNBT16162 ALTiN 1.6 0.8 2.4 16 50 4 2 0,010 ©
LNBT16182 AITiN 1.6 0.8 2.4 18 50 4 2 0,010 © w
LNBT16202 AlTiN 1.6 0.8 2.4 20 50 4 2 0,010 © ,E
LNBT18082 AlTiN 1.8 0.9 2.7 8 50 4 2 0,010 © E
LNBT18142 AlTiN 1.8 0.9 2.7 14 50 4 2 0,010 © @
LNBT18202 AlTiN 1.8 0.9 2.7 20 50 4 2 0,010 ©
LNBT20082 AITiN 2 1 3 8 50 4 2 0,010 ©
LNBT20102 AITiN 2 1 3 10 50 4 2 0,010 © E
LNBT20122 AITiN 2 1 3 12 50 4 2 0,010 © 8
LNBT20142 AITiN 2 1 3 14 50 4 2 0,010 ©
LNBT20162 AlTiN 2 1 3 16 50 4 2 0,010 © é
LNBT20182 AITiN 2 1 3 18 50 4 2 0,010 © E
LNBT20202 AlTiN 2 1 3 20 50 4 2 0,010 © 5'
LNBT25082 AlTiN 2.5 1.25 4 8 50 4 2 0,010 © =
LNBT25122 AITiN 2.5 1.25 4 12 50 4 2 0,010 ©
LNBT25162 AITiN 2.5 1.25 4 16 50 4 2 0,010 © '5
LNBT25202 AITiN 2.5 1.25 4 20 50 4 2 0,010 © é
a4 LNBT30102 ALTiN 3 1.5 4.5 10 50 6 2 0,010 © =
LNBT30122 AITiN 3 1.5 4.5 12 50 6 2 0,010 ©
LNBT30162 AlTiN 3 1.5 4.5 16 60 6 2 0,020 © i
LNBT30202 AlTiN 3 1.5 4.5 20 60 6 2 0,020 © E
R d LNBT30252 AITiN 3 1.5 4.5 25 75 6 2 0,020 © g
_ \ ‘0‘ LNBT40122 AlTiN 4 2 6 12 50 6 2 0,020 © =
iIZ Q LNBT40162 AITiN 4 2 6 16 60 6 2 0,020 © o
LNBT40202 AITiN 4 2 6 20 75 6 2 0,020 © g
LNBT40252 AlTiN 4 2 6 25 75 6 2 0,020 © E‘
LNBT40302 AITiN 4 2 6 30 75 6 2 0,020 © §
L
L »3
'8
E
~
Application: B Recommend O suitable  x Not Recommend

Carbon steel, LZ B G High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
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MINIATURE BALL NOSE - 2 FLUTES

REZKANJE

< « Micro Grain Carbide m m - fR—
= + WC=90 Co=10 HV30=1571 Rupture=3750N/mm?2 Grain Size=0.6 m ’ : k
=
[LY=]
n
o £ @
=
a
—
3 Radius of Flute Full  Shank
= Diameter BallNose Length Length Diameter Flutes 5
o
=~ PRICELIST on
« d R l L D z @ -
8 B MIB0032 AITiN 0.3 015 0.6 50 4 2 0,010 ©
'é ) MIB0042 ALTiN 0.4 0.2 0.8 50 4 2 0010 ©
E MIB0052 AlTiN 0.5 0.25 1 50 4 2 0,020 ©
MIB0062 AITiN 0.6 0.3 1.2 50 4 2 0,020 ©
w MIB0072 ALTiN 0.7 0.35 1.4 50 4 2 0,020 ©
= .
,H MIB0082 AlTiN 0.8 0.4 1.6 50 4 2 0,020 ©
E MIB0092 AlTiN 0.9 0.45 1.8 50 4 2 0,020 ©
L MIB0102 AITiN 1 0.5 2 50 4 2 0,020 ©
MIBO112 AITiN 11 0.55 22 50 4 2 0,020 ©
MIB0122 ALTiN 1.2 0.6 2.4 50 4 2 0,020 ©
i MIB0132 AITiN 13 0.65 26 50 4 2 0020 O
8 MIB0142 AlTiN 1.4 0.7 2.8 50 4 2 0,020 ©
MIB0152 ALTiN 1.5 0.75 3 50 4 2 0,020 ©
é MIB0162 ALTiN 1.6 0.8 3.2 50 4 2 0,020 ©
E MIB0172 ALTiN 1.7 0.85 3.4 50 4 2 0,020 ©
5' MIB0182 AlTiN 1.8 0.9 3.6 50 4 2 0,020 ©
= MIB0192 ALTiN 1.9 0.95 3.8 50 4 2 0,020 ©
MI1B0202 ALTiN 2 1 4 50 4 2 0,020 ©
'5 MIB0212 ALTiN 21 1.05 4.2 50 4 2 0,020 ©
§ MIB0222 AITiN 2.2 11 L4 50 4 2 0,020 ©
2 . MIB0232 ALTiN 2.3 115 4.6 50 4 2 0,020 ©
$/ MIB0242 AlTiN 24 1.2 438 50 4 2 0020 ©
. MIB0252 ALTiN 2.5 1.25 5 50 4 2 0,020 ©
E R\ ‘d‘ MIB0262 AlTiN 2.6 1.3 5.2 50 4 2 0,020 ©
a M .
5' 1 P MIB0272 AlTiN 2.7 1.35 5.4 50 4 2 0,020 ©
¢ .
& MIB0282 AITIN 2.8 1.4 5.6 50 4 2 0,020 ©
o MIB0292 ALTiN 29 1.45 5.8 50 4 2 0,020 ©
g MIB0302 ALTiN 3 1.5 6 50 4 2 0,020 ©
S
2
-
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m L
=
o
N
o
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a
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Application: B Recommend O suitable  x Not Recommend

Carbon steel, LGB High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
~45HRC ~50HRC ~55HRC ~60HRC
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BALL NOSE - 2 FLUTES

REZKANJE

. -
. \,>AVI(Zc=rgOGCr§I=q(§:T-Ir\?£51S71 Rupture=3750N/mm?2 Grain Size=0.61)m % m m ﬂ ) :EI
i W =
=
[-L]Ts)
=X § =
=
2
SSB Radiusof  Flute Full Shank 3
MSB Diameter BallNose Length Length Diameter Flutes § =
SB d R l L D z é P; PRICELIST on !I’
SSB0102 TiSiN 1 0.5 2 50 3 2 0,020 © 8 N
MSB0102 TiSiN 1 0.5 2 50 4 2 0,020 © 'é e
SSB0152 TiSiN 1.5 0.75 3 50 3 2 0,020 © "é
MSB0152 TiSiN 1.5 0.75 3 50 4 2 0,020 ©
SSB0202 TiSiN 2 1 4 50 3 2 0,020 © w
MSB0202 TiSiN 2 1 4 50 4 2 0,020 © ,E
SSB0252 TiSiN 2.5 125 5 50 3 2 0020 © =
MSB0252 TiSiN 2.5 1.25 5 50 4 2 0,020 © o
SSB0302 TiSiN 3 1.5 6 50 3 2 0,020 ©
MSB0302 TiSiN 3 1.5 6 50 4 2 0,020 ©
MSB0352 TiSiN 3.5 1.75 7 50 4 2 0,020 © E
MSB0402 TiSiN 4 2 8 50 4 2 0,020 © 8
SB0102 TiSiN 1 0.5 2 50 6 2 0,020 ©
SB0152 TiSiN 1.5 0.75 3 50 6 2 0,020 © ;
SB0202 TiSiN 2 1 4 50 6 2 0,020 © E
SB0252 TiSiN 2.5 1.25 5 50 6 2 0,020 © 5'
SB0302 TiSiN 3 1.5 6 50 6 2 0,020 © =
SB0352 TiSiN 3.5 1.75 7 50 6 2 0,020 ©
SB0402 TiSiN 4 2 8 50 6 2 0,020 © '5
SB0452 TiSiN 4.5 2.25 9 50 6 2 0,020 © §
"% SB0502TiSiN 5 2.5 10 50 6 2 0,020 © =
SB0552 TiSiN 5.5 2.75 1 50 6 2 0,020 ©
SB0602 TiSiN 6 3 12 50 6 2 0,040 © .
R\‘ _ﬂ,‘ SB0702 TiSiN 7 35 14 60 8 2 0,040 © E‘
i[: SB0802 TiSiN 8 4 16 60 8 2 0,080 © al
l SB0902 TiSiN 9 4.5 18 75 10 2 0,080 © x
SB1002 TiSiN 10 5 20 75 10 2 0,080 © o
SB1102 TiSiN 1 5.5 22 75 12 2 0,080 © g
SB1202 TiSiN 12 6 24 75 12 2 0,700 © kIJ
SB1402 TiSiN 14 7 28 100 16 2 0,240 © §
L SB1602 TiSiN 16 8 32 100 16 2 0,240 © e
SB1802 TiSiN 18 9 36 100 20 2 0,360 © w
SB2002 TiSiN 20 10 40 100 20 2 0,390 © ié
o
a
—y
5!
Application: B Recommend O suitable  x Not Recommend

Carbon steel, s High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy
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MULTI - FUNCTION END MILL SERIES - 2 FLUTES

REZKANJE

3 Multi - function end mill series - 2 flutes m m T
=
: 25 d
= =A
=
S
8 R Flute Full Shank
= Diameter Length Length Diameter Tip Angle Flutes §
» CDM d l L D A z é = PRICELISTon
8 . CDM060030 ALTiN 3 6 50 4 60° 2 0,020 ©
'é 8 CDM090030 ALTiN 3 6 50 4 90° 2 0,020 ©
‘E“ CDM120030 ALTiN 3 6 50 4 120° 2 0,080 ©
CDM060040 ALTIN 4 8 50 6 60° 2 0,020 ©
w CDM090040 ALTiN 4 8 50 6 90° 2 0,040 ©
)E CDM120040 ALTIN 4 8 50 6 120° 2 0,080 ©
E CDM060050 ALTiN 5 10 50 6 60° 2 0,020 ©
Co CDM090050 ALTiN 5 10 50 6 90° 2 0,050 ©
CDM120050 AITiN 5 10 50 6 120° 2 0160 ©
CDM060060 ALTIN 6 12 60 8 60° 2 0,020 ©
E CDM090060 ALTiN 6 12 60 8 90° 2 0,040 ©
8 CDM120060 ALTiN 6 12 60 8 120° 2 0150 ©
CDM060080 AlTiN 8 16 75 10 60° 2 0,020 ©
; CDM090080 ALTiIN 8 16 75 10 90° 2 0,040 ©
E CDM120080 ALTiN 8 16 75 10 120° 2 0140 ©
5' CDMO060100 ALTIN 10 20 75 12 60° 2 0,020 ©
= CDM090100 ALTiN 10 20 75 12 90° 2 0,040 ©
CDM120100 ALTiIN 10 20 75 12 120° 2 0150 ©
ls CDM060120 ALTiN 12 25 75 12 60° 2 0,020 ©
§ CDM090120 ALTiN 12 25 75 12 90° 2 0,090 ©
2 CDM120120 ALTiN 12 25 75 12 120° 2 0140 ©
CDMO060140 ALTIN 14 28 80 14 60° 2 0,020 ©
- CDM090140 ALTiN 14 28 80 14 90° 2 0,080 ©
E' A CDM120140 ALTiN 14 28 80 14 120° 2 0150 ©
g d CDM060160 ALTiN 16 32 100 16 60° 2 0,020 ©
& N CDM090160 ALTiN 16 32 100 16 90° 2 0,000 ©
CDM120160 ALTiN 16 32 100 16 120° 2 0140 ©
§ CDM060200 ALTiN 20 35 100 20 60° 2 0,020 ©
55 CDM090200 ALTiN 20 35 100 20 90° 2 0,080 ©
§ 1 CDM120200 ALTiN 20 35 100 20 120° 2 0140 ©
o B Centering ECOunter—shw‘ nking; Chamtering Grooving EndmiT1Ting
(@) H H H H H H
= L
60° X X
90°
120°
D
Application: B Recommend O sSuitable  x Not Recommend

Carbon steel, =Rl High-hardened

steel Stainless Copper Aluminun

Alloy steel steel alloy alloy

=
v}
=
N
o ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC

O u u (m| - = o - -
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SET _ SATZ BEISPIEL _ SET EXAMPLE

REZKANJE

-
3
=
=
5
—
= i (mm) S
' i {mm
Bl rrori-s0x ol L S 3
o (] z
SET PE TiISIN & 3
N°1 === PE0603 TiSIN 6 16 50 6 3 .
Art, SET PE 3T n°1 ms=xw PEQSO3 TiSiN 8 20 60 8 3 ° -
TiSiN 45° n°1 s PE1003 TiSIN 0 30 75 10 3 3.
n°1 s PE1203 TiSIN 2 2 5’ 12 3 gg
n°1 s PEO6O4 TiSIN 6 16 50 6 4 g~
Art. SET PE 4T n° 1 ms=aw PEQ8O4 TiSIN 8 20 60 8 4 . =
TiSiN 45° n°1 s PE1004 TiSIN 0 30 75 10 4
N°1 == PE1204 TiSIN 2 2 /5 12 4 w
&
N
=
o
=
(7]
N
(')
o
a
o
—
-
o
a
=
—
=
=
™~ '
(mm)
Bl rroFiI-BOX I~ .
SET MPE TiSIN a2 §
n° 10 ===~ MPEO103 TiSIN 1 3 50 4 3 =
N°10 ==~ MPEOIS3TISIN 1,5 4 50 4 3
#giﬁi;",“““ N°10 ===~ MPEO203TISIN 2 6 50 4 3 @
n°10 === MPEO303TISIN 3 8 50 4 3 .
n°10 === MPEO4O3TISIN 4 11 50 4 3 2
a
-
o
x
==
(@]
=
= =
(®]
=
—
[72]
[¥7)
O
o
N
o
—
o
.
B rroFI-BOX =
SET MSB TiSiN oz g
°10 me=sw MSBOTO2TISIN 1 05 2 50 & 2
n°10 me=sw MSBOIS2TiSIN 1,5 075 3 50 4 2
#{Stilfg's'f"” 21/S0 o 40 e MSBO202TISIN. 2 1 4 50 4 2 @
n°10 ===~ MSBO302TISIN 3 15 6 50 4 2
N°10 === MSBO4O2TISIN 4 2 8 50 4 2

REZ.DELI
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KODA
Bestell-Nr.
Order No.

A02-20033 (M2X3,3 T06)
A02-35082 (M3,5X8,2 T15)
A02-60120 (M6X12 T25)
A06-50088 (M5X8,8 T20)
A13-25042 (M2,5X4,2 TO8)
A13-25050 (M2,5X5 T08)
A13-30073 (M3X7,3 T08)
AKE 12,4

AS 0043 (M5X8,5 2,5)

AS 0044 (M6X10 3)
BFTX01604N (M1,6X4,2 T06)
BFTX0204N (M2X4,8 T06)
BFTX02206N (M2,2X5,6 T07)
BFTX02506N (M2,5X6,5 T08)
BFTX03584 (M3,5X8,6 T15)
BFTX0511N (M5X11,5 T20)
BFTX0615N (M6X15 T25)
BLO (M4X8,2 T15)

BL1 (M5X10 T20)

BL2 (M6X12,5 T25)

BL3 (M8X16 5)

BL4 (M8X20 5)

BL5 (M10X25 6)

BL6 (M10X30 6)

BL7 (M12X35 8)

BL8 (M12X40 8)

BL9 (M2,5X6,5 T07)

BL10 (M3X8,2 T09)

BL11 (M2X5,5 T06)

BTO5 (TORX 05)

BT06 (TORX 06)

BTO7 (TORX 07)

BTO08 (TORX 08)

BT09 (TORX 09)

BT15 (TORX 15)

BT20 (TORX 20)

BT25 (TORX 25)

BT25 IP (TORX PLUS 25)
CBH 08-10-12-16

CVB35 (M3,5X4 T15)
CVB45

CVB55 (M8X21 IP25)
CVB55 L (M8X21 4)

E1

G1(M5X6 2,5)

GBS1111 (M5X8 3,5)
GBS1111E

GBS1221 (M6X9 4,5)
GBS1221E

GBS-3E

GESL

VT40 SL (M&X5 T15)
VT50 BHM (M5X12 3)

GS1

HP11M

HP111E

HP1221

HP1321

HP2421

HP2421E

HP4751

K25

KP 1111 (ESAGONO 2,5)
KP 3111 (ESAGONO 3)

m NOVO _ NEWS _ NEUHEITEN

REZERVNI DELI _ ERSATZTEILE _ SPAREPARTS

KODA
Bestell-Nr.
Order No.

KVR 16

M6-16 (M6X16,2 5)
M8X5QC (M8X1X5 3)
MP1111

MP1221

MP1321

MP3111

P1

REO (M3X5 1,5)

RE1 (M3X6 1,5)

RE2 (M4X8 2)

RE3 (M5X8 2,5)

RE4 (M5X12 2,5)

RES5 (M8X12 &)

RE6 (M8X16 4)

RE7 (M8X20 4)

RE8 (M8X20 4)

RE9 (M3X4 1,5)

RE10 (M3X5 1,5)
RE11 (M2X4 0,89)
RP1111

RP1111E

RP1221

RP1321

RP3112

S12 NEW

S25 (M6X5,5 3)

S35 (M6X48,7 3)
SP1111 (M8X18,2 3)
SPM11E

SP1114 (M8X16,8 3)
SP1221 (M8X20,5 3)
SP1321 (M10X26,5 4)
SP3111 (M6X16,7 2,5)
SS1111 (M3,5%11 T15)
SS1114 (M3,5%7,2 T15)
$51221 (M4,5X12 T15)
$51751 (M2,5X6 T08)
$58831 (M3X7,3 T08)
T16 NEW

UP11M

UPT11ME

UP1221

UP1321

UP2421

UP2421E

UP5112

UP5321

UP5421

UP6211

UP71011

UP71011E

UP711M

Us1111

UST11E

Us1221

US1221E

Us231

US231E

US3431

US3450

USs4111

Us4221

US5511

KODA
Bestell-Nr.
Order No.

US6522
US6522E

US-3R

US-3L

USR-3E

V04-T0600

V04-T0800

V04-T1500

V04-T2000

V04-T2500

V1005 (M5X11 T20)
V1006 (M6X16,2 T20)
V11 (M3X8,2 T09)

V26 (M2,5X5,5 T07)

V27 (M2,5X6,5 T07)

V36 (M3,5X10 T15)

V41 (M4X11,7 T15)

VF4 (M4X8 T08)
VFS088 (M8X30)

VT16 (M1,6X3,2 T06)
VT1604 (M1,6X3,5 T05)
VT18 (M1,8X3,7 T06)
VT18 B (M1,8X3 T06)
VT20 (M2X4,8 T06)
VT20 B (M2X3,2 T06)
VT22 (M2,2X4,8 T07)
VT22 B (M2,2X4,5 T06)
VT24 (M2X3,8 T06)
VT25 (M2,5X5,5 T08)
VT25 B (M2,5X5 T08)
VT25 FLEXIMILL (M2,5X5,5 T08)
VT2530 (M2,5X4,5 T07)
VT2565 (M2,5%6,5 T08)
VT25 830 (M2,5X5,5 T08)
VT30 745 (M3X7,4 T09)
VT30 G (M3X7 T08)
VT35 (M3,5X8,6 T15)
VT35 S (M3,5X8,6 T15)
VT3511 (M3,5X11 T15)
VT40 (M&X9 T15)
VT4010 (M4X11,2 T15)
VT40 710 (M4X10,5 T15)
VT40 735 (M4X11,7 T15)
VT40 835 (M4X11,7 T15)
VT40 B (M4X8,3 T15)
VT40 FSB (M4X8 T15)
VT40QC (M4X0,7 3)
VT40-3E

VT40 R (M4X10 T15)
VT40 S (M4X11,5 T20)
VT45 (M4,5X10,5 T20)
VT50 (M5X11 T20)
VT.FB.030 (M8X30,5)
VT.FB.035 (M10X31)
VT.FB.STANDARD (M12X30 8)
VTX 3503 (M3,5X3,3 T09)
VTX 3504 (M3,5X4,2 T09)
VTX 405 (M&X5,2 T15)
VTX 408 (M4X7,8 T15)
ADPT G1/8-6

ADPT G1/8-8

CUTTING TOOLS
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SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ STRUZENJE MICR'?JI?OLS MOULDMILL MINIMILL REZKANJE

PLOSCICE
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PARAMETRI



REZKANJE

=
=
= ROL DRILL NICECUT
=
KODA KODA KODA
Bestell-Nr. Bestell-Nr. Bestell-Nr.
= Order No. Order No. Order No.
= Kljué 1,3 Klju€ 30194-002 CL-1S
g Kljug 1,5 Klju 30194-632 K-3
S Kljug 2,0 Kljug 30194-643 L-6
Klju€ 2,5 Klju€ 30194-644 L-12
" Kljug 3,0 VITE M4L70 L-13
o CAP SCREW CS 080-085 SL VITE M4L85 L-14
g - CAP SCREW CS 090-095 SL VITE M5L95 L-15
&~ CAP SCREW CS 100-115 SL VITE M5L100 L-18
= CAP SCREW CS 120-135 SL BUSSOLA OP-M8 M-1
CAP SCREW CS 140-155 SL BUSSOLA OP-M10 MA-1
w CAP SCREW CS 160-175 SL BUSSOLA OP-M12 N-4
E CAP SCREW CS 180-195 SL BUSSOLA OP-M16 N-5
2 CAP SCREW CS 200-215 SL ESTRATTORE TP-M8 N-6
5 CAP SCREW CS 220-235 SL ESTRATTORE TP-M12 N-7
CAP SCREW CS 240-255 SL
CAP SCREW CS 260-275 SL
CAP SCREW CS 280-295 SL
E CAP SCREW CS 300-315 SL
3 CAP SCREW CS 320-355 SL
CAP SCREW CS 360-395 SL
- CAP SCREW CS 400-445 SL
= CAP SCREW CS 450-500 SL
g Pin M2,5X4 SL
- Pin M3X6 SL
= Pin M4X8 SL
Pin M5X10 SL
Pin M6X12 SL
=
=
(U]
Ll
=
=
—
—
=
a
-
[=]
o
==
(@]
=
=5
(@)
=
—
[7,]
77 )
=
Q0
2]
o
—
o
=
S
N
['7]
o
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PARAMETRI PLOSCIC_ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

| REzKAMJE - N < v :
=
APMX 060210 MPH K400 P25-P40 M20-M40 K20-K40 =
fz 0,2-0,7 0,2-0,7 0,2-0,7
ap 0,2-0,6 0,2-0,6 0,2-0,6
e 110-200 90-160 120-230 3
APKT 060204 PDTR-K K400 P25-P40 M20-M40 K20-K40 %
fz 0,05-0,25 0,05-0,25 0,05-0,25 =
ap 0,5-2,5 0,52,5 0,52,5 =
VC 110-200 90-160 120-230 "
APKT 060204 PDER-S K300 P25-P40 M20-M40 K20-K40 g‘
fz 0,05-0,25 0,05-0,25 0,05-0,25 5 2‘
ap 0,5-2,5 0,5-2,5 0,5-2,5 S
e 110-200 90-160 120-230 =
APKT 060204 PDER-S  P200 P10-P20 K10-K20
fz 0,05-0,25 0,05-0,25 %
ap 0,5-2,5 0,5-2,5 N
VC 180-280 160-270 E
APKT 060204 PDER-S  P300 P30-P40 M30-M40
fz 0,05-0,25 0,05-0,25
ap 0,05-2,5 0,05-2,5
VC 110-180 90-160 E
APKT 060220 PDER-S  P200 P25-P40 M20-M40 K20-K40 8
fz 0,05-0,25 0,05-0,25 0,05-0,25
ap 0,5-2,5 0,5-2,5 0,5-2,5 E
VC 110-200 90-160 120-230 g
APKT 060220 PDER-S  P300 P10-P20 K10-K20 o
fz 0,05-0,25 0,05-0,25 2
ap 0,5-2,5 0,5-2,5
VC 180-280 160-270
APKT 060220 PDER-S K300 P30-P40 M30-M40 §
fz 0,05-0,25 0,05-0,25 (s
ap 0,05-2,5 0,05-2,5 =
VC 110-180 90-160
APKT 1003 PDR-M K400 P25-P40 M20-M40 K20-K40 .
fz 0,10-0,30 0,10-0,30 0,10-0,30 2
ap 0,1-4 0,1-4 0,1-4 -
vC 100-170 70-130 120-230 e
APKT 1003 PDER-S K300 P25-P40 M20-M40 K20-K40
fz 0,10-0,30 0,10-0,30 0,10-0,30 ¥
ap 0,1-4 0,1-4 0,1-4 g
VC 100-170 70-130 120-230 s
APKT 1003 PDER-S P200 P10-P20 K10-K20 @
fz 0,05-0,30 0,05-0,30
ap 0,1-4 01-4 =
vC 180-280 160-270 o
APKT 1003 PDER-S P300 P30-P40 M30-M40 g
fz 0,05-0,25 0,05-0,25
ap 01-4 01-4
VC 110-120 90-160
APKT 1003 PDFR-R 04 ALU K15 K10-K15 ;:
fz 0,10-0,40 §
4 ap 0,1-0,7 x
it vC 200-700
APKT 1604 PDR-M K400 P25-P40 M20-M40 K20-K40 5
fz 0,10-0,30 0,10-0,30 0,10-0,30 §
ap 0,17 0,17 0,17 w
vC 100-170 70-130 120-230

2025 &ROL m
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PARAMETRI PLOSCIC_ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

: BT e
s
E APKT 1604 PDER-S K300 P25-P40 M20-M40 K20-K40
fz 0,10-0,30 0,10-0,30 0,10-0,30
y ap 0,17 0,17 0,1-7
= VC 100-170 70-130 120-230
a APKT 1604 PDER-S P200 P10-P20 K10-K20
3 fz 0,05-0,20 0,05-0,20
. ap 0,1-7 0,1-7
" VC 180-280 160-270
§ | APKT 1604 PDER-S P300 P30-P40 M30-M40
52 fz 0,05-0,25 0,05-0,25
S ap 0,17 0,17
= vC 110-120 90-160
" APKT 1604 PDFR-R04 ALU K15 K10-K15
= fz 0,10-0,40
E ap 0,1-1,2
= vC 200-700
K15 K10-K15
fz 0,10-0,40
ap 0,1-11,2
b vC 200700
3 APPT 100308 PDSR-MM K400 P25-P40 M20-M40 K20-K40
fz 0,10-0,30 0,10-0,30 0,10-0,30
o ap 0,1-4 0,1-4 0,1-4
a VC 100-170 70-130 120-230
g APPT 160408 PDSR-MM K400 P25-P40 M20-M40 K20-K40
= fz 0,10-0,30 0,10-0,30 0,10-0,30
ap 0,17 0,1-7 0,17
_ VC 100-170 70-130 120-230
2 APHX 1003 FR-ALU K15 K10-K15
o fz 0,10-0,20
= ap 01-4
vC 200-700
B APHX 1604 FR-ALU K15 K10-K15
E‘ fz 0,10-0,20
o ap 0,1-8
2 VC 200-700
APHX 1604 PDR-ALU K15 K10-K15
§ fz 0,10-0,20
T ap 01-8
s VC 200-700
@ APHT 100304 P25 P25
fz 0,07-0,15
g ap 0,1-4
18 VC 70-200
2 APHT 100304 TIN P20-P40 M20-M40
fz 0,07-0,18 0,07-0,18
ap 0,1-4 0,1-4
. VC 120-250 80-200
3 APHT 100304 TIALN  P20-P25 M20-M35 K20-K30
§ fz 0,07-0,20 0,07-0,20 0,07-0,20
&« ap 0,5-4 0,5-4 0,5-4
VC 110-220 70-130 120-230
5 APHT 1604 PDR P25 P25
S fz 0,10-0,18
& ap 0,1-7
VC 70-200
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

| RezkANE > QUM < v [ s [N
=
APHT 1604 PDR TIN P20-P40 M20-M40 =
fz 0,10-0,20 0,08-0,18
ap 0,1-7 0,17 .
VC 110-220 70-130 §
APHT 1604 PDR TIALN P20-P25 M20-M35 K20-K30 g
fz 0,05-0,20 0,05-0,20 0,05-0,20 3
ap 0,57 0,57 0,57 =
VC 120-280 80-200 120-230 -
CCMT 0602 02/04 K400 P10-P30 M10-M25 K10-K20 g' |
fz 0,07-0,17 0,06-0,14 0,06-0,15 52
ap 0318 0,314 0318 S
vC 120-250 80-220 120-230 =~
CCMT 09T3 04/08 K400 P10-P30 M10-M25 K10-K20 .
fz 0,09-0,20 0,08-0,26 0,08-0,20 =
ap 0,3-2,5 0,32 0,3-2,5 N
VC 120-250 80-220 120-230 E
CCMT 1204 04/08 K400 P10-P30 M10-M25 K10-K20
fz 0,18-0,45 0,18-0,35 0,15-0,50
ap 0,5-4 0,5-4 0,5-5
e 120-250 80-220 120-230 b
CPMT 05T104 K300 P15-P30 M20-M35 K15-K30 8
— fz 0,15-0,4 0,15-0,4 0,15-0,4
& ' ap 0,1-3,5 0,1-3,5 0,1-3,5 o
‘ ‘ VC 130-220 100-160 120-180 a
CPMT 05T102/04 EN-PS  P200 P10-P20 K10-K20 g
aa fz 0,15-0,4 0,15-0,4 =
* ' ap 0,1-3,5 0,1-3,5
: ‘ e 150-250 150-230 _
CPMT 05T1 02/04 EN-PM1 K400 P20-P35 M15-M30 K15-K25 3
— fz 015-0,4 015-0,4 015-0,4 o
‘, ' ap 0,1-3,5 0,1-3,5 01-3,5 =
‘ ‘ VC 130-220 100-160 120-180
LNEX 1006 K15 K10-K20 I
— fz 0,05-0,20 =
f‘é% ap 0/1-4 |
. vC 250-400 2
LNEX 1510 K15 K10-K20
e fz 0,05-0,20 §
ap 0,1-6 z
VC 250-400 =
K400 P25-P40 M20-M40 K20-K40 @
fz 0,10-0,30 0,10-0,30 0,10-0,30
ap 0,1-4 01-4 0,1-4 =]
e 110-200 90-160 120-230 a
LNKX 1510 K400 P25-P40 M20-M40 K20-K40 E
— fz 0,10-0,30 0,10-0,30 0,10-0,30
5 ap 0,1-6 0,1-6 0,1-6
VC 110-220 90-160 120-200 _
LNMX 1006 K300 P25-P40 M20-M40 K20-K40 °§?
— fz 0,10-0,30 0,10-0,30 0,10-0,30 N
S ap 0,1-4 01-4 0,1-4 =
VC 110-200 90-160 120-230
LNMX 1006 P200 P10-P20 K10-K20 5
— fz 0,05-0,20 0,10-0,25 N
5 ap 0,1-4 0,1-4 o
VC 100-220 120-220
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

B RezamE > BN < v s E
2
=
= LNMX 1006 P300 P30-P40 M30-M40
= — fz 0,05-0,25 0,05-0,20
S ap 0,1-4 0,1-4
o vC 100-170 60-130
E LNMX 1510 K300 P25-P40 M20-M40 K20-K40
= — fz 0,10-0,30 0,10-0,30 0,10-0,30
" vC 110-220 90-160 120-200
-
S LNMX 1510 P200 P10-P20 K10-K20
—
'é o e — fz 0,05-0,20 0,05-0,25
'-EJ S ap 0,1-6 0,1-6
vC 110-220 110-220
w LNMX 1510 P300 P30-P40 M30-M40
= . fz 0,08-0,25 0,08-0,25
‘N
z ap 0,1-6 0,1-6
& vC 100-170 60-130
ONMU 1205 ANN K300 P25-P40 M20-M40 K20-K40
fz 0,05-0,25 0,05-0,25 0,05-0,25
N e ap 0,5-2,5 0,5-2,5 0,5-2,5
= VC 110-220 90-160 120-200
o
ONMU 1205 ANN P200 P10-P20 K10-K20
- fz 0,05-0,25 0,05-0,25
g e ap 0,5-2,5 0,5-2,5
5 vC 180-280 160-270
2 ONMU 1205 ANN P300 P30-P40 M30-M40
fz 0,05-0,25 0,05-0,25
e ap 0,5-2,5 0,5-2,5
'é vC 110-190 90-170
v] RDHT 0501 MOF ALU K15 K05-K10
= fz 0,21
ap 0,5-2
- VC 100-350
& RDKW 0501 MOS-MP i i i
g RDKW 0702 MOS-MP K400 P15-P35 M30-M40 K10-K30
& fz 0,11-0,22 0,08-0,18 0,11-0,22
. @ ap 0,3-3 0,33 0,3-3
S VC 180-300 100-150 220-300
S RDHT 0702 MOF ALU K15 K05-K10
=
5 fz 0,2-1
ap 0,5-3
" vC 100-350
S RDHT 1003 MOF ALU K15 K05-K10
'8 fz 0,2-1
—
= ap 1-3,5
VC 100-350
RDKW 1003 MOS-MP
_ K400 P15-P35 M30-M40 K10-K30
= RDKW 12T3 MOS-MP
g fz 0,11-0,22 0,08-0,18 0,11-0,22
3 é ap 1-6 1-6 1-6
vC 180-300 100-150 220-300
= RDHT 12T3 MOF ALU K15 K05-K10
L
a fz 0,2-1
N
o ap 14
vC 100-350

CUTTING TOOLS
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

| RezkanE  » RN < v [ s A NEF
E
RDHT 1604 MOF ALU K15 K05-K10 =
fz 0,2-1 =
ap 1-5
VC 100-350 =
RDKW 1604MOS-MP K400 P15-P35 M30-M&0 K10-K30 =
fz 0,11-0,22 0,08-0,18 0,11-0,22 g’
é ap 1-8 1-8 1-8 =
vC 180-300 100-150 220-300
SCMT 060204 K400  PI5-P30 M20-M35 K15-K30 2
fz 0,05-2 0,05-2 0,05-2 ez
O x
B ap 01-2 01-2 01-2 &
— VC 100-240 130-220 120-200 =
SCMT 060204 K400 P15-P30 M20-M35 K15-K30
f 0,05-2 0,05-2 0,05-2 =
W
-- -- - = N
vC 100-240 130-220 120-200 E
SCMT 09T308 K400 P10-P30 M10-M25 K10-K20 @
fz 0,18-0,45 0,20-0,40 0,15-0,50
ap 0,5-3,2 0,5-3,2 0,5-4
VC 120-250 80-220 120-230 E
SCMT 120408 K400 P10-P30 M10-M25 K10-K20 g
fz 0,13-0,30 0,20-0,40 0,15-0,50
ap 1-5 1-5 1-5 =
VC 120-250 110-170 120-230 =
SDMT 1205 PDR.69 P25/P40 P25 s
fz 0,07-0,20 2
ap 01-8,8
VC 70-200
SDMT 1205 PDR.69 TIN P20-P40 M20-M40 'é
fz 0,10-0,25 0,07-0,20 v]
ap 0,1-8,8 01-5,3 =
vC 120-280 80-200
SDMT 1205 PDR.69 TIALN P20-P35 M20-M35 K20-K30 .
fz 0,10-0,30 0,10-0,30 0,10-0,30 =
ap 1-5 1-5 1-5 -
Ve 110-220 70-130 120-230 e
SEEX 12T408 TiN TiN P25-P40 M20-M40 K20-K40
. fz 0,08-0,15 0,08-0,15 0,08-0,15 =
ap 0,52,5 0,52,5 0,52,5 g
VC 80-150 80-150 80-150 s
SEHT 1313 K300 P25-P40 M20-M40 K20-K40 )
N fz 0,10-0,30 0,05-0,25 0,10-0,30
ap 0,5-5 0,5-5 0,5-5 g
VC 110-220 90-160 120-200 "
SEHT 1373 P200 P25-P40 K10-K20 =
X fz 0,08-0,30 0,05-0,30
ap 01-5 01-5
VC 170-250 160-260 _
SEHT 13T3 P300 P30-P40 M30-M40 &
< fz 0,05-0,30 0,01-0,30 %
e | ap 0,5-5 0,1-5 =
VC 110-190 80-150
SEHX 13T03 ALU K15 N10-N20 3
fz 0,10-0,30 ;
ap 0,1-3 &
vC 200-350

CUTTING TOOLS

PARAMETRI
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MICRI;)JLOOLS MOULDMILL MINIMILL REZKANJE

STRUZENJE

PLOSCICE SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ

REZKARJI

REZ.DELI

&
=
(1}
=
<
g
o

PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

SEHX 1204 ALU
SEKR 1203 AFTN

SDHT 1204 AFTN
SEKT 1204 AFTN

SNEX 1206 ANN MA ALU
a

SNHX 1102/03 T

SNHX 1102/03 T

SNHX 1203/05 T

SNHX 1203/05 T

SNHX 1102/03 T
SNHX 1203/05 T

SNHX 1102/03 ALU
SNHX 1203/05 ALU

SNMU 1206 ANER
SNMU 1206 ANER

SNMU 1206 ANER

K15
fz

ap
\'e
K400
fz

ap
VC

K400

fz
ap
VC
K15
fz

\'e
P25
fz
ap
VC
TIN
fz
ap
VvC
P25
fz
ap
VvC
TIN
fz
ap
VC

TIALN

fz

ap
vC

K15

fz

ap
VC
K300
fz

ap
VC
P200
fz

ap
VC
P300
fz

ap
VC

ooLs

P15-P40
0,15-0,36
0,5-5
130-240

P25-P40

0,10-0,16
0,5-5
130-240

P25
0,05-0;11
0,1-11
70-90
P20-P40
0,06-0,15
01-11
140-160
P25
0,05-0;11
0,1-12
70-90
P20-P40
0,06-0,15
0,1-12
140-160

P25-P40

0,08-0,15

120-200

P25-P40
0,05-0,25
0,5-5
110-220
P10-P20
0,05-0,25
0,5-5
190-290
P30-P40
0,05-0,25
0,5-5
110-190

@X 5NGQL 2025

M15-M35
0,12-0,26
0,5-5
70-170

M20-M40

0,10-0,13
0,5-5
70-170

M20-M40
0,05-0,1
0111
90-120

M20-M40
0,05-0,1
0,1-12
90-120

M20-M40

0,08-0,15

70-130

M20-M40
0,05-0,25
0,5-5
90-160

M30-M40
0,05-0,25
0,5-5
90-170

K10-K20
0,10-0,30
0,13
200-350
K10-K50
0,15-0,41
0,5-7
100-200
K20-K40
0,10-0,15
0,5-5
100-200
K10-K20
0,10-0,30
0,1-3
200-350
K20-K40
0,08-0,15
130-210
K10-K15
0,08-0,15
200-500
K20-K&0
0,05-0,25
0,5-5
120-200
K10-K20
0,05-0,25
0,5-5
200-300




PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

| RezkAME > N < v :
=
SNMX 1206 ANN1 K300 P25-P40 M20-M40 K20-K40 =
—_— fz 0,10-0,30 0,05-0,25 0,10-0,30
g‘ ap 0,5-5 0,5-5 0,5-5 |
VC 110-220 90-160 120-200 §
SNMX 1206 ANN1 P200 P25-P40 K20-K40 a
- fz 0,05-0,25 0,05-0,20 3
-~ ap 0,5-5 0,5-5 =
=% Ve 180-280 160-270 "
SNMX 1206 ANN1 P300 P30-P40 M20-M40 g’ .
— fz 0,05-0,25 0,05-0,25 G2
-~ ap 0,5-5 0,5-5 S
= Ve 110-190 70-170 =
SNKX 1206 ANN1 K400 P25-P40 M20-M40 K20-K40 .
fz 0,08-0,12 0,06-0,2 0,12-0,35 =
° ap 0,12-6 0,12-6 0,12-6 'y
VC 110200 70-150 120-200 E
SPGT 060304 ALU K15 K10-K15
fz 0,10-0,20
ap 0,5-2,0
Ve 200-700 o
SPGT 09T308 ALU K15 K10-K15 8
fz 0,10-0,20
ap 0,5-2,0 o
Ve 200-700 a
SPGT 120408 ALU K15 K10-K15 g
fz 0,10-0,20 =
ap 0,5-5,0
e 200-700 .
SPMT 060304 K400 P15-P40 M15-M35 K10-K50 =
fz 0,05-0,10 0,05-0,08 0,05-0,12 o
ap 0,3-3 0,3-3 0,3-3 =
VC 130-240 70-170 110-220
SPMT 097308 K400 P15-P40 M15-M35 K10-K50 B
fz 0,08-0,20 0,08-0,20 0,05-0,20 -
ap 0,5-4 0,5-4 0,5-4 g
VC 130-240 70-170 110-220 &
SPMT 120408 K400 P15-P40 M15-M35 K10-K50
fz 0,08-0,20 0,08-0,20 0,11-0,25 S
ap 0,5-6 0,5-6 0,5-6 g
VC 130-240 70-170 110-220 =
TCGX 163504 K400 P10-P30 M10-M25 K10-K20 @
fz 0,08-0,15 0,08-0,15 0,08-0,15
ap 17,5 17,5 17,5 =]
e 30-70 30-50 70-90 A
TCMT 080204 K400 P10-P30 M10-M25 K10-K20 2
fz 0,03-0,15 0,03-0,15 0,03-0,15
ap 0,1-1,0 0,1-1,0 0,1-1,0
VC 80-150 60-130 100-160 _
TCMT 1102 02/04 K400 P10-P30 M10-M25 K10-K20 3
fz 0,08-0,17 0,06-0,16 0,06-0,15 §
ap 0,3-1,8 0,314 0,3-1,8 =
e 100-200 80-170 120-230
TCMT 16T3 04/08 K400 P10-P30 M10-M25 K10-K20 3
fz 0,10-0,20 0,08-0,16 0,08-0,18 2
ap 0,3-2,5 0,3-2 0,3-2,5 &
VC 120-250 80-170 120-230

2025 &ROL m

CUTTING TOOLS

PARAMETRI



PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

B REzkAME - RN < v
=
= TCEX 131302 K400 P10-P30 M10-M25 K10-K20
fz 0,08-0,15 0,08-0,15 0,08-0,15
. Q ap 1-5,5 1-5,5 1-5,5
= AN e 3070 30-50 70-90
§ TCMX 16T3/08 ZR TIN/TIALN  P25-P40 M20-M40 K20-K40
! \ fz 0,02-0,04 0,02-0,04 0,02-0,04
o ap 0,5-1,5 0,5-1,5 0,5-1,5
v 4 ' vC 30-70 30-50 50-90
§ . WNEU 040304/08 K300 P25-P40 M20-M40 K20-K40
o . fz 0,10-0,30 0,10-0,30 0,10-0,30
§ @ ap 0,5-3,5 0,5-3,5 0,5-3,5
vC 110-200 50-120 120-200
w WNEU 040304/08 P200 P10-P20 K10-K20
g _ fz 0,10-0,30 0,10-0,30
2 é ap 0,5-3,5 0,5-3,5
7 vC 110-220 110-220
WNEU 040304/08 P300 P25-P40 M30-M40
; fz 0,10-0,30 0,10-0,30
N @ ap 0,5-3,5 0,5-3,5
§ Ve 110-200 60-130
WNEU 080608/12 K300 P25-P40 M20-M40 K20-K40
- fz 0,10-0,30 0,10-0,30 0,10-0,30
Z ap 0,5-6 0,5-6 0,5-6
E vC 110-200 50-120 120-200
2 WNEU 080608/12 P200 P10-P20 K10-k20
fz 0,10-0,30 0,10-0,30
ap 0,5-6 0,5-6
§ vC 110-220 110-220
s} WNEU 080608/12 P300 P30-P40 M30-M40
= fz 0,10-0,30 0,10-0,30
ap 0,5-6 0,5-6
. vC 100-170 60-130
E WNEU 080608 K400 P25-P40 M20-M40 K20-K40
2 fz 0,10-0,30 0,10-0,30 0,10-0,30
= ap 0,5-6 0,5-6 0,5-6
. vC 110-200 50-120 120-200
= WNMU 080608-MB K400 P25-P40 M20-M40 K20-K40
S fz 0,10-0,30 0,10-0,30 0,10-0,30
= ap 0,5-6 0,5-6 0,5-6
@ Ve 110-200 50-120 120-200
" WNEX 080608 ALU K15 K10-K20
S A fz 0,10-0,30
’§ @'; ap 0,5-6
= VC 300-500
XNEX 080610-HF K400 M20-M40
fz 0,40-1,00
n'? ‘ ap 0,30
g VC 14171
= XECX 32T3 TIN P10-P40 K10-K40
- @ fz 0,06-0,12 0,05-0,25
L
g ap 0,05-3,00 0,05-3,00
. vC 120-160 500-1800

CUTTING TOOLS
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

| sTRUZEME > QRN < v | :
=
CCGT 030102 - FN K400 P20-P35 M10-M25 K10-K20 g
a f 0,03-0,15 0,03-0,15 0,03-0,15
vC 100-190 70-90 120-200 o
CCGT 0602 02/04 ALU =
CCGT 0973 02/04/08 ALU K15 (lTah2e g‘
CCGT 1204 02/04/08 ALU =
f 0,05-0,20
5 | ﬂ
VC 160-250 ,8 -
CCMT 0602 02/04 K400 P10-P30 M10-M25 K10-K20 e 2
f 0,07-0,17 0,06-0,14 0,06-0,15 ‘é
vC 120-250 80-220 120-230 w
CCMT 09T3 04/08 K400 P10-P30 M10-M25 K10-K20 =
f 0,09-0,20 0,08-0,26 0,08-0,20 E
vC 120-250 80-220 120-230
CCMT 1204 04/08 K400 P10-P30 M10-M25 K10-K20
f 0,18-0,45 0,18-0,35 0,15-0,50
VC 120-250 80-220 120-230 g
CPGT 05T1 02-04
CDGT 0401 01/02/04 N-ALU K15 Kio-Ks -
f 0,03-0,12 =
_ . a
=
E vC 160-250 2’
CDGT 0401 02/04 FN K400 P20-P35 M15-M30 K15-K25
f 0,03-0,15 0,03-0,15 0,03-0,15
=
6 vC 110-190 70-90 120-200 §
DCGT 04T002 FN-ALU K15 K10-K15 =
f 0,02-0,15 =
VC 160-250 »
DCGT 04T002 EN-PM1 K400 P20-P35 M15-M30 K15-K25 2
ﬁ f 0,05-0,20 0,05-0,20 0,05-0,20 2
- - - — o
x
vC 100-190 70-90 120-200
DCGT 0702 02/04 K15 K10-K20 w
f 0,08-0,20 S
Ve 160-250 E
DCGT 11T302 04/08 K15 K10-K20 @
f 0,10-0,25
Ve 160-250 B
DCMT 0702 02/04 K400 P10-P30 M10-M25 K10-K20 g
f 0,07-0,17 0,06-0,14 0,06-0,15
vC 120-250 80-220 120-230
DCMT 1173 02/04/08 K400 P10-P30 M10-M25 K10-K20 =
f 0,18-0,45 0,18-0,35 0,15-0,55 g
VC 120-250 80-220 120-230
Rt
f 0,10-0,25 E
- —_— -4
vC 160-250

CUTTING TOOLS
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

-
=
- BEBEETTEEE
E SCMT 09T308 K400 P10-P30 M10-M25 K10-K20
f 0,18-0,45 0,20-0,40 0,15-0,50
o vC 120-250 80-220 120-230
= SCMT 120408 RK400  P10-P30 M10-M25 K10-K20
= f 0,13-0,30 0,20-0,40 0,15-0,50
o
vC 120-250 110-170 120-230
(7]
] TCGT 1102 02/04 i
S TCGT 16T3 04/08 K15 K10-k20
=
g =) £ 0,10-0,25
VC 160-250
- TCMT 1102 02/04 K400 P10-P30 M10-M25 K10-K20
= f 0,08-0,17 0,06-0,16 0,06-0,15
)g _— . . .
= vC 120-250 80-220 120-230
TCMT 1673 04/08 K400 P10-P30 M10-M25 K10-K20
f 0,10-0,20 0,08-0,16 0,08-0,18
N vC 120-250 80-220 120-210
= VBMT 110304 K400 P10-P30 M10-M25 K10-K20
© f 0,07-0,17 0,06-0,14 0,06-0,15
2 vC 120-250 80-220 120-230
E VBMT 1604 04/08 K400 P10-P30 M10-M25 K10-K20
= f 0,16-0,30 0,16-0,30 0,14-0,40
vC 120-250 80-220 120-230
VCGT 0501 02 FN-ALU )
5 VCGT 0702 01/02/04 FN-ALU K1° s
s} f 0,02-0,15
= - -
VC 160-250
VCGT 0501 01/02 ) i )
. VCMT 0702 02/04 K400 P20-P35 M15-M30 K15-K25
& f 0,05-0,20 0,05-0,20 0,05-0,20
" S =
vC 100-190 70-90 120-200
VCGT 1103 02/04/08
= VCGT 1604 04/08 K15 K10-K20
=
S f 0,10-0,25
- ﬁ =~ -
— o
o VC 160-250
VCMT 110304 K400 P20-P35 M15-M30 K15-K25
w] - f 0,05-0,20 0,05-0,20 0,05-0,20
2 4 vC 100-190 70-90 120-200
VCMT 1604 04/08 K400 P10-P30 M10-M25 K10-K20
’ f 0,09-0,25 0,08-0,20 0,08-0,25
= VC 120-200 80-100 120-200
g WCGT 0201 01/02 FN-ALU K15 K10-K30
E f 0,03-0,15
vC 160-250
= WCMT 0201 02/04 X55 P10-P30 M20-M40 K10-K20
N f 0,05-0,20 0,05-0,20 0,05-0,20
I - TR
VC 100-190 70-90 120-200

CUTTING TOOLS
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PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

SEEX 12T408

=

"
XPMT 042004 ALU
XPMT 052804 ALU
XPMT 063306 ALU
XPMT 074006 ALU
XPMT 094508 ALU
XPMT 125812 ALU
XPMT 156812 ALU

XPMT 042004
XPMT 052804
XPMT 063306
XPMT 074006
XPMT 094508
XPMT 125812

XPMT 156812

=

XPMT 042004
XPMT 052804
XPMT 063306
XPMT 074006
XPMT 094508
XPMT 125812

XPMT 156812

-]

WCHX 040102FN-BAL LW610
WCHX 040104FN-BAL LW610
WCHX 05T102FN-BAL LW610
WCHX 05T104FN-BAL LW610
WCHX 060202FN-BAL LW610
WCHX 060204FN-BAL LW610
WCHX 070304FN-BAL LW610
WCHX 070308FN-BAL LW610
WCHX 090304FN-BAL LW610
WCHX 090308FN-BAL LW610
WCHX 10T304FN-BAL LW610
WCHX 10T308FN-BAL LW610
WCHX 130508FN-BAL LW610

TIN
f

vC

K15

fz

ap
vC

K300

fz

ap
vC

P300

fz

ap
vC

K15

fz

ap
vC

P25-P40
0,02-0,05

40-80

P10-P25

0,06-0,15

170-220

P10-P30

0,06-0,15

150-200

M20-M40
0,02-0,05

40-50

M20-M35

0,06-0,15

140-190

K20-K40

0,02-0,05

40-80

K10-K30

0,06-0,2

200-250

K10-K30

0,06-0,2

180-230

K10-K20

0,01-0,15

120-340

K10-K20

0,01-0,13

120-230

2025
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M'CRI;)OTLOO"S MOULDMILL  MINIMILL  REZKANJE

STRUZENJE

PLOSCICE SLIM CHUCK ROL DRILL NICECUT MULTIDRILL ODREZ
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PARAMETRI



PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

REZKANJE

MINIMILL

WCHX 040102EN-BFM LCP25T
WCHX 040104EN-BFM LCP25T
WCHX 05T102EN-BFM LCP25T
WCHX 05T104EN-BFM LCP25T
WCHX 060202EN-BFM LCP25T
WCHX 060204EN-BFM LCP25T
WCHX 070304EN-BFM LCP25T K400 P25-P40 M20-M40 K20-K40
WCHX 070308EN-BFM LCP25T
WCHX 090304EN-BFM LCP25T
WCHX 090308EN-BFM LCP25T
WCHX 10T304EN-BFM LCP25T
WCHX 10T308EN-BFM LCP25T
WCHX 130508EN-BFM LCP25T

MOULDMILL

MICROTOOLS
ROL

L

E fz 0,01-0,13 0,01-0,13 0,01-0,13

"3 VC 130-240 90-160 120-180
WCHX 040102EN-BFM
WCHX 040104EN-BFM LCM45T

~ WCHX 05T102EN-BFM LCM45T

& WCHX 05T104EN-BFM LCM45T

8 WCHX 060202EN-BFM LCM45T
WCHX 060204EN-BFM LCM45T

E' WCHX 070304EN-BFM LCM45T P300 P30-P40 M30-M40

09: WCHX 070308EN-BFM LCM45T

g WCHX 090304EN-BFM LCM45T

= WCHX 090308EN-BFM LCM45T
WCHX 10T304EN-BFM LCM45T

- WCHX 10T308EN-BFM LCM45T

3 WCHX 130508EN-BFM LCM45T

W

‘é fz 0,01-0,13 0,01-0,13

= ap
VC 70-150 50-150

o

[

(=]

-

[=]

o

e

(&)

=

=5

(S

=

—

(V2]

d

(&)

s

172}

o

—

a

z

<<

==

N

'V}

o

|

L

(=]

N

(-4

CUTTING TOOLS
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ODREZ

GELCGS...
GELCGD...

CDGW 040101 FN CVD 2P

DCGW 04T001 FN CVD 2P

VCGW 050101 FN CVD 2P

WCGW 020101 FN CVD 3P

CDGW 040101 H65-2C
O

DCGW 04T001 H65-2C

VCGW 050101 H65-2C

WCGW 020101 H65-3C

e

PARAMETRI PLOSCIC _ SCHNITTDATEN _ CUTTING CONDITION

K300 VC
P300 VC
K15X VC
fz
PKD
fz
ap
VC
PKD
fz
ap
vC
PKD
fz
ap
VC
PKD
fz
ap
VvC
CBN
fz
ap
VC
CBN
fz
ap
vC
CBN
fz
ap
VC
CBN
fz
ap
VC

P K
P25-P40 M20-M40 K20-K40
120-220 180-200

130-150
0,04-0,18 0,04-0,16 0,04-0,18

N S H
K10-K15
200-300
0,04-0,26
X
0,005 - 0,15
2
20 - 600
X
0,005 - 0,15
2
20 - 600
X
0,005 - 0,15
2
20 - 600
X
0,005 - 0,15
2
20 - 600
X
0,01-0,15
2
80 - 250
X
0,01 - 0,15
2
80 - 250
X
0,01 - 0,15
2
80 - 250
X
0,01 -0,15
2
80 - 250
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VAS ZANESLJIV PARTNER

ZA NAPREDNO OBDELAVO
KOVIN

Vrhunska kakovost, natancnost in strokovna podpora na vsakem koraku.

Vrhunska industrijska rezalna orodja

,@ Razvoj tehnologije in CNC podpora

Hitra dobava in tehnicno svetovanje

ROL d.o.o. q RO L
Sevlje 11

4227 Selca

T:+386 4 620 9803

E: info@rol-tools.com

W: www.rol-tools.com

—_ROLU
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