TBEPZIOCN/ABHBIN MHCTPYMEHT
SULID CARBIDE CUTTING TOOLS
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0 KOMNAHUU UMT

UMT - 370 coBpeMeHHas KOMMNaHWs Mo NPou3BoOACTBY
PEXYLLEro MHCTPYMEHTA, PAacroNoXeHHas Ha TepPPUTOPUM
bonrapuu. lpoekTrpoBaHMe NPOLLECCOB BK/IHOYAET B

cebs HosenLwee 06opyAoBaHye U
NPOW3BOACTBEHHbBIE KOHLENLWH,
nossonsiolme komnanum UMT
YA0BNETBOPUTL LLNPOKII CNEKTP
MPOMBbILLNEHHBIX HYXA. Komnanns UMT
MPUAEPXKMBAETCS CTaHAAPTOB KavecTBa g
cornacHo IS0 9001:2015 v ropauTcs ) [_
HaZeXHOCTbI0, ONEePaTUBHOCTHLIO U

OTBETCTBEHHOCTbIO BLINOSHEHWS paboT.
KomnaHust UMT nprobpena cBol onbIT Ha
Pa3INYHbIX MEXAYHAPOAHbIX 1 IOKabHbIX
pblHKax, obecneyrBas bonbLLO Crpoc
noTpebHOCTEN B TBEPAOCN/IABHOM MHCTPYMEHTE
CTaHAAPTHbIX M CELManbHbIX NO3NLUIA.

NPOU3BOACTBEHHbLIN
NOTEHUWUAN KOMMAHUU UMT

Komnanms UMT pacnonaraeT nepegoBbiM
MapKOM CTaHKOB, 4TO NMO3BOJISIET NPOVU3BOANTD
UCK/THYNTENIBHO KaYeCTBEHHDIN PEXYLLMIA
MHCTPYMeHT. [lnsi NpeLmsnoHHOro TOpLEBOro
wndoaHns 1 06paboTKM KaHaBOK,
KOMMaHWs 1CnoNb3yeT psif HOBENLIMX
wnncoBanbHbIX cTaHkos YIMTY WALTER

1 ANCA, a gns wnndoBKY LAMHAPOB -
umnnHapownmdoBanbHble cTaHku YITY
ROLLOMATIC n REINECKER.

KomnaHus UMT npuMeHsieT pasnnyHble

PVD nokpbiTsi nocnegHero noKoneHus, YTo
pocturaetca bnarofaps MCnob30BaHUID
BbICOKOKAYECTBEHHOW CUCTEMBbI NMOKPbITUN
PLATIT. EcTb cobcTBEHHBIN 6peHa
MHOTOC/TOMHBIX HAHOKOMMO3UTHBIX
NOKPbITUIA UMeHyeMbIx nanoTEC, nanoTEC2
1 nanoTEC3, obecneyrBaroLLmX OTANYHbIE KAYECTBA B MjlaHe
TBEPLOCTU, U3HOCOCTOMKOCTY M TENSIOCTOMKOCTH, @ TAKXKE
COMPOTUBIEHNSI TPEHUIO 1 CKOJIOB.

[lns npoBefeHNs 3aMepoB, TEXHWYECKOTO KOHTPONSA U

0cMOTpa npogyKumm ncnonbayetcs obopyaosaHne WALTER
HELICHECK PRO 1 ALICONA, a Tak)Xe pa3fiiMyHble MUKPOCKONMbI
1 06opyaoBaHue 41t USMEPEHNI, BKITHOYAs TPEXMEPHOE
ONTUYECKOE 1 MUKPO-CKAHNPOBaHWE, YTO JaeT
BO3MOXXHOCTb NPOM3BECTM 3aMephbl Ha NBOM
PeXYLLEM VHCTPYMEeHTe B Ntloboe BpeMs paboThl.

HenpeBssoiigeHHble 3D-nporpamMHble NPOAYKTHI
HELITRONIC TOOL STUDIO (npemoctasnen
WALTER Machinenbau) n ToolRoom
(npenoctasneq ANCA) n3nonb3ylotca B npouecce
[Au3aitHa 1 npo3eopcTsea. [porpaMmHoe
obecreyeHne No3BOSISIET NPOBOAMTL NMPAKTUYECKM
HEeorpaHu1YeHHbIE TECTMPOBAHMS, KOPPEKTUPOBKM
11 BUpTYyasibHOE NPEACTaBMEHE BCErO NpoLecca
3aTOYKM, ;0 MOMEHTA Ha4asia MPoV3BO/ACTRA,
BKJ/IK0Yasl HE3aMeIMTENbHbINA CTapT
MPOV3BOACTBEHHOIO LKA,

THE UMT COMPANY

UMT is a modern cutting tool-making company situated in
Bulgaria. The design of its processes incorporates the newest
cutting tool machinery and manufacturing concepts, enabling
UMT to satisfy vast range
of industrial needs. The
company follows quality
standards according

to IS0 9001:2015 and
prides itself with the
quality, efficiency and
responsibility of its
work. UMT has built
expertise on variety of
international and local
markets, fulfilling large range of
requirements for standard and special
carbide tools.

THE CAPABILITIES

UMT possess cutting-edge machine
tool park, enabling it to produce
exceptionally high quality cutting
tools. For precision face and flute

grinding, the company
h ’F uses range of the latest
WALTER and ANCA
CNC grinding machines,
while for cylinder
grinding, ROLLOMATIC
and REINECKER CNC
grinding machines are
being used.

UMT also performs
variety of latest
generation PVD
coatings, making

an excellent use

of its vacuum coating system PLATIT. Its own multilayer
nanocomposite coatings named nanoTEC1, nanoTEC2 and
nanoTEC3, deliver excellent qualities in terms of hardness, wear
and heat resistance, as well as friction and chipping resistance.

For measuring, control and inspection, WALTER HELICHECK
PRO and ALICONA, as well as various microscopes and
measuring equipment are being used, enabling three-
dimensional optical and micro scanning
to be applied at any moment on any
cutting toal.

HELITRONIC TOOL STUDIO (provided

by WALTER Machinenbau) as well

as ToolRoom (provided by ANCA)

are the superior quality 3D software
products used throughout the design to
production process. The software allows
for almost unlimited testing, adjustments
and virtual representation of the entire
grinding process, before the process
really begin, including immediate start of
the production cycle.

nanoTEC1

nanoTEC2



N

COAEPXAHUE / CONTENT Crp./ Page
UMT 9202 Z-2 KoHuesble dpessl / End mills 8
UMT 9203 Z-3 KoHueBble dpesbl / End mills 8
UMT 9204 Z-4 KoHueBble dpesbl / End mills 8
UMT 9302 Z2-2 YannHeHHble koHueBbIe dpesbl / Long end mills 10
UMT 9304 Z-4 YpnuHeHHble koHUeBbIe dpesbl / Long end mills 10
UMT 9264 Z-4 KoHLeBble hpesbl ¢ NepeMeEHHBIM Yr0M HaK/0HA BUHTOBOW KaHaBKMK,

HepaBHOMEPHbIM Pa3nooXeHNEM 3YBbeB W 3aHKEHHON LLEVKON

End mills with different helix angles, irregular teeth and relieved neck 11
UMT 9364 Z=-4 YonvHeHHbIe KoHLEBbIE (hpe3bl C NepeMeHHbIM YoM Hak/I0Ha BUHTOBOW KaHaBKM,

HEpaBHOMEPHbLIM Pa3nosioxeHneM 3y6beB 1 3aHKEHHO LLIEKON

Long end mills with different helix angles, irregular teeth and relieved neck 12
UMT 9612 Z-2 Cchepurueckue cpesbl / Ball nose end mills 13
UMT 9614 Z-4 Cchepurueckue cpesbl / Ball nose end mills 13
UMT 9223 Z-3 KoHueBble dpesbl / End mills 14
UMT 9224 Z-4 KoHueBble dpesbl / End mills 14
UMT 9324 Z2-4 YpnnHeHHble koHueBbIe dpesbl / Long end mills 16
UMT 9244 Z-4 KoHueBble dpesbl ¢ nepeMeHHbIM YII0M HakoHa

BWHTOBOW KaHaBKU 11 HEPAaBHOMEPHbIM Pa3rosoXeHreM 3ybbeB

End mills with different helix angles and irregular teeth 17
UMT 9544 Z-4 KoHueBble hpesbl ¢ nepeMeHHbIM YF10M HaK/I0Ha BUHTOBOV KaHaBKW U HEPaBHOMEPHLIM

pasnonoxeHueM 3ybbeB Ans 06paboTkn TpyaHOoBpabaThiBaEMbIX MaTepUanos

End mills with different helix angles and irregular teeth for difficult to cut materials 18
UMT 9554 Z=-4 KoHueBble dpesbl ¢ nepeMeHHbIM YrI0M HakNoHa BUHTOBOW KaHaBKU, HEPAaBHOMEPHbIM

pasnonoxeHneM 3y6beB, KOPOTKOW PEXYLLEN YaCTbi 1 3aHVXEHHON LUENKON ANs

06paboTky TpyaHoobpabaTbiBaeMbIX MaTepuanos

End mills with different helix angles, irregular teeth,

short cutting length and relieved neck for difficult to cut materials 19
UMT 9545 Z=5 KoHLueBble hpesbl ¢ pagnycoM 1 HepaBHOMEPHBIM Pa3nosoXKeHreM 3ybbeB Ans 06paboTkm

TpyAHoobpabaTkiBaeMbIX MaTepyasnos

End mills with corner radius and irredular teeth for difficult to cut materials 20
UMT 9226 Z-6 KoHueBble dpesbl / End mills 21
UMT 9326 Z-6 YanuHeHHble koHuUeBbIe dpesbl / Long end mills 21
UMT 9060 Z=6-10 KoHuesble dpesbl anst 06paboTki 3aKaneHHbIX MaTepranos

End mills for hardened materials 22
UMT 9654 Z-4 Cchepuryeckyie hpesbl C KOPOTKOW PEXYLLEN YaCTbio

1 3aHMXXEHHON LUelikoi Ans 06paboTKu 3aKaneHHbIX MaTepranos

Ball nose end mills with short cutting length

and relieved neck for hardened materials 23
UMT 9412 Z-2 KoHueBble hpesbl gns 06pabotku antomuums / End mills for aluminium 24
UMT 9413 Z-3 KoHueBble hpesbl gns 0bpaboTku antoMuums / End mills for aluminium 24
UMT 9512 Z-2 KoHueBble dpesbl ¢ pagnycom ans 06paboTky antoMuHNs

End mills with corner radius for aluminium 24
UMT 9422 Z2-2 YA/IMHEHHbIE KOHLEBLIE (pesbl A5 06paboTkyM anioMUHKS

Long end mills for aluminium 26
UMT 9423 Z-3 YANvHeHHbIe KOHLEBbIE (pesbl Ans 06paboTKM antoMUHKS

Long end mills for aluminium 26
UMT 9453 Z-3 KoHueBble dhpesbl ¢ KOPOTKOM pexyLLEeN YacTbto

1 3aHWXXEHHOW LLenKoi ans 06paboTky antoMmHuA

End mills with short cutting length and relieved neck for aluminium 27
UMT 9652 Z=-2 Cdchepurueckyie hpesbl ¢ KOPOTKOW PEXYLLEN YacTbio

1 3aHVKEHHON LenKo ans 06paboTky antoMuHNs

Ball nose end mills with short cutting length and relieved neck for aluminium 28
WHCTPYMEHT N0 3ANPOCY
TOOLS ON REQUEST CMEUWATIBHBIE ®PE3bI / SPECIAL END MILLS 29
TABJ/IMLIA BbIBOPA CBEPJ1/DRILLS SELECTION CHART 32
UMT 8101 LleHTpoBouHble cBepna ans ctaHkos ¢ YMY / NC center drills 33
UMT 8211 CnpanbHble cBepiia ¢ ycuneHHbIM xBocToBrkoM / Twist drills with reinforced shank 34
UMT 8221 CnupanbHble cBepna ¢ ycuneHHbIM xBocToerkoM / Twist drills with reinforced shank 35
UMT 8222 CnvpanbHble cBepiia ¢ YCUIEHHBIM XBOCTOBMKOM 1 BHYTpeHHUM nogsogom COXK

Twist drills with reinforced shank and internal cooling 36
UMT 8311 CnupanbHble cBepna ¢ yCuUeHHbIM XBOCTOBUKOM As1st 06paboTku

TPyAHoo6pabaThiBaeMbIX MaTepyasnos

Twist drills with reinforced shank for difficult to cut materials 37
UMT 8322 CnvpanbHble cBepna € YCUNEHHBIM XBOCTOBUKOM 1 BHYTPEHHUM

WHCTPYMEHT N0 3ANPOCY

noagogoM COX ans 06paboTky TpygHoo6pabaTLIBaEMbIX MaTeEpPHaoB
Twist drills with reinforced shank and internal cooling for difficult to cut materials 38

TOOLS ON REQUEST

CTYMEHYATBIE CBEPJIA / STEP DRILLS



mm

YCNIOBHbLIE OBO3HAYEHUA / SYMBOL LEGEND

)
o

e
<>

3xd

==

w 5xd

deed

sl 4

5]

.

rF

4

Iy

x
b
©

)

g‘«-
‘1 "l

% 36° 39°
30° 38° 37° 42°

’-%o

mo

EIEEE
6527L | 6528 | 6537K] 6537L

DIN 6535 | | DIN 6535
Form HA | | Form HB
-

[BoiiHOI yron B nnaHe
Point angle

Iny6uHa ceepneHus
Drilling depth

BHyTpeHHuin nogsog COX
Internal cooling

2,3,4,5, 6 PexyLiye KpoMku
2,3,4,5, 6 Flutes

HepaBHoMepHoe pa3nonoxeHue 3y6bes
Irregular teeth

MHOrone3BUNHbBIN UHCTPYMEHT
Multiple teeth

Ccpepurueckne
Ball nose

C paguycHoit KpoMKON
Corner radius

MpsaMoyronbHbie
Square

C chackon
Chamfer

TexHonornyecknin paguyc
Production radius

Bo3MoxkHa 06paboTka no BCeM HarnpasieHusaM
All directions possible

KoHTypHas 1 yrnosas obpabotka
Contouring and angular plunging

Tonbko KoHTypHas obpaboTka
Contouring only

Yron HakfIoHa BUHTOBOW KaHaBKW
Helix angle

CraHpapT
Standard

(opMa XBocToBYMKa
Shank type

Teepabii cnnas 6e3 NoKpbITMA
Hard metal without coating

HaHoKOMMNO3WTHOE NOKpLITUE C

noBbILLIEHHON TBepaocTkbio (4000 - 4500 HV)

High hardness nanocomposite coating (4000 - 4500 HV)

HaHOKOMMO3WTHOE NOKPLITUE C BLICOKOM NPOYHOCTbIO

1 n3HococToiKocTbio (4000 HV)

Nanocomposite coating with high tensile strength and wear resistance (#4000 HV)
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UMT manufactures generous range of standard carbide milling cutters,

Komnanus UMT npon3BoauT LUMPOKMIA aCCOPTUMEHT CTaHAAPTHBIX

including DIN-standard end mills. Comhining the know-how and excep-
tional quality, the UMT milling cutters are delivering optimal machining

performance at affordable price.

TBEPLOCNNABHLIX (hpes, B ToM yncne 1 dpe3 no ctaHaapty DIN. 06b-

eAMHSAS HOy-Xay W OT/INYHOE KayecTBo, TBepaocniaBHble (pe3sl UMT
onTuManbHo obecneymBatoT 06paboTKy pa3nuyHbIX TMNoB obpabaTbiBa-

€MOro Matepuana no AoCTynHbIM LiEeHaM.
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@] TBEPOCMABHBI MIHCTPYMEHT » KOHUEBbIE ®PE3bI

UMT 9202 z2-2
KoHuesble ¢pesbl
End mills

DIN
6528

30°

;\

0.1:0.2x45°
| ! é d1210

@ d1

3 7 3 38

@d

e |9202030003800-2
4 8 4 50 e |9202040005000-2
5 10 5 50 e |39202050005000-2
6 10 6 57 e |9202060005700-2
8 16 8 63 e |9202080006300-2
10 19 10 72 e |95202100007200-2
12 22 12 83 e |9202120008300-2
14 22 14 83 e |9202140008300-2
16 26 16 92 e |5202160009200-2
18 26 18 92 e |9202180009200-2
20 32 20 104 e |9202200010400-2
® B Hannumm / In stock

UMT 9204 Z-4 DIN [J248 %7

30°
KOHLI,EBbIE q)pe3b|
. 0.1:0.2x45°
End mills @ | !:/7@10
L
L1

I S -3

e 35204030003800-2

4 11 4 50 ® 3204040005000-2
5 13 5 50 ® 3204050005000-2
6 13 6 57 e |35204060005700-2
8 19 8 63 e 3204080006300-2
10 22 10 72 e 9204100007200-2
12 26 12 83 e 135204120008300-2
14 26 14 83 ® 13204140008300-2
16 32 16 92 ® 3204160009200-2
18 32 18 92 e 35204180009200-2
20 38 20 104 ® 135204200010400-2

® B Hanuumu / In stock

UMT 9203 Z2-3
KoHuesble gpesbl
End mills

DIN
6528

@

=Y
~ 30°

0.1:0.2x45°
| ! E d1210

D d1

s

C2

3 7 3 38 e |9203030003800-2
4 8 4 50 e |9203040005000-2
5 10 5 50 e | 93203050005000-2
6 10 6 57 e |9203060005700-2
8 16 8 63 e |9203080006300-2
10 19 10 72 e |9203100007200-2
12 22 12 83 e |9203120008300-2
14 22 14 83 e |9203140008300-2
16 26 16 92 e |93203160009200-2
18 26 18 92 e |9203180009200-2
20 32 20 104 e |9203200010400-2

® B Hannumm / In stock




END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekomeHngyeMble pexxnMel pe3anus ans gpes 9202, 9203, 9204 - 06paboTtka ycTynos
Recommended cutting conditions for end mills 9202, 9203, 9204 - Shoulder milling

CkopocTb
ObpabaTbiBaeMbilt MaTepuan ApI Ezig:m d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano 2 @3- 6 6 - &8 28-210 | ©10-214 | 914- 16 | B16-20
Yrnepoguctble,
nerMpOBaHHbIE CTanu,
TBEpAoCThio < 25 HRC <1d1 | <0.2d1 70-90 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMeHT&U’IbeIe cTanu,
TBepaocTbio 25-45 HRC <1d1 | <0.1d1 30-50 0.01-0.02 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Alloy steel and Tool steel
25-45 HRC
g;‘::f::fftj;e cram <1d1 | <0.1d1 | 4060 001-002 | 0025004 | 003004 | 004006 | 005007 | 0.06-0.08
Ezst*"i';'ozyéé“ GG <1d1 | <0.2d1 | 100-120 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 | 0.05-0.07 | 0.06-0.09
E‘E’J‘dcsg"cf;‘gmﬂ s GGG | 4g | <02d1 | 804100 001-002 | 003004 | 0035005 | 004006 | 005007 | 0.06:009

PekomeHgyeMble pexkMbl pe3anus gna gpes 9202, 9203 - ObpaboTtka nasos
Recommended cutting conditions for end mills 9202, 9203 - Slotting

CkopocTb
; pesaHus
ObpabaTbiBaeMblit MaTepuan Ap Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap ano . @3-76 26 - 28 @8-210 | @10-@14 | @14-216 | T16- @20
Yrnepoguctble,
JlernpoeaHHbie ctanu,
TBepaocThio < 25 HRC <0.5d1 60-80 0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
NHCTpyMeHTanbHble CTanu,
TBepaocTbio 25-45 HRC <0.2d1 25-45 | 0.006-0.018 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
Hepxaseiouume crany <0.2d1 30-50 | 0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.03-0.07 | 0.0250.06 | 0.03-0.07
Stainless steel
GepaniyHIGG <0.5d1 90-110 = 0.01-0025 | 0.02-0.05 | 0.025-0.07 | 0.026-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
Beicokonpourbiit syryk GGG <0.3d1 7090 001002 | 002004 | 002-006 | 0.02-005 | 0027-0.07 | 0030.10
Nodular cast iron GGG




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9302 Z-2

Y MHEHHbIe KOHLEBble (pe3bl

Long end mills

@)

™ 30°

0.1:0.2x45°
| ! é d1210

G di

@d

3 18 3 60 ® 9302030006000-2
4 24 4 60 e 9302040006000-2
5 26 5 75 ® 3302050007500-2
6 30 6 75 ® 9302060007500-2
8 30 8 75 ® 39302080007500-2
10 40 10 100 e 19302100010000-2
12 45 12 100 e 139302120010000-2
16 45 16 100 e 9302160010000-2

@® B Hannumn / In stock

UMT 9304 2-4
Y anMHeHHble KoHLeBble thpesbl

Long end mills

-
30°

0.1:0.2x45°
| ! E d1210

|

Dd1

18 9304030006000-2

4 24 4 60 ® |9304040006000-2
5 26 5 75 ® 3304050007500-2
6 30 6 75 ® 9304060007500-2
8 30 8 75 ® 39304080007500-2
10 40 10 100 ® 9304100010000-2
12 45 12 100 e 139304120010000-2
16 45 16 100 e [9304160010000-2

® B Hannuum / In stock

PekomeHayeMble pexkuMbl pe3aHus gna dpes 9302, 9304 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9302, 9304 - Shoulder milling

O6pabaTbiBaeMblit MaTepyan
Work material

ol

Ae

CkopocTb
pesaHust
Cutting
speed

Ve (m/min)

di - gMaMeTp MHCTpYMeHTa MM
d1 - diameter in mm

fz - nogaya Ha 3y6 MM
fz - feed per tooth in mm

Ap

Ae

Yrnepoguctble,
JlerupoBaHHble cTanu,
TBepaocTbio < 25 HRC
Carbon steel and

Alloy steel < 25 HRC
JlerupoBaHHble,
MHcTpyMeHTanbHble cTany,
TBepaocThio 25-45 HRC
Alloy steel and Tool steel
25-45 HRC

Hepxxasetowyye ctanu
Stainless steel

<1d1

<1d1

<1d1

<0.1d1

<0.1d1

<0.1d1

Cepblin yyryH GG

Cast iron GG

BeicokonpouHbiii 4yryH GGG

Nodular cast iron GGG

<1d1

<1d1

<0.1d1

<0.1d1

3ano @3- 6

26 - &8

@8 -210

&10- @12 212 - 16

0.005-0.01

0.005-0.01

0.005-0.01

0.01-0.02

0.005-0.01

0.005-0.01

0.02-0.03

0.01-0.02

0.01-0.02

0.02-0.04 0.03-0.06

0.01-0.03 0.02-0.05

0.01-0.03 0.02-0.05

0.005-0.01

0.005-0.01

0.01-0.02

0.005-0.01

0.02-0.03

0.01-0.02

0.02-0.04

0.01-0.03

0.03-0.06

0.02-0.05




END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

UMT9264Z=4 NEW
KoHueBble hpesbl ¢ NepeMeHHbLIM YTioM
HaK/10Ha BHTOBOWN KaHAaBKM, HEPABHOMEPHbIM
Pa3noNoxeHneM 3yObeB 1 3aHKEHHON LLENKOM
End mills with different helix angles, irregular
teeth and relieved neck

DIN [IZR [K
6527L Yl 38°
‘DINGSB‘S DIN6535‘ 0.1:0.2x45° ’
Form HA | | Form HB W
L
L2
L
77777 — Type 1
3 o
8 S
L
L2
L1
S a1 3| Type2

na& naM
NEC2 NEC2
Stock| ARTN Stock | ART N
dikig Lt | L2 | d2 |dwe o g
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

9264030005700-2 9264030005700-2-HB

4 3.6 6 1 e | 9264040005700-2 | o |9264040005700-2-HB
5 13 21 4.6 6 57 1 e | 9264050005700-2 | o |9264050005700-2-HB
6 | 13 | 21 5.5 6 57| 2 e | 9264060005700-2 | o |9264060005700-2-HB
8 [ 19 | 27 | 75 8 63 | 2 e | 9264080006300-2 | o |9264080006300-2-HB
10 | 22 | 32 95| 10 72 | 2 e | 9264100007200-2 | o |9264100007200-2-HB
12 | 26 | 38 [ 115 12 83 | 2 ® | 9264120008300-2 | o |9264120008300-2-HB
14 | 26 | 38 [135] 14 83 | 2 o | 9264140008300-2 | o |9264140008300-2-HB
16 | 32 | 44 | 155 | 16 92 | 2 e | 9264160009200-2 | o |9264160009200-2-HB
18 | 32 | 44 [175]| 18 92| 2 o |9264180009200-2 | o |9264180009200-2-HB
20 | 38 | 54 [195] 20 | 104 | 2 ® | 9264200010400-2 | o [9264200010400-2-HB

® B Hannumu / In stock

O W3rotoeneHue no 3anpocy / Produced to order only

PekomeHayeMble pexuMbl pe3anuns ana dpes 9264 - ObpaboTka ycTynoB 1 nasos
Recommended cutting conditions for end mills 9264 - Shoulder milling and slotting

CkopocTb pe3aHus CKopoCTb pesaHus
. Cutting speed Cutting speed
ObpabaTbiBaeMbli MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap @3-26 | ¥6-08 | ¥8-210 |@10-14|314-316|316- 220
Yrnepoguctele,
JlernpoBaHHble cTanu, P
1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-

TeEnAocTEIo < 25 HRC e | (O max 12mm 003 | 004 | 005 | 0075 | 009 | o0d1
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
VIKCTpyMeHTanbHbIE CTann, <0.7d1 0.015- | 0025 | 0035 | 0045 | 0065 | 007-
TBepaocTbio 25-45 HRC <2d1 |<0.4d1 17 0.03 0.04 0.05 0075 0.09 011
Alloy steel and Tool steel max Lemm ) : ) ) ) )
25-45 HRC
HepxkaBetoLume cranu 0.01- 0.02- 0.03- 0.04- 0.045- 0.055-
Stainless steel el el <05ds 0025 | 0035 | 0045 | 007 | 008 | 010
Cepblit 4yryH GG <2d1 |<05d1 <1d1 0.015- | 0.025 | 0.035- | 0.045 | 0.065- 0.07-
Cast iron GG ’ max 12mm 0.03 0.04 0.05 0.075 0.09 0.11
BoicokonpouHbiii 4yryH GGG <2d1 |<0.4d1 <1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-
Nodular cast iron GGG ' max 12mm 0.03 0.04 0.05 0.075 0.09 0.11

1. BollwenpyiBefeHHbIE PEXUMBI YKa3aHbl 4151 JKECTKOM TEXHONOMMYECKON CUCTEMbI
2. s BbicokonernposaHHbix cTanei (>12% Cr) u Hepxcasetowyx cTanei, CKOpoCTb pe3aHist LOMKHA BbiTb yMeHblueHa Ha 20-30% npu 1cnosbI3oBaHM 3MyNbCUK
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9364 2=4

Y 0IMHEHHbIE KOHLEBbIE (hpe3bl C NEPEMEHHbBIM
YrIoM HaK/oHa BUHTOBOW KaHaBKW, HEPaBHOMEPHbIM
Pa3nonoXeHNeM 3yObeB 1 3aHNKEHHON LLENKOW
Long end mills with different helix

angles, irregular teeth and relieved neck

~d 36°
R @ @
0.1:0.2x45°

L2

L1

odi

ad

Stock | ART No

. 9364060006300-2
8|26 | 42 | 75| 8 | 80| e | 9364080008000-2
10 | 33 ] 54 | 95| 10 | 100] e | 9364100010000-2
12 | 38 | 54 |115] 12 | 100 | e | 9364120010000-2
16 | 53 | 69 | 155 16 | 150 | e | 9364160015000-2
20 | 68 | 84 [195] 20 | 150 | e | 9364200015000-2
® B Hanunyuun / In stock
PekomeHayeMble pexuMbl pe3aHus gna dpes 9364 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9364 - Shoulder
CkopocTb
0O6pabaTbiBaeMbln MaTepuan API Ee3qnvm d1 - AMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
. - utting . . X
Work material - d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano 26 8 @10 @12 @16 @20
Yrnepoguctble,
ﬂerMpOBaHHbIE cTtanu,
TBEPAOCTbIO < 25 HRC <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHcTpyMeHTanbHbIe cTany,
TBepAOCTbi0 25-45 HRC <2d1 | <0.3d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Alloy steel and Tool steel
25-45 HRC
HEEERS DGR <1.5d1 | <0.2d1 0.015-0.03 | 0.03-0.04 | 0.04-0.055 | 0.055-0.07 | 0.065-0.08 | 0.075-0.09
Stainless steel
e TAeR ) <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Cast iron GG
Buicokonposwelt wyryi GGG\ oy, | 034y 0.02-0.035 |0.035-0.045| 0.0450.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Nodular cast iron GGG

1. BbILLIEI'IpVIBe,El,eHHbIE PeXnMbl yKasaHbl AN JKECTKOW TEXHONIOTMYECKON CUCTEMBI

2. [ins BbicokonernposaHHbix cTane (>12% Cr) n HepxaBetoLmx cTanei, CKopocTb pe3aHus [o/KHa BbITb yMeHblueHa Ha 20-30% npy 1CroNbi30BaHM 3MYNLCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9612 Z=2 UMT 9614 Z2=4 Aﬂ:
Cchepuyeckne pesbl Cchepuyeckne dpessl

Aﬂ:’
Ball nose end mills |'\_5'| Ball nose end mills |‘L_ﬁ'|

@d

3 10 3 38 1.5 °

. 9612030003800-1 9614030003800-1
4 8 4 50 | 20| e |9612040005000-1 4 | 11 4 50 | 20| e |9614040005000-1
51 10 5 50 | 25| e |9612050005000-1 5] 13 5 50 | 25| e |9614050005000-1
6 | 10 6 57 | 30| e |9612060005700-1 6 | 13 6 57 | 30| e |9614060005700-1
8 | 16 8 63 | 40| e |9612080006300-1 8 | 19 8 63 | 40| e |9614080006300-1
10 | 19 10 72 | 50| e |9612100007200-1 10 | 22 | 10 72 | 50| e |9614100007200-1
12 | 22 | 12 83 | 60| e |9612120008300-1 12 | 26 12 83 | 60| e |9614120008300-1
14 | 22 | 14 83 | 70| e |9612140008300-1 14 | 26 | 14 83 | 70| e |9614140008300-1
16 | 26 | 16 92 | 80| e |9612160009200-1 16 | 32 | 16 92 | 80| e |9614160009200-1
20 | 32 | 20 | 104 |10.0| e |9612200010400-1 20 | 38 | 20 | 104 | 10.0 | e |9614200010400-1
® B Hannuum / In stock ® B Hannuum / In stock
PekomMeHpyeMble pexxuMbl pesaHus ana dpe3 9612, 9614 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9612, 9614 - Shoulder milling
CkopocTb
y pesaHus
O6pabaTbiBaeMbilt MaTepuan ApI . d1 - AMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
) | Cutting . . :
Work material B— d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae a3- 4 &5 -6 26 - 28 28-210 | @10-214 | @14- 320
Yrnepoguctble,
JlervpoBaHHble cTanu,
TBepaocTbio < 25 HRC <0.1d1 | <0.2d1 0.005-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.07 0.04-0.07
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
WHcTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC <0.1d1 | <0.1d1 0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.06 0.04-0.06
Alloy steel and Tool steel
25-45 HRC

Hep)KaBemume CTanm

Stainless steel Oilett | <0 Ao

0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.06 | 0.04-0.06

Cepoiit yyryH GG

Cast iron GG
BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG

<0.1d1 | <0.2d1 0.005-0.01 | 0.01-002 | 0.015-0.03 | 0.03-0.04 | 0.04-007 | 0.04-0.07

<0.1d1 | <0.2d1 0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.06 | 0.04-0.06




@] TBEPOCMABHBI MIHCTPYMEHT » KOHUEBbIE ®PE3bI

UMT 9223 Z-3

KoHuesble ¢pesbl

End mills

DIN [}
6527L

‘\ 45°

3

R0.1:0.3|

Type 1

@d

UMT 9224 2-4

KoHuesble gpesbl

6527L

DIN

3 3 ° 2 19223030003800-2
8 7 6 | 57| e 1 [9223030005700-2
4 38 4| 50| e 2 19223040005000-2
4 8 6 | 57| e 1 ]9223040005700-2
51 10 5| 50| e 2 19223050005000-2
5 | 10 6| 57| e 1 [9223050005700-2
6 | 10 6| 57| e 2 19223060005700-2
8 | 16 8| 63| e 2 19223080006300-2
10 | 19 | 10 | 72| e 2 9223100007200-2
12 | 22 | 12 | 83| e 2 19223120008300-2
14 | 22 | 14 | 83| e 2 19223140008300-2
16 | 26 | 16 | 92| e 2 19223160009200-2
18 | 26 | 18 | 92| e 2 19223180009200-2
20 | 32 | 20 | 104 | e 2 19223200010400-2

® B Hannumm / In stock

End mills @ E/L D;ma
L
A_AET_,
S S S ittt - Type 1
S & =
L1
‘g; SN S T T T - gl Type2

I T T e
3] 10 3 38 ° 2 19224030003800-2
3 8 6 57 ° 1 19224030005700-2
4 | 11 4 50 ° 2 19224040005000-2
4 | 11 6 57 ° 1 19224040005700-2
51| 13 5 50 ° 2 19224050005000-2
5| 13 6 57 ° 1 ]19224050005700-2
6 | 13 6 57 ° 2 19224060005700-2
6 | 13 6 57/ 05| o 2 19224060005705-2
6 | 13 6 57110 | o 2 19224060005710-2
6 | 13 6 57115 ]| o 2 19224060005715-2
8 | 19 8 63 ° 2 19224080006300-2
8 | 19 8 63|05 | o 2 19224080006305-2
8 | 19 8 63|10 | o 2 19224080006310-2
8 | 19 8 63| 15| o 2 19224080006315-2

10 | 22 | 10 72 ° 2 19224100007200-2
10 | 22 | 10 721 05| o 2 19224100007205-2
10 | 22 | 10 72110 | o 2 19224100007210-2
10 | 22 | 10 721 15| o 2 19224100007215-2
10 | 22 | 10 72120 | o 2 19224100007220-2
12 | 26 | 12 83 ° 2 19224120008300-2
12 | 26 | 12 83|05 | o 2 19224120008305-2
12 | 26 | 12 83|10 | o 2 19224120008310-2
12 | 26 | 12 83| 15| o 2 19224120008315-2
12 | 26 | 12 83|20 | o 2 19224120008320-2
12 | 26 | 12 83130 | o 2 19224120008330-2
14 | 26 | 14 83 ° 2 19224140008300-2
16 | 32 | 16 92 ° 2 19224160009200-2
16 | 32 | 16 92|15 | o 2 19224160009215-2
16 | 32 | 16 92120 | o 2 19224160009220-2
16 | 32 | 16 92130 | o 2 19224160009230-2
16 | 32 | 16 92140 | o 2 19224160009240-2
18 | 32 | 18 92 ° 2 19224180009200-2
20 | 38 | 20 | 104 ° 2 19224200010400-2
20 | 38 | 20 |104| 3.0 | o 2 19224200010430-2
20 | 38 | 20 |104] 40| o 2 19224200010440-2
20 | 38 | 20 |104| 50 | o 2 19224200010450-2

® B Hanuumu / In stock

O WaroToeneHwue no 3anpocy / Produced to order only



END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekomeHayeMble pexkMbl pe3anus ana gpes 9223, 9224 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9223, 9224 - Shoulder milling

CkopocTb
; pesaHust
ObpabaTbiBaeMbilt MaTepuan ApI . d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
. | Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano . J3-06 26 - 28 28-210 | @10-014 | @14- 216 | 16- 320
Yrnepoguctble,
JlervpoBaHHble cTanu,
TBepAocThio < 25 HRC <1.5d1 | <0.2d1 = 90-100 0.01-0.03 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 0.07-0.14
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHcTpyMeHTanbHbIE CTanu,
TBepaocTbio 25-45 HRC <1.5d1 | <0.2d1 40-60 0.01-0.02 | 0.025-0.05 |0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Alloy steel and Tool steel
25-45 HRC

Hep)KaBemu.wle CTanm

X <1.5d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Stainless steel

Cepbiih 4yryH GG

Cast iron GG
BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG

<1.5d1 | <0.2d1 = 90-110 0.01-0.03 | 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 | 0.07-0.14

<1.5d1 | <0.1d1 | 80-100 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

TuTaHoBbIE CMNTaBbI

Titanium alloy <15d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

[ins BeIcOKonernpoBaHHbIx ctanein (>12% Cr), HepxxaBetoLmx CTaneil 1 TUTaHOBbIX CMJ1aBoB,
CKOPOCTb pe3aHuns AomkHa bbiTb yMeHbLueHa Ha 20-30% npu MCnonbi3oBaHUM 3MybCUN
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

PekomeHayeMble pexkMbl pe3aHus gna gpes 9223, 9224 - ObpaboTtka nasos
Recommended cutting conditions for end mills 9223, 9224 - Slotting

CkopocTb
" pe3aHna
ObpabaTbiBaeMblit MaTepuan Ap Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap ano TEC2 R ZE %) 26-08 | @8-010 | @10-214 | &14- 216 | @16- 220
Yrnepoguctble,
nerMpOBaHHbIE CTanu,
TBepAocTbio < 25 HRC <1d1 70-80 = 0.008-0.02 | 0.018-004 | 0.02-0.05 | 0.025-006 | 0.03-007 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
VlHCprMeHTaJ'IbeIe cTanu,
TBepAOCTbi0 25-45 HRC <1d1 30-50  0.006-0.018 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
1 2R LG e <0.5d1 4050  0006-0.02 | 0015003 | 002-0.04 | 002005 | 0025006 | 0.03-0.07
Stainless steel
Cepeiid 4yryn GG <1d1 90-110  001-0.025 | 0.02-005 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.0350.11
Cast iron GG
BeicokonpouHbiii 4yryk GGG Ads 80100 001-002 | 002004 | 002006 | 0026007 | 0.027-0.07 | 0.03-0.10
Nodular cast iron GGG
Wl EEE D G <0.5d1 4050  0.003-0.015| 0.005-0.04 | 0.008-0.04 | 0.01-005 | 0015006 | 0.015-0.08
Titanium alloy

[ns BbicOKONErnpoBaHHbIX ctaneil (>12% Cr), HepxKaBetoLLmX cTaneil 1 TUTaHOBbIX CMaBoB,
CKOPOCTb Pe3aHuns Jo/mkHa BbiTb yMeHbLueHa Ha 20-30% npu Mcnosbi3oBaHWM 3MYbCUK
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9324 2-4
YanvHeHHble KoHUEeBble (pesbl
Long end mills

L1

o
S

e
EEIN T

Dd,

9324060007500-2
30 75 e |9324080007500-2
10 36 10 100 | e [9324100010000-2
12 | 45 | 12 | 100 | e |9324120010000-2
16 | 50 | 16 | 115 | e |9324160011500-2
20 | 55 | 20 | 120 | e |9324200012000-2
® B Hanuumm / In stock
PekoMeHayeMble pexuMbl pe3aHus ans dpes 9324 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9324 - Shoulder milling
CkopocTb
0O6pabaTbiBaeMblit MaTEpUan Ap[ Ei:;:m d1 - OMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae | 26 8 @10 @12 716 20
Yrnepoguctble,
ﬂerMpOBaHHbIE cTtanu,
TBEpAOCTbIO < 25 HRC <25d1 | <0.05d1 0.03-0.04 | 005006 | 006007 | 0.07-0.08 | 008009 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
VlHCprMeHTa.HbeIE CTanu,
TBepaoCTbio 25-45 HRC <2d1 | <0.05d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-007 | 0.07-0.08 | 0.08-0.09
Alloy steel and Tool steel
25-45 HRC
g'g:r:::':tgge Gl <2d1 | <0.02d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08
Ezgt"'lvr'o‘r']ygé” B <2.5d1 | <0.05d1 003-0.04 | 005006 | 006007 | 0.07-008 | 008009 | 009-0.10
EZ‘;S;;‘;”&:;"% A GGG | 5545 | <0.05d1 003-004 | 005006 | 006-007 | 007008 | 008009 | 009-0.10
m;:‘uc’:":flgc”““ <2di | <0.02d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08

[ns BbicOKONErMpoBaHHbIX ctaneil (>12% Cr), HepXKaBetoLLmX CTasneil 1 TUTaHOBbIX CMNaBoB,
CKOPOCTb pe3aHuns fomkHa 6biTb yMeHblieHa Ha 20-30% npy MCnosbi3oBaHUM 3MYNIbCUN
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

UMT 9244 2-4

KoHueBble pe3bl ¢ NepeMeHHbIM YoM HaKJIoHa BUHTOBOW
KaHaBK 1 HepaBHOMEPHbLIM Pa3nosoXKeHNeM 3yObes
End mills with different helix angles and irregular teeth

L

Qdi_,
R, ‘

D d

na
C2
e
3 8 6 57 ° 1

//
" -
o)

- Type 1 9244030005700-2
s 4 | 11| 6| 57| e | 1 |9244040005700-2

5 | 13| 6| 57| e | 1 |9244050005700-2

6 | 13| 6| 57| e | 2 |9244060005700-2

8 | 19| 8| 63| ® | 2 |9244080006300-2

10 | 22 | 10 | 72| ® | 2 |9244100007200-2

12 | 26 | 12 | 83| e | 2 |9244120008300-2

=l Type2 14 | 26 | 14 | 83 | ® | 2 |9244140008300-2
S 16 | 32 | 16 | 92 | ® | 2 |9244160009200-2
18 | 32 | 18 | 92 | @ | 2 |9244180009200-2

20 | 38 | 20 | 104 | e | 2 |9244200010400-2

® B Hannuum / In stock

PekomeHpyeMble pexuMbl pesaHus ans dpes 9244 - 0bpabotka ycrynos / Recommended cutting conditions for end mills 9244 - Shoulder milling

06pabaThiBaeMbIli MaTepuan Ap[
Work material I
Ae
Ap Ae
Yrnepoguctble,
JlernpoBaHHble cTany,
TBepaocTbio < 25 HRC <2d1 |<0.4d1
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
WHCcTpyMeHTanbHble cTanu,
TBepaocTbio 25-45 HRC <2d1 |<0.3d1
Alloy steel and Tool steel
25-45 HRC
Hep>xasetowme ctanu
Stainless steel <Ll <Dl
Cepbiit uyryH GG
Cast iron GG 2d |
BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG <adi | <0.3d1
TuTaHoBbIE CMTaBLI
Titanium alloy <15d1 | <0.2d1

CkopocTb
pesaHus
Cutting speed
Ve (m/min)

di- AnaMeTp NHCTPyMeHTa MM

fz - nopaya Ha 3y6 MM

d1 - diameter in mm fz - feed per tooth in mm

23 -6 26 - 28 28-210 | ¥10-014 | @14- 216 | D16- 320
0.015-0.05 | 0.03-0.07 0.04-0.09 | 0.045-0.10 | 0.06-0.12 0.07-0.16
0.012-0.04 | 0.025-0.06 |0.035-0.075| 0.04-0.08 | 0.045-0.09 | 0.055-0.11
0.012-0.04 | 0.025-0.06 | 0.035-0.07 | 0.04-0.08 | 0.045-0.09 | 0.055-0.11
0.025-0.07 | 0.045-0.10 | 0.06-0.13 0.07-0.15 0.08-0.18 0.10-0.20
0.021-0.06 | 0.038-0.09 | 0.05-0.11 0.06-0.13 0.07-0.15 0.08-0.18
0.015-0.04 | 0.03-0.06 0.04-0.09 | 0.045-0.10 | 0.06-0.12 0.07-0.16

PekoMeHzyeMble pexuMbl pe3aus A thpes 9244 - 06pabotka naso / Recommended cutting conditions for end mills 9244 - Slotting

O6pabaTbiBaeMblit MaTepuan
Work material

4]

CkopocTb
pesaHus
Cutting speed
Ve (m/min)

d1- AMaMeTp MHCTPYMEHTA MM
d1 - diameter in mm

fz - nopaya Ha 3y6 MM
fz - feed per tooth in mm

Ap

Yrnepoguctele,
JlervipoBaHHbIe cTanu,
TBepaocTbio < 25 HRC
Carbon steel and

Alloy steel < 25 HRC
JlervipoBaHHble,
MHcTpyMeHTanbHbIe cTany,
TBepaocTbio 25-45 HRC
Alloy steel and Tool steel
25-45 HRC

Hepxasetowwme cranu
Stainless steel

<1d1

<0.7d1

<0.7d1

Cepbiit yyryH GG

Cast iron GG
BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG

<1d1

<1d1

TuTaHoBbIe cnnasbl
Titanium alloy

<0.3d1

3 - 6 26 - &8 @8-210 | @10-©14 | B14- 16 | D16 - 20
0.008-0.03 | 0.017-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07

0.01-004 | 0.02-0.05 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11

0.01-0.03 | 0.02-0.04 | 0.02-0.06 | 0.026-0.07 | 0.027-0.07 | 0.03-0.10
0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9544 Z-4

KoHueBble dhpesbl C NepeMeHHbIM YoM

HaKJ/10Ha BUHTOBOM KaHaBKN U HEpaBHOMEPHbLIM

pa3nonoxeHnem 3ybbes ansi 06paboTkm

TpyAHoobpabaTbiBaeMbIX MaTepuasioB
End mills with different helix angles and irregular
teeth for difficult to cut materials

na
C2
o
6 13 6 57 °

DIN
6527L

ZINI/A
~ 42°
R0.2:0.3

5

Is

Ddi

,,,,,,,,,,, % 2

)

9544060005700-2

6 | 13 6 57 | 05 | o |9544060005705-2
6 | 13 6 57 | 1.0 | o |9544060005710-2
8 | 19 8 63 ® [39544080006300-2
8 | 19 8 63 | 05 | o ]9544080006305-2
8 | 19 8 63 | 10 | o [9544080006310-2
10 | 22 | 10 72 ® [39544100007200-2
10 | 22 | 10 72 | 05 | o |9544100007205-2
10 | 22 | 10 72 1 10 | o ]9544100007210-2
10 | 22 | 10 72 | 20 | o |9544100007220-2
12 | 26 | 12 83 ® |9544120008300-2
12 | 26 | 12 83 | 05 | o [9544120008305-2
12 | 26 | 12 83 | 10 | o ]9544120008310-2
12 | 26 | 12 83 | 20 | o [9544120008320-2
16 | 32 | 16 92 ® [39544160009200-2
16 | 32 | 16 92 | 10 | o [9544160009210-2
16 | 32 | 16 92 | 20 | o ]9544160008220-2
16 | 32 | 16 92 | 30 | o [9544160009230-2
20 | 38 | 20 | 104 ® |39544200010400-2
20 | 38 | 20 | 104 | 1.0 | o |9544200010410-2
20 | 38 | 20 | 104 | 20 | o |9544200010420-2
20 | 38 | 20 | 104 | 3.0 | o |9544200010430-2

® B Hanuumu / In stock

O WsroToenexue no 3anpocy / Produced to order only

PekoMeHyeMble pexxnMbl pe3anus ansa dpes 9544 - 06paboTka ycTynos 1 nasos
Recommended cutting conditions for end mills 9544 - Shoulder milling and slotting

CkopocTb pe3aHus

CkopocTb pe3aHus

. Cutting speed Cutting speed
ObpabaTbiBaeMblit MaTepuan d1- AnamMeTp MHCTPyMeHTa MM fz - nogaya Ha 3y6 MM
Work material Ap@ d1 - diameter in mm fz - feed per tooth in mm
Ae
Ap Ae 6 8 @10 12 16 @20
YrnepogucTble,
JlernpoBaHHble ctanu, <1d1
TBepaocTbio < 25 HRC <2d1 |<0.4d1 max 12mm 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
WNHCTpyMeHTasbHbIE CTanu, 0025 | 0.045
TBeppocTbio 25-45 HRC <2d1 |<0.3d1 0'035 0'055 0.05-0.06|0.06-0.07|0.07-0.08 | 0.08-0.09
Alloy steel and Tool steel ' ’
25-45 HRC
Hepxasetowye ctanm 0.025- | 0.035- | 0.055- 0.06- | 0.065-
Stainless steel L5030 0035 | 0055 | 006 | 0065 | 0g7 |*07008
TvTaHoBbIE CnlaBbl 0.015- 0.045- 0.06- 0.065-
Titanium alloy <1.5d1| <02d1 0035 | 0055 |%99008 gpgs | g7 |007008
T
A <15d1<0.1d1 0012 | 0015 | 0019 | 0025 | 0034 | 0042
:;‘;”r"e';"s"t':ﬁ'te;lg’;“’" <1.5d1(0.05d1 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1 BblmeﬂpMBeﬂeHHble PEeXUMbI yKasaHbl 4ns JKECTKOW TEXHONOMMYECKON CUCTEMbI

2. [Ins BbICOKONErnpoBarHbix craneit (>12% Cr), HepasetoLwmx CTasei 1 TUTaHOBbIX CMIaBoB, CKOPOCTb Pe3aHmst OMHKHA BbiTb yMeHbLueHa Ha 20-30% npu UCMoNbi30BaHNM 3MyIbCUN
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping
2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

Z|l/7A

42°

‘ D R0.2:0.3|

UMT 9554 Z2=4

KoHueBble ¢hpe3bl C NEPEMEHHbBIM YT IOM
HaK/I0Ha BUHTOBOW KaHaBKW, HEPAaBHOMEPHbIM
pa3nofioXXeHneM 3ybbeB, KOPOTKON peXxXyLLen
4aCTbi0 1 3aHMXKEHHOW LLENKOK Ans 06paboTku L
TpyaHoobpabaTbiBaeMbIX MaTepManos Lo
End mills with different helix angles, L1
irregular teeth, short cutting length and
relieved neck for difficult to cut materials

Ddi

6 . 75 ® [9554060007500-2

6 9| 26 58 6 751 05 | o ]9554060007505-2

6 9| 26 58 6 /5] 10 | o 19554060007510-2

8 | 12 | 34 | 78 8 75 ® [9554080007500-2

8 | 12 | 34 | 78 8 751 05 | o 19554080007505-2

8 | 12 | 34 | 78 8 /5] 10 | o ]9554080007510-2
10 | 15 | 42 9.7 | 10 | 100 e [9554100010000-2
10 | 15 | 42 97| 10 | 100 | 0.5 | o ]9554100010005-2
10 | 15 | 42 9.7| 10 | 100 | 1.0 | o ]9554100010010-2
10 | 15 | 42 97| 10 | 100 | 20 | o ]9554100010020-2
12 | 18 | 50 | 117 | 12 | 100 ® 19554120010000-2
12 | 18 | 50 | 117 | 12 | 100 | 05 | o |9554120010005-2
12 | 18 | 50 | 117 ] 12 | 100 | 1.0 | o |9554120010010-2
12 | 18 | 50 | 117 | 12 | 100 | 20 | o |9554120010020-2
16 | 24 | 65 | 155 | 16 | 115 ® 19554160011500-2
16 | 24 | 65 |155| 16 | 115 | 1.0 | o |9554160011510-2
16 | 24 | 65 |155] 16 | 115 | 20 | o |9554160011520-2
16 | 24 | 65 |155| 16 | 115 | 3.0 | o |9554160011530-2
20 | 30 | 82 195 | 20 | 140 ® [9554200014000-2
20 | 30 | 82 |1895| 20 | 140 | 10 | o ]9554200014010-2
20 | 30 | 82 [185)| 20 | 140 | 20 | o ]9554200014020-2
20 | 30 | 82 [185| 20 | 140 | 30 | o ]9554200014030-2

® B Hanmumm / In stock
O WaroToBneHwue no 3anpocy / Produced to order only

PekoMeHnayeMble pexknMbl pe3anus ansa dpe3 9554 - 06paboTka ycTynos 1 nasos
Recommended cutting conditions for end mills 9554 - Shoulder milling and slotting

CKopocTb pesaHusi CkopocTb pesaHus
. Cutting speed Cutting speed
O6pabaTbiBaeMbli MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 6 8 @10 @12 16 @20
Yrnepoguctele,
JlernpoBaHHble cTanu, <ids
TBepaocTbio < 25 HRC <1d1 [<0.4d1 max 12mm 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
MHCTpyMeHTasbHbIE CTanu,
TBepAOCTHI0 25-45 HRC Ad1 |<0.3d1 m;ffgr;m %%2355 %%@2 0.05-0.06 |0.06-0.07|0.07-0.08| 0.08-0.09
Alloy steel and Tool steel ’ ’
25-45 HRC
HepxasetoLye ctanu 0.025- | 0.035- | 0.055- 0.06- 0.065-
Stainless steel A <02 0o 0035 | 0055 | 006 | 0065 | o007 |*07008
TuTtaHoBble CrifiaBbl 0.015- | 0.045- 0.06- 0.065-
Trenumaloy <1d1 [<0.2d1 <0.5d1 0035 0.055 0.05-0.06 0.065 0.07 0.07-0.08
T
T <1d1 |<0.1d1 <0.3d1 0012 | 0015 | 0019 | 0025 | 0034 | 0042
:Z’i"rzzi"s‘;::'team’;”"' <1d1 |<0.05d1 <0.3d1 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1. BbllwenpuBeAeHHbIE PEXIUMbI YKa3aHbl ANs )KECTKON TEXHONOrNYECKol CUCTEMB
2. [ins BbicokonernposaxHbix cTanet (>12% Cr), HepxxaBetoLLVX CTaseil M TUTAHOBbIX CMJIaBOB, CKOPOCTb Pe3aHnst 0JHKkHa 6biTb yMeHblueHa Ha 20-30% npy UCMoNbI30BaHNM 3MYILCUN

1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT95452=5 NEW
KoHueBble hpesbl ¢ pagnycoM 1 HepaBHOMEPHbIM
pa3nonoxeHnem 3ybbes ong 0bpaboTkm
TpyAHoobpabaTbiBaeMbIX MaTep1anos

End mills with corner radius and irredular teeth

for difficult to cut materials

10
12
16
20

Ao

~ 37°

Formris | | P/

DIN 6535
Form HA

ad1
’*\%
|
I
|
|
|
|
|
od !

Type 1

L1

od1
|

Type 2

od

di(hi0) L1 |de) R0.02) Type ARTNO ARTNo
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

)

9545030005702-2 9545030005702-2-HB

4 6 0. 1 ® | 9545040005702-2 | o |9545040005702-2-HB
5 13 6 57 0.3 1 ® | 9545050005703-2 | o |9545050005703-2-HB
6 | 13 6 571 03] 2 e | 9545060005703-2 | o |9545060005703-2-HB
8 | 19 8 631 04| 2 ® | 9545080006304-2 | o |9545080006304-2-HB
22 | 10 72 1 05| 2 o | 9545100007205-2 | e |9545100007205-2-HB

26 | 12 83 1 05| 2 o |9545120008305-2 | e |9545120008305-2-HB

32 | 16 92 | 05| 2 o | 9545160009205-2 | e | 9545160009205-2-HB

38 | 20 104 | 05| 2 o | 9545200010405-2 | e |9545200010405-2-HB

® B Hannuum / In stock

O W3roToeneHwue no 3anpocy / Produced to order only

PekoMeHyeMble pexxnMbl pe3anus ansa dpe3 9545 - 06paboTka ycTynos 1 nasos
Recommended cutting conditions for end mills 9545 - Shoulder milling and slotting

CkopocTb pe3aHus

CkopocTb pe3aHus

. Cutting speed Cutting speed
ObpabaTbiBaeMblit MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)

Ae

Ap | Ae Ap @3 | o4 | @5 | @6 | @8 | @10 | @12 | @16 | @20
YrnepogucTble,
”erMpOBaHHble cTanu, <1d1
TBepaocTbio < 25 HRC | <1.5d1 |<0.4d1 i - 0012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 | 0.074 | 0.087 | 0.095
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
MHCprMBHTaI‘IbeIe cTtanu, <O 7C|1
TBEpAOCTbIO 25-45 HRC | <1.5d1|<0.4d1 e o 001 |0.015|0.018 | 0.022 | 0.036 | 0.045 | 0.055 | 0.067 | 0.075
Alloy steel and Tool steel
25-45 HRC
;';‘i’;'l‘:::':tf;em"“ <15d1|<0.4d1 <05d1 0008 | 0.01 | 0014|0017 | 0.03 |0.037 |0.043 | 0.05 |0.058
m;iﬁ?;b;i;;'”“b' <1d1 |<0.3d1 <0.4d1 0.009 | 0.011 | 0.015 | 0.019 | 0.032 | 0.04 |0.048 | 0.056 | 0.064
T
Tg‘;'l‘u . <1d1 |<0.3d1 <0.4d1 0.007 | 0.009 | 0.013 | 0.016 | 0.025 | 0.034 | 0.04 |0.046 | 0.052
mfﬂ"r';zi"s‘:::'faclg’;aB"' <1d1 |<0.2d1 <0.4d1 0.006 |0.008 | 0.01 |0.012 | 0.02 | 0.024 | 0.028 | 0.034 | 0.04

1. BblLenpuBefeHHbIE PEXUMbI YKa3aHbl 4715 JKECTKOM TEXHOIOMMYECKOM CUCTEMbI
2. [ins BbicokonernposanHbix cTanen (>12% Cr) v Hepxaserowmx cTanei, CKOpoCTb pesaHms Lo/HKHa BbITb yMeHblueHa Ha 20-30% npy 1cronbi3oBaHUM 3MybCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

//
/
UMT 9226 Z=6 UMT 9326 Z=6 24
45°
KoHueBble dhpesbl YanMHEHHbIE KOHLEBbIE (hpe3bl -
End mills Long end mills D";W
L L
L1 L1
- B NNV | o° — | N B °
3 NN S 3 NNy S
Q_Q’VQ{'D ,J;B(-b
na&
ic:
6 | 13 6 | 57 9226060005700-2 6 | 30 6 | 75| e |9326060007500-2
8 | 19 8 | 63| e |9226080006300-2 8 | 30 8 | 75 | e |9326080007500-2
10 | 22 | 10 | 72| e |9226100007200-2 10 | 40 | 10 | 100 | e |9326100010000-2
12 | 26 | 12 | 83| e |9226120008300-2 12 | 45 | 12 | 100 | e |9326120010000-2
16 | 32 | 16 | 92 | e |9226160009200-2 16 | 55 | 16 | 115 | e |9326160011500-2
20 | 38 | 20 | 104 | e |9226200010400-2 20 | 65 | 20 | 120 | e |9326200012000-2

® B Hannumu / In stock ® B Hanuuum / In stock

PekoMeHyeMble pexxnMbl pe3anus ansa dpes 9226, 9326 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9226, 9326 - Shoulder milling

CkopocTb pe3anus - 9226 | CkopocTb pe3aHus - 9326
. Cutting speed - 9226 Cutting speed - 9326
ObpabaTbiBaeMblit MaTepran d1- AnaMeTp MHCTPYMeHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae Ae
Ap Ae Ap Ae 6 8 210 712 16 @20

Yrnepoguctble,
JlernpoBaHHble cTanu

! 0.05- 0.055- | 0.065- 0.075-
TBEpAOCThio < 25 HRC <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0.03-0.04 | 0.04-0.05 0,055 0,065 0.075 0,085
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
MHcTpyMeHTanbHbIe CTanu,
TBEpAOCTHI0 25-45 HRC <15d1|<0.05d1 <2d1 |<0.05d1 %%2355 %%i% 0(']0[‘)‘55' 0.05-0.06|0.06-0.07 | 0.07-0.08
Alloy steel and Tool steel ' ' '
25-45 HRC
Hep>xasetowwme ctanu 0.025- | 0.035- | 0.045-
Stainless stecl <1.5d1 |<0.05d1 <2d1 {<0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
Cepbiit yyryH GG ! ) 0.05- 0.055- | 0.065- 0.075-
Cact iron GG <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0.03-0.04|0.04-0.05 0.055 0.065 0075 0085
BbicokonpouHbii 4yryn GGG 0.025- | 0.035- | 0.045-
Nodular cast iron GGG <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0035 0045 0.05 0.05-0.06|0.06-0.07|0.07-0.08
TuTaHoBbIe cnnasbl 0.025- 0.035- | 0.045-
Theiion oy <1.5d1 [<0.05d1 <2d1 <0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08

[ins BbicokonernpoeaxHbix craneil (>12% Cr), HepxKaBetoLLMX CTaneil 1 TUTaHOBbIX CMIaBoB,
CKOPOCTb pe3aHis JomkHa 6biTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHUY 3MYNbCUN
For high alloyed steel (>12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




@] TBEPOCMABHBI MIHCTPYMEHT » KOHUEBbIE ®PE3bI

UMT 9060 Z-6-10

KoHuesble dpesbl gns 06paboTku
3aKafIeHHbIX MaTep1asnoB
End mills for hardened materials

L1

D d1

6| 13| 6 | 57| 6 | e |9060060005700-1
8| 19 | 8 | 63| 6 | e |9060080006300-1
10 | 22 | 10 | 72| 6 | e |9060100007200-1
12 [ 26 | 12 | 83| 8 | e [9060120008300-1
16 | 32 | 16 | 92 | 10 | e |9060160009200-1
® B Hanmumm / In stock
PekoMeHayeMble pexkuMbl pesatus ana dpes 9060 - 06paboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9060 - Shoulder milling and slotting
CkopocTb
o pesaHna
O6pabaTbiBaeMblit MaTepuan Ap[ . d1 - OMamMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
. | Ap Cutting . . ;
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae Ap 6 - 28 @8- 210 210-212 | @12-216
3akaneHble ctanun 45-55 HRC
o e ] AIBE AT <1d1 |<0.05d1 <0.1d1 0.02-0.025 | 0.025-0.03 0.03-0.04 0.03-0.05
Sawanensie cramt 5560 HRC |- 4y | 5 55, <0.05d1 0.01-0.02 0.02-0.03 0.03-0.04 0.03-0.04

Hardened steel 55-60 HRC




END MILLS - SOLID CARBIDE CUTTING TOOLS

UMT 9654 Z2-4

Cchepuueckne hpesbl C KOPOTKOM peXXYLLEN YacTbio U
3aHMXEHHOW LenKon ans 06paboTky 3aKaNieHHbIX MaTepPManoB
Ball nose end mills with short cutting length and

relieved neck for hardened materials

(um¢]

L2

L1

30°

]

@ di
Dd2

Type 1

L2
L1

®d

@ d1

Type 2

@d

3 5 10 2.9 6 75| 15 ° 1

9654030007500-1
4 6 | 13 3.9 6 75| 20| e 1 |9654040007500-1
5 8 | 16 4.9 6 75| 25| e 1 |9654050007500-1
6 9 | 20 5.8 6 751 30| e 2 19654060007500-1
8 | 12 | 25 7.8 8 [ 100 | 40| e 2 19654080010000-1
10 | 15 | 32 97| 10 | 100 | 50 | e 2 19654100010000-1
12 | 18 | 38 |11.7 ] 12 | 100 | 60 | e 2 19654120010000-1
® B Hanuuum / In stock
PekomeHayeMble pexkMbl pesaHust ans gpes 9654
Recommended cutting conditions for end mills 9654
Ae CkopocTtb
; pesaHust
O6pabaTbiBaeMbIit MaTepuan Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogava Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae a3 a4 a5 76 @8 @10 @12
3akanenble ctanu 45-55 HRC
T Y e <0.02d1 | <0.03d1 [Pl ®s} 0.04 0.048 0.05 0.054 0.057 0.057 0.059
3akanenble ctanu 55-60 HRC
Hardened stesl 5560 HRC <0.015d1 | <0.02d1 |EETe[osuEo} 0.038 0.045 0.046 0.052 0.056 0.056 0.058




TBEPZOCMNJIABHbI/ UHCTPYMEHT « KOHLIEBbIE ®PE3bl

7
UMT 9412 Z=2 DIN |1 UMT 9413 Z-3 DIN J§2% @

6528 [FRY 45

KoHuesble chpesbl ans ; KoHuesble hpesbl ans

3
0bpaboTkKM antoMnHMA | | 06paboTkM antoMUHNS | |
End mills for aluminium End mills for aluminium

L L

g 5 RS :
L | L |

HM \ HM
i@ | La | obo | L | S| Ao | T T T T e
\ 3 7 3 38 e |9412030003800-0 \ 3 7 3 38 e |9413030003800-0
\ 4 8 4 50 e |9412040005000-0 4 8 4 50 e |9413040005000-0
5 10 5 50 e |9412050005000-0 5 10 5 50 e |9413050005000-0

6 10 6 57 e |9412060005700-0 6 10 6 57 e |9413060005700-0

8 16 8 63 e |9412080006300-0 8 16 8 63 e |9413080006300-0

10 19 10 72 e [9412100007200-0 10 19 10 72 e |9413100007200-0
12 22 12 83 e |9412120008300-0 10 19 10 72| 05| o |9413100007205-0
14 22 14 83 e [9412140008300-0 10 19 10 72| 10| o |9413100007210-0
16 26 16 92 e |9412160009200-0 12 | 22 12 83 e |9413120008300-0
18 26 18 92 ® |9412180009200-0 12 | 22 12 83| 05| o |9413120008305-0
20 32 20 104 e |9412200010400-0 12 | 22 12 83| 10| o |9413120008310-0

o B namam/ In stock 14 [ 22 | 14| 83 e [9413140008300-0
16 | 26 16 92 e |9413160009200-0

16 | 26 16 92| 05| o |9413160009205-0

16 | 26 16 92| 10| o |9413160009210-0

18 | 26 18 92 e |9413180009200-0

20 | 32 | 20 | 104 e |9413200010400-0

® B Hanuumm / In stock
O W3roToeneHwue no 3anpocy / Produced to order only

UMT 9512 2-2
KoHueBble chpesbl ¢ pagnycom
ansi 0bpaboTkM antoMUHNA

2
Y
2
End mills with corner radius
for aluminium

R
-
L
.L_‘
A ] s
Q.
L |
HM
| T O T T T B
| 4 8 4 50 0.3 e |9512040005003-0
6 12 6 57 0.5 e |9512060005705-0
8 16 8 63 0.5 e |9512080006305-0
8 16 8 63 1.0 e |9512080006310-0
8 16 8 63 1.5 e |9512080006315-0
10 20 10 72 0.5 e |9512100007205-0
10 20 10 72 1.0 e |9512100007210-0
10 20 10 72 1.5 e [9512100007215-0
12 24 12 83 1.0 e |9512120008310-0
12 24 12 83 1.5 e |9512120008315-0
12 24 12 83 2.0 e |9512120008320-0

® B Hanuumu / In stock



END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

PekoMeHayeMble pexxuMbl pesaHuns ans dpes 9412, 9413, 9512 - O6bpaboTka ycTynos

Recommended cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
© pesaHua
ObpabatbiBaeMblit MaTepuan Ap Cuttin d1 - graMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap | Ae HM @3-06 | ©6-08 | @8-210 |@10-@12 | @12- @16 | @16 - 2320
Aniomunneseie cnasai Si<8% | 45y | (939 220230  005-006 | 006-008 | 008-011 | 0.11-014 | 0.14-0.18 | 0.18-0.20
Aluminium alloy Si<8%
Antomurivesele cnnasei S>8% | 4oy, | 033 180-490 004006 | 0.06:0.07 | 0.07-010 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18
Cast aluminium Si>8%
ggs;:f':”f;““b' <15d1|<03d1  140-155  0.04-0.06 | 0.06-0.07 | 0.07-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18

PekomeHayeMble pexkMbl pe3anus gna gpes 9412, 9413, 9512 - O6paboTtka na3os
Recommended cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
. pesaHus
ObpabaTtbiBaeMbilt MaTepuan A Cuttin d1- AMaMeTp MHCTPyMEHTa MM fz - nogaya Ha 3y6 MM
Work material p speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM 3 -6 @6-28 | @8-010 | P10-312 | @12 - 316 | 16 - 320
G LEEEE CRIEEE i Adi 180-190  002-004 | 004006 | 006008 | 0.080.11 | 0.11-0.13 | 0.13-0.16
Aluminium alloy Si<8%
AniomitmeBble cnnassi Si>8% <1d1 160-170  0.02-0.04 | 0.04-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Cast aluminium Si>8%
EEAUE AU <1d1 130-140  0.02-004 | 0.04-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Copper alloy

1. BbILLIEI'IpVIBEJJ,eHHbIE PeXnMbl yKasaHbl Ansa HKECTKOW TEXHONIOTMYECKON CUCTEMBI

2. MNpv Bpe3aHuu Nof, YrioM, PEKOMEHAYETCS CHU3WUTb pexxuMbl pe3aHus Ha 30-60% oT ykasaHHbIX B Tabnvuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended

BbicokockopocTHbIE pexxnMbl pe3aHns ans dpes 9412, 9413, 9512 - O6paboTka ycTynos
High speed cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
O6pabaTbiBaeMblit MaTepuan API Eiﬁ:m d1 - AMaMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material I speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap | Ae HM @3-06 | @6-08 | @8-210 [@10-212 |@12- @16 | @16 - @20
AniomutmeBble cnassi Si<B% | gg4. | (03d;  360-400  0.04-0.055 | 0055008 | 0.08-011 | 0.11-0.13 | 0.13-0.18 | 0.18-020
Aluminium alloy Si<8%
Antomurnessie cnnasel Si>8% | g4, | (03d;  330-350  0.035-0.045| 0045007 | 007-010 | 0.10-012 | 0.12-015 | 0.15-0.17
Cast aluminium Si>8%
Egg;:f‘:lg;”“"' <0.8d1|<0.3d1 260280  0.035-0.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

BbicokockopocTHble pexxuMbl pesaHus ans pes 9412, 9413, 9512 - O6paboTka nasos
High speed cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
@ pesaHusa
ObpabaTbiBaeMblit MaTepuan A Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material P speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM @3-06 | @6-28 | @8-210 |@10-212 | @12- 216 | @16 - @520
OB 8 Bt 2 <05d1 360-380  0.02-0.04 | 0.04-006 | 0.06-007 | 0.07-008 | 0.08-0.11 |0.11-0.125
Aluminium alloy Si<8%
Antomurvessie cnnassi Si>8% <0.5d1 290-300  0.02-0.04 | 0.04-0.05 | 0.05-0.06 | 0.06-0.07 | 0.07-0.09 | 0.09-0.11
Cast aluminium Si>8%
DTS R <0.5d1 210-230  0.02-0.04 | 0.04-005 | 005006 | 0.06-0.07 | 0.07-0.09 | 0.09-0.11
Copper alloy

1. BbILUQI'IpVIBE,EI,eHHbIE PeXnMbl yKasaHbl Ansa JKECTKOW TEXHOOTNYECKON CUCTEMBI

2. [pu Bpe3aHuu Nog, yrnom, pekoMeHyeTcst CHU3UTb pexxuMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended




TBEPZOCMNJIABHbI/ UHCTPYMEHT « KOHLIEBbIE ®PE3bl

UMT 9422 z2-2 m-’ UMT 9423 Z-3

45° 4

YpnviHeHHble KoHLeBble (pesbl

YanHeHHble KOHUEBbIe (hpe3sbl

P

Ans 06paboTkM antoMUHNUS | | Aans 06paboTky antOMUHUS
Long end mills for aluminium Long end mills for aluminium
L L
L1 L1
SR AR N 3 g -~ 3
" \ "
HM ' HM
dies)| L1 d (he) L |Stock |[ARTNo * \ di@eg | L1 d (he) L |Stock |[ARTNo *
3 18 3 60 e |9422030006000-0 \ 3 18 3 60 e [3423030006000-0
4 24 4 60 e |9422040006000-0 4 24 4 60 e 9423040006000-0
5 26 5 75 e |9422050007500-0 5 26 5 75 e |9423050007500-0
6 30 6 75 e |9422060007500-0 6 30 6 75 ® 9423060007500-0
8 30 8 75 e |9422080007500-0 8 30 8 75 e 9423080007500-0
10 40 10 100 e |9422100010000-0 10 40 10 100 e 19423100010000-0
12 45 12 100 e |9422120010000-0 12 45 12 100 e [9423120010000-0
16 45 16 100 ® |9422160010000-0 16 45 16 100 e 19423160010000-0
® B Hanunumu / In stock ® B Hanuumu / In stock
PekomeHgyeMble pexxnMbl pe3aHus ansa dpes 9422, 9423 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9422, 9423 - Shoulder milling
CkopocTb
O6pabaTbiBaeMblit MaTEpUan API Eesaﬂma d1- OMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
) | utting X . .
Work material s d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM @3- 6 76 - &8 @8- 210 @10- 12 @12 - 16

AntoMuHMeBble cninaBbl Si<8%

Aluminium alloy Si<8% <1.5d1 |<0.15d1 170-180 0.03-0.05 0.06-0.08 0.085-0.10 0.10-0.125 0.125-0.15

AntoMuHMeBble cnnasbl Si>8%
Cast aluminium Si>8%

t'-sg;::":”f;"af’b' <15d1 |<0.15d1  90-100 0.025-0.05 0.06-0.08 0.08-0.09 0.09-0.12 0.12-0.15

<1.5d1 |<0.15d1 140-150 0.025-0.05 0.06-0.08 0.08-0.10 0.10-0.125 0.125-0.15




END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9453 Z-3

KoHueBble hpesbl C KOPOTKOW PEXYLLEN YacTbH 1
3aHV)KEHHOM LLenKon ans 06paboTky antoMmnHuS
End mills with short cutting length and
relieved neck for aluminium

L2

L1

Ddi

@d

@)

e

45°

D R0.2:0.3|

Is

. |

HM
| T R T T A B
6 10 26 5.6 6 75 ® [9453060007500-0
6 10 26 5.6 6 75| 0.5 o |9453060007505-0
6 10 26 5.6 6 75| 1.0 o 19453060007510-0
8 12 34 74 8 75 e [9453080007500-0
8 12 34 74 8 75| 0.5 o 19453080007505-0
8 12 34 74 8 75| 1.0 o |9453080007510-0
10 15 42 94| 10 | 100 ® [9453100010000-0
10 15 42 94| 10 | 100 | 0.5 o |9453100010005-0
10 15 42 94| 10 | 100 | 1.0 o ]9453100010010-0
10 15 42 94| 10 | 100 | 2.0 o [9453100010020-0
12 18 50 | 114 | 12 | 100 e |9453120010000-0
12 18 50 | 114 | 12 | 100 | 05 o |9453120010005-0
12 18 50 | 114 | 12 | 100 | 1.0 o [9453120010010-0
12 18 50 | 114 | 12 | 100 | 2.0 o |9453120010020-0
16 24 65 | 152 | 16 | 115 e |9453160011500-0
16 24 65 | 152 | 16 | 115] 1.0 o [9453160011510-0
16 24 65 | 152 | 16 | 115 ] 20 o 19453160011520-0
16 24 65 | 152 | 16 | 115 ] 3.0 o ]9453160011530-0
20 30 82 | 180 ] 20 | 150 e [9453200015000-0
20 30 82 | 180 | 20 | 150 | 1.0 o |9453200015010-0
20 30 82 | 180 ] 20 | 150 | 2.0 o ]9453200015020-0
20 30 82 | 180 ] 20 | 150 | 3.0 o [9453200015030-0

® B Hanuuum / In stock

O WaroToenenue no 3anpocy / Produced to order only

PekomMenayeMble pexxuMbl pe3anus ansa dpe3 9453 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9453 - Shoulder milling

CKopocTb pesaHust

BbICOKOCKOPOCTHBIN PeXxmnM

y Cutting speed High Speed Cutting
ObpabaTbiBaeMblil MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae Ae
Ap | Ae HM Ap | Ae HM o6 18 210 | @12 | @16 | @20

Antommnuessie cnnasbi Si<B% | 4 54| .0 14 165175 <1di [<0.1d1 270310 005 | 008 | 010 | 012 | 016 | 018

Aluminium alloy Si<8%

Antomurmeseie cnnassi Si>8% | 4 5 | 14y 135-145 <idi |<0.1d1 250-270 0045 | 007 | 009 0.11 014 | 0.16

Cast aluminium Si>8%

LB bkt <12d1|<0.1d1 105-120 <1idt |<0.1d1 195215 0045 | 007 | 009 0.11 014 | 016

Copper alloy

PekomeHayeMble pexkvMbl pe3anuns ana dpes 9453 - ObpaboTka nasos
Recommended cutting conditions for end mills 9453 - Slotting

CkopocTb pe3aHus BbICOKOCKOPOCTHBIN peXxum
Cutti d i i
ObpabaTbiBaeMbilt MaTepuan AN P i nSigaed (i d1- AMaMeTp MHCTPyMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ap HM Ap HM 6 8 @10 @12 716 @20
S TTIRELTR (OO ER SH4ES <0.8d1 135-145  <0.4d1 270290 004 | 006 | 007 0.08 011 | 0.125
Aluminium alloy Si<8%
Aniomuressie Cnnasel Si>8% | gy 490439  <04ds 220230 004 | 005 | 006 | 007 | 009 | 011
Cast aluminium Si>8%
AU CIELE] <08d1  100-110  <04d1  160-180 004 | 005 | 006 | 007 | 009 | 011
Copper alloy

1. BblLLenpyBeAeHHbIE PEXUMbI YKa3aHbl Asi KECTKON TEXHONIOMMYECKON CUCTEMbI
2. Ecnu BbineT nHcTpyMeHTa Gonee 4d, CKOpocTb pe3aHis JOMKHA BbITb CHIDKEHA
3. Mpu BpesaHuu nog, yriom, pekoMeHLyeTcsi CHU3UTb pexxuMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. If the overhang length is more than 4d, cutting speed should be reduced

3. In case of ramping, reduction of the above data by 30-60% is recommended




@] TBEPOCMABHBI MIHCTPYMEHT » KOHUEBbIE ®PE3bI

UMT 9652 2-2
Cchepuueckne pesbl C KOPOTKOM peXYLLEN YacTbio U

/4
45°
3aHKEHHOW LLerKon ans 06paboTky antoMUHNUS |'k_5'|
Ball nose end mills with short cutting length

and relieved neck for aluminium L
L2
PR
f - 7} 77777777777 Type 1
ol & B8 o
S S ©
L
L2
L1
g B &'\ QN NSRS S 8| Type?2
xS &
S
&
HM
di@es)| L1 L2 d2 | d@me) L |R@y2)|Stock | Type |[ARTNo ©
3 5 9 2.7 6 75| 15| e 1 [9652030007500-0
4 6 12 3.7 6 75| 20| e 1 [9652040007500-0
5 8 15 4.7 6 75| 25| e 1 [9652050007500-0
6 | 10 54 | 57 6 {100 | 30| e 2 19652060010000-0
8 | 12 54 | 74 8 | 100 | 40| e 2 19652080010000-0
10 | 15 54 | 94| 10 | 100 | 50| e 2 19652100010000-0
12 | 18 80 | 114 | 12 | 150 | 60| e 2 19652120015000-0
16 | 24 80 |152 | 16 | 150 | 80| e 2 19652160015000-0
20 | 30 80 |190 | 20 | 150 | 100 | e 2 19652200015000-0

® B Hanuuum / In stock

PekoMeHayeMble pexxnMbl pe3aHus ansa gpe3 9652
Recommended cutting conditions for end mills 9652

Ae CkopocTb
. pesaHus
O6pabaTbiBaeMbl MaTepuan Cuttin d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae HM 3 -6 26-28 | @8-210 | 210-212 | @12 - 316 | 16 - §20

AntoMuHMeBbIE cnnaBbl Si<8%
0! eBble crnaBbl Si<8% <0.2d1

At sy S <0.3d1 130-180 0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20

AntoMuHneBble cnnaebl Si>8%
Cast aluminium Si>8%

Eg;;::‘:lg;”am" <01di | <0.3d1  90-130  0.011-0.03 | 0.022-0.06 | 0.03-0.08 | 0.04-0.12 | 0.050.15 | 0.06-0.20
1. Ecnu BbineT MHcTpymeHTa 6onee 4d, ckopocTb pe3aHust A0MmKHa BbITb CHUXKEHA

2. Npv Bpe3aHWK NOf, YTIoM, PEKOMEHAYETCS CHU3WTL peXuMbl pe3aHis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. If the overhang length is more than 4d, cutting speed should be reduced

2. In case of ramping, reduction of the above data by 30-60% is recommended

<0.2d1 | <0.3d1 100-130 0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20




WHCTPYMEHT MO 3ANPOCY - TOOLS ON REQUEST CNELUMANBHBIE ®PE3bl « SPECIAL END MILLS @]

3AMNPOC / REQUEST

Jata/Date: ...

KIIBHT / CUS OB o
K BHUMaHMIO MHXKEHEPA / ATtN:

O, PO,
B NIl

Ykaxute TMn MHCTpyMeHTa / Select type of tool

L
A L2
‘\/ L1
S ] | O
S 8 3
L
A L1
X\
I O ] o
3 i 2
L3 -
A L2
X L1
s S =
& 3 $ a
S

YkaxuTte Bup A / Select shape A

(9w (5 (o

0o o o o 0O

@d MM
mm
Ad1 MM
mm
ad2 MM
mm
L MM
mm
L1 MM
mm
Lo MM
mm
L3 MM
mm
(X, o
Ch MM
mm
oCh °
Rcr MM
mm
R MM
mm
r MM
mm

[] Het/No

O6pabaTbiBaeMbIi MaTepuan / Material to be machined: ... .
BHyTpeHHee oxnaxpaeHue / Internal cooling: |:| Na/Yes

KonuyectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBKM / Helix angle: ...
Mokpeitne / Coating:  [] Ha/Yes [ ] Her/No

KOAMUECTBO, LUT. / QUANTIEY, PCS.t e
MPUMEYHAHNS / NOTES:



@] NPUMEYAHMA - NOTES






[E] TBEPIOCMABHbI/ MIHCTPYMEHT - CBEPJA

KomnaHus UMT npon3BoamnT acCOPTUMEHT CTaHAAPTHBIX UMT produces general range of standard solid carbide drills
TBEpAOCMIaBHbIX ceepn, aimHon 3D n 5D, ¢ v 6e3 with 3D and 5D lengths, with and without internal cooling.
BHyTpeHHero noggoga COX. Ceepna npon3sogsTcs The UMT drills are also being produced according to DIN

no ctaHgapty DIN - ¢ ycuneHHbIM XBOCTOBUKOM. standard - with reinforced shank. Thanks to the improved
Bbnaropaps ynyuweHHol pexyLuei reometpun UMT, UMT cutting geometry, the drills are fit to machine variety
ceepna obecneynBaoT 06paboTKy pa3NYHbIX TUMNOB of materials. The company is able to produce special carbide
obpabaTbiBaeMoro MaTepuana. drills upon request.

KoMnaHus Takxxe nMeeT BO3SMOXHOCTb MOCTaBKM
cneynanibHbIX TBEPAOCMJIABHbIX CBEPJI MO 3anpocy.

TABJIULIA BbIBOPA CBEPJ1/DRILLS SELECTION CHART
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@] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8101 L
LleHTpoBoYHbIe cBepna ans ctaHkos ¢ HITY
NC center drills

@d1
\
|

ART No
3 9 38 e |81010300038-1
4 10 50 e 810104000501
5 13 50 e [81010500050-1
6 13 57 e 810106000571
8 20 63 e [81010800063 1
10 22 72 e 810110000721
12 22 83 e [81011200083 1

® B Hanuumu / In stock

PekomeHayeMble pexkuMbl pesanust gns ceepn 8101 / Recommended cutting conditions for drills 8101

. CkopocTb pesaHus
ObpabaTbiBaeMblit MaTepuan Cutting speed d1 - AMaMeTp MHCTPYMEHTa MM f - nogaya Ha o6opoT MMm/06.

Work material . d1 - diameter in mm f - feed per revolution in mm/rev.
Ve (m/min)

nanoTEC1 3-24 D4 - &5 &5 - 6 26 - 8 28-210 | &10-212

Yrnepoauctbie, JlervposaHHble cTany,
TBepaocThio < 25 HRC 50-70 0.05-0.08 0.06-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.26
Carbon steel and Alloy steel < 25 HRC

JNerupoBaHHble, UHCTpyMeHTanbHbIe cTanu,

TBepaocTbio 25-45 HRC 30-50 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20
Alloy steel and Tool steel 25-45 HRC

Hepxxagetowme ctanu / Stainless steel 30-40 0.03-0.07 0.04-0.09 0.06-0.11 0.06-0.12 0.09-0.12 0.12-0.18
Cepblit 4yryH GG/ Cast iron GG 60-80 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20

BeicokonpoyHsiit yyryH GGG
Nodular cast iron GGG

AntomyHueBble cnnasbl /Aluminium alloy 100-140 0.06-0.10 0.08-0.12 0.09-0.14 0.10-0.18 0.14-0.26 0.18-0.32
MenHsble cninasbl / Copper alloy 70-100 0.06-0.09 0.08-0.11 0.09-0.13 0.10-0.16 0.12-0.20 0.15-0.26
TutaHoBble cnnassl / Titanium alloy 20-30 0.017-0.04 | 0.027-0.05 | 0.033-0.055 | 0.037-0.063 | 0.042-0.07 | 0.047-0.08

40-60 0.03-0.07 0.04-0.09 0.06-0.11 0.06-0.12 0.09-0.12 0.12-0.18




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8211
CnupanbHble cBepa C YCUNEHHBIM XBOCTOBUKOM
Twist drills with reinforced shank

od1
|
ad

ART No ART No

3.0 20 6 62 ° 82110300062-1 74 | 41 8 79 ° 82110740079-1
31l 20 6 62 o 82110310062-1 75 | 41 8 /9 o 82110750079-1
3.2 20 6 62 o 82110320062-1 76 | 41 8 79 o 82110760079-1
3.3 20 6 62 ° 82110330062-1 77 | 41 8 /9 o 82110770079-1
34 | 20 6 62 o 82110340062-1 78 | 41 8 79 ° 82110780079-1
35 20 6 62 ° 82110350062-1 79 | 41 8 /9 o 82110790079-1
3.6 20 6 62 o 82110360062-1 8.0 | 41 8 79 ° 82110800079-1
37 20 6 62 ° 82110370062-1 8.1 | 47 10 89 o 82110810089-1
3.8 24 6 66 o 82110380066-1 8.2 | 47 10 89 o 82110820089-1
38 24 6 66 o 82110330066-1 83 | 47 10 89 o 82110830089-1
4.0 24 6 66 ° 82110400066-1 8.4 | 47 10 89 o 82110840089-1
4.1 24 6 66 o 82110410066-1 85 | 47 10 89 ° 82110850089-1
4.2 24 6 66 ° 82110420066-1 8.6 | 47 10 89 o 82110860089-1
43 24 6 66 o 82110430066-1 8.7 | 47 10 89 o 82110870089-1
44 | 24 6 66 o 82110440066-1 8.8 | 47 10 89 ° 82110880089-1
4.5 24 6 66 ° 82110450066-1 89 | 47 10 89 o 82110830089-1
4.6 24 6 66 ° 82110460066-1 9.0 | 47 10 89 ° 82110900089-1
47 24 6 66 o 82110470066-1 9.1 | 47 10 89 o 82110910089-1
4.8 28 6 66 o 82110480066-1 9.2 | 47 10 89 o 82110920089-1
4.9 28 6 66 o 82110430066-1 93 | 47 10 89 ° 82110930089-1
5.0 28 6 66 ° 82110500066-1 9.4 | 47 10 89 o 82110940089-1
5.1l 28 6 66 o 82110510066-1 95 | 47 10 89 ° 82110950089-1
5.2 28 6 66 ° 82110520066-1 9.6 | 47 10 89 o 82110960089-1
5.3 28 6 66 o 82110530066-1 9.7 | 47 10 89 o 82110970089-1
54 | 28 6 66 o 82110540066-1 9.8 | 47 10 89 o 82110980089-1
5.5 28 6 66 o 82110550066-1 99 | 47 10 89 o 82110990089-1
5.6 28 6 66 ° 82110560066-1 100 | 47 10 89 ° 82111000089-1
5.7 28 6 66 o 82110570066-1 10.2 55 12 102 ° 82111020102-1
5.8 28 6 66 o 82110580066-1 10.3 55 12 102 o 82111030102-1
58 28 6 66 o 82110530066-1 10.5 55 12 102 ° 82111050102-1
6.0 28 6 66 ° 82110600066-1 10.8 55 12 102 ° 82111080102-1
6.1 34 8 79 o 82110610079-1 11.0 55 12 102 ° 82111100102-1
6.2 34 8 79 o 82110620079-1 11.2 55 12 102 ° 82111120102-1
6.3 34 8 79 o 82110630079-1 115 55 12 102 o 82111150102-1
64 | 34 8 79 o 82110640079-1 12.0 55 12 102 ° 82111200102-1
6.5 34 8 79 o 82110650079-1 124 | 60 14 107 o 82111240107-1
6.6 34 8 79 o 82110660079-1 125 60 14 107 ° 82111250107-1
6.7 34 8 79 o 82110670079-1 12.7 60 14 107 o 82111270107-1
6.8 34 8 79 ° 82110680079-1 13.0 60 14 107 ° 82111300107-1
6.9 34 8 79 o 82110630079-1 135 60 14 107 o 82111350107-1
7.0 34 8 79 o 82110700079-1 14.0 60 14 107 ° 82111400107-1
71 | 41 8 79 o 82110710079-1 145 65 16 115 ° 82111450115-1
72 | 41 8 79 o 82110720079-1 16.0 65 16 115 ° 82111600115-1
73 | 41 8 79 o 82110730079-1

® B Hanuumu / In stock

O WaroTosnenwue no 3anpocy / Produced to order only

PekoMeHyeMble pexxuMbl pe3aHus gns ceepn 8211/ Recommended cutting conditions for drills 8211

CkopocTb pesaHust
Cutting speed
Ve (m/min)

nanoTEC1 &3 - 26 26 - &8 28-010 | @10-212 | @12-214 | $14- 16

ObpabaTbiBaeMblit MaTepuan
Work material

d1 - OMamMeTp MHCTPYMEHTa MM f - nogaya Ha obopoT MM/06.
d1 - diameter in mm f - feed per revolution in mm/rev.

YrnepoaucTeie, JlervpoBaHHble cTanu,
TBEpAoCTbIo < 25 HRC 80-110 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

JlernpoBaHHble, HCTpyMeHTasnbHble CTanu,
TBEpAoCTbi0 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC

Cepuiit wyryH GG / Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryH GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




[E] TBEPOCM/ABHBI/ MIHCTPYMEHT - CBEPJIA

UMT 8221
CnupanbHble CBepna C YCUIEHHBIM XBOCTOBMKOM
Twist drills with reinforced shank

2di

ART No
30 | 28 | 6 | 66| e 74 53 | 8 | 91| e

82210300066-1 . 82210740091-1
3.1 28 6 66 o 82210310066-1 75 53 8 91 o 82210750091-1
3.2 28 6 66 o 82210320066-1 7.6 53 8 91 o 82210760091-1
3.3 28 6 66 [ 82210330066-1 7.7 53 8 91 o 82210770091-1
3.4 28 6 66 o 82210340066-1 7.8 53 8 91 [ 82210780091-1
3.5 28 6 66 [ 82210350066-1 7.9 53 8 91 o 82210790091-1
3.6 28 6 66 o 82210360066-1 8.0 53 8 91 [ 82210800091-1
3.7 28 6 66 [ 82210370066-1 8.1 61 10 103 o 82210810103-1
3.8 36 6 74 o 82210380074-1 8.2 61 10 103 o 82210820103-1
3.9 36 6 74 o 82210390074-1 8.3 61 10 103 o 82210830103-1
4.0 36 6 74 ° 82210400074-1 8.4 61 10 103 o 82210840103-1
4.1 36 6 74 o 82210410074-1 8.5 61 10 103 ° 82210850103-1
4.2 36 6 74 ° 82210420074-1 8.6 61 10 103 o 82210860103-1
4.3 36 6 74 o 82210430074-1 8.7 61 10 103 o 82210870103-1
4.4 36 6 74 o 82210440074-1 8.8 61 10 103 [ 82210880103-1
4.5 36 6 74 [ 82210450074-1 8.9 61 10 103 o 82210890103-1
4.6 36 6 74 ° 82210460074-1 9.0 61 10 103 [ 82210900103-1
4.7 36 6 74 o 82210470074-1 9.1 61 10 103 o 82210910103-1
4.8 44 6 82 o 82210480082-1 9.2 61 10 103 o 82210920103-1
4.9 44 6 82 o 82210490082-1 9.3 61 10 103 ° 82210930103-1
5.0 44 6 82 ° 82210500082-1 9.4 61 10 103 o 82210940103-1
5.1 44 6 82 o 82210510082-1 9.5 61 10 103 ° 82210950103-1
5.2 44 6 82 ° 82210520082-1 9.6 61 10 103 o 82210960103-1
5.3 44 6 82 o 82210530082-1 9.7 61 10 103 o 82210970103-1
5.4 44 6 82 o 82210540082-1 9.8 61 10 103 o 82210980103-1
5.5 44 6 82 o 82210550082-1 g9 61 10 103 o 82210990103-1
5.6 44 6 82 ° 82210560082-1 10.0 61 10 103 [ 82211000103-1
5.7 44 6 82 o 82210570082-1 10.2 71 12 118 ° 82211020118-1
5.8 44 6 82 o 82210580082-1 10.5 71 12 118 [ 82211050118-1
59 44 6 82 o 82210590082-1 10.8 71 12 118 ° 82211080118-1
6.0 44 6 82 ° 82210600082-1 11.0 71 12 118 [ 82211100118-1
6.1 53 8 91 o 82210610091-1 11.2 71 12 118 ° 82211120118-1
6.2 53 8 91 o 82210620091-1 12.0 71 12 118 [ 82211200118-1
6.3 53 8 91 o 82210630091-1 12.5 77 14 124 ° 82211250124-1
6.4 53 8 91 o 82210640091-1 13.0 77 14 124 [ 82211300124-1
6.5 53 8 91 o 82210650091-1 14.0 77 14 124 ° 82211400124-1
6.6 53 8 91 o 82210660091-1 14.5 83 16 133 [ 82211450133-1
6.7 53 8 91 o 82210670091-1 16.0 83 16 133 ° 82211600133-1
6.8 53 8 91 ° 82210680091-1 ® B nanmumm / In stock
6.9 53 8 91 o 82210690091-1
7.0 53 3 91 ° 82210700091-1 O W3roToeneHwue no 3anpocy / Produced to order only
74 53 8 91 o 82210710091-1
7.2 53 8 91 o 82210720091-1
7.3 53 8 91 o 82210730091-1

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8221 / Recommended cutting conditions for drills 8221

CkopocTb pesaHust
Cutting speed
Ve (m/min)

nanoTEC1 &3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | &14- 16

O6pabaTtbiBaeMbilt MaTepuan
Work material

d1- AMaMeTp MHCTPYMEHTa MM f - nogaya Ha o6opot MM/0b.
d1 - diameter in mm f - feed per revolution in mm/rev.

Yrnepoauctbie, JlervposaHHble cTany,
TBepAocTbio < 25 HRC 80-110 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

JlervpoBaHHble, IHCTpyMeHTanbHble cTanu,
TBepAocTbio 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC

Cepbiti yyryn GG/ Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbii yyryH GGG
Nodular cast iron GGG

m AntomyHueBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8222

CnupanbHble cBepna € YCUNEHHbIM XBOCTOBMKOM

1 BHYTPeHH1M noasogom COX

Twist drills with reinforced shank and internal cooling

2d1

ART No
30| 28 | 6 | 66| e 74 53 | 8 | 91| e

82220300066-1 . 82220740091-1
31 28 6 66 o 82220310066-1 75 53 8 91 o 82220750091-1
3.2 28 6 66 o 82220320066-1 7.6 53 8 91 o 82220760091-1
33 28 6 66 ° 82220330066-1 7.7 53 8 91 o 82220770091-1
34 28 6 66 o 82220340066-1 7.8 53 8 91 ° 82220780091-1
35 28 6 66 ° 82220350066-1 7.9 53 8 91 o 82220790091-1
3.6 28 6 66 o 82220360066-1 8.0 53 8 91 ° 82220800091-1
3.7 28 6 66 ° 82220370066-1 8.1 61 10 103 o 82220810103-1
3.8 36 6 74 o 82220380074-1 8.2 61 10 103 o 82220820103-1
39 36 6 74 o 82220390074-1 8.3 61 10 103 o 82220830103-1
4.0 36 6 74 ° 82220400074-1 8.4 61 10 103 o 82220840103-1
4.1 36 6 74 o 82220410074-1 8.5 61 10 103 ° 82220850103-1
4.2 36 6 74 ° 82220420074-1 8.6 61 10 103 o 82220860103-1
4.3 36 6 74 o 82220430074-1 8.7 61 10 103 o 82220870103-1
4.4 36 6 74 o 82220440074-1 8.8 61 10 103 ° 82220880103-1
4.5 36 6 74 ° 82220450074-1 8.9 61 10 103 o 82220890103-1
4.6 36 6 74 ° 82220460074-1 9.0 61 10 103 ° 82220900103-1
4.7 36 6 74 o 82220470074-1 9.1 61 10 103 o 82220910103-1
4.8 44 6 82 o 82220480082-1 9.2 61 10 103 o 82220920103-1
4.9 44 6 82 o 82220490082-1 9.3 61 10 103 ° 82220930103-1
5.0 44 6 82 ° 82220500082-1 9.4 61 10 103 o 82220940103-1
51 44 6 82 o 82220510082-1 9.5 61 10 103 ° 82220950103-1
5.2 44 6 82 ° 82220520082-1 9.6 61 10 103 o 82220960103-1
5.3 44 6 82 o 82220530082-1 9.7 61 10 103 o 82220970103-1
5.4 44 6 82 o 82220540082-1 9.8 61 10 103 o 82220980103-1
5.5 44 6 82 o 82220550082-1 9.9 61 10 103 o 82220990103-1
5.6 44 6 82 ° 82220560082-1 10.0 61 10 103 ° 82221000103-1
5.7 44 6 82 o 82220570082-1 10.2 71 12 118 ° 82221020118-1
5.8 44 6 82 o 82220580082-1 10.5 71 12 118 ° 82221050118-1
59 44 6 82 o 82220590082-1 10.8 71 12 118 ° 82221080118-1
6.0 44 6 82 ° 82220600082-1 11.0 71 12 118 ° 82221100118-1
6.1 53 8 91 o 82220610091-1 11.2 71 12 118 ° 82221120118-1
6.2 53 8 91 o 82220620091-1 11.7 71 12 118 o 82221170118-1
6.3 53 8 91 o 82220630091-1 12.0 71 12 118 ° 82221200118-1
6.4 53 8 91 o 82220640091-1 12.5 77 14 124 ° 82221250124-1
6.5 53 8 91 o 82220650091-1 13.0 77 14 124 ° 82221300124-1
6.6 53 8 91 o 82220660091-1 14.0 77 14 124 ° 82221400124-1
6.7 53 8 91 o 82220670091-1 14.5 83 16 133 ° 82221450133-1
6.8 53 8 91 ° 82220680091-1 15.0 83 16 133 o 82221500133-1
6.9 53 8 91 o 82220690091-1 16.0 83 16 133 ° 82221600133-1
7.0 53 8 91 o 82220700091-1
71 [ 53 | 8 | 91 | o | 822207100911 © Branadun/ In stock
72 53 3 91 ° 82220720091-1 O W3rotoeneHwue no 3anpocy / Produced to order only
7.3 53 8 91 o 82220730091-1

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8222 / Recommended cutting conditions for drills 8222

CkopocTb pesaHust
Cutting speed
Ve (m/min)

nanoTEC1 &3 - 26 26 - &8 28-010 | @10-212 | @12-214 | $14- 16

ObpabaTbiBaeMblit MaTepuan
Work material

d1 - OMamMeTp MHCTPYMEHTa MM f - nogaya Ha obopoT MM/06.
d1 - diameter in mm f - feed per revolution in mm/rev.

YrnepoaucTeie, JlervpoBaHHble cTanu,
TBEpAoCTbIo < 25 HRC 90-130 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

JlernpoBaHHble, HCTpyMeHTasnbHble CTanu,
TBEpAoCTbi0 25-45 HRC 70-100 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC

Cepuiit wyryH GG / Cast iron GG 100-140 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryH GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 150-180 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

80-110 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




@] TBEPOCM/ABHBI/ MIHCTPYMEHT - CBEPJIA

UMT 8311 L

CnupanbHble cBepna ¢ yCMNeHHbIM XBOCTOBUKOM NS

0bpaboTku TpyAHO0OpabaTbiBaEMbIX MaTepuanos R | | R—— | =

Twist drills with reinforced shank

for difficult to cut materials

na
- ART No @: - ART No
o | 83110300062-2 8 83110740079 2

3.1 20 6 62 o | 831103100622 8 o | 831107500792
32 | 20 6 62 | o |83110320062-2 7.6 41 8 79 o | 831107600792
33 | 20 6 | 62 | o 831103300622 77 | 41 8 | 79 | o 831107700792
34 | 20 6 62 | o |83110340062-2 78 | 41 8 | 79 | o |83110780079-2
35 | 20 6 | 62 | o |831103500622 79 | 41 8 | 79 | o 831107900792
36 | 20 6 62 | o |83110360062-2 80 | 41 8 | 79 | o |83110800079-2
37 | 20 6 | 62 | o 831103700622 81 4/ | 10 | 83 | o |831108100892
38 | 24 6 66 | o |83110380066-2 82 | 4/ | 10 | 83 | o |83110820089-2
39 | 24 6 | 66 | o |831103900662 83 | 47 | 10 | 83 | o |831108300892
40 | 24 6 66 | o |83110400066-2 84 | 4/ | 10 | 83 | o |83110840089-2
41 | 74 6 | 66 | o |831104100662 85 | 47 | 10 | 83 | o |831108500892
42 | 24 6 66 | o | 831104200662 86 | 4/ | 10 | 89 | o |83110860089-2
43 | 74 6 | 66 | o |831104300662 87 | 47 | 10 | 83 | o |831108700892
44 | 24 6 66 | o | 831104400662 88 | 4/ | 10 | 83 | o |83110880089-2
45 | 74 6 | 66 | o |831104500662 89 | 47 | 10 | 83 | o |831108900892
46 | 24 6 66 | o |83110460066-2 90 | 4/ | 10 | 83 | o |83110900089-2
47 [ 74 6 | 66 | o |831104700662 91| 47 | 10 | 83 | o |83110910089-2
48 | 28 6 66 | o |83110480066-2 92 | 47 | 10 | 89 | o |83110920089-2
49 | 78 6 | 66 | o |831104900662 93 | 47 | 10 | 83 | o |831109300892
50 | 28 6 66 | o |83110500066-2 94 | 47 | 10 | 89 | o |83110940089-2
51 | 28 6 | 66 | o |831105100662 95 | 47 | 10 | 83 | o |83110950089-2
52 | 28 6 66 | o |83110520066-2 96 | 4/ | 10 | 89 | o |83110960089-2
53 | 28 6 | 66 | o |831105300662 97 | 47 | 10 | 83 | o |831109700892
54 | 28 6 66 | o | 831105400662 98 | 4/ | 10 | 83 | o |83110980089-2
55 | 28 6 | 66 | o |831105500662 99 | 47 | 10 | 83 | o |83110990089-2
56 | 28 6 66 | o |83110560066-2 100 | 47 | 10 | 89 | o |83111000089-2
57 | 28 6 | 66 | o |831105/00662 102 | 55 | 12 | 102 | o | 831110201022
58 | 28 6 66 | o |83110580066-2 103 | 55 | 12 | 102 | o |83111030102-2
59 | 28 6 | 66 | o |831105900662 105 | 55 | 12 | 102 | o | 831110501022
60 | 28 6 66 | o |83110600066-2 108 | 55 | 12 | 102 | o |83111080102-2
6.1 | 34 8 | 79 | o |831106100792 110 | 55 | 12 | 102 | o | 831111001022
6.2 | 34 8 | 79 | o |83110620079-2 112 | 55 | 12 | 102 | o |83111120102-2
63 | 34 8 | 79 | o | 831106300792 115 | 55 | 12 | 102 | o | 831111501022
6.4 | 34 8 | 79 | o |83110640079-2 120 | 55 | 12 | 102 | o |83111200102-2
65 | 34 8 | 79 | o | 831106500792 124 | 60 | 14 | 107 | o | 831112401072
66 | 34 8 | 79| o |83110660079-2 125 | 60 | 14 | 107 | o |83111250107-2
6.7 | 34 8 | 79 | o |831106/00792 127 | 60 | 14 | 107 | o | 831112701072
68 | 34 8 | 79 | o |83110680079-2 130 | 60 | 14 | 107 | o |83111300107-2
69 | 34 8 | 79 | o | 831106900792 135 | 60 | 14 | 107 | o | 831113501072
70 | 34 8 | 79| o |83110700079-2 140 | 60 | 14 | 107 | o |83111400107-2
71 | 41 8 | 79 | o |831107100792 145 | 65 | 16 | 115 | o | 831114501152
72 | 41 8 | 79| o |83110720079-2 160 | 65 | 16 | 115 | o |831116001152
73 | 41 8 | 79 | o |831107300792

O WsroTtoenexue no 3anpocy / Produced to order only

PekomeHayeMble pexkMbl pesanust gns ceepn 8311 / Recommended cutting conditions for drills 8311

. CkopocTb pesaHus
ObpabaTbiBaeMblit MaTepran : d1 - AMaMeTp MHCTPYMEHTa MM f - nogaya Ha o6opoT MM/06.
. Cutting speed . . o
Work material 5 d1 - diameter in mm f - feed per revolution in mm/rev.
Ve (m/min)
ano 3- 6 26 -8 28-210 | ©10-212 | ¥12-g14 | D14- 16

Hepxxagetowyye ctanu
Stainless steel 30-50 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

Hepxxasetowwye ctanu

Stainless steel 25-45 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14
Twuran / Titanium 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

JXaponpouyHble cnnaebl

Heat resistant alloy 15-25 0.025-0.055 | 0.055-0.084 | 0.063-0.094 | 0.07-0.10 0.08-0.12 0.09-0.13




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8322
CnmpanbHble CBepna C YCUNEHHBIM XBOCTOBMKOM U
BHYTpeHHMUM noasoaom COX ons obpaboTku
TpyaHoobpabaTbiBaeMbIX MaTepnanos

Twist drills with reinforced shank and
internal cooling for difficult to cut materials

ART No
30 | 28 | 6 | 66

2d1

ART No
74 | 53 | 8 | 91

A ° 83220300066-2 . ° 83220740091-2
31 28 6 66 o 83220310066-2 75 53 8 91 o 83220750091-2
3.2 28 6 66 o 83220320066-2 7.6 53 8 91 o 83220760091-2
3.3 28 6 66 ° 83220330066-2 7.7 53 8 91 o 83220770091-2
34 28 6 66 o 83220340066-2 7.8 53 8 91 ° 83220780091-2
35 28 6 66 ° 83220350066-2 7.9 53 8 91 o 83220790091-2
3.6 28 6 66 o 83220360066-2 8.0 53 8 91 ° 83220800091-2
3.7 28 6 66 ° 83220370066-2 8.1 61 10 103 o 83220810103-2
3.8 36 6 74 o 83220380074-2 8.2 61 10 103 ¢} 83220820103-2
39 36 6 74 o 83220390074-2 8.3 61 10 103 o 83220830103-2
4.0 36 6 74 ° 83220400074-2 8.4 61 10 103 ¢} 83220840103-2
41 36 6 74 o 83220410074-2 8.5 61 10 103 ° 83220850103-2
4.2 36 6 74 ° 83220420074-2 8.6 61 10 103 ¢} 83220860103-2
4.3 36 6 74 o 83220430074-2 8.7 61 10 103 o 83220870103-2
4.4 36 6 74 o 83220440074-2 8.8 61 10 103 ° 83220880103-2
4.5 36 6 74 ° 83220450074-2 8.9 61 10 103 o 83220890103-2
4.6 36 6 74 ° 83220460074-2 9.0 61 10 103 ° 83220900103-2
4.7 36 6 74 o 83220470074-2 9.1 61 10 103 o 83220910103-2
4.8 44 6 82 o 83220480082-2 9.2 61 10 103 ¢} 83220920103-2
4.9 44 6 82 o 83220490082-2 9.3 61 10 103 ° 83220930103-2
5.0 44 6 82 ° 83220500082-2 9.4 61 10 103 ¢} 83220940103-2
51 44 6 82 o 83220510082-2 g15) 61 10 103 ° 83220950103-2
5.2 44 6 82 ° 83220520082-2 9.6 61 10 103 ¢} 83220960103-2
5.3 44 6 82 o 83220530082-2 9.7 61 10 103 o 83220970103-2
5.4 44 6 82 o 83220540082-2 9.8 61 10 103 ¢} 83220980103-2
55 44 6 82 o 83220550082-2 9.9 61 10 103 o 83220990103-2
5.6 44 6 82 ° 83220560082-2 10.0 61 10 103 ° 83221000103-2
5.7 44 6 82 o 83220570082-2 10.2 71 12 118 ° 83221020118-2
5.8 44 6 82 o 83220580082-2 10.5 71 12 118 ° 83221050118-2
53 44 6 82 o 83220590082-2 10.8 71 12 118 ° 83221080118-2
6.0 44 6 82 ° 83220600082-2 11.0 71 12 118 ° 83221100118-2
6.1 53 8 91 o 83220610091-2 11.2 71 12 118 ° 83221120118-2
6.2 53 8 91 o 83220620091-2 11.7 71 12 118 o 83221170118-2
6.3 53 8 91 o 83220630091-2 12.0 71 12 118 ° 83221200118-2
6.4 53 8 91 o 83220640091-2 12.5 77 14 124 o 83221250124-2
6.5 53 8 91 o 83220650091-2 13.0 77 14 124 o 83221300124-2
6.6 53 8 91 o 83220660091-2 14.0 77 14 124 o 83221400124-2
6.7 53 8 91 o 83220670091-2 14.5 83 16 133 o 83221450133-2
6.8 53 8 91 ° 83220680091-2 15.0 83 16 133 ¢} 83221500133-2
6.9 53 8 91 o 83220690091-2 16.0 83 16 133 o 83221600133-2
7.0 53 8 91 o 83220700091-2
71 53 | 8 | 91| o | 832207100912 © Branaaun/ In stock
7.2 53 3 91 ° 83220720091-2 O W3rotoeneHue no 3anpocy / Produced to order only
7.3 53 8 91 o 83220730091-2

PekoMeHayeMble pexkuMbl pe3aHuns ans ceepn 8322 / Recommended cutting conditions for drills 8322

" CKopocTb pesaHus
O6pabaTbiBaeMblit MaTepuan : d1 - pMaMeTp MHCTpyMeHTa MM f - nopaya Ha o6opot Mm/06.
X Cutting speed ‘ . o
Work material 5 d1 - diameter in mm f - feed per revolution in mm/rev.
Ve (m/min)
ano 23- 6 26 - &8 28-210 | ©10-012 | ¥12-J14 | J14- 16

HepxxaBetowye ctanm
Stainless steel 40-60 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

HepxaBetowme ctanm

Stainless steel 35-55 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 35-45 0.033-0.07 | 0.07-0.10 0.084-0.12 | 0.094-0.13 0.10-0.14 0.12-0.14
TwtaH / Titanium 35-45 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

XaponpouyHtle cnnaBbl

Heat resistant alloy 15-30 0.025-0.055 | 0.055-0.084 | 0.063-0.084 | 0.07-0.10 0.08-0.12 0.09-0.13




@] WHCTPYMEHT N0 3ANPOCY - TOOLS ON REQUEST CTYNEHYATbIE CBEPJIA « STEP DRILLS

3AIPOC / REQUEST
Jata/Date: ...
KMEHT / CUS O e
K BHUMaHMIO MHXKEHEPA / ATtN:
TOI1. PR ONE:
BN
&d MM
Ykaxkute TMn MHCTpyMeHTa / Select type of tool mm
Jd1 MM
L mm
L3 @dz MM
L2 mm
L1
&ds MM
2 mm
. = SN I B i ] L MM
] mm
2 s & 2 L1 MM
© mm
Lo MM
. mm
L4 L3 MM
L3 ‘ mm
L2
L1 La MM
.. mm
I = e b A 1o 0 °
3 s Y BN S 2 o
2 2 ol
o2 °
O6pabaTbiBaembii MaTepuan / Material to be machined: ...
BHyTpeHHee oxnaxpaeHue / Internal cooling: |:| Na/ Yes |:| Het / No
KonnyectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBkuM / Helix angle: ...
Mokpbitve / Coating:  [] Hda/Yes [] Her/No
KonmuecTBO, LT, / QUaNtitY, POS.: oo e




@] NPUMEYAHMA - NOTES



