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Mbl 3aHMMaeMcCsl KOHCTPYUPOBaHUEM,
3-D MopenvposaHMeM, NpPou3BoO4CTBOM
N KOHTPOEM KayeCTBa BBICOKOTOYHOIO
PexXyLLero MHCTPYMEHTa.

MbI cneuunanusnpyemcs Ha
BbICOKOMPOU3BOAUTENBHOM GpEe3epHOM
U CBEPJIMIIbBHOM UHCTPYMEHTE. Takxe Mbl
BCerga pafbl U3aroToBUTb CreLManbHbli
BbICOKOTOUYHbIA UHCTPYMEHT.

Our services consist of planning, construction,
3D-simulation, manufacturing and quality
control of high precision tools.

We are specialized in HPC Endmills and HPC
Dirills. We are also happy to realize any wishes
for special tools.

B i

Halu cTaHOUHbIV NapK BKOYaeT 3aTouHble YMY CTaHKM NCKNIOYMTENbHO CaMOro Noc/iegHero
NOKONEHNA OT N3BECTHbIX Npou3BoanTeNen, Takmx Kak Walter n Saake.

bnarogaps nsmepuTenbHbIM MalnHam Zoller Mbl roTOBbI MPOW3BECTU BbICOKOTOUHbDIN

1 CneLmranbHbIi UHCTPYMEHT MO 3anpocCy B CaMble CKaTble CPOKM.

In our machine park, we exclusively use CNC grinding centers of the latest generation from
well-known manufacturers such as Walter and Saake.

Due to our measuring machines from Zoller, we are able to realize your needs of precision
and special tools as quickly as possible.
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SCHWARZ - npovi3BoamTeNb BbICOKOTOYHOTO U CTOMKOTO PEXYLLETO MHCTRYMEHTA.
Cpefm HalLmMxX 3aKa34nKOB — U3BECTHbIE KOMMaHWN Kak aBTOMOBGUITBHOM, Tak 1
aBMaKOCMUYECKON MPOMbILLNEHHOCTH. Mbl 6bl XOTENW MPOAEMOHCTOUPOBATL
KauecTBO M HaLLW TEXHONOIUK, OBECTNeUnB BaM TEXHUUECKYIO NOLLEPXKY,
HauyMHasi C Nnogéopa MHCTPYMEHTA M 3aKaHuUMBasi ero NPMMEHEHMEM Ha
npousBoaCTBE.

Haw nHctpymeHT npounssogumtcst no DIN ISO 9001:2008, Taknum 06pa3om
BbINOHAKOTCS BCE MPOMBILLNIEHHbIE CTaHAaPTbl. Bonee Toro, Mbl BCerga
CTPEMUMCS Pa3BMBaTLCS, YTOGbI OTBEYaTh CaMbIM COBPEMEHHBIM

TPEe6OBaHNAM 3aKa3uMKOB.

SCHWARZ rapaHTVpyeT BaM NPEBOCXOOHOE KAaYeCTBO U OYEHb BbICOKYHO
HaLEeXHOCTb. [oKynas Hall MHCTPYMEHT, Bbl MOMOraeTe B 3aLlMTe OKPYXXatoLwen
Cpefbl, TOTOMY YTO Mbl UICMOJIb3YEM TOSNBKO YMCTBIE U «3eMeHble» TEXHOMOMMU BO
BEMSI MPOU3BOACTBEHHOIO NPOoLLEeCcCa.

Mebi C HeTepneHneM XxaemM BO3SMOXHOCTU oKa3aTb BaM CBOO KOMNeTeHLuMto!

SCHWARZ js a producer of high-precision and long-lasting cutting tools.
Among our customers, there are well-known companies from the automotive
industry as well as such from the aerospace branch. We would like fo
present our quality and technology to you by providing technical support
from the choice to the usage of our tools.

Our tools are produced in accordance with DIN ISO 2007:2008 and thereby
all the industry standards are fulfilled. Furthermore, they are always in
development enabling us to meet our customer’s contemporary needs.

SCHWARZ guarantees you excellent quality and very high durability. Buying our
fools also means to protect our environment through the exclusive use of clean
and green technologies during the production process.

We look forward to an opportunity to convince you of our competence, too!

© Copyright. 3anpeLyaetcs BocnpoundseneHne Jo60i YacTn JaHHOro
Kkatasora 6e3 Hallero paspelleHus. SBaseTcs O6bEeKTOM 4715 UBMEHEHMA.
JIto6ble UBMEHEeHUs OTMEHSIIOT BCEe MpenblayLme rnpasku.

© Copyright. No part of this instruction manual may be reproduced
without our permission. Subject to changes. The editions supersedes all
the earlier editions.
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AvA TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

TootcuTt THREAD TURNING INSERTS

TOKAPHbIW %Pl:?bb'OBOﬂ
WHCTPIMEHT

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: 3ER12UN

L (Mm) I.C. R=
1 3/16¢

2 /4 L=
3 3/8

3N 3/8“N

4 1/2¢

4N 1/2°N

5N 5/8

6N 3/4

E= BHewHsas
External

I= BHyTpeHHss
Internal

6 | SCHWARZ

Mpabas
Right Hand
Jlepas

Left Hand

Tun X
TYPE X

12 UN TiAIN

War | Pitch = Teepabiin
B MM: Kon-go cnnas
0.35-12 3y6ben Carbide
Tooth Grade:

Yucno HUTOK Ha TiAIN
RIOAM TiN
Threads per Inch TiNN
72-2 XTiAIN

X2H

K20

Monubiid npoduns | Full Profile:
ISO

UN

WHIT

NPTF

BSPT

ACME

STUB ACME
TPANELENOATTIBHAA PE3BBA
ROUND

UNJ

MJ

PG

AMEPUKAHCKASA BUTTRESS
SAGE

API

VAM

HenonH. npodwuns | Partial Profile:
A60 ASS5

us0 uSS

G60 G55

AG60 AGS5

N60 NS5

Q60 Q55



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

HEIOJIHBIN IPODHITb 60°1 PARTIAL PROFILE 60°

Mpoduns | Profile

EX-RH IN-RH TUITN P
IN-LH EX-LH ‘ !
—> b b«
1\L ‘\r ﬂ/% S
A
Aa LC. IC. alt
L L
Yy NI 4
Oéo3HaueHune Lar OnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L2y L a b TAIN TN TINN XTIAIN X2H K20
aonm (TPI)
OIRAS0 0.5 48
- - 6 0.6 0.6 . o .
OILA6O 1.25 20
1IRA60 0.5 48
= = 8 0.6 0.7 . . .
1ILA6O 1.5 16
0.5 48
INIR/LU60 - - 8 0.6 0.7 . . .
1.5 16
2ERA60
2IRA60 0.5 48
- - n 0.8 09 . . o o U
2ELA60 15 16
2ILA60
3ERA60
3IRA60 0.5 48
- - 16 0.8 09 . . J . .
3ELA60 1.5 16
3ILA60
3ERG60
3IRG60 1.75 14
= = 16 1.2 1.7 . . o . .
3ELG60 3.0 8
3ILG60
ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHelwuHsisi nesas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

MUKpPO-UHCTPYMEHT fNsi BHYTPEHHe! pe3b6bl CM. Ha CTp. 122-125 | For small bore threading see page 122-125
Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

HEMOJTHbIN IPODHITE 60°1 PARTIAL PROFILE 60°

Mpoduns | Profile

EX-RH IN-RH TUITN P
IN-LH EX-LH ‘ !
»b b«
R e A
Aa LC. IC. 2l
L L ;
Y
Oéo3HaueHue Lar OnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM AS;E‘T/P” L a b TIAIN  TiN  TiINN  XTIAIN  X2H K20
3ERAG60
3IRAG60 0.5 48
- - 16 1.2 1.7 . . . .
3ELAG60 3.0 8
3ILAG60
4ERN60O
4IRN60 3.5
- - 22 1.7 25 . . . .
4ELN6O 5.0 5
4ILN60O
5.5 4.5
4NE/I/R/LU60O - - 22N 0.6 1.0 . . . .
8.0 3.25
5ERQ60
5ELQ60 5.5 4.5
- - 27 21 3.1 . . .
5IRQ60 6.0 2.75
5ILQ60
6.5 4.5
5NE/I/R/LU60 - - 27N 1.0 13.7 . . .
9.0 4

ER = BHelwuHss npaBas | External Right

IR = BHyTpeHHss npaeas | Infernal Right

EL = BHewHsisi neBas | External Left

CninaBbl U PeXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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IL = BHyTpeHHsis neBas | Infernal Left



AV

TOOLCUT

THREAD TURNING INSERTS

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

HEIO/IHBIN TPODHITE 60°1 PARTIAL PROFILE 60°

THIT X TYPEX
EX-RH IN-RH

b b
2l TN
", 8. 1c 1c. !

a a

A4 L~ ~ A4

Mpodunsl Profile
\ P [

AA
H\

[1nacTMHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HayeHne LWar OAnunHa Pasmepbl B MM
(ltem Number) (Pitch) (Length)  (Dimensions in mm)
Hutok/
MM poim (TPI) L a =
3ERXA60 0.5 48
- - 16 0.8 0.9
3IRXA60 1.5 16
3ERXG60 1.75 14
- - 16 12 17
3IRXG60 3.0 8
3ERXAG60 0.5 48
- - 16 1.2 1.7
3IRXAG60 3.0 8

ER = BHeluHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right

Cninaebl M pPeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

Cnnasbl
(Grades)

TiAIN TiN TINN  XTiAIN  X2H K20

SCHWARZ | 9



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

HEITOJTHBIN ITPODNIb 60°1 PARTIAL PROFILE 60°
BEPTHKA/IBHAA | VERTICAL

Oéo3HayeHne LWar OAnunHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)

MM s L a b TIAIN TN TINN XTIAIN X2H K20

aronm (TPI)

3VERA60 0.5 48

- - 16 1.0 0.9 . . .
3VELA60 15 16
3VERG60 1.75 14

- - 16 1.0 1.8 © © O
3VELG60 3.0 8
3VERAG60 0.5 48

- - 16 1.0 1.8 . . .
3VELAG60 3.0 8
4LVERG60 175 14

- - 22 1.2 1.7 . . .
4VELG60 3.0 8
4LVERN6O 0.5 7

- - 22 1.2 25 . . .
4LVELN60 5.0 5
5VERV60 6.0 4

- - 27 1.8 5.2 . . .
S5VELV60 10.0 25

ER = BHewHss npaBas | Exfernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

10 | SCHWARZ

EL = BHewHsisi neBas | External Left



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

HEIO/IHBIN TPODHITE 55°1 PARTIAL PROFILE 55°

Npoduns| Profile

EX-RH IN-RH TUITN p
IN-LH EX-LH ‘ !
—> b b«
L i
ra 1LC. IC. 2k
L L
Yy |- oY
Oéo3HayeHne LWar AnunHa Pasmepbl B MM Cnnasbl
(ltem Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM LGy L a b TIAIN TN TINN XTIAIN X2H K20
aronm (TPI)
OIRA55 0.5 48
- - [ 0.5 0.6 . . .
OILASS 1.25 20
1IRA55 0.5 48
- - 8 0.6 0.7 . . .
1ILAS5 1.5 16
175 14
INIR/LUSS - - 8N 09 4.0 . . .
2.0 n
2ERASS
2IRA55 0.5 48
- - n 0.8 0.9 U ° J J J
2ELASS 1.5 16
2ILASS
3ERASS
3IRA55 0.5 48
- - 16 0.8 0.9 . . . . .
3ELASS 15 16
3ILASS
3ERGS55
3IRG55 1.75 14
- - 16 12 17 o . . . .
3ELGS55 3.0 8
3ILG55
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

MWUKPO-WUHCTPYMEHT ANsi BHYTPEHHE pe3bbbl CM. Ha CTp. 122-125 | For small bore threading see page 122-125
Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLC

uT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

HEIO/IHbIN TPODHITb 55°1 PARTIAL PROFILE 55°

Mpoduns | Profile

EX-RH IN-RH TUITN p
IN-LH EX-LH ‘ !
> b b«
P = os"
A a I.C. IC. a
L L '
¥
Oéo3HaueHune Lar OnuHa Paamepbl B MM Cnnaebl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM LTy L a b TIAIN  TiN  TINN XTIAIN X2H K20
nionm (TPI)
3ERAGS55
3IRAG55 0.5 48 " 12 17
3ELAG55 3.0 8 ' '
3ILAGS55
4ERNS5
4IRN55 3.5 7 - 17 -
4ELN55 5.0 5 ' '
4ILN55
5.5 4.5
4NE/I/R/LUSS - - 22N 09 1.0 . . . . .
6.0 4
5ERQ55
5ELQ55 5.5 4.5 . 20 29
5IRQ55 6.0 ’ '
5ILQ55
6.5 4
5NE/I/R/LUS5 - - 27N 1.2 13.7 . . . .
90 2.75

ER = BHewHsis npa.as | External Right

IR = BHyTpeHHss npaeas | Infernal Right

EL = BHeluHsisi neBas | External Leff

MWUKPO-WUHCTPYMEHT ANsi BHYTPEHHE pe3bbbl CM. Ha CTp. 122-125 | For small bore threading see page 122-125
Cnnaebl U PeXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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IL = BHyTpeHHsisi neBas | Infernal Left



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

HEITOJTHBIN TPODHIIb 55°1 PARTIAL PROFILE 55°
THI X | TYPE X

Mpodunsl Profile
\ P [

iy s

LC. IC. 2l

L L
Yy |- N

[1nacTMHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

EX-RH IN-RH

Ly
>

Oéo3HayeHne LWar OAnunHa Pasmepbl B MM Cnnasbl
(ltem Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM LGy L a b TIAIN  TiN  TINN XTIAIN X2H K20
aronm (TPI)
3ERXG55 1.75 14
- - 16 1.2 17 .
3IRXG55 3.0 8
3ERXAGS5 0.5 48
- - 16 1.2 1.7 ©
3IRXAGS55 3.0 8

ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npapas | Infernal Right

CninaBbl U PeXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

TootcuTt THREAD TURNING INSERTS

HEITOJTHBIN MTPODHIIb 55°1 PARTIAL PROFILE 55°
BEPTHKA/IBHAA | VERTICAL

Oéo3HayeHne LWar OnunHa Pasmepbl B MM Cnnasbl
(ltem Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM s L a b TIAIN TN TINN XTIAIN X2H K20
aronm (TPI)
3VERASS 0.5 48
- - 16 1.0 0.9 . . .
3VELASS 1.5 16
3VERAGS5 0.5 48
- - 16 1.0 1.8 © © O
3VELAGSS 3.0 8
3VERGS5 175 14
- - 16 1.0 1.7 . . .
3VELG55 3.0 8
4LVERNSS 3.5 7
- - 22 1.2 25 . U U
4LVELNSS 5.0 5
S5VERVS5
5VELV55 6.0 4
- - 27 1.8 5.2 . . .
5VIRVS5 10.0 25
5VILVSS

ER = BHewHsis npaeas | Exfernal Right

IR = BHyTpeHHsa npaeas | Infernal Right

EL = BHewHss neeas | Exfernal Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

14 | SCHWARZ

IL = BHyTpeHHsis nesas | Infernal Left



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

1SO-METPHTECKAA 1 /SO -METRIC

NMpoduns | Profile

EX-RH IN-RH TUITN p
IN-LH EX-LH
b b P/4
\EP r ﬂ/~‘—¢¢l\ 60° P/8
y
A a I1.C. |I.C. a A —
L
A L~ ~ A
Oéo3HaueHne LLar IOnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L a b TiAIN TiN TiNN XTiAIN X2H K20
OIRO.5ISO
0.5 6 09 0.5 . . .
OILO.5ISO
OIR0.75ISO
0.75 () 0.8 0.5 J U .
0ILO.75ISO
OIR1.0ISO
1.0 [} 0.7 0.6 . o .
OIL1.0ISO
OIR1.25ISO
1.25 6 0.6 0.6 J U .
0IL1.25ISO
1IR0O.51SO
0.5 8 0.6 0.5 . . .
1ILO.5ISO
1IR0.75ISO
0.75 8 0.6 0.5 . . .
1ILO.75ISO
1IR1.0I1SO
1.0 8 0.6 0.6 ° ° .
1IL1.01SO
1IR1.25ISO
1.25 8 0.6 0.7 U U .
1IL1.251SO
1IR1.5ISO
1.5 8 0.6 0.7 . . .
1L1.5ISO
1IR1.751SO
1.75 8 0.6 0.8 U o .
1IL1.75ISO
INIR/L2.0ISO 2.0 8N 0.6 0.8 . . .
2ER0.35ISO
0.8 0.4
2ELO.35ISO
0.35 n U o . . .
2IR0.35ISO
0.8 0.3
2IL0.35ISO

ER = BHeluHss npaeas | Exfernal Right

IR = BHyTpeHHsis npa.as | Infernal Right

EL = BHelwuHsis neBas | External Left

MWUKPO-UHCTPYMEHT ANsi BHYTPEHHEH pe3bbbl CM. Ha CTp. 126-129 | For small bore threading see page 126-129
Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHsis neBas | Internal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

1SO-METPHIECKAA 1 ISO-METRIC

EX-RH IN-RH
IN-LH EX-LH

O60o3HaueHue LWar
(ltem Number) (Pitch)

MM

2ER0.4ISO
2ELO.4ISO
2|R0.4ISO
2|L0.4ISO
2ER0.451SO
2ELO.45ISO
2|R0.45ISO
2|L0.451SO
2ER0.5ISO
2ELO.5ISO
2IR0.5ISO
2IL0.5ISO
2ERO0.6ISO
2EL0.61SO
2|R0.6ISO
2|L0.6ISO
2ERO0.7ISO
2ELO.7I1SO
2|R0.7I1SO
2IL0.7I1SO
2ERO0.751SO
2ELO.75ISO
2|R0.75ISO
2IL0.751SO

0.4

0.45

0.5

0.6

0.7

0.75

ER = BHewHsis npa.as | Exfernal Right

IOnuHa
(Length)

n

n

n

n

n

n

Pasmepbl B MM

(Dimensions in mm)

0.7

0.8

0.7

0.8

0.6

0.6

0.6

0.6

b

0.4

0.4

0.4

0.4

0.6

0.6

0.6

0.6

IR = BHyTpeHHsas npapas | Infernal Right

NMpoduns| Profile

P
P/4

80°, _/F/8

CnnaBbl
(Grades)
TiAIN TiN TiNN XTiAIN X2H K20
. L] L] L] L]
L] ] L] L] L]
L] L] L] L] L]

EL = BHewnss nesas | Exfernal Left

MWUKPO-UHCTPYMEHT ANnsi BHYTPEHHE pe3bbbl CM. Ha CTp. 126-129 | For small bore threading see page 126-129
Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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IL = BHyTpeHHss nesas | Infernal Left



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

1SO-METPHIECKAA 1 /SO -METRIC

EX-RH IN-RH
IN-LH EX-LH

O60o3HaueHue
(Item Number)

2ER0.8ISO
2ELO.8ISO
2|R0.8ISO
2|L0.8ISO
2ER1.0ISO
2EL1.0ISO
2IR1.0ISO
2|L1.0I1SO
2ER1.25ISO
2EL1.25ISO
2IR1.25ISO
2|L1.251SO
2ER1.5ISO
2EL1.51SO
2|R1.51SO
2|L1.51SO
2ER1.751SO
2EL1.751SO
2IR1.75ISO
2IL1.75ISO
2ER2.0ISO
2EL2.0ISO
2IR2.01SO
2|L2.0ISO
2IR2.5ISO
2|L2.51SO

LWar
(Pitch)

MM

0.8

1.0

1.25

1.5

175

20

25

ER = BHewHsis npa.as | Exfernal Right

IOnuHa
(Length)

n

n

n

n

n

n

n

Pasmepbl B MM

0.6

0.7

0.6

0.8

0.8

0.8

0.8

0.8

0.8

0.8

b

0.6

0.7

0.7

0.9

0.8

1.0

11

11

0.9

1.2

IR = BHyTpeHHsas npapas | Infernal Right

(Dimensions in mm)

TiAIN TiN

Npoduns| Profile

P
P/4

|
Lo,

CnnaBbl
(Grades)
TiNN XTiAIN X2H K20
L] L] L]
L] L] L]

EL = BHewnss nesas | Exfernal Left

MUKPO-UHCTPYMEHT [Nsi BHYTPEHHeN pe3b6bl CM. Ha CTp. 126-129 | For small bore threading see page 126-129
Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHss nesas | Infernal Left

SCHWARZ | 17



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

1SO-METPHIECKAA 1 /SO -METRIC

EX-RH IN-RH
IN-LH EX-LH

O60o3HaueHue
(Item Number)

3ER0.35ISO
3ELO.35ISO
3IR0.35ISO
3IL0.351SO
3ER0.4ISO
3ELO.4ISO
3IR0.4ISO
3IL0.4ISO
3ER0.451SO
3ELO.45ISO
3IR0.45ISO
3IL0.451SO
3ERO.5ISO
3ELO.5ISO
3IR0.51SO
3ILO.SISO
3ER0.6ISO
3ELO.6ISO
3IR0.61SO
3IL0.6ISO
3ER0.7ISO
3ELO.7ISO
3IR0.7ISO
3IL0.7ISO
3ER0.751SO
3ELO.75ISO
3IR0.7SISO
3IL0.75ISO
3ERO0.8ISO
3ELO.8ISO
3IR0.8ISO
3IL0.8ISO

Lar
(Pitch)

MM

0.35

0.4

0.45

0.5

0.6

0.7

0.75

0.8

ER = BHewHsis npa.as | Exfernal Right

18 | SCHWARZ

OnuHa
(Length)

16

16

16

16

16

16

16

16

Pasmepbl B MM

(Dimensions in mm)

0.8

0.8

0.7

0.8

0.7

0.8

0.6

0.6

0.6

0.6

0.6

b

0.4

0.3

0.4

0.4

0.4

0.4

0.6

0.6

0.6

0.6

0.6

IR = BHyTpeHHsas npapas | Infernal Right

Mpoduns| Profile

P
P/4

Lo o

Cnnasbl

TiAIN TiN TiNN

EL = BHewnss nesas | Exfernal Left

(Grades)

XTiAIN X2H K20

IL = BHyTpeHHss nesas | Infernal Left



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

1SO-METPHIECKAA 1 /SO -METRIC

EX-RH IN-RH
IN-LH EX-LH

O60o3HaueHue
(Item Number)

3ER1.0ISO
3EL1.0ISO
3IR1.0ISO
3IL1.0ISO
3ER1.25ISO
3EL1.25ISO
3IR1.25ISO
3IL1.251SO
3ER1.5ISO
3EL1.5ISO
3IR1.51SO
3IL1.5ISO
3ER1.75ISO
3EL1.751SO
3IR1.751SO
3IL1.751SO
3ER2.0ISO
3EL2.01SO
3IR2.0I1SO
3IL2.0ISO
3ER2.51SO
3EL2.5ISO
3IR2.5ISO
3IL2.5ISO
3ER3.0ISO
3EL3.0I1SO
3IR3.01SO
3IL3.0ISO
3ER3.51SO
3EL3.5ISO
3IR3.5ISO
3IL3.51SO

LWar
(Pitch)

MM

1.0

1.25

1.5

175

20

25

3.0

3.5

ER = BHewHsis npa.as | Exfernal Right

IOnuHa
(Length)

16

16

16

16

16

16

16

16

Pasmepbl B MM

(Dimensions in mm)

0.7

0.6

0.8

0.8

0.9

10

11

1.2

11

12

b

0.7

0.7

0.9

10

12

13

15

1.6

15

17

IR = BHyTpeHHsas npapas | Infernal Right

TUITN

Npoduns| Profile

CnnaBbl

TiAIN TiN TiNN

EL = BHewnss nesas | Exfernal Left

(Grades)

XTiAIN X2H K20

IL = BHyTpeHHss nesas | Infernal Left

SCHWARZ | 19



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

1SO-METPHIECKAA 1 /SO -METRIC

EX-RH IN-RH
IN-LH EX-LH

O60o3HaueHue
(Item Number)

4ER3.51SO
4EL3.51SO
4IR3.51SO
4IL3.5I1SO
4ER4.0ISO
4EL4.0ISO
4IR4.01SO
41L4.01SO
4ER4.51SO
4EL4.5ISO
4IR4.51SO
4lL4.51SO
4ERS.0ISO
4ELS.0ISO
4IRS5.0I1SO
4]L5.01SO
4ERS.51SO
4ELS.51SO
4IRS.5ISO
4IL5.51SO
4LER6.0ISO*
4EL6.0ISO
4IR6.0ISO
41L6.01SO

Lar
(Pitch)

MM

3.5

4.0

4.5

5.0

5.5

ER = BHewHsis npa.as | Exfernal Right

OnuHa
(Length)

22

22

22

22

22

22

Pasmepbl B MM
(Dimensions in mm)

1.6

1.6

17

1.6

17

1.6

17

1.6

19

1.6

b

23

23

2.4

2.4

25

23

2.6

23

2.7

2.4

IR = BHyTpeHHsas npapas | Infernal Right

*HeobxopumMa cneumanbHas aepxaeka | Special holder is required

TiAIN TiN
L] L]
. .
. .

EL = BHewnss nesas | Exfernal Left

MWUKPO-UHCTPYMEHT ANnsi BHYTPEHHE pe3bbbl CM. Ha CTp. 126-129 | For small bore threading see page 126-129
Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

20 | SCHWARZ

NMpoduns| Profile

P
P/4

I
Lo

Cnnasbl
(Grades)

TiNN XTiAIN X2H

. .
. 3
. .
. .
. °
. .

IL = BHyTpeHHss nesas | Infernal Left

K20



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

1SO-METPHTECKAA 1 /SO -METRIC

EX-RH IN-RH TUITN
IN-LH EX-LH

Mpoduns | Profile

Oéo3HaueHne LLar INnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L a b TiAIN TiN TiNN XTiAIN X2H K20
4NER/L5.51SO 23 1.0 ° ° e ° .
5.5 22N
4NIR/L5.51SO 2.4 1.0 d . . . .
4NER/L6.0ISO 2.6 1.0
6.0 22N O . O O O
4NIR/L6.0ISO 21 1.0
SERS.5ISO
19 2.7
SELS5.51SO
5.5 27 . D . .
5IR5.51SO
1.6 23
SILS.51SO
SER6.0ISO
2.0 29
5EL6.0ISO
6.0 27 © © © o
5IR6.0ISO
18 25
51L6.0ISO
5NER/L8.0ISO*
8.0 27N 2.4 13.7 . . . .
5NIR/L8.0ISO*
6NER/L12.0ISO** 25 16.5
12.0 33N ) o U
6NIR/L12.01SO** 3.5 16.9
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left
*MuHuManbHbIi guametp oteepctusi: 60 MM | Min. bore diameter: 60 mm **MuHUManbHbIA guaMeTp oteepcTus: 72 MM | Min. bore diameter: 72 mm

MUKPO-UHCTPYMEHT [Nsi BHYTPEHHeN pe3b6bl CM. Ha CTp. 126-129 | For small bore threading see page 126-129
Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

I1SO-METPHYECKAA | ISO-METRIC
THI X | TYPE X

EX-RH IN-RH

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

r i

Mpoduns| Profile

P
P/4

I
Lo

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)

MM L a b TiAIN TiN TiNN XTiAIN X2H K20
2IRX0.5ISO 0.5 1 0.6 0.6 .
2IRX0.75ISO 0.75 n 0.6 0.6 .
2IRX0.8ISO 0.8 1 0.6 0.6 .
2IRX1.0I1SO 1.0 n 0.6 0.6 .
2IRX1.25ISO 1.25 n 0.8 0.9 .
2IRX1.5ISO 1.5 n 0.8 0.9 .
2IRX1.75ISO 1.75 n 0.8 0.9 .
2IRX2.0ISO 2.0 1 0.8 0.9 .
3ERX0.8ISO 0.8 16 0.6 0.6 .
3ERX1.0I1SO 0.7 0.7

1.0 16 .
3IRX1.0ISO 0.6 0.7
3ERX1.25I1SO

1.25 16 0.8 0.9 .
3IRX1.25ISO
3ERX1.5I1SO

1.5 16 0.8 1.0 .
3IRX1.51SO
3ERX1.75ISO

1.75 16 0.9 1.2 .
3IRX1.751SO
3ERX2.0I1SO

2.0 16 1.0 13 .
3IRX2.0I1SO
3ERX2.5I1SO

25 16 11 1.5 .
3IRX2.5I1SO
3ERX3.0ISO 1.2 1.6

3.0 16 .
3IRX3.0ISO 11 1.5

ER = BHewHsis npa.as | Exfernal Right

IR = BHyTpeHHsas npapas | Infernal Right

Cnnasbl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

22 | SCHWARZ



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

I1SO-METPHYECKAA | ISO-METRIC
BEPTHKASIBHAR | VERTICAL

Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L a b TiAIN TiN TiNN XTiAIN X2H K20
3VERO.5ISO
0.5 16 1.0 0.6 ° . .
3VELO.5ISO
3VERO0.75ISO
0.75 16 1.0 0.6 o o ©
3VELO.751SO
3VERO0.8ISO
0.8 16 1.0 0.6 . . .
3VELO.8ISO
3VER1.0ISO
1.0 16 1.0 0.7 o © ©
3VEL1.0ISO
3VER1.25I1SO
1.25 16 1.0 09 ° ° .
3VEL1.25I1SO
3VER1.5I1SO
15 16 1.0 0.9 O O O
3VEL1.5I1SO
3VER1.75ISO
1.75 16 1.0 1.2 . . .
3VEL1.75ISO
3VER2.0ISO
2.0 16 1.0 1.3 o o ©
3VEL2.0ISO
3VER2.5I1SO
25 16 1.0 1.5 . . .
3VEL2.5ISO
3VER3.0ISO
3.0 16 1.0 17 O O ©
3VEL3.01SO
S5VERS8.0ISO
5SVEL8.0ISO
8.0 27 18 5.2 . . .
5VIR8.0I1SO
5VIL8.0ISO
5VER10.0I1SO
5VEL10.0ISO
10.0 27 1.8 5.2 O O U
5VIR10.0I1SO
5VIL10.0ISO
ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHsist npa.asi | Infernal Right EL = BHelwuHsisi neBas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

1SO-METPHTECKAA 1 /SO -METRIC

EX-RH IN-RH
IN-LH EX-LH
b b
A A
a 4’> a
X I.C. IC. = A
L L
Yy AN Y
MHoroay6éble nnacTuHbl | Mulfi-tooth

Oé6o3HaueHue LWar OnuHa Pa3mepbl B MM Cnnaebl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)

MM L a b TiAIN TiNN XTiAIN X2H K20
3ER1.0ISO3M

1.0 16 1.7 25 . . . .
3IR1.0ISO3M
3ER1.51ISO2M

15 16 15 23 O O O O
3IR1.5I1SO2M
4ER1.5ISO3M

15 22 23 3.7 . i . .
4IR1.5I1SO3M
4ER2.0ISO2M

20 22 2.0 3.0 © o © o
4|R2.0I1SO2M
4ER2.0ISO3M

20 22 3.1 5.0 o . . o
4IR2.0ISO3M
5ER3.0ISO2M

3.0 27 29 4.6 . U U
5IR3.0ISO2M

ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right

PekoMeHayeMoe KonM4yecTBo NPOXOAOB CM. Ha CTp. 92 | For recc ded number of passes see page 92
Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

EX-RH IN-RH
IN-LH EX-LH
b
¢»‘ <
A 4.»
Xa y LC. IC.
L
A L~
Oé6o3HaueHue Lar OnuHa
(ltem Number) (Pitch) (Length)
Hutok/atonm L
(TPI)
OIR32UN
32 6
OIL32UN
OIR28UN
28 6
OIL28UN
OIR24UN
24 [}
OIL24UN
OIR20UN
20 6
OIL20UN
OIR18UN
18 6
OIL18UN

ER = BHewHss npaBas | Exfernal Right

r i

Pasmepbl B MM

0.8

0.8

0.7

0.6

0.6

(Dimensions in mm)

b

0.5

0.6

0.6

0.6

0.7

IR = BHyTpeHHss npa.as | Infernal Right

TIiAIN

EL = BHelwuHsis neBas | External Left

Cninaebl U peXuMbI M. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

NMpoduns | Profile

le0°) /P8
Cnnaebl
(Grades)
TiN TiNN XTiAIN X2H K20

IL = BHyTpeHHsis neBas | Internal Left

SCHWARZ | 25



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UN YHHDHUNPOBAHHAA UNC, UNF, UNEF, UNS

NMpoduns| Profile

P
P/4

Lo o

EX-RH IN-RH TUITN
IN-LH EX-LH

Oéo3HaueHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Himrox/Riot SER)| a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
1IR32UN
32 8 0.6 0.5 . . .
1IL32UN
1IR28UN
28 8 0.6 0.6 J . .
1IL28UN
1IR24UN
24 8 0.6 0.6 i . .
1IL24UN
1IR20UN
20 8 0.6 0.7 . . .
1IL20UN
1IR18UN
18 8 0.6 0.7 d . .
1IL18UN
1IR16UN
16 8 0.6 0.7 . . .
1IL16UN
1IR14UN
14 8 0.6 0.8 . . .
1IL14UN
1IR13UN 13 8 0.8 09 . . .
INIR/L13UN 13 8N 1.0 4.0 . . .
INIR/L12UN 12 8N 09 4.0 . © .
INIR/L11UN n 8N 09 4.0 . . .
2ER72UN
0.8 0.4
2EL72UN
72 11 ° ° ° ° °
2IR72UN
0.8 0.3
2IL72UN
2ER64UN
2EL64UN
64 n 0.8 0.4 . . . . .
2IR64UN
2IL64UN
2ER56UN
2ELS6UN
56 n 0.7 0.4 . . . . .
2IRS56UN
2IL56UN
ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right EL = BHeluHsis neBas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

EX-RH IN-RH
IN-LH EX-LH

Oé6o3HaueHue LWar
(Item Number) (Pitch)

Hutok/proim

(TPI)
2ER48UN
2EL48UN
2IR48UN
2|L48UN
2ER44UN
2EL44UN
2|R44UN
2|L44UN
2ER4OUN
2EL4OUN
2|R40UN
2|L40UN
2ER36UN
2EL36UN
2IR36UN
2|L36UN
2ER32UN
2EL32UN
2IR32UN
2|L32UN
2ER28UN
2EL28UN
2|R28UN
2|L28UN
2ER27UN
2EL27UN
2|R27UN
2|L27UN

48

44

40

36

32

28

27

ER = BHewHsis npa.as | Exfernal Right

OnuHa
(Length)

-

n

n

n

n

n

n

n

Pasmepbl B MM
(Dimensions in mm)

0.6

0.6

0.6

0.6

0.6

0.6

0.7

b

0.6

0.6

0.6

0.6

0.6

0.7

0.8

IR = BHyTpeHHsas npapas | Infernal Right

TiAIN TiN

EL = BHewnss ne.as | Exfernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

Mpodunsl Profile

Cnnaebl
(Grades)
TiNN XTiAIN X2H K20
L] L] L]

IL = BHyTpeHHss nesas | Infernal Left

SCHWARZ | 27



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

¢»‘ b«

Tha s

|

L

O60o3HaueHue
(Item Number)

Hutok/proim

2ER24UN
2EL24UN
2IR24UN
2|L24UN
2ER20UN
2EL20UN
2|R20UN
2|L20UN
2ER18UN
2EL18UN
2IR18UN
2IL18UN
2ER16UN
2EL16UN
2IR16UN
2|L16UN
2ER14UN
2EL14UN
2IR14UN
2IL14UN

EX-RH IN-RH
IN-LH EX-LH

I.C.

Lar
(Pitch)

(TPI)

24

20

18

16

14

I.C.

OnuHa
(Length)

-

n

n

n

n

n

-
o
4

Pasmepbl B MM
(Dimensions in mm)

0.7

0.8

0.8

0.9

0.9

b

0.8

0.9

1.0

11

11

TUITN

TiAIN TiN

Mpodunsl Profile

P
P/4

Lo o

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

3ER72UN
3EL72UN
3IR72UN
3IL72UN
3ER64UN
3EL64UN
3IR64UN
3IL64UN

72

64

ER = BHeluHss npaBas | Exfernal Right

16

16

0.8

0.8

0.8

0.4

0.3

0.4

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHeluHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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IL = BHyTpeHHsisi neBas | Infernal Left



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

Oé6o3HaueHue
(Item Number)

2IR13UN
2IL13UN
2|IR12UN
2IL12UN
2IR1UN
2IL1TUN

EX-RH IN-RH
IN-LH EX-LH

LLar
(Pitch)

Hutok/proim

(TPI)

13

12

n

OnuHa
(Length)

-

n

n

n

Pasmepbl B MM
(Dimensions in mm)

0.8

0.9

0.8

b

1.0

11

11

TiAIN TiN

Mpoduns| Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

3ER72UN
3EL72UN
3IR72UN
3IL72UN
3ER64UN
3EL64UN
3IR64UN
3IL64UN
3ERS6UN
3ELS6UN
3IRS6UN
3ILS6UN
3ER48UN
3EL48UN
3IR48UN
3IL48UN
3ER44UN
3EL44UN
3IR44UN
3IL44UN
3ER4OUN
3EL4OUN
3IR40UN
3IL4OUN

72

64

56

48

44

40

ER = BHeluHss npaeas | Exfernal Right

16

16

16

16

16

16

0.8

0.8

0.8

0.7

0.6

0.6

0.6

0.4

0.3

0.4

0.4

0.6

0.6

0.6

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHeluHsis neBas | External Leff

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHsisi neBas | Infernal Left
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

O60o3HaueHue
(Iltem Number)

3ER36UN
3EL36UN
3IR36UN
3IL36UN
3ER32UN
3EL32UN
3IR32UN
3IL32UN
3ER28UN
3EL28UN
3IR28UN
3IL28UN
3ER27UN
3EL27UN
3IR27UN
3IL27UN
3ER24UN
3EL24UN
3IR24UN
3IL24UN
3ER20UN
3EL20UN
3IR20UN
3IL20UN
3ER18UN
3EL18UN
3IR18UN
3IL18UN
3ER16UN
3EL16UN
3IR16UN
3IL16UN

EX-RH IN-RH
IN-LH EX-LH

LWar OnuHa
(Pitch) (Length)
Hutok/proim L

(TPI)
36 16
32 16
28 16
27 16
24 16
20 16
18 16
16 16

ER = BHewHss npaeas | Exfernal Right

30 | SCHWARZ

Pasmepbl B MM
(Dimensions in mm)

0.6

0.6

0.6

0.7

0.7

0.8

0.8

0.9

b

0.6

0.6

0.7

0.8

0.8

0.9

10

11

IR = BHyTpeHHsist npa.asi | Infernal Right

TiAIN TiN

EL = BHeluHsisi neBas | External Leff

Mpoduns| Profile

P
P/4

Lo o

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsisi neBas | Infernal Left



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

Oé6o3HaueHue
(Item Number)

3ER14UN
3EL14UN
3IR14UN
3IL14UN
3ER13UN
3EL13UN
3IR13UN
3IL13UN
3ER12UN
3EL12UN
3IR12UN
3IL12UN
3ERT1.5UN
3EL11.5UN
3IR11.5UN
3IL11.SUN
3ERTIUN
3ELTUN
3IRTUN
3IL1UN
3ERT0UN
3ELTOUN
3IR10UN
3IL10UN
3ER9UN
3EL9UN
3IR9UN
3IL9UN
3ER8UN
3ELSUN
3IR8UN
3IL8UN

EX-RH IN-RH
IN-LH EX-LH

LWar OnuHa
(Pitch) (Length)
Hutok/proim L
(TPI)
14 16
13 16
12 16
1.5 16
n 16
10 16
9 16
8 16

ER = BHewHss npaeas | Exfernal Right

Pasmepbl B MM

1.0

0.9

1.0

11

11

11

11

12

12

11

b

1.2

1.2

13

14

1.5

1.5

1.5

17

1.6

1.5

IR = BHyTpeHHsis npa.asi | Infernal Right

(Dimensions in mm)

TiAIN TiN

EL = BHelwuHsis neBas | External Leff

Mpoduns| Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsisi neBas | Infernal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UN YHHOHIHPOBAHKHAA UNC, UNF, UNEF, UNS

Mpoduns | Profile
EX-RH IN-RH TUITN
IN-LH EX-LH P
b b P/4
’\Lﬂ\e ﬂ4¢¢ A 60° P/8
4 )
*a I.C. ILC. v —
L L ,
A L~ ~ \ A
Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/ proinm . . . .
(TPI) L a b TiAIN TiN TiNN XTiAIN X2H K20
4LER7UN
4EL7UN
7 22 1.6 23 i . . o .
4IR7UN
4IL7UN
4ER6UN
4EL6UN
6 22 1.6 23 J U U U U
4IR6UN
4IL6UN
4ERSUN
17 25
4ELSUN
5 22 . . . . .
4IRSUN
1.6 2.3
4ILSUN
4NER/L4.5UN 2.0
4.5 22N 1.0 U U U O O
4NIR/L4.5UN 2.4
4NER/L4UN 2.0
4 22N 1.0 . . . . .
4NIR/L&UN 2.4
SER4.SUN
19 2.7
SEL4.5UN
45 27 . . . .
5IR4.5UN
17 2.4
5IL4.5UN
SER4UN
25 13.7
SEL4UN
4L 27 . . o .
S5IR4UN
2.8 16.5
SIL4UN
5NER/L3UN 25
3 27N 13.7 . o © ©
5NIR/L3UN 2.7
6NER/L2UN 2.8 16.5
2 33N . . .
6NIR/L2UN 3.6 16.9
ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHsis npa.as | Infernal Right EL = BHeluHsisi neBas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

Oé6o3HaueHue
(Item Number)

3VER32UN
3VEL32UN
3VER28UN
3VEL28UN
3VER24UN
3VEL24UN
3VER20UN
3VEL20UN
3VER18UN
3VEL18UN
3VER16UN
3VEL16UN
3VER14UN
3VEL14UN
3VER12UN
3VEL12UN
3VER10UN
3VELIOUN
3VERSUN
3VELSUN
4VER7UN
4VEL7UN
SVER3UN
SVEL3UN
SVIR3UN
SVIL3UN

LWar OnuHa
(Pitch)  (Length)
Hutok/pronm L
(TPI)
32 16
28 16
24 16
20 16
18 16
16 16
14 16
12 16
10 16
8 16
7 22
3* 27

ER = BHewHss npaeas | Exfernal Right

*MunumMansHbIn auametp oteepcetus: 60 MM | Min. bore diameter: 60 mm

BepTtukanbHas | Vertical

Pasmepbl B MM
(Dimensions in mm)

1.0

1.0

1.0

1.0

1.0

1.0

1.0

1.0

1.0

10

1.2

1.8

b

0.6

0.7

0.8

0.9

1.0

11

1.2

1.4

1.5

1.6

23

5.2

IR = BHyTpeHHss npa.as | Infernal Right

TiAIN TiN

EL = BHelwwuHsis neas | External Left

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsis neBas | Internal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UN YHHDHNPOBAHHAA UNC, UNF, UNEF, UNS
THI X | TYPEX

Mpoduns| Profile

P
P/4

80°, _/F/8

EX-RH IN-RH

Y L

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Reget/acin L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
2IRX32UN 32 1 0.6 0.6 .
2IRX28UN 28 n 0.6 0.6 .
2IRX24UN 24 n 0.6 0.6 .
2IRX20UN 20 n 0.8 09 .
2IRX18UN 18 n 0.8 0.9 d
2IRX16UN 16 n 0.8 09 .
2IRX14UN 14 n 0.8 0.9 .
2IRX12UN 12 n 0.8 0.9 U
3ERX24UN
24 16 0.7 0.8 .
3IRX24UN
3ERX20UN
20 16 0.8 09 .
3IRX20UN
3ERX18UN
18 16 0.8 1.0 .
3IRX18UN
3ERX16UN
16 16 0.9 11 .
3IRX16UN
3ERX14UN 1.0 1.2
14 16 .
3IRX14UN 0.9 1.2
3ERXT3UN 13 16 1.0 13 .
3ERXT12UN
12 16 11 1.4 .
3IRX12UN
3ERXTIUN n 16 11 15 .
3ERXT0UN
10 16 11 1.5 .
3IRXT0UN
3ERX9UN 9 16 1.2 1.7 .
3ERX8UN 1.2 1.6
8 16 .
3IRX8UN 11 11

ER = BHewHss npaBas | Exfernal Right IR = BHyTpeHHsis npa.as | Infernal Right
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AV

TOOLCUT

UN YHHOHIHPOBAHHAA UNC, UNF, UNEF, UNS

O60o3HaueHue
(Item Number)

3ER24UN2M
3IR24UN2M
3ER20UN2M
3IR20UN2M
3ER18UN2M
3IR18UN2M
3ER16UN2M
3IR16UN2M
3ER14UN2M
3IR14UN2M
3ER12UN2M
3IR12UN2M
4ERT6UN3M
4IR16UN3M
4ERT3UN3M
4ER12UN2M
4IR12UN2M
4ER12UN3M
4IR12UN3M
SER8UN2M
SIR8UN2M

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

LWar OnuHa
(Pitch) (Length)
Hutok/paronm L
(TPI)
24 16
20 16
18 16
16 16
14 16
12 16
16 22
13 22
12 22
12 22
8 27

ER = BHewHsis npasas | Exfernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

EX-RH IN-RH

MHorogy6éble nnacTuHbl | Mulfi-tooth

Pasmepbl B MM

11

1.4

1.5

15

17

2.0

25

3.0

2.2

3.3

3.1

(Dimensions in mm)

b

17

20

2.2

23

2.7

3.1

4.0

4.9

3.4

5.3

49

IR = BHyTpeHHss npaeas | Infernal Right

X2H K20
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

BHTBOPTA 55°Bsw, BSF, BSP, BSB

Mpoduns| Profile

EX-RH IN-RH TUITN )
IN-LH EX-LH !
—> b« b«
. v Ty R 55°0 3 o
A 4.» y A / =
‘a A 1C. IC. v .137P
L L ,
Yoo N 7 '
Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/ proinm . . . .
(TPI) L a b TiAIN TiN TiNN XTiAIN X2H K20
OIR26W
26 6 0.7 0.6 . . .
0OlL26W
OIR22W
22 () 0.6 0.6 . . .
olL22w
OIR20W
20 [} 0.6 0.7 . o .
olL20w
OIR18W
18 6 0.6 0.7 o o .
oisw
1IR28W
28 8 0.6 0.6 . . .
1iL28W
1IR24W
24 8 0.6 0.6 . . .
1L24W
1IR20W
20 8 0.6 0.7 . . .
1iL20W
1IR19W
19 8 0.6 0.7 J U .
19w
1IR18W
18 8 0.6 0.7 . . .
118w
1IR16W
16 8 0.6 0.7 ° . .
1IL16W
INIR/L14W* 14 8N 1.0 4.0 d . .
INIR/L12W* 12 8N 09 4.0 o U U
INIR/LNW* n 8N 09 4.0 d . .

ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npapas | Infernal Right

*Heoéxopuma cneumanbHas aepxxaska unu 1o} nop cTaHAapTHOW aepxaeku | Special holder is required or standard holder can be modified by customer

CninaBbl U peXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

BHTBOPTA 55°Bsw, BSF, BSP, BSB

O60o3HaueHue
(Item Number)

2ER72W
2EL72W
2IR72W
2IL,72wW
2ER60W
2EL60W
2|R60W
2|L60W
2ERS6W
2ELS56W
2|R56W
2|L56W
2ER48W
2EL4BW
2|R48W
2|L48W
2ER4OW
2|R4O0W
2EL4OW
2|L40W
2ER36W
2|IR36W
2EL36W
2IL36W
2ER32W
2|IR32W
2EL32W
2IL32wW
2ER28W
2|R28W
2EL28W
2|L28W

EX-RH IN-RH
IN-LH EX-LH

Lar
(Pitch)

Hutok/proim

(TPI)

72

60

56

48

40

36

32

28

ER = BHelHss npaeas | Exfernal Right

OnuHa
(Length)

-

n

n

n

n

n

n

n

n

Pasmepbl B MM
(Dimensions in mm)

0.7

0.7

0.7

0.6

0.6

0.6

0.6

0.6

b

0.4

0.4

0.4

0.6

0.6

0.6

0.6

0.7

IR = BHyTpeHHsis npa.asi | Infernal Right

TiAIN TiN

EL = BHeluHsis neBas | External Leff

Mpoduns| Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsisi neBas | Infernal Left
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

BUTBOPTA 55°Bsw, BSF, BSP, BSB

b
v
A ﬁ\

a

|
<
\
\

O60o3HaueHue
(Item Number)

Hutok/ proiim

2ER26W
2IR26W
2EL26W
2|L26W
2ER24W
2IR24W
2EL24W
2|L24W
2ER22W
2|R22W
2EL22W
2|lL.22wW
2ER20W
2|R20W
2EL20W
2|L.20W
2ER19W
2IR19W
2EL19W
2IL19wW
2ER18W
2|R18W
2EL18W
2|L18W
2ER16W
2IR16W
2EL16W
2IL16W

ER = BHewHsis npa.as | External Right

EX-RH IN-RH
IN-LH EX-LH

1.C. IC.

LWar
(Pitch)

OnuHa
(Length)

(TPI)

26 n

24 n

22 1

20 n

19 n

18 n

16 n

b
v

) A
g7 aﬁ

Pasmepbl B MM

TUITN

(Dimensions in mm)

a b
0.7 0.7
0.7 0.8
0.8 0.9
0.8 0.9
0.8 10
0.8 1.0
09 11

IR = BHyTpeHHss npaeas | Infernal Right

TiAIN TiN
. .
. .
. .

EL = BHelwuHsisi neeas | External Leff

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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TiNN

NMpoduns| Profile

A

55 e

0.137P

CnnaBbl
(Grades)
XTiAIN X2H

K20

IL = BHyTpeHHsisi neBas | Infernal Left



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

BUTBOPTA 55°Bsw, BSF, BSP, BSB

b
v
A ﬁ\

a

|
<
\
\

O60o3HaueHue
(Item Number)

2ER14W
2IR14W
2EL14W
2IL14W
2IR12W
2IL12wW
2IR1NMW
2ILMwW

EX-RH IN-RH
IN-LH EX-LH

1.C.

Lar
(Pitch)

Hutok/proiim

(TPI)

14

12

n

1.C.

OnuHa
(Length)

n

n

n

b
v

A aﬁ

A

Pasmepbl B MM
(Dimensions in mm)

1.0

0.9

b

11

11

12

TUITN

TIiAIN TiN

NMpoduns| Profile

CnnaBbl
(Grades)

TiNN XTiAIN X2H K20

3ER72W
3IR72W
3EL72W
3IL72wW
3ER60W
3IR6OW
3EL6OW
3IL60W
3ER56W
3IRS6W
3ELS6W
3ILS6W
3ER48W
3IR48W
3EL48W
3iL48W
3ER4OW
3IR40W
3EL4OW
3IL40W

72

60

56

48

40

ER = BHewHsis npasas | Exfernal Right

16

16

16

16

16

0.7

0.7

0.7

0.6

0.6

0.4

0.4

0.4

0.6

0.6

IR = BHyTpeHHss npapas | Infernal Right

EL = BHewnss nesas | Exfernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHss nesas | Infernal Left
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

BUTBOPTA 55°Bsw, BSF, BSP, BSB

b
v
A ﬁ\

a

|
<
\
\

O60o3HaueHue
(Item Number)

Hutok/ proiim

3ER36W
3IR36W
3EL36W
3IL36W
3ER32W
3IR32W
3EL32W
3IL32W
3ER28W
3IR28W
3EL28W
3iL28W
3ER26W
3IR26W
3EL26W
3IL26W
3ER24W
3IR24W
3EL24W
3IL24W
3ER22W
3IR22W
3EL22W
3iL22wW
3ER20W
3IR20W
3EL20W
3iL20wW

ER = BHewHss npaeas | Exfernal Right

EX-RH IN-RH
IN-LH EX-LH

1.C. IC.

LWar
(Pitch)

OnuHa
(Length)

(TPI)

36 16

32 16

28 16

26 16

24 16

22 16

20 16

b
v

A aﬁ

A

Pasmepbl B MM
(Dimensions in mm)

0.6

0.6

0.7

0.7

0.8

0.8

b

0.6

0.6

0.7

0.7

0.8

0.9

0.9

IR = BHyTpeHHss npa.as | Infernal Right

TUITN

TiAIN TiN
. .
. .

EL = BHelwwuHsis neBas | External Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

40 | SCHWARZ

TiNN

NMpoduns| Profile

A

55 fee

0.137P

CnnaBbl
(Grades)
XTiAIN X2H

IL = BHyTpeHHsis neBas | Internal Left

K20



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

BUTBOPTA 55°Bsw, BSF, BSP, BSB

b
2l

!

O60o3HaueHue
(Item Number)

<

A T’:\\

~

EX-RH IN-RH
IN-LH  EX-LH

b

2%

A
IC. ol *

TUITN

LWar
(Pitch)

OnuHa
(Length)

Pasmepbl B MM
(Dimensions in mm)

NMpoduns| Profile

CnnaBbl
(Grades)

Hutok/proiim

b

TiAIN

TiN

TiNN

XTiAIN

X2H

K20

3ER19W
3IR19W
3ELI9W
3IL1I9W
3ER18W
3IR18W
3EL18W
3IL18W
3ER16W
3IR16W
3EL16W
3IL16W
3ER14W
3IR14W
3EL14W
3IL14W
3ER12W
3IR12W
3EL12W
3iL12w
3ERTIW
3IRMW
3ELTW
3ILMwW
3ER10W
3IR10W
3ELIOW
3ILI0OW
3ER9W
3IRIW
3ELSW
3ILYW

(TPI)

19

18

16

14

12

n

10

ER = BHelHss npaeas | Exfernal Right

16

16

16

16

16

16

16

16

0.8

0.8

0.9

1.0

11

11

11

1.2

1.0

1.0

11

1.2

14

15

1.5

17

IR = BHyTpeHHsis npa.asi | Infernal Right

EL = BHeluHsis neBas | External Leff

IL = BHyTpeHHsisi neBas | Infernal Left

SCHWARZ |



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

BUTBOPTA 55°Bsw, BSF, BSP, BSB

Mpoduns | Profile
EX-RH IN-RH TUMTN p
IN-LH  EX-LH /
2 \\\ v 55° % o
A _ A ~
By 0.137P
Aqd IC. IC. 2k
L L ,
A J L~ . A4
Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/proiim . . . .
(TP) L a b TiAIN TiN TiNN XTIiAIN X2H K20
3ER8W
3IR8W
8 16 1.2 1.5 . . . . .
3EL8W
3IL8W
4LER7TW
4IR7TW
7 22 1.6 2.3 o o o o o
LEL7TW
4IL7TW
LER6W
4IR6W
6 22 1.6 23 i . . . .
LEL6W
4IL6W
4LERSW
4IRSW
5 22 17 2.4 . . . . .
4LELSW
4ILSW
4NE/1/R/L4.5SW 4.5 22N 23 1.0 . . . . °
4NE/I/R/LG4W 4 22N 2.8 1.0 . . O O .
S5ER4.5W
5IR4.5W
4.5 27 1.8 2.6 . . . .
S5EL4.5W
5IL4.5W
S5ER4W
5IR4W
4 27 2.0 29 . . . .
SEL4W
5IL&4W
5NE/I/R/L3.5W 3.5 27N 21 13.7 . . ° .
5NE/I/R/L3.25W 3.25 27N 2.0 13.7 . . . .
5NE/I/R/L3W 3 27N 2.3 13.7 . . . .
5NE/I/R/L2.75W 2.75 27N 2.4 13.7 o o o ©
ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right EL = BHeluHsis neBas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TooLcuTt THREAD TURNING INSERTS

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

BHTBOPTA 55°Bsw, BSF, BSP, BSB

THIIX I TYPEX
EX-RH IN-RH
IN-LH  EX-LH
b
iy
Aa IC. LC.
L

A

L

Mpoduns| Profile

AUA

V\5__5/7 R=
0.137P

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
[T L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
2IRX28W 28 1 0.6 0.6 .
2IRX24W 24 n 0.6 0.6 .
2IRX20W 20 1 0.8 0.9 .
2IRX19W 19 n 0.8 0.9 .
2IRX18W 18 n 0.8 0.9 .
2IRX16W 16 n 0.8 0.9 .
2IRX14W 14 n 0.8 0.9 .
3ERX19W
19 16 0.8 1.0 .
3IRX19W
3ERX16W
16 16 0.9 11 .
3IRX16W
3ERX14W
14 16 1.0 1.2 .
3IRX14W
3ERXTMW
n 16 11 1.5 .
3IRX1TIW
3ERX10W
10 16 11 1.5 .
3IRX10W

ER = BHewHsis npa.as | Exfernal Right

IR = BHyTpeHHss npaeas | Infernal Right
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

BHTBOPTA 55°8sw, BSF, BSP, BSB
BEPTHKAJIBHAA | VERTICAL

Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
[T L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)

3VER20W

20 16 1.0 09 . . .
3VEL20W
3VER19W

19 16 1.0 09 . . .
3VEL19W
3VER18W

18 16 1.0 1.0 . . .
3VEL18W
3VER16W

16 16 1.0 1.0 . . .
3VEL16W
3VER14W

14 16 1.0 1.2 . . N
3VEL14W
3VER12W

12 16 1.0 1.4 . . .
3VEL12W
3VERTW

n 16 1.0 1.5 . . .
3VEL1MIW

ER = BHeluHss npaeas | Exfernal Right EL = BHelwuHsis neas | External Left

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

NPT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

NMpoduns| Profile
EX-RH IN-RH p
IN-LH EX-LH 30°/30°
—> b b« /W\
ni | r ﬂq iﬂ 1907
HR 1.C. IC. a ﬁ KoHycHocrtb 1:16
L L
Yy |- ~ A4
Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Himrox/RioM SER)| a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
OIR27NPT
27 [ 0.6 0.6 . . .
OIL27NPT
1IR27NPT
27 8 0.6 0.6 . . .
1IL27NPT
1IR18NPT
18 8 0.6 0.6 . . .
1IL18NPT
2ER27NPT
2EL27NPT
27 n 0.7 0.8 . . . . .
2IR27NPT
2IL27NPT
2ER18NPT
2EL18NPT
18 n 0.8 1.0 . . . . .
2IR18NPT
2IL18NPT
2ER14NPT
2EL14NPT
14 n 0.8 1.0 . . . . .
2IR14NPT
2IL14NPT
3ER27NPT
3EL27NPT
27 16 0.7 0.8 . . . . .
3IR27NPT
3IL27NPT
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npapas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

THREAD TURNING INSERTS

NPT

EX-RH IN-RH

IN-LH EX-LH

b b
oA ]

A IC. IC.

a

|-
<

LWar
(Pitch)

OnuHa
(Length)

O60o3HaueHue
(Item Number)

Pasmepbl B MM
(Dimensions in mm)

Hutok/ proiim
(TPI)

L a b
3ER18NPT
3EL18NPT
3IR18NPT
3IL1I8NPT
3ER14NPT
3EL14NPT
3IR14NPT
3IL14NPT
3ERT1.5NPT
3EL11.5NPT
3IRT1.5NPT
3IL11.5NPT
3ERSNPT
3ELSNPT
3IR8NPT
3IL8NPT

18 16 0.8 1.0

14 16 0.9 1.2

ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHss npaeas | Infernal Right

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

v

e ﬁl

a

r i

P
'™~

TiAIN

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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TiN

EL = BHelwuHsisi nesas | External Leff

NMpoduns| Profile

P
30°/30°

KoHycHocTh 1:16

CnnaBbl
(Grades)
TiNN XTiAIN X2H

IL = BHyTpeHHsisi neBas | Infernal Left

K20



TOOLCUT

AV

NPT

T X ] TYPEX
EX-RH IN-RH
i
M4, A 1C IC
L
v g

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

r i

'~

Mpoduns| Profile

KoHycHocTb 1:16

P
30°/30°

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHne LWar OnuHa Pasmepbl B MM
(Item Number) (Pitch) (Length)  (Dimensions in mm)
Hutok/ proinm . .
(TPI) L a b TiAIN XTiAIN X2H K20
2IRX18NPT 18 n 0.8 09 .
3ERX18NPT
18 16 0.8 1.0 J
3IRX18NPT
3ERX14NPT
14 16 09 1.2 .
3IRX14NPT
3ERX11.5NPT
1.5 16 11 1.5 ©
3IRX11.5NPT
3ERX8NPT
8 16 1.3 1.8 o
3IRX8NPT

ER = BHewHsis npasas | Exfernal Right

IR = BHyTpeHHss npapas | Infernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

NPTF DRYSEAL

NMpoduns| Profile

EX-RH IN-RH TUMTN P
IN-LH EX-LH 30°/30°
—> b« b«
ni | ‘ | iﬂ 190
ﬁ A 1C. IC A ﬁ KoHycHocTb 1:16
a .C. .C. a
L ,
Yo Iy '
Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutox/miofi a b TIAIN TiN TINN  XTAIN  X2H K20
(TPI)

OIR27NPTF

27 [ 0.7 0.6 . . o
OIL27NPTF
1IR27NPTF

27 8 0.6 0.6 . . .
1IL27NPTF
1IR18NPTF

18 8 0.6 0.6 . . .
1ILI8NPTF
2ER27NPTF
2EL27NPTF

27 n 0.7 0.7 © o . . .
2IR27NPTF
2IL27NPTF
2ER18NPTF
2EL18NPTF

18 n 0.8 1.0 . . . . o
2IR18NPTF
2IL18NPTF
2ER14NPTF
2EL14NPTF

14 n 0.8 1.0 © o o o ©
2IR14NPTF
2IL14NPTF
2ER14NPTF
2EL14NPTF

14 n 0.8 1.0 . . . . .
2IR14NPFT
2IL14NPFT
3ER27NPTF
3EL27NPTF

18 16 0.8 1.0 . . . . .
3IR27NPTF
3IL27NPTF
3ER18NPTF
3EL18NPTF

14 16 0.9 1.2 . . . . .
3IR18NPTF
3IL1I8NPTF

ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left
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AV

TOOLCUT

THREAD TURNING INSERTS

NPTF DRYSEAL

EX-RH IN-RH
IN-LH EX-LH

Oé6o3HaueHue LWar OnuHa
(ltem Number) (Pitch) (Length)

Pasmepbl B MM
(Dimensions in mm)

Hutok/ proiim
(TPI)

L a b TiAIN
3ER14NPTF
3EL14NPTF
3IR14NPTF
3IL14NPTF
3ERT1.5NPTF
3EL11.SNPTF
3IR11.SNPTF
3IL11.5NPTF
3ER8NPTF
3ELSNPTF
3IR8NPTF
3IL8NPTF

ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

TiN

EL = BHewnss nesas | Exfernal Left

NMpoduns| Profile

P
30°/30°

KonycHocrTb 1:16

CnnaBbl
(Grades)
TiNN XTiAIN X2H K20
L] L] L]
L] L] L]

IL = BHyTpeHHss nesas | Infernal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

BSPT

Mpoduns | Profile

EX-RH IN-RH P
IN-LH EX-LH 275° [27.5°

90°

KoHycHocTh 1:%

Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Himrox/Aiot SER)| a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)

OIR28BSPT

28 6 0.7 0.6 . . .
0IL28BSPT
1IR28BSPT

28 8 0.6 0.6 O o O
11L28BSPT
1IR19BSPT

19 8 0.6 0.6 . . .
1IL19BSPT
2IR28BSPT

28 n 0.6 0.6 . . . . .
21L28BSPT
2IR19BSPT

19 n 0.8 09 . . . . .
2IL19BSPT
2IR14BSPT

14 n 09 1.0 O o O o ©
2IL14BSPT
2IRTIBSPT*

n 1 09 1.2 . . . . .
2IL1BSPT*
3ER28BSPT
3IR28BSPT

28 16 0.6 0.6 S O O © ©
3EL28BSPT
3IL28BSPT
3ER19BSPT
3IR19BSPT

19 16 0.8 09 . . . . .
3EL19BSPT
3IL19BSPT
3ER14BSPT
3IR14BSPT

14 16 1.0 1.2 S O © © o
3EL14BSPT
3IL14BSPT
3ERTIBSPT
3IR1BSPT

n 16 11 1.5 . . . ° .
3EL1BSPT
3IL1IBSPT

ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right EL = BHeluHsis neBas | External Leff IL = BHyTpeHHsisi neBas | Infernal Left

*Heo6xoauMa cneumanbHas epXxaBka Mnu caMocTosTeNnbHasi AopaéoTka CTaHAAPTHOM AepXaBku | Special holder is required or standard holder can be modified by customer
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AvA TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

TooLcuTt THREAD TURNING INSERTS

BSPT

THIT X 1 TYPE X

Mpodunsl Profile

EX-RH IN-RH

y
7
Y
N o))
A

T}
o
o
j

'~

Yy - S~y

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Rigejacny L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
2IRB19BSPT 19 1 0.8 0.9 .
3ERX19BSPT 19 16 1.0 11 .
3ERX14BSPT
14 16 1.2 1.0 .
3IRX14BSPT
3ERXTIBSPT
14 16 15 11 .
3IRXTBSPT
ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

OIN 477

P BHyTpeHHss

e S e— ]
iInternal

KoHycHocTb Pasmepbl B MM UcnonHeHne pe3b6bl

Oé6o3HaueHune LI.Jar OnuHa (Taper  (Dimensions in (Thread Cnnagbl
(Item Number) (Pitch)  (Length) Ratio) mm) S (Grades)
HATeKaichM SN b TIAIN TIN  XTIAIN X2H
(TPY) @
3ER14DIN477 14 16 3/25 10 12 W19.8x1/14keg (Ext.) ° ° ° °
2IR14DIN477* 14 n 3/25 0.9 10 W19.8x1/14keg (Int.) ° ° ° °
3ER14DIN477
14 16 3/25 10 1.2 W28.8x1/14keg . . . .
3IR14DIN477**
3ER14DIN477
14 16 3/25 1.0 12 W31.3x1/14keg c © o ©
3IR14DIN477***
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

*Ucnonbayetcs ¢ pepxaskoit | Holder fo use: IR10-2/IR10-2D
**Ucnonbayetcs ¢ pepxaekoi | Holder to use: IR16-3
***Ucnonb3yertcs ¢ gepxaskoit | Holder fo use: IR20-3

Cninaebl U peXUMbI M. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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K20



AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

ACME

NMpoduns| Profile

EX-RH IN-RH TUITN p
b IN-LH EX-LH b o —
i i J /N
A P A 29°
A, Be IC. IC. Py
L L
v ~ Y
Oé6o3HaueHne Lar OnuHa Pa3mepbl B MM Cnnasbl
(ltem Number) (Pitch)  (Length)  (Dimensions in mm) (Grades)
Hutok/proiim . . . .
(TP) L a b TiAIN TiN TiNN XTiAIN X2H K20
1IR16ACME*
16 8 0.6 0.6 . . .
1ILI6ACME*
INIR/L14ACME 14 8N 0.8 4.0 . . .
INIR/L12ACME 12 8N 0.8 4.0 . . .
INIR/L10ACME 10 8N 0.8 4.0 . U U
2ER16ACME
2IR16ACME
16 n 0.9 1.0 . . . . .
2EL16ACME
2IL16ACME
3ER16ACME
3IR1I6ACME
16 16 09 1.0 ] o U o .
3EL1I6ACME
3ILI6ACME
3ER14ACME
3IR14ACME
14 16 1.0 1.2 d . . . *
3EL14ACME
3ILI4ACME
3ER12ACME
3IR12ACME
12 16 11 1.2 ) o U o .
3EL12ACME
3IL12ACME
3ER10ACME
3IRI0ACME
10 16 1.3 13 . . . . .
3EL10ACME
3ILI0OACME
3ERS8ACME
3IRBACME
8 16 1.5 1.5 . . . . .
3ELSBACME
3ILBACME

ER = BHewHsis npa.as | Exfernal Right

IR = BHyTpeHHss npaeas | Infernal Right

*OpHa pexyuiasi KpoMka | One cutting edge

EL = BHelwunss nesas | External Left

IL = BHyTpeHHsis nesas | Infernal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

ACME

NMpoduns| Profile

re

EX-RH IN-RH TUIM N
,  INLH EX-LH
> <
e s
a 1C. IC. at

ral

\
.

Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)

Hutok/proiim
(TPI)

L a b TiAIN TiN TiNN XTiAIN X2H K20
3ER6ACME*
3IR6ACME*
3EL6ACME*
3IL6ACME*
4LER6ACME
4IR6ACME
4EL6ACME
4IL6ACME
4LERSACME
4IRSACME
4LELSACME
4ILSACME
4LER4ACME*
4IRGACME*
4LEL4LACME*
4IL4LACME”
4NER/L4ACME
4NIR/LLACME
SER4ACME
SIRGACME
SELLACME
SIL4LACME
5SNER/L3ACME
5NIR/L3ACME
6NER/L2ACME
6NIR/L2ACME

22N 23 1.0 . . . . .

27N 2.8 13.7 ° . . .

33N 4.3 16.9 O O o

ER = BHewuHss npaBas | External Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHewHsisi neBas | External Left IL = BHyTpeHHsis neBas | Infernal Left
*Hec Aef 1nu camocTosTeNbHas Aopa6oTka CTaHRaPTHOM Aepxasku | Special holder is required or standard holder can be modified by customer

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

ACME
BEPTHKAJIBHAA | VERTICAL

EX-RH IN-RH
IN-LH EX-LH

Oéo3HaueHne LWar OnuHa Pasmepbl B MM
(Item Number) (Pitch) (Length)  (Dimensions in mm)

Hutok/proinm

Cnnaebl
(Grades)

X2H K20

IL = BHyTpeHHsis neBas | Infernal Left

(TPI) L a b TiAIN TiN TiNN XTiAIN
S5VER3.5ACME 1.8 5.0
3.5" 27 . .
SVIR3.5ACME 1.8 4.0
S5VER3ACME 1.8 5.0
3* 27 . .
SVIR3ACME 18 4.6
SVER2ACME
18 5.0
SVEL2ACME
2" 27 . .
SVIR2ACME
18 5.0
SVIL2ACME
ER = BHewuHss npaBas | External Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHewHsisi neBas | External Left
*MuHMManbHbI guameTp oteepcetus | Min. bore diameter: 55 Mm **MuHUManbHbIA guameTp oteepctus | Min. bore diameter: 76 MM

Cninaebl M pPeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

STUB ACME

NMpoduns| Profile

EX-RH IN-RH TUITN p
IN-LH EX-LH A
b b
R 2din RN
A A 29°
A a > I.C. IC. at
L
y ~o Y
Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Himrox/Riot SRR} a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
3IR16STACME*
16 8 0.6 0.6 d . .
3IL16STACME*
INIR/L14STACME 14 8N 0.8 4.0 O O .
INIR/L12STACME 12 8N 09 4.0 . . .
INIR/L10STACME 10 8N 1.0 4.0 o o ©
2ER16STACME
16 n 1.0 1.0 . . . . .
2EL16STACME
3ER16STACME
3IR16STACME
16 16 1.0 1.0 © © o © ©
3EL16STACME
3IL16STACME
3ER14STACME
3IR14STACME
14 16 11 11 . . . . .
3EL14STACME
3IL14STACME
3ER12STACME
3IR12STACME
12 16 1.2 1.2 © o o © ©
3EL12STACME
3IL12STACME
3ER10STACME
3EL1I0STACME
10 16 1.3 1.3 . . . . .
3IR10STACME
3IL1I0STACME
3ER8STACME
3IR8STACME
8 16 15 1.5 . O o © ©
3EL8STACME
3ILBSTACME

ER = BHeluHss npaBas | External Right
*OpHa pexyuwas kpomMka | One cufting edge

IR = BHyTpeHHss npaeas | Infernal Right

EL = BHewwHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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IL = BHyTpeHHsis neBas | Infernal Left



TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

AV

TOOLCUT

STUB ACME

Mpodunsl Profile

EX-RH IN-RH TUITN p
b IN-LH EX-LH b I —
b
—> f ﬂ < y <P >
15, & c e At A 29°
a ILC. IC. at y—\
L L
y N 2 I.C.
L
Oéo3HaueHue LLar IOnuHa Pa3mepbl B MM Cnnaebl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/ gronm . . .
(TPI) L a b TiAIN TiNN XTiAIN X2H K20
3ER6STACME
3IR6STACME
6 16 1.8 1.8 . . . .
3EL6STACME
3IL6STACME
4LERS5STACME
4IRSSTACME
5 22 2.0 2.3 . . . .
LELSSTACME
4]LSSTACME
LER4STACME
4IR4STACME
4 22 2.3 2.4 . . . .
LEL4STACME
4IL4STACME
4NER/L4STACME
22N 2.5 1.0 U 0 O O
4NIR/L4STACME
4NER/L3STACME
22N 3.3 1.0 . . . .
4NIR/L3STACME
S5ER4STACME
S5IR4STACME
4 27 2.3 2.4 . . .
SEL4STACME
5IL4STACME
S5ER3STACME
5IR3STACME
3 27 3.3 1.0 . . .
SEL3STACME
5IL3STACME
6NER/L2STACME
33N 5.0 169 . .

6NIR/L2STACME

ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right

Cnnasbl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

EL = BHelwwuHsis neBas | External Left

IL = BHyTpeHHsis neBas | Internal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

TPAMTELENTATIBHAA PE3bBA oIy 103

NMpoduns| Profile

re

EX-RH IN-RH TUITN
IN-LH EX-LH

A
Ay Ba  IC. IC. at

!

L L
~ Y
Oéo3HayeHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Himrox/Riot SRR} a b TIAIN TiN TINN  XTAIN  X2H K20
(TPI)
1IR1.5TR*
1.5 8 0.6 0.6 . . .
1IL.5TR*
INIR/L2TR* 2.0 8N 0.9 4.0 o o ©
3ER1.5TR
1.5 16 1.0 11 . . . . .
3ELL.STR
3ER2TR
3IR2TR
2.0 16 1.0 13 ° . . . .
3EL2TR
3IL2TR
3ER3TR
3IR3TR
3.0 16 1.3 1.5 . . . . .
3EL3TR
3IL3TR
WZER4TR
@3IR4TR
4.0 16 1.3 1.5 U . o . .
ZEL4TR
@3|L4TR
4NIR/L7TR40** 5.0 16 2.3 8.2 . . . . .
4ER4TR
4IR4TR
4.0 22 18 19 . o . . .
4EL4ATR
4IL4TR
4ERSTR
4IR5TR
5.0 22 2.0 2.4 i . . . .
4ELSTR
4ILSTR
ER = BHewHss npaBas | External Right IR = BHyTpeHHss npaeas | Infernal Right EL = BHewHsis neBas | External Left IL = BHyTpeHHsis neBas | Infernal Left

*OpHa pexyuwas kpomka | One cufting edge

**UcnonbayeTcs ToNbko ¢ fiepxabkaMu R14-3NCO, IL14-3NCO Ha c1p. 86 | To be used only with holder IR14-3NCO, IL14-3NCO on page 86

(1) Heoéxoanma cneumanbHas AepXaBKa UK caMOCTosITENbHas AOPaGoTKa CTaHRAPTHON AepxaBku | Special holder is required or standard holder can be modified by custo-
mer

(2) Heoéxopuma cneumanbHas gepXaBka, caMOCTOsITeNbHas [OPa6OTKa CTaHAAPTHOM AePXaBKU UNM UCTIONb3oBaHKe AepxaBok IR12-3B, IL12-3B, IR14-3B, IL14-3B

(2) Special holder is required or standard holder can be modified by customer or to be used with holders: (IR12-3B, IL12-3B, IR14-3B, IL14-3B)

(3) Tonbko ana pesbébl TR4OXT. Ucnonbayetcs Tonbko ¢ aepxaskamu IR25-4NCO, IL25-4NCO | Only for Tr40x7.0. To be used only with holder IR25-4NCO, IL25-4NCO

Cnnaebl U peXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

TPANTELYEN[ATIBHAA PE3BBLA oIv 103

Mpoduns| Profile

re

EX-RH IN-RH TUITN

IN-LH EX-LH
b b

> -
r% \r 1C. LC. lﬂ 1

>

L L
Y / ~l Y
Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
i i Y a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
W4ERETR
W4IR6TR
6.0 22 2.0 2.4 d . o . .
W4EL6TR
M4]L6TRT
4NER/L6TR
6.0 22N 2.0 1.0 . . o . .
4NIR/L6TR
4NER/L7TR
70 22N 23 1.0 . . o . .
4NIR/L7TR4O
®I4NIR/L7TRGO 70 22N 2.6 1.0 . . o . .
4NER/L8TR
8.0 22N 25 1.0 . . . o .
4NIR/L8TR
SER6TR
SIR6TR
6.0 27 23 2.7 . . . . .
SEL6TR
SIL6TR
S5ER7TR
5IR7TR
70 27 2.2 2.6 d . . o .
S5EL7TR
5IL7TR
SNER/L8TR
8.0 27N 25 13.7 J . o . .
5NIR/L8TR
5NER/L9TR
9.0 27N 3.0 13.7 . . . . .
5NIR/L9TR
SNER/L1OTR* 10.0 33N 39 16.9 O O S
6NER/L12TR 12.0 33N 39 16.9 . . .
ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHss npaBas | Infernal Right EL = BHewwnss neeas | External Left IL = BHyTpeHHsis nesas | Infernal Left

*OpHa pexyuas KpoMka | One cutting edge

**Ucnonbayetcs Tonbko ¢ fepxabkaMu R14-3NCO, IL14-3NCO Ha c1p. 86 | To be used only with holder IR14-3NCO, IL14-3NCO on page 86

(1) Heoéxoanma cneumanbHas AepXaBKka UM CaMOCTOsITeNbHas AOPa6oTKa CTaHRAPTHOM Aepxaeku | Special holder is required or standard holder can be modified by custo-
mer

(2) Heo6xopmma cr f [AOpaboTka CTaHAAPTHON AePXKaBKM UM UCMONb3OBaHUe AepXaBok IR12-3B, IL12-3B, IR14-3B, IL14-3B

(2) Special holder is required or standard holder can be modified by customer or to be used with holders: (IR12-3B, IL12-3B, IR14-3B, IL14-3B)

(3) Tonbko ansi peab6bl TR4OXT. Ucnonbayetcs ¢ aepxaekamu IR25-4NCO, IL25-4NCO | Only for Tr40x7.0. To be used only with holder IR25-4NCO, IL25-4NCO

Cnnaebl U PEXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

AV

TOOLCUT

TPATELENTATIBHAA PE3bBA oIy 103
BEPTHKASIBHAR | VERTICAL

EX-RH IN-RH
IN-LH EX-LH

Oéo3HaueHne LWar OnuHa Pasmepbl B MM
(Item Number) (Pitch) (Length)  (Dimensions in mm)
Hutok/ proinm . .
(1PI) L a b TiAIN TiN
S5VER9TR
5VIR9TR
*9 27 1.8 5.2 . .
SVEL9TR
5VIL9TR
S5VER10TR
5VIR10TR
*10 27 1.8 5.2 U U
SVEL10TR
5VIL1I0TR
S5VER12TR
5VIR12TR
12 27 1.8 5.2 . .
5VEL12TR
5VILI2TR

IR = BHyTpeHHss npaeas | Infernal Right

fer: 65 MM **M

ER = BHewHss npaBas | External Right

*MunumansHbIn auametp oteepcetus | Min. bore di

Cninaebl M peXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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EL = BHewHsisi neBas | External Leff

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsis neBas | Infernal Left

v pnametp oteepctus | Min. bore diameter: 73 mm



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

PG DIN 40430

Mpodunsl Profile
EX-RH IN-RH
F—P’I
—> b b« /\/\
Nl >~ ZANAN
A TR P Aﬁ A ‘\80/’
a .C. al
L L ;
A L~ Y
Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/ groinm . " . .

(TPI) L a b TiAIN TiN TiNN XTiAIN X2H K20
1IR20PG . . .
(PG 7) 20 8 0.6 0.7
2IR18PG . . . . .
(PG 9) 18 n 0.8 09
3ER20PG . . . . .
(PG 7) 20 16 0.7 0.8
3ER18PG
(PG 9,1,13.5,
16)

18 16 0.8 09 . . U . .
3IR18PG
(PG 11,13.5,
16)
3ER16PG
(PG 21, 29,
36, 42, 48)
16 16 0.8 1.0 . . . . .

3IR16PG
(PG 21, 29,
36, 42, 48)

ER = BHelHss npaeas | Exfernal Right

IR = BHyTpeHHss npa.asi | Infernal Right

EL = BHelwuHsisi neBas | External Leff

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHsisi neBas | Infernal Left
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

VIIOPHAA PE3bBA | SAGENGEWINDE DN 513

Mpodunsl Profile

a - EX-RH unu
EX-RH IN-RH . P
b IN-LH EX-LH b
Wl -
A I 47 A
Hanpaenenue pesal
W:r?(i:; d?rv;czon A ﬁ a 1.C. LC. a ﬁ
B
L L
Y L~ ~ Y
Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L a b TiAIN TiN TiNN XTiAIN X2H K20
3ER2SAGE
11 1.6
3EL2SAGE
2.0 16 . . . . .
3IR2SAGE
1.2 17
3IL2SAGE
4ER3SAGE
15 2.4
4LEL3SAGE
3.0 22 o o o © .
4IR3SAGE
19 29
4IL3SAGE
4LER4SAGE
19 3.1
4LEL4SAGE
4.0 22N ° . o o .
4IR4SAGE
2.3 3.5
4IL4SAGE
4NERSSAGE
1.2 n.7
4NELSSAGE
5.0* 22N O O o © .
4NIRSSAGE
19 n.7
4NILSSAGE
4NERGSAGE
1.2 n7
4NEL6SAGE
6.0" 22N . . o o .
4NIR6SAGE
21 ne
4NIL6SAGE
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHss npapas | Infernal Right EL = BHewnss nesas | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

*Heo6xopnMa cneumanbHas onopHas nnactuHa | Requires a special anvil: AER4N-1.5SAGES/6, AEL4N-1.5SAGES/ 6, AIR&GN-1.5SAGES/ 6, AIL4N-1.5SAGE5/6

BHUMAHME: B ctaHRapTHOM UCMONHEHMM MIACTUH CTOPOHA C GONBLLMM YITIOM SIBASIETCS IMaBHOMN PeXyLuen Kp #. Ecnu BaM Heo6xouMbl Apyre napaMeTpbl, yTOUHUTE

JTO B 3aKase.

Important Note: In standard execution, the flank with the large angle is the leading edge. If otherwise required, please specify in your order.

Cninaebl U peXUMbI M. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

KPYITIAA PE3bBA | ROUND bIv 405

Mpodunsl Profile

EX-RH IN-RH
IN-LH EX-LH [“Reozsr 1
b b YEANUAN
N iﬂ\ f »‘ < X M
ﬁ\\ 7 R=0.24P
a I1.C. IC. aﬁ :
L L ,
Y \ 4
Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
Hutok/ groinm . " . .
(TPI) L a b TiAIN TiN TiNN XTiAIN X2H
3ER10RD
11 1.2
3EL1ORD
10 16 . . . .
3IR10RD
11 1.2
3IL1IORD
3ER8RD
1.4 1.3
3EL8RD
8 16 . . . .
3IR8RD
1.4 1.4
3IL8RD
3ER6RD
1.5 1.7
3EL6RD
6 16 . ° ° °
3IR6RD
1.4 1.5
3IL6RD
4ER6RD
4EL6RD
6 22 1.5 1.7 . . . .
4IR6RD
4IL6RD
LER4RD
LEL4RD
4 22 2.2 2.3 . . . .
4IR4RD
4IL4RD
S5ER4RD
SEL4RD
4 27 2.2 2.3 . . U
5IR4RD
5IL4RD

ER = BHewHsis npa.as | Exfernal Right

IR = BHyTpeHHss npaeas | Infernal Right

EL = BHelwunss nesas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

KPYITIAA PE3bBA 1 ROUND pin 20400

NMpoduns| Profile
EX-RH IN-RH TUITN p )
b IN-LH EX-LH ‘/é,s
b
/2 S 30°
&
L |
S —
Oéo3HaueHne LWar AnuHa Pasmepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)

MM L a b TiAIN TiN TiNN XTiAIN X2H K20
4ER4.0RD20400

4.0 22 1.4 1.4 U o D D .
4|R4.0RD20400
4ERS5.0RD20400

5.0 22 1.7 18 o U . . .
4IR5.0RD20400
4ER6.0RD20400

6.0 22 17 2.0 . . . . .
4IR6.0RD20400
SN-8.0RD20400* 8.0 27N 3.0 13.7 O . o 3
5N-10.0RD20400* 10.0 27N 3.4 13.7 . ° o .

ER = BHewHss npaeas | Exfernal Right IR = BHyTpeHHss npa.as | Infernal Right EL = BHewwHsis neas | External Left IL = BHyTpeHHsis neBas | Internal Left

*OpHa U Ta e nnactuxa ans BHYTPEHHEN u BHELWHEN npaBoii pesbébl | Same insert for Internal and External Right Hand Thread

Cninaebl U peXUMbI M. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

UNJ UNJC, UNJF, UNJEF, UNJS

O60o3HaueHue
(Item Number)

2ER48UNJ
2EL48UNJ
2IR48UNJ
2|L48UNJ
2ER44UNJ
2EL44UNJ
2|R44UNJ
2|L44UNJ
2ER4OUNJ
2EL4OUNJ
2|R40UNJ
2|L40UNJ
2ER36UNJ
2EL36UNJ
2IR36UNJ
2|L36UNJ
2ER32UNJ
2EL32UNJ
2IR32UNJ
2IL32UNJ
2ER28UNJ
2EL28UNJ
2|R28UNJ
2|L28UNJ
2ER24UNJ
2EL24UNJ
2|R24UNJ
2|L24UNJ

ER = BHeluHss npaBas | Exfernal Right

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

EX-RH IN-RH
IN-LH EX-LH

r i

L
Y
LWar OnuHa Pasmepbl B MM
(Pitch) (Length)  (Dimensions in mm)
Hutok/ groinm . .
(TPI) L a b TiAIN TiN
48 n 0.6 0.6 . .
44 n 0.6 0.6 . U
40 n 0.6 0.6 . .
36 n 0.6 0.6 . .
32 n 0.6 0.6 . .
28 n 0.6 0.6 o ©
24 n 0.7 0.8 . .

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHelwuHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

Mpodunsl Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsis neBas | Internal Left
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AV

TOOLCUT

UNJ UNJC, UNJF, UNJEF, UNJS

O6o3HaueHue
(Iltem Number)

2ER20UNJ
2EL20UNJ
2IR20UNJ
2IL20UNJ
2ER18UNJ
2EL18UNJ
2|IR18UNJ
2|L18UNJ
2ERT16UNJ
2EL16UNJ
2IR16UNJ
2IL16UNJ
2ER14UNJ
2EL14UNJ
2IR14UNJ
2IL14UNJ
3ER48UNJ
3EL48UNJ
3IR48UNJ
3IL48UNJ
3ER44UNJ
3EL44UNJ
3IR44UNJ
3IL44UNJ
3ER4OUNJ
3EL4OUNJ
3IR40UNJ
3IL4OUNJ

ER = BHewHss npaeas | Exfernal Right

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

EX-RH IN-RH
IN-LH EX-LH

TiAIN TiN

LWar OnuHa Pasmepbl B MM
(Pitch) (Length)  (Dimensions in mm)
Hutok/proim

(TPI) L a b
20 n 0.8 0.9
18 n 0.8 1.0
16 n 0.8 1.0
14 n 09 1.0
48 16 0.6 0.6
44 16 0.6 0.6
40 16 0.6 0.6

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHelwwuHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Mpodunsl Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H

IL = BHyTpeHHsis neBas | Infernal Left

K20



AV

TOOLCUT

UNJ UNJC, UNJF, UNJEF, UNJS

O60o3HaueHue
(Item Number)

3ER36UNJ
3EL36UNJ
3IR36UNJ
3IL36UNJ
3ER32UNJ
3EL32UNJ
3IR32UNJ
3IL32UNJ
3ER28UNJ
3EL28UNJ
3IR28UNJ
3IL28UNJ
3ER24UNJ
3EL24UNJ
3IR24UNJ
3IL24UNJ
3ER20UNJ
3EL20UNJ
3IR20UNJ
3IL20UNJ
3ER18UNJ
3EL18UNJ
3IR18UNJ
3IL18UNJ
3ER16UNJ
3EL16UNJ
3IR16UNJ
3IL16UNJ

ER = BHeluHss npaBas | Exfernal Right

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

EX-RH IN-RH
IN-LH EX-LH

r i

L
Y
LWar OnuHa Pasmepbl B MM
(Pitch) (Length)  (Dimensions in mm)
Hutok/ groinm . .
(TPI) L a b TiAIN TiN
36 16 0.6 0.6 . .
32 16 0.6 0.6 U U
28 16 0.6 0.6 . .
24 16 0.7 0.8 © ©
20 16 0.8 09 . .
18 16 0.8 1.0 © ©
16 16 0.8 1.0 . e

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHelwuHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

Mpodunsl Profile

Cnnaebl
(Grades)

TiNN XTiAIN X2H K20

IL = BHyTpeHHsis neBas | Internal Left
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AV

TOOLCUT

UNJ UNJC, UNJF, UNJEF, UNJS

O6o3HaueHue
(Iltem Number)

3ER14UNJ
3EL14UNJ
3IR14UNJ
3IL14UNJ
3ER13UNJ
3EL13UNJ
3IR13UNJ
3IL13UNJ
3ERT12UNJ
3EL12UNJ
3IR12UNJ
3IL12UNJ
3ERTIUNJ
3ELTUNJ
3IRTIUNJ
3ILTIUNJ
3ERTOUNJ
3ELTIOUNJ
3IRT0UNJ
3IL1I0UNJ
3ER9UNJ
3EL9UNJ
3IR9UNJ
3IL9UNJ
3ER8UNJ
3ELSUNJ
3IR8UNJ
3IL8UNJ

ER = BHewHss npaeas | Exfernal Right

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI

THREAD TURNING INSERTS

EX-RH IN-RH
IN-LH EX-LH

r i

L
Y
LWar OnuHa Pasmepbi B MM
(Pitch) (Length)  (Dimensions in mm)
Hutok/ gronm . .
(TPI) L a b TiAIN TiN
14 16 1.0 1.2 . .
13 16 1.0 1.3 U U
12 16 11 1.4 . .
n 16 11 1.5 o .
10 16 11 1.5 . .
9 16 1.2 1.6 o o
8 16 1.2 1.6 . .

IR = BHyTpeHHss npa.as | Infernal Right

EL = BHelwwuHsis neBas | External Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Mpodunsl Profile

Cnnaebl
(Grades)
TiNN XTiAIN X2H
L] L]

IL = BHyTpeHHsis neBas | Infernal Left

K20



Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

UNJ UNJC, UNJF, UNJEF, UNJS
THI X | TYPE X

Mpodunsl Profile

EX-RH IN-RH

IN-LH EX-LH
el >y A/

P

A A
T, 1C 1C oA A

L L
Yy |- ~ Y

MNacTUHbI CO CTPYXKONOMOM U WwnndosaHHbIM Npodunem | ground profile with sintered chip breaker

Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
H"T°(';Q7)'°ﬁ” L a b TIAIN TiN TINN  XTIAIN  X2H K20
2IRB32UNJ 32 1 0.6 0.6 .
2IRB28UNJ 28 n 0.6 0.6 J
2IRB24UNJ 24 n 0.6 0.6 i
2IRB20UNJ 20 n 0.8 09 O
2IRB18UNJ 18 n 0.8 0.9 .
2IRB16UNJ 16 n 0.8 09 °
2IRB14UNJ 14 n 0.8 09 .

IR = BHyTpeHHss npaeas | Infernal Right

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

M.J /50 5855

EX-RH IN-RH
IN-LH EX-LH

A
(YN S T- R e

4"
>

Mpodunsl Profile

P

N7

60°\ /P/8

a a
L L
Y L~ ~ \ A
Oéo3HaueHne LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
MM L a b TiAIN TiN TiNN XTiAIN X2H K20
2IR1.0MJ 1.0 n 0.7 0.8 . . . . .
2IR1.25MJ 1.25 n 0.8 09 O O o © .
2IR1.5MJ 1.5 n 0.8 1.0 . . o o .
2IR2.0MJ 2.0 n 09 1.0 O O O o o
3ER1.OMJ
1.0 16 0.7 0.8 o . . o .
3IR1.0MJ
3ER1.25MJ
1.25 16 0.8 09 O O o © ©
3IR1.25MJ
3ER1.5MJ
1.5 16 0.8 2.0 . . ° . .
3IR1.5MJ
3ER2.0MJ
2.0 16 1.0 13 O o © © ©
3IR2.0MJ
[11aCTUHBI CO CTPYXKONOMOM U WindoBaHHbIM npodunem. Tun X
Type X ground profile with sintered chip breaker
Oé6o3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(ltem Number) (Pitch)  (Length)  (Dimensions in mm) (Grades)
mm L a b TiAIN TiN TiNN XTiAIN X2H K20
2IRB1.0MJ 1.0 n 0.6 0.6 .
2IRB1.0MJ 1.5 n 0.8 09 O
ER = BHewHsis npasas | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

Cninaebl U PeXUMBI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

AMEPHKAHCKAA BUTTRESS

Mpodunsl Profile

EX-RH nnn
EX-RH IN-RH IN-LH ~ P
b IN-LH EX-LH b
e !
A '\
Hanpaenenue pesaHus ﬁ a \ 1.C I.C. 7 aﬁ A
Working direction —
L L
y L ~J A2
Oéo3HaueHue LLar IOnuHa Pa3mepbl B MM Cnnasbl
(ltem Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
R L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)
2ER20ABUT
2EL20ABUT
20 1 1.0 13 . . . .
2IR20ABUT
2IL20ABUT
2ER16ABUT
2EL16ABUT
16 n 1.0 1.5 d . . .
2IR16ABUT
2IL16ABUT
3ER20ABUT
3EL20ABUT
20 16 1.0 13 . . . .
3IR20ABUT
3IL20ABUT
3ER16ABUT
3EL1I6ABUT
16 16 1.0 1.5 U U L ]
3IR16ABUT
3IL1I6ABUT
3ER12ABUT
3EL12ABUT
12 16 1.4 20 . . . .
3IR12ABUT
3IL12ABUT
3ER10ABUT
3EL1I0ABUT
10 16 1.5 2.3 d . . .
3IR1I0ABUT
3IL1I0OABUT

ER = BHewHsis npa.as | Exfernal Right

BHUMAHME: B ctaHBapTHOM UCMONHEHUM MIACTUH CTOPOHA C GOMNBLLMM YITIOM SIBASIETCS IMAaBHOMN pPeXyLuen Kp

YTOYHUTE ITO B 3aKase.

IR = BHyTpeHHsas npapas | Infernal Right
[lns BbINONHEHUs 6OMBLIMHCTBA PadoT TpebyeTcs oTpuULaTeNnbHas ONOPHas NNAacTUHAa, cM. cTp. 95 | Most applications require a negative anvil see page 95

EL = BHewnss nesas | Exfernal Left

#. Ecnu BaM Heo€

Important Note: In standard execution, the flank with the large angle is the leading edge. If otherwise required, please specify in your order.

Cninaebl U peXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91

IL = BHyTpeHHss nesas | Infernal Left

| Apyrue napameTpbl,
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

AMEPHKAHCKAA BUTTRESS

EX-RH
»bf IN-LH
A >
HanpaBneHue pe3aHusa ﬁ a I C

%grking direction

Mpoduns| Profile

L
Y L~
Oéo3HaueHune LLar INnuHa Pa3mepbl B MM Cnnasbl
(Item Number) (Pitch) (Length)  (Dimensions in mm) (Grades)
[T L a b TIAIN TiN TINN  XTIAIN  X2H K20
(TPI)

4ERSABUT
4ELSABUT

8 22 21 3.3 . . . . .
4IR8ABUT
4IL8ABUT
4ER6ABUT
4EL6ABUT

[ 22 21 3.4 . . J . .
4IR6ABUT
4IL6ABUT
4NERLABUT
4NEL4ABUT

4 22N 23 n7 . . . . .
4NIRGABUT
4NILGABUT
SNER3ABUT
SNEL3ABUT

3 27N 3.1 nz . . . .
SNIR3ABUT
SNIL3ABUT

ER = BHewHsis npa.as | Exfernal Right IR = BHyTpeHHsas npapas | Infernal Right EL = BHewnss ne.as | Exfernal Left IL = BHyTpeHHss nesas | Infernal Left

[lns BbINONHEHUS 60MbLIMHCTBA PadoT TpebyeTcs oTpULaTeNnbHas ONOPHas NNAacTUHa, cM. cTp. 95 | Most applications require a negative anvil see page 95

BHUMAHME: B ctaHBapTHOM UCMONHEHUM MJIACTUH CTOPOHA C GONBLLMM YITIOM SIBASIETCS IMaBHOMN peXyLuen Kp #. Ecnu BaM Heo€

3TO B 3aKase.

Important Note: In standard execution, the flank with the large angle is the leading edge. If otherwise required, please specify in your order.

Cninaebl U PeXUMbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

PE3bBA 110 HEQTIHOMY CTAHLAPTY APl KPYITIAA
OILTHREADS AP/ ROUND Mpogunl Profle

EX-RH IN-RH
IN-LH EX-LH

b b
e >
# EF\ LC. IC. /ﬁ #

|
I

AN S~y

Pasmepbi B MM

Oéo3HaueHune LLar IOnuHa KoHycHocTb Cnnaebl

(Item Number) (Pitch)  (Length) (Taper) (Dimensions in (Grades)
mm)
H"T°(';Q7)'°ﬁ"' L moim/dyt  a b  TAN TN TINN  XTIAIN  X2H K20
3ER10APIRD
10 16 0.75 1.5 1.4 . 3 . . .
3IR10APIRD
3ER8APIRD
8 16 0.75 1.3 1.6 . 3 . . .
3IR8APIRD

PESbBA 110 HEQTIHOMY CTAHLAPTY MHOMO3Yb6bIF
MAcTHlb! | OILTHREADS muLri—-100TH

EX-RH IN-RH
IN-LH EX-LH

Mpodunsl Profile

~—P
30

KOHYCHOCTb 1:16 ¥°°1

Pasmepbl B MM

Oéo3HaueHune War AnvMHa  Kon-Bo e ey Cnnaebl
(ltem Number) (Pitch)  (Length) ayépes mm) (Grades)
(Number

™I L of Teeth) 4 b TIAIN TiN TINN  XTIAIN  X2H K20
W4ER10APIRD2M

10 22 2 2.4 3.7 . . . . .
24IR10APIRD2M
®5ER10APIRD3M

10 27 3 3.8 6.2 © © . .
“5IR10APIRD3M
®5ER8APIRD2M

8 27 2 3.0 4.5 . . .

“5IR8APIRD2M

OnopHas nnactuua | Anvil: "AE&M, @ Al4M, ®AESM, “AISM

PekoMeHayeMoe KonmM4yecTBo NPOXOAOB CM. Ha CTp. 92 | For recommended number of passes see page 92
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Av TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD TURNING INSERTS

PESbBA 110 HEQTIHOMY CTAHLAPTY | OILTHREADS

Mpoduns| Profile

EX-RH IN-RH
IN-LH EX-LH

V-0.040
Oéo3HaueHune LLar OnuHa  KoHycHocTb P?Byrl:::slizr’:: Cnnasbl Homep
(Item Number) (Pitch)  (Length) (Taper) . (Grades) S ALIELLE
in mm) unu pasmep
(Connection No.
HUTOK/ AtoriM L AloiM/dyT  a b  TAIN TiN XTAIN X2H K20 i)
4LERSAPI403
5 22 3 1.8 25 . . . . . 23/8-41/2REG
4IR5API403
V-0.038R
S5ER4API382
4 27 2 21 2.8 . . . . . NC23-NC50
5IR4API382
S5ER4API383
4 27 3 2.1 2.8 . . . . . NC56-NC77
5IR4API383
V-0.050
S5ER4API502
4 27 2 2.0 3.0 . . . . . 65/8REG
5IR4API502
S5ER4API503
4 27 3 2.0 3.0 o L] . . . 551{_’12;;:/(2,
5IRGAPI503 /8
V-0.055

Pesb6a 019 HACOCHO-KOMMPECCOPHbIX TPYS Manoro amameTpa (MT), AMepykaHckas pesbéa 15 HaCOCHO-
KOMMpPEeCccopHbIx TPy6 (AMT), AMepukaHckas pesbba ans HKT ropHogo6biBaiowen NpoMbILLIeHHOCTH (AMMT)

. . . . . NCI0,NC12,
4LER6APIS51.5 6 22 15 20 17 NGTZ, NC16

. . . . . NcIio,NC12,
3IR6APIS51.5 6 16 15 20 17 NGT3
4IR6APIS51.5 6 22 15 20 17 . . . . . NC16*

*Insa NC10, NC12 Heo6xoauma aepxaeka IR16-3CB, ana NC13 Heoéxoauma fepxaeka IR20-3, IR20-3B, IR20-3CB
**Ans NC16 HeoéxopnMa fiepxaska IR25-4

*for NC10, NC12 use holder IR16-3CB, for NC13 use holders IR20-3/IR20-3B/IR20-3CB

**for NC16 use holder IR25-4

CnnaBbl U peXuMBbI CM. Ha cTp. 90-91| For Carbide Grades and Cutting Speed see page 90-91
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AV

TOOLCUT

TOKAPHbDIE PE3bBOBDIE MJIACTUHDI
THREAD TURNING INSERTS

PE3bLA 110 HEQTAHOMY CTAHGAPTY AP/ 1 OILTHREADS

NMpoduns| Profile

KOH. CHOCTb_mO(M/‘”T
90°,

—t

TpaneyeunganpHas pe3b6a [ys 06cagHbIX TPy6

Extreme-Line Casing

Oé60o3HaueHue LLar
(Item Number) (Pitch)
HUTOK/AtoiM
4ERGEL1.S 6
4IR6ELL.S
4ERSEL1.25 5
4IR5EL1.25
4ER5BUTO0.75 5
4IR5BUTO.75
4ER5BUT1.0 5
4IR5BUT1.0

vam

Mpoduns| Profile

AR

N
TAPE?—IPF

90°

Buttress gnsa o6cagHbix Tpy6
Buttress Casing

TpaneuengancHas pesbba s oécagHbix TPYy6

Oéb6o3HaueHue LWar
(Item Number) (Pitch)
HUTOK/ BIoiM
3ERS8VAM 8
3IR8VAM
4LER6VAM "
4IR6VAM
4ERSVAM 5
4IR5VAM

Pasmepbl B MM

Homep
coefuHeHUs
unu pasmep
(Connection No.

k20 or Size)

. 5-75/8

C 85/8-103/4

41/2-133/8

© 16-20

NMpoduns| Profile

r
KOHYCHOCTb-AIOUM/®dYT
y 90°

OnuHa KoHycHocTb Bl Cnnagbl
(Length)  (Taper) (Grades)
mm)
L IPF a b TIAIN TiN XTiAIN X2H
22 1.50 19 19 U . . .
22 1.25 2.4 2.3 . 3 . .
Buttress pns o6capHbix Tpy6
22 0.75 2.2 2.4 o . . .
22 1.00 2.3 2.4 o . . .
EX-RH
IN-LH
Pasmepbl B
IOnuHa KoHycHocTb MM Cnnasbl
(Length) (Taper)  (Dimensions (Grades)
in mm)
L IPF a b TiAIN TiN XTiAIN X2H
16 0.75 2.7 1.8 . 3 . .
22 0.75 2.4 2.4 3 o . .
22 0.75 2.4 2.7 . o . .

Homep
COefUHEHUS UNK
pasmep
(Connection No.
K20 or Size)
o 23/8"-27/8"
. 3242
. 5"-133/8"
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AVA

TOOLCUT

2 PE3bBOBbIE AEP)KABKWU U HABOPbI
THREAD TURNING TOOLHOLDERS AND KITS
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Av AEPXXABKHW AN OBPABOTKU PE3bbbl

TootcuTt THREAD TURNING TOOLHOLDERS

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION

NMPUMEP | EXAMPLE: AR20-3

A= BHelwHsas
External

I=  BHyTpeHHss
Internal

78 | SCHWARZ

20 =

Right Hand

Left Hand

CeueHue gepxxaBku

Shank Cross Section:
KBagpaTtHoe ceveHne y
0epXaBoK /15 BHELLHEeR pe3bobl
External toolholders

20 =20 MM x 20 MM

square shank

Kpyrnoe ceyeHnne y gepxabok
0119 BHYTPEHHEN pesblbl
Internal toolholders

& boring bars

round shank

20 = iuametp 20 MM

—

Pa3Mep nnactuHbl

THREAD %UBNING

Insert Size

rWRNN—

I.C.
3/16"
/4"
3/8"
1/2"

c kaHanamu gns COX
with internal coolant
TBEPLOCHI. XBOCTOBUK
Carbide shank

C BEPTUK. MIAaCTUHOWM
Vertical



Av AEPXXABKHU AN OBPABOTKU PE3bbbl
TooLcut THREAD TURNING TOOLHOLDERS

JEPYKABKH [/19 BHELUHEH PE3bbL/
EXTERNAL TOOLHOLDERS

: - "
L
a >

BuHT pns BuHT gna

OnuHa Pasmep pexyuen onopHowm Npaeas Nesan
o ) B forg) F - macnaus (IS macrub o St srscrn
Screw) Screw) il (Anvil
*ARO8-2 8 100 n n ™n S2 - - -
*AR10-2 10 100 n n ™>N S2 - - -
*AR10-2M 10 150 n n ™N S2 - - -
*AR12-2 12 125 12 n ™N S2 = = =
*AR12-2M 12 150 12 n ™nN S2 - - -
AR12-3 12 80 16 16 TX16 S3 A3 AE3 Al3
AR16-3 16 100 16 16 TX16 S3 A3 AE3 AI3
AR20-3 20 125 20 16 TX16 S3 A3 AE3 Al3
AR25-3 25 150 25 16 TX16 S3 A3 AE3 Al3
AR32-3 32 170 32 16 TX16 S3 A3 AE3 Al3
AR25-4 25 150 25 22 TX22 S4 A4 AE4 Al4
AR32-4 32 170 32 22 TX22 S4 A4 AE4 Al4
AR4O-4 40 200 40 22 TX22 S4 A4 AE4 Al4
AR25-M4N 25 150 28 22N TX22 S4 A4 AE4N Al4N
AR25-P4N 32 170 32 22N TX22 S4 A4 AE4N Al4N
AR40-R4N 40 200 40 22N TX22 S4 A4 AE4N Al4N
AR25-M5 25 150 32 27 TX27 S5 A5 AES AIS
AR32-PS 32 170 32 27 TX27 S5 A5 AES AIS
AR40-R5 40 200 40 27 TX27 S5 A5 AES AIS
AR25-M5N 25 150 32 27N TX27 S5 A5 AESN AISN
AR32-P5N 32 170 32 27N TX27 S5 A5 AESN AISN
AR40-R5N 40 200 40 27N TX27 S5 A5 AESN AISN
AR25-M6N 25 150 32 33N TX33 S6 - - -
AR32-P6N 32 170 32 33N TX33 S6 - - -

*[epxabkyn 6e3 onopHbix nnacTuH | Toolholders without anvil

Mpw 3aKa3e neebix AepPXaBoK B 0603HaueHum ykaxkute AL emecto AR | For Left Hand tfoolholders specify AL instead of AR

WHCTpYMeHT npepHa3HaueH Ans 06pa3oBaHist pe3bébl C YoM NoflbeMa BUHTOBOW NuHuM 1,5°. Ecnu Bam Heo6xoauMbl fpyrue yribl NoAbeMa, U3yunTe COOTBETCTBYIOLLYIO
Taénuuy (cTp. 87) B pasgene TexHUUECKON MHPOPMALMH.
Toolholders are made with a 1.5° helix angle. For other helix angles please refer to helix angle chart (page 87) in the technical section of this catalogue.
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Av AEPXXABKHW AN OBPABOTKU PE3bbbl
TooLcut THREAD TURNING TOOLHOLDERS

HJEPKABKH [/19 BHELUHEN PE3bEbI
EXTERNAL TOOLHOLDERS

| — —

¢ npuxeatoM | with tfop clamp

BuHT pna BuHT pns

- = MpaBas JleBas
OnuHa Pa3mep pexyuieii  OnopHoW
Oé6o3HaueHue _ Kntou Torx onopHas onopHas
(Item Number) B=H (Length) F MAacTUHb! (Torx Key) NacTUHBl  ANACTMHBI oo T acTvHa
L (Insert Size) (Insert (Anvil il il
Screw) Screw) (Anvi) (Anvil)
SAR20-3 20 125 20 16 TX16 S3 A3S AE3 Al3
SAR25-3 25 150 25 16 TX16 S3 A3S AE3 Al3
SAR25-4* 25 150 25 22 TX22 S4 A4 AE4 Al4

*Ina npuxeata C22 ucnonbayite kntod TX21| Use TX21 torx key for C22 clamp

Mpwu 3aKka3e neebix AepaBok B 0603HaueHuu ykaxxute SAL emecto SAR | For Leff Hand toolholders specify SAL instead of SAR

WHCTpYMeHT npepHa3HaueH Ans 06pa3oBaHist pe3b6bl C YoM NofilbeMa BUHTOBOW NuHuK 1,5°. Ecn BaM Heo6xoauMBl Apyrue yribl NofgbeMa, U3yunTe COOTBETCTBYIOLLYIO
Taénuuy (cTp. 87) B paspene TexHuueckon uHdpopMaummu. KpenneHue nnacTuHbI BO3MOXKHO ABYMs| METOAaMM: BUHTOM WAIN NPUXBATOM.

Toolholders are made with a 1.5° helix angle. For other helix angles please refer to helix angle chart in the technical section (page 87) of this catalogue.

Two clamping methods can be used: screw or top clamp.

LEPHABKH € BEPTHKAJIBHON I/TACTHHON
VERTICAL TOOLHOLDERS

A i

L I
I |
BuHT pna
OnuHa Pasmep pexyuen
(?fée"’:*;::;;:; B=H (Length) F NAaCTUHBI I?;::; IIZD)( NAacTUHbI
L (Insert Size) V) (Insert
Screw)
AR20-3V 20 125 22 16 TX16 S3S
AR25-3V 25 150 27 16 TX16 S3S
AR25-4V 25 150 275 22 TX22 S4S
AR32-P5V-T 32 170 36 27 TX27 S5
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Av AEPXXABKHU AN OBPABOTKU PE3bbbl

TOOLCUT

JEPYABKH C BEPTHKA/IBHON T/TACTHHON
VERTICAL TOOLHOLDERS

THREAD TURNING TOOLHOLDERS

Oéb6o3HaueHune B=H
(Item Number)

AR16-3VS 16
AR20-3VS 20
AR25-3VS 25

kaHaBou4Horo t1na | slim Throat

OnuHa
(Length)
L

100
125
150

18
22
27

Pasmep
NAacCTUHbI
(Insert Size)

16
16
16

Kniou Torx
(Torx Key)

TX16
TX16
TX16

BuHT pna

pexyuien

NAacTUHbI
(Insert
Screw)

S38
S3s8
S38
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AV

TOOLCUT

AEPXXABKHW AN OBPABOTKU PE3bbbl
THREAD TURNING TOOLHOLDERS

JEPYMABKH [/19BHYTPEHHEN PE3bbb/
INTERNAL TOOLHOLDERS

D1
_
L 1

Oé603HaueHune
(Item
Number)

IRO5-0*
IRO7-1*
IRO8-1IN*
IR10-2*
IR10-2D*
IR13-2*
IR13-3*
IR16-3*
IR20-3
IR25-3
IR32-3
IR40-3
IR50-3
IR20-4*
IR25-4
IR32-4
IR40-4
IR50-4
IR32-4N
IR40-4N
IR50-4N
IR32-5
IR40-5
IR50-5
IR60-5
IR32-5N
IR40-SN
IRS0-5N
IR60-5N
IRS0-6N*

*[lepxxaBku 63 onopHbIx nnactuH | Toolholders without anvil

D

12
16
16
10
16
16
16
20
20
25
32
40
50
20
25
32
40
S0
32
40
40
32
40
S0
60
32
40
50
60
50

5.1
6.6
73
10
10
13
13
16
20
25
32
40
50
20
25
32
40
S0
32
40
40
32
40
50
60
32
40
50
60
50

MuH. gnam.
oTBepcTus

6.0
78
9.0
12
12
15
16
19
24
29
36
44
S4
24
29
38
46
56
38
46
57
40
48
58
68
40
48
58
68
62

100
125
125
100
125
140
150
170
170
200
250
300
350
170
200
250
300
350
250
300
350
250
300
350
400
250
300
350
400
350

L1

12
18
21

25
32
32
40

F

4.3
5.3
6.6
14
14
89
10.2
nz
13.7
16.2
197
23.7
28.7
15.6
18.1
21.6
25.6
30.6
24.4
28.1
30.8
22.6
26.6
31.6
36.6
25.8
29.4
34.4
39.7
37.5

Pasmep
NNacTUHbI
(Insert Size)

6
8
8N
n
n
n
16
16
16
16
16
16
16
22
22
22
22
22
22N
22N
22N
27
27
27
27
27N
27N
27N
27N
27N

Kniou
Torx
(Torx
Key)

TX06
TX08
TX08
™n
™n
™N
TX16
TX16
TX16
TX16
TX16
TX16
TX16
TX22
TX22
TX22
TX22
TX22
TX22
TX22
TX22
TX27
TX27
TX27
TX27
TX27
TX27
TX27
TX27
X33

BuHT gns

pexyLein

NAacTUHbI
(Insert
Screw)

SO
S1
S1
S2
S2
S2
S3S8
S3S
S3
S3
S3
S3
S3
S4S
sS4
S4
S4
S4
S4
S4
S4
S5
S5
S5
S5
SS
S5
SS
S5
Sé

Mpwu 3aKa3e neBbix AepkaBok B 0603HaueHumn ykaxure IL BMecto IR | For Leff Hand foolholders specify IL instead of IR

WUHcTpyMeHT npepHa:

Ans 06p

Taénuuy (cTp. 87) B pasgene TexHMueckon MHGopMaLUu.

BuHT gns

OnopHOM

NNaCTUHbI
(Anvil
Screw)

A3
A3
A3
A3
A3

A4
A4
A4
A4
A4
A4
A4
AS
AS
A5
A5
AS
A5
AS
A5

Toolholders are made with a 1.5° helix angle. For other helix angle please refer to helix angle chart (page 87) in the technical section of this catalogue.
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MuH. gnam.
oTBepcTus
MpaBas JleBas
onopHasi  onopHas
nnacTMHa nnacTuHa
(Anvil) (Anvil)
AlI3 AE3
Al3 AE3
Al3 AE3
Al3 AE3
Al3 AE3
Al4 AE4
Al4 AE4
Al4 AE4
Als AE4
Al4N AE4N
Al4N AE4N
Al4N AE&4N
AIS AE5
AIS AE5
AIS AES5
AIS AES5
AISN AESN
AISN AESN
AISN AESN
AISN AESN

pe3b6bl C YoM nopbeMa BUHTOBOM inHuK 1,5°. Ecnn BaM Heo6xoanMbl Apyrue yribl NOAbEMa, U3YuHTE COOTBETCTBYIOLLYIO



AEPXXABKHU AN OBPABOTKU PE3bbbl
THREAD TURNING TOOLHOLDERS

AV

TOOLCUT

JEPYMABKH [/19BHYTPEHHEN PE3bbb/
INTERNAL TOOLHOLDERS

¢ kaHanamm gns COX
with internal coolant

'

MuH. gnam.

D1 orBepcTus
¥

]

i

c kaHanamu gna COX | with internal coolant

BuHT gna  BuHT gns
O60o3HaueHue — Pasmep ISI.’::;“ pexylieii  OnopHoi OI-II_I%aB::ﬂ oﬂgai:a
(Item D D1 ‘A L (K] F MNacTUHbI MANAacCTUHbl  MAACTUHbI P P
oTBepcTHUs ) (Torx . nnactMHa nnacTUHa
Number) (Insert Size) Key) (Insert (Anvil (Anvil) (Anvil)
y Screw) Screw)
IR10-3B* 16 10 12 125 25 714 n ™>N S2 - - -
IR13-3B 16 13 16 150 32 10.2 16 TX16 S3S - - -
IR16-3B 20 16 19 170 40 M7 16 TX16 S3S - - -
IR20-3B 20 20 24 170 - 13.7 16 TX16 S3 A3 Al3 AE3
IR25-3B 25 25 29 200 - 16.2 16 TX16 S3 A3 Al3 AE3
IR25-4B 25 25 29 200 - 18.1 22 TX22 S4 A4 Al4 AE4

*[lepxaBku 6e3 onopHbIx NnacTuH | Toolholders without anvil

Mpwu 3aka3e neebix AepkaBok B 0603HaueHnmn ykaxxute IL BMecto IR | For Leff Hand toolholders specify IL instead of IR

UHCTpYMEeHT npefHa3sHaueH ans o6pa3oBaHus pe3b6bl C YoM noabeMa BUHTOBOM nuHun 1,5°. Ecnu Bam HeobéxoanMbl apyrue yribl NoAbeMa, U3yYUTE COOTBETCTBYIOLLYIO
Taénuuy (ctp. 87) B pasgene TexHuueckon MHGOPMaLUK.

Toolholders are made with a 1.5° helix angle. For other helix angle please refer to helix angle chart (page 87) in the technical section of this catalogue.

JEPYMABKH [/19BHYTPEHHEN PE3bbb/
INTERNAL TOOLHOLDERS

D1
¥

MuH. gnam.
orBepcTus

2

L o

¢ npwuxeaTtoM | with fop clamp

BuHTt pna  BuHT gna
O6o3HaueHue M a Pasmep Ifrgloq pexyluein onopHom on%asa: oﬂoesag
(1tem D R L1 F  nnactuuel ™ nnactuubl nnactuup  OMOPHaA - oropHas
oTBEPCTUS h (Torx . niacTMHa nnacTUHa
Number) (Insert Size) ) (Insert (Anvil (Anvil) (Anvil)
Y Screw) Screw)
SIR20-3 20 20 24 170 - 13.7 16 TX16 S3 A3S Al3 AE3
SIR25-3 25 25 29 200 - 16.2 16 TX16 S3 A3S Al3 AE3
SIR32-3 32 32 36 250 - 197 16 TX16 S3 A3S AI3 AE3
SIR25-4" 25 25 29 200 - 181 22 TX22 S4 A4 Al4 AE4

*Ina npuxeata C22 ucnonbayite kntou TX21 | Use TX21 torx key for C22 clamp

Mpwu 3aKka3e neebix AepaBok B 0603HaueHuu ykaxute SIL emecto SIR | For Leff Hand toolholders specify SIL instead of SIR
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AEPXXABKHW AN OBPABOTKU PE3bbbl
THREAD TURNING TOOLHOLDERS

AV

TOOLCUT

HEPHABKN C TBEPLOCI/IABHLIM XBOCTOBHKOM 4/19
BHYTPEHHEN PE3bbbI | CARBIOE SHANK BORING BARS

MuH. gnam.
¢ kaHanamm gns COX orBepcTHs
with internal coolant  pg
N 2
c kaHanamu gna COX | with internal coolant
BuHT pna = BuHT pns
06 M Paamep Ifrmou pexyuein onopHoun Mpasas flesad
o3Hauewue Lo MuH.guam. " F nnactunst 1@ nnactumbl  nnactuwp  ONOPHas  onopHas
(Item Number) oTBEepCcTUsS h (Torx . nnacTMHa nnacTuHa
(insert Size) ) (Insert (Anvil (Anvil) (Anvil)
V. Screw) Screw)
IRO5-0SCO 6 5.1 6.0 100 26 4.3 6 TX06 SO - - -
IRO7-1CB 8 6.6 7.8 125 31 5.3 8 TX08 S1 - - -
IRO8-1INCO 8 7.3 90 125 35 6.6 8N TX08 S1 - - -
IR10-2CB 10 10 12 150 - 7.4 n >N S2 - - -
IR12-2CB 12 12 15 170 - 8.4 n ™>N S2 - - -
IR16-3CB 16 16 19 200 - n.7 16 TX16 S3S - = =
IR20-3CB 20 20 24 250 - 13.7 16 TX16 S3 A3 Al3 AE3
IR25-3CB 25 25 29 250 - 16.2 16 TX16 S3 A3 Al3 AE3
IR20-4SCO 20 20 24.5 250 - 15.6 22 TX22 S4 - - -

Mpwu 3aKkase neebix AepxaBok B 0603HaueHun ykaxwure IL emecto IR | For Leff Hand toolholders specify IL instead of IR

JEPYABKH [/19 BHYTPERHEN PE3bbbI | BORING BARS

C YINOM nofbeMa BUHTOBOM nMHum 3,5° | with 3.5° Helix Angle

Oéo3HaueHne MuH. guam. Pasmep Kntou Torx
D K| F NNacTUHbI
(ltem Number) oTBepcTHus . (Torx Key)
(Insert Size)
IR16-3CO35 20 16 19 170 40 13.7 16 TX16
IR20-4CO0O35 20 20 24 170 - 15.6 22 TX22
Mpu nesbix Aef K B 0603 ykaxwure IL emecto IR | For Left Hand toolholders specify IL instead of IR
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BuHT pns

pexyuen

NNacTUHbI
(Insert
Screw)

S38
S4S



Av AEPXXABKHU AN OBPABOTKU PE3bbbl
TooLcut THREAD TURNING TOOLHOLDERS

JEPYABKH € BEPTHKAJTBHON I/IACTHHOA
VERTICAL TOOLHOLDERS

D FI; )

BuHT gns pexyuiein

Oé6o3HaueHne MuH. guam. E Pasmep nnactuHbl Kniou Torx NNacTUHbI
(Item Number) oTBepcTHs (Insert Size) (Torx Key) (Insert
Screw)
IR40-5V-T 40 48 300 29 27 TX27 S5
IR50-5V-T 50 58 350 34 27 TX27 S5
Mpu neBbix Aef >K B 060 ykaxwure IL emecto IR | For Left Hand toolholders specify IL instead of IR
Oéparute Ha MUH. f P oTBepcTUs Nop, pe3bly | fo be compare with given min. bore diameter profile

HEPHABKH [/ TOKAPHbIX ABTOMATOB &
JSIHHENHBIM PESLELEPKATEIEM
GANG TOOLHOLDERS

Aa
; L |

BuHT pns BuHT gna

5 = MpaBas JleBas
Oé6o3HaueHue B L F Pasmep Kniou Torx pexyLuen OnopHou onopHas onopHas
NNacTUHbI NNacTUHbI NNacTUHbI
(ltem Number) . (Torx Key) . nnacTuHa nnacTuHa
(Insert Size) (Insert (Anvil (Anvil) (Anvil)
Screw) Screw) v e
ARO8-H2G* 8 100 12.0 1 X1 S2 - - -
AR10-H2G* 10 100 14.0 n XM S2 = = =
AR16-K3G 16 125 217 16 TX16 S3 A3 AE3 Al3
AR20-K3G 20 125 26.2 16 TX16 S3 A3 AE3 Ai3

Mpwu 3aKa3e neBbix AepkaBok B 0603HaueHnmn ykaxure IL BMecto IR | For Leff Hand ftoolholders specify IL instead of IR

*[lepxxaBku 6e3 onopHbIx nNnactuH | Toolholders without anvil
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AvA AEPXXABKHW AN OBPABOTKU PE3bbbl

TootcuTt THREAD TURNING TOOLHOLDERS

JEPYMABKH [/1A CIIELHASIBHOH PE3bbb/
SPECIAL THREAD TURNING APPLICATIONS

Oé603HaueHune
(Item Number)

IRO9-08"
IR12-3B
IR14-3B
IR14-3NCO
IR25-4NCO

Hanuwwure 3anpoc ans 3akasa neebix aepXaeok | For leff version please inquire

Ilh‘l

16
20
20
20
25

1
L >

IR14-3B

D
S T
AN TIEN

D1

8.7
1n.5
12.5
13.5

125
140
140
150
250

L1

30
33
36
40

*Tonbko npaesbie (RH) pepxasku | Only right hand available
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6.5
10.5
211
13.2
19.5

Pasmep
NNacTHHbI
(Insert Size)

8
16
16
16
22

Kniou Torx
(Torx Key)

S1
S3
S3
S3
S4

BuHT gns

pexyen

NAaCTUHBI
(Insert
Screw)

X8
TX16
TX16
TX16
TX22

Pe3bba
(Thread)

1/2 - 13UNC
TR18x4
TR20x4
TR22x5
TR4Ox7



Av ONOPHDIE NJIACTUHbI U HABOPDI
TooLcuTt ANVILS AND ANVIL KITS

Yron NOAbEMA PE3bbbl (THREAD HELIX ANGLE)

LWar (Pitch)
MM Hutok/gronm
A o =0 (TP))
5 4" 3
Tan B = = )I?D
4
YnpolyeHHasa dopmyna
3 (Simplified formula)
2.5 B=20P/D
2 Npumep (Example)
1.5 D =30 mm (1,18")
7 P =1,5 MM (16 HuTOK/ Aronm)
_ 20x15 _ .0
0.5 B = T =K
MM 10 20 30 40 50 60 75 .
Doav  3/8 3/4 125 15 2 25 3 Mvaverp(Diamerer)
(Inch)
B
ONOPHDLIE NNTACTUHbI CTAHAAPTHDIE U C YITIOM e

HAKJNOHA (STANDARD AND SLANTED ANVILS) -

Y OepxaBOK OMopHas NIOCKOCTb NOJ MIacTUHY pacnosiaraeTcs nog,
yrnom 1,5°. s nosyydeHns HyXHOro yrma nogbema pesdbébl TOT Yrof
MOXET 6bITb MPOCTO N3MEHEH 3aMEHOI OMOPHOM NAACTUHBI. OtpuuatenbHbIn yron nogbema
OTpuLaTenbHbIi Yron nogbeMa Heo6xoamM NMpu 06padoTke NPaBoW (Negative Helix angle)

(RH) pe3abéel nesoit (LH) pnepxaskon, nnuéo nesoi (LH) pesbébl npasoi
(RH) pepsxabkoi.

(Toolholder Pockets have a built in 1.5° helix angle. This angle may be
adjusted fo better match the thread helix angle by simply changing the
anvil. Negative helix angle is usually used when threading RH thread with
LH Holder or LH thread with RH holder.)

* = PexyLLas nnactvHa
** = OnopHas NnacT1Ha

Yron HakJ/ioHa na3a B

L I pepxaske Y 45° 3.5° 2.5° CT:;:’: apr 05 -0.5° -1.5°
(Pocket Angle)
16 3/8 EX-RHORIN-LH  AE3+45  AE3+35  AE3+25 AE3  AE3+05  AE3-05  AE3-15
16 3/8 EX-LHORIN-RH  AI3+45  AI3+35  AI3+25 A3 AI3+05  AI3-05  AI3-15
2 12 EX-RHORIN-LH  AE4+4.5  AE4+35  AE4+2.5 AEG  AE4+O5  AE4-05  AE4-15
2 12 EX-LHORIN-RH  Al&+45  Al4+35  Al4+2.5 Al AI4+05  Al4-05  Al4-15
22N 1/2N  EX-RHORIN-LH  AE4N+45 AE4N+35 AE4N+25  AEGN  AE4N+0.5  AE4N-O.5  AE4N-15
22N 1/2N  EX-LHORIN-RH  AI4N+45  AI4N+35  AIGN+25 AN AI4N+05  AIGN-O5  AI4N-15
27 5/8 EX-RHORIN-LH  AE5+45  AE5+35  AE5+25 AES  AE5+05  AE5-0.5  AE5-15
27 5/8 EX-LHORIN-RH  AI5+45  AI5+35  AI5+2.5 A5 AI5+05  AI5-05  AI5-15
27N 5/8N  EX-RHORIN-LH  AE5N+45 AESN+3.5 AESN+25  AESN  AESN+0.5 AESN-O.5  AESN-15
2N 5/8N  EX-LHORIN-RH  AISN+45 AISN+35 AISN#25  AISN  AISN+0.5  AISN-05  AISN-1.5
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Av ONOPHDIE NJIACTUHbI U HABOPDI
TooLcuTt ANVILS AND ANVIL KITS

HALOPbI OITOPHbIX NTIACTHH 1 ANVIL KITS

AE (gns BHew. npas. u BHyTp. nes.)

Al (gns BHYTp. npas. n BHeww. nes.)

OnopHble nnactuHbl S AE 1 5 Al ¢ pasnnuHbiMm yrnamun nogbema | 5 AE + 5 Al anvils with various helix angles

Oé60o3HaueHue
(Item Number)

ANVSET3
ANVSET4
ANVSET4N
ANVSETS1

ANVSETSN
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AE3+4.5
Al3+4.5
AE4+4.5
Al4+4.5
AE4N+4.5
Al4N+4.5
AES+4.5
AlI5+4.5
AESN+4.5
AISN+4.5

AE3+3.5
AlI3+3.5
AE4+3.5
Al4+3.5
AE4N+3.5
Al4N+3.5

CopepxumMoe Haéopa (Contents)

AE3+2.5
AlI3+2.5
AE4+2.5
Al4+2.5
AE4N+2.5
Al4N+2.5
AE5+2.5
Al5+2.5
AES5N+2.5
AISN+2.5

AE3+0.5
AI3+0.5
AE4+0.5
Al4+0.5
AE4N+0.5
Al4N+0.5

AE3-1.5
AI3-1.5
AE4-1.5
Al4-1.5
AE4N-1.5
Al4N-1.5
AES-1.5
AI5-1.51
AESN-1.5
AISN-1.5



AVA

TOOLCUT

TOKAPHAS1 OBPABOTKA PE3bbbl
3 TEXHUYECKASA UHOOPMALUA
THREAD TURNING TECHNICAL SECTION
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Av TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
TooLcut THREAD TURNING TECHNICAL SECTION

TBEPAbIE CNJIABbI (CARBIDE GRADES)

CninaBbl ¢ nokpbiTneM (Coated Grades):

X2H (H10-H25, $10-S20):

Oco60 MeNKO3ePHUCTLIN TBEPAbIN CMaB C BbICOKOM MPOYHOCTBIO, Af1s ONTUMAbHON 06PadOTKM 3aKaneHHbIX CTane

W YyryHa TBEPOOCTHIO 00 62HRC, TUTAHOBBIX 1 XapOonpoUHbIx crinaBos (Hastelloy, Inconel u cnnaBob Ha OcHOBE HUKENS).
Extra-fine sub-micron grade with high foughness , for optimized performance on hardened steels and cast iron up to 62HRc,
titanium alloys and super alloys (hastelloy, inconel and nickel based alloys).

TiAIN (P20-P40, K20-K30):

Oco60 MeNKO3ePHNUCTLIN TBepabli criias ¢ nokpbitreM TIAIN (Metogom PVD) ans o6paboTku HepxabetoLwen CTanm
1 HEOBbIYHbIX MATEPUANOB Ha CPEQHNX U BBICOKMX CKOPOCTSIX.
PVD TiAIN coated sub-micrograin grade for stainless steels and exotic materials at medium to high cutting speeds.

XTiAIN (M10-M20, KO5-K20, N10-N20, $10-S20):

Oco60 Menko3epPHUCTLI TBEPAbIA CraB C TPEXCNOonHbIM PVD nokpbiTneM ans o6paboTkun HepxXaBetoLLEen CTanu, YyryHa,
TUTaHa, LLBETHBIX METASINIOB 1 GOSbLUMHCTBA XapPOMNPOUYHbIX CMIaBOB.

PVD ftriple layer coated sub-micron grade for stainless steels, cast iron, titanium, non-ferrous metals and most

of the high temperature alloys.

TiN (K10-K20, P10-P25):

Menko3epHUCTbI TBepablit crinas ¢ nokpbitvem TiN (MeTogom PVD) ans nerkoi o6paboTku HesakaneHHOM NermpoBaHHOM
cranu (oo 30 HRC), HepxaBetoLLen CTanm 1 YyryHa.
PVD TiN coated micrograin grade for free machining steels, alloy steels (below 30 HRc), stainless steels and cast iron.

TiNN (P30-P50, K25-K40):

Cnnab ¢ nokpbitvem TiN (MeTon PVD) ans paboThl Ha HU3KMx CKopocTax. OTNYHbIA BIGOP A1 BCEX BUOOB HEpXaBetoLLen
CTanu.
PVD TiN coated grade for low cutting speed. Works well for wide range of stainless steels.

Cninaebl 6e3 nokpbitns (Uncoated Grades):

K20 (K10-K30, no sanpocy | upon Request):

Teeppbin cnnae /18 06paboTKU LBETHLIX METASINIOB, atOMUHKS U YyryHa.
Carbide grade for non-ferrous metals, aluminum and cast iron.

Pa3Mepbl BbINONHsIEMbIX M3 cnnaeo. nnactTuH (Available grades and coatings):

Cnnas ) ) . )

e X2H TiAIN XTiAIN TiN TiNN K20
Pa3mepbl 2,3, 0,1,2,3, 2,3,4 2,3, 4, 0,1 0,1,2,
nnacTuH 4,5 4,5, 6N, 5, 6N 3,4,5,6N
(Insert sizes)

Typ-X
2,3

Pe3sb6oHapesHble nnacTuHbl Tuna X (Type X — Threading Inserts):

[nacTuHbl CO WAMPOBAHHBIM NPOPUIEM N CTRYXKONOMOM. B oTnnune o1 mnactuH 60MbLUMHCTBA OPYrUX NPOU3BOAMTENEN
3TW NNaCTUHBI 06EeCneumBatoT MOCTOSHHOE BbICOKOE KayeCTBO O6padoTKM, TOUHYIO GOPMY M pas3Mepbl pes3bbbl. [pa Tvna
CTPYXKOTOMOB [0a3padoTaHbl, YTOGb! YOOBNETBOPUTL Pa3NNYHbIE TPEGOBAHNS NPU 06PadOTKE BHYTPEHHEN 1 BHELLHEN PE3bObI.
Bce nnactuHbl TMNa X BbinonHaoTea us Teepporo cnnaea TIAIN.

A combination of ground profile, and sinfered chip-breaker threading inserts. Unlike most other manufactures’ inserts, this
combination ensures a consistent high quality thread, with precise shape and dimensions. Two different unique styles of chip
breaker were designed to suit different specific requirements for Internal and External threads. All Type X inserts are made of
TIAIN Sub-Micrograin grade.
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AV

TOOLCUT

PEKOMEHOALIUX NO BbIBOPY CKOPOCTU PE3AHUS (M/MUH)
(RECOMMENDED CUTTING SPEED)

TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
THREAD TURNING TECHNICAL SECTION

CraHpapt
ISO

OépabatbiBaemblit XapakTepucTHku
Matepuan Condition X2H | XTIAIN | TIAIN | TN [ TiNN | K20
<0.25%C OT1oXXeHHas Annealed
Henervposantas | >0 259%C OToxokeHHasi Annealed
Bl oo 3akaneHHas v OTnyLLleHHas
?\,Bgﬂﬁgf"sgj,”b <0.55%C Quenched & Tempered 110-210 | 120-180 | 100-180 | 70-150
and Cast Steel, 20.55%C OTtoxxeHHas Annealed
Free Cutting Steel 3aKaneHHas 1 oTmylLeHHast
Quenched & Tempered
HuakonervpopaHHas v uTenHas OToxKeHHas Annealed
CTalnb (MeH?e 5% nernpyiowmx
3NEMEHTOB 90-140 | 80-130 | 70-120 60-90
Low Alloy Steel and Cast Steel 38522%;22290;2 %”J'Z':: sﬂ
(less than 5% alloying elements) P
BbicokonernpoaHHasi, MTerHas OTOXXeHHas Annealed
1 MHCTPYMEHTaNbHas CTab
High Alloy Steel, Cast Steel and 3akaneHHasi v OTyluieHHast 70-90 | 60-80 | 55-70 | 50-60
Tool Steel Quenched & Tempered
~ DeppUTHO-MAPTEHCUTHAS
HepxapbetoLLas 1 nuTerHas cTans) Ferritic / Martensitic
Stainless Steel and Mo M s M0-160 | 90-130 | 60-90 50-80 | 50-80
Cast Steel P o
AycTtenutHas Ausfenitic
_ PeppUTHO-NIEPNTHBIN
DhiCOKOMPOAHLA ?ég‘é()GGG) Ferrific / Pearlitic 120-150 | 100-130 | 80-10 | 60-90
MepnuTHbli Pearlitic
Cepbiit uyryH (GG) DeppuTHBIA Ferrific ; ; ; )
Gfey Cast Iron (GG) NepauThbin Pearlific 140-150 120-130 90-100 65-85
D n Ferriti
KoBKkuit uyryx Malleable Cast Iro n:g;ﬁ:“ P;’r’/’/ r// z 10-140 | 100-130 | 80-100 | 60-85
ATIOMHWEBbIE CTIaBI, MOKOBKM bes otBepxpenms Not Hardened 700-1000 600-800 | 450-600 | ©00-
inum- 800
Aluminum-Wrought Alloy C otBepxfeHneM Precipation Hardened
ANOMUHUEBbBIE <=12% Si bes otBepxnenus Not Hardened
ChnnaBbl, OTIIMBKM — 200-
Aluminum-Cast, C otBepxfeHneM Precipation Hardened 280-750 200-550 | 150-350 550
Alloyed >12% Si XaponpouHbie High femperature
o Jlerkoo6pabaTbiBaeMble
B Free Cutting
'\ée”“"'e C/'\“;;aﬂb' 190-350 150- 250 | 110-180 [150-250
opper Aloys JlaTyHb Brass
OnekTponUTMYecKas Meab
Electrolytic Copper
TepMopeak. NNacTMacChl, BONOKHUTBI
Duroplastics, Fiber Plastics =
] - 200-300 | 5020 | 195
B6onuT Hard Rubber
Ha OTOXXeHHble Annealed
X
cnaﬂ%%:fquble ;g;lg:ae OrteepxpeHHble Precipation Hardened
%gﬁ%ﬁgsbl - OToxxeHHble Annealed 20-80 | 30-65 | 25-60
Alloys, Super OCHoBe OtBepxaeHHble Precipation Hardened
Alloys HVKens 1
ko6ansra Jlutble Cast
TuTaHoBbIE Cnnaebl /ifanium OteepxaeHHble crinaebl Alpha u Beta y 5 N N
Alloys Alpha + Beta Alloys Cured 30-60 | 40-50 35-45 5545
3akaneHHas Hardened
45-50 HRe
3akaneHHas ctanb 3akaneHHas Hardened
Hardened Steel 51-55 HRc 30-60 | 40-50 | 35-45
JakanerHas Hardened
56-62 HRc
Orcenekibn HyryH Twoit Cast 20-50 | 30-40 | 25-35
YyryH Cast Iron 3akanenHbli Hardened 20-40 | 20-30 15-25
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Av TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
TooLcut THREAD TURNING TECHNICAL SECTION

NEPEBOA CKOPOCTU PESAHUA B YACTOTY BPALLEHUA
(CONVERSION OF CUTTING SPEED TO ROTATIONAL SPEED)

[NepeBof BbI6PaHHON CKOPOCTU PE3aHNS B YaCTOTY

BlpALLEHNS OCYLLECTBASETCS NO crefytollein popmyne:
(Conversion of a selected cutting speed to rotational

speed is calculated using the following formula): N U,/
%
Mpumep (Example):
N= 21000 _ 120x1000 - 1574 o6/ /RPM V = 120 m/mus

YUCO NPOXOAO0B U UX TTYBUHA ANt MHOTO3YbbIX MNJIACTUH
(NUMBER OF PASSES AND DEPTH OF CUT PER PASS FOR MULTI-TOOTH INSERT)

War Pasmep nnactuHbl Ko Obosmanenme Ve nyéuHa ogHoro npoxopa
MM L 1.C. (niofM) 3y6beB NpoxofoB 1 2 3 4
1.00 16 3/8 3 3ER1.0ISO3M 2 0.38 | 0.25
1.50 16 3/8 2 3ER1.5I1SO2M 3 042 | 030 | 0.20
1SO 1.50 22 1/2 3 4ER1.5ISO3M 2 0.55 | 0.37
BHeluHss 2.00 22 12 2 4ER2.01SO2M 3 0.57 | 040 | 0.28
2.00 22 1/2 3 4LER2.0ISO3M 2 076 | 0.49
3.00 27 5/8 2 5ER3.01SO2M 4 059 | 051 | 042 | 0.32
1.00 16 3/8 3 3IR1.0ISO3M 2 0.33| 0.25
1.50 16 3/8 2 3IR1.5IS02M 3 038 | 029 | 0.20
1SO 1.50 22 1/2 3 4IR1.5ISO3M 2 0.50 | 0.37
BHyTpeHHss | 2.00 22 1/2 2 4IR2.01SO2M 3 052 | 037 | 026
2.00 22 1/2 3 4IR2.01SO3M 2 070 | 0.45
3.00 27 5/8 2 5IR3.01SO2M /4 0.58 | 0.46 | 0.39 | 0.30
16 16 3/8 2 3ER16UN2M 3 0.44 | 031 022
16 22 1/2 3 4ER16UN3M 2 0.58 | 0.39
UN 12 22 1/2 2 4ER12UN2M 3 059 | 042 | 030
BHelwHss 12 22 1/2 3 4ER12UN3M 2 0.78 0.52
8 27 5/8 2 SER8UN2M 4 0.62 | 0.54| 0.45| 0.35
16 16 3/8 2 3IR16UN2M 3 042 | 028 | 022
16 22 1/2 3 4IR16UN3M 2 0.55 | 0.37
gN 12 22 1/2 2 4IR12UN2M 3 053 | 038 0.31
HYTPEHHSAS
12 22 1/2 3 4IR12UN3M 2 074 | 0.48
8 27 5/8 2 5IR8UN2M 4 0.63 | 050 | 0.40| 0.30
Bursopra 14 16 3/8 2 3ER14W2M 3 052 | 037 | 0.27
55° 1% 22 1/2 3 4ER14W3M 2 070 | 0.46
BHewHss n 22 1/2 2 4LERTIW2M 3 0.67 | 0.47| 0.34
14 16 3/8 2 3IR14W2M 3 052 | 037 | 027
EE'JWP“‘ 14 22 1/2 3 4IR14W3M 2 0.70 | 0.46
Bryrpentsa | 11 22 1/2 2 4IRTIW2M 2 0.67 | 0.47| 0.34
14 16 3/8 2 3ER14NPT2M 3
ns 22 1/2 2 4LERT1.5NPT2M 4 0.54 047 | 037 | 030
g::mmm 1.5 27 5/8 3 5ERT1.5NPT3M 4 076 | 054 0.38
8 27 5/8 2 SER8NPT2M 4 0.81| 0.60| 0.55 0.5
14 16 3/8 2 3IR14NPT2M 3
NPT ns 22 1/2 2 4IRT1.5NPT2M 4 0.54 | 0.47 | 0.37 | 0.30
BHyTpeHHss | 115 27 5/8 3 5IR11.5NPT3M (A 076 | 054 | 0.38
8 27 5/8 2 5IR8NPT2M 4 0.81| 0.60| 0.55 0.5
10 22 1/2 2 4ER10APIRD2M 3 0.60 | 050| 0.31
QELET;';""" 10 27 5/8 3 SER10APIRD3M 2 1.00 | 0.41
8 27 5/8 2 SERSAPIRD2M 3 0.80 | 0.60 | 0.41
ALK 10 22 1/2 2 4IR10APIRD2M 3 0.60 | 050 | 0.31
BHW&’:::; 10 27 5/8 3 5IR10APIRD3M 2 1.00 | 0.41
8 27 5/8 2 5IR8APIRD2M 3 0.80 | 0.60| 0.41
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AV

TOOLCUT

TOKAPHAA OBPABOTKA PE3bbbl. TEXHUYECKAS UHOOPMALIUA.
THREAD TURNING TECHNICAL SECTION

PEKOMEHAYEMOE YMUCJ10 NPOXOAOB AJid OAHO3YBbIX MNJIACTUH
(RECOMMENDED NUMBER OF PASSES FOR THREADING INSERTS):

s wm 05 | 08 | 120 | 125 | 15 | 175 | 20 | 25 | 30 | 40 | 60
LDt i) wutor/proim (TPI)| 48 | 32 | 24 | 20 | 16 | 14 | 12 | 10 8 6 4
Yucno npoxonos

A 36 | 47 | 49 | 610 | 511 | 912 | 613 | 715 | 817 | 10-20 | 11-22

Mpumeuanne (Recommendations):

Kak npaeusio, Hanéonee Noaxooalmm SBfsieTcs cpenHee 3HauyeH1e Ynmcna NpoxonoB.
Kak npaBusio, 4em npouHee Matepuar, TeM 60bliee YUCTO MPOXO[A0B HEOBXOAMMO CAEeNaTh.
Oéblee npaBuo: Nydlle CAenaTb MeHbLUee YNCIO NMPOXOLOB, YEM YBENUUNTL CKOPOCTb.

- For most standard applications, the middle of the range is a good starting point.
- For most materials, the tougher the material, the higher the number of cutting passes you should select.
- As a general rule of thumb, fewer passes are better than higher speed.

METOJibl TOKAPHOW OBPABOTKM PE3bBbl (THREAD TURNING METHODS):

Ecnu BaM HyxHO
obpabdotatsb IN-
RH (BHyT.-MMpas.)
pesbéy, 1 Bbl
Bbl6pany nogady
OT NaTpoHa
WnuMHaens

LNs nyyLero
BbIBOAA CTPYXKM,
TO cnepyet
MCNOMb30OBAaTh
IN-LH (BHyT.-JTeB.)
fepxaBky

1 NNacTUHY.

(You should use
an IN-LH Insert
and Toolholder,
if you want to
turn an IN-RH
Thread but it is
recommended fo
evacuate metal
chips outside
during thread
turning.)

EX-RH (BHewHss npaBas pe3b6a)
EX-RH (EXTERNAL RIGHT THREAD)

EX-LH-(Brew.-
IleB.) nepxaska u
nnactvna (1)
(EX-LH Tollholder
& Insert)

3ameHa Ha
HeraTvBHYIO
OMNOPHYIO NACTUHY

(Change to
Negative Anvil)

EX-RH (BHeLw.-Mpas.)
nepxaBka 1 nnacTvHa (2)
(EX-RH Tollholder & Insert)

EX-LH (BHewHsis nesas pe3sb6a)
EX-LH (EXTERNAL LEFT THREAD)

EX-LH-(Brew.-
IeB.) nepxaska u
nnactuHa (1)
(EX-LH Tollholder
& Insert)

2

HeratMBHytO

OrMOpHYIo
EX-RH (BHeww.-Mpas.) ?gig:"gg o
Lepxaska v nnactuHa (2 Negative Anvil

(EX-RH Tollholder & Insert)

IN-RH (BHyTpeHHsisi npaBasi pe3b6a)
IN-RH (INTERNAL RIGHT THREAD)

3ameHa Ha

HeraTMeHylo IN-LH (Bryr.-
OMOPHYIO NNACTUHY TNes.) nepxaska n
(Change fo nracTHa
Negaf/ve Aan/) (/N*LH Tollholder

& Insert)

[IN-RH (BHyT.-
Mpab.) nepxaska
W nnacTuHa

IN-LH (BHyTpeHHsis nesas pe3béa)
IN-LH (INTERNAL LEFT THREAD)

IN-LH (BHyT.-/leB.)
[epxaBka 1 N1acTuHa

(IN-LH Tollholder
& Insert) /

IN-RH (BHyT.-
INeB.) nepxaseka u
nnacTvHa

3aMeHa Ha
HeraTvBHYIO
OMOPHYIO NACTHHY
(Change to
Negative Anvil)

Ecnu BaM HyxHO
o6pabdoTaTb
EX-LH (BHeLw.-
NeB.) pe3bby, ay
BAC €CTb TOSIbKO
EX-RH (BHeww.-
Mpas.) aepxaska
1 NNacTvHa

(If you want to turn
an EX-LH Thread
and you only have
EX-Rh Insert &
Toolholder)
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Av TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
TooLcut THREAD TURNING TECHNICAL SECTION

PEKOMEHAALUU NO BblIBOPY MJIACTUH
(RECOMMENDATIONS FOR THREADING INSERTS)

B 6onblunHCTBE Cnyyaes y BHYTPEHHEN 1 »’T/& P/4
BHeLUHeN pe3bObl Pa3Hble BbICOTa U paguyc 1 - g
npoduns, MOSTOMY BHELL. U BHYTP WHCTPYMEHT A’i h

HEe B3aMMO3aMEHSIEMbI. Y

(In most thread forms internal and external threads BUHT laitka
have different depth and radii, thus tools are not (Bolt) (Nut)
interchangeable)

Y CTaHAaPTHbIX BHELLHUX AEPXaBOK 3a4Hui yron coctasnset 10°,
a'y BHyTpeHHMx 15°. OTa pasHuLa B 5° HyXHa, UTo6bl 06ecneumnTb
LLOMOSHUTENbHbIN HEOGXOAUMBIN PafuabHbIf 3a30p.

(The Insert relief angle of a standard external toolholder is 10°%
for an internal toolholder it is 15°. This 5° diifference is to provide
additional necessary radlial clearance.)

Yron Hak/IoHa OMOPHOM NIOCKOCTU MOf
NIacTUHY 380aeT HEOBXOAMMbIN 3aQHWUA Yron

pexyLLen nnacTuHe. <

(The built-in relief angles ensure automatic w - - o
insert flank angle clearance.) D =
w

il

Mpodunun BHELIHER 1 BHYTPEHHER NNACTUHbI C BbICOKOTOUYHOM 38TOUKOWM
o6ecneuvBatoT TOYHOCTb FEOMETPUM PEe3bObI, KOrAa MNaCTUHbBI UCMONb3YIOTCS

B COOTBETCTBYIOLLMX fepxapkax. Icnonb3obBaHne BHYTPEHHER NNacTuHbI BO
BHELLUHEN lepXaBke NPUBELET K UCKAaXEHWIO YITIOB 1 FeOMETPUM NNaCTUHbI.

(Profiles of internal & external threading inserts are precision ground to ensure accu-
rate thread geometry when used on the matching toolholders. Using internal inserts
with an external holder will result in distortion of angle and insert geometry.)

lnacTuHa BCerga JomkHa CooTBeTCTBOBAaTh Aepxaske. B IN-RH
(BHyT.-MpaB.) nepxaske gonxHa 6biTb IN-RH (BHyT.-MpaB.) nnactuHa.
HecootsetcTtere HEOOMNYCTVMO!

(Insert and toolholder should always match. An IN-RH insert must be
used with an IN-RH toolholder. No mismatch is allowed.)

3AQHUIA YITON PEXYLUEN NNACTUHbI (FLANK CLEARANCE ANGLE) w

w = ArcTan (Tan a x Tan @)

w w w w
- — ‘U @ =10° gna BHewHnx aepxasok | for external

w= 58 56& 2.6° 2.6° 10°  124° 58 0.5° toolholder
w = 88 88 4° 4° 15°  1.9° 8.8° 0.8° ¢ =15°gns enyrpennnux gepxapox | for external
m ‘H toolholder

2a = 30°
2a = 29°

I1SO, UN TpaneuenpaneHaa AmepuKaHcKas YnopHas
HenonH. ACME BUTTRESS pesbba
npogune 60°  STACME (DIN 513)
Partial Profil 60°

NPT
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Av TOKAPHAA OBPABOTKA PE3bbbl. TEXHUYECKAS UHOOPMALIUA.
TooLcut THREAD TURNING TECHNICAL SECTION

PEKOMEHAALUU NO BblIBOPY ONOPHbBIX NNACTUH
(HELIX ANGLE DIAGRAM FOR ANVIL SELECTION)

Kak nokasaHo Ha AnarpamMme, KOM6MHaLMs HEKOTOPbIX ANaMeTPOB U LWaros TpeéyeT 3aMeHy CTaHOapTHOM

War (Pifch) ONOPHOM NACTUHLI. My HEOEXOAMMOCTM 3aMeHbl, UcronbayiTe AE nnacTuHbl ang EX-RH (BHeww.-Mpas.) v IN-LH (BHyT.-JleB.)
nepxaBok, 1 Al nnactuHbl 4ns IN-RH (BryT.-Mpas.) n EX-LH (BHew.-/leB.) nepxaBok.
HUTOK/ oM (TPI) MM (As can be seen from the chart, some Pitch to Diameter combinations require an anvil change. If change is required, use AE anvils for EX-RH
—— | and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.)
25 |10 [ ACME TpaneuevpansHas (DIN
Heo®
o |oney STUB ACME 103)
?3653327 ° Kpyrnas (DIN 405)
3|8 [~ holder
required)
35 |7 / CraHpapTHast
/ ornop. niacTuHa
noctaenseTcs c
4|6 / [LePXaBKOi
/ / (Standard anvil, sup-
515 / plied with toolholder)
64 // //
3.5 / /
8|3 /
10 | 2.5 / / 3aMeHuTb Ha AE unn Al+0.5° ;AOno.ﬁnaﬂ nnacuna
12 |2 (Change to Anvil AE nm Al+0.5%) nvi
16 1 1.5
MM: 5 10 20 30 40 50 60 70 80 90 100 110 120 130 )
_ Anametp
Aoiam:  0.250.50 0.75 1 1.25 1.50 2 2.50 3 4 5 (Diameter)
War (Pitch) Kak nokasaHo Ha guarpamme, B GOMbLUMHCTBE ClyYaes 3aMeHa OMOPHOM NNacTUHbI He TpedyeTtcs. [pn HEOOXOOAMMOCTMN 3aMeHbl UCnonb3ynTe AE

nnacTuHbl 4ns EX-RH (BHeww.-Mpas.) u IN-LH (BryT.-Jles.) nepxasok,u Al nnactiHbl anst IN-RH (BryT.-Mpab.) 1 EX-LH (BHew.-/leB.) aepxaBok.
A (As can be seen from the chart, most applications do not require an anvil change. If change is required, use AE anvils for EX-RH

Hutok/gronm (TPI) MM and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.)
25|10 I \ HenonHbiit apoduab 60° (PARTIAL PROFILE
Heoé6xoanma o
9 cned, 60°)
RS HenonHbin npoduns 55° (PARTIAL PROFILE
(Special
3|8 holder 55°)
required) SO
35 |7 CraHpapTHast
onop. NNacTHa UN
nocrapnsercsa ¢
4|6 / / Jr—— ButeopTa
/ (Standard anvil,
5|5 supplied with
/ toolholder)
6|4 [/
3.5 / /
sz [/
10 | 2.5 / /
12 |2
16 11.5
MM: 5 10 20 30 40 50 60 70 80 90 100 110 120 130 140 zamerp
ploim: 025050 075 1 125 150 2  2.50 3 4 5 (Diameter)
War (Pitch) Kak nokasaHo Ha guarpamme, B 60MbLUMHCTBE Cllyyaes TPeGyeTcs 3aMeHa ONOPHOM MacTHHbIL. Kak Npasuio, Heo6xoayMa HeraTMBHas onopHast

nnacTvHa. Micnonbayite AE nnactuHbl 4ns EX-RH (Brew.-Mpa..) v IN-LH (BryT.-/le.) nepxaBok, u Al nnactiHbl 4ns IN-RH (BryT.-Mpas.) n EX-LH
(BHew.-Nles.) pepxaBok.

HuTok/mioim (TPI) MM (As can be seen from the chart, most applications require an anvil change. In most cases a negative anvil is required. Use AE anvils for EX-RH and
———— | IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.)
2810 ‘ ‘ AmepukaHckas BUTTRESS
Heoéxoauma
o |eneu 7L CrangaprHas YnopHas peaséa (DIN 513)
nepxabka 43) onop. nnacTnHa
) v nocTapnsieTcsi ¢ _
(Special < = [lo 3aMeHbI OnopHOI o
3|8 [~ holder § ?;pxsblgm - nnactiHbl (Before Anvil /,\ B=1
required) N CICETCICITE, change)
é_/ supplied with
35 |7 toolholder)
3ameHuTb Ha AE nn Al+0.5° - ; € e
(Change to Anvil AE unn Al+0.5°) 3ameHa CTaHASPTHOM Yy =15
4 6 ONOPHON NNACTUHbI Ha He
HEraTUBHYIO YCTPaHSeT NPaBuLHO
60KOBOE MCTUPaHME. CranpaptHas (Bad)
5|5 (Replacing the standard OrnopHas NnacTuHa
anvil with an anvil with (Standard anvil)
6 |4 negative angle, will
eliminate side rubbing.)
3.5
sls |/
10 | 2.5
12 |2 / Mocne sameHb! I('Icpaaum;)Ho
/ OMOPHOM NAACTUHBI HeratveHas onopHast e
16 11.5 (After Anvil change) nnactuka (Negative anvil)
MM: 5 10 20 30 40 50 60 70 80 90 100 110 120 130 140 " filuamerp
ploim:  0.250.50 0.75 1 1.25 150 2  2.50 3 4 5 (Diameter)
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TOKAPHAA OBPABOTKA PE3bbbl. TEXHUYECKAS UHOOPMALIUA.
THREAD TURNING TECHNICAL SECTION

TOKAPHAS OBPABOTKA PE3bBbl
(THREAD TURNING)

LLar 1: Bei6op MeToga 06padoTku pesbobl
Lar 2: Bei6op pe3b6oBoi NnacTuHb

LUar 3: Bei6op pepxabku

LUar 4: Bei6op TBREpPROro cnnapa

LLar 5: Bei6op ckopocTn pesaHus

LUar é: Bri6op uncna npoxonos

Step 1: Choose Thread Turning Method

Step 2 : Choose Insert

Step 3 : Choose Toolholder

Step 4 : Choose Insert Grade

Step 5 : Choose Thread Turning Speed

Step 6 : Choose Number of Threading Passes

B éonblunMHCTBE Cnyyaes aTUX LWaroe JOCTATOYHO A5 NOyYeHNs pesbdbl XopoLuero kayecTtea. [pn o6padoTke
acMMMETPHUHbIX pedbé (BUTTRESS nnm yrnopHon) HEO6XOAMMO UCMOMb30BaTh HEFAaTUBHYIO OMIOPHYIO MIACTMHY.

(In most cases the above mentioned 6 steps would be the steps needed to ensure a good thread. For asymmetric threads
Buttress and Sage, an anvil with a negative pitch angle must be used.)

Lar 7: OnpepeneHue yrna nogbema pesbobl
LLlar 8: Bri6op onopHOM NnacTuHbl

Step 7 : Find Thread Helix Angle
Step 8 : Choose Correct Anvil

MPUMEPbI (EXAMPLES):
MPUMEP N2 1 (EXAMPLE NO. 1):

WarT: Bri6op MeTona 06padoTku pesbdbl CO Choose Thread Turning Method Brewnss npasas (EX-RH)
Step 1: cTp. 93. Boiénpaem EX-RH nepxaeky u from page 93: EX-RH Insert pesbéa 1SO (THREAD)

MAacTUHY. & Toolholder.

P=15Mm
LWar 2: Bbi6op nnacTtuHel co cTp. 19: Choose Insert from page 19: %‘ "*
Step 2: 3ER1SISO. 3ER1.5ISO. -
=

LWar 3: Boi6op pepxaskn co cTtp. 79: Choose Toolholder from page 79: I ’%
Step 3: AR20-3. AR20-3. o
LWar 4: Bri6op TBEpPLOro cnnaea co ctp. 90: Choose Insert Grade from selection
Step 4: AN NerMpoBaHHOR CTanu BbIGUPAEM on page 90: JlernposanHas crans

cnnae P25C. Alloy Steel is Grade P25C. 4130

(Alloy SteeH&—&

War S: Bbi6op ckopocTn pesaHns ns tabnumubsl Choose Thread Turning Speed from
Step 5: HacTp. 61: chart on page 61:

100 M/MUH. 100 m/min.

100 X 1000

PacueT YaCTOThI BPALLESHUS: Rotational Speed calculation: | N = ——=——==1065 06/mun RPM
War é: Bei6op uncna npoxogoe co ctp. 93: Choose Number of Threading passes
Step 6: Bbi6éupaem 8 npoxonos. from table on page 93: 8 passes.

MPUMEPbI (EXAMPLES):
MPUMEP Ne 2 (EXAMPLE NO. 2):

War T Bri6op MeToga 06paboTkm pesbobl Choose Thread Turning Method from
Step 1: co cTp. 93. O6bIUHO BbIGUPAIOT BHYTP.  page 93. Usually, an IN-RH Toolholder and
npasyto (IN-RH) nepxaeky v nnactuny. Insert will be chosen, however, in
TeM He MeHee, B HalleM cryyae this particular case we prefer to pull
Mbl BbiGéepeM BHYTP. nesbi (IN-LH) the metal chips while thread turning
WNHCTPYMEHT, 4TO6bl BECTW 06paboTKy  oufward, thus we chose to work with
OT WNUHAOENS, TEM CaMbIM BbITArMBas IN-LH Insert & Toolholder
CTPYXKY Hapyxy.
LWar 2: Bei6op nnactuHel co cTp. 31: 3IL12UN.  Choose Insert from page 31: SIL12UN.
Step 2:
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LWar 3:

Step 3:

LWar 4:

Step 4:

[Lar 5:

Step 5:

LLlar 6:

Step 6:

Boi6op gepxabkn co cTp. 82:

IL25-3. MNpnmMeyaHme: Tak KaK Mbl
peLwunu pesaTb NPaByto pPe3boy NeBow
OepXaBKoin, HeO6XOOMMO 3aMEHUTL
CTaHOAPTHYIO OMOPHYIO NNACTUHY
(nocraenaemyto c oepxaskon) Ha
HeratueHyto: AE3-1.5

Bri6op TBEpPOOro cnnaea co ctp. 90:
[Ing natyHu Bbi6npaem cnnas 6e3
MOKPbITUS.

Bbi6op ckopocTh pesaHnst n3 Taénuubl
Ha cTp. 91: BbiIGUpPaeM 150 M/MuH.

Pacuyet yacToThl BpalleHns:

Bbi6op uncna npoxonoe co ctp. 93:
BblI6MpPaeM 9 NPoxonoe.

NPUMEP N2 3 (EXAMPLE NO. 3):

[Lar 1
Step T:

LLar 2:

Step 2:

LWar 3:

Step 3:

LLar 4:

Step 4:

LWar 5:

Step &:

LLar 6:

Step 6:

War 7:
Step 7:

LLar 8:

Step 8:

Bri6éop MeToga 06pabdoTkm pesbibl
co cTp. 93. Bbiénpaem EX-RH
LepXaBKy U MnacTuHy.

Bei6op nnactuHel co cTp. 71
SER12ABUT.

Boi6op pepxabkn co cTp. 79:
AR25-3.

Bri6op tBEpPOOro cnnaea co ctp 90:
ONsl HepXXaBeloLLern cTanu Belénpaem
crnag TiAIN.

Bbi6op ckopocCTh pesaHnst n3 Taénuubl
Ha cTp. 91: 120 M/MUH.
PacueT 4acCTOoThbl BpaLleHUs:

Bbi6op uncna npoxonoe co ctp. 93:
Bbl6MpaeM 13 NpoxoaoB.

Onpepenenune yrna nogbeMa BUHTOBOM
JIMHUM: KaK BUOHO U3 CXeMbI Ha CTp. 87
ans TPl 12 Hutok/ gronm

n gnametpa 40 MM yron nogbema
paseH 1°.

Bri6op onopHon NnacTuHbL:

KaK BUOHO M3 CXeMbI Ha CTp. 95 ons
AmepukaHckon BUTTRESS pesb6bl
¢ TPI 12 HUTOK/ [1OMM ¥ IMaMETPOM
40 MM CTaHOaPTHYKO OMOPHYIO
nracTuHy (nocTaensgemyto ¢
LePXaBKO) HEOGXOAMMO 3aMEHUTL
Ha HEraTMBHYIO OMOPHYIO NNACTUHY
AE3-1.5.

Choose Toolholder from page 82:

IL25-3. Nofte: since we thread cut IN-RH
thread outward with an IN-LH tool, do not
forget to replace the standard anvil (sup-
plied with the holder) with a negative anvil
AE3-1.5

Choose Insert Grade from selection
on page 90:
Brass is Grade Uncoated.

Choose Thread Turning Speed from
chart on page 91:
choose 150 m/min.

TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
THREAD TURNING TECHNICAL SECTION

BHyTpeHsis npasas (IN-RH)
pe3béa 12 (THREAD)

IN-LH pepxapka
n nnactuHa IN-LH
Toolholder & Insert

(Brass)

Change Anvil
to Negative Anvil

Rotational Speed calculation: N = 150X 1000
JU x 38.1

=1254 o06/mMun RPM

Choose Number of Threading passes from
table on page 93: 9 passes.

Choose Thread Turning Method from
page 93: EX-RH Insert &
Toolholder.

Choose Insert from page 71:
3ER12ABUT

Choose Toolholder from page 79:
AR25-3.

Choose Insert Grade from selection
on page 90:
Stainless Steel is Grade TiAIN.

BHewHass npasas (EX-RH)
aMepukaHckas BUTTRESS
pesb6a. 12 Hutok/ groim,
AvameTp 40 MM

(12 TPI on 40 mm diameter)
304 Hepxaeelowas cranb
(304 Stainless Steel)

e

Choose Thread Turning Speed from chart on

page 91: 120 m/min.

Rotational Speed calculation: | N =

_ 120 x 1000
JU X

=954 06/mMun RPM

40

Choose Number of Threading passes from
fable on page 93: 13 passes.

Find Thread Helix Angle: on page 87
for Pitch of 12 TPl and 40 Diameter
Helix Angle as shown in the chart is 1°.

Choose correct Anvil: As can be seen
from the chart on page 95, for AMERICAN
BUTTRESS Thread, for 12 TPl and

40 Diameter a negative anvil AE3-1.5
should replace the standard anvil
supplied with the toolholder.

3aMeHa CTaHIaPTHOM ONOP. MNACTUHLI Ha
HeraTUBHYIO YCTPAHSIET 3aTHPaHIE NO 6OKaM.
(Replacing the standard anvil with an anvil with
negative angle will eliminate side rubbing)

MpaeunbHO

Heratue. onop. (Correct)

nnactuHa
(Negative anvil)

| I

OnopHas nnactuHa AE3-1.5
(Anvil chosen): AE3-1.5
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TOKAPHAA OBPABOTKA PE3bbbl. TEXHUYECKAS UHOOPMALIUA.
THREAD TURNING TECHNICAL SECTION

BUAbl UBHOCA U NYTU EFO YMEHbLUEHUS (TROUBLESHOOTING)
Bbikpawusanue (Chipping):

>

™

P

Cxon (Fracture):
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Hapocr (Build-up Edge}:

>

1. Ucnonb3opaTb 6onee NPOYHbIA Crnasg

2. ckntounTb 60bLLION BBINET MHCTPYMEHTA

3. MNpoBepwuTb NPaBUABHOCTL KpenneHns
NNacTuHbI
4. NckntounTb BUSPAaLMM

UsHoc no nyHke (Crater Wear):

1. YMeHbLWNTb CKOPOCTb Pe3anHms
2. cnonb3oeaTb COX
3. icnonbaosatb 60nee TBepabl cnnas

1. YBennumtb CKOpOCTb pe3aHns
2. icnonb3oeaTb 60nee NPOYHbIR CNNaeb.

Tennoeble TpewwmHbl (Thermal cracks):

1. YMEHbLNTb CKOPOCTb Pe3aHuns
2. Ucnonb3osatb COX
3. icnonb3oeaTb 6onee NPOYHbIN Cnnas

Dedopmauus (Deformation):

1. Ucnonb3opaTtb 6onee Teepablii cnnas
2. YMeHbLNTb CKOPOCTb pe3aHuns

3. YMeHbLWUTb rMyounHy pesanHms

4. Ucnonb3oeate COX

1. Ucnonb3osatb 605ee NpoYHbIn Crnas
2. YMeHbLUUTb rySUHY pesaHns
3. Yalle 3aMeHdTb NNacTuHy
4.TpoBepunTb CTabUIIbBHOCTb CTaHKa

N MHCTPYMEHTa

1. Use a fougher carbide grade

2. Eliminate tool overhang

3. Check if insert is correctly clamped
4. Eliminate vibration

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a harder carbide grade

1. Increase cutting speed
2. Use a tougher carbide grade

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a tougher carbide grade

1. Use a harder carbide grade
2. Reduce cutting speed

3. Reduce depth of cut

4. Apply coolant fluid

1. Use a fougher carbide grade

2. Reduce depth of cut

3. Index insert sooner

4. Check machine and tool stability



Av TOKAPHASA OBPABOTKA PE3bbbl. TEXHUWHECKAS UHOOPMALUA.
TooLcut THREAD TURNING TECHNICAL SECTION

CTAHAAPTbBI Ang PEXYLWHUX NNACTUH
(THREADING INSERTS STANDARDS)

Mpodunb pe3bobl

(Thread profile) R
ISO DIN 13
UN ANSI B1.1-1989
ButsBopTa B.S. 84: 1956
NPT ANSI B1.20.1-1983
NPTF ANSI B1.20.3-1976
BSPT B.S. 21: 1957
DIN 477 DIN 477
ACME ANSI B1.5-1988
STUB ACME ANSI B1.5-1988
TpaneuenaanbHana DIN 103
Kpyrnasa DIN 405
UNJ MIL-S-8879C
MJ ISO 5855
AmepukaHckaa BUTTRESS ANSI B1.9-1973
YnopHasna pe3bba DIN 513
PG DIN 40430
V-0.040 API Spec7
V-0.038R API Spec7
V-0.050 API Spec7
V-0.055 API Spec7
API Rund API Spec Standard 5B
EXTREME - LINE CASING API Spec Standard 5B
BUTTRESS CASING API Spec Standard 5B
VAM VAM
DIN: HemeLukunin IHCTUTYT NO CTanAaPTU3aL MK
ANSI: AMEPUKAHCKUIA HALLMOHANbHBIA MHCTUTYT CTaHOAPTOB
API: AMEPUKAHCKUIA UHCTUTYT HedTH
B.S. BpwuTtaHckne ctaHOapTbl
ISO: MexayHapoaHas opraHn3aLms No CTaHAaPTU3aLum

MIL-S: BoeHHble cneundukaumum

Knacc ToyHoCTU pe3bbbl
(Thread tolerance class)
6g/6H
2A/2B

CpenHui Knacc

3G

2G
7e/7H
Knacc 7
3A/3B

4h/6h
4H/5H

Knacc 2
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4 KAHABOMYHDIE MJIACTUHDI
GROOVING INSERTS
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Av KAHABOYHDbIE MNACTUHbDI

TooLcutr GROOVING INSERTS

NAHABOTHLIE TNIACTHHAI 1 GROOVING INSERTS

BHeLwwHss U BHYyTPeHHAS
External and Internal

ER/IL

OpHa nnacTvHa Ans
IN.RH (BHYT. npas.)
EX.LH. (BHew. nes.).
(Same insert can be

ER/IL

OpHa nnactuHa ans
EX.RH (BHeww. npaB.)
1 IN.LH. (BHYT. nes.).
(Same insert can be

used used
for EX.RH and for for IN.RH and for
IN.LH.) EX.LH.)
I.C.
Oéo3HaueHne OnopHasi nnacTMHa w ioAM L T
j +
(Item Number) (Anvil) +0.02 (Inch) MM

2ER/I1LO.50 -

0.50 1/4 m 1.4
2IR/ELO.50 -
2ER/IL0.60 -

0.60 1/4 1 1.4
2IR/EL0.60 -
2ER/ILO.70 -

0.70 1/4 1 1.4
2IR/ELO.70 -
2ER/ILO.80 -

0.80 1/4 n 1.4
2IR/ELO.80 =
2ER/IL1.00 -

1.00 1/4 n 1.4
2IR/EN.00 -
2ER/IL1.20 -

1.20 1/4 n 1.4
2IR/EL1.20 -
3ER/ILO.50 AE3-0

0.50 3/8 16 14
3IR/ELO.50 AI3-0
3ER/IL1.00 AE3-0

1.00 3/8 16 1.4
3IR/EL1.00 AI3-0
3ER/IL1.20 AE3-0

1.20 3/8 16 1.6
3IR/EL1.20 AI3-0
3ER/IL1.40 AE3-0

1.40 3/8 16 1.8
3IR/EL1.40 AI3-0
3ER/IL1.70 AE3-0

1.70 3/8 16 2.0
3IR/EL1.70 AI3-0
3ER/IL1.95 AE3-0

1.95 3/8 16 2.0
3IR/EL1.95 AI3-0
3ER/IL2.25 AE3-0

2.25 3/8 16 2.25
3IR/EI2.25 AI3-0

ER = BHewHss npaBas | Exfernal Right IR = BHyTpeHHss npa.asi | Infernal Right EL = BHeluHsis neBas | External Left IL = BHyTpeHHsisi neBas | Infernal Left

JlocTynHbl U3 crnepytowmx TBepabix cnnasos | Available in the following Grades: TiAIN, TINN

MnacTuHbI KpensaTcs B CTaHAAPTHbIe pe3b6oBble AiepXaBku | The inserts should be used with the standard threading toolholders
3anpelyaetcs UCNonb3oBaTh BHYTPEHHUE AepaBku 3 pa3Mepa 6e3 onopHbIX NNacTuH | Size 3 internal holders without anvil can’t be used
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Av KAHABOYHDbIE MNACTUHbDI

TooLcutr GROOVING INSERTS

KAHABOYHBLIE NNIACTHHbLI 1 GROOVING INSERTS

ER/IL

OpHa nnacTuHa ans
EX.RH (BHeww. npaB.)
1 IN.LH. (BHYT. nes.).
(Same insert can be
used

for EX.RH and for
IN.LH.)

BHelwHss n BHyTpeHHSAs — HenonHbii npogunb

External and Internal — Partial Profile

ER/IL

OpHa nnactuHa gns
IN.RH (BHyT. npas.) n
EX.LH. (BHeL. ne..).
(Same insert can be

used

for IN.RH and for

EX.LH)

Paguyc onga BHyTpeHHen 1 HapyxHon o6padoTku | Radius for internal & external machining

Oéo3HaueHne
(Item Number)
3ER/ILRO.50
3IR/ELRO.50
3ER/ILRO.60

3IR/ELO.60

3ER/ILO.90

3IR/ELRO.90
3ER/ILR1.00
3IR/ELR1.00
3ER/ILR1.10
3IR/ELR1.10
3ER/ILR1.20
3IR/ELR1.20

ER = BHewHss npaeas | Exfernal Right
JlocTynHbl U3 crnepylowmx Teepabix cnnasos | Available in the following Grades: TiAIN, TINN

MnacTuHbI KpensaTcs B CTaHAAPTHbIe pe3b6oBble fepXaBku | The inserts should be used with the standard threading toolholders

(Anvil)

AE3-0
AI3-0
AE3-0
AI3-0
AE3-0
AI3-0
AE3-0
AI3-0
AE3-0
AI3-0
AE3-0
AI3-0

OnopHas niacTuHa

0.6

0.9

1.0

11

1.2

IR = BHyTpeHHsist npaeasi | Infernal Right

I.C.
BIOAM

(Inch)

3/8

3/8

3/8

3/8

3/8

3/8

EL = BHeluHsis neBas | External Left

16

16

16

16

16

16

14

1.6

2.0

2.0

215

2.25

IL = BHyTpeHHsisi neBas | Infernal Left

3anpelyaetcs uCnonb3oBaTh BHyTPEHHUE AiepkaBku 3 pa3Mepa 6e3 onopHbIX NnacTuH | Size 3 internal holders without anvil can’t be used

HAbOPbI KAHABOYHbIX ITIACTHH 1 GROOVING KITS

ER/IL IVIACTUHBDI | INSERTS

"GOKITEX" BHELLUHUE
3ER/IL1.00 TiNN 1 wr. | pcs
3ER/IL1.2 TiNN 1wr. | pcs
3ER/IL1.4 TiNN 1 wr. |l pcs
3ER/IL1.7 TiNN 1wr. | pcs
3ER/IL1.95 TiNN 1wr. | pcs
3ER/IL2.25 TiNN 1wr. | pcs
OnopHaA nnacTtuHa AE3-0 1wr. | pcs
ANVIL

IR/EL NJIACTUHDI | INSERTS

"GOKITIN" BHYTPEHHUE
3IR/EL1.00 TiNN 1wr. | pcs
3IR/EL1.2 TiNN 1wr. | pcs
3IR/EL1.4 TiNN 1wr. | pcs
3IR/EL1.7 TiNN 1wr. | pcs
3IR/EL1.95 TiNN 1wr. | pcs
3IR/EL2.25 TiNN 1wr. | pcs
OnopHaA nnactuHa Al3-0 1wr. | pcs
ANVIL
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Av KAHABOYHDbIE MNACTUHDbI. TEXHUYECKAA UHOOPMAL KA.
TooLcutr GROOVING INSERTS TECHNICAL SECTION

CKOPOCTb PE3AHUA AN KAHABOYHbIX MJIACTUH
(CUTTING SPEEDS FOR GROOVING INSERTS)

Teepppble cnnaebl (Carbide Grades):

TiNN (P30-P50, K25-K40):

Teepppin cnnae ¢ nokpbitneM TiN PVD onga paéoTbl Ha HU3KMX CKOPOCTAX. OTIMYHBI BHIGOP 019 BCEX BUOOB HEPXaBEIOLLEN
cTanm.
PVD TiN coated grade for low cutting speed. Works well with a wide range of stainless steels.

TiAIN (P20-P40, K20-K30):
Oco60 Menko3epHUCTLIN TBepabli crinae ¢ nokpbiTveM TIAIN PVD gns 06padoTkun HepxaBetoLen CTanm n Heo6blUHbIX

MaTepUanos Ha CPERHUX U BBICOKMX CKOPOCTSIX.
PVD TiAIN coated sub-micrograin grade for stainless steels and exotic materials at medium to high cutting speeds.

CKopocTb pe3aHua, v/
CTe:ggapT OGpa6aTtbiBaemblit maTepuan (Materials) MWH
(Cutting speed)

Husko- n cpenHeyrneponucTas cranb 20 - 100
Low & Medium Carbon Steel
BeicokoyrnepogucTas ctanb B

P High Carbon Steel Uy
JlernpopaHHas cTanb 40 - 90
Alloy Steels and Treated Steels
HepxapetoLas cTanb _

M Stainless Steels S0y
Jlutennas cranb
Cast Steels 30 -90
HyryH _
Cast Iron Qv
ANIOMUHUEBbBIE U MPOYME LIBETHBIE CraBbl 20 - 200
Non-Ferrous and Aluminum
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AVA

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TBEPLOCIMJIABHbIA TOKAPHbIA MUKPO-UHCTPYMEHT
(SOLID CARBIDE TOOLS FOR WORKING IN SMALL BORES)

WHcTpymeHT Schwarz npenHasHayYeH 4151 06paboTK MEIKOPA3MEPHbIX AETanek, a Takxe neraned,
MCOMb3YEMbIX B MEOMLIMHE W AJ1S MPOU3BOACTBA BbICOKOTEXHOIOMMYHbIX M3AEMA. Becb MHCTPYMEHT
OCHaLLEH BHYTPEHHUMM MPOAObHBIMYU KaHanamu 45 nogsoda COX HenocpencTBeHHO B 30HY
pe3aHNs 4715 9PPEKTUBHOIO yaaNeHNs CTRYXKN U MIaBHON O6Pa6OTKM.

Schwarz Tiny tools are designed for the high-tech, medical and small component industry.
All fools have coolant channels along the shafts enabling the cooling fluid to reach the cutting
edge efficiently, for easy chip evacuation and smooth cutting operations.
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AvA MUKPO-UHCTPYMEHT

TOOULCUT TINY TOOLS
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AVA

TOOLCUT

MUKPO-UHCTPYMEHT

TINY TOOLS

THREAD %TUHNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TTTR3-0.2R-10L

TT

TT= MuKpO-UHCTPYMEHT R=
Tiny Tools
L=
T = Toyenve
Turning
P = KoHTypHOe ToueHune

Q = KoHTypHOE ToueHue un

Profiling

PacTtaunbaHne

Profiling & Boring
HapesaHne pesabébl
Threading

D = KaHaBku ons Bbixoga

pe3bbhbl
Thread Relief

G = KaHabku
Grooving

K = PapunycHble kaHaBku
Full Radlius Grooving

F = Ocesble kaHaBKM
Face Grooving

Z = Ocesble KaHaBkK
Face Grooving

X = O6paTtHoe ToueHne
Back Turning

U = KoHTypHOE TOuYeHue
Profiling

W = CHatne dacok u

KOHTYHOE ToueHue
Chamfering & Profiling

V =

[myéokune ocesble

KaHaBKKn

Deep Face Grooving

R 3 - 0.2R

[paBbin
Right Hand
Jlepbin
Left Hand

OunameTp pesua
Bar Diameter
3=30MM
4 =40 MM
5=50wmm
6=6.0mMm
7 =70 MM
9 =90 MM
10 =10.0 mm

PacrtaunBaHnue | Boring

T10L  TINN

IDnuHa

paéoueii

yactu

Neck Length

5L= 5mm

10L =10 mm

15L =15 MM

221 =22 Mm

35L = 35 MM
K20
TINN
TiAIN

RO.2 MM = Pagunyc npw eepmHe 0.2 MM

RO.2 mm = Corner Radius 0.2 mm

HapesaHue pe3sbbhbl | Threading

HenonHbin npodune | Partial Profile: A60O,

AS5, TR

MonHbin npoduns | Full Profile: 1ISO, UN, NPT,

ACME

LWunpuHa kaHasku | Width
B1.0=10mm
B1.5=15Mm
B2.0=20mm
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTTIR PESLfbI I TTTR BARS

C kaHanom pgns COX | Boring bars with coolant channel

Rnuwa - [iuna Peauepep-  MuH. puametp (CC:;I"I;ZBebSI)
?I)éz;";va::’;:f) D (Le:g i) (Le:gfh) MRM F xarenb oTBepcTUs
L 11 (Holder) (Min. Bore Dia.) )
TiAIN TIN K20
TTTR1-0.05R-4L* 3.0 39 4 0.05 0.5 TTH20-3 1.0 . . .
TTTR1-0.05R-6L 3.0 39 [ 0.05 0.5 TTH20-3 1.0 . . .
TTTR1.5-0.1R-6L" 3.0 39 [ 0.10 0.7 TTH20-3 15 o . .
TTTR2-0.05R-10L* 3.0 39 10 0.05 0.8 TTH20-3 21 C o 0
TTTR2-0.15R-5L* 3.0 39 5 0.15 0.8 TTH20-3 21 ° ° °
TTTR2-0.15R-10L* 3.0 39 10 0.15 0.8 TTH20-3 21 . . .
TTTR3-0.05R-10L 3.0 39 10 0.05 13 TTH20-3 3.1 ° . .
TTTR3-0.05R-15L 3.0 39 15 0.05 13 TTH20-3 3.1 c o o
TTTR3-0.1R-10L 3.0 39 10 0.10 13 TTH20-3 3.1 . . .
TTTR3-0.1R-15L 3.0 39 15 0.10 13 TTH20-3 3.1 . . .
TTTR3-0.2R-10L 3.0 39 10 0.20 1.3 TTH20-3 3.1 ° . .
TTTR3-0.2R-15L 3.0 39 15 0.20 13 TTH20-3 3.1 c © o
TTTR4-0.05R-15L 4.0 51 15 0.05 17 TTH20-3 4.1 ° . .
TTTR4-0.1R-10L 4.0 51 10 0.10 1.7 TTH20-4 4.1 o © o
TTTR4-0.1R-15L 4.0 51 15 0.10 1.7 TTH20-4 4.1 . . .
TTTR4-0.1R-22L 4.0 51 22 0.10 1.7 TTH20-4 4.1 © © ©
TTTR4-0.2R-10L 4.0 51 10 0.20 1.7 TTH20-4 4.1 . . .
TTTR4-0.2R-15L 4.0 51 15 0.20 17 TTH20-4 4.1 . 0 .
TTTR4-0.2R-22L 4.0 51 22 0.20 17 TTH20-4 4.1 . . .
TTTR4-0.2R-30L 4.0 59 30 0.20 17 TTH20-4 4.1 . . .

Mpouune pe3uepepxatenu Ha cTp. 153 | For addifional holders see page 153
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AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTTR PESLbI I TTTR BARS

O603HaueHune
(Item Number)

TTTRS-0.05R-15L
TTTRS-0.1R-15L
TTTR5-0.1R-22L
TTTR5-0.1R-30L
TTTR5-0.2R-15L
TTTR5-0.2R-22L
TTTRS-0.2R-30L
TTTR6-0.05R-15L
TTTR6-0.05R-22L
TTTR6-0.1R-15L
TTTR6-0.1R-22L
TTTR6-0.2R-15L
TTTR6-0.2R-22L
TTTR6-0.2R-30L
TTTR6-0.2R-35L
TTTR7-0.2R-22L
TTTR7-0.2R-30L
TTTR8-0.2R-15L
TTTR8-0.2R-22L
TTTR8-0.2R-35L
TTTR10-0.2R-35L

D

5.0
5.0
5.0
5.0
5.0
S.0
5.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
70
70
8.0
8.0
8.0
10.0

C kaHanom pgns COX | Boring bars with coolant channel

LOnuHa OnuHa
(Length) (Length) R
MM MM MM
L L1

51 15 0.05
51 15 0.10
51 22 0.10
76 30 0.10
51 15 0.20
51 22 0.20
76 30 0.20
51 15 0.05
51 22 0.05
51 15 0.10
51 22 0.10
51 15 0.20
51 22 0.20
58 30 0.20
76 35 0.20
62 22 0.20
62 30 0.20
64 15 0.20
64 22 0.20
76 35 0.20
73 35 0.20

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153

2.1
2.1
2.1
21
21
21
2.1
2.8
2.8
2.8
2.8
2.8
2.8
28
2.8
3.3
3.3
3.8
3.8
3.8
4.8

Pesuepep-

xarenb
(Holder)

TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-7

TTH20-7

TTH20-8
TTH20-8
TTH20-8
TTH20-10

MuH. pnametp
oTBepcTus
(Min. Bore Dia.)

5.1
5.1
5.1
S.1
5.1
S.1
S.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
1
PA|
8.1
8.1
8.1
101

Cnnasbl
(Grades)

TiAIN TIN K20
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTTL PESLBI 1 TTTL BARS

C kaHanom pgns COX | Boring bars with coolant channel

OnuHa IOnuHa Cnnasbl

Obomsenie o (tongm) (Lengm) R PRI MOLZCUE S
L 11 (Holder) (Min. Bore Dia.) )
TiAIN TIN K20
TTTL1-0.05R-4L" 3.0 39 4 0.05 0.5 TTH20-3 1.0 . i °
TTTL1-0.05R-6L 3.0 39 [ 0.05 0.5 TTH20-3 1.0 . . .
TTTL1.5-0.1R-6L" 3.0 39 ) 0.10 0.7 TTH20-3 15 . . .
TTTL2-0.05R-10L* 3.0 39 10 0.05 0.8 TTH20-3 21 . . .
TTTL2-0.15R-5L" 3.0 39 5 0.15 0.8 TTH20-3 21 . . .
TTTL2-0.15R-10L* 3.0 39 10 0.15 0.8 TTH20-3 21 . . .
TTTL3-0.05R-10L 3.0 39 10 0.05 1.3 TTH20-3 3.1 ° . °
TTTL3-0.05R-15L 3.0 39 15 0.05 1.3 TTH20-3 3.1 ° ° °
TTTL3-0.1R-10L 3.0 39 10 0.10 1.3 TTH20-3 3.1 . o .
TTTL3-0.1R-15L 3.0 39 15 0.10 1.3 TTH20-3 3.1 ° ° °
TTTL3-0.2R-10L 3.0 39 10 0.20 1.3 TTH20-3 3.1 ° ° °
TTTL3-0.2R-15L 3.0 39 15 0.20 13 TTH20-3 3.1 ° ° .
TTTL4-0.05R-15L 4.0 51 15 0.05 17 TTH20-3 4.1 i . .
TTTL4-0.1R-10L 4.0 51 10 0.10 17 TTH20-4 4.1 d . .
TTTL4-0.1R-15L 4.0 51 15 0.10 17 TTH20-4 4.1 . . .
TTTL4-0.1R-22L 4.0 51 22 0.10 17 TTH20-4 4.1 . . .
TTTL4-0.2R-10L 4.0 51 10 0.20 17 TTH20-4 4.1 . . .
TTTL4-0.2R-15L 4.0 51 15 0.20 17 TTH20-4 4.1 . . .
TTTL4-0.2R-22L 4.0 51 22 0.20 17 TTH20-4 4.1 . . o
TTTL4-0.2R-30L 4.0 59 30 0.20 1.7 TTH20-4 41 . . o

Mpouune pe3uepepxatenu Ha cTp. 153 | For addifional holders see page 153
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AV

TOOLCUT

MUKPO-UHCTPYMEHT

TINY TOOLS

TTTL PESLBI 1 TTTL BARS

O603HaueHune
(Item Number)

TTTL5-0.05R-15L
TTTLS-0.1R-15L
TTTL5-0.1R-22L
TTTLS-0.1R-30L
TTTL5-0.2R-15L
TTTLS-0.2R-22L
TTTL5-0.2R-30L
TTTL6-0.05R-15L
TTTL6-0.05R-22L
TTTL6-0.1R-15L
TTTL6-0.1R-22L
TTTL6-0.2R-15L
TTTL6-0.2R-22L
TTTL6-0.2R-30L
TTTL6-0.2R-35L
TTTL7-0.2R-22L
TTTL7-0.2R-30L
TTTL8-0.2R-15L
TTTL8-0.2R-22L
TTTL8-0.2R-35L
TTTL10-0.2R-35L

D

5.0
5.0
5.0
5.0
5.0
S.0
5.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
70
70
8.0
8.0
8.0
10.0

C kaHanom gns COX | Boring bars with coolant channel

LOnuHa OnuHa
(Length) (Length)
MM MM
L L1
51 15
51 15
51 22
76 30
51 15
51 22
76 30
51 15
51 22
51 15
51 22
51 15
51 22
58 30
76 35
62 22
62 30
64 15
64 22
76 35
73 35

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

R
MM

0.05
0.10
0.10
0.10
0.20
0.20
0.20
0.05
0.05
0.10
0.10
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20

2.1
2.1
2.1
21
21
21
2.1
2.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8
3.3
3.3
3.8
3.8
3.8
4.8

xarenb
(Holder)

TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-7

TTH20-7

TTH20-8
TTH20-8
TTH20-8
TTH20-10

Pesuepep-

MuH. pnametp
oTBepcTus
(Min. Bore Dia.)

5.1
5.1
5.1
S.1
5.1
S.1
5.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
1
Al
8.1
8.1
8.1
10.1

Cnnasbl
(Grades)

TiAIN TIN K20
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AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTAR PE3lbI | TTXR BARS

A
-
le L1
|7 "l
OnuHa OnuHa
Oé6o3HaueHHne D (Length) (Length)
(Item Number) MM MM
L L1
TTXR4-0.1R-10L 4.0 51 10
TTXR4-0.1SR-10L 4.0 51 10
TTXR4-0.15R-15L 4.0 51 15
TTXR5-0.2R-15L 5.0 51 15
TTXR5-0.2R-22L 5.0 51 22
TTXR6-0.2R-15L 6.0 51 15
TTXR6-0.2R-22L 6.0 51 22

O6patHoe ToueHne | Back Turning

R
MM

0.10
0.15
0.15
0.20
0.20
0.20
0.20

Mpouue pesuepepxarenu Ha cTp. 153 | For addifional holders see page 153
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13
1.6
1.6
2.2
2.2
2.8
2.8

H

0.5
0.8
0.8
10
10
1.8
1.8

Pesuepep-
Xarenb
(Holder)

TTH20-4
TTH20-4
TTH20-4
TTH20-5
TTH20-5
TTH20-6
TTH20-6

MuH. pnametp
oTBepcTUa
(Min. Bore Dia.)

31
4.1
4.1
5.1
5.1
6.1
6.1

TIiAIN

Cnnaebl
(Grades)

TIN

K20



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTXL PE3LbI | TTXL BARS

L L7
¢
le
¢
O6paTHOoE ToueHure | Back Turning
AR HULLE Pesuepep- MuH. guametp %HHZBM)
o rades,
%Z?::Z;‘;;:f) D (Le:gfh} (Le:g th) M'id F H Xarenb oTBepcTus
(Holder) (Min. Bore Dia.)
L L TIAIN  TIN K20
TTXL4-0.1R-10L 4.0 51 10 0.10 1.3 0.5 TTH20-4 31 . . .
TTXL4-0.15R-10L 4.0 51 10 0.15 1.6 08 TTH20-4 4.1 . . .
TTXL4-0.15R-15L 4.0 51 15 0.15 1.6 08 TTH20-4 4.1 . . .
TTXL5-0.2R-15L 5.0 51 15 0.20 22 10 TTH20-5 5.1 . U J
TTXL5-0.2R-22L 5.0 51 22 0.20 2.2 1.0 TTH20-5 5.1 d . d
TTXL6-0.2R-15L 6.0 51 15 0.20 28 18 TTH20-6 6.1 . . .
TTXL6-0.2R-22L 6.0 51 22 0.20 2.8 1.8 TTH20-6 6.1 . . .

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153
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TOOLCUT

AV

TTPR PESL[bI ] TTPR BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

L1

Oé03HaueHune
(Item Number)

TTPR1-0.05R-4L"
TTPR1-0.05R-8L

TTPR1.5-0.05R-10L

TTPR1.5-0.1R-6L*
TTPR1.5-0.1R-10L
TTPR2-0.05R-10L"
TTPR2-0.1R-10L"
TTPR2-0.15R-5L"
TTPR2-0.15R-10L"
TTPR2-0.15R-15L
TTPR3-0.05R-10L
TTPR3-0.05R-15L
TTPR3-0.1R-15L
TTPR3-0.1R-22L
TTPR3-0.2R-10L
TTPR3-0.2R-15L
TTPR3-0.2R-22L
TTPR4-0.1R-10L
TTPR4-0.1R-15L
TTPR4-0.1R-22L
TTPR4-0.2R-10L
TTPR4-0.2R-15L
TTPR4-0.2R-22L

14 | SCHWARZ

D

3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
4.0
4.0
4.0
4.0
4.0
4.0

v

KoHTypHOe ToueHue n pacTtaumeaHue | Profiling and Boring

OnuHa OnuHa
(Length) (Length)
MM MM
L L1

39

39 8
39 10
39 6
39 10
39 10
39 10
39 5
39 10
39 15
39 10
39 15
39 15
47 22
39 10
39 15
47 22
51 10
51 15
51 22
51 10
51 15
51 22

R
MM

0.05
0.05
0.05
0.10
0.10
0.05
0.10
0.15
0.15
0.15
0.05
0.05
0.10
0.10
0.20
0.20
0.20
0.10
0.10
0.10
0.20
0.20
0.20

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

0.5
0.5
0.7
0.7
0.7
0.8
0.8
0.8
0.8
0.8
13
13
13
13
13
13
13
17
17
17
17
17
17

0.2
0.2
0.3
0.3
0.3
0.5
0.5
0.5
0.5
0.5
0.7
0.7
0.7
0.7
0.7
0.7
0.7
0.8
0.8
0.8
0.8
0.8
0.8

Pesuepep-

Xarenb

(Holder) (Min. Bore Dia.)

TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-4
TTH20-4
TTH20-4
TTH20-4
TTH20-4
TTH20-4

MuH. pnametp

oTBEpCTUS

1.0
1.0
15
15
15
21
2.1
21
2.1
21
3.1
3.1
3.1
3.1
31
3.1
3.1
41
41
41
41
41
41

TiAIN

CnnaBbl
(Grades)

TIN

K20



MUKPO-UHCTPYMEHT
TINY TOOLS

AV

TOOLCUT

TTPR PESL[bI ] TTPR BARS

le L1 R

KoHTypHOe ToueHne n pacTtaumeaHue | Profiling and Boring

OnuHa OnuHa
Oé6o3HaueHne D (Length) (Length) R
(Item Number) MM MM MM
L L1
TTPR5-0.1R-22L 5.0 51 22 0.10
TTPR5-0.1R-30L 5.0 76 30 0.10
TTPR5-0.2R-10L 5.0 51 10 0.20
TTPR5-0.2R-15L 5.0 51 15 0.20
TTPR5-0.2R-22L 5.0 51 22 0.20
TTPR5-0.2R-30L 5.0 76 30 0.20
TTPR6-0.2R-15L 6.0 51 15 0.20
TTPR6-0.2R-22L 6.0 51 22 0.20
TTPR6-0.2R-30L 6.0 76 30 0.20
TTPR7-0.2R-22L 70 62 22 0.20
TTPR7-0.2R-30L 70 62 30 0.20
TTPR7-0.2R-35L 70 62 35 0.20
TTPR8-0.2R-15L 8.0 64 15 0.20
TTPR8-0.2R-22L 8.0 64 22 0.20
TTPR8-0.2R-35L 8.0 76 35 0.20
TTPR10-0.2R-35L 10.0 73 35 0.20

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

2.1
21
2.1
21
2.1
21
2.8
2.8
2.8
3.3
3.3
3.3
3.8
3.8
3.8
4.8

H

1.2
1.2
1.2
1.2
1.2
1.2
14
14
14
15
1.5
1.5
1.6
1.6
1.6

Pesuepep-
xatenb

(Holder) (Min. Bore Dia.)

TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-7
TTH20-7
TTH20-7
TTH20-8
TTH20-8
TTH20-8
TTH20-10

MuH. guametp
oTBepcTUs

5.1
5.1
5.1
S.1
5.1
S.1
6.1
6.1
6.1
1
Al
1
8.1
8.1
8.1
10.1

TiAIN

Cnnaebl
(Grades)

TIN K20

SCHWARZ | 115



AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTPL PESIBI 1 TTPL BARS

L1

Oé0o3HaueHune
(Item Number)

TTPL1-0.05R-4L"
TTPL1-0.05R-8L
TTPL1.5-0.05R-10L
TTPL1.5-0.1R-6L"
TTPL1.5-0.1R-10L
TTPL2-0.05R-10L"
TTPL2-0.1R-10L"
TTPL2-0.15R-5L"
TTPL2-0.1SR-10L*
TTPL2-0.15R-15L
TTPL3-0.05R-10L
TTPL3-0.05R-15L
TTPL3-0.1R-15L
TTPL3-0.1R-22L
TTPL3-0.2R-10L
TTPL3-0.2R-15L
TTPL3-0.2R-22L
TTPL4-0.1R-10L
TTPL4-0.1R-15L
TTPL4-0.1R-22L
TTPL4-0.2R-10L
TTPL4-0.2R-15L
TTPL4-0.2R-22L

16 | SCHWARZ

D

3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
4.0
4.0
4.0
4.0
4.0
4.0

KoHTypHOe ToueHne u pacTtaumeaHue | Profiling and Boring

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
39 4
39 8
39 10
39 6
39 10
39 10
39 10
39 5
39 10
39 15
39 10
39 15
39 15
47 22
39 10
39 15
47 22
51 10
51 15
51 22
51 10
51 15
51 22

R
MM

0.05
0.05
0.05
0.10
0.10
0.05
0.10
0.15
0.15
0.15
0.05
0.05
0.10
0.10
0.20
0.20
0.20
0.10
0.10
0.10
0.20
0.20
0.20

Mpouue pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

0.5
0.5
0.7
0.7
0.7
0.8
0.8
0.8
0.8
0.8
13
13
13
1.3
13
1.3
13
17
17
17
17
17
17

H

0.2
0.2
0.3
0.3
0.3
0.5
0.5
0.5
0.5
0.5
0.7
0.7
0.7
0.7
0.7
0.7
0.7
0.8
0.8
0.8
0.8
0.8
0.8

Pesuepep-
xatenb

(Holder) (Min. Bore Dia.)

TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-3
TTH20-4
TTH20-4
TTH20-4
TTH20-4
TTH20-4
TTH20-4

MuH. pnametp
oTBepcTus

1.0
1.0
15
15
15
21
2.1
2.1
2.1
2.1
3.1
3.1
3.1
3.1
3.1
3.1
3.1
4.1
4.1
4.1
4.1
4.1
41

TiAIN

CnnaBbl
(Grades)

TIN

K20



AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTPL PE3lbI | TTPL BARS

L1

>

gl

L

TR

e ID
N|

Oé60o3HaueHue
(Item Number)

TTPL5-0.1R-22L
TTPL5-0.1R-30L
TTPL5-0.2R-10L
TTPL5-0.2R-15L
TTPL5-0.2R-22L
TTPL5-0.2R-30L
TTPL6-0.2R-15L
TTPL6-0.2R-22L
TTPL6-0.2R-30L
TTPL7-0.2R-22L
TTPL7-0.2R-30L
TTPL7-0.2R-35L
TTPL8-0.2R-15L
TTPL8-0.2R-22L
TTPL8-0.2R-35L
TTPL10-0.2R-35L

D

5.0
5.0
5.0
5.0
5.0
5.0
6.0
6.0
6.0
70
70
70
8.0
8.0
8.0
10.0

"

KoHTypHOe ToueHue u pactaumsaHue | Profiling and Boring

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
51 22
76 30
51 10
51 15
51 22
76 30
51 15
51 22
76 30
62 22
62 30
62 35
64 15
64 22
76 35
73 35

R
MM

0.10
0.10
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20

Mpouue pesuepepxatenu Ha cTp. 153 | For additional holders see page 153

2.1
21
2.1
21
2.1
21
2.8
2.8
2.8
3.3
3.3
3.3
3.8
3.8
3.8
4.8

H

1.2
1.2
1.2
1.2
1.2
1.2
14
14
14
1.5
1.5
1.5
1.6
1.6
1.6
20

Pesuepep-
xarenb

(Holder) (Min. Bore Dia.)

TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-7
TTH20-7
TTH20-7
TTH20-8
TTH20-8
TTH20-8
TTH20-10

MwuH. pnametp
oTBepcTUsa

5.1
5.1
S.1
5.1
5.1
5.1
6.1
6.1
6.1
1
yA|
1
8.1
8.1
8.1
10.1

Cnnabbl
(Grades)

TIiAIN TIN K20

SCHWARZ | 17



AV

TOOLCUT

TTUR PE3LbI ] TTUR BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

Oé6o3HaueHue
(Item Number)

TTUR3-0.05R-10L
TTUR3-0.05R-15L
TTUR4-0.1R-10L
TTUR4-0.1R-15L
TTURS-0.15R-15L
TTURS-0.15R-22L
TTUR6-0.15R-15L
TTUR6-0.15R-22L
TTUR8-0.2R-22L

KoHTypHOe ToueHune, 90° Topuesarue | Profiling, 90° Face Cutting

D

3.0
3.0
4.0
4.0
5.0
5.0
6.0
6.0
8.0

AnvHa  [nuHa
(Length) (Length)
MM MM
L L1
39 10
39 15
51 10
51 15
51 15
51 22
51 15
51 22
64 22

R
MM

0.05
0.05
0.10
0.10
0.15
0.15
0.15
0.15
0.20

Mpoune pesuepepxarenu Ha cTp. 153 | For addlifional holders see page 153
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13
13
17
17
2.1
2.1
2.8
2.8
3.8

H

0.4
0.4
0.5
0.5
0.7
0.7
0.9
0.9
11

Pesuepep-

XXaresb

(Holder) (Min. Bore Dia.)

TTH20-3
TTH20-3
TTH20-4
TTH20-4
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-8

MuH. guametp

oTBEpCTUS

3.1
3.1
41
41
5.1
S.1
6.1
6.1
8.1

TiAIN

CnnaBbl
(Grades)

TIN

K20



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTUL PESLbI 1 TTUL BARS

KoHTypHOe ToueHmne, 90° TopueraHue | Profiling, 90° Face Cutting

O60o3HaueHune (IJ.J:I:I H;ﬂ (l{l MH;) R Pesuenep- Mun. anamerp %’;SZZ‘:)
(Item Number) 2 Mg e:g MM # b karens oreepcrus
L 1 (Holder) (Min. Bore Dia.) AN N K20

TTUL3-0.05R-10L 3.0 39 10 0.05 1.3 0.4 TTH20-3 3.1 . . .
TTUL3-0.05R-15L 3.0 39 15 005 13 04 TTH20-3 3.1 O . .
TTUL4-0.1R-10L 4.0 51 10 0.10 1.7 0S5 TTH20-4 4.1 . o .
TTUL4-0.1R-15L 4.0 51 15 0.10 1.7 05 TTH20-4 4.1 O © .
TTULS5-0.15R-15L 5.0 51 15 0.15 21 0.7 TTH20-5 5.1 . . .
TTULS-0.15R-22L 5.0 51 22 0.15 21 0.7 TTH20-5 5.1 . . .
TTUL6-0.15R-15L 6.0 51 15 0.15 28 09 TTH20-6 6.1 ° ° °
TTUL6-0.15R-22L 6.0 51 22 0.15 28 09 TTH20-6 6.1 J o ]
TTUL8-0.2R-22L 8.0 64 22 020 3.8 11 TTH20-8 8.1 . . .

Mpouue pe3uepepxatenu Ha cTp. 153 | For additional holders see page 153
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTOR PE3L[bI I TTOR BARS

KoHTypHOe ToueHue 1 pacTtaumeanme | Profiling and Boring

OnuHa OnuHa CnnaBbl

2;$rﬁ:’s;:3 5 (Leggfh) (Leggfh) MRM . Pe;:f:::' Mg:;:::;‘gp (Grades)
L 1 (Holder)  (Min. Bore Dia.) _

TiAIN TIN K20
TTQR4-0.1R-22L 51 22 4.0 0.10 1.8 0.8 TTH20-4 4.1 . . .
TTQR4-0.2R-10L 51 10 4.0 020 18 0.8 TTH20-4 4.1 U U J
TTQR4-0.2R-15L 51 15 4.0 0.20 1.8 0.8 TTH20-4 4.1 . . .
TTQR4-0.2R-22L 51 22 4.0 020 18 0.8 TTH20-4 4.1 U o U
TTQR5-0.2R-15L 51 15 5.0 020 23 10 TTH20-5 51 ° o .
TTQRS5-0.2R-22L 51 22 5.0 020 23 10 TTH20-5 5.1 U . .
TTQR6-0.2R-15L 51 15 6.0 020 28 14 TTH20-6 6.1 . o .
TTQR6-0.2R-22L 51 22 6.0 020 28 14 TTH20-6 6.1 o o o
TTQR6-0.2R-30L 58 30 6.0 020 28 14 TTH20-6 6.1 . o .
TTQR8-0.2R-22L 64 22 8.0 020 38 16 TTH20-8 8.1 . o J
TTQR8-0.2R-27L 64 27 8.0 020 38 20 TTH20-8 8.1 . . .

Mpouue pesuepepxarenu Ha ctp. 153 | For addlifional holders see page 153
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TOOLCUT

AV

TTQL PE3LbI ] TTOL BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

Oé60o3HaueHue
(Iltem Number)

TTQL4-0.1R-22L
TTQL4-0.2R-10L
TTQL4-0.2R-15L
TTQL4-0.2R-22L
TTQLS5-0.2R-15L
TTQLS5-0.2R-22L
TTQL6-0.2R-15L
TTQL6-0.2R-22L
TTQL6-0.2R-30L
TTQL8-0.2R-22L
TTQL8-0.2R-27L

51
51
51
51
51
51
51
51
58
64
64

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
22 4.0
10 4.0
15 4.0
22 4.0
15 5.0
22 5.0
15 6.0
22 6.0
30 6.0
22 8.0
27 8.0

R
MM

0.10
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20

Mpouue pesuepepxarenu Ha cTp. 153 | For addlifional holders see page 153

1.8
1.8
1.8
1.8
23
23
2.8
2.8
2.8
3.8
3.8

H

0.8
0.8
0.8
0.8
1.0
1.0
14
1.4
14
1.6
2.0

Pesuepep-
xarenb

(Holder) (Min. Bore Dia.)

TTH20-4
TTH20-4
TTH20-4
TTH20-4
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-8
TTH20-8

KoHTypHOe ToueHue u pactaumsanue | Profiling and Boring

MuH. pnametp
oTBepcTUsa

41
41
41
41
5.1
5.1
6.1
6.1
6.1
8.1
8.1

Cnnabbl
(Grades)

TIAIN TIN K20
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTIR PE3LbI ] TTIR BARS

HapesaHne pesbbbl, HemosHbIn npoduns 55° | Threading, Partial Profile 55°

LLar

. NnuHa  [lnuma _ MuH. guametp Cninasbl
Oéo3HaueHmne (Pitch Range) (Length) (Length) D E R oTBepCcTHS (Grades)
a Xarenb .
(Item Number) HUTOK/ MM MM MM (Min.Bore
_ (Holder) .
MM BIOAM L 1 Dia.) TIAIN  TIN
(TPI)
0.5
TTIR3-A55-15L - 48-24 39 15 3.0 1.4 55 TTH20-3 3.2 . .
1.0
0.5
TTIR4-A55-15L - 48-24 51 15 4.0 1.8 55 TTH20-4 4.1 ] U
1.0
0.5
TTIR5-A55-15L - 48-20 51 15 5.0 2.3 55 TTH20-5 5.1 . .
1.25
0.5
TTIRS-A55-22L - 48-20 51 22 5.0 2.3 55 TTH20-5 51 . L
1.25
0.5
TTIR6-A55-15L - 48-16 51 15 6.0 2.6 55 TTH20-6 6.0 . .
1.5
0.5
TTIR6-A55-22L - 48-16 51 22 6.0 2.6 55 TTH20-6 6.0 . .
1.5

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153
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K20



AV

TOOLCUT

TTIL PE3YbI ] TTIL BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

Oé60o3HaueHue
(Item Number)

TTIL3-A55-15L

TTIL4-AS55-15L

TTIL5-AS55-15L

TTILS-A55-22L

TTIL6-A55-15L

TTIL6-A55-22L

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153

HapesaHue pe3bbbl, HEMoHbIN Npodub 55° | Threading, Partial Profile 55°

LLar
(Pitch Range)
HUTOK/
MM BIONM
(TPI)
0.5
- 48-24
1.0
0.5
- 48-24
1.0
0.5
- 48-20
1.25
0.5
- 48-20
1.25
0.5
- 48-16
1.5
0.5
- 48-16
1.5

OnuHa OnuHa
(Length) (Length)
MM MM
L 1
39 15
51 15
51 15
51 22
51 15
51 22

D
MM

3.0

4.0

5.0

5.0

6.0

6.0

14

18

23

23

2.6

2.6

S5

55

55

55

55

55

Pesuepep-
xarenb
(Holder)

TTH20-3

TTH20-4

TTH20-5

TTH20-5

TTH20-6

TTH20-6

MuH. pnametp
oTBepcTus
(Min.Bore
Dia.)

3.2

4.1

5.1

5.1

6.0

6.0

Cnnasbl
(Grades)

TIAIN TIN K20

SCHWARZ | 123



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTIR PESL[bI 1 TTIR BARS

HapesaHne pesbbbl, HenornHbii npoduns 60° | Threading, Partial Profile 60°

LLar
. NnuHa  [lnuma _ MuH. guametp Cninasbl
Oéo3HayeHne (Pitch Range) (Length) (Length) D E Pesuenep oTBepCcTHS (Grades)
a Xatenb .
(Item Number) HUTOK/ MM MM MM (Min.Bore
_ (Holder) .
MM AIUM L L1 Dla.} TiAIN TIN K20
(TPI)
0.25
TTIR1-A60-5L - 100 -72 39 4.8 3.0 0.55 60 1.2 TTH20-3 . . .
0.35
0.35
TTIR1.5-A60-6L - 72-56 39 6.3 3.0 0.65 60 1.4 TTH20-3 o . .
0.45
0.45
TTIR2-A60-8L* - 56-32 39 8 3.0 1.0 60 2.1 TTH20-3 . . .
0.7
0.7
TTIR3-A60-15L - 32-24 39 15 3.0 1.4 60 3.2 TTH20-3 . ] ]
1.0
0.8
TTIR4-A60-15L - 32-24 51 15 4.0 1.8 60 4.1 TTH20-4 . . .
1.0
1.0
TTIR5-A60-15L - 24-20 51 15 5.0 2.3 60 5.1 TTH20-5 . . .
1.25
1.0
TTIR5-A60-22L - 24-20 51 22 5.0 2.3 60 51 TTH20-5 . d d
1.25
1.0
TTIR6-A60-15L - 24-16 51 15 6.0 2.6 60 6.0 TTH20-6 . . .
1.5
1.0
TTIR6-A60-22L - 24-16 51 22 6.0 2.6 60 6.0 TTH20-6 . . .
1.5
1.0
TTIR8-A60-22L - 24-13 64 22 8.0 3.6 60 8.0 TTH20-8 . . .
2.0

Mpoune pesuepepxarenu Ha cTp. 153 | For addlifional holders see page 153
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AV

TOOLCUT

TTIL PE3YbI ] TTIL BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

Oé6o3HauyeHue
(Item Number)

TTIL1-A60-5L

TTIL1.5-A60-6L

TTIL2-A60-8L"

TTIL3-A60-15L

TTIL4-A60-15L

TTILS-A60-15L

TTILS-A60-22L

TTIL6-A60-15L

TTIL6-A60-22L

TTIL8-A60-22L

HapesaHue pesbbbl, HenosHbIn npoduns 60° | Threading, Partial Profile 60°

LLar
(Pitch Range)
HUTOK/
MM BIONM
(TPI)
0.25
- 100 -72
0.35
0.35
- 72-56
0.45
0.45
- 56-32
0.7
0.7
- 32-24
1.0
0.8
- 32-24
1.0
1.0
- 24-20
1.25
1.0
- 24-20
1.25
1.0
- 24-16
1.5
1.0
- 24-16
1.5
1.0
- 24-13
2.0

OnvHa  [AnuHa
(Length) (Length)
MM MM
L L1
39 4.8
39 6.3
39 8
39 15
51 15
51 15
51 22
51 15
51 22
64 22

Mpouue pesuepepxarenu Ha ctp. 153 | For addlifional holders see page 153

D
MM

3.0

3.0

3.0

3.0

4.0

5.0

5.0

6.0

6.0

8.0

0.55

0.65

1.0

14

18

23

23

2.6

2.6

3.6

60

60

60

60

60

60

60

60

60

60

Pesuepep-
xaTenb
(Holder)

1.2

14

21

3.2

41

5.1

5.1

6.0

6.0

8.0

MuH. pnametp
oTBepcTus
(Min.Bore

Dia.)

TTH20-3

TTH20-3

TTH20-3

TTH20-3

TTH20-4

TTH20-5

TTH20-5

TTH20-6

TTH20-6

TTH20-8

Cnnasbl
(Grades)

TIAIN TIN K20

SCHWARZ | 125



AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTIR PESL[bI 1 TTIR BARS

HapesaHwne peabbbl, NonHbii npoduns ISO 60° | Threading, Full Profile ISO 60°

O603HauyeHune
(Item Number)

TTIR3-0.51SO-10L

TTIR3-0.51SO-15L

TTIR3-0.7ISO-15L

TTIR3-0.75ISO-15L

TTIR4-0.5ISO-15L

TTIR4-0.751SO-15L

TTIR4-0.8ISO-15L

TTIR5-1.0ISO-15L

TTIR6-1.251SO-22L

Mpouue pesuepepxarenu Ha cTp. 153 | For addifional holders see page 153
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Pe3b6a
(Thread)

M3 x 0.5

M4 x 0.5

M4 x 0.7

M4.5 x 0.7

M5 x 0.5

MS5 x 0.75

M5x 0.8

Mé6 x 1.0

M8 x 1.25

OnuHa IOnuHa
(Length) (Length)
MM MM
L L1
39 10
39 15
39 15
39 15
51 15
51 15
51 15
51 15
51 22

D
MM

3.0

3.0

3.0

3.0

4.0

4.0

4.0

5.0

6.0

10

1.4

14

14

1.8

1.8

1.8

2.2

2.8

Pesuepep-
Xarenb
(Holder)

TTH20-3

TTH20-3

TTH20-3

TTH20-3

TTH20-4

TTH20-4

TTH20-4

TTH20-5

TTH20-6

MuH. pnametp

oTBepcTHsi
(Min.Bore
Dia.)

2.4

3.2

3.2

3.2

4.1

4.1

41

49

6.1

TiAIN

CnnaBbbl
(Grades)

TIN

K20



AV

TootcuT TINY TOOLS

MUKPO-UHCTPYMEHT

TTIL PE3YbI ] TTIL BARS

HapesaHue pesb6bl, NonHbIn npoduns ISO 60° | Threading, Full Profile ISO 60°

O603HaueHue
(Item Number)

TTIL3-0.51SO-10L

TTIL3-0.5ISO-15L

TTIL3-0.71SO-15L

TTIL3-0.75ISO-15L

TTIL4-0.51SO-15L

TTIL4-0.75ISO-15L

TTIL4-0.81SO-15L

TTILS-1.01SO-15L

TTIL6-1.251SO-22L

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153

Pe3b6a
(Thread)

M3 x 0.5

M4 x 0.5

M4 x 0.7

M4.5 x 0.75

M5 x 0.5

MS x 0.75

M5x 0.8

M6 x 1.0

M8 x 1.25

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
39 10
39 15
39 15
39 15
51 15
51 15
51 15
51 15
51 22

D
MM

3.0

3.0

3.0

3.0

4.0

4.0

4.0

5.0

6.0

1.0

14

14

14

1.8

1.8

1.8

2.2

2.8

Pesuepep-
xarenb
(Holder)

TTH20-3

TTH20-3

TTH20-3

TTH20-3

TTH20-4

TTH20-4

TTH20-4

TTH20-5

TTH20-6

MwuH. pnametp
oTBepcTUs
(Min.Bore
Dia.)

2.4

3.2

3.2

3.2

4.1

4.1

41

49

6.1

CnnaBbl
(Grades)

TIAIN  TIN K20
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AV

TOOLCUT

MUKPO-UHCTPYMEHT
TINY TOOLS

TTIR PESL[bI 1 TTIR BARS

HapesaHne pesbbbl, NomHbIi npoduns UN 60° | Threading, Full Profile UN 60°

O603HauyeHune
(Item Number)

TTIR3-32UN-L10

TTIR3-36UN-15L

TTIR3-32UN-15L

TTIR4-36UN-15L

TTIR4-32UN-15L

TTIR5-28UN-15L

TTIR5-20UN-18L

TTIR6-24UN-18L

TTIR6-18UN-18L

Mpouue pesuepepxarenu Ha cTp. 153 | For addifional holders see page 153
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Pe3b6a
(Thread)

6-32UNC

8-36UNF

8-32UNC

12-36UNS

12-32UNEF

1/4-28UNF

1/4-20UNC

5/16 -24UNF

5/16 -18UNC

OnuHa IOnuHa
(Length) (Length)
MM MM
L L1
39 10
39 15
39 15
51 15
51 15
51 15
51 18
51 18
51 18

D
MM

3.0

3.0

3.0

4.0

4.0

5.0

5.0

6.0

6.0

10

1.4

14

1.8

1.8

22

23

2.8

2.8

Pesuepep-
Xarenb
(Holder)

TTH20-3

TTH20-3

TTH20-3

TTH20-4

TTH20-4

TTH20-5

TTH20-5

TTH20-6

TTH20-6

MuH. pnametp

oTBepcTHsi
(Min.Bore
Dia.)

2.7

3.2

3.2

41

4.1

49

5.0

6.5

6.2

TiAIN

CnnaBbbl
(Grades)

TIN

K20



AV

TootcuT TINY TOOLS

MUKPO-UHCTPYMEHT

TTIL PE3YbI ] TTIL BARS

HapesaHue pesbbbl, nonHbin npoduns UN 60° | Threading, Full Profile UN 60°

O603HaueHue
(Item Number)

TTIL3-32UN-L10

TTIL3-36UN-15L

TTIL3-32UN-15L

TTIL4-36UN-15L

TTIL4-32UN-15L

TTILS-28UN-15L

TTIL5-20UN-18L

TTIL6-24UN-18L

TTIL6-18UN-18L

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153

Pe3b6a
(Thread)

6-32UNC

8-36UNF

8-32UNC

12-36UNS

12-32UNEF

1/4-28UNF

1/4-20UNC

5/16 -24UNF

5/16 -18UNC

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
39 10
39 15
39 15
51 15
51 15
51 15
51 18
51 18
51 18

D
MM

3.0

3.0

3.0

4.0

4.0

5.0

5.0

6.0

6.0

1.0

14

14

1.8

1.8

2.2

23

2.8

2.8

Pesuepep-
xarenb
(Holder)

TTH20-3

TTH20-3

TTH20-3

TTH20-4

TTH20-4

TTH20-5

TTH20-5

TTH20-6

TTH20-6

MwuH. pnametp
oTBepcTUs
(Min.Bore
Dia.)

2.7

3.2

3.2

4.1

4.1

49

5.0

6.5

6.2

CnnaBbl
(Grades)

TIAIN  TIN K20
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTIR PE3LbI ] TTIR BARS

le
¢
A
¢
HapesaHue pesbbbl, nonHbin npoduns NPT 60° | Threading, Full Profile NPT 60°
LWar OnuHa IOnuHa Peanéa Pesuenep- MuH. guam. Cnnasbl
O6o3HaueHne (Pitch)  (Length) (Length) D UeAeP=  pepcTus (Grades)
F (Thread Xatenb .
(Item Number) HUTOK/ MM MM MM Size) (Holder) (Min.Bore
ntonm (TPI) L K| Dia.) TIAIN TIN K20
TTIR6-2INPT-15L 27 51 15 60 26 J16x2INPT

1/8x27NPT TTH20-6 59 . . .

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

TTIL PE3lbI ] TTIL BARS

=
I~

HapesaHue peabbbl, nonHbin npoduns NPT 60° | Threading, Full Profile NPT 60°

LWar IOnuHa OnuHa

Pe3b6 P MuH. guam. Cnnasbl
O603HaueHne (Pitch)  (Length) (Length) D e3boa esueaep- oTRepeTHA (Grades)
F (Thread Xarenb .
(Item Number) HUTOK/ MM MM MM Size) (Holder) (Min.Bore
ponm (TPI) L L1 Dia.) TIAIN TIN K20
TTIL6-27NPT-15L 27 51 15 60 26 VIOZNPT

1/8x27NPT TTH20-6 59 O .

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153
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AV

TootcuT TINY TOOLS

MUKPO-UHCTPYMEHT

TTIR PESLbI ] TTIR BARS

Oé6o3HaueHune
(Item Number)

TTIR4-16ACME-15L
TTIR6-14ACME-20L
TTIR7-12ACME-22L
TTIR8-10ACME-30L
TTIR10-8ACME-35L
TTIR10-6ACME-45L
TTIR10-5ACME-52L

Lar
(Pitch)
HUTOK/
nionm (TPI)

16
14
12
10

OnvHa  [nuHa
(Length) (Length)
MM MM
L L1
51 15
51 20
62 22
76 30
73 35
105 45
105 52

D
MM

4.0
6.0
70
8.0
10.0
10.0
10.0

TTIL PESLbI ] TTIL BARS

ACME

18
2.8
3.3
3.8
4.8
4.8
4.8

Pe3b6a
(Thread
Size)

1/4x16
5/16 x14
3/8x12
1/2x10

5/8x8
3/4x6
7/8x6
1x5

Pesuepep-
xatenb
(Holder)

TTH20-4
TTH20-6
TTH20-7
TTH20-8
TTH20-10
TTH20-10
TTH20-10

Oé60o3HaueHue
(Item Number)

TTIL4-16ACME-15L
TTIL6-14ACME-20L
TTIL7-12ACME-22L
TTIL8-10ACME-30L
TTIL1I0-8ACME-35L
TTIL10-6ACME-45L
TTILI0-5ACME-52L

Mpouue pesuepepxarenu Ha cTp. 153 | For additional holders see page 153

Lar
(Pitch)
HUTOK/

nonm (TPI)

16
14
12
10
8
6
S

OnuHa IOnuHa
(Length) (Length)
MM MM
L L1
51 15
51 20
62 22
76 30
73 35
105 45
105 52

D
MM

4.0

6.0

70

8.0
10.0
10.0
10.0

ACME

1.8
2.8
3.3
3.8
4.8
4.8
4.8

Pe3béa
(Thread
Size)

1/4x16
5/16x14
3/8x12
1/2x10

5/8x8
3/4x6
7/8x6
1x5

Pesuepep-
)XaTtenb
(Holder)

TTH20-4
TTH20-6
TTH20-7
TTH20-8
TTH20-10
TTH20-10
TTH20-10

MuH. gnam. Cnnasbl
oTBepcTUS (Grades)
(Min.Bore
Dia.) TIAIN TIN K20
4.6 . . .
6.0 . . .
7.2 . . .
10.0 3 . .
12.5 L4 . .
14.6 . . .
20.0 . . .
A
AN
A 29°

5

MuH. guam. Cnnasbl
oTBepcTHS (Grades)
(Min.Bore
Dia.) TIAIN TIN K20
4.6 . . .
6.0 L4 . .
7.2 . o °
10.0 3 o o
12.5 ° L] .
14.6 . o o
20.0 . o o
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTIR PE3LbI I TTIR BARS

FL
_TD A

TpaneuenpansHas pesbda DIN 103, HenonHbln npodwuns | Partial Profile Trapez - DIN 103

MuH. guam. Cnnaebl
oTBepcTUs (Grades)
(Min.Bore
Dia.)  TAIN TIN K20

LWar OnuHa OnuHa
Oéo3HaueHue (Pitch)  (Length) (Length) D
(Item Number) HUTOK/ MM MM MM
aronm (TPI) L K|

Pe3bba Pesuepep-
F (Thread Xatenb
Size) (Holder)

Tr8x15

TTIR6-1.5TR-22L 15 51 22 60 28 Tr9x15 TTH20-6 6.4 . . .
Tr10x1.5
Tr9x2

TTIR7-2TR-25L 2 62 25 70 32 Tri0x2 TTH20-7 69 o ° °
Tr1x2
Tr12x 2
Tr14x2

TTIR10-2TR-35L 2 73 35 10.0 4.8 Triex2 TTH20-10 1.0 . . .
Tr18x2
Tr20x2

TTIR7-3TR-35L 3 62 35 70 33 Trixs TTH20-7 75 © o o
Tr12x 3
Tr14x3
Tr22x3

TTIR10-3TR-35L 3 73 35 100 48 Tr24x3 TTH20-10 10.5 . . .
Tr26x3
Tr28x3
Tr16 x4

TTIR10-4TR-45L 4 105 45 100 48 Tr18x4 TTH20-10 ns © o o
Tr20x 4
Tr22x5

TTIR10-5TR-55L 4 105 55 100 4.8 Tr24x5 TTH20-10 1.0 . . .

Tr28x5

Mpoune pesuepepxarenu Ha cTp. 153 | For addlitional holders see page 153
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AV

MUKPO-UHCTPYMEHT
TooLcuTt TINY TOOLS

TTIL PE3LbI I TTIL BARS

TpaneuenpanbHas pesbda DIN 103, HenonHblin npoduns | Partial Profile Trapez - DIN 103

Lar
Oébo3HaueHmne (Pitch)
(Item Number) HUTOK/
nronm (TPI)

TTIL6-1.5TR-22L 1.5
TTIL7-2TR-25L 2
TTIL10-2TR-35L 2
TTIL7-3TR-35L 3
TTIL10-3TR-35L 3
TTIL10-4TR-45L 4
TTIL10-5TR-55L 4

OnuHa OnuHa
(Length) (Length)
MM MM
L L1
51 22
62 25
73 35
62 35
73 35
105 45
105 55

D
MM

6.0

70

10.0

70

10.0

10.0

10.0

Mpoune pesuepepxarenu Ha cTp. 153 | For addlitional holders see page 153

F

2.8

3.2

4.8

3.3

4.8

4.8

4.8

Pe3bba
(Thread
Size)

Tr8x15
Tr9x15
Tr10x 15
Tr9x2
Tr10x 2
Tr11x2
Tr12x 2
Tr14x2
Tr16x2
Tr18x2
Tr20x2
Tr1x3
Tr12x 3
Tr14x3
Tr22x3
Tr24x3
Tr26x3
Tr28x3
Tr16 x4
Tr18x 4
Tr20x 4
Tr22x5
Tr24x5
Tr28 x5

Pesuepep-
Xarenb
(Holder)

TTH20-6

TTH20-7

TTH20-10

TTH20-7

TTH20-10

TTH20-10

TTH20-10

MuH. guam.

oTBepcTUs

(Min.Bore
Dia.)

6.4

6.9

1.0

75

n.s

1.0

Cnnabbl
(Grades)

TIAIN  TIN K20
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTOR PE3LbI | TTOR BARS

KaHaBka ons BbIxOfa pe3bbbl, CHATHME dacok M o6pabdoTka kaHaBokK | Thread Relief, Chamfering and Grooving

OnuHa OnuHa
Ob0o3HaueHune (Length) (Length) D B
(Iltem Number) MM MM MM
L L1
TTDR4-0.5R-18L 51 18 4.0 1.5
TTDR5-0.5R-24L 51 24 5.0 1.5
TTDR6-0.5R-27L 58 27 6.0 1.5

Mpoune pesuepepxarenu Ha cTp. 153 | For addlifional holders see page 153

0.5
0.5
0.5

TTOL PESLbI I TTOL BARS

0.8
1.2
14

18
23
2.8

Pesuepep-
Xarenb
(Holder)

TTH20-4
TTH20-5
TTH20-6

MuH. gnam. Cnnaebl
oTBepcTys (Grades)
(Min.Bore
Dia.) TIAIN TIN K20
4.1 o . °
5.1 o [ °
61 . . )
A

KaHaBka onst BbIxOfa pe3bbbl, CHATUE dpacok n obpadoTka kaHaBok | Thread Relief, Chamfering and Grooving

OnuHa OnuHa
Oé6o3HaueHne (Length) (Length) D B
(Item Number) MM MM MM
L L1
TTDR4-0.5R-18L 51 18 4.0 1.5
TTDR5-0.5R-24L 51 24 5.0 1.5
TTDR6-0.5R-27L 58 27 6.0 1.5

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153
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0.5
0.5
0.5

0.8
1.2
14

1.8
23
2.8

Pesuepep-
xartenb
(Holder)

TTH20-4
TTH20-5
TTH20-6

MwuH. guam. Cnnasbl
oTBepcTus (Grades)
(Min.Bore
Dia.) TIAIN TIN K20
4.1 ° . .
5.1 ° . .
6.1 ° . .



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTCR PE3lbI | TTCR BARS

CHatne dacok u pactaumpeaHune | Chamfering and Boring

OnuHa OnuHa Pesuenen- MuH. gnam. Cninasbl
Oéo3HaueHue (Length) (Length) D UeAepP= pepcus (Grades)
F H H1 R Xartenb y
(Item Number) MM MM MM (Holder) (Min.Bore
L L1 Dia.) TIAIN TIN K20
TTCR3-0.2R-10L 39 10 3.0 1.3 0.7 03 0.20 TTH20-3 3.1 . . .
TTCR4-0.2R-15L 51 15 4.0 1.7 0.8 0.4 0.20 TTH20-4 4.1 . . .
TTCR5-0.2R-15L 51 15 5.0 2.1 1.2 0.7 0.20 TTH20-5 5.1 . . .
TTCR6-0.2R-15L 51 15 6.0 2.8 1.4 0.7 0.20 TTH20-6 6.1 . . .
TTCR7-0.2R-20L 62 20 7.0 3.3 1.5 0.8 0.20 TTH20-7 71 . . .

Mpoune pesuepepxarenu Ha cTp. 153 | For addlitional holders see page 153

TTCL PE3LbI I TTCL BARS

A
904
RO.2 H1 H
Ligaval
CHstne dacok u pactauneaHue | Chamfering and Boring
OnuHa OnuHa Pesuenep- MuH. guam. Cninasbl
O603HaueHHue (Length) (Length) D Uenep= o rpepcrus (Grades)
F H H1 R xarenb .
(Item Number) MM MM MM (Holder) (Min.Bore
L L1 Dia.) TIAIN TIN K20
TTCL3-0.2R-10L 39 10 3.0 13 0.7 03 0.20 TTH20-3 3.1 . . .
TTCL4-0.2R-15L 51 15 4.0 1.7 0.8 0.4 0.20 TTH20-4 4.1 . o o
TTCL5-0.2R-15L 51 15 5.0 21 12 0.7 0.20 TTH20-5 51 . . .
TTCL6-0.2R-15L 51 15 6.0 2.8 1.4 0.7 0.20 TTH20-6 6.1 © O O
TTCL7-0.2R-20L 62 20 7.0 3.3 1.5 0.8 0.20 TTH20-7 71 . . .

Mpoune pesueaepxarenu Ha cTp. 153 | For additional holders see page 153
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MUKPO-UHCTPYMEHT
TINY TOOLS

AV

TOOLCUT

TTWR PESLbI 1 TTWR BARS

. L1 R
A H d
I L R

Mun. guam.t
oTBepcTus

CHsThe pacok nof 45° 1 KOHTYPHOE ToUYEHMe C BHYTPeHHer nogayein COX
45° Chamfering and Profiling with internal coolant

OnuHa OnuHa
Oébo3HaueHune (Length) (Length) D E «
(Item Number) MM MM MM :
L L1
TTWR6-0.2R-A90 51 15.0 6.0 23 45° 45°
TTWR6-0.2R-A60 51 15.0 60 23 60° 30°
TTWR6-0.4R-A90 51 22.0 6.0 23 45° 45°
TTWR6-0.4R-A60 51 22.0 60 23 60° 30°

Mpoune pesuepepxarenu Ha cTp. 153 | For addlitfional holders see page 153
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R

0.20
0.20
0.40
0.40

Pesuepep-
Xarenb
(Holder)

TTH20-6
TTH20-6
TTH20-6
TTH20-6

MuH. guam.
oTBepCcTUS
(Min.Bore
Dia.) TIAIN

1.0 .

1.0 .

6.0 .

6.0 .

Cnnaebl
(Grades)

TIN

K20



AV

TOOLCUT

TTWL PESLbI 1 TTWL BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

le L N
) »
A =
N L1 4
b o MuH. ,qnaM.T
oTBepcTus 5
CHsTHe pacok nof 45° 1 KOHTYPHOE ToUueHMe C BHyTpeHHen nogadein COX
Chamfering and Profiling with internal coolant
IOnuHa OnuHa Pesuenep- MuH. guam. Cnnasbl
O6o3HaueHue (Length) (Length) D uenep= . pepctus (Grades)
F a R Xatenb .
(Item Number) MM MM MM (Holder) (Min.Bore
L u olae Dia) TAIN TIN K20
TTWL6-0.2R-A90 51 15.0 60 23 45° 45° 020 TTH20-6 1.0 . . .
TTWL6-0.2R-A60 51 15.0 6.0 2:3 60° 30° 0.20 TTH20-6 1.0 © O ©
TTWL6-0.4R-A90 51 22.0 6.0 23 45° 45°  0.40 TTH20-6 6.0 o . .
TTWL6-0.4R-A60 51 22.0 6.0 23 60° 30° 0.40 TTH20-6 6.0 o O ©

Mpoune pesuepepxarenu Ha cTp. 153 | For addlitional holders see page 153
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MUKPO-UHCTPYMEHT
TINY TOOLS

AV

TOOLCUT

TTGR PE3lbI | TTGR BARS

le L N
A
— — = a
— TN
le L1 )
gl
O6paboTka kaHaBok | Grooving
O603HaueHne (f::;;w) {1{1;:;;1) D SRR

(Item Number) MM MM MM 2 g 3 ();(_IaTenb

L 1 older)

TTGR3-0.7B-10L 39 10 3.0 0.7 0.6 13 TTH20-3
TTGR4-0.5B-10L 51 10 4.0 0.5 0.5 17 TTH20-4
TTGR4-0.7B-10L 51 10 4.0 0.7 0.6 17 TTH20-4
TTGR4-1.0B-10L 51 10 4.0 1.0 1.0 17 TTH20-4
TTGR4-1.0B-15L 51 15 4.0 1.0 1.0 17 TTH20-4
TTGR4-1.5B-10L 51 10 4.0 15 1.0 17 TTH20-4
TTGR5-1.0B-15L 51 15 5.0 1.0 1.2 23 TTH20-5
TTGR5-1.0B-22L 51 22 5.0 1.0 1.2 23 TTH20-5
TTGR5-1.5B-15L 51 15 5.0 15 1.2 23 TTH20-5
TTGR5-1.5B-22L 51 22 5.0 1.5 1.2 23 TTH20-5
TTGR5-2.0B-15L 51 15 5.0 2.0 1.2 23 TTH20-5
TTGR5-2.0B-22L 51 22 5.0 2.0 1.2 23 TTH20-5
TTGR6-1.0B-15L 51 15 6.0 1.0 1.4 2.8 TTH20-6
TTGR6-1.0B-22L 51 22 6.0 1.0 1.4 2.8 TTH20-6
TTGR6-1.5B-15L 51 15 6.0 1.5 1.4 2.8 TTH20-6
TTGR6-1.5B-22L 51 22 6.0 1.5 1.4 2.8 TTH20-6
TTGR6-2.0B-15L 51 15 6.0 2.0 1.4 2.8 TTH20-6
TTGR6-2.0B-22L 51 22 6.0 2.0 1.4 2.8 TTH20-6
TTGR6-1.0B-17L 51 17 6.0 1.0 1.8 2.8 TTH20-6
TTGR6-1.5B-17L 51 17 6.0 1.5 1.8 2.8 TTH20-6
TTGR6-2.0B-17L 51 17 6.0 2.0 1.8 2.8 TTH20-6
TTGR7-1.0B-15L 62 15 70 1.0 25 3.3 TTH20-7
TTGR7-1.0B-22L 62 22 70 1.0 25 3.3 TTH20-7
TTGR7-1.0B-30L 62 30 70 1.0 25 3.3 TTH20-7
TTGR7-1.5B-15L 62 15 7.0 15 25 3.3 TTH20-7
TTGR7-1.5B-22L 62 22 70 15 25 3.3 TTH20-7
TTGR7-1.5B-30L 62 30 70 15 25 3.3 TTH20-7
TTGR7-2.0B-15L 62 15 70 2.0 2.5 3.3 TTH20-7
TTGR7-2.0B-22L 62 22 7.0 2.0 2.5 3.3 TTH20-7
TTGR7-2.0B-30L 62 30 70 2.0 2.5 33 TTH20-7
TTGR8-1.0B-22L 64 22 8.0 1.0 17 3.8 TTH20-8
TTGR8-1.5B-22L 64 22 8.0 1.5 1.7 3.8 TTH20-8
TTGR8-2.0B-22L 64 22 8.0 20 2.6 3.8 TTH20-8
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MuH. guam.
oTBepcTUa
(Min.Bore Dia.)

3.1
4.1
4.1
4.1
4.1
41
5.1
S.1
5.1
5.1
5.1
5.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
6.1
yAl
PA|
yAl
PA|
1
PA|
1
Al
1
8.1
8.1
8.1

TiAIN

CnnaBbl
(Grades)

TIN

K20



Av MUKPO-UHCTPYMEHT

TOOLCUT TINY TOOLS

TTGL PE3LbI ] TTGL BARS

e L1 ;I
) >
E—
l L A
¢ "
O6paboTka kaHaBok | Grooving
O603HaueHHe ({J.:: H:Iiw) {IJ.lz-,:lr:1 H:;) D Pesuenep-  Mu. guam. (CC:;;ZZZE:)
(Item Number) Mg Mg MM = d ; ();(_127327) (Mc;,T,B;f,ZTga )
L K : “ TAIN TIN K20

TTGL3-0.7B-10L 39 10 30 07 06 13  TTH20-3 3.1 . . .
TTGL4-0.5B-10L 51 10 40 05 05 17  TTH20-4 4.1 . . .
TTGL4-0.7B-10L 51 10 40 07 06 17  TTH20-4 4.1 . . .
TTGL4-1.0B-10L 51 10 40 10 1.0 17  TTH20-4 4.1 . . .
TTGL4-1.0B-15L 51 15 40 10 1.0 17  TTH20-4 4.1 . . .
TTGL4-1.5B-10L 51 10 40 15 1.0 17  TTH20-4 4.1 . . .
TTGL5-1.0B-15L 51 15 50 10 1.2 23  TTH20-5 5.1 . . .
TTGL5-1.0B-22L 51 22 50 10 12 23  TTH20-5 5.1 . . .
TTGL5-1.5B-15L 51 15 50 15 1.2 23  TTH20-5 5.1 . . .
TTGL5-1.5B-22L 51 22 50 15 12 23  TTH20-5 5.1 . . .
TTGL5-2.0B-15L 51 15 50 20 12 23  TTH20-5 5.1 . . .
TTGL5-2.0B-22L 51 22 50 20 12 23 TTH20-5 5.1 . . .
TTGL6-1.0B-15L 51 15 60 10 14 28  TTH20-6 6.1 . . .
TTGL6-1.0B-22L 51 22 60 10 14 28  TTH20-6 6.1 . . .
TTGL6-1.5B-15L 51 15 60 15 14 28  TTH20-6 6.1 . . .
TTGL6-1.5B-22L 51 22 60 15 14 28  TTH20-6 6.1 . . .
TTGL6-2.0B-15L 51 15 60 20 14 28  TTH20-6 6.1 . . .
TTGL6-2.0B-22L 51 22 60 20 14 28  TTH20-6 6.1 . . .
TTGL6-1.0B-17L 51 17 60 10 18 28  TTH20-6 6.1 . . .
TTGL6-1.5B-17L 51 17 60 15 18 28  TTH20-6 6.1 . . .
TTGL6-2.0B-17L 51 17 60 20 18 28  TTH20-6 6.1 . . .
TTGL7-1.0B-15L 62 15 70 10 25 33  TTH20-7 71 . . .
TTGL7-1.0B-22L 62 22 70 10 25 33  TTH20-7 71 . . .
TTGL7-1.0B-30L 62 30 70 10 25 33  TTH20-7 71 . . .
TTGL7-1.5B-15L 62 15 70 15 25 33  TTH20-7 71 . . .
TTGL7-1.5B-22L 62 22 70 15 25 33  TTH20-7 71 . . .
TTGL7-1.5B-30L 62 30 70 1.5 25 33  TTH20-7 71 . . .
TTGL7-2.0B-15L 62 15 70 20 25 33  TTH20-7 71 . . .
TTGL7-2.0B-22L 62 22 70 20 25 33  TTH20-7 71 . . .
TTGL7-2.0B-30L 62 30 70 20 25 33  TTH20-7 71 . . .
TTGL8-1.0B-22L 64 22 80 10 17 38  TTH20-8 8.1 . . .
TTGL8-1.5B-22L 64 22 80 15 17 3.8  TTH20-8 8.1 . . .
TTGL8-2.0B-22L 64 22 80 20 26 38 TTH20-8 8.1 . . .
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AV

TOOLCUT

TTKR PE3LbI | TTKR BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

Oé60o3HaueHune
(Item Number)

TTKR4-0.5R-10L
TTKR4-0.7SR-10L
TTKR5-0.5R-15L
TTKRS-0.75R-15L
TTKRS-1.0R-15L
TTKR6-0.5R-15L
TTKR6-0.75R-15L
TTKR6-1.0R-15L
TTKR7-0.5R-22L
TTKR7-0.75R-15L
TTKR7-1.0R-22L

OnuHa
(Length)
MM
L
51
51
51
51
51
51
51
51
62
62
62

O6paboTka pagnycHbix kaHaBok | Full Radius Grooving

OnuHa
(Length)
MM
L1
10
10
15
15
15
15
15
15
22
22
22

D
MM

4.0
4.0
5.0
5.0
5.0
6.0
6.0
6.0
70
70
70

17
1.7
23
23
23
28
28
2.8
3.3
3.3
3.3

Mpouue pesuepepxatenu Ha cTp. 153 | For addifional holders see page 153
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1.0
1.5
1.0
1.5
20
1.0
1.5
2.0
1.0
1.5
25

1.0
1.0
12
12
12
1.6
1.6
1.6
25
25
25

R

0.50
0.75
0.50
0.75
1.00
0.50
0.7
1.00
0.05
0.7
1.00

Pesuepep-
xarenb
(Holder)

TTH20-4
TTH20-4
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-7
TTH20-7
TTH20-7

MuH. guam.
oTBepCTUS
(Min.Bore
Dia.)
4.1
4.1
5.1
5.1
5.1
6.1
6.1
6.1
71
71
71

TiAIN

Cnnaebl
(Grades)

TIN

K20



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTKL PE3LbI | TTKL BARS

O6paboTka paanycHbix kaHaBok | Full Radius Grooving

OnuHa OnuHa Pesuenen- MuH. guam. Cnnasbl

Oéo3HaueHue (Length) (Length) D UeAep= pepctus (Grades)
F \' H R Xatenb .
(Item Number) MM MM MM (Holder) (Min.Bore
L 11 Dia.) TIAIN TIN K20

TTKL4-0.5R-10L 51 10 4.0 1.7 1.0 1.0 0.50 TTH20-4 41 d . .
TTKL4-0.75R-10L 51 10 4.0 1.7 1.5 1.0 0.75 TTH20-4 4.1 . . .
TTKL5-0.5R-15L 51 15 5.0 23 1.0 1.2 0.50 TTH20-5 5.1 . . .
TTKL5-0.75R-15L 51 15 5.0 23 1.5 1.2 0.75 TTH20-5 5.1 . . .
TTKL5-1.0R-15L 51 15 5.0 2.3 2.0 1.2 1.00 TTH20-5 5.1 . . .
TTKL6-0.5R-15L 51 15 6.0 2.8 1.0 1.6 0.50 TTH20-6 6.1 . . .
TTKL6-0.75R-15L 51 15 6.0 2.8 1.5 1.6 0.75 TTH20-6 6.1 . . .
TTKL6-1.0R-15L 51 15 6.0 2.8 20 1.6 1.00 TTH20-6 6.1 . . .
TTKL7-0.5R-22L 62 22 7.0 3.3 1.0 25 0.05 TTH20-7 71 . . .
TTKL7-0.75R-15L 62 22 70 3.3 1.5 25 0.75 TTH20-7 71 . . .
TTKL7-1.0R-22L 62 22 7.0 3.3 2.5 2.5 1.00 TTH20-7 71 . . .

Mpouue pe3uepepxatenu Ha cTp. 153 | For addifional holders see page 153
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TOOLCUT

AV

TTFR PESLbI I TTFR BARS

MUKPO-UHCTPYMEHT
TINY TOOLS

O60o3HaueHue
(Item Number)

TTFR4-0.75B-15L
TTFR4-1.0B-15L
TTFR4-1.5B-15L
TTFR5-0.75B-22L
TTFR5-1.0B-22L
TTFR5-1.5B-22L
TTFR5-2.0B-22L
TTFR6-1.0B-22L
TTFR6-1.5B-22L
TTFR6-2.0B-22L
TTFR6-2.5B-22L
TTFR6-3.0B-30L
TTFR8-2.5B-22L
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OnuHa
(Length)
MM

L

51
51
51
51
51
51
51
51
51
51
51
58
64

O6paboTka ocepbix KaHaBOK | Face Grooving

OnuHa
(Length)
MM

L1

15
15
15
22
22
22
22
22
22
22
22
30
22

D
MM

4.0
4.0
4.0
5.0
5.0
5.0
5.0
6.0
6.0
6.0
6.0
6.0
8.0

Mpoune pesuepepxarenu Ha ctp. 153 | For additional holders see page 153

195
1.95
195
2.45
2.45
2.45
2.45
295
295
295
295
295
395

0.7
10
1.5

0.7
1.0
1.5
20
1.0
15
20
25
3.0
25

12
1.5
2.8
12
1.5
25
3.8
1.5
25
3.0
4.8
6.0
3.5

Pesuepep-

Xarenb
(Holder)

TTH20-4
TTH20-4
TTH20-4
TTH20-5
TTH20-5
TTH20-5
TTH20-5
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-6
TTH20-8

\_RO.1TYPx2

orBepcTusa

Mun. guam. |

MuH. guam.
oTBepcTUa
(Min.Bore Dia.)

5.0
5.0
5.0
6.0
6.0
6.0
6.0
8.0
8.0
8.0
8.0
8.0
10.0

Cnnaebl
(Grades)

TIAIN TIN

K20



Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTFL PESLbI I TTFL BARS

Muk. guam. |
orsepcTus
O6paboTka ocebbix KaHaBOK | Face Grooving
Oéo3HaueHune (f:: H:I:) (IJ.:le"r;1 Hfa;w) D N {%‘::32‘:)
(Item Number) Mg Mg MM . = U ();(1273’;:) (Mc;;BBegrc;mD’;a )
L L1 ’ “ TIAIN TIN K20
TTFL4-0.75B-15L 51 15 40 195 075 12  TTH20-4 5.0 . . .
TTFL4-1.0B-15L 51 15 40 195 10 15  TTH20-4 5.0 . . .
TTFL4-1.5B-15L 51 15 40 195 15 28  TTH20-4 5.0 . . .
TTFL5-0.75B-22L 51 22 50 245 075 12  TTH20-5 6.0 . . .
TTFL5-1.0B-22L 51 22 50 245 10 1.5  TTH20-5 6.0 . . .
TTFL5-1.5B-22L 51 22 50 245 15 25  TTH20-5 6.0 . . .
TTFL5-2.0B-22L 51 22 50 245 20 38  TTH20-5 6.0 . . .
TTFL6-1.0B-22L 51 22 60 295 10 15  TTH20-6 8.0 . . .
TTFL6-1.5B-22L 51 22 60 295 15 25  TTH20-6 8.0 . . .
TTFL6-2.0B-22L 51 22 60 295 20 30 TTH20-6 8.0 . . .
TTFL6-2.5B-22L 51 22 60 295 25 48  TTH20-6 8.0 . . .
TTFL6-3.0B-30L 58 30 60 295 30 6.0 TTH20-6 8.0 . U U
TTFL8-2.5B-22L 64 22 80 395 25 35  TTH20-8 10.0 . . .

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTVR PE3lbI | TTVR BARS

Ca ]

RO0O.2TYPx2

MuH. Em =
Anam.
oTBEPCTHA

O6bpadoTka ryboknx OCeBbIX KAHABOK - C AByMst kaHanamm gns COX
Deep Face Grooving - with 2 coolant bores

DnuuHa DnuHa PesLenoD- Cninasbl
O6o3HaueHune (Length) (Length) D Heaep= iy, AVaM. OTBepCTUs (Grades)
F B arenb X .
(Item Number) MM MM MM (Holder) (Min.Bore Dia.)

L L1 TiAIN TIN
TTVR6-2.0B-15L 64 15 6.0 1.7 2.0 TTH20-6 12.0 . .
TTVR6-2.0B-22L 64 22 6.0 1.7 2.0 TTH20-6 12.0 . .
TTVR6-2.5B-22L 64 22 6.0 2.2 25 TTH20-6 12.0 . .
TTVR8-3.0B-27L 64 27 8.0 2.5 3.0 TTH20-8 15.0 . .
TTVR8-3.0B-43L 80 43 8.0 1.6 3.0 TTH20-8 15.0 . .
TTVR8-4.0B-43L 80 43 8.0 1.6 4.0 TTH20-8 20.0 . .

TTVL PE3LbI ] TTVL BARS

A
A
_v
RO.2TYPx2
MuH. guam.
oTBepcThsa
O6pasdoTka rnybéokmnx ocepblx kaHaBok - C apymsi kaHanamm gns COX
Deep Face Grooving - with 2 coolant bores
OnuHa OnuHa Pesuencn- Cnnasbl
Oébo3HaueHune (Length) (Length) D HeACP™  \yu. anam. oteepeTHs (Grades)
F B Xarenb y .
(Item Number) MM MM MM (Holder) (Min.Bore Dia.)
L L1 TIAIN TIN
TTVL6-2.0B-15L 64 15 6.0 1.7 2.0 TTH20-6 12.0 . .
TTVL6-2.0B-22L 64 22 6.0 17 20 TTH20-6 12.0 . i
TTVL6-2.5B-22L 64 22 6.0 2.2 2.5 TTH20-6 12.0 o .
TTVL8-3.0B-27L 64 27 8.0 2.5 3.0 TTH20-8 15.0 o o
TTVL8-3.0B-43L 80 43 8.0 1.6 3.0 TTH20-8 15.0 o .
TTVL8-4.0B-43L 80 43 8.0 1.6 4.0 TTH20-8 20.0 o o
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTZR PESLbI 1 TTZR BARS

L N
T o
L7

MuH.

ignam.

OTBEPCTH:

ObpabdoTka ocepblx kaHapok | Face Grooving
DnuHa INnuua Pesuenep- MUH- AMaM. Cninasbl
Oébo3HaueHmne (Length) (Length) D UeAeP=  rpepctus (Grades)
F \ T R xarenb .
(Item Number) MM MM MM (Holder) (Min.Bore
L L1 Dia.) TIAIN TIN K20

TTZR4-0.5R-15L 51 15 40 195 1.0 1.2 0.50 TTH20-4 5.0 . . .
TTZR4-0.75R-15L 51 15 40 195 1.5 1.5 0.75 TTH20-4 5.0 . . .
TTZR5-0.5R-22L 51 22 50 245 10 1.2 0.50 TTH20-5 6.0 . . .
TTZR5-0.75R-22L 51 22 50 245 15 1.5 0.75 TTH20-5 6.0 . . .
TTZR5-1.0R-22L 51 22 50 245 20 25 100 TTH20-5 6.0 . . .
TTZR6-0.5R-22L 51 22 60 295 1.0 1.2 0.50 TTH20-6 8.0 . . .
TTZR6-0.75R-22L 51 22 6.0 295 1.5 1.5 0.75 TTH20-6 8.0 . . .
TTZR6-1.0R-22L 51 22 60 295 20 25 100 TTH20-6 8.0 . . .

TTZL PESLbI 1 TTZL BARS

L1 K
L R
4l
MuH. guai
OTBEPCTH:
O6padoTka ocebbix kaHaBok | Face Grooving
OnuHa LOnuHa Pesuenep- MuH. guam. Cninasbl
Oéo3HaueHne (Length) (Length) D HeAeP™  rpepctus (Grades)
F W T R Xarenb .
(Item Number) MM MM MM (Holder) (Min.Bore
L 11 olae Dia)  TAIN TN K20
TTZL4-0.5R-15L 51 15 4.0 195 1.0 1.2 0.50 TTH20-4 5.0 . . .
TTZL4-0.75R-15L 51 15 40 195 1.5 1.5 0.75 TTH20-4 5.0 . . .
TTZL5-0.5R-22L 51 22 50 245 10 1.2 0.50 TTH20-5 6.0 . . .
TTZL5-0.75R-22L 51 22 50 245 15 1.5 0.75 TTH20-5 6.0 . . .
TTZL5-1.0R-22L 51 22 50 245 20 25 100 TTH20-5 6.0 . . .
TTZL6-0.5R-22L 51 22 60 295 1.0 1.2 0.50 TTH20-6 8.0 . . .
TTZL6-0.75R-22L 51 22 60 295 1.5 1.5 0.75 TTH20-6 8.0 . . .
TTZL6-1.0R-22L 51 22 60 295 20 25 100 TTH20-6 8.0 o . .
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTMUL-MHOIOLESTEBOH MHKPO-HHETPYMEHT

Mpaebii | Right hand

Oé6o3HaueHue (i:‘le"r:1 H:I:) (IJ.:le"r;1 l'|1f;1) D Peauenep- MuH. aam. (g;:zz’l)
(Item Number) Mg Mg MM 2 3 © {)I'-(Iao-;ggbr) (Mc;;BBegrzTg;a )
L L1 . - TiAIN
TTMUR4-0.1R-10L 51 10 4 01 1.8 11 —— 4 .
TTMUR4-0.1R-15L 51 15 4 0.1 18 11 4 O
TTMUR5-0.2R-10L 51 10 5 0.2 23 13 TTH-5 5 .
TTMUR5-0.2R-15L 51 15 5 0.2 23 13 5 .
TTMUR6-0.2R-12L 58 12 6 0.2 2.8 15 TTH.6 [ .
TTMUR6-0.2R-18L 58 18 [} 0.2 2.8 1.5 6 ©
Jleebin | Left hand
Ll HULLE Pesuepep- MuH. guam. Crnase!
O60o3HaueHne (Length) (Length) D R E c Ao oTBEpCTHS (Grades)
(itom Numbsr) MM MM MM (Holder) (Min.Bore Dia.) .
L L1 TiAIN

TTMUL4-0.1R-10L 51 10 4 0.1 18 11 TTH..4 4 .
TTMUL4-0.1R-15L 51 15 4 0.1 18 11 4 U
TTMUL5-0.2R-10L 51 10 5 0.2 23 13 TTH-5 5 .
TTMUL5-0.2R-15L 51 15 5 0.2 2.3 13 5 .
TTMUL6-0.2R-12L 58 12 6 0.2 2.8 15 TTH..6 ) .
TTMUL6-0.2R-18L 58 18 [) 0.2 2.8 15 6 .

Mpouue pesuepepxarenu Ha cTp. 153 | For additional holders see page 153
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AvA MUKPO-UHCTPYMEHT

TOOLCUT TINY TOOLS

THREAD %’UBNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION

NMPUMEP | EXAMPLE: SKS2-23S-5L

SKS 2 - 23S

LLlecTurpaHHbie Pasmep nasa
LUNOHOYHbIE Nas3bl Socket Size
Hexagon Keys 23S =23-29 MM

30S=3.0-40mMm
40S=4.0-50wmm
50S=50-8.0mMm

MwuH. puametp
oTBepcTus
Min. Bore Dia:
2=22MM
3=29 MM
4=39 MM
5=49 mMm

SL XTiAIN

Makc. ryéuHa
pe3aHus
Maximum
Cutting depth
4L = 4.0 MM
5L=55mm

6L =6.5mm

9L =95 MM

MokpebiTue | Coafing
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

SKS

L N

Oéo3HaueHne
(Item Number)

SKS2-23S-5L

SKS3-30S-5L

SKS4-40S-6L

SKS5-50S-9L

'IT
lD

[lon6exHblin MHCTPYMEHT A8 LIECTUMPAHHBIX LUMOHOYHbIX Ma30B
Broaching Tools for Hexagon Keys

AL Al Pe3uepep- MuH. puam {%ﬂn;Bbl)
; o rades,
(Le:gfh) (Le:gfh) N?M S R F xarenb oTBepcTUs
L 1 (Holder) (Min.Bore Dia.) XTIAIN
23
51 4.0 - 0.05 135 2.2 .
29
3.0
51 5.5 5.0 - 0.05 135 TTH...5 29 .
4.0
4.0
51 6.5 - 010 135 3.9 .
5.0
5.0
62 9.5 70 - 010 135 TTH...7 49 .
8.0

Mpoune pesuepepxarenu Ha cTp. 153 | For additional holders see page 153
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AVA, i secreenT

TOOLCUT

THREAD %’UBNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TTH16-3S

T H 16 - 3 S
Mukpo-uHcTpyMeHT CeueHue XxBOCTOBMUKA OnameTp pesua YKopoueHHoe
Tiny Tools Shank Cross Section Bar Diameter MCMONHEHne

12 =12 Mm 3= 3.0MMm Short Version
16 =16 MM 4= 40MM
20 =20 mm 5= 50wmMmm
22 =22 MM 6= 50wmm
25=25mm 7= 70 MM
9= 90 MM
10 =10.0 mm

OnuHa pesuepepxarens
Holder Length
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AV

MUKPO-UHCTPYMEHT
TOOLCUT TINY TOOLS

PESUELEPHATESIN | TINY TOOLS BAR HOLDERS

BuHT 3a)KUMHOI
Clamping screw

BHyTpeHHss nogaua COX

Internal Coolant

Oé6o3HaueHue
(Item Number)

TTH12-3
TTH16-3S
TTH16-3
TTH20-3
TTH22-3
TTH12-4
TTH16-4S
TTH16-4
TTH20-4
TTH22-4
TTH12-5
TTH16-5S
TTH16-5
TTH20-5
TTH22-5
TTH16-6S
TTH16-6
TTH20-6
TTH22-6
TTH16-7
TTH20-7
TTH22-7
TTH16-8
TTH20-8
TTH22-8
TTH16-10
TTH20-10
TTH22-10
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OnuHa
(Length)
MM
L

88
75
88
88
88
88
75
88
88
88
88
75
88
88
75
75
88
88
88
88
88
88
88
88
88
88
88
88

D1

3.0
3.0
3.0
3.0
3.0
4.0
4.0
4.0
4.0
4.0
5.0
5.0
5.0
5.0
5.0
6.0
6.0
6.0
6.0
70
70
70
8.0
8.0
8.0
10.0
10.0
10.0

12
16
16
20
22
12
16
16
20
22
12
16
16
20
22
16
16
20
22
16
20
22
16
20
22
16
20
22

d

12
20
20
20
22
12
20
20
20
22
12
20
20
20
22
20
20
20
22
20
20
22
20
20
22
20
20
22

Kntou Torx
(Torx Key)

TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25
TX25

BUHT ynopHbIit
Adjusting screw

BuHT 3aXkuMHO#
(Clamping
Screw)
S24
S25
S25
S25
S25
S24
S25
S25
S25
S25
S24
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25
S25

BUWHT ynopHbIit
(Adjusting
Screw)
S35
S358
S35
S35
S35
S35
S358
S35
S35



AvA MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

PESUELEPHATESIN | TINY TOOLS BAR HOLDERS

BuHT 3aXXMMHO# BWHT ynopHbIi
Clamping screw BHyTpeHsia nogaua COX
\ } Adjusting screw
Y Y— g Internal Coolant
d/p1d D
i 4
\ L ’1
LOLLE BuHT 3aXkumMHo#
Oé6o3HaueHmne (Length) Kniou Torx .
D1 D d (Clamping
(Item Number) MM (Torx Key) Screw)
L
TTH25-3 62 3.0 25 10.8 25 §25
TTH25-4 62 4.0 25 10.8 25 $25
TTH25-5 62 5.0 25 10.8 25 §25
TTH25-6 62 6.0 25 10.8 TX25 $25
TTH25-8 62 8.0 25 10.8 TX25 §25

BUWHT ynopHbIit
(Adjusting
Screw)
S35M
S35M
S35M
S35M
S35M
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AvA MUKPO-UHCTPYMEHT

TooitcuT TINY TOOLS

THREAD %T URNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TTHKO816-H3S

TT H K 0816 - H3 S

KeapgpatHbii

Mertop Kpennexus IunameTtp pesua

Clamping Method XBOCTOBMK C Bar Diameter
KOJIEHOM
3=23.0MM
Sc_]fl;’a;'e Shank 4=40 MM
with lever 5=50 M
6=6.0Mm
CeueHune XxBOCTOBMKA
Shank Cross Section YkopoueHHoe
External B i
1216 = 12 X 16 MM Short Version
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

PESIUELEPHATESIH C KBALPATHbIM XBOCTOBHKOM
SQUARE SHANK HOLDERS

dp «— BHyTp. nogaua COX
E Internal Coolant
i
Fy
Dl Pe3sbéoBoe coepuHeHue Mé
| 111 Connecting thread Mé
! 0 H )
amex 1 | — . W oo
' B
L ;,T
BuHT
z‘iﬁ'ﬁ::ggf) DI B L U 12 H h H dwake dp* '?;‘:r’;' ,Ig;’)‘ ?2:7::;::;
Screw)
TTHKO816-H3S 3.0 16 100 17 25 46 8 16 26 4/6 K25 S§25
TTHK1016-H3S 3.0 16 100 17 25 46 10 18 26 4/6 K25 S25
TTHK1216-H3S 3.0 16 100 17 25 46 12 20 26 4/6 K25 S25
TTHKO816-H4S 4.0 16 100 17 25 58 8 16 26 4/6 K25 S25
TTHK1016-H4S 4.0 16 100 17 25 58 10 18 26 4/6 K25 §25
TTHK1216-H4S 4.0 16 100 17 25 58 12 20 26 4/6 K25 §25
TTHKO816-H5S 5.0 16 100 17 25 58 8 16 26 4/6 K25 S25
TTHK1016-H5S 5.0 16 100 17 25 58 10 18 26 4/6 K25 S25
TTHK1216-HS5S 5.0 16 100 17 25 58 12 20 26 4/6 K25 S25
TTHKO816-H6S 6.0 16 100 17 25 58 8 16 26 4/6 K25 S25
TTHK1016-H6S 6.0 16 100 17 25 58 10 18 26 4/6 K25 S25
TTHK1216-H6S 6.0 16 100 17 25 58 12 20 26 4/6 K25 S25
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AV

TOOLCUT

TINY TOOLS

MUKPO-UHCTPYMEHT

TEXHUYECKAS UHOOPMALMUS (TECHNICAL SECTION)

Teeppable cnnasbl (Carbide Grades):
TINN (P30 - P50, K25 - K40)

Cnnab ¢ nokpbitvem TiN (MeTton PVD) ons paboThl Ha HU3KMx CKOpOCTax. OTIMYHbIA BIGOP A1 BCEX BULOB HEpXaBeioLLen

cranu.

(PVD-TIN coated grade for low cutting speed. Works well for a wide range of stainless steels.)

TiAIN (K10 - K20)

MenKO3ePHUCTLI CraB C TPEXCIONHBIM NoKpbITMEM PVD. OueHb XapoCTorkui cnnae st pesaHus 6e3 COX, ocobeHHo
L5 TakuxX TPYAHOO6padaTbiBaeMbIx MaTepUarnos, kak MIHKOHENb, HUKENeBble Crnapbl, TUTaH W 3aKaneHHble CTanm TBEPAOCTLIO

0o 62 HRc.

(Sub-micron grade with advanced PVD-triple coating. Very high heat resistance also by dry machining. Especially for
difficult machining materials such as Inconel, Nickel based alloys, Titanium and hardened materials up to 62 HRc.)

K20 (K10 - K30)

Cnnab 6e3 NoKPbITUS 47151 LBETHbIX METASIIOB, aMtOMUHKS U YyryHa.
(Uncoated Carbide grade for non ferrous metals, aluminum and cast iron.)

BblBOP CKOPOCTHU PE3AHUA AN MUKPO-UHCTPYMEHTA

(CUTTING SPEED FOR TINY TOOLS)

ISO| OépaéatbiBaeMbiii MaTepuan (Material)

CocrosiHue (Condition)

CkopocTb pe3aHus
(Cutting Speed) m/MuH

TINN | TiAIN K20

<0.25%C Omxur Annealed
HenernpoeaHHas, nutenHas v = 0.25%C Otxur Annealed
J;ériﬁgﬁ?g;f:;gi;?g;‘; <0.55%C 3akanka n otnyck Quenched & Tempered 25-50 [ 30-80 | 15-30
Free machining Steel 20.55%C Omxur Annealed
20.55%C 3akanka n otnyck Quenched & Tempered
HuskonerposaHHas 1 nnTeitHas CTarb (MeHee 5% nervipylowmx | Omxur Annealed
aneteHTos) ) 3akanka 1 otnyck Quenched & Tempered 20-25 | 25-50 | 10-20
Low Alloy Steel and Cast Steel (less than 5% alloying elements)
BbicokonernposaHHasl, nuTenHas, UHCTPyMeHTanbHas ctanb | Omxur Annealed B0 25 - 50 10-20

High Alloy Steel, Cast Steel and Tool Steel

3akarnka u otnyck Quenched & Tempered

Hepxapetolas 1 nuteiHas ctanb
Stainless Steel and Cast stainless Steel

Peppurt / MapteHcwt Ferritic / Martensitic

MaprteHcut Martensitic

AycTenut Austenitic

25-30 | 30-60 | 15-25

BbICOKOMPOYHBIA YyryH (GGG)

Deppur / Nepnur Ferritic / Pearlitic

17-23 | 30-80 | 15-30
Cast Iron Nodular (GGG) [ ————
Cepbiit uyryH (GG) Grey Cast Iron (GG) Deppur Ferritic
PR ’ peuT e 17-23 | 30-80 | 20-40
Mepnut Pearlitic
Koekuit uyryH Malleable Cast lron Depput Ferritic
17-23 | 20-50 | 10-20

MNepnut Pearlitic

ANIOMUHWI ~ KOBKUI CMnaB

He otBepxaeHHbIn Not hardened

Altiai-Lieygi ey OtBepxaeHHbIi Precipation Hardlened 50-70 | 60-120 | 30-50

ANOMUHWUA - NUTbE, <=12% Si He otBepxaeHnHbIn Not hardened

23{:‘_@2?’/‘4"‘/23 :cllumf_ OtBepxaeHHbIn Precipation Hardened 30-40 | 50-90 | 20 -40
>12% Si BbicokoteMnepatypHbli High Temperature

Cnnasbl Megu Copper > 1% Pb Jerkoo6pabatbiBaemblit Free Cutting

Alleys Natyws Brass 22-25 | 30-70 | 20-40

OnekTponutnyeckas Menb Electrolytic Copper

HemeTtannsl TepMopeaKTonacT, BONOKHUT Thermoplastics, Fiber Plastics

WemHisiEs i Teeppas pesvHa Hard Rubber 9965 2040

BbicokoremniepatypHble, | Ha ocHoee Fe Omxur Annealed

K8POMPOYHbIE CrUTaBb! Fe based OteepxpeHHbin Cured

High Temp. Alloys, Super

Alloys Ha ocHose Ninnn Co Omxur Annealed 15-20 | 15-40 | 10-20

Nior Co based

OtBepxaeHHbIn Cured

JNutbe Cast

TutaHoBble cnnasbl Tifanium Alloys

Anbda+éeTa cnnaebl OTBEPXAEHHbIE Alpha + Beta Alloys Cured

12-18 10 -30 5-15

3akaneHHas cranb Hardened Steel

3akanka 45-50 HRc Hardened 45-50 HRc

3akanka 51-55 HRc Hardened 51-55 HRc

3akanka 56-62 HRc Hardened 56-62 HRc

15-20 | 15-40 5-15

OtéenenHblin uyryH Chilled Cast Iron

Jutbe Cast

10-14 | 10-30 5 -15

YyryH Cast Iron

3akanka Hardened

8-12 10-20 15-15
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

NPOXOAbl NPU HAPE3AHUU PE3bBbl (NUMBER OF PASSES)

War (Pitch): | Mm 0.5 0.7 0.8 1.0 1.25 N5 2-5
HuToK/pronm (TPI): 48 36 32 24 20 16 14-5

Kon-Bo npoxopos ~ L g _ : i i

TR G e 6-12 7-14 7-16 8-18 8-20 10-22 20-38

MHOFOLI,EHEBOM MUKPO-UHCTPYMEHT (MULTI-TASK TINY TOOLS)

+ OpOVH VHCTPYMEHT ONs pacTaunBaHns, TOYEHNS), MOFPE3aHNS U CHATUS HacoK.
(Boring, Turning, Facing and Chamfering with a single tool.)

* YHUKanbHas KOHCTPYKLMS MO3BONSIET NPOU3BOANT O6Pab0TKy MaTepwmana 6e3 NpoCBepINBaHUS LEHTPOBOYHOIO
oTBEpPCTUS.
(The unique design enables machining of the material without tapping drill hole.)

+ HoBbI MHCTPYMEHT COKPALLAET BPEMS LinKia 06padoTKM U KONMYECTBO HEOBXOAMMOrO MHCTPYMEHTa, O6ecneumsas BbICOKYO
NPOU3BOONTENBHOCTb.
(The new tool shortens the machining cycle time and the number of tools required — providing High Productivity)

+ OddekTnpHas nogada COX uepes oTBepCTre B CNMPanbHON KaHaBKe O6eCnNeunBaeT HEMPEPbIBHBIA OTBOL CTRYXKM 13
oTBEepPCTUS.
(Efficient through coolant hole with a spiral flute, evacuates the chips out of the hole uninterruptedly.)

* YHUKasbHash KOHCTRYKLMS CTPYXKONOoMa 1 kaHasku. (Unique chip breaker and flute design.)

+ Mcnonb3obaHne co cTaHOapTHbIMU pesuenepxatenamn TTH Ha TokapHbIx cTaHkax ¢ YIY n ctaHkax TMna Swiss.
(To use with standard TTH-toolholders on Swiss Type or CNC lathe machines.)

+ [octynHbl Tonbko 13 crinasa TIAIN. (Available in TIAIN-Grade only.)
METOJ1 OBPABOTKWU (MACHINING METHOD)

+ VIHCTpYMEHT BXOAWT B 3aroTOBKY 1 O6pa3yeT OTBEPCTUE MUHMMASTBHO BO3MOXHOTO A1t HErO AMaMeTa.
(The tool penetrates the work piece and produces the hole according to the minimum diameter the tool allows.)

+ [ns Bxofa MHCTPYMEHTa B MaTepmras MOXET NOTPe6oBaTbCs OT OAHOIO O HECKOSbKMX MPOXOLOB B 3aBMCMMOCTY
OT MaTepmana 3arotoeku, gaenenHms nogaun COX, MOLLHOCTM CTaHKa U T.4.
(The tool can penetrate the material in one pass or in several passes
depending on the work piece material, coolant pressure, machine power efc.)

+ OTBEpPCTME MOXET 6biTb YBENMUYEHO C MOMOLLBIO HECKOMBbKUX PaamasibHbIX MPOXOLOB.
(The hole can be enlarged by multiple radial passes.)

Ceeprervie/pactauspaHie B CrIIOLLHOM MaTepuarne
(Drilling/Boring into solid material)
CHstne dacku, Bua c3agm
(Rear view of the cutting chamfer)

ToueHue, NofpesaHue, KOHTYPHOE ToueHe
(Turning, Facing, Profiling)

CHsatune dacku
(Chamfering)

NHCTPYMEHT OCHaLLEeH ONOMHUTENBHON PEXYLLE KPOMKOM, KOTOPAs PacnoioXeHa Hag, IMaBHOM PexyLLEen KPOMKON.
370 NO3BOSMAET CHUMATb AOMOSHUTENBHYIO GAacKy Mof YoM 45° 6e3 HEO6XOAMMOCTU OCTaHABIMBATL UMUHAESb UL
npepbiBaTh NPOLECC 06PadoTKM.

(The tool is equipped with an additional cutting edge, which is located above the main cutting edge. This allows
production of an additional 45° chamfer on the work piece without interruption of the spindle or machining operation.)
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

TTMU NAPAMETPbI PE3SAHMUA U OBLUUE PEKOMEHOALUU
(TTMU CUTTING DATA AND GENERAL RECOMMENDATIONS)

COX (Coolant fluid):

Hu mpwu kakmx o6cTosTensCTBax He crnenyeT padoTaTb 6e3 npuMmeHeHns COX. Heo6xoamMMo NCnonb3oBaTh BHYTPEHHIOK
nogauy COX B nto6bix onepaumsx. [Insg Hanéonee adpdpektnsHon padoTbl B kauecTee COX pekoMeHOyeTCs MCNonb3oBaTb
Macno unu aMynbcuio. B cnyyae Huskoro gaenexuns nogadum COX, podaenerune sHelwHen nogaun COX MOXET ynyylumnts
PadoTy MHCTPYMEHTA.

(Dry machining should not be performed under any circumstances. It is necessary to use an internal coolant in all applications.
Oil or Emulsion lubricants are recommended for best performance. In the event of low coolant pressure, adding an external
coolant can improve the tool operation.)

Crpys COX oéecneuvaert: (The cooling stream is designed to provide three benefits):

+ OxNaxpeHue pexyLLen KPOMKU MHCTPYMEHTA, a TakXe MoLLaan KOHTaKTa.
(Cooling on cutting edge of the tool, and the contact area.)

+ BbICTPbIN OTBOL, CTPYXKM OT UHCTPYMEHTA U CHUXEHUE U3HOCA PEXYLLEN KPOMKMU.
(Removing the chip from the tool quickly, thereby reducing wear of the cutting edge.)

+ Pa3snom ctpyxku Ha 6onee Menkue 4acTu 1 ee OTBefeHNE 13 30HbI PE3aHNS.
(Helping to break the chip into smaller pieces and evacuating them from the cutting area.)

I1SO OépabatbiBaeMblit MaTepuan (Material) (CCKt?pOCTb pesakua
utting Speed) M/MuH

HmaKoyrnepogMCTasl 1 cpefHeyrmepoaucTas cranb <0.55%C 2075
Low and Medlium Carbon Steels <0.55%C
Bbicokoyrnepopuctas ctanb 20.55%C High Carbon Steels 20.55%C 20-75
JlervposaHHas cTasnb, CTanb nocre TepMooépaéotku Alloy Steels, Treated Steels 20-60
HepxabetoLLas CTanb - C xopoluen oépadatbiBaeMocTbto Stainless Steels - Free Cutting 20-60
HepxapetoLas CTanb - aycTenuTHas Stainless Steels - Austenitic 20-50
JutennHas ctane Cast Steels 20-70
Yyryn Cast Iron 20-90
AntomuHnin £12%Si, Menpb Aluminum <12% Si, Copper 40-150
AnioMuhmia >12% Si Aluminum >12% Si 20-100
CVIHTeTl/‘I‘-IeCKIAe MaTepyarbl, TePMOPEBKTONIACT, TepMOniacT £40-150
Synthetics, Duroplastics, Thermoplastics
Hukenesble crinabbl, TTaHoBblE crinaebl Nickel Alloys, Titanium Alloys 15-60
3akaneHHas ctanb Hardened Steels

PexoMeHgyeMas nogada (Recommended Feed Rate): 0.01-0.03 MM/ 06 (mm/rev)
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Av MUKPO-UHCTPYMEHT

TootcuT TINY TOOLS

SKS AONBEXHbIN MUHCTPYMEHT 4191 LUECTUTPAHHbIX LUMOHOYHbIX NA3OB
(SKS BROACHING TOOLS FOR HEXAGON KEYS)

MHcTpymeHT SKS paspadoTtaH onsa npopesannst BHYTPEHHMX LLIMOHOYHbBIX Ma30B BHYTPW MYXMX U CKBO3HbIX OTBEPCTUM

C UCNONb30BaHNEM CTaHKoB YI1Y.

(The SKS broaching system have been developed to machine internal keyways inside blind or through holes, using CNC
machines.)

BEMOHCTPALIMS
(WORKING DEMO)
+ Vcnonb3oBaHne Co CTaHOAPTHBIMK pe3LiefepXaTensimMm + Pesuenepxartenb C 3a4HUM 3aXUMHbBIM BUHTOM OJ151
TTH MOJSIHOTO 3aKpenneHus B npoLecce padoTbl
(To use with standard TTH Bar Holders) (Holder with rear clamping screw for full support during
+ Pesuenepxatesnb MOXHO YCTaHOBUTb HENOCPEACTBEHHO operation.)
B PEBOSIbBEPHOW FONoBKe UK LWNWMHAENE CTaHKa + JocTtynHbl Tonbko 13 crnaea TIAIN
(The holder can be located directly in the turret or the (Available in TIAIN Grade only.)

machine spindle.)
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AVA

TOOLCUT

MWUHU-UHCTPYMEHT
MINI-LINE

BepTtukanbHble nnacTuHbl n gepxapkun 4ng o6padoTku pe3bobl, dacok, KAHABOK W PacTaunBaHms.
(Vertical Inserts and Toolholders for threading, chamfering, grooving and turning.)

NMPEMMYLLECTBA ADVANTAGES:

+ OmnyHasg BUGPOCTOMKOCTb éarofaps «  Carbide shank toolholder provides
LepxaBke C TBepLOCMIaBHbIM excellent vibration resistance
XBOCTOBMKOM long reach

+  [ng rmy6okmx oTBEpCTUM
+  CkBo3sHaga nogadya COX

+ [ng 06paboTkn pesbbbl, KaHAaBOK, GacoK u
pacTaunBaHus

° BbICTpaﬂ 3aMeHa

through coolant

for threading, grooving,
boring and chamfering

quick indexing

CTAHJlAPTHOE NMPUMEHEHEMUE (TYPICAL APPLICATIONS)
In1HHas pesbba nnn onepaunm, roe Hy>XeH 60sbLION BbINET MHCTPYMEHTA.
(long threads or applications requiring overhang)
MosBosnsgeT HapesaTb Pe3bdy C KPYMHbIM WaroM/npodunem.
(enables production of threads with large pitch/profile)
O6paboTka pesbbdbl, KaHABOK, Pacok, pacTaunBaHne, KOHTYPHOE TOUYEHME -

BO3MOXHO 4719 60MbLUMHCTBA Npodunen NNacTH MUHU MHCTPYMEHTA.
(threading, grooving, boring, profiling and chamfering — it’s possible to offer most
of the Mini-Line profiles on one insert)
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AvA MWHU-UHCTPYMEHT

TOOLCUT MINI-LINE

THREAL %’UR’NINE

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: 2MNTH32UNXTIALN

2 MN TH 32UN H1S XTiAIN

MN = VHCTpyMeHT Mini

MNpodunb pe3bébi
Thread Profile
Henonwblit (Partial Profile) 60° u 55°
Pasmep nnactuHbl ISO UN
Insert Size .
1=8 W10 = LLinpuHa kaHaeku (Groove Width)
210 RO6 = Panuyc 3yéa (Teeth Radlius)
yéuHa KaHaBKK
THC = CHstne dpacok
Groove Depth
Chamfer
G = O6pat BbicoTa 3y6a
= pacoTka KaHaBoK Teeth Hight
Grooving

GRK = O6épaboTka pagnyCHblx KaHaBOK

Full Radius Grooving Mokpeitne | Coating

BTX = O6paTtHoe ToueHne
Back Turning
Al = O6padoTka BHYTPEHHMX TOPLEBbIX
KaHaBOK
Face grooving Internal
AE = O6padoTka BHELLIHUX TOPLEBbIX KAHABOK

Face grooving External

AGRI = O6pabdoTka BHYTPEHHUX PagnyCHbIX
TOPLEBbIX KaHaBOK

Face grooving (Full radius) Internal
AGRE = O6padoTka BHELLIHUX PaaNyCHBIX

TOPLEBbLIX KAHaBOK

Face grooving (Full radius) External
TH = Ob6padoTka pe3bdbl

Thread Turning
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Av MUHU-UHCTPYMEHT

TOOLCUT MINI-LINE

HEMOJIHbIN MPO®UIIb 60 °1 PARTIAL PROFILE 60°

O[Ha NNacTUHa OJ1s BHYTPEHHEe M BHeLWHel peabbbl | same insert for infernal and external thread

P w u Cnnae
asmMep ar ar . (Grade)
22?:7:;:;:3 NAacTUHbI (Pitch Range) HUTOK/ AloWM DMn:n F Y
(Insert Size) MM (TPI)
XTiAIN
Int 0.5-0.75 56-32 .
TMNTHA60 1 Ex 0.4 075 32 80 37 0.6
Int 1.0-1.25 28-20 .
IMNTHG60 1 PR s 84 41 0.8
Int 0.5-0.8 56-28
2MNTHA60 2 Ex 0.4-0.8 64-32 1.6 6.4 0.6
Int 1.0-2.0 28-13 .
2MNTHG60 2 Ex 0.8-1.75 32-15 12.3 71 1.3
Int 2.0-3.0 13-8 R
2MNTHD60 2 Ex1.75-2.5 15-10 131 79 1.5

HEMOJIHbINA MPO®UIIb 55°1 PARTIAL PROFILE 55°

OfHa NNacTUHa 01 BHYTPEHHEe M BHeLWHeln peabbbl | same insert for infernal and external thread

P u u Cnnae
asMep ar ar n (Grade)
?I)fz‘t):;\?:n?::; NAacTUHbI (Pitch Range) HUTOK/ AIOAM DMn:n F Y
(Insert Size) MM (TPI)
XTiAIN

TMNTHGS55 1 1.25-1.5 19-18 91 4.8 1.0 .

1TMNTHUS5 1 1.75-2.0 16-14 8.7 4.4 1.2 .

2MNTHGS55 2 1.25-2.0 19-14 12.4 7.2 1.2 .
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Av MUHU-UHCTPYMEHT

NOJIHbIA NPO®UIT 1SO | FULL PROFILE ISO

NNacTUHbl 01 BHYTPEHHen pe3bbbl | Inserts for infernal thread

P u M M Cnnas
Oéo3HaueHne asmep ar D min (Grade)
(Item Number) NNacTUHbI (Pitch) KpynHasi Menkas MM F Y
(Insert Size) MM (coarse) (fine)
XTiAIN
1MNTHO.5ISO 1 0.5 M8.5 8.0 3.6 0.5 .
1MNTHO.75ISO 1 0.75 M9 8.1 3.8 0.6 .
1MNTH1.0ISO 1 1.0 M9 8.0 3.7 0.7 .
1MNTH1.25ISO 1 1.25 M10 8.2 3.9 0.8 .
TMNTH1.5ISO 1 1.5 M10 M12 8.4 4.1 1.0 .
1MNTH1.751SO 1 1.75 M12 - 8.6 4.3 1.1 .
TMNTH2.0ISO 1 2.0 M14 M17 8.8 4.5 1.3 .
2MNTHO.5ISO 2 0.5 M12 1n3 6.1 0.5 .
2MNTHO.75ISO 2 0.75 M12 n3 6.1 0.6 .
2MNTH1.01SO 2 1.0 M13 n7z 6.5 0.7 .
2MNTH1.51SO 2 1.5 M14 n7 6.5 1.0 N
2MNTH2.0I1SO 2 2.0 M16 M17 12.0 6.8 1.3 .
2MNTH2.5ISO 2 25 M18, M20 - 12.6 74 1.4 .
2MNTH3.0ISO 2 3.0 M24 M28 12.6 74 1.6 .
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Av MUHU-UHCTPYMEHT

MOJIHbIA NPO®UITb UN | FULL PROFILE UN

NNacTUHbl 01 BHYTPEHHen pe3bbbl | Inserts for infernal thread

Cnnas
Paamep War  HomuHanbHbIA . (Grade)
?,’;Z‘;f’,'j;;::‘; nnactuwei  (Pitch)  pawep  UNC  UNF  UNEF DM g Y
(Insert Size) MM (Nominal size)

XTiAIN
TMNTH32UN MNTH1 32 7/16,1/2 3/8 8.3 4.0 0.6 .
TMNTH28UN MNTH1 28 3/8 7/16,1/2 8.3 4.0 0.7 .
TMNTH24UN MNTH1 24 3/8 8.3 4.0 0.7 .
TMNTH20UN MNTH1 20 3/8 7/16,1/2 8.2 3.9 09 .
TMNTH16UN MNTH1 16 7/16,1/2 8.7 4.4 1.0 .
TMNTH14UN MNTH1 14 7/16 8.8 4.5 1.2 o
2MNTH20UN MNTH2 20 9/16,5/8,11/16 3/4 12.0 6.8 09 .
2MNTH18UN MNTH2 18 9/16,5/8 12.0 6.8 1.0 .
2MNTH16UN MNTH2 16 9/16,5/8,11/16 3/4 12.0 6.8 11 .
2MNTH14UN MNTH2 14 7/8 121 69 1.2 .
2MNTH12UN MNTH2 12 5/8,11/16,3/4 9/16 121 69 1.4 .
2MNTHTIUN MNTH2 1 5/8 12.5 73 1.5 .
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Av MUHU-UHCTPYMEHT

OBPABOTKA ®WACOK | CHAMFERING

ML ELEEERE

OpHa nnactuHa ons neesow 1 npasoin dacku | same insert for right and left hand chamfers

Cnnas
O603HaueHne Pa3Mep nnacTuHbl . (Grade)
(Item Number) (Insert Size) W Al a 2l 2

XTiAIN
TMNTHC90 1 0.2 1.4 90° 8.8 4.5 .
2MNTHC90 2 0.2 1.8 90° 12.7 7.5 .

164 | SCHWARZ



Av MUHU-UHCTPYMEHT

ObPABOTKA KAHABOK I GROOVING

W
RO.1

Ll

-

BHyTpeHnHue | Inserts for infernal thread

Cnnas
OLEEIELEILE n::::::l?bl L) H max D F ety
(ltem Number) (Insert Size) +0.02 min
XTiAIN
TMNGW10H20 1 1.0 2.0 9.4 51 .
TMNGW15H20 1 15 2.0 9.4 5.1 o
TMNGW20H20 1 2.0 2.0 9.4 5.1 .
TMNGW25H20 1 2.5 2.0 9.4 5.1 O
TMNGW30H20 1 3.0 20 9.4 5.1 .
2MNGW10H14 2 1.0 1.4 12.3 71 ©
2MNGW15H14 2 1.5 1.4 12.3 71 .
2MNGW20H14 2 2.0 1.4 12.3 71 ©
2MNGW10H23 2 1.0 23 13.1 79 .
2MNGW15H23 2 15 23 131 79 ©
2MNGW20H23 2 2.0 23 13.1 79 .
2MNGW25H23 2 25 23 131 79 O
2MNGW30H23 2 3.0 23 131 79 .
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Av MUHU-UHCTPYMEHT

ObPABOTKA PAUYCHbIX KAHABOK | FULL RADIUS GROOVING

. W
D. Min <
R
H L
P Cnnas
O603HaueHne asmep w D (Grade)
NNacTUHbI R H max . F
(Item Number) . +0.02 min
(Insert Size)
XTiAIN
TMNGRKRO4H10 1 0.8 0.4 1.0 8.4 41
TMNGRKRO6H10 1 1.2 0.6 1.0 8.4 41
TMNGRKRO9H10 1 1.8 0.9 1.0 8.4 41
2MNGRKRO4H22 2 0.8 0.4 2.2 131 79
2MNGRKRO6H22 2 1.2 0.6 2.2 131 79
2MNGRKRO9H22 2 1.8 0.9 2.2 131 79
2MNGRKR10H22 2 2.0 1.0 2.2 131 79

OBPATHOE TOYEHUE | BACK TURNING

1.5
‘_

\

|

H yoo

Cnnas

O6o3HaueHne B D (Grade)
(Item Number) NNacTUHbI R H max min F
(Insert Size)
XTiAIN
TMNBTXRO2H20 1 0.2 2.0 9.4 5.1
2MNBTXRO2H23 2 0.2 2.3 131 79
2MNBTXRO4H23 2 0.4 2.3 131 79
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AVA

TOOLCUT

MUHU-UHCTPYMEHT

MINI-LINE

ObPABOTKA TOPLEBbIX KAHABOK | FACE GROOVING

O60o3HaueHue
(Item Number)

2MNAIW10H15

2MNAIW15H25

2MNAIW20H30
2MNAIW20HS50
2MNAIW25H30
2MNAIW25H50
2MNAIW30H30
2MNAIW30HS0

Pasmep
NNacTUHbI
(Insert Size)

N DM N DMNDN MDMDNMDN

1.0
1.5
2.0
2.0
25
25
3.0
3.0

@ Min.
L}

BHyTpeHHue | Internal

H max

1.5
25
3.0
5.0
3.0
5.0
3.0
5.0

min

14.0
14.0
14.0
14.0
14.0
14.0
14.0
14.0

8.0
8.0
8.0
8.0
8.0
8.0
8.0
8.0

Cnnae
(Grade)

XTiAIN
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AvA MUHU-UHCTPYMEHT

TOOLCUT MINI-LINE

ObPABOTKA TOPLEBbIX KAHABOK | FACE GROOVING

=

Oé603HaueHune
(Item Number)

2MNAEW10H15

2MNAEW15SH25

2MNAEW20H30
2MNAEW20HS0
2MNAEW25H30
2MNAEW25H50
2MNAEW30H30
2MNAEW30H50
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Pasmep
NNacTUHbI
(Insert Size)

N D N DMNDNMN NM MDD

D min.

$0.02

1.0
15
20
20
25
25
3.0
3.0

BHewHwe | External

H max

15
2.5
3.0
5.0
3.0
5.0
3.0
5.0

min

12.0
12.0
12.0
12.0
12.0
12.0
12.0
12.0

8.0
8.0
8.0
8.0
8.0
8.0
8.0
8.0

Cnnas
(Grade)

XTiAIN



Av MUHU-UHCTPYMEHT

ObPABOTKA TOPLEBbIX PAQUYGHbIX KAHABOK
FACE GROOVING, FULL RADIUS

j ~. D min. O Min,
Vs 1
. \ ‘«m —
—-— | -— -
H
F
w
RA
BHyTpeHrHue | Internal
P Cnnas
O6o3HaueHne asmep w R H D E (Grade)
(Item Number) nAacTutel *0.02 max min
(Insert Size)
XTiAIN
2MNAGRIROSH15 2 1.0 0.5 1.5 14.0 8.0
2MNAGRIRO8H25 2 1.6 0.8 2.5 14.0 8.0
2MNAGRIR10H30 2 20 1.0 3.0 14.0 8.0
2MNAGRIR125H30 2 25 1.25 3.0 14.0 8.0
2MNAGRIR15H30 2 3.0 1.5 3.0 14.0 8.0

ObPABOTKA TOPLEBbIX PAAUYCHbIX KAHABOK
FACE GROOVING, FULL RADIUS

~. D min.
-

H
F
'
RA
BHewwHwue | External
P Cnnae
asmep (Grade)
Sl NAaCTUHbI ol R H max D F
(Item Number) (Insert Size) +0.02 min
XTiAIN
2MNAGREROSH15 2 1.0 0.5 1.5 12.0 8.0
2MNAGRERO8H25 2 1.6 0.8 25 12.0 8.0
2MNAGRER1T0H30 2 2.0 1.0 3.0 12.0 8.0
2MNAGRER125H30 2 25 1.25 3.0 12.0 8.0
2MNAGRER1T5H30 2 3.0 1.5 3.0 12.0 8.0
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Av MUHU-UHCTPYMEHT

HAEPXABKH C TBEPLJOCIT/TIABHbIM XBOCTOBHKOM
CARBIDE SHANK TOOLHOLDERS

D1
a[,
L1 |
< " L
- |
co ckBo3Hom nogaven COX | with through coolant
O603HaueHune BN BuHT nnacTtuHbl Kniou Torx
(Iltem Number) MNaCTUHEI = = 4l L (Insert Screw) (Torx Key)
(Insert Size) y,
MNHO08-20L-1S 1 7 20 80 S5 TX5
MNHO08-30L-1S 1 7 30 95 S5 TX5
MNHO08-40L-1S 1 7 40 105 S5 TX5
MNH10-2S 10 10 - 150 S2 ™N
MNH12-40L-2S 2 12 10 40 10 S2 ™>N
MNH12-55L-2S 2 12 10 55 125 S2 XN

170 | SCHWARZ



AvA mm-llmnlgcmMEHT

TOOLCUT

CTAJIbHBIE JEPXABKH | STEEL TOOLHOLDERS

O603HaueHune

(Item Number)
MNH12-25L-2
MNH16-25L-2
MNH16-35L-2

co ckBo3HoM nogaden COX | with through coolant

Pasmep
NNacTUHbI
(Insert Size)

2
2
2

D1

10
10
10

L1

25
25
35

L

70
90
100

BWHT nnacTuHbl
(Insert Screw)
S2
S2
S2

Kntou Torx
(Torx Key)

™n
™n
™n
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AV

TOOLCUT

MUHU-UHCTPYMEHT
MINI-LINE

TEXHUYECKAS UHOOPMALMUSA (TECHNICAL SECTION)
CKOPOCTb PE3AHUSA (CUTTING SPEED)

ISO

Marepwuan (Material)

CkopocTb pe3aHus

PekoMeHgyeMas nogaya, MM/ 06
(Recommended feed

ttin, M/MUH
(Cutfing Speed)m/ rate mm/rev)
Huskoyrnepog. u cpenHeyrnepog. ctans<0.55%C _ ..
Low and Mediium Carbon Steels <0.55%C A=7C OépaéOTKa KaHaBoK (Groovmg) .
0.01-0.03
Beicokoyrnepopguctas cranb 20.55%C )
High Carbon Steels 20.55%C 20 - 50 O6paTHoe ToueHune (Back turning):
JlernpopaHHas CTasb, CTab NOcne TePMooBPadoTKn 0.03-0.10
15 - 30
Alloy Steels, Treated Steels
O6pabdoTka TOPLEBbLIX KAHABOK
HepxapetoLas cTanb - epputHas 25-70 (Face grooving):
Stainless Steels - ferritic 0.01-0.08
Hepxapetoluasi CTanb - ayCTeHNUTHas _ OépaboTka dacok (Chamfering):
) » 20 - 40
Stainless Steels - Austenitic 0.02-0.08
JlutenHble ctanu
Cast Steels 30-70
YyryH _
Cast Iron B=30
AntomuHnn <12%Si, Menb _
Aluminum s12%Si, Copper SOE90
AntioMuHnin >12% Si
Aluminum >12% Si 2T
CWHTET. MaTepuarnbl, peakTonIacTbl, TePMONIacThbl 20-70
Synthetics, Duroplastics, Thermoplastics
Hukenesble crnnas.bl, TUTAHOBbIE CMNaBbI 20 - 50
Nickel Alloys, Titanium Alloys
3akaneHHas ctanb 45 - S50HRc 10 - 40

Hardened Steel 45 - 50HRc

YMUCNO NPOXOAOB NPU HAPE3AHUU PE3bBbI (THREADING PASSES)

War (Pitch): | mm 0.5 0.7 0.8 1.0 1.25 iL5 2-5
HuTOK/ptonm (TPI): 48 36 32 24 20 16 14-5

Yucno npoxopos g 3 3 ~ ) . i

e I p a8 6-12 7-14 7-16 8-18 8-20 10-22 20-38
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AVA

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS

SWISS-LINE

TokapHble CTaHKKM Swiss CTaHOBATCS NMOMYNSPHON ansTepHaTUBOM ©OMbLIMM TOKAPHbBIM CTaHKaM 1
06padaThiBalOLLMM LEHTPAaM Ha MHOTMX MPOU3BOACTBAX.
Swiss style lathes are becoming a popular alternative to large

lathes and machining centers in many companies.

MpencTtaBnseM NMHENKY NNacTUH U OePXaBOK Swiss, pa3padoTaHHbIX 4719 TOKAPHbIX aBTOMATOB U

CTaHKOB TuMa Swiss.

A new line of inserts and toolholders developed for automatic and Swiss style lathes.

MHCTPYMEHT CKOHCTPYMPOBAH L1 9KOHOMWYHON OTPEe3KM, 06pabOoTKN KaHaBOK, KOHTYPHOIO

TOUYEHMUS N CHATUS HaCOK.

Designed for economic production of parting off, grooving, profiling and chamfering.

NMPEMMYLUECTBA

NpeBoCXoAHbIN CYOMUKPOHHBI CraB
(K10-K30) — couetaHme npoyHoCTH,
M3HOCOCTOMKOCTU M OCTPOThI KPOMOK.

«  WIMpOBAHHbIE PEXYLLME KPOMKM

¢ MPEeBOCXOAHOE YHMKANIbHOE TPEXC/IONHOe
PVD nokpbiTue gns BbICOKOM
VN3HOCOCTOMKOCTU 1 »KapONPOYHOCTMN.

) onAa 6GONbLINHCTBA BNAOB MaTepKnaJios,
BKJ1lOYaA HEPKaBELWYO CTallb, TUTAH U
XKaponpo4Hble cniaBbl.

ADVANTAGES:

Advanced sub-micron grade
(K10-K30) — a combination of strength,
foughness, wear resistance and edge
sharpness

grounded cutting edges

advanced and unique PVD ftriple
coating, for high wear and heat
resistance

for most types of material, including
Stainless Steels, Titanium and Super
Alloys
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

JIMHEMKA UHCTPYMEHTA SWISS

OBPABOTKA OBPABOTKA
KAHABOK FYBOKMX KAHABOK OTPE3KA
(GROOVING) (DEEP GROOVING) (PARTING OFF)

C BHYTP. OTBEPCTUEM 1154 COX
(WITH INTERNAL COOLANT BORE)

TOYEHWE PE3bBbI CTEUMATIbHASA OUHNLLIHAA

N ®ACOK FEOMETPUA OBPABOTKA
(THREAD TURNING (SPECIAL GEOMETRY) (FINISHING)
AND CHAMFERING)
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Av JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

THREAD %’UHNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: 20SPRR1SW64TXTIALN

20 S P

S =JlnHeika
WMHCTPYMEHTa Swiss

Pasmep
NAacTUHbI
Insert Size
L =19 Mm
L =20 mm
T = HapesaHune pe3bbbl
Threading
G = O6pabdoTka KaHaBOK
Grooving
R = [lonHbin pagnyc
Full Radius
P = OTpeska
Parting off
B = O6paTHOE ToYeHne
Back Turning
F = [lpogonsHoe u

TopLEeBOE ToUYeHne
Longitudinal and
face turning

RR

RR

RL

LR

LL

RN

LN

1SW

LLupuHa kaHaBku | Groove
Size

10W =1.0 mm

15W =1.5 Mm

Papuyc | Radius

04R = 0.4 MM

O5R = 0.5 mm

60A = 60° pesbba thread
55A = 55° pesbba thread

= [lpapoe To4eHne
Right Hand Cutting

= Jlepoe TOueHMe

Left Hand Cutting

MNpaBoe ToyeHne

MNpaBoe ncnonHexHne

Right Hand Cutting

Right version

= [lpapoe ToYeHne
Jlepoe ncnonHenne
Right Hand Cutting
Left version

= Jlepoe ToueHne
MNpaBoe ncnonHexHmne
Left Hand Cutting
Right version

= Jlepoe ToueHne
Jlepoe ncnonHenne
Left Hand Cutting
Left version

= [lpapoe ToYeHne
HewTp. ncnonHexnne
Right Hand Cutting
Neutral version

= Jlepoe ToueHne
HewTp. ncnonHexne
Left Hand Cutting
Neutral version

64T

XTiAIN

MmyéuHa KaHaBKKn
Grooving Depth
15T =1.5 Mm

16T = 1.6 MM

54T = 5.4 mm

64T = 6.4 M

M

Cnnas | Grade
XTiAIN = TpoiHoe nokpbitne PVD

PVD-triple coating

K20 = 6e3 nokpbiTus

uncoated
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TOOLCUT

AV

JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

ObPALOTKA KAHABOK 1 GROOVING

Oé6o3HaueHue
(Item Number)

19SG R O5W 15T
19SG R 06W 16T
19SG R O7W 17T
19SG R 08W 18T
19SG R 10W 22T
19SG R 12W 24T
19SG R 14W 28T
19SG R 15W 30T
19SG R 1T7W 34T
20SG R 20W 40T
20SG R 22W 45T
20SG R 25W 50T
20SG R 30w 60T

Oé6o3HaueHue
(Item Number)

19SG L OSW 15T
19SG L 06W 16T
19SG L O7W 17T
19SG L 08W 18T
19SG L 10W 22T
19SG L 12W 24T
19SG L 14W 28T
198G L 15W 30T
19SG L 17W 34T
20SG L 20W 40T
20SG L 22W 45T
20SG L 25W 50T
20SG L 30w 60T
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MNpapoe ncnonHeHne

OnuHa
(Length)
MM
L

19
19
19
19
19
19
19
19
19
20
20
20
20

OnuHa
(Length)
MM
L

19
19
19
19
19
19
19
19
19
20
20
20
20

right version

MpaBoe TouyeHue | right hand cutting

W = 0.02

0.5
0.6
0.75
0.8
1.0
1.2
14
1.5
17
20
2.25
25
3.0

T max

15
1.6
17
20
25
3.0
3.0
3.0
4.0
4.0
5.0
6.0
6.0

0

0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1

Mopayva, MM/06

(Feed mm/rev)

PapguanbHas Ocesas

0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.02-0.07 0.02-0.10
0.02-0.07 0.02-0.10
0.03-0.08 0.02-0.10
0.03-0.08 0.02-0.10
0.04-0.09 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20

Jlepoe ToueHme | left hand cutting

W 0.02

0.5
0.6
0.75
0.8
1.0
1.2
1.4
1.5
17
2.0
2,25
2.5
3.0

T max

1.5
1.6
1.7
2.0
2.5
3.0
3.0
3.0
4.0
4.0
5.0
6.0
6.0

0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1

Mopaua, MM/06

(Feed mm/rev)
PapuanbHas OceBas
0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.01-0.06 0.02-0.10
0.02-0.07 0.02-0.10
0.02-0.07 0.02-0.10
0.03-0.08 0.02-0.10
0.03-0.08 0.02-0.10
0.04-0.09 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20
0.05-0.10 0.02-0.20

Cnnasbl
(Grades)

XTiAIN

K20

Cnnagbl
(Grades)

XTiAIN

K20



AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

ObPABOTKA KAHABOK | GROOVING PROFILING

B
| |
oy -, -5\
] | | :'5“\
! T
|
|
MNpaBoe ncnonHexHne
right version
MonHbi pagmyc, Npaesoe Todenune | full radius, right hand cutting
IOnuHa Mopaua, MM/06 Cnnaebl
O603HaueHune (Length) . (Feed mm/rev) (Grades)
(Item Number) MM ey U7 DT .
L PapuanbHas OcesBas XTiAIN K20
19SR R O2R 15T 19 0.25 1.5 0.01-0.06 0.02-0.10 . o
19SR R 04R 18T 19 0.40 2.0 0.01-0.06 0.02-0.10 O o
19SR R O5R 22T 19 0.50 2.5 0.02-0.07 0.02-0.10 ° o
19SR R O6R 26T 19 0.60 3.0 0.02-0.07 0.02-0.10 O O
T19SR R O8R 33T 19 0.80 3.5 0.04-0.09 0.02-0.20 . o
19SR R 10R 40T 19 1.00 4.0 0.05-0.10 0.02-0.20 O o
20SR R12R 50T 20 1.25 6.0 0.05-0.10 0.02-0.20 . o
20SR R 15R 60T 20 1.50 6.0 0.05-0.10 0.02-0.20 © o
MonHbln paguyc, nesoe ToueHwme | full radius, left hand cutting
Dnuna Nopaua, MM/06 Cnnasbl
Oéo3HaueHne (Length) (Feed mm/rev) (Grades)
(Item Number) MM RZ0.03 [ex .
L PapunanbHas OceBas XTiAIN K20
19SR L O2R 15T 19 0.25 1.5 0.01-0.06 0.02-0.10 . .
19SR L O4R 18T 19 0.40 2.0 0.01-0.06 0.02-0.10 O o
19SR L O5R 22T 19 0.50 2.5 0.02-0.07 0.02-0.10 ° o
19SR L O6R 26T 19 0.60 3.0 0.02-0.07 0.02-0.10 O o
19SR L O8R 33T 19 0.80 3.5 0.04-0.09 0.02-0.20 . o
19SR L 10R 40T 19 1.00 4.0 0.05-0.10 0.02-0.20 ° U
20SR L R12 50T 20 1.25 6.0 0.05-0.10 0.02-0.20 i o
20SR L R15 60T 20 1.50 6.0 0.05-0.10 0.02-0.20 o o
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AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS

SWISS-LINE

OTPE3KA 1 PARTING OFF

[paBoe ncnonHeHue
right version

MpaBoe TouyeHue | right hand cutting

AnuHa Nogaua, MM/06 Cnnasbl
O603HaueHne (Length) W o T max (Foed mm,/rev) (Grades)
(Item Number) MLM PaguansHas XTIAIN K20
19SP RR 10W 54T 19 1.0 15 5.4 0.02-0.09 . .
19SP RL 10W 54T 19 1.0 15 5.4 0.02-0.09 . O
19SP RN 10W 54T 19 1.0 0] 5.4 0.02-0.09 . .
19SP RR 12W 54T 19 1.2 15 5.4 0.02-0.09 U U
19SP RL 12W 54T 19 1.2 15 5.4 0.02-0.09 . .
19SP RN 12W 54T 19 1.2 (0] 5.4 0.02-0.09 © o
20SP RR 15W 64T 20 1.5 15 6.4 0.04-0.10 . .
20SP RL 15W 64T 20 15 15 6.4 0.04-0.10 . U
20SP RN 15W 64T 20 1.5 0] 6.4 0.04-0.10 . o
20SP RR 18W 64T 20 18 15 6.4 0.04-0.10 . o
20SP RL 18W 64T 20 1.8 15 6.4 0.04-0.10 . o
20SP RN 18W 64T 20 18 (0] 6.4 0.04-0.10 . .
20SP RR 20W 64T 20 2.0 15 6.4 0.05-0.12 . .
20SP RL 20W 64T 20 2.0 15 6.4 0.05-0.12 © .
20SP RN 20W 64T 20 2.0 [o] 6.4 0.05-0.12 . o
20SP RR 25W 64T 20 25 15 6.4 0.05-0.12 © .
20SP RL 25W 64T 20 25 15 6.4 0.05-0.12 . o
20SP RN 25W 64T 20 25 (0] 6.4 0.05-0.12 © o
20SP RR 30W 64T 20 3.0 15 6.4 0.05-0.12 . .
20SP RL 30W 64T 20 3.0 15 6.4 0.05-0.12 © ©
20SP RN 30W 64T 20 3.0 0 6.4 0.05-0.12 . .
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AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

OTPE3KA 1 PARTING OFF

JleBOE ncnonHeHne
left version

JleBoe ToueHue | left hand cutting

AnuvHa Nogaua, MM/06 Cnnasbl
O603HaueHne (Length) W o T max (Foed mm,/rev) (Grades)
(Item Number) MLM PaguansHas XTIAIN K20
19SP LR 10W 54T 19 1.0 15 5.4 0.02-0.09 . .
19SP LL 10W 54T 19 1.0 15 5.4 0.02-0.09 . O
19SP LN 10W 54T 19 1.0 (0] 5.4 0.02-0.09 . °
19SP LR 12W 54T 19 1.2 15 5.4 0.02-0.09 . U
19SP LL 12W 54T 19 1.2 15 5.4 0.02-0.09 . °
19SP LN 12W 54T 19 1.2 (0] 5.4 0.02-0.09 © o
20SP LR 15W 64T 20 1.5 15 6.4 0.04-0.10 . .
20SP LL 15W 64T 20 15 15 6.4 0.04-0.10 . o
20SP LN 15W 64T 20 1.5 (0] 6.4 0.04-0.10 . o
20SP LR 18W 64T 20 18 15 6.4 0.04-0.10 . o
20SP LL 18W 64T 20 1.8 15 6.4 0.04-0.10 . o
20SP LN 18W 64T 20 18 (0] 6.4 0.04-0.10 . .
20SP LR 20W 64T 20 2.0 15 6.4 0.05-0.12 . .
20SP LL 20W 64T 20 2.0 15 6.4 0.05-0.12 © .
20SP LN 20W 64T 20 2.0 (o] 6.4 0.05-0.12 . o
20SP LR 25W 64T 20 25 15 6.4 0.05-0.12 © .
20SP LL 25W 64T 20 25 15 6.4 0.05-0.12 . o
20SP LN 25W 64T 20 25 (0] 6.4 0.05-0.12 © o
20SP LR 30W 64T 20 3.0 15 6.4 0.05-0.12 . .
20SP LL 30W 64T 20 3.0 15 6.4 0.05-0.12 © ©
20SP LN 30W 64T 20 3.0 0 6.4 0.05-0.12 . .
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JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

AV

TOOLCUT

ObPATHOE TOTEHHE | BACK TURNING

A
1 J

Mpapoe ncnonHexHe
right version

MNpaBoe ToueHue | right hand cutting

AnunHa Cnnasbl
O603HaueHue (Length) . . Nogaua, MM/ 06 (Grades)
« B R W H B T
(Item Number) MM (Feed mm/rev) .
L XTiAIN K20
19SB R 30A 19 30 12 0.1 3.4 4.3 0.5 5.4 0.05-0.15 . .
20SB R 30A 20 30 12 0.1 3.4 4.3 0.5 6.4 0.05-0.15 O ©
JleBoe TOUeHue | leff hand cutting
NnuHa Cnnasbl
O60o3HaueHne (Length) . B R o T - T Mopaua, MM/06 (Grades)
(Item Number) MM (Feed mm/rev) .
L XTiAIN K20
19SB L 30A 19 30 12 0.1 3.4 4.3 0.5 5.4 0.05-0.15 . .
20SB L 30A 20 30 12 0.1 3.4 4.3 0.5 6.4 0.05-0.15 o ©
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AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

IPOOJIBHOE / TOPLIEBOE TOYEHHE | FRONT TURNING

RO.1

ﬂpaaoe MCnoJiHeHne

right version

r@{ il

1

|

i

MNpaBoe ToueHue | right hand cutting

AnuHa Cnnasbl
O603HaueHHe (Length) T Mopaua, MM/ 06 (Grades)
(Item Number) MM (Feed mm/rev) .
L XTiAIN K20
19SF R 54T 19 5.4 0.05-0.15 . .
20SF R 64T 20 6.4 0.05-0.15 © o
JleBoe ToueHue | left hand cutting
DnuHa Cnnasbl
Oé0o3HaueHmne (Length) T Mopaua, MM/06 (Grades)
(Item Number) MM (Feed mm/rev) .
L XTiAIN K20
19SF L 54T 19 5.4 0.05-0.15 . .
20SF L 64T 20 6.4 0.05-0.15 © o
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

PE3bBA - HEMOJTHbIN IPODHITE 60°1 THREADING PARTIAL PROFILE 60°

Mpapoe ncnonHexHne
right version

BHelwHss pes3bba, npasoe ToueHune | external thread, right hand cutting

NnuHa CnnaBbl
O603HaueHHe (Length) Hutok/pioim (Grades)
MM X Y
(Item Number) MM (TPI) )
L XTiAIN K20
19ST R 60A 19 0.5-1.5 48-16 2.8 11 . .
19ST R 60G 19 1.75-3.0 14-8 2.8 17 . .
19ST R 60AG 19 0.5-3.0 48-8 2.8 1.7 . .
BHewHas pesbba, nepoe ToueHue | external thread, left hand cutting
AnuvHa Cnnasbl
O60o3HaueHne (Length) - Hutok/paronm X v (Grades)
(Item Number) MM (TPI) .
L XTiAIN K20
19ST L 60A 19 0.5-1.5 48-16 2.8 11 . .
19ST L 60G 19 1.75-3.0 14-8 2.8 1.7 . .
19ST L 60AG 19 0.5-3.0 48-8 2.8 1.7 .
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

PE3bBA - HEMOJTHbI IPODHITE 55 °1 THREADING PARTIAL PROFILE 55 °

[Mpapoe ncnonHexHne
right version

BHelwHss pes3bba, npasoe ToueHune | external thread, right hand cutting
OnuHa

CnnaBbl
O603HaueHHe (Length) Hutok/pioim (Grades)
MM X Y
(Item Number) MM (TPI) )
L XTiAIN K20
19ST R 55A 19 0.5-1.5 48-16 2.8 1.0 . .
19ST R 55G 19 1.75-3.0 14-8 2.8 17 . .
19ST R 55AG 19 0.5-3.0 48-8 2.8 1.7 . .
BHewHas pesbba, nepoe ToueHue | external thread, left hand cutting
AnuvHa Cnnasbl
O60o3HaueHne (Length) - Hutok/paronm X v (Grades)
(Item Number) MM (TPI) .
L XTiAIN K20
19ST L 55A 19 0.5-1.5 48-16 2.8 1.0 . .
19ST L 55G 19 1.75-3.0 14-8 2.8 1.7 . o
19ST L 55AG 19 0.5-3.0 48-8 2.8 1.7 .
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Av JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

PE3bBA - 1SO METPHTECKAA 60°1 THREADING 150 METRIC 60°

Mpapoe ncnonHexHne
right version

BHewHsas pesbba, npasoe ToueHue | external thread, right hand cutting

OnuHa
Oéb0o3HaueHune (Length) “m
(Item Number) MM
L

19STR 0.5 I1SO 19 0.5
19STR 0.7 ISO 19 0.7
19STR 0.75ISO 19 0.75
19STR 0.8 ISO 19 0.8
19STR 1.0 ISO 19 1.0
19STR1.25 ISO 19 1.25
19STR1.51SO 19 1.5
19STR1.75 ISO 19 1.75

2.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8

0.6
0.7
0.7
0.7
0.8
10
11
13

XTiAIN

BHewHsas peabba, nepoe ToueHue | external thread, left hand cutting

OnuHa
Oéo3HaueHune (Length) "M
(Item Number) MM
L

19STLO.51SO 19 0.5
19ST L 0.7 ISO 19 0.7
19ST L 0.75I1SO 19 0.75
19ST L 0.8 ISO 19 0.8
19STL1.0ISO 19 1.0
19ST L1.25ISO 19 1.25
19STL1.51SO 19 1.5
19ST L1.75 ISO 19 1.75
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2.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8

0.6
0.7
0.7
0.7
0.8
10
11
13

XTiAIN

Cnnaebl
(Grades)

K20

Cnnaebl
(Grades)

K20



AvA JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

PE3bBLA - UN VHHDHIHPOBAHHAA 60°1 THREADING UN UNIFIED 60°

X

MpaBoe 1cnonHeHwe A
right version

BHewHsas pesbba, Nnpasoe ToueHue | external thread, right hand cutting

DnuuHa Cnnaebl
O60o3HaueHune (Length) HuTtok/ gronm X Y (Grades)

(Item Number) MM (TPI) .

L XTiAIN K20

19ST R 72UN 19 72 2.8 0.4 . .
19ST R 56UN 19 56 2.8 0.6 . .
19ST R 40UN 19 40 2.8 0.7 o .
19ST R 32UN 19 32 2.8 0.7 o .
19ST R 24UN 19 24 2.8 0.8 o .
19ST R 20UN 19 20 2.8 1.0 o .

BHewHas pesbba, nepoe ToueHue | external thread, left hand cutting

OnuHa Cnnasbl
O60o3HaveHne (Length) Hutok/aioim X Y (Grades)
(Item Number) MM (TPI) .

L XTiAIN K20

19ST L 72UN 19 72 28 0.4 . .
19ST L S6UN 19 56 2.8 0.6 . .
19ST L 40UN 19 40 2.8 0.7 . .
19ST L 32UN 19 32 2.8 0.7 . .
19ST L 24UN 19 24 2.8 0.8 . .
19ST L 20UN 19 20 2.8 1.0 . .
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AvA JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

THREAD %TUBNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: SAR 1216 K

S A R 1216 K

S = JluHerika R= T[papas [AnuHa gepxxaBku
MHCTRYMEHTa right hand Length of Toolholder
Swiss L= Jlepas K =125 mm
left hand
A= BHewHss CeueHue XBOCTOBUKA
External Shank Cross Section
>

1216 =12 MM X 16 MM

BHELLUHUE OEP)XABKU (EXTERNAL TOOLHOLDERS)

Jepxasku co ckeoaHom nofavein COX ons BHELUHEro ToYeHu s Ha
CTaHKax Tvna Swiss
(Coolant through toolholders, for external turning in Swiss style lathes)

COX nog BbICOKMM AaBneHeM NOJaeTCs NPSMO K PEXYLLER KPOMKe
MNaCTVHbI, YTOGbl OTBECTU CTPRYXKY M M3bGexaTb NOSBAEHNS HAPOCTOB
(The high pressure coolant is directed towards the insert cutting edge
in order to evacuate the chips created and avoid build up edge)

BkntouaeT koHHekTop nogaun COX ons 6bICTPOM Hanagky ctaHka
(Including a coolant connector for a quick setup on the machine)
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

BHELHAA JEPHABKA | EXTERNALTOOLHOLDER

KoHHekTop COX
Coolant Connector

npaeas | right hand

KoHHekTOp
Oé60o3HaueHue B H 1 L F F1 H1 BMHT nnacTuHbI Kntou Torx COX
(Item Number) (Insert Screw) (Torx Key) (Coolant
connector)
SAR 0816 K 16 8 17 125 8 16 8 S21 ™21 -
SAR 1016 K 16 10 17 125 10 16 6 S21 T™X21 o4/ ©6
SAR 1216 K 16 12 17 125 12 16 4 S21 @21 o4/ ©6
SAR 1616 K 16 16 - 125 16 16 0 S21 ™X21 Q4 / ©6
SAR 2020 K 20 20 - 125 20 20 0] S21 ™X21 oL /| @6
SAR 2525 M 25 25 - 150 25 25 0 S21 T™X21 Q4 / D6
neeas | left hand
KoHHekTOp
O603HaueHue B H 1 L F F1 H1 BMHT nnacTuHbI Kntou Torx COX
(Item Number) (Insert Screw) (Torx Key) (Coolant
connector)
SAL 0816 K 16 8 17 125 8 16 8 S21 ™>21 -
SAL 1016 K 16 10 17 125 10 16 6 S21 ™X21 Q4 / ©6
SAL 1216 K 16 12 17 125 12 16 4 S21 ™21 0L | @6
SAL 1616 K 16 16 - 125 16 16 0 S21 ™X21 QL | @6
SAL 2020 K 20 20 - 125 20 20 0 S21 ™X21 4L /| @6
SAL 2525 M 25 25 - 150 25 25 0 S21 T™X21 Q4L | @6

**be3 nogaum COX | Without coolant
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Av JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

OBPABOTKA KAHABOK - OTPE3KA - TOYEHMUE - KOHTYPHOE TOYEHME -

OBPABOTKA PE3bbbl

(GROOVING - PARTING OFF - TURNING - PROFILING - THREADING)

MeTtopgbl o6paéoTku (Machining Method):

OBPABOTKA PE3bbbI
(THREADING)

OBPABOTKA KAHABOK
(GROOVING)

OTPE3KA
(PARTING OFF)

OBPATHOE TOYEHME
(BACK TURNING)

NPOLOONBHOE M TOPLEEBOE
TOYEHME

(LONGITUDINAL AND

FACE TURNING)
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AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS

SWISS-LINE

TEXHUYECKAS UHOOPMALMUSA (TECHNICAL SECTION)
CKOPOCTb PE3AHUSA (CUTTING SPEED)

Cnnasbl (Grades):

XTiAIN:

Cy6MUKPOHHBI Crnnas C TpeXCnonHbiM PVD NOKpbITUEM A8 CTanu, HepXaBetoLLen CTanu, TUTaHa 1 TBEPAbIX MaTepUasnos.
PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hardened materials.

K20

Cy6MUKPOHHBI TBEPabI Crnap 6e3 NOKPbITUS AJ1s aMOMUHKS U LIBETHBIX METANSIOB, HEPXAaBEIOLLIEH CTanu U TUTaHa.
Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and Titanium.

ISO

OépaéaTtbiBaeMblit MaTepuan (Material)

CKOpOCTb pe3aHus
(Cutting Speed) m/mnn

K20

XTiAIN

HuakoyrnepogucTas v cpegHeyrnepoancTas cranb
<0.55%C
Low and Medlium Carbon Steels <0.55%C

80-150

Bbicokoyrnepopuctas ctanb 20.55%C
High Carbon Steels 20.55%C

70-120

JlernpopaHHas cTasb, CTanb nocne TepMooépadoTku
Alloy Steels, Treated Steels

40-80

Hepxapeetolas ctans - PeppuTHas
Stainless Steel - Ferritic

30-80

60-120

HepxapetoLas cTanb - AycTeHuTHas
Stainless Steel-Austenitic

20-70

30-90

JlnteiHas ctanb
Cast Steels

30-80

50-120

YyryH
Cast Iron

50-120

AntoMuHnin £12%Si, megb
Aluminum <12%Si, Copper

120-250

AntoMuHui >12%Si
Aluminum >12%Si

90-200

Hemetannuueckune MaTepuanbl
Non-Metallic materials

70-150

CnnaBbl HUKeNs, CMaBbl TUTaHa
Nickel Alloys, Titanium Alloys

20-50

30-70

3akaneHHas ctanb, 45-50HRc
Hardened Steel, 45-50HRc

20-50
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AV

TOOLCUT

MHOIO3YBbIE MNACTUHbI U AEP)KABKWU SWISS

SWISS-LINE

JIMHEMKA UHCTPYMEHTA SWISS

MHorozyéble NnacTUHbI 1 AePXaBKU A5 BHELLHErO TOYEHMS], 06padoTKM KaHaBOK, OTPE3KU 1 Hape3aHust pe3blbl
Ha cTaHkax Tuna Swiss. [pefHasHaueHb! cneumanbHo Ans 06padoTKM MENKOPAa3MePHbIX AeTane.

Polygon inserts and tool holder for external turning, grooving, parting and threading on

Swiss-Type machines. They are dedicated especially for small parts machining.

OCOBEHHOCTHU

TOYHO 0TLIJJ1I/I¢OBaHHbIe NNacTUHbI
OfHa Aep»KaBKa AnAa Bcex niactuH

coyeTaHMe TBepaoro crjiaBa U NOKPbITUA,
ABNAIOLErocA OAHON 13 NOCIeQHUX pa3pa60TOK,
obecrneymBaeT MakCUMasbHbIN CpoK Cﬂy)K6bI
NHCTPYMEHTa 1 NoBbllleHe NPOU3BOANTEIIbHOCTA

OnA BCEX BUOOB MaTepuranoB

BEP>KaBKM C NMOKPBITUEM CTOVKIE K abpa3BHOMY
n3HOCY
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FEATURES

high precision ground inserts
all inserts can be used with same tool holders

a combination of carbide and the latest
developed coating, guarantees maximum
tool life and improved productivity

for a wide range of materials

coated holders provide abrasive resistance




JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

AV

TOOLCUT

THREAD %TUBNING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
NPUMEP | EXAMPLE: 25SP RR O7W 43T XTIALN
o7W 43T

25 S P RR XTiAIN

S = JluHerika Swiss LUnpuHa kaHaeku | Groove yéuHa
Size KaHaBKu
O5W = 0.5 mm Grooving
Pasmep O7W = 0.7 Mm Depth
I""ac';‘;'_‘b' Papuyc | Radius 15T =1.5 MM
LnerrS i1ze O4R = 0.4 MM 25T =2.5Mm
T oo MM O5R = 0.5 MM 43T = 43 MM
30A = 30° 64T = 6.4 MM

HapesaHne pesbbbl
Threading
ObpabdoTka KaHaBOK
Grooving

60A = 60° Pesbba thread
55A = 55° Pesbba thread

Cnnas | Grade

MonHbIN pagnyc R = [lpaBoe TouyeHne XTiAIN = TponHoe nokpeitne PVD
Full Radlius Right Hand Cutting PVD-triple coating
OTtpeska L = Jlepoe ToyeHue K20 =6es nokpbitus
Parting off Left Hand Cutting uncoated
O6paTtHoe ToueHue RR = [lpaBoe TouyeHue
Back Turning MNpaBoe ncnonHexne
MpononsHoe n Right Hand Cutting
TopLeBoe ToueHne Right version
Longitudinal and RL = [lpaBoe To4yeHue
face tfurning JleBOe ncnonHenne
O6pabdoTka kKaHaBKM Right Hand Cutting
nofa CTONopHoe Left version
KOJbLO LR = JleBoe TOueHue
DIN471 (BHewwHee) MNpapoe ncnonHeHne
DIN472 (BHYTpEHHee) Left Hand Cutting
Refaining Ring Right version
DIN471 (Shafts) LL = JleBoe ToueHue
DIN472 (Bores) JleBoe ucnonHeHve

Left Hand Cutting

Left version

RN = [lpaBoe ToueHne

HelnTp. ncnonHenune

Right Hand Cutting

Neutral version

LN = Jleoe ToueHue

Hentp. ncnonHexnune
Left Hand Cutting
Neutral version
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

ObPABOTKA KAHABOK | GROOVING

MpaBoe ToueHue | right hand cutfing

Cnnasbl
Obowavewse  W.002  Tmax R Nlonaus, uw/od R
XTiAIN K20
25SG R O5W 15T 0.5 1.5 0 0.02-0.06 . .
25SG R O7W 25T 0.75 2.5 (o] 0.02-0.07 o o
25SG R10W 27T 1.0 2.7 0.05 0.02-0.09 . .
25SG R 12W 30T 1.2 3.0 0.05 0.02-0.10 o o
25SG R 15W 38T 1.5 3.8 0.05 0.02-0.12 . .
25SG R 20W 38T 2.0 3.8 0.05 0.02-0.13 o o
25SG R 25W 38T 2.5 3.8 0.05 0.02-0.14 . .

Mpu 3aKa3e HCTPYMEHTa fisi NeBoro ToueHus ykaxute 258G L eMecto 25SG R | For Leff Hand specify 255G L instead of 255G R

ObPALOTKA KAHABOK 1 GROOVING

R 4 2

KoHTypHOe ToueHue (nonHbin paguyc), npasoe Toderune | Profiling (full radius), right hand cutting

CnnaBbbl
Grades
Oé6o3HaueHune R +0.03 T max Mopava, MM/06 (( )
(Item Number) (Feed mm/rev) .
XTiAIN K20
25SR R O2R 15T 0.25 1.5 0.01-0.06 . .
25SR R O4R 25T 0.40 25 0.02-0.07 U J
25SR R O5R 27T 0.50 2.7 0.02-0.09 . .

Mpu 3aKa3e MHCTPYMEHTa NSl NeBoro ToueHus ykaxute 25SR L Bmecto 25SR R | For Leff Hand specify 25SR L instead of 25SR R
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AV

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS

SWISS-LINE

OTPE3KA | PARTING OFF

a

!

W,

.

~ 1
RR

A

g"@”%a

RL RN

JE:

MpaBoe ToueHue | right hand cutfing

Cnnasbl
Oéo3HaueHune Y, o« R Mopayva, MM/06 (Grades)
(Item Number) (Feed mm/rev) .
XTiAIN K20
25SP RR O7W 43T 0.7 15 4.3 0.02-0.08 . o
25SP RL O7W 43T 0.7 15 4.3 0.02-0.08 o U
25SP RN O7W 43T 0.7 (o] 4.3 0.02-0.08 . o
25SP RR 15W 58T 15 15 5.8 0.02-0.013 ) U
25SP RL 15W 58T 1.5 15 5.8 0.02-0.013 . o
25SP RN 15W 58T 15 (o} 5.8 0.02-0.013 O ©
25SP RR 20W 58T 2.0 15 5.8 0.02-0.013 . .
25SP RL 20w 58T 2.0 15 5.8 0.02-0.013 O ©
25SP RN 20w 58T 2.0 (o] 5.8 0.02-0.013 . o
25SP RR 25W 58T 25 15 5.8 0.04-0.13 O ©
25SP RL 25W 58T 25 15 5.8 0.04-0.13 ° °
25SP RN 25W 58T 25 (o} 5.8 0.04-0.13 o ©
Mpu 3aKase MHCTPYMeHTa ANisi neBoro ToueHus ykaxute 25SP L BMecto 25SP R | For Left Hand specify 25SP L instead of 25SP R
25SP LL BMecTo 25SP RL 25SP LL instead of 25SP RL
25SP LN Bmecto 25SP RN 25SP LN instead of 25SP RN
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

ObPATHOE TOTEHHE | BACK TURNING

Mpaeoe ToueHue | right hand cutting

Oé6o3HaueHne o o T Mopava, MM/06
(Item Number) a B = B max = 2 (Feed mm/rev)
25SB R 30A 03R 30 15 0.03 3.0 4.0 0.5 8.0 0.05-0.12
25SB R 30A R10 30 15 0.10 3.0 4.0 0.5 8.0 0.05-0.12

Mpu 3aKa3e HCTPYMEHTa fisi NeBOro ToueHus ykaxute 25SB L eMecto 25SB R | For Leff Hand specify 25SB L instead of 255B R

IPOJOJIBHOE / TOPLIEBOE TOYEHHE
LONGITUDINAL AND FACE TURNING

CnnaBbbl
(Grades)

XTiAIN K20

(.

MNpaBoe ToueHwne | right hand cutting

Mopayva, MM/06

O603HaueHue T R
(Item Number) max (Feed mm/rev)
25SF R 40T 4.0 0.03 0.05-0.12

Mpu 3aKa3e MHCTPYMEHTa fNisi NeBoro ToueHus ykaxute 25FS L sMmecto 25FS R | For Left Hand specify 25FS L instead of 25FS R
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CnnaBbl

(Grades)

XTiAIN

K20



AvA JIMHEMKA UHCTPYMEHTA SWISS

TooLcuTt SWISS-LINE

PE3bBA - HEMOJTHbIN IPODHITE 60°
THREADING - PARTIAL PROFILE 60°

Y

MNpaBoe ToueHue | right hand cutting

Lar Cnnaebl
O60o3HaueHne (Pitch Range) . (Grades)
(Item Number) _ .

MM HUTOK/ AIOM XTiAIN K20
25ST R 60A 0.25-0.8 100-32 0.7
25ST R 60G 1.0-3.0 24-8 1.6
PE3LBLA - HETOSIHbIN IPODHTb 55°
THREADING - PARTIAL PROFILE 55 °
MpaBoe ToueHnme | right hand cutting
LWar Cnnasbl
O60o3HaueHHe (Pitch Range) . (Grades)
(Item Number) _ .
MM HUTOK/ AIOAM XTiAIN K20
25ST R 55A 0.5-1.5 48-16 1.0
25ST R 55G 1.75-3.0 14-8 1.6

Mpu 3aKa3e MHCTPYMEHTa ANisi neBoro ToueHus ykaxute 258T L BMecto 25ST R | For Leff Hand specify 25ST L instead of 25ST R
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

ObPALOTKA KAHABKH 1104 CTONOPHOE KOJIbL0 110 pin471 1 472
RETAINING RING FOR BORES oivsz1 1472

R
TYPx2 _W,
T "
|
; |
lpaBoe =
MNpaBoe ToueHue | right hand cutting
HoMuH. wupuHa (Cl'lﬂaBbl)
O603HaueHHne KaHaBKM Mopaua, MM/06 Grades,
(ltem Number) (Nominal Groove DS UL R (Feed mm/rev) .
25SD R O5W 16T 0.50 0.57 1.6 0 0.01-0.06 . .
25SD R 06W 17T 0.60 0.67 1.7 0 0.01-0.06 . .
25SD R O7W 19T 0.70 0.77 19 0 0.02-0.07 . .
25SD R 08W 22T 0.80 0.87 2.2 0 0.02-0.09 . .
25SD R O9W 24T 0.90 0.97 2.4 0 0.02-0.09 . d
25SD R 12W 31T 1.10 1.24 3.1 0.05 0.02-0.10 . .
25SD R 14W 33T 1.30 1.44 3.3 0.05 0.02-0.12 . d
25SD R 17W 33T 1.60 1.74 3.3 0.05 0.02-0.13 . .
25SD R 19W 39T 1.85 1.99 3.9 0.05 0.02-0.13 . .
25SD R 22W 45T 215 2.29 4.5 0.05 0.02-0.14 . .
25SD R 27W 55T 2.65 2.79 5.5 0.05 0.02-0.14 . .

Mpu 3aKa3e HCTPYMEHTa [isi NeBoro ToueHus ykaxute 258D L smecto 25SD R | For Leff Hand specify 25SD L instead of 255D R
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Av JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS-LINE

THREAD %’ URNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION

NMPUMEP | EXAMPLE: PSAR 1010K

PS A R

PS = lep>xaBka ansa
MHOro3y6ébix
nnacTuH Swiss
toolholder

A = BHewHss
External

R =lpaBas
Right Hand
L = Jleeasa
Left Hand

1010 K

[OnuHa pepxaBkun
Length of Toolholders
K =125 mm

CeyeHune XxBOCTOBUKA
Shank Cross Section

!

<>

10710 =10 x 10 mm
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Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

BHELUIHAA [JEPYABKA - /149 MHOIO3VbbIX ITIACTHH

EXTERNAL TOOLHOLDERS -POLYGON

w

Mpapoe ToueHue | right hand cufting

O6o3naueHmne BMHT nnacTuHbl
B H L1 L F F1 (Insert Screw
(Item Number)
Torx +)
PSAR 1010K 10 10 8 125 10 10 S26P
PSAR 1212K 12 12 8 125 12 12 S26P
PSAR 1616K 16 16 8 125 16 16 S26P

Mpu 3aKa3e HCTPYMeHTa anisi neBoro ToueHus ykaxute PSAR L eMecto PSAR R | For Left Hand specify PSAR L instead of PSAR R
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Kntou Torx
(Key Torx +)

TX1P
TX1P
TX1P



AVA

TOOLCUT

JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

METO[bl OBPABOTKU (WORKING METHOD)

OTPE3KA
(PARTING OFF)

OBPABOTKA
KAHABOK

(GROOVING)

*MHCTPYMEHT ans o6paboTkun

OBPABOTKA PE3bEbl
(THREADING)

TR F

/

OBPATHOE TOYEHUE
(BACK TURNING)

OBPABOTKA KAHABOK,
NOJHbIU PARKYC
(GROOVING FULL RADIUS)

*OTPE3KA MOBEPHYTOM

NJACTUHOM
(*PARTING OFF WITH
LAYDOWN INSERT)

NPOAONBHOE 1
TOPLIEBOE TOYEHUE
(FRONT TURNING)

6bl gocTyneH no 3anpocy | Available upon request (grooving, parting, threading)

D
P

SCHWARZ | 199



Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

PEXXUMbI PESAHUSA AJ19 MHOTO3YBbIX MJIACTUH SWISS
(CUTTING DATA POLYGON SWISS-LINE)

Teeppable cnnaebl (Carbide grades):

XTiAIN

Cy6MUKPOHHBIN cnnae C TpexcnonHbiM PVD nokpbITeM 01 CTanu, HepXaBetoLLen CTanu, TUTaHa 1 TBepblX MaTepUasnos.
PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard materials.

K20

Cy6MUKPOHHbIV TBEPLbI CriaB 6e3 NOKPbITUS A1 aNOMUHKS U LIBETHBIX METANOB, HEPXAaBEIOLLIEH CTanu 1 TUTaHa.
Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and Titanium.

CKOpOCTb pe3aHnsi M/MUH
. (Cutting Speed mM/muH)
ISO Oé6paébatbiBaeMblii MaTepuan
K20 XTiAIN

HuskoyrnepopaucTas 1 cpepHeyrnepogmucrtas cranb <0.55%C _ 80-150
Low and Medlium Carbon Steels <0.55%C
Beicokoyrnepopuctas ctanb 20.55%C _ 70-120
High Carbon Steels 20.55%C
JlernporaHHas cTanb, CTasb Nocie TepMoo6PadoTKu : 20-80
Alloy Steels, Treated Steels
Hepxapetolas ctans - PepputHas . .
Stainless Steel-ferretic 80-80 60-120
HepxapetoLas cTtanb - AyCTeHuTHas g .
Stainless Steel-Austenitic 20-70 80-90
JluteiHas ctanb
Cast Steels 30-80 50-120
YyryH ~ )
Cast Iron 50-120 60-130
AntoMuHnin <12%Si, menb ~ )
Aluminum =12%Si, Copper 120-250
ANOMUHUIA >12%Si
Aluminum >12% Si 90-200 i
CUWHTETUY. MaTepuanbl, PeakTonnacTbl, TEPMOMIacTbI 70-150 _
Synthetics, Duroplastics, Thermoplastics
Cninabbl HUKENSs, Crnabbl TUTaHa
Nickel Alloys, Titanium Alloys 20-50 30-70
3akaneHHas ctanb, 45-50HRc : 20-50
Hardened Steel, s45 HRc
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Av JIMHEMKA UHCTPYMEHTA SWISS

TOOLCUT SWISS'LINE

MIACTUHA C 6 PEXXYLLUMU KPOMKAMU
(6 CUTTING EDGES TURNING INSERT)

OBPABOTKA KAHABOK, OTPE3KA U HAPE3AHUE PE3bEblI
(GROOVING, PARTING-OFF AND THREADING)

NMPEUMYLLECTBA

+  BbICOKas MPOV3BOANTENBHOCTb U PEHTABEbHOCTbL
6narofaps 6 PexyLmm KpoMKam

*  YHUBEPCaNbHOCTb - OfHa Aep»aBKa ANA BCeEX TUMOB
nnacTtuH

-+ BbICOKasA TOYHOCTb Gnarofaps NMosHOCTbIO
oTwnMdoBaHHOMY Npoduso

OCOBEHHOCTH

+ MpOYHOe 3aKpenseHune 6narofapsa yHUKanbHon popme
NAacTUHbI

+  MOXHO paboTaTb Ha BbICOKMX PeXMMax pe3aHus

+ BHyTpeHHssA nogadva COX obecneurBaet nogsog COXK
NPAMO K pexyLuen Kpomke

NMPUMEHEHME

+  MHOroQyHKLMOHasbHbIe NIacTUHbI A5 06paboTKM
KaHaBOK, OTPe3KU, TOYEHVA 1 HApe3aHUs pe3bbbl

+  NoAXomAT Ans 06paboTKu fetanein 60sbLIOro

[ranasoHa ANameTpOoB: OT MeJIKOPa3MepPHbIX
TOHKOCTEHHbIX AeTanen Jo AeTanen gnameTpom 60 Mm

BENEFITS

- high productivity and cost efficiency due to six
cutting edges

- one holder for all inserts type - Maximum
versatility

« high precision thanks to the fully ground profile

FEATURES

strong and stable clamping due to the unique
insert shape

« can be used with high machining parameters, and
provides

- internal coolant provides the coolant liquid
towards the cutting edge

APPLICATION

« Multi-function inserts for grooving, parting,
turning and threading

. fitto a large range of diameters from very
small applications with a thin wall up to 60 mm
diameter
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JIMHEMKA UHCTPYMEHTA SWISS
SWISS-LINE

AV

TOOLCUT

THREAD %’UHNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: 6SG R 06W 11T XTIALN

o6wW

nT XTiAIN

S = JluHerika Swiss

LUupuHa kaHaBku | Groove

Si nyéuHa
ize
O5W = 0.5 MM Kanasku
6 = 6 PexXyLLMX 06W = 0.6 MM Grooving
KPOMOK . . Depth
. Papuyc | Radius MT =11 MM
Cutting 2
Edae OSR = 0.5 Mm 25T = 2.5 MM
g 08R = 0.8 MM
R 33T = 3.3 MM
30A = 30° 38T = 3.8 MM
T = HapesaHune pesbbbl 60A = 60" Pesbba thread
Threading 55A = 55° Pesb6a thread
G = gépa§0TKa KaHaBOK Cnnag | Grade
rooving XTiAIN = TponHOe nokpbIThe
R = T[lonHbin paguyc R MNpaBoe ToueHue PVD
Full Radius Right Hand Cutting PVD-triole coatin
P = Ortpeska L JleBoe ToueHue _ P g
) i K20 = 6e3 nokpbitus
Parting off Left Hand Cutting uncoated
B = O6paTHoe ToueHne RR MNpaBoe ToueHue
Back Turning MNpaBoe ncnonHexne
F = T[lpogonbHoe u Right Hand Cutting
TOopLUEBOE TOYEHNE Right version
Longitudinal and RL MNpaBoe ToueHue
face turning JleBOe ncnonHenne
D = O6pabdoTka kaHaBKn Right Hand Cutting
nopg, CTONOPHOE KOMbLO Left version
DIN471 (BHewHee) LR JleBoe ToueHune
DIN472 (BHyTpEHHEE) MNpaBoe ucnonHeHue
Retaining Ring Left Hand Cutting
DIN471 (Shafts) Right version
DIN472 (Bores) LL JleBoe ToueHune
JleBoe ncnonHenne
Left Hand Cutting
Left versionw
RN MNpaBoe ToueHue
HenTtp. ncnonHenune
Right Hand Cutting
Neutral version
LN JleBoe ToueHue
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AV

TOOLCUT

ObPABOTKA KAHABOK 1 GROOVING

Oé603HaueHue
(Item Number)

6SG R 06W 11T
6SG R 08W 14T
6SG R10W 18T
6SG R 15W 33T
6SG R 20W 38T
6SG R 25W 38T

JIMHEMKA UHCTPYMEHTA SWISS

SWISS-LINE

MpaBoe ToueHwne | right hand cutting

4
T
|
W +0.02 T max

0.6 11
0.8 14
1.0 1.8
1.5 3.3
2.0 3.8
25 3.8

0
0
0.05
0.05
0.10
0.10

Mopava, MM/06
(Feed mm/rev)

0.01-0.06
0.02-0.07
0.02-0.09
0.02-0.12
0.02-0.13
0.02-0.14

Mpu 3aKa3e MHCTPYMEHTa fNisi neBoro ToueHus ykaxute 6SG L eMecto 6SG R | For Leff Hand specify 6SG L instead of 6SG R

ObPABLOTKA KAHABOK 1 GROOVING PROFILING

Oé6o3HaueHue
(Item Number)

6SR R OSR 25T
6SR R 08R 30T
6SR R 10R 38T
6SR R 12R 38T

MonHbln pagmyc, Nnpasoe ToueHue | full radius, right hand cutting

R+ 0.03

0.50
0.80
1.0
125

T max

25
3.0
3.8
3.8

Mopayva, MM/06
(Feed mm/rev)

0.02-0.09
0.02-0.09
0.02-0.13
0.02-0.14

Mpwu 3aKa3e MHCTPYMEHTa sl neBoro ToueHus ykaxute 6SR L Bmecto 6SR R | For Left Hand specify 6SR L instead of 6SR R

EHJI
i}

Cnnaebl
(Grades)

XTiAIN K20

EHJI
i

Cnnaebl
(Grades)

XTiAIN K20
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AV

OTPE3KA | PARTING OFF

JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

w
a
RR RN
Mpaeoe ToueHwme | right hand cutting
Cnnasbl
Oéo3HaueHune Y, « R Mopayva, MM/06 (Grades)
(Item Number) (Feed mm/rev) .
XTiAIN K20
6SP RR 10W 38T 1.0 15 3.8 0.02-0.09 . o
6SP RL 10W 38T 1.0 15 3.8 0.02-0.09 o .
6SP RN 10W 38T 1.0 (o] 3.8 0.02-0.09 . .
6SP RR 15W 38T 1.5 15 3.8 0.02-0.13 o .
6SP RL 15W 38T 15 15 3.8 0.02-0.13 . .
6SP RN 15W 38T 1.5 (o} 3.8 0.02-0.13 o ©
6SP RR 20W 38T 2.0 15 3.8 0.02-0.13 . .
6SP RL 20W 38T 2.0 15 3.8 0.02-0.13 o ©
6SP RN 20W 38T 2.0 [o] 3.8 0.02-0.13 . .
Mpwu 3aKa3e MHCTPYMeHTa Ans neeoro ToueHus ykaxxute 6SP L sMecto G6P R | For Leff Hand specify 6SP L instead of G6P R
6SP LL emecto G6P RL 6SP LL instead of G6P RL
6SP LN Bmecto G6P RN 6SP LN instead of G6P RN
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AvA JIMHEMKA UHCTPYMEHTA SWISS

TooLcuTt SWISS-LINE

ObPATHOE TOYEHHE | BACK TURNING

W

t L

A Y
T H _.B
]
a
v
A

MpaBoe ToueHue | right hand cutfing

Oé03HaueHne R R T Mopayva, MM/06
(Item Number) o B R w max B H (Feed mm/rev)
6SB R 30A 30 12 0.1 2.6 3.8 0.5 3.8 0.05-0.12

Mpu 3aKa3e MHCTPYMEHTa ANis NeBOro ToueHus ykaxute 6SB L BMecto 6SB R | For Left Hand specify 6SB L instead of 6SB R

CnnaBbl
(Grades)

XTiAIN K20

IPOLJOJILHOE / TOPIIEBOE TOYEHNE | FRONT TURNING

R
T
MpaBoe ToueHue | right hand cutfing
Oéo3HaueHue T R Mopayva, MM/06
(Item Number) max (Feed mm/rev)
6SF R 38T 3.8 01 0.05-0.12

Mpwu 3aKa3e MHCTPYMEHTa NS NeBoro ToueHus ykaxute 6SF L BMecto 6SF R | For Left Hand specify 6SF L instead of 6SF R

Cnnaebl
(Grades)

XTiAIN K20

SCHWARZ | 205



Av JIMHEMKA UHCTPYMEHTA SWISS
TOOLCUT SWISS'LINE

PE3bBA - HEMO/IHLIN TPODHITE 60°
THREADING - PARTIAL PROFILE 60’

Mpaeoe ToueHwme | right hand cutting

LWar
Oéo3HaueHune (Pitch Range)
(Item Number) _
MM HUTOK/ AIoiM
6ST R 60A 0.5-1.5 48-16
6ST R 60G 1.75-3.0 14-8
6ST R 60AG 0.5-3.0 48-8

PE3bBA - HEITOJIHbIM ITPODHITb 55°
THREADING - PARTIAL PROFILE 55°

MNpapoe ToueHue | right hand cutting

LWar

O6o3HaueHne (Pitch Range)
(Item Number) _
MM HUTOK/ AIOM
6ST R 55A 0.5-1.5 48-16
6ST R55G 1.75-3.0 14-8
6ST R 55AG 0.5-3.0 48-8

Mpwu 3aKa3e MHCTPYMEHTa fnisi neBoro ToueHus ykaxute 6ST L BMecto 6ST R | For Left Hand specify 6ST L instead of 6ST R
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AvA JIMHEMKA UHCTPYMEHTA SWISS

TooLcuTt SWISS-LINE

ObPALOTKA KAHABKY 1104 CTONOPHOE KOJIbL0 110 bin471 1 472
RETAINING RING FOR BORES oivaz1 1472

f

lMpaBoe

Mpaeoe ToueHrme | right hand cutting

HoMwuH. wnpuHa Cnnaebl
O6o3HaueHue KaHaBKKn W-0.05 T max R Mopaua, MM/06 (Grades)
(Item Number) (Nominal Groove : (Feed mm/rev) .
Width) XTiAIN K20
6SD R12W 31T 110 1.24 3.1 0.05 0.02-0.09
6SD R14W 33T 1.30 144 3.3 0.05 0.02-0.12

Mpu 3aKa3e MHCTPYMEHTa sl neBoro ToueHus ykaxute 6SD L Bmecto 6SD R | For Left Hand specify 6SD L instead of 6SD R
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AvA JIMHEMKA UHCTPYMEHTA SWISS

TooLcuTt SWISS-LINE

THREAD %T URNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: P6SAR 1212 K

P6 S A R 1212 K

P6 = [lepxabka S= Huﬂeﬁka A = BHewwHss DnuHa pepxaBku
Toolholder Swiss External Length of Toolholders
K= 125mm
R = Mpasas M= 150 mm
Right Hand
L = Jlerasa
Left Hand CeueHune XBOCTOBMKA

Shank Cross Section

>
1212 =12 x 12 Mm

L

BHELWIHUE OEP)KABKU EXTERNAL TOOLHOLDERS

[epxapkn co ckposdHon nogadyein COX gns BHELIHEro TOYeHMs Ha cTaHkax Tuna Swiss. COX nof BbICOKUM OaBleHNeEM
noJaeTcs NPsSMO K pexyLLen KPOMKe NaCTUHbI, YTOObl OTBECTU CTRYXKY U M3GeXaTb NOSBAEHNS HAPOCTOB. Bkitovaet
KOHHekTOp nogaun COX gns 6bICTPOM Hanagku cTtaHka.

Coolant through toolholders, for external turning in Swiss type lathes machines. The high pressure coolant is directed towards
the insert cutting edge in order to evacuate the chips created and avoid build up edge. Including a coolant connector for
fast attachment on the machine.
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AV

TOOLCUT

SWISS-LINE

JIMHEMKA UHCTPYMEHTA SWISS

BHELUHIWE [JEPYHABKN | EXTERNAL TOOLHOLDERS

Y S—
B1 .

EY
Oé60o3HaueHue
(Item Number) = . .
P6SAR 1212 K 12 12 20
P6SAR 1616 K 16 16 20
P6SAR 2020 K 20 20 20
P6SAR 2525 K 25 25 20

* Bes BHyTpeHHei nopaun COX | Without internal coolant

Mpu 3aKa3e HCTPYMEHTa fisi neBoro ToueHus ykaxute P6SAR L BMecto P6SAR R | For Left Hand specify P6SAR L instead of P6SAR R
[lepaBKu C MOKPbITUEM CTOMKME K abpa3nBHOMY u3Hocy | Coated holders provides high abrasive resistance

PEXXUMbI PE3AHUS AN NNACTUH (CUTTING DATA INSERTS)

Cnnas (Grade):
XTiAIN

KoHHekTOp COX L
Coolant Connector 4
4. HI1 A
B ® H
L i ] S Y Ly
A
|
MNpaeoe ToueHwue | right hand cutting
BUWHT nnacTuHbl Kntou Torx KoHHekTop COX
L H1 F B1  (Insert Screw (Key Torx +) (Coolant connector)
Torx +) y MM @
125 23 12 16 S16LP K16P o4/ @6
125 27 16 16 S16LP K16P oL | @6
125 31 20 20 S16LP K16P o4/ @6
125 36 15 25 S16LP K16P oL | @6

Cy6MUKPOHHBIR Cniae C TPexcnonHbiM PVD nokpbITMeM i CTanu, HepXaBetoLLern CTanu, TuTaHa U TBePObIX MaTepuanos.
PVD ftriple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard materials.

K20

Cy6MUKPOHHBIA TBEPALIN CNAaB 6€3 NOKPLITUS 19 aNtOMUHUS U LIBETHBIX METANNOB, HEPXAaBEIOLLEN CTaau 1 TUTaHa.
Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and Titanium.

CKOpOCTb pe3aHnsi M/MUH
_ (Cutting Speed mM/muH)
ISO OépabaTtbiBaeMblit MaTepuan
K20 XTiAIN

Huskoyrnepopucras n cpefnHeyrnepoaucTas ctanb <0.55%C : 80-150
Low and Medlium Carbon Steels <0.55%C
Beicokoyrnepopguctas ctanb 20.55%C : 70-120
High Carbon Steels 20.55%C
TNernpopaHHas cTanb, CTanb Nocne TepMoodépadoTKu ) 20-80
Alloy Steels, Treated Steels
Hepxaeetowas ctanb - PeppuTHas . .
Stainless Steel-ferretic S Y
HepxapetoLas cTanb - AyCTeHWUTHas X y
Stainless Steel-Austenitic ALY Uy
JluteiHas ctanb
Cast Steels 30-80 50-120
YyryH ~ )
Cast lron 50-120 60-130
AntoMuHuin £12%Si, Meab
Aluminum <12%Si, Copper Lzt
AntoMuHui >12%Si
Aluminum >12% Si 90-200
CWHTETUY. MaTepuarbl, PeaKTOMNaCTbl, TEPMOMNACTbI 70-150
Synthetics, Duroplastics, Thermoplastics
Cninasbl HUKeNs, CrnaBbl TUTaHa
Nickel Alloys, Titanium Alloys 2ees Sty
3akaneHHas cranb, 45-50HRc B 20-50
Hardened Steel, s45 HRc
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TOOLCUT
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AVA

TOOLCUT

8 TBEPAOCTIABHbI PACTOYHOW UHCTPYMEHT
SOLID CARBIDE BORING TOOLS
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AvA TBEPAOCMNJIABHbIN PACTOYHOW UHCTPYMEHT
TooLcuTt SOLID CARBIDE BORING TOOLS

LETIBHLIE TBEPAOCI/IABHBIE bOPLUTAHIN N TTIACTHHAL/
SOLID CARBIDE BORING BARS AND INSERTS

L
|o |

Lk
F ®
T

C kaHanom gna COX
with Internal Coolant Bore

MuH. AunaMeTp oTBepCTuUs

O60o3HaueHue : X Bunt
Ty e ey D L F Min. Bore Diameter (Screw)
IR06-0S ) 100 3.3 6.5 SO
IR08-1S 8 125 4.3 8.6 SO
IR10-0S 10 150 5.3 10.6 SO

Oéo3HaueHue nnactunbl (Insert Ordering Code): OIRSTUTIAIN
Pagnyc npu BeplumHe | Nose radius R = 0.2 MM

TokapHas o6paéoTka P PHbIX oTBepcTUit Ha cTp. 106-119 | For turning small bores see pages 106-119

Kntou Torx
(Torx Key)

™6
X6
™6

212 | SCHWARZ




AVA

TOOLCUT

BUXPEBbIE PE3bBOHAPE3HbIE TrOJIOBKU

THREAD WHIRLING

AN UAEANIBHOM OJIMHHOWM PE3bBbl HA CTAHKAX C YNy TUMA SWISS
(FOR PERFECT LONG THREADS ON CNC SWISS-TYPE LATHES)

Hape3aHue pe3bbbl BUXPEBBIMM FOSTIOBKAMU —

3TO ObICTPbIN M TOYHbIA METOA Hape3aHUA AANHHON
pe3bbbl, Pe3bbbl Ha MeNIKOPA3MepPHbIX AeTanax

13 pefKnx MaTepuranos, TakMxX Kak TUTaH,
Hep»aBetwasa ctanb unu NHKoHenb.

MnacTviHbI ¥ TONOBKM AN1A BUXPEBOTO Hape3aHus
pe3bbbl MOTyT 06pabaTbiBaTh LIVPOKNIA

[AVana3oH MeANUMHCKNX AeTanei, Hanprumep,
3yOHble MMMAaHTbl U BUHTbI A5 KOCTEW, AeTanu
aBTOMOOWbHOWN NPOMbILWAEHHOCTU U MEfIKNE AeTanu
NnonynpoBOgHUKOB.

Mpouecc pe3aHnsa NPor3BOANTCA NPU ObICTPOM
BMXPEBOM 3KCLEHTPVKOBOM BPaLLEHUN FOSTIOBKY U
Me[1eHHOM BpalLeHn 3aroToBKY. BpawatensHoe
LBVKEHME 3aroTOBKY U MPOAOJIbHOE NepeMeLleHmne
rosIoBKu GpopMumpyeT Tpebyemblii Liar.

Thread Whirling is a fast and accurate way to
thread long, small diameter parts made of exotic
materials such as titanium, stainless steel and
Inconel.

Whirling inserts and holders can produce a wide
range of medical parts such as dental implants
and bone screws, automotive parts and small
semiconductor parts.

Cutting is the result of the whirling unit rotating
eccentrically at high speed about the slowly
rotating workpiece. The desired thread length

is achieved through rotational motion of the
workpiece and longitudinal motion of the
whirling unit correspondig to the required pitch.

HanpaeneHve
BALLEHNS BUXpEeBOM
rOfIOBKM
(Turning
direction of the

whirling unit)

/ HanpaeneHne

o BpAaLleHNs
3aroToBKM
(Turning
direction
of the
workpiece)

Teepppbit cnnae (Carbide Grade):

TIAIN - MmenkosepHUCThI cnnae ¢ nokpbitnem PVD TIAIN gns HepxaeetoLmx cTanen,

penknx n MegULUMHCKNX MaTepunanos.

TIAIN-PVD TiAIN coated submicrograin for stainless steel, exotic and medical materials.
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Av BUXPEBDBIE PE3BbBOHAPE3HbIE TOJIOBKH
TooLcut THREAD WHIRLING TOOLS

NMPEUMYLLECTBA BUXPEBOIO HAPE3AHUSA PE3bbbl
(THREAD WHIRLING ADVANTAGES)

Buxpeeoe HapesaHue pe3b6bl UMEET HECKOJIbKO NMPEUMYLLECTB MO CPaBHEHUIO C 06PaboTKON pe3b6bl
OfHOTOYEYHbIM MHCTPYMEHTOM:
(Thread Whirling offers several advantages over single point threading):

YBenuueHHasi npoussogutenbHocTb (Increased Productivity):

Buxpesoe HapesaHue pe3b6bl MPOUCXOAMUT 38 OAMH NPOXOL, YTO COKPALLAET MalLMHHOE BPeMs. DTUM LaHHbIA METOL, BbIrOQHO
OTIMYAETCS OT Hape3aHUs Pe3bObl OLHOTOYEUHBIM MHCTPYMEHTOM, KOTOPOE TPEeBYET HECKOJBKO NMPOXOLOB.

Buxpepoe HapesaHue peabdbl NO3BONSET PadoTaTh Ha BLICOKMX PEXMMaX NMOLaYM, YTO COKPALLAET BPEMS LinKIa.

Thread Whirling is performed in a single pass, resulting in a shorter machining time. This eliminates multiple passes required for
a single point threading. Thread whirling allows working at high feed rates and consequently short cycle times.

OueHb BbICOKOE KauecTBO NOBEPXHOCTH U TouHas reometpus (Very high surface quality and accurate
geomeiry):

Mcnonb3obaHue [0 8 pexyLUmx KPOMOK, TOYHasi COOCHOCTb, CrielparnibHasi reOMETPUS PEXYLLEN KPOMKM U OMTUMAIbHbINA
CTPYXKOOTBOA, GOPMUPYIOT MOBEPXHOCTb BEICOYANLLErO KIlacca 6e3 3ayCeHLEB.

The use of up fo 8 cutting edges, higher concentricity, special cutting edge geometry and optimal chip evacuation, enable
fop quality surfaces to be produced without burr.

Donruii cpok cnyxébl MHCTpyMeHTa (Long fool life):

[TnacTuHbl A9 BUXPEBOro HapesaHus pesbobl MMEIOT 6oee MOLLHBIE PeXYyLLMEe KPOMKU MO CPABHEHUIO C OQHOTOUYEYHbBIM
MHCTPYMEHTOM, MOTOMY UTO OUMCTKA PEXYLLE YaCTH MNACTUHbI MPOUCXOOUT 38 CHET BPALLEHUS BUXPEBOTO LNUHAENS,

a He 3a CYeT yhaneHunsa Matepuana nog pexyluen KPOMKOW.

Whirling inserts have a stronger cutting edge than single point fools, because cutter side clearance is achieved by rotating
the whirling spindle and not by relieving material under the cutting edge.

BbicTpas Hanagka (Faster Sefup):

Buxpepoe HapesaHue pe3bbbl He TPedyeT CneLmarnbHbiX YCTPOMCTB M JOPOMMX CTapTOBbIX KOMMIEKTOB.

Thread whirling eliminates special support devices and expenses startup development costs.

KomneHcauus npu 6onblumx yrnax nogbeMa BUHTOBOM nuHun (Compensation of large helix angles):

Bonblure yrnbl nogbemMa BUHTOBOM JIMHUN MOXHO CKOMMEHCUPOBATL PEryNMPOBKOM BUXPEBOIO 6110Ka.
Large helix angles can be compensated by adjustment of the whirling unit.

« OpHa BMXpeBasi FO/IOBKAa MOXKET MCMOJIb30BaTbCs - one toolholder can be used for various
ANA Pa3NNyHbIX ONepaLnii. applications
« Bce ronoBku ABNAIOTCA CTaHAAPTHOWM CKaACcKom - all toolholders are standard stock items
I - for each application, there're special inserts
+ TnacTuHel IPOU3BOAATCA NOA 3aKa3. - the toolholders are designed according to
« [0N0BKM CKOHCTPYMPOBaHbI A7 KaXKA0ro Tuna different machine types and manufacturers
SICUEHIIPOHBEOARIC 2 - special adaptors for machine heads are
« JlocTynHbl cneymanbHble agantepbl A4A Pa3InyHbIX available as stock items

6ab0K CTaHKOB KakK CKNafCcKume nosmuum.
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Av BUXPEBDBIE PE3BbBOHAPE3HbIE TOJIOBKH
TooLcut THREAD WHIRLING TOOLS

THREAD %’URNING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: STW404186

ST W 40 418 6
ST = MeTtop Kpennenus OuameTp KpennexHus Kon-Bo nnactuH
Clamping Method ronoBKuU No. of Inserts
Clamping Diameter
of the Holder

W= Buxp. ronoeka

Whirling Paéounii guametp
Cutting Diameter
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Av BUXPEBDBIE PE3BbBOHAPE3HbIE TOJIOBKH
TooLcut THREAD WHIRLING TOOLS

BHXPEBAA PESbLOHAPESHAA IO/TIOBKA W TEPEXGIHIK
WHIRLING HEAD AND ADAPTER

]
ol
ko]
CraHoK
'Machine type,
Oéo3HaueHne SLEHIENELLD f 02 Pa3mep
nepexoaHuka ronosku NNacTUHbI =Ly Kniou Torx
(Whirling Adapter (thlrlz_glgead Npoussoautens Monent % [ (Insert (I:::r:?:r:w ) (Torx Key)
Item Number) (Manu- | Size)
Number) e (Model)
STW4012 418 - 6 ) 16 SW16 KW16
SV12 / SV20 12 40
STW4012 424 - 8 8 n SWN KW
STW4012 419 - 6 Star Star 6 16 SW16 KW16
SR20 / ECAS20 12 40
STW4012 425 - 8 8 n SWN KW
STW4512 422 - 6 6 16 SW16 KW16
M12 / M16 12 45
STW4512 426 - 8 8 1 SWM KW
STW4512 423 - 6 PCM Citizen 6 16 SW16 KW16
M20 / M32 12 45
STW4512 427 - 8 8 n SW KW
STW4012 420 - 6 Tornos Deco 13/ 20
Tornos Evo Deco 16 / ) 12 40 16 SW16 KW16
STW4012 419 - 6 W&F Deco 13
STW4116 421 - 6 Traub Traub TNL26 / TNK36 6 16 41 16 SW16 KW16
STW4012 604 - 6 Maduala Hanwha XD20 ) 12 40 16 SW16 KW16
STW4012 417 - 5 PCM Maier ML20D 6 12 40 16 SW16 KW16
STW4512 642 - 6 PCM N SA20 ) 12 45 16 SW16 KW16
exturn
STW4212 557 - 6 WTO SA20 6 12 45 16 SW16 KW16
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AVA

TOOLCUT
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AVA

TOOLCUT

1 O ®PE3EPHbIE PE3bBOBDIE MNJIACTUHbI U HABOPDI
THREAD MILLING INSERTS AND KITS
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Av ®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD MILLING INSERTS

THREAD %MII.I.ING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: 30EX12UN TiAIN

30 EX 12 UN TiAIN
Lar pe3bébi MokpbiTHe
Thread Pitch Coating
TiALN
A
|4—>| Mpodunb pe3bbnl
12 Thread Profile
14 ISO
21 UN
30 WHIT
40 NPT
NPTF
BSPT
NPS
NPSF
PG
EX = BHewHsasa Exfernal

IN = BHyTpeHHss Infernal
EX/IN = BHeluHss + BHyTpeHHss
External +Internal
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AVA

TOOLCUT

IS0

LWar
(Pitch)
P
0.50 EXT
0.50 INT
0.75 EXT
0.75 INT
1.00 EXT
1.00 INT
1.25 EXT
1.25 INT
1.50 EXT
1.50 INT
1.75 EXT
1.75 INT
2.00 EXT
2.00 INT
2.50 EXT
2.50 INT
3.00 EXT
3.00 INT
3.50 EXT
3.50 INT
4.00 EXT
4.00 INT
4.50 EXT
4.50 INT
5.00 EXT
5.00 INT
5.50 EXT
5.50 INT
6.00 EXT
6.00 INT

H
T

* OpHa pexylas KpoMKa | one cutting edge

®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
THREAD MILLING INSERTS

A=12 MM

*12INO.5ISO

*12INO.75ISO

*12IN1.0ISO

*12IN1.25ISO

*12IN1.5I1SO

6.3
29

A=14 MM

14INO.5ISO
14EX0.751SO
14INO.7SISO
14EX1.01SO
14IN1.0ISO
14EX1.251SO
14IN1.251SO
14EX1.51SO
14IN1.5ISO
14EX1.75ISO
14IN1.75ISO
14EX2.0ISO
14IN2.0ISO
14EX2.51SO
14IN2.51SO

75
3.1

A=21 MM

21EX1.0ISO
21IN1.0ISO

21EX1.51SO
21IN1.5ISO

21IN1.751SO
21EX2.0ISO
21IN2.0ISO
21EX2.5ISO
21IN2.5ISO
21EX3.01SO
21IN3.0ISO

21IN3.5ISO

12
4.7

A=30 MM

30EX1.5ISO
30IN1.5ISO

30EX2.01SO
30IN2.0ISO

30EX3.0ISO
30EX3.0ISO
30EX3.5I1SO
30IN3.5I1SO

30EX4.0ISO
30IN4.0ISO

30IN4.5ISO

30IN5.0ISO

30INS.51SO

16
5.5

[ Npoduns | Profile |

A=40 MM

40EX1.51SO
40IN1.51SO

40EX2.01SO
40IN2.0ISO

40EX3.01SO
40IN3.01SO

40IN3.5ISO
40EX4.01SO
40IN4.0ISO

40IN4.51SO
40EXS5.01SO
40INS.0ISO

40INS.S5ISO
40EX6.01SO
40IN6.0ISO

20
6.3

Cnnas
(Grade)
TiAIN
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AV

TOOLCUT

UN uNnc, UNF, UNEF, UNS

LUar, HuToK/
BIONM
(Pitch TPI)
P
32 EXT

32INT
28 EXT
28 INT
27 EXT
27 INT
24 EXT
24 INT
20 EXT
20 INT
18 EXT
18 INT
16 EXT
16 INT
14 EXT
14 INT
12 EXT
12 INT
T EXT
TINT
10 EXT
10 INT
9 EXT
9 INT
8 EXT
8 INT
7 EXT
7 INT
6 EXT
6 INT
S EXT
S INT
4.5 EXT
4.5 INT
4 EXT
4 INT

H
T

®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
THREAD MILLING INSERTS

§

A=12 MM

*12IN32UN

*12IN28UN

*12IN24UN

*12IN20UN

*12IN18UN

*12INT6UN

6.3
29

* OpHa pexylas KpoMka | one cutting edge
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A=14 MM

14EX32UN
14IN32UN
14EX28UN
14IN28UN

14IN27UN
T4EX24UN
14IN24UN
14EX20UN
14IN20UN
14EX18UN
14IN18UN
T4EX16UN
14IN16UN
14EX14UN
14IN14UN
14EX12UN
14IN12UN
T4EXT1UN
14INTIUN
T4EXTOUN
14INTOUN

*14IN9UN

75
3.1

A=21 MM

21EX24UN
21IN24UN
21EX20UN
21IN20UN
21EX18UN
21IN18UN
21EX16UN
21IN16UN
21EX14UN
21IN14UN
21EX12UN
21IN12UN

21EX10UN
21INTOUN

21INSUN

21IN7UN

12
4.7

A=30 MM

30EX20UN
30IN20UN
30EX18UN
30IN18UN
30EX16UN
30IN16UN
30EX14UN
30IN14UN
30EX12UN
30IN12UN

30EX10UN
30INTOUN

30EX8UN
30INS8UN

30EX6UN
30IN6UN

30INSUN

16
5.5

[ Mpoduns | Profile ]

Cnnas
A=40 MM (Grade)
TiAIN

LOEX16UN .
40IN16UN .
4OEX14UN .
40IN14UN L
40EX12UN .
40IN12UN .
4OEXT0UN .
40INTOUN .
4OEX8UN .
40INSUN U
4OEX6UN .
40IN6UN o
40IN4.SUN Ll
40IN4UN .

20

6.3



Av ®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD MILLING INSERTS

WHIT BSWJ BSFJ BSP Profil | Profile

P
ENVAVAVAVAVAVAVAN 60°
R=0,137P

A

Y
A > )‘ T ‘(

O[fHa NNacTMHa 01 BHELLHE M BHYTPEHHE peabbbl | same insert for external and internal thread

LUar, HuToK/
AlonM Cnnas
: A=12 MM A=14 MM A=21 MM A=30 MM A=40 MM (Grade)
(Pitch TPI) .
p TIAIN
24 14EX/IN24W .
20 14EX/IN20W 21EX/IN20W .
19 *12EX/IN19W 14EX/IN19W 21EX/IN19W .
16 14EX/IN16W 21EX/IN16W 30EX/IN16W .
14 14EX/IN14W 21EX/IN14W 30EX/IN14W .
n 14EX/INTTW 21EX/IN1TW 30EX/INTIW LOEX/INMIW o
8 4OEX/IN8W .
H 6.3 75 12 16 20
T 29 3.1 4.7 55 6.3

* OpHa pexylas KpoMKa | one cutting edge

BSPT Mpodwuns | Profile

~ P,
P 275° 215
gy /
MnactuHbl L1151 KOHUYECKOM R:0,137| %0°

A
P
pesbébl C OAHOM PEXyLLEN 9
KPOMKOW MOAXOAST /1 H KoHycHocTsb 1:16
BHELLHE 1 BHYTPEHHeN O
pe3bobl.

Conical pipe thread \ 4
milling inserts are one

sided and may be used A *)‘ T ‘4;
for both external and o
internal threading)

®dpesepHble pe3bboBble NMNacTUHbI A1 KOHMYeckon pesdbébl | Thread milling inserts for conical pipes

LUar, HuTOoK/
I0AM Cnnas
A A=12 MM A=14 MM A=21 MM A=30 MM A=40 MM (Grade)
(Pitch TPI) .
P TiAIN
19 12EX/IN19BSPT 14EX/IN19BSPT .
14 14EX/IN14BSPT 21EX/IN14BSPT .
n 21EX/INT1BSPT 30EX/INTIBSPT 4OEX/INTIBSPT .
H 6.3 75 12 16 20
T 29 3.1 4.7 55 6.3

TeeppocnnaeHble ¢pesbl ANisi NOArOTOBKM NOBEPXHOCTHU MO, KOHMYECKYIo pe3bby Ha cTp. 265 | For preparation use tapered solid carbide milling cutters see page 265
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Av ®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD MILLING INSERTS

NPT

[ Npoduns | Profile |
P
g 30°30°

.
|
%

MnacTnHbl Ans KOHMYECKon
pe3b6bl C OOHON PexyLLen
KIPOMKOW NOAXOAsT Ans
BHELLHEN U BHYTPEHHEN
PE3L6bI h /
Conical pipe thread A
milling inserts are one
sided and may be used
for both external and
internal threading)

=

T

A
Y

Ddpe3epHble pe3b6oBble MNacTUHbl A KOHUYeckom pe3bdhbl | Thread milling inserts for conical pipes

War, HuTok/
Lol CnnaB
A A=12 MM A=14 MM A=21 MM A=30 MM A=40 MM (Grade)
(Pitch TPI) .
p TiAIN
18 IN18NPT 14EX/IN18NPT .
14 14EX/IN14NPT 21EX/IN14NPT .
1.5 21EX/INT1.5NPT 30EX/INT1.5NPT 4OEX/INT1.5NPT .
8 30EX/INSNPT 4OEX/INSNPT .
H 6.3 75 12 16 20
T 29 3.1 4.7 55 6.3

NPTF

[ Npoduns | Profile |
P
> 30%30°

y

|
g
J

pe3b6bl C OOHOMN PexyLLen
KPOMKOW NMOAXOAsT AN1st
BHELLHEN U BHYTPEHHEM Y
pe3bobl

Conical pipe are one A
sided and may be used

for both external and

internal threading)

[TnacTuHbl ona koHndeckon  H ‘ 90"

®pesepHble pe3b6oBble NAaCTUHbI 415 KOHNYeckon pesbdbl | Thread milling inserts for conical pipes

LLlar, HuTOK/
IOAM CnnaB
A A=12 MM A=14 MM A=21 MM A=30 MM A=40 MM (Grade)
(Pitch TPI) .
b TIAIN
18 12EX/IN18NPTF 14EX/IN18NPTF .
14 14EX/INTGNPTE  21EX/IN14NPTF .
1.5 21EX/INTLSNPTF | 30EX/INTLSNPTF | 40EX/INTI.SNPTF .
8 30EX/INSNPTF  4OEX/INS8NPTF .
H 63 75 12 16 20
T 29 31 47 55 63

TeeppocnnaeHble $ppesbl A1l NOAroTOBKMU NOBEPXHOCTHU NOJ KOHUYECKyYIo pe3bly Ha cTp. 265 | For preparation use tapered solid carbide milling cutters see page 265
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AV

TOOLCUT

NPS

®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
THREAD MILLING INSERTS

A > %‘TF

Mpoduns | Profile
P

<——>|

89

OfHa MNacT1Ha 4715 BHELIHEN U BHYTPEHHEN pe3bbbl | same insert for external and internal thread

LU ar, HuToK/
AloNM _ _ _ _
(Pitch TPI) A=12 MM A=14 MM A=21 MM A=30 MM
P
18 *12EX/IN18NPS 14EX/IN18NPS
14 14EX/IN14NPS 21EX/IN14NPS
1.5 21EX/INT1.5NPS 30EX/INT1.5NPS
8 30EX/INSNPS
H 6.3 75 12 16
T 29 St 4.7 5.5
* OpHa pexywas KpoMka | one cutting edge
i
FAAAAAAAA

Tl

Cnnae
A=40 MM (Grade)
TiAIN
40EX/INT1.5NPS .
4OEX/INSNPS .
20
6.3

Mpodwuns | Profile
P

| €<——>|

7

oflHa NyacTMHa Anst BHELLHeR U BHYTPeHHen pe3bbbl | same insert for external and internal thread

Lar, HuTok/
RIOAM _ —
(Pitch TPI) A=12 MM A=14 MM
P
18 *12EX/IN18NPSF 14EX/IN18NPSF
14 14EX/IN14NPSF
1.5
8
H 6.3 75
T 29 3.1

* OpHa pexylas KpoMKa | one cutting edge

Cnnae
A=21 MM A=30 MM A=40 MM (Grade)
TiAIN
21EX/IN14NPSF .
21EX/IN11.5NPSF |30EX/IN11.5NPSF |4OEX/|N11.5NPSF .
30EX/INSNPSF 40EX/INSNPSF L
12 16 20
4.7 55 6.3
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Av ®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
TooLcut THREAD MILLING INSERTS

PG DIN 40430

Mpodwuns | Profile

TAVAAYAVAVAVAN 2N

O[fHa NNacTMHa s BHELLHEW M BHYTPEHHEe pesbbbl | same insert for external and internal thread

LWar, HuTok/

10MM Cnnae
(Pi’:c = A=14 MM A=21 MM A=30 MM (Grade)
b TiAIN
8 14EX/IN18 PG 21EX/IN18 PG .
(PG 9,11, 13.5, 16) (PG 16)
" 21EX/IN16 PG 30EX/IN16 PG .
(PG 21, 29, 36. 42, 48) (PG 36, 42, 48)
H 75 12 16
T 31 47 56
”NJ Mpodwuns | Profile
P

NN

§

A . Tl

A

OfiHa MnacTuHa OJ1sl BHELLHEN U BHYTPEHHEN pe3bbbl | same insert for external and infernal thread

LU ar, HuToK/

e Cnnas
(Pitch TPI) A=14 MM A=21 MM (G.rade)

p TiAIN
24 14EX24UNJ 21EX24UNJ .
20 14EX20UNJ 21EX20UNJ .

18 14EX18UNJ 21EX18UNJ .

16 14EX16UNJ 21EX16UNJ J
14 14EX14UNJ 21EX14UNJ .

12 14EX12UNJ 21EX12UNJ U

H 7.5 12

T 3.1 4.7

Ins BHyTPeHHUX pe3b6é UNJ 06bIMHO MCMONb3YIOT MIACTUHBI C HENONHbIM Npodunem UN
For internal UNJ threads it is common to use UN inserts as partial profile tool
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AV

TOOLCUT

®PE3EPHDIE PE3bBOBDIE MJIACTUHDI
THREAD MILLING INSERTS

AMEPHKAHCKAA YNOPHAA PE3bbA

Buttress

Mpoduns | Profile

P,

50

oflHa NnacT1Ha st BHELWHeR U BHYTPeHHen pe3bbbl | same insert for external and internal thread

LUar, HuTok/
AoNM _

(Pitch TPI) (il L
P
16 21EX/IN16ABUT
12 21EX/IN12ABUT
10 21EX/IN10ABUT
8 21EX/INSABUT
6
4
H 12
T 4.7

A=30 MM

30EX/IN16ABUT
30EX/IN12ABUT
30EX/IN10ABUT
30EX/INSABUT
30EX/IN6ABUT
30EX/IN4ABUT*

16
5.6

Mnactunbl ABUT ¢ opHom pexyweit kpomkoin | ABUT thread milling inserts are one-sided
*MnacTuHbI ANs UICNONb30BaHUS TONBKO C MHOTONEe3BUiHbIMU ppe3amu | Inserts fo be used only on Multi-Insert toolholders

ACME

P

A

JAVAVAVAVAVAVAVAY

O

A

A=40 mm

4OEX/IN4ABUT

20
6.3

e

Cnnae
(Grade)
TIAIN

Mpodwuns | Profile

T

O[Ha NNacTUHa OJ1st BHELWHEN W BHYTPEHHEMN peabbhbl | same insert for external and internal thread

Lar, HuTok/
(Pi?cwlr I;I'Pl) (AN
P
12 21IN12ACME
10 21INTOACME
8 21INSACME
[}
5
4
3.5
3
H 12
T 4.7

* OpHa pexywas KpoMmKa | one cutting edge

A=30 MM

30IN12ACME
30INT0ACME
30INSACME
30IN6ACME
30INSACME
30INSACME*

16
5.6

A=40 mm

40IN4ACME
40IN3.5ACME
40IN3ACME*«

20
6.3

**MnacTUHbl 4511 UICNONb3OBAHMSA TONbKO C MHOroNe3euinHbIMU dpesamu | Inserts fo be used only on Multi-Insert toolholders

Cnnae
(Grade)
TIAIN

SCHWARZ
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AVA

TOOLCUT
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AVA

TOOLCUT

1 1 KOPMYCA PE3bBOBbIX ®PE3
THREAD MILLING TOOLHOLDERS
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Av KOPMYCA PE3bBOBbIX
THREAD MILLING TOOLHOLDERS

TOOLCUT

THREAD %MILI.ING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION

NMPUMEP | EXAMPLE: EXTMH21-21K-C

EX TMH 21 -

EX = BHewHss Paéouuii pnameTtp
External Cutting Diameter
21=21MM

TMH = Kopnyc pesbéosoi dpesbl
Thread Milling Holder
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21 K

[nuHa kopnyca
Length of
Toolholders

Pasmep nnacTuHbl
Insert Pocket Size
A
12
4
21
30
40

Kon-Bo nnacTtuH
Number
of Inserts

TeeppocnnaBHbIi
XBOCTOBUK
Carbide Shank



Av KOPMYCA PE3bBOBbIX ®PE3
TooLcut THREAD MILLING TOOLHOLDERS

TMH

C kaHanom gna COX Infernal coolant bore

OpHoneseuitHble dpesbl | Single Insert Toolholders

Oé6o3HaueHmne Paamepe! B MM (Dimensions in mm) 3aXMMHO# BUHT Kniou Torx
(Item Number) A D1 D2 D3 L1(SL) L(GL) (Insert Screw) (Torx Key)
TMHO9-12H 12 9.5 20 75 14 | 85 S12 TX12
TMH10-12H 12 99 20 76 16 85 S12 TX12
TMH12-14F 14 12.0 20 8.9 20 75 S14 X4
TMH14-14H 14 14.5 20 1.2 25 85 S14 TX14
TMH17-14H 14 17.0 20 13.4 30 85 S14 ™X14
TMH18-21H* 21 18.0 20 14.4 30 85 $21 TX21
TMH21-21H 21 21.0 20 16.5 40 94 $21 ™>@21
TMH29-30J 30 29.0 25 22.4 S0 10 S30 TX30
TMH48-40M 40 48.0 40 35.0 78 153 S40 TX40

*He nopxoput pns cnepyrowmx nnactue | Can not be used with the following inserts: 21IN3.51SO, 21INSUN, 21IN7UN, 21EX/INTIBSPT, 21EX/INT1.5NPT, 21EX/INT1.5NPTF

TMH - L

C kanHanoM pna COX Infernal coolant bore

®dpesbl C YANMMHEHHBIM XBOCTOBKKOM | long shank foolholders

Oéo3HaueHne Pasmepel B MM (Dimensions in mm) 3aXMMHOM BUHT Kniou Torx
(Item Number) A D1 D2 L(GL) (Insert Screw) (Torx Key)
TMH25-21K 21 20 25 125 S21 ™21
TMH31-30M 30 25 31 150 S30 TX30
TMH38-30M 30 32 38 150 S30 TX30
TMH48-40R 40 40 48 210 S40 TX40
[insa $pes c 6o BbINIETOM Y Te CKOPOCTb pe3aHus U nopavy Ha 20-40%

(e 3aBMCUMOCTH OT O6pabaTbiBaEMOro MaTepHana, Wara pesbébl U BbINeTa)
For holders with long overhang reduce the cutting speed and feed rate by
20% to 40%, depending on workpiece material, pitch and overhang
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Av KOPMYCA PE3bBOBbIX ®PE3
TooLcut THREAD MILLING TOOLHOLDERS

TMH

C kaHanoM gna COX Internal coolant bore

[eyxneseuitHble ¢pesbl | double sided Insert Toolholders

Oéo3HaueHmne Paamepbi B MM (Dimensions in mm) 3axumHon BuHT  Kniou Torx Kon-Bo nnactuH

(Item Number) A D1 D2 D3 L] L (Insert Screw) (Torx Key) (No. of Inserts)

TMH20-14H-2 14 20 20 16 41 93 S14 ™14 2

TMH30-21J-2 21 30 25 24 52 108 S21 TX21 2

TMH40-30L-2 30 40 32 30 70 130 S30 TX30 2

TMH50-40M-2 40 50 40 38 78 153 S40 TX40 2
TMH - L C kaHanoM gns COX (Internal coolant bore)

D1

'y 2 4
: L T
d

Kopnyca ¢pes ¢ ygnmHeHHbIM TBepaoCniaBHbIM XBOCTOBMKOM | Long Carbide Shank Toolholders

Oéo3HaueHue Paamepbi B MM (Dimensions in mm) 3aXXUMHO# BUHT Kniou Torx

(Item Number) A D1 D2 L (Insert Screw) (Torx Key)
TMH10-12KC* 12 99 8 125 S12 TX12
TMH13-14HC 14 13.2 10 10 S14 TX14
TMH13-14JC 14 13.2 10 155 S14 TX14
TMH15-14KC 14 15.2 12 175 S14 TX14
TMH21-21KC 21 21.0 16 130 S21 ™21
TMH21-21MC 21 21.0 16 200 S21 T™X21
TMH27-30SC 30 270 20 270 S30 TX30

*be3 kaHana gna COX | without coolant bore

Iina ¢pes c 60! BbUIETOM Y Te CKOPOCTb pe3aHus 1 nofauy Ha 20-40% (B 3aBMcMMOCTH OT 06pabaTbiBaeMOro MaTepmana, Wwara pesbébl U Bbineta)
Holders with long overhang reduce the cutting speed by 20-40%, depending on workpiece, material, pitch and overhang

NMPOTOKOJ UCMbITAHUI

BHyTpeHHsas pesbba (Infernal thread) M42 x 3
Fnyéuna pe3béel (Thread depth) 30.0 MM
OépabaTbiBaeMblit MaTepuan (Material) Hepxabetolas ctanb (Stainless Steel): 1.4571
UHcTpymeHT (Tool) Kopnyc (Holder): TMH21-21H
MnactuHa (Insert): 21IN3.01ISO
Pexumbl pesanus (Cutting parameters) Ve: 135 M/MuH - Fz: 0.072 mm/3y6
COX (Coolant) OMynbcus

443 peTtanu, Npu UCNONb30BaHUU O6enx PexyLLmX

CeLLiEy LR SR (iere ) KPOMOK (443 Pieces, both cutting edges were used)
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AvA KOPMYCA PE3bBOBbIX ®PE3

TootcuTt THREAD MILLING TOOLHOLDERS

‘ D2
—

D1

MHoronessuitHble dpesbl | Multi insert foolholders

Paamepsbl B MM (Dimensions in mm)

Oéo3HaueHne 3aXKMMHOW BUHT Kniou Torx Kon-Bo nnactuH

(Iltem Number) A D1 D2 L (Insert Screw) (Torx Key) (No. of Inserts)
TMH63-21C-5 21 63 22 50 S21 K21 5
TMH63-30C-4 30 63 22 50 S30 K30 4
TMH80-30D-4 30 80 27 55 S30 K30 4
TMH100-30D-4 30 100 32 60 S30 K30 4
TMH80-40D-4 40 80 27 65 S40 K40 4
TMH100-40E-4 40 100 32 70 S40 K40 4

* onTMManbHas nogada COX
(optimal coolant supply)

* COKpaLLEHME BPEMEHN 06PaBOTKM
(reduced machining time)

C kaHanom gna COX
Internal coolant bore

MHoronessuiiHble dpesbl 418 BHelHen pesbdbl | External Multi insert toolholder

Paamepbl B MM (Dimensions in mm)

Oé6o3HaueHue 3a)XXUMHOWM BUHT Kniou Torx Kon-Bo nnactuH

(ltem Number) A D1 D2 D3 L u (Insert Screw) (Torx Key) (No. of Inserts)
EXTMH20-21D-3 21 22 58 20 65 25 S21 TX21 3
EXTMH30-21D-3 21 22 68 30 65 25 S21 TX21 3
EXTMH45-21E-4 21 27 83 45 70 25 S21 ™X21 4
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AVA

TOOLCUT

KOPMYCA PE3bBEOBbIX PPE3
THREAD MILLING TOOLHOLDERS

dopmyna ona nepesoda Bel6pPaHHON CKOPOCTH Pe3aHunsi B YaCTOTY BpaLLeHMs:
(Conversion of selected cutting speed to rotational speed
is calculated using the following formula):

\< Yex1000 _ 120x1000 _
3.14x30

nxD

=1274

06/MuH
RPM

Mpumep Ve=120 M/MuH

(Example) D=30 MM
D=Pabouunn gnametp
(Cutting Diameter)

BHYTPEHHSAS PE3bBA
INTERNAL THREAD

MPABAA PE3bBA
(RIGHT HAND THREAD)

JIEBAS PE3bBA
(LEFT HAND THREAD)

}

BHELUHASA PE3bBA
EXTERNAL THREAD

MPABAS PE3bBA
(RIGHT HAND THREAD)

JIEBAS PE3bBA
(LEFT HAND THREAD)
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Av TEXHUYECKAA NHOPOPMALIUA
TooLcuT TECHNICAL SECTION

BbIBOP UHCTPYMEHTA (TOOL SELECTION)
01 CBOPHBIX U LEJIbHBIX TBEPOOCTUTABHBIX PE3bBEOHAPE3HbBIX ®PE3
(FOR INDEXABLE AND SOLID CARBIDE THREAD MILLING CUTTERS)

Mpw BEIGOPE MHCTPYMEHTa MOMHUTE, UTO €ro AMaMeTP AOSIKEH
6bITb MeHbLLE framMeTpa Pe3bobl.

(Choosing a tool, please note that a tool diameter should be smal- NPABAS PE3bBA
ler than thread diameter.) (RIGHT HAND
Npumep: BHyTpeHHss pesbéa M30 x 1.5: THREAD)
Bam HyxHa pesbboBas dpesa /15 Hape3aHUs BHYTPEHHEN NpaBom
pesabéhbl ISO pnametpom d =30 MM ¢ waroM P =1.5 Mm.

(Example: Internal thread M30 x 1.5:

You are looking for a Milling Cutter fo produce d = 30 mm internal
right hand ISO thread with a thread pitch P = 1.5 mm)

BbiépaHHblit kopnyc (Chosen toolholder): TMH21-21H
Mnactuua (Insert): 21IN1.51SO TiAIN

[pn HEOEXOONMOCTH TEXHUYECKON KOHCYSbTALMN NO3BOHUTE
NpPencTaBUTENO KOMMaHWW B BalleM pernoHe. OH NoMoXeT
Bam Bbi6paTh NOAXOAALLMIA MHCTRYMEHT, @ TakXXe YNPaBASHOLLYIO
nporpammy ans Bawero craHka ¢ YIY.

(If you need technical assistance, please call your local representa-
tive and ask for help in selecting the appropriate tool as well as for
a CNC program to suit your CNC milling machine.)

BbIBOP CKOPOCTU U NOAAYU ANA PPE3EPHbLIX PE3bBOBbIX MJTACTUH
(MILL THREAD INSERTS SPEED AND FEED SELECTION)

TiAIN — Oco60 MefKo3EPHUCTLIN CraB ¢ MHOTOCOMHLIM nokpbiThem TIAIN (ISO K10 - K20) ans oépaéotku
60SbLUMHCTBA MaTEPUANOB Ha CPELHMX U BBICOKMX CKOPOCTSIX.

(TIAIN — Sub-Micron Grade with Titanium Aluminium Nitride multi-layer coating (ISO K10 - K20). This is a
general purpose grade, which can be used with all materials, it should be run at medium to high cutting speeds.)

PekoMeHayeMas nopgauva: 0.05 - 0.15 mM/3yé (Recommended Feed Rate: 0.05 - 0.15 mm/tooth)

CKopoCTb pe3aHus

ISO OépabaTbiBaeMblit MaTepuan (Cutting Speed)
Ve (M/mun) TIAIN
HuskoyrnepomucTas u cpegHeyrnepoauctas ctanb (Low and Medium Carbon Steels) 115 - 280
Bbicokoyrnepoauctas ctans (High Carbon Steels) 130 - 200
YnpouHeHHas ctans (Treated Steels) 105 - 180
HepxaBetoLas cTasb, IUTenHas HepxaBetoLwas CTab 130 - 190
(Stainless Steels, Cast Stainless Steels)
TNutenras ctanb (Cast Steels) 150 - 190

HukeneBble crinabbl, TUTaHoBble cnnasbl (Nickel Alloys, Titanium Alloys) 25 -90

Bl - -
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AVA

TOOLCUT

CEPUA L-THREAD
L-THREAD

Kopnyca v nnacTuHbl ans ¢pesepoBaHns pesbobl B ryOOKMUX OTBEOCTUSX.
Thread milling Inserts and Toolholders for machining of deep threads.

NMPEMMYLLECTBA

* YBenmyeHme npon3poanTENbHOCTH
énarogaps MHOroNe3BUNHON KOHCTPYKLUN

ADVANTAGES:
* Improved productivity due to
multi-insert toolholders

- HenonHbli Npoduib, CTaHOAPTHbIE * Partial Profile, standard or U-type

MIacTUHbI U NMnacTuHbl U-Tuna onsg
MHOXEeCTBa BUOOB Pe3b6

[nacTvMHa C 3 PeXYLLMMN KPOMKaMM
CHUWXAaET 3aTPaThl HA UHCTPYMEHT

- Manoe ycunue pesaHusa 6narogaps 1
pabéoTatoLeMy 3y6y Ha NMNacTuHy

- KOHCTpyKLMS KOopryca C KaHanamu anst
COX nosponset BeCcti 06paboTky Ha
60S1bLLION MNy6uHe

OOWH UHCTPYMEHT ANSl BHELUHEN U
BHYTOEHHEN PE3LODI

inserts for a wide range of threads

- reduced tool cost due to inserts with

three cutting edges

- low cutting resistance due fo the

single point inserts

- Holder allows a long fool overhang

and includes internal coolant

- same insert and toolholder for both

external and internal thread
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Av CEPMS$ L-THREAD

TOOLCUT L-THREAD

CEPHA L -THREAD

| L1 |
[ ]
Sll<
Y
Kopnyca v nnactuHel gns pesepopaHms pesbdbl B rMyOOKNX OTBEPCTUSX
Thread Milling Inserts & Toolholders for machining of deep threads
Pasmep nnactuHbl Kon-Bo B
O603HaueHue (Insert Size) nNacTuH e Kniou Torx
Y D D1 K] (Insert
(Item Number) (No. of (Torx Key)
L 1.C Inserts) Screw)
TMH23-2Q n 1/4 1 23.5 20 190 3 SE2 ™n

HenornHblin npoduns 60° Pasmep 2 | Partial 60° Size 2 HenonHbiin npoduns 55° Paamep 2 | Partial 55° Size 2

O603HaueHue War (Pitch) Oé603HaueHune HMTOI;I(J/aJ:IOFIM
0
(Item Number) MM HUT! _K/ (Item Number) (Pitch TPI)
LIoiM
BuyTp./
1.0-2.0 24 -12 BHyTp./BHelw. _
260D IBn:";‘E”X 075-15  32-14 255D Int./EX 24-14

Mokpeitue | Coating: TIAIN
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Av CEPMS$ L-THREAD

TOOLCUT L-THREAD

CEPUA L -THREAD

I L1 I
[ |
Sll<
Kopnyca v nnacTtuHbl s dpesepobanns pesbdbl B ryOOKNx OTBEPCTUSX
Thread Milling Inserts & Toolholders for machining of deep threads
Pasmep nnactuHbl Kon-Bo B
O603HaueHue (Insert Size) nNacTuH e Kniou Torx
Y D D1 K] (Insert
(Item Number) (No. of (Torx Key)
L 1C Inserts) Screw)
TMH31-3R 16 3/8 1.8 31 25 225 3 SE3 TX16

HenonHbin npoduns 60° Pasmep 3 | Partial 60° Size 3 HenonHblin npodwuns 55° Paamep 3 | Partial 55° Size 3

Oé60o3HaueHue War (Pitch) Oé603HaueHue HMTOI;I(J;:mﬁM
0
(Iltem Number) MM I-:i;ﬁl;/ (Item Number) (Pitch TPI)
BHyTp./
25-35 10-7 BHyTp./BHelw. .
360D DHeE.  20-30  12-8 355D Int./EX 12-8

Mokpsbitne | Coating: TIAIN
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Av CEPMS$ L-THREAD

TOOLCUT L-THREAD

CEPHA L -THREAD

L2

Kopnyca v nnactuHbl ansg ¢pesepoBaHns pesbdbl B ryGOKUX OTBEPCTUSX
Thread Milling Inserts & Toolholders for machining deep threads

—| (e
Y
Pasmep nnactuHbl
O6o3HaueHmne (Insert Size) . b
(Item Number)
L 1.C
TMH23-2NM U 1/4U 5 23

8.

HenonHbin npoduns 60° Pazmep 2N
Partial 60° Size 2N

War (Pitch)

Oé60o3HaueHue
(Item Number) MM HUTOK/
AlonM
BHyTp./ _ _
2N60D BHew. ig i g'g :‘2’ _ g

Int./EX : )
BuyTtp./ . -

2N60D-18-12 BHew. 15-20 | 13-12

Int./EX 125-175 20-14

MokpbiTne | Coating: TIAIN
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Kon-Bo
BUHT nnacTuHbI
1 L2 NNacTuH (Insert Kniou Torx
(No. of (Torx Key)
Screw)
Inserts)
150 88 3 SE2 XN
| Y
I.C.
<>
L S

HenonHbin npodunb 55° Paamep 2N
Partial 55° Size 2N

LWar
O603HaueHne HUTOK/ RIOHM
Item Number (Pitch TPI)
INSSD BHyTp./BHewu. 12-7

Int./EX



Av CEPMS$ L-THREAD

TOOLCUT L-THREAD

CEPUA L -THREAD

L1
L2 I

<
Y
Kopnyca v nnactuHbl ansg ¢pesepoBaHns pesbdbl B ryGOKUX OTBEPCTUSX
Thread Milling Inserts & Toolholders for machining deep threads
Pasmep nnactuHbl Kon-Bo B
O60o3HaueHne (Insert Size) nnacTuH VHT MAACTUHBL 1 iou Torx
Y D D1 | L2 (Insert
(Item Number) (No. of (Torx Key)
L 1C Inserts) Screw)
TMH35-3N 16 3/8 7.6 35.5 32 220 155 4 SE3 TX16
D1
<>
L
Y
Kopnyca v nnactuHel ans ¢pesepobaHus pesbébl B ryGOKUX OTBEPCTUSX
Thread Milling Inserts & Toolholders for machining deep threads
Pasmep nnacTuHbl Kon-Bo B
O60o3HaueHne (Insert Size) nnacTuH MHT NNACTURBL 1104 Torx
Y D D1 L1 L2 (Insert
(Iltem Number) (No. of (Torx Key)
L 1C Inserts) Screw)
TMH43-16NB-5 16 3/8 7.6 43.4 16 353 38.1 5 SE3 TX16
Y <Y
I.C. I.C.
L L
HenonHbin npodunb 60° Paamep 2N HenonHbin npodunb 55° Pasmep 2N
Partial 60° Size 2N Partial 55° Size 2N
Oéo3HaueHne Wer (Pitch) Oéo3HaueHne HMTOI;I(J/aArloﬁM
(Item Number) MM HMT(EK/ (Item Number) (Pitch TPI)
AlonM
BH./BHelw. 4.0-6.0 6-4 BHyTp./BHelw. _
3N6OD Int/EX ~ 30-50  8-5 3NSSD Int./EX 6-45
BH./BHew. 1.5-3.0 16-8
3N61D-16-8 I-:n/t/l-éxl.u 15-25 18 -10 MokpeiTue | Coated Grade: TiAIN
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AVA

TOOLCUT

®PE3bl TMV C BEPTUKAJIbHbIM
KPEMJIEHUEM MJIACTUH

TMV - VERTICAL THREAD MILLING

BepTykanbHble CMeHHble Gppe3epHble NNacTUHbI 1 Kopnyca dpes aa NpoussoacTea
LUIMPOKOro AunanasoHa pesbs, KaHaBOK, Hacok v Mpou.

Vertical milling indexable inserts and toolholders to machine a wide variety

of threads, grooves, chamfers and more.

NMPEMMYLLECTBA

* LLnndoraHHbIN Npoduns NAacTuH
0J15 BbICOKOW TOYHOCTU U OTJIMYHOM
NPOU3BOANTENBHOCTH

« DpesepoBaHre Ha BbICOKUX pexmMax
C NoJTy4YeHNEM BbICOKOKAUECTBEHHOM
NOBEPXHOCTH

* HagexHoe 1 BbICOKOTOYHOE KpernneHne
0J19 MOSTHOM NOBTOPAEMOCTH

+ OgHa nnacTnHa OJ1s NpPaBo M 1eBON Pe3bobl

 Kopnyca ¢ xeoctoemkoM Weldon 1 kaHanom
onga COX

+ B nuHenke Takke npencraBneHbl NiacTUHBbI
ONS CHATUS $acoK 1 06pabOTKN KaHaBOK

ADVANTAGES:

« Ground profile inserts for high
precision and excellent performance

« Working at high machining
parameters, with high surface quality

- Solid and accurate clamping method
enables full repeatability

- Same insert for right-hand or
left-hand threads

- Toolholders with Weldon shank
and coolant bore

- Chamfer and grooving inserts are
also available
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

TootcuTt TMV VERTICAL THREAD MILLING

THREAD %MII.LING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TMVE1I1.0ISO

TMVE 1 I 1.0

TMVE = = 0
dpesepHble NNacTUHbI B- ar Pe3b_6bl
C BEPTUK. KpenneHnem HYTPEHHAS Thread Pitch
Infernal A,D,G,N,Q=

018 ry6oKnx pesbéd ” i P
Vertical thread milling Ceﬂgﬂ(g. npodwuns | Partial Profile
inserts for deep threads = O6paboTka pacok u

KaHaBOK

Chamfering and

Grooving

CR = CkpyrneHue KpoMok
Corner Radius

Pa6ounii auameTtp F = Topuesoe ppesepobaHme
Cutting Diameter W saumcTKa

1=10 Mm Faqe M////ng and

2=12 MM Finishing

3=178 MM W = Odpadotka kaHaBok

4 =25 MM Grooving

ISO

MNpoéunb pesbbbl
Thread Profile
60° & 55°

ISO

UN

ButsoprTa
TpaneuenpanbHas
ACME
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AvA ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

THREAD

MILLING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
BUHTOBbIE MHOT'O3YBbIE MJIACTUHDbI | SPIRAL MULTI FLUTE INSERTS

NMPUMEP | EXAMPLE: TMVES160-6-2.5I1SO

TMVES 160

TMVES =

BuHTOBbIE MHOrO3y6ble
NNacThHbI

Spiral Multi Flute Inserts

Paéouuin puametp
Cutting Diameter
160 = @ 16.0 MM
178 = @ 17.8 mm
189 = @189 MM
200 =@ 20.0 Mm
350 = @ 35.5 MM

6

Kon-Bo
3yébeB
Number of
Flutes

4

S
6
8

2.5

LLlar pe3b6bi

Thread Pitch

G,N, =

HenonH. npoduns | Partial Profile

H = O6padoTka dacok,
KaHaBOK 1 pacTaunBaHune
Chamfering, Grooving
and Boring

W = O6paboTKa KaHaBOK |
Grooving

R = ®peseporaHne
pagnyCHbIX KaHaBOK
Radius Grooving
Milling

CR = CkpyrneHume KpoMokK
Corner Rounding

ISO

MNpodunb
pe3bbbl
Thread Profile
60° & 55°

ISO

UN
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

HEMOJIHbIA NPO®UIIb 60° 1SO, UN | PARTIAL PROFILE 60° ISO UN

D = Paéounit gnametp
Cutting Diameter

OpfHa nnacTuHa ons BHYTPEHHeR 1 BHellHeln pesbbbl | same insert for infernal and external thread

MuH. auameTp pesbébl

N (min. Thread Diameter)
Oéo3HaueHne NAacTUHbI Hlar Hlar Kopnyc
(Item Number) (Insert (Pitch) ""T‘?K/ el pai War (Pitch) War (Pitch) (Holder)
Type) MM (Pitch TPI) HanMeHbLw. Hanéonbui.
(Low Range) (High Range)
BH.0.5-0.8 56 - 28
TMVE1A60 221 2212 H1,2,12,13
BHew. 0.4 - 0.8 64 - 32
TMVE1 10.0
BH.1.0 - 2.0 28 -13
TMVE1G60 2212 @214 H1, 2,12
BHew. 0.8 - 1.75 32-15
BH.0.5-0.8 56 - 28
TMVE2A60 12.0 2213 @214
BHew. 0.4 - 0.8 64 - 32 H3, 4,5
TMVE2 o
BH.1.0 - 2.0 28 -13 14,15
TMVE2G60 12.4 2214 2216
BHew. 0.8 - 1.75 32-15
BH.0.5-0.8 56 - 28
TMVE3A60 2219
BHew. 0.4 - 0.8 64 - 32
BH.1.0 - 1.75 28 - 14 H6. 7.8
TMVE3G60 TMVE3 17.8 @220 2221 T
BHew. 0.8 - 1.5 32-16 9,16
BH. 2.0 - 3.0 13-8
TMVE3D60 2221 2223
BHew. 1.75 - 2.5 15-10
BH.1.5-25 16-10
TMVE4G60 2228 2230
BHew. 1.0 - 2.0 28-13
BH. 3.0 - 5.0 8-5 H10, 11,
TMVE4N60 TMVE4 25.0 2230 D234
BHew. 2.5 - 4.5 10-6 17,18
BH.5.0 - 6.0 5-4
TMVE4Q60 D234 @235
BHew. 4.5 - 5.0 6-5

MonHoe onucaxme kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

HEMOJIHbIA NPO®UIIb 60° ISO, UN | PARTIAL PROFILE 60° ISO UN

D = Paéouuit pnametp
Cutting Diameter

OpfHa nnactT1Ha Anst BHYTPEHHe 1 BHelHen pesbbbl | same insert for internal and external thread

MuH. guameTp pesbébl

Tun w w Kon-Bo (min. Thread Diameter)
ar ar
Oé6o3HaueHne NNacTUHbI . _ 3y6ébeB . . Kopnyc
(ltem Number) (Insert (Pitch) H"T?K/ AloAM | D (No. of War (Pitch) War (Pitch) (Holder)
Type) MM (Pitch TPI) Flutes) HanmeHbL. Hanéonbui.
(Low Range) (High Range)
BH.15-2.5 16-10 6 0223 225 H6, 7,8,
TMVES200-6-G60 BHew.10-20  28-13 6 0223 225 9,16
Hell. 1.0-4. = = 2 4
TMVES20 20.0
TMVES200-4-N60 BH. 3.0-5.0 8-5 4 @225 @229 H16
BHew. 2.5-4.5 10-6 4 @225 @229

HEMOJIHbIA NPO®HUITb 60° NPT | PARTIAL PROFILE 60° NPT

Tnd
o

(%

D = Paéouunin guametp
Cutting Diameter

OpHa nNnacTMHa Ost BHYTPEHHER 1 BHELLHe pe3bbbl | same insert for internal and external thread

Oéo3HaueHne Tun nnacTuHbI WUt otl(]/a;mﬁ M CraHpapr D Kopnyc
(Item Number) (Insert Type) (Pitch TPI) (Holder)
TMVETIS8NPT TMVE1 18 3/8-1/4 10.0 H1, 2,12
TMVE314NPT TMVE3 14 3/4-1/2 15.8 H16
TMVE411.5NPT 1.5 1-2 25.0
TMVE4 H10, 11,17, 18
TMVE48NPT 8 221/2 25.0

SCHWARZ | 247



Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

HEMOJIHbIA NPO®UIIb 55°'BSP (G), BSF, BSW
PARTIAL PROFILE 55° BSP (G), BSF, BSW

D = Paéouunin pnamerp = >

Cutting Diameter a

(%

O[fHa NNacTMHa O BHYTPEHHen U BHeLWHe pedbbbl | same insert for infernal and external thread

Lar

Oé6o3HaueHue Tun nnacTuHbI e D MuH. pnameTp pesbbbi Kopnyc

(Item Number) (Insert Type) (Pitc hATPI) (min. Thread Diameter) (Holder)
TMVE1G55 TMVE1 19-14 10.0 2213 H1, 2,12
TMVE2G55 TMVE2 28-19 12.0 2214 H3, 4, 5,14,15
TMVE2N55 14-1 12.2 2216 H3, 4, 5,14
TMVE3G55 TMVE3 14-8 18.0 2223 H6,7, 8,9 16
TMVE4NSS TMVE4 7-5 25.0 2231 H10,11,17,18

HENOJIHbINA MPO®UIIb 55°'BSP (G), BSF, BSW
PARTIAL PROFILE 55° BSP (G), BSF, BSW
| |

D = Paéouuit pnametp
Cutting Diameter

OpHa NnacTvHa gns BHYTPEHHER U BHeLLHen pe3b6bl, MHOro3y6ble NNacTUHbI
same insert for internal and external thread, Multi flute

Tvn
Oéo3HaueHne NAaCTUHDI Hurol;l(J;rmﬁM D Kon-Bo 3y6éber MuH. guameTp pe3sb6bl Kopnyc
(Item Number) (Insert S (No. of Flutes) (min. Thread Diameter) (Holder)
Type) (Pitch TPI)
TMVES195-6- ), >
S$195-6-G55 TMVES20 14 195 6 2223 Hé6,7, 89,16
TMVES200-4-N55 8-6 20.0 4 2223 H16
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

NOJIHbIA MPO®UINb ISO | FULL PROFILE ISO

D = Paéouuit puametp
Cutting Diameter

v

ONs BHYTpeHHen peabdbl | for infernal thread

Oé6o3HaueHune Tun nnacTuHbl (,l,jit;’ ) M Me::lKaﬂ Kon-Bo 3yébeB D Kopnyc

(Item Number) (Insert Type) MM KpynHas (coarse) (fine) (No. of Teeth) (Holder)
TMVE1I0.5ISO 0.5 2210 6 9.0
TMVE1I1.0I1SO 1.0 2212 3 10.0 H1,2,12,13
TMVEI1I.5ISO TMVE1 15 2213 2 10.0
TMVE1I1.751SO 1.75 M12 2213 1 9.6 H1,2,12
TMVE1I2.01SO 20 M4 2214 1 10.0
TMVE2I0.5I1SO 0.5 2213 6 12.0
TMVE210.751SO 0.75 2213 4 12.0
TMVE2I1.0ISO 1.0 2214 3 12.0 H? "."',;55'
TMVE2I1.5ISO TMVE2 1.5 2215 2 12.0
TMVE2I2.0I1SO 2.0 M16 2216 1 12.4
TMVE2I2.5ISO 25 M18, M20 2217 1 12.0

H3, 4, 5,14
TMVE2I3.01SO 3.0 2217 1 12.4
TMVE3I0.5ISO 0.5 2219 9 17.8
TMVES3I0.75ISO 0.75 2219 6 17.8
TMVE3I1.0ISO 1.0 2220 5 17.8
TMVE3I1.51SO 15 2220 3 17.8 H6,7, 8
TMVE3 s 1, O,
TMVE3I2.0I1SO 2.0 2221 2 17.8 9,16
TMVE3I2.5ISO 25 M22 222 2 17.8
TMVE3I3.0ISO 3.0 M24, M27 2223 1 17.8
TMVE3I3.5I1SO 3.5 M30, M33 Q224 1 17.8
TMVE4I3.0ISO 3.0 M32, M33 2230 2 25.0
TMVE414.01SO 4.0 M36, M39 2232 1 25.0
TMVE414.51SO 4.5 M45 2233 1 25.0 H10, 1
TMVE4 o

TMVEA4I5.0ISO 5.0 M48, M52 2234 1 25.0 17,18
TMVEA4IS.5I1SO 55 Mé60 2235 1 25.0
TMVE416.01SO 6.0 Mé4, M68 2236 1 25.0

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

NOJIHbIA MPO®UINb ISO | FULL PROFILE ISO

D = Paéouuit puametp
Cutting Diameter

0719 BHYTPEHHeRn pe3b6bl, MHOrodyéble nnactuHbl | for internal thread, Multi Flute

Kon-Bo pex. Kon-8o
Oé6o3HaueHue D! I.I'Jar M M RS 3y6beB Kopnyc
(Item Number) (Innacmubl it KpynHas Menkas 7 2 (No. of (Holder)
nsert Type) MM (coarse) (No. of Flutes)
Teeth)
TMVES163-8-1.0I1SO 1.0 2218 5 16.3 8
TMVES175-8-1.51SO TMVES20 1.5 2220 3 175 8 H69’ 3’68’
TMVES186-6-2.01SO 2.0 0222 2 18.6 6 '
TMVES160-6-2.51SO TMVES17 25 M20 2220 1 16.0 6 H3, 4,5,
TMVES178-6-2.51SO 25 M22 =222 2 17.8 6 14,15
TMVES189-6-3.0I1SO 3.0 M24, M27 D224 1 18.9 6
TMVES200-6-3.5ISO 3.5 M30, M33 =226 1 20.0 [} H6,7. 8
TMVES20 P
TMVES200-6-4.0I1SO 4.0 M36, M39 2227 1 20.0 () 9,16
TMVES200-5-4.5ISO 4.5 M42, M45 2228 1 20.0 5
TMVES200-4-5.0ISO 5.0 M48, M52 2229 1 20.0 4 H16
TMVES350-6-6.0ISO TMVES35 6.0 Mé4, M68 D246 1 35.0 6 H19, 20, 21
TMVES350-6-8.01SO 8.0 @250 1 35.0 6

MonHoe onucanue kopnycoB Ha cTp. 193-194 | For complete toolholder description see page 193-194
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AV

TOOLCUT

®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TMV VERTICAL THREAD MILLING

NOJIHbIA MPO®UIb UN | FULL PROFILE UN

Oé60o3HaueHune
(Item Number)

TMVETI20UN
TMVETI18UN
TMVETI13UN
TMVETI12UN
TMVE2I32UN
TMVE2I28UN

TMVE2I24UN

TMVE2I20UN
TMVE2I18UN
TMVE2116UN
TMVE2IT1UN

TMVE2I10UN
TMVE3I32UN
TMVE3I28UN
TMVE3I24UN

TMVE3I20UN

TMVE3IT8UN
TMVE3IT6UN
TMVE3I14UN
TMVE3I12UN
TMVE3ITIUN
TMVE3I9UN

TMVE3I8UN

TMVE4IS8UN

TMVE4I7UN
TMVE4I6UN
TMVE4ISUN
TMVE4I4UN

D

NNacTUHbI
(Insert Type)

= Paéounin puametp
Cutting Diameter

v

07151 BHYTpeHHel peabbsl | for infernal thread

LLar
(Pitch)
MM

Tun

20
18
13
12
32
28

TMVE1

24

20
18
16
n

10
32
28
24

TMVE2

20

18
16
14
12
n

TMVE3

TMVE4

N 00 0 N

HoMuHanbHbI

pa3Mep UNC UNF
(Nominal Size)
1/2
9/16
172
5/8,1/16,3/4 9/16
9/16,5/8
9/16,5/8,1/16
9/16,5/8,1/16
5/8
5 /8, n /16 3 YA
5/8
3/4
3/4,13/16,7/8
3/4,13/16,7/8
1/16,11/8
7/8,1
7/8
7/8 1,11/8
7/8
1
13/16,1/4,
1516
/4
1716,19/16  13/8,11/2
13/4
21/2,23/4

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194

UNEF

9/16,5/8,
M/16

3/4

13/16,7/8,
15,16

Kon-Bo
3y6beB
(No. of
Teeth)

N =2 =2 N MM OGN G 0O = =2 =2 DN N 0§0H =2 2D

e

Kopnyc
(Holder)

10.0
10.0
10.0
10.0
12.0
12.0

H1, 2,
12,13

H1, 2,12

120 H3, 4, 5,

14,15
12.0

12.0
12.0
12.0
12.0
17.8
17.8
17.8

H3, 4,
5,14

17.8

17.8
17.8
17.8
17.8
17.8
17.8
17.8

H6,7,
8,916

25.0

250
25.0
25.0
25.0

H10, M1,
17,18
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

NOJIHbIA NPO®UIb UN | FULL PROFILE UN
| |

D = Paéouuit puametp
Cutting Diameter

LSt BHYTPEHHEN pe3bObl, MHOro3yéble nnactuHebl | for internal thread, Multi Flute

Kon-Bo
O603HaueHue o i SRR Bbl?::y):OB I:;g;:: Kopnyc
nNnacTuHbI .
(ltem Number) (Insert (P::h) (NoF::iZ:Tspize ) Ll Ll RRE Ha 3y6 D (No. of (Holder)
Type) (No. of Flutes)
Teeth)
TMVES160-8-24UN 24 M/16 4 16.0 8
3/4,13/16,
TMVES169-8-20UN 20 7/8,15/16, 4 169 8
1
TMVES164-6-16UN 16 7/8,15/16,1 3/4 3 16.4 6
TMVES191-6-14UN 14 7/8 2 191 6 H6.7 8
TMVES186-6-12UN  1yqyp2o 12 7/8,15/16 1 2 18.6 6 9,16
TMVES178-6-9UN 9 7/8 1 17.8 6
TMVES200-6-8UN 8 11/8 1 1 20.0 6
TMVES200-6-7UN 7 11/8,/4 1 20.0 6
3
TMVES200-5-6UN 6 17/16 11 17;' 1 20.0 5
TMVES200-4-5UN 5 13/4 1 20.0 4 H16
21/2, H19, 20

TMVES350-6-4UN  TMVE35 4 33/43 1 35.0 6 ”n

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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AvA ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

TootcuTt TMV VERTICAL THREAD MILLING

G 55° BSW, BSF, BSP
|

D = Paéouuit puameTp
Cutting Diameter

OpfHa nnacTuHa ons BHYTPEHHe 1 BHelHen pesbbbl | same insert for infernal and external thread

LWar
Oé6o3HaueHune Tun nnacTuHbI Cranpapr T Kon-Bo 3yébeB D
(Item Number) (Insert Type) (Pitch TPI) (No. of Teeth)
TMVETI9W TMVE1 Gl/4 19 2 10.0
TMVE219W TMVE2 G3/8 19 2 12.0
TMVE314W G7/8 1% 2 17.8
TMVE3
TMVE3NW Gz21 n 2 17.8

TPANEYEN[AJIbHAA PE3bbBA DIN 103

D = Paéouuit puameTp
Cutting Diameter

v

0719 BHYTpeHHel peab6bsl | for infernal thread

Oéo3HaueHHne Tun nnacTuHbI Sz War (Pitch) D
(Item Number) (Insert Type) MM
TMVETI2TR TMVE1 2216 2.0 10.0
TMVE3I3TR Q224 3.0 17.8
TMVE3I4TR TMVE2 D226 4.0 17.8
TMVE3ISTR 2228 5.0 17.8
TMVE&I6TR TMVE3 2236 6.0 25.0

Kopnyc
(Holder)

H1, 2,12,13
H3, 4, 5,14,15

H6,7, 8,916

Kopnyc

(Holder)

H1, 2,12
Hé6,7, 8,916

H16

H10,11,17,18
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

Acme

Oé60o3HaueHue
(Iltem Number)

TMVE3ISACME
TMVE4I4ACME

Paéouuit puameTtp
Cutting Diameter

LNsi BHYTPEHHEN pe3bbhl | for internal thread

LWar
WL b L Cranpapt HUTOK/ AIOAM D
(insert Type) (Pitch TPI)
TMVE3 1/8,1/4 5 18.0
TMVE4 1/2,13/4,2 4 25.0

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194

D

Oéo3HaueHne
(Item Number)

TMVES160-5-H14
TMVES170-5-H14
TMVES200-6-H14
TMVES200-6-H24
TMVES350-6-H42
TMVES200-6-H20
TMVES200-6-H17
TMVES200-6-H15
TMVES200-6-H12

Paéounit puametp
Cutting Diameter

Tun nnacTuHbI

O6padoTtka dpacok, KaHaBOK 1 pacTauympaHne, MHOro3yéble nnacTuHbI

Chamfering, Grooving and Boring, Multi Flute

Kon-Bo 3yébeB

(Insert Type) ° F max v “ (No.e:!fgceusjfmg
TMVES16 16.0 1.35 0.2 90° 5
17.0 1.35 0.2 90° 5
TMVES... 20.0 1.35 0.2 90° 6
20.0 2.35 0.2 90° 6
TMVES35 35.0 4.20 0.2 90° 6
20.0 195 1.0 90° [}
20.0 1.70 1.5 90° 6
TMVES20
20.0 1.50 2.0 90° 6
20.0 1.20 25 90° 6

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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Kopnyc
(Holder)

H16
H10, 11, 17,18

Kopnyc
(Holder)

H3, 4, 5,14,15
H6,7, 8,916

H6,7, 8,916

H19, 20, 21

Hé6,7, 8,916



Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

D = Paéouuit puametp
Cutting Diameter

O6pabdoTka Ppacok un kaHaBok | Chamfering and Grooving

O6o3HaueHue Tun nnacTuHbl D H W a Kopnyc

(Item Number) (Insert Type) (Holder)
TMVE1C90 TMVE1 10.0 1.30 0.4 90° H1, 2,12
TMVE2C90 TMVE2 12.0 1.35 0.3 90° H3, 4, 5,14
TMVE3C90 TMVE3 17.8 195 11 90° Hé6,7 8,9 16
TMVE4C90 TMVE4 25.0 2.50 1.0 90° H10, 11,17, 18

D = Paéouunit pnametp >
Cutting Diameter

dpesepopaHne kaHabok | Groove Milling

Oéo3HaueHne Tun nnacTuHbl D W T max R MuH. puaMeTp KaHaBKMK Kopnyc
(Item Number) (Insert Type) +0.02 ; (min. Groove Dia.) (Holder)
TMVE1WO08 0.80 0.80
TMVE1WO09 TMVE1 10.0 0.90 0.90 0.1 2>10.0 H1,2,12,13
TMVEIW10 1.00 0.90
TMVE2WO08 0.80 0.80
TMVE2 12.0 0.1 2>12.0 H3, 4, 5,14, 15
TMVE2W10 1.00 0.90
TMVE3W10 1.00 1.50
TMVE3W12 1.20 1.50 H6,7, 8,916
TMVE3 17.8 0.1 2>17.8
TMVE3W15 1.50 195
TMVE3W20 2.00 2.80 H16
TMVE4W20 2.00 3.00
TMVE4W25 2.50 3.00
TMVE4W30 3.00 3.00
TMVE4 25.0 0.2 2>25 H10, 11, 17,18
TMVE4&W35 3.50 3.50
TMVE4W40 4.00 3.50
TMVE4W50 5.00 3.50
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

D = Paéouunit pnametp
Cutting Diameter

dpesepoBaHre KaHaBOK, MHOro3yéble MnacTuHbl | Groove Milling, Multi Flute

MwuH. puametrp  Kon-Bo 3yébeB

Oéo3HaueHne Tun nnacTuHbI D W T max. R KaHABKM (No. of Kopnyc
(Item Number) (Insert Type) +0.02 Croo alDi) erng e ey (Holder)
TMVES170FW15 17.0 1.5
TMVEST70FW20 TMVES? 170 20 28 02 2>17 6 H3 & 514
TMVES170FW25 17.0 25
TMVES200FW15 20.0 15
TMVES200FW20 20.0 2.0
TMVES200FW25 20.0 25
TMVES200FW30 TMVES20 20.0 3.0 29 0.2 2>20 6 Hé6,7, 8,916
TMVES200FW40 20.0 4.0
TMVES200FW49 20.0 4.9
TMVES200EW20T 20.0 2.0
TMVES200EW25T TMVES20 20.0 25 2,7 0.2 2>20 5 H16
TMVES200EW30T 20.0 3.0
TMVES350FW30T 35.0 3.0
TMVES350FW40T 35.0 4.0
TMVES350FWS0T TMVES35 35.0 5.0 6,3 0.2 2 >35 6 H19, 20, 21
TMVES350FW60T 35.0 6.0
TMVES350-6-W80T 35.0 8.0

MonHoe onucanme kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

D = Paéouunit pnametp
Cutting Diameter

O6padoTka padnyCHbIX KaHaBOK, MHOrO3yéble nnacTuHbl | Full Radius Groove Milling, Multi Flute

Oéo3HaueHne Tun nnacTuHbI

(Item Number) (Insert Type)

TMVES200FR10 20.0

TMVES200FR12 20.0
TMVES20

TMVES200FR15 20.0

TMVES200FR20 20.0

D = Paéouunit pnametp
Cutting Diameter

Topuesoe ¢ppeseporaHne 1 3aumcTka | Face Milling and Finishing

Oé6o3HaueHue Tvn nnacTuHbI

(Item Number) (Insert Type)
TMVE3FRO.1 TMVE3
TMVE4FRO.2 TMVE4

1.0
1.2
1.5
20

w
£0.02
20
2.4
3.0
4.0

T max.

29

MuH. puametrp  Kon-Bo 3yébeB

KaHaBKuU

(min. Groove Dia.) cutting edges)

2>20

25.0

w

5.0
6.0

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194

Kopnyc

(No. of (Holder)

6 H6,7, 8,916

Kopnyc
(Holder)

H6,7, 8,9 16
H10,11,17,18
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

D = Paéouuit puametp
Cutting Diameter

Ckpyrnenune kpomok | Corner Rounding

Oéo3HaueHune Tun nnacTuHbl D Do R I Kopnyc
(Item Number) (Insert Type) (Holder)
TMVE4CRO5 10.0 79 0.5 1.05
TMVE4 H1,2,12,13
TMVE4CR10 10.0 69 1.0 1.55
TMVESCR13 17.8 14.2 1.25 1.80
TMVESCR15 TMVES 17.8 13.7 15 2.05 Hé,7, 8,916
TMVES5CR20 17.8 12.7 2.0 2.55
D = Paéouuit puametp >
Cutting Diameter
Cxkpyrnenune kpomok | Corner Rounding
Oéo3HayeHne Tun nnacTuHbl D Do R I Kon-(:;; 3Z?be3 Kopnyc
(Item Number) (Insert Type) I (Holder)
TMVES170-5-CR10 17.0 13.9 1.0 1.55 5
TMVES1705CR13 TMVES17 17.0 13.4 1.25 1.80 5 H3, 4,5,14,15
TMVES1705CR15 17.0 129 15 2.05 5

MonHoe onucanue kopnycos Ha cTp. 193-194 | For complete toolholder description see page 193-194
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

THREAD %MII.I.ING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION

KOPMYCA TMV | TMV TOOLHOLDERS
NMPUMEP | EXAMPLE: TMVEH164R

TMVEH 16
TMVEH = [dunameTp xBocTOBUKA
Kopnyc ¢ Shank Diameter
BEPTUKASbHbIM
KpenneHnem

NNacTuH
Vertical Toolholder

Tun nnacTUHbI

Insert Type
1=TMVE1

2 =TMVE 2, TMVES 17
3 =TMVE 3, TMVES 20
4 =TMVE 4
5=TMVES 35

Oéwas gnuHa
Total length
H =100 mm

K =125 mm

M =150 mm

P =170 mm

R =205 mm

S =250 mm
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AV

TOOLCUT

Tmv

K nnactvHam gns

BHYTPEHHEN Pe3blbl

Inserts for internal
threading

®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TMV VERTICAL THREAD MILLING

CranbHble kopnyca ¢pes ¢ BHyTpeHHen nogadern COX | Steel Toolholders with internal coolant

Oéo3HaueHune
(Item Number)

TMVEH121E
TMVEH161G
TMVEH122E
TMVEH162G
TMVEH162H
TMVEH163H
TMVEH203H
TMVEH203J
TMVEH203L
TMVEH254J
TMVEH254M
TMVEH2535H
TMVEH2535K

260 | SCHWARZ

Kopnyc
(Holder)

H1
H2
H3
H4
HS
Hé6
H7
H8
H9
H10
HNM
H19
H20

Tun
NAaCTUHbI
(Insert
Type)

TMVE1

TMVE2,
TMVES 17

TMVES,
TMVES20

TMVE4

TMVES35

12
16
12
16
16
16
20
20
20
25
25
25
25

D2

73

9.0

13.8

17.5

22

L1

19
19
25
25
35
48
32
48
74
45
80
40
60

70
90
70
90
100
100
100
10
140
1ns
150
100
130

BWHT nnacTtuHbl
(Insert Screw)

S5

S10

S3

S5

Sé

Kniou Torx
(Torx Key)

X5

TX10

TX16

TX27

X33



AV

TootcuTt TMV VERTICAL THREAD MILLING

11714

K nnacTtvuHam gns
BHYTPEHHEN PEe3b6bl
Inserts for internal
threading

®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

Kopnyca ¢ TBepaocnnaBHbIM XBOCTOBUKOM C BHYTPEHHe nogaven COX
Carbide Shank Toolholders with internal coolant

Oéo3HaueHne Kopnyc
(Item Number) (Holder)

TMVEHS81L35K
TMVEHS81K
TMVEH102L40M
TMVEH102M

TMVEH123P

TMVEH164R
TMVEH204L85S
TMVEH205S

H12
H13
H14
H15

H16

H17
H18
H21

Tun
NNaCTUHbI
Insert

Type

TMVE1

TMVE2,
TMVES17

TMVES3,
TMVES20

TMVE4

TMVES35

10
10

12

16
20
20

D2

73

8.0

9.0
10.0

12.0

16.0
17.5
22.0

L1

35

40

85

125
125
150
150

170

205
250
260

BUHT nnacTuHbl
(Insert Screw)

S5
S5
S10
s10

S3

S5
S5
Sé

< L >|
D2
.
L1

Kniou Torx
(Torx Key)

X5
X5
TX10
TX10

TX16

TX27
TX27
TX33
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®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TMV VERTICAL THREAD MILLING

AV

TOOLCUT

MHOIO3YBbIE KOPMYCA ®PE3 TMV | TMV MULTI INSERT MILLING CUTTERS

Hoeoe nokoneHne CMeHHbIX Gpe3epHbIX NAACTUH K kopnycos ¢pes TMV ang 06pabéoTki KaHaBoK,
$acoK 1 HapesaHKs Pe3bobl.

(A new generation of TMV indexable milling inserts and cutters for Grooving, Chamfering and
Threadingthreads before the thread milling operation.)

NNAACTUHDI: INSERTS:

* [lpodunb NAACTUH NONHOCTLIO OTLINPOBAH

* BUHTOBbIE NNACTUHBI ANS PEe3aHns 6e3
BUSpPALMNI

* Tpu pexyLLme KPOMKM Ha KaxZow nnacTuHe

- Insert profiles are fully ground

- Spiral inserts for smooth cuttfing
operation

- three cutting edges on each insert

- [IN91 WMPOKOrO AYAanasoHa MaTepuanos - for a wide range of materials and

1 onepaLui applications
KOPMYCA ®PE3/AUCKOBbIE MILLING CUTTERS / DISC MILLING
KOPNMYCA O®PE3: CUTTER:
* 4—8 NNacTu1H Ha KOPMyC AJ18 BLICOKOM «4-8 /nse'rfls per holder, for high
NPOU3BOANTENIBHOCTH productivity

* To use with standard
TMV-S35 toolholders

- milling cutters have a special silver color
coating against corrosion and for extra
protection against cutting burrs

« [1ng MCnonb3oeaHmsa CO CTaHAAPTHLIMK
kopnycamn TMV-S35

+ Kopnyca ¢pes co cneumanbHbiM NOKPbITUEM
CEepeB6PUCTOro LpeTa A5t BbICOKOM
CTOMKOCTU K KOPPO3UN 1 OOMNONHUTENBHOWM
3aLUMTbI OT LaparuH
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

TootcuTt TMV VERTICAL THREAD MILLING

THREAD %MILI.ING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION

NNACTUHDI | INSERTS
NMPUMEP | EXAMPLE: TMVES16R

TMVES 16 R
TMVEH = 16 = R=
BuHtoBbIE Paamep MNpabas
nnacTuHbl TMV MNacTUHbI Right hand
Spiral TMV insert Insert size

IC3/8"

OépaéoTtka kaHaBOK | Grooving

W12 = umnpwuHa kaHaeku | groove width
1.2 MM

HOS = rnyéuHa kaHaeku | groove depth

Oépaéotka pacok | Chamfering
H20 = pa3smep dacku | chamfer size
2.0 MM

HapesaHue pe3bbhbi | Threading
HenonHbin npodwns | partial profile
G60/N60

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION

KOPMYCA ®PE3 | TOOLHOLDERS
NMPUMEP | EXAMPLE: TMVES160-6-2.5I1SO

TMVEH

MeTtop kpenneHus Anametp
Clamping method XBOCTOBMKA
Shank Diameter
S=BuHTOoM | Screw a
25=25 mm

Paéouuit puametp Tun NnacTUHbI
Cutting Diameter Insert type
41= 41 MM Nné6=1C3/8"
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

AJ14 ObPABOTKH NTA3A 04 CTONOPHOE KOJIbLO N0 pina711472
RETAINING RING FOR BORES pina711472

w

®peseporaHne KaHaBOK, Npaeoe dpesepobarme | Groove Milling, right hand cutting

Oéo3HaueHne Tun nnacTuHbl IC. Y, R Kopnyc

(Item Number) (Insert Type) (Holder)
TMVES16RW14 1.40 0.10

TMVES16RW17 1.70 0.10

TMVES16RW19 195 0.15

TMVES16RW22 2.25 0.15 H22, H23
TMVES16RW27 TMVES16 3/8" 2.75 0.20

TMVES16RW32 3.25 0.20

TMVES16RW42 4.25 0.20

TMVES16RW43 4.35 0.20 H22, H23, H24

dpeseporaHme kKaHaBOK, Nepoe dppeseporarne | Groove Milling, left hand cutting

Oéo3HayeHne Tun nnacTuHbl IC W R Kopnyc
(Item Number) (Insert Type) = (Holder)
TMVES16LW43 TMVES16 3/8" 4.35 0.20 H24

MakcumanbHas ryéuHa kaHaeku (T max) 3aBucut ot kopnyca | Maximum groove depth (T max) depends on the toolholder
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

TootcuTt TMV VERTICAL THREAD MILLING

AJ11 ObPABOTKHU NA3A 1104 CTOIIOPHOE KOJIbLO NO pina711472

RETAINING RING FOR BORES DIN4711 472

dpesepopaHmne kKaHaBOK C GpacKon, Npaesoe dpesepopaHne

Groove Milling with Chamfer, right hand cutting

O603HaueHue Tvn nnacTuHbI

(Item Number) (Insert Type) = L WL
TMVES16WR1205H 1.20 0.50
TMVES16WR1407H 1.40 0.70
TMVES16WR1408H 1.40 0.85
TMVES16WR1708H 1.70 0.85
TMVES16WR1710H 1.70 1.00
TMVES16WR1912H 195 1.25
TMVES16WR2215H TMVESTé 3/8 2.25 1.50
TMVES16WR2715H 2.75 1.50
TMVES16WR2717H 2.75 1.75
TMVES16WR3217H 3.25 1.75
TMVES16WR4220H 4.25 2.00
TMVES16WR4225H 4.25 2.50

R

0.10

0.15

45°

Kopnyc
(Holder)

H22, H23

AJ14 ObPABOTKHU NA3A 1104 GTOIIOPHOE KOJIbLO NO pina711 472

RETAINING RING FOR BORES DiN4711472

CHsTme dpacok | Chamfering

O6o3HaueHne Tun nnacTuHbI

(Item Number) (Insert Type) e v Hnax
TMVES16R20H 2.00 0.2
TMVES16 3/8"
TMVES16R19H 190 0.5
rnyéuHa kaHaeky (T max) T oT Kopnyca | Maximum groove depth (T max) depends on the toolholder

90°

Kopnyc
(Holder)

H22, H23
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Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH

TootcuTt TMV VERTICAL THREAD MILLING

HEMOJIHbIA NPO®UITb 60° IS0, UN I PARTIAL PROFILE 60°

OpHa nnacTuHa 0ns BHYTPEHHERN U BHELLHEN pe3blbl, NpaBoe dpe3epoBaHne
Same Insert for internal and external thread, right hand cutting

Oé60o3HaueHue Tun nnacTuHbI
(Item Number) (Insert Type)
TMVES16R60G

TMVES16
TMVES16R60N
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Lar Lar

j p Kopnyc
(Pitch) HUTOK/ BIOWM
MM (Pitch TPI) (Holder Code)
1.5-3.0 16-8
H22, H23
3.5-5.0 7-5



Av ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

KOPNYC PE3b60BOH ®PE3bI | THREAD MILLING TOOLHOLDER

D= Paéounit pnametp
Cutting Diameter

Kopnyc ogHOCTOpOHHEN HacagHoOM pesbl, NpaBoe GpesepopaHme
one sided disk milling cutter, right hand cutting

Oéo3HaueHne Tun nnacTuHbl Kopnyc D d  Tmax B s BUWHT nnacTuHbl Kntou Torx
(Item Number) (Insert Type) (Tool No.) (Insert Screw) (Torx Key)
TMVEH41161 16SI H22 41 332 3.6 12.5 12.0 S3S TX16

[ns ycTaHOBKM Ha CTaHAAPTHBIX Kopnycax TMV S35 (TMVEH2035H, TMVEH2535K, TMVEH205S)
To use with the standard TMV toolholders $35: (TMVEH2035H, TMVEH2535K, TMVEH205S)

>
>

[
D= Paéounit pnametp
Cutting Diameter

Kopnyc ¢pesbl ¢ xsocToBmkoM Weldon, npasoe dpesepobaHme
Milling Cutter - Weldon Shank, right hand cutting

O603HaueHue Tun nnacTuHbI Kopnyc D d  Tmax B s L BuHT nnactuHbl  Kniou Torx
(Item Number) (Insert Type)  (Tool No.) (Insert Screw)  (Torx Key)

TMVEH25161 168l H22 4 25 3.6 12.5 120 125 S3S X16
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AvA ®PE3bl TMV C BEPTUKAJIbHbIM KPEMJIEHUEM MJIACTUH
TooLcut TMV VERTICAL THREAD MILLING

KoOPNyC ABYCTOPOHHEN HACAZHON ®PE3bI
DOUBLE SIDED MILLING CUTTER

S T max. < >
D= Paéouuin gnametp

Cutting Diameter

B

MNpaeoe dpeseporanme | right hand cutting

Oé6o3HaueHue Tun nnacTuHbI Kopnyc D Tmax B s BUHT nnacTuHbl Kntou Torx
Item Number Insert Type Tool No. Insert Screw Torx Key
TMVEHSS5-161 1681 H24 S5 15.5 8.2 72 S16M TX16

[ns ycTaHOBKM Ha CTaH[APTHBIX Kopnycax TMV 835 (TMVEH2035H, TMVEH2535K, TMVEH205S). Ucnonbaoeatb Tonbko ¢ nnactuHamMu TMVES16RW4A3 n TMVEST6LWA3.
To connect to the standard TMV toolholders S35: TMVEH2035H, TMVEH2535K, TMVEH205S. To use only with inserts TMVES16RW43 and TMVES16LW43.
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AVA

TOOLCUT

UEJIbHbIE TBEPAOCTJIABHbIE
PE3bBOBbIE ®PE3bI

LID CARBIDE THREAD MILLS

Pesb6oBble dpesbl 415 BUHTOBOW MHTEPNONALMM Ha cTaHkax C YMMY.

(Thread Milling cutters for helical interpolation on CNC milling machines.)

NMPEMMYLUECTBA

TMC - ®pessl ang upetHbIx MeTannos 6e3 kaHana ans COX (Thread Mills for non-ferrous without internal coolant bore)

TMCC - ®pesbi ¢ kaHanom gng COX ans ryxvx oteepctwit (Thread Mills with internal coolant bore for blind holes)

OfMH MHCTPYMEHT A1 MHOXECTBa
MaTepuanos
OnameTp 06padoTKn OT 2,2 MM

LONMNA CPOK CNyx6bl 3a cUeT
MHOFOCNOMHOrO MOKPLITUS

OOMH MHCTPYMEHT A5 NPaBoi 1 NeBow
pe3bobl

BMHTOBbIE KaHaBKW 06ecrneunsaoT
npoLecc pesaHus 6e3 BuépaLimit

COKpaALLEeHMEe MaLll. BDEMEHW 3a CUET
KOHCTPYKLMUN C 3-6 3y6bsiMn

06pab0oTKa Pe3bbbl 38 OANH NPOXOL

HU3KOe JaBJieHne pe3aHnd No3BondeT
OépaéaTblBaTb TOHKOCTEHHble OeTaln

Hape3aHune p63b6bl B CKBOS3HbIX U TITYXUX
OTBepPCTUAX

OTJINYHOE KayeCTBO NOBEPXHOCTU

ADVANTAGES:
+ same tool can be used for a variety
of materials

* cutting diameter 2.2 mm and up

* longer tool life thanks to a special
multi-layer coating process

» same tool used for r.h. & l.h. threads

- spiral flutes allow smooth cutting
operation

 shorter machinig time due fo 3 to 6
simultaneously engaged cutting
edges

* thread is generated in one pass

+ low cutting pressure allows thin
wall machining

« threads in through and blind hold
* excellent surface finish

TMCF - ®pesbl ¢ kaHanamm gns COX B kaxaon kaHaeke (Thread Mills with chips evacuation via coolant fluty)

TMCL - ®pesbl ¢ yeuneHHbIM XBOCTOBUKOM 1 kaHanoM ang COX (Thread Mills with runout with internal coolant)
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AV

TOOLCUT

THREAD %MILI.ING

CUCTEMA OBO3HAYEHUS (PRODUCT DESIGNATION)
NPUMEP (EXAMPLE): TMC0604-3-14-1.0 ISO

TMC

06

04

Paéouuit puametp
(Cutting Diameter)
07 =4 MM

[uameTp xBOCTOBUKA
(Shank Diameter)

06 =6 MM
08 =8 MM
10 =10 MM
12=12 MM
14 =14 MM
16 =16 MM
20 =20 mm
25=25mm

T™MC =

Pesbbopast dppesa

(Thread Mill)

TMCC =

¢ kaHanom gng COX (with in-
ternal coolant)

TMCF =

c kaHanamu ons COX B
KaxOow KaHapke

(coolant supply through the
flutes)

TMCL =

C YCUIEHHbIM XBOCTOBUKOM U
kaHanom gnsa COX (With run-
out and internal coolant hole)
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Kon-Bo
3yébeB
(No. of
Flutes)
3

4
5
6

MpumepHas paéouas
ASMHa

(The approximate
cutting Length)

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

1.0 ISO

Lar pe3b6bi
(Thread Pitch)

Mpodunb
pe3bbbl
(Thread Profile)
ISO

UN

W

BSPT
NPT

NPTF
NPS
NPSF

PG



AvA LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

IS0

Mpoduns | Profile

Lo\
< > Mokpbite TICN
TiCN coated

NHCTPYMEHT 0N1s BHYTpeHHel peabbsbl | tools for internal threads

Pasmepsbl B MM (Dimensions mm) Kon-Bo

Oéo3HaueHne r— T— ay6uen

(ttem Number) (comne)  Plar (Pitch) T Bl D d K L (Flutes)
TMC06022-3-5-0.5I1SO M3 0.5 24 2.2 [} 53 58 3
TMC06038-3-10-0.5ISO 0.5 25 3.8 6 10.3 58 3
TMC06031-3-7-0.7I1SO M4 0.7 25 3.1 [} 74 58 3
TMCO06045-3-10-0.75I1SO 0.75 26 4.5 6 101 58 3
TMC06036-3-9-0.8ISO M5 0.8 26 3.6 [} 92 58 3
TMCO0604-3-10-1.0I1SO Mé 1.0 27 4.0 6 10.5 58 &S
TMCO0604-3-14-1.0I1SO Mé 1.0 27 4.0 6 14.5 58 3
TMC0606-3-12-1.0I1SO 1.0 29 6.0 6 12.5 58 3
TMC0808-4-16-1.0I1SO 1.0 210 8.0 8 16.5 64 4
TMC0605-3-14-1.25ISO M8 1.25 210 5.0 6 14.4 58 &S
TMC0605-3-19-1.25ISO M8 1.25 210 5.0 [} 19.4 58 3
TMC0807-3-17-1.51SO M10 1.5 212 70 8 17.3 64 &
TMC0807-3-24-1.5ISO M10 1.5 212 7.0 8 24.8 76 3
TMC1010-4-21-1.5I1SO 1.5 214 10.0 10 21.8 73 4
TMC1616-6-33-1.5I1SO 1.5 220 16.0 16 33.8 105 6
TMC0808-3-20-1.75ISO M12 1.75 214 8.0 8 221 64 3
TMC0808-3-28-1.75ISO M12 1.75 214 8.0 8 289 76 3
TMC1010-3-27-2.0ISO M16 2.0 217 10.0 10 270 73 3
TMC1010-3-39-2.0ISO M16 2.0 217 10.0 10 39.0 105 3
TMC1212-4-27-2.0ISO 2.0 218 12.0 12 270 84 4
TMC2020-6-41-2.0ISO 2.0 D 26 20.0 20 41.0 108 6
TMC1414-4-33-2.5I1SO M20 2.5 2 22 14.0 14 33.8 84 4
TMC1414-4-48-2.51SO M20 25 D 22 14.0 14 48.8 105 4
TMC1616-3-40-3.0ISO M24 3.0 2 25 16.0 16 40.5 105 3
TMC1616-3-58-3.0ISO M24 3.0 @25 16.0 16 58.5 120 3
TMC2020-4-43-3.01SO M27 3.0 2 28 20.0 20 43.5 105 4

®pe3bl ¢ kaHanoM anss COX cM. Ha crnepytowwmx ctpanuuax | For thread mills with coolant bore see the following pages
Pe3sb6oBble MUKpO-$pe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306
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TOOLCUT

AVA

IS0

Oé6o3HaueHue
(Item Number)

TMCC06038-3-10-0.51SO
TMCCO06031-3-7-0.7ISO
TMCCO06045-3-10-0.75ISO
TMCC1010-4-24-0.75ISO
TMCCO06038-3-9-0.8I1SO
TMCCO06046-3-10-1.01SO
TMCCO06046-3-14-1.0ISO
TMCCO0606-3-12-1.01SO
TMCCO0808-4-16-1.01SO
TMCC1010-4-24-1.0ISO
TMCCO0606-3-14-1.25ISO
TMCCO0606-3-19-1.25I1SO
TMCCO08078-3-17-1.5I1SO
TMCCO08078-3-24-1.5ISO
TMCC1010-4-21-1.5ISO
TMCC1212-4-26-1.5ISO
TMCC1616-6-33-1.5ISO
TMCC1009-3-20-1.75I1SO
TMCC1009-3-28-1.751SO
TMCC1010-3-27-2.0ISO
TMCC12118-4-27-2.01SO
TMCC12118-4-39-2.0ISO
TMCC2020-6-41-2.0I1SO
TMCC1615-5-33-2.51SO
TMCC1615-5-48-2.51SO
TMCC2018-4-40-3.0ISO
TMCC2018-4-58-3.0I1SO
TMCC2020-4-43-3.0I1SO
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A

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpoduns | Profile

¢ kaHanoM anga COX — MHCTPYMEHT ANs BHYTPEHHEN Pe3bobl

with internal coolant bore — tools for internal threads

P War (Pitch)

0.5
0.7
0.7
0.75
0.8
1.0
1.0
1.0
1.0
1.0
1.25
1.25
1.5
1.5
1.5
15
15
175
175
20
20
20
20
25
25
3.0
3.0
3.0

Pasmepsbl B MM (Dimensions mMm)

M HopMm.
(coarse)

M4

M5
Mé
Mé

M8
M8
M10
M10

M12
M12
M14
M16
M16

M20
M20
M24
M24
M27

Pe3b6oBble MUKpo-¢ppe3sbl Ha cTp. 291-306 | Mini thread mills see page 291-306

M menk.

(fine)
25
25
26
212
26
27
27
29
210
212
210
210
212
212
214
216
220
212
212
215
217
217
D26
22
222
225
225
9 27

D

3.8
3.1
4.5
10.0
3.8
4.6
4.6
6.0
8.0
10.0
6.0
6.0
7.8
78
10.0
12.0
16.0
9.0
9.0
10.0
1.8
1.8
20.0
15.0
15.0
18.0
18.0
20.0

d

MNokpbiTue TiAIN
TiAIN coated
Kon-Bo
u L ures)
10.3 58 3
14 58 3
10.1 58 3
24.4 73 4
9.2 58 3
10.5 58 3
14.5 58 3
12.5 58 3
16.5 64 4
24.5 73 4
14.4 58 3
194 58 3
17.0 64 3
24.8 76 3
21.8 73 4
26.3 84 4
33.8 105 ]
201 73 3
289 73 3
270 73 3
270 84 4
39.0 105 4
41.0 105 6
33.8 105 5
48.8 105 5
40.5 105 4
58.5 120 4
43.5 105 4



AvA LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

IS0

Mpoduns | Profile

P

by

il
D d

v 1l -

L1
< L > MokpeiTue TiAIN
TiAIN coated

¢ kaHanamu gns COX B kax oM KaHaBKe — UHCTPYMEHT [ BHYTPEHHeR pe3bibl
with infernal coolant supply via flutes - tools for internal threads

Pasmepbl B MM (Dimensions mMm) Kon-Bo

O60o3HaueHue M M ayéuen

L Plar (Pitch)  (eooRej " (fne) P d 1 L (Flutes)
TMCF06048-3-10-1.0ISO 1.0 Mé 27 4.8 6 10.5 58 3
TMCF0606-3-12-1.0ISO 1.0 29 6.0 [) 12.5 58 3
TMCF0808-4-16-1.01SO 1.0 210 8.0 8 16.5 64 4
TMCF0606-3-14-1.25ISO 1.25 M8 210 6.0 [} 14.4 58 3
TMCF0606-3-19-1.25ISO 1.25 M8 210 6.0 [} 19.4 58 3
TMCF08078-3-17-1.51SO 1.5 M10 212 7.8 8 17.0 64 3
TMCF1010-4-21-1.5I1SO 1.5 214 10.0 10 21.8 73 4
TMCF1212-4-26-1.51SO 1.5 216 12.0 12 26.3 84 4
TMCF1616-5-33-1.5I1SO 1.5 220 16.0 16 33.8 101 5
TMCF1009-3-20-1.75ISO 1.75 M12 212 9.0 10 201 73 3
TMCF1009-3-28-1.75ISO 1.75 M12 212 9.0 10 289 73 3
TMCF1010-3-27-2.0ISO 20 M14 215 10.0 10 270 73 3
TMCF12118-4-27-2.0ISO 2.0 M16 217 1.8 12 270 84 4
TMCF1615-5-33-2.5ISO 25 M20 2 22 15.0 16 33.8 101 5

Pe3b6oBble MUKpo-¢ppe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306
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AVA

TOOLCUT

IS0

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpoduns | Profile

MNokpbiTue TiAIN
TiAIN coated

C YCUNEHHbIM XBOCTOBMKOM W kKaHanoM gnsg COX - UHCTPYMEHT 015 BHYTPEHHEN pe3bobl
with relieved neck and internal coolant bore - tools for internal threads

Oéo3HaueHune
(Item Number)

TMCL1010-4-32-1.0ISO
TMCL1212-4-38-1.0I1SO
TMCL1616-6-45-1.0ISO
TMCL1010-4-30-1.5ISO
TMCL1212-4-34-1.51SO
TMCL1616-6-43-1.5I1SO
TMCL2020-6-60-1.5ISO
TMCL1212-4-42-2.0I1SO
TMCL1616-5-45-2.01SO
TMCL2020-6-56-2.0I1SO
TMCL1616-4-45-3.01SO
TMCL2020-5-54-3.0I1SO
TMCL2020-4-45-3.5ISO
TMCL2525-4-64-4.01SO
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P War (Pitch)

1.0
1.0
1.0
15
15
15
15
20
20
2.0
3.0
3.0
3.5
4.0

Paamepbl B MM (Dimensions Mm)

M menk.
(fine)

212
214
218
213
215
219
223
216
220
D 24
222
D26
D26
2 31

Pe3b6oBble MUKpo-¢ppe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306

D

10
12
16
10
12
16
20
12
16
20
16
20
20
25

d

10
12
16
10
12
16
20
12
16
20
16
20
20
25

L1

18.0
21.0
26.0
18.0
19.5
255
36.0
24.0
26.0
34.0
30.0
33.0
28.0
40.0

L2

32.0
38.0
45.0
30.0
34.5
43.5
60.0
42.0
45.0
56.0
45.0
54.0
45.5
64.0

73
84
105
73
84
105
105
84
105
105
105
105
105
160

Kon-Bo
3y6beB
(Flutes)

»

rMrProaopooaoprpoco0p~rPD>OC DN



Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

G55 ° - BSF, BSP

MNpoduns | Profile
P
N E—
°
<\
R=0,137P
< L > Mokpebitue TiICN
TiCN coated
BSF, BSP - oguH MHCTPYMEHT ANst BHYTPEHHEN 1 BHELLIHEeR pe3blbl
BSF, BSP - same tool for internal and external threads
Obo3nauenme Pa3mepbl B MM (Dimensions mMm) Kon-eo
(Item Number) ; 3yéues
P LWar (Pitch) CraHpapT D d L1 L (Flutes)
TMCO0606-3-9-28W 28 G1/8 6 6 95 58 3
TMC0808-3-1419W 19 G1/4-3/8 8 8 14.0 64 3
TMC1212-4-19-14W 14 G1/2-7/8 12 12 190 84 4
TMC1212-4-26-14W 14 G1/2-7/8 12 12 26.3 84 4
TMC1212-3-24-1IW n G21 12 12 24.2 84 3
TMC1616-4-38-11W n G21 16 16 38.1 105 4
TMC2020-5-47-11W n G21 20 20 47.3 105 5
PeabéoBble Mukpo-¢ppe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306
()
G55 ° - BSF, BSP
P Mpoouns | Profile
—He
F’ S —— Id
haatans
L N
NokpbiTue TiAIN
TiAIN coated
BSF, BSP ¢ kaHanom gns COX — OfMH MHCTPYMEHT O/19 BHYTPEHHEN U BHELUHEW Pe3bobl
BSF, BSP with internal coolant bore — same tool for internal and external threads
O6o3HaueHHne LWar (Pitch) d D 11 L Kon-so
(Item Number) P Hutok/pronm PRI MM MM MM MM 3y6ben
A (Flutes)
TMCCO08078-3-14-28W 28 G1/8 8 7.8 141 64 3
TMCC1010-4-16-19W 19 G1/4-3/8 10 10.0 16.7 73 4
TMCC1616-5-26-14W 14 G1/2-7/8 16 16.0 26.3 105 5
TMCC1616-4-38-11W n G21 16 16.0 38.1 105 4
TMCC2020-5-47-11W n G21 20 20.0 473 105 5

Pe3b6oBble MUKpo-¢ppe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306
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AV

TOOLCUT

G55 ° - BSF, BSP

2

»

K|

<

'Y 4 \\
v ¥ ( i

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpodwunek | Profile

A —

oo

R=0,137P

MoxkpebiTue TiAIN
TiAIN coated

BSF, BSP ¢ kaHanamu gns COX B Kaxgon kaHaBke — OAUH MHCTPYMEHT ANs BHYTPEHHEN 1 BHELLHEN pe3bobl
BSF, BSP with internal coolant supply through the flutes - same tool for internal and external threads

Oé6o3HaueHHne War (Pitch) Crangapr

(Item Number) P Hutok/pronm
TMCF08078-3-14-28W 28 G1/8
TMCF1010-4-16-19W 19 G1/4-3/8
TMCF1616-5-26-14W 14 G1/2-7/8
TMCF1616-4-38-11W n G21

Pe3b6oBble MUKpO-$pe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306

BUTBOPTA - BSW

P
»H«

K|

<

D
MM

78
10.0
16.0
16.0

A AAll . 4
W -
v ( B =

Kon-Bo u

3yébeB

(Flutes) L
3 141
4 16.7
5 26.3
4 38.1

Mpodwuns | Profile

P

@

‘
R=0,137P

MoxkpbiTue TiAIN
TiAIN coated

MM

64
73
101
101

BSW c kaHanamun gnga COX B kaxaon kaHaeke - OOuH MHCTPYMEHT Ansl BHYTPEHHE!N M BHELLHEN pe3bobl

BSW with internal coolant supply through the flutes - same tool for internal and external threads

Oéo3HaueHmne War (Pitch) Crangapr

(Item Number) P Hutok/proinm
TMCF06046-3-12-20W *20 1/4
TMCF06053-3-14-18W 18 5/16
TMCF08068-3-16-16W 16 3/8
TMCF10092-4-24-16W 16 1/2
TMCF08078-4-20-14W 14 7/16
TMCF10086-4-24-12W 12 1/2
TMCF12109-4-28-11W 1 5/8

* ®pesa 6e3 kaHanos ans COX | Cutter without coolant
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o

10

10
12

D
MM
4.6
5.3
6.8
9.2
78
8.6

109

yows

(Flutes) MM
3 121
3 14.8
3 16.7
4 24.6
4 20.9
4 24.4
4 289

58
58
64
73
64
73
84



Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

UN

Mpoduns | Profile

< » MokpbiTue TiICN
TiCN coated

VIHCTpYMeHT onsa BHYTPeHHer pesbbsbl | tools for internal threads

: Kon-Bo
?I)fée?r:)";\la:r:;:f) P ﬂi@;ﬁém <he 7 A= MdM NIIDM LD ;L MLM
(Flutes)

TMC06025-3-6-40UN 40 5 6 25 3 6.0 58
TMC06032-3-6-32UN 32 8 10 12 [} 3.2 3 6.8 58
TMCO0604-3-11-28UN 28 1/4 6 4.0 3 1n.3 58
TMC0606-3-14-28UN 28 7/16-1/2 ) 6.0 3 141 58
TMC0605-3-14-24UN 24 5/16 6 5.0 3 14.3 58
TMC0807-3-21-24UN 24 3/8 9/16-5/8 8 7.0 3 20.6 64
TMC06045-3-12-20UN 20 1/4 6 4.5 3 121 58
TMC0807-3-21-20UN 20 7/16-1/2 8 70 3 21.0 64
TMC1212-5-27-20UN 20 3/4-1 12 12.0 5 27.3 84
TMCO0605-3-14-18UN 18 5/16 6 5.0 3 14.8 58
TMC1010-4-26-18UN 18 9/16-5/8  1V8-15/8 10 10.0 4 261 73
TMCO0606-3-16-16UN 16 3/8 [} 6.0 3 16.7 58
TMC1212-4-31-16UN 16 3/4 12 12.0 4 31.0 84
TMC0807-3-20-14UN 14 7/16 8 7.0 3 20.9 64
TMC1615-5-37-14UN 14 7/8 16 15.0 5 37.2 105
TMCO0808-3-22-13UN 13 1/2 8 8.0 3 225 64
TMC1010-3-26-12UN 12 9/16 10 10.0 3 26.5 73
TMC1616-5-41-12UN 12 1-172 16 16.0 5 41.3 105
TMC1010-3-28-11UN n 5/8 10 10.0 3 28.9 73
TMC1212-3-34-10UN 10 3/4 12 12.0 3 34.3 84
TMC1615-3-38-9UN 9 7/8 16 15.0 3 38.1 150
TMC1616-3-42-8UN 8 1 16 16.0 & 429 105
TMC2020-4-45-7UN 7 1814 20 20.0 4 453 105

®pesbl ¢ kaHanom ans COX cM. Ha cnepytowmx ctpanumuax | For thread mills with coolant bore see following pages
Pe3b6éoBble MUkpo-¢ppe3sbl Ha cTp. 291-306 | Mini thread mills see page 291-306

SCHWARZ | 277



AvA LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

UN

Mpodwuns | Profile

MoxkpebiTue TiAIN
TiAIN coated

¢ kaHanom gns COX - MHCTPYMEHT ANs BHYTPEHHEN pe3bobl
with internal coolant bore - tools for internal threads

. Kon-Bo
%ﬁmﬁgf) P ﬁi;g;i,ém e 7 A MdM w?M 3yéees n:-:a MLM
(Flutes)

TMCC06032-3-6-32UN 32 8 10 12 6 3.2 3 6.8 58
TMCC0606-3-14-32UN 32 5/16 [} 6.0 3 14.7 58
TMCC0808-4-18-32UN 32 3/8 8 8.0 4 18.7 64
TMCC0605-3-11-28UN 28 1/4 [) 5.0 3 1n3 58
TMCC0606-3-14-28UN 28 7/16-1/2 ) 6.0 3 141 58
TMCCO08066-3-14-24UN 24 5/16 8 6.6 3 14.3 64
TMCC0808-4-21-24UN 24 3/8 9/16-5/8 8 8.0 4 20.6 64
TMCCO06047-3-12-20UN 20 1/4 [} 4.7 & 121 58
TMCC0808-3-21-20UN 20 7/16 8 8.0 3 21.0 64
TMCC1010-4-22-20UN 20 1/2 10 10.0 4 22.3 73
TMCC1212-5-27-20UN 20 3/4-1 12 12.0 5 27.3 84
TMCCO06056-3-14-18UN 18 5/16 [} 5.6 & 14.8 58
TMCC12113-4-26-18UN 18 9/16-5/8 T/8-1v4 12 1n3 4 26.1 84
TMCCO08067-3-16-16UN 16 3/8 8 6.7 3 16.7 64
TMCC1212-4-31-16UN 16 3/4 12 12.0 4 31.0 84
TMCC08077-3-20-14UN 14 7/16 8 7.7 3 209 64
TMCC1616-5-37-14UN 14 7/8 16 16.0 5 37.2 105
TMCC10092-3-22-13UN 13 1/2 10 9.2 3 22.5 73
TMCC12105-3-26-12UN 12 9/16 12 10.5 3 26.5 84
TMCC1616-5-41-12UN 12 1-172 16 16.0 5 413 105
TMCC12114-3-28-11UN n 5/8 12 1.4 3 289 84
TMCC16144-4-34-10UN 10 3/4 16 14.4 4 34.3 105
TMCC1616-3-38-9UN 9 7/8 16 16.0 3 38.1 105
TMCC20195-4-42-8UN 8 1 20 195 4 429 105
TMCC2020-4-45-7UN 7 T8-1v4 20 20.0 4 45.3 105

Pe3béoBble MUKpo-¢dpe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306
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Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

UN

Mpodwuns | Profile

P

2 Sy

\\\
D d

v 1l -

L1
< L > MoxkpebiTue TiAIN
TiAIN coated

¢ kaHanamu onga COX B kaxgon kaHaeBke - HCTPYMEHT gnsl BHYTPEHHEN pe3bobl
with internal coolant supply through the flutes - tools for internal threads

War (Pitch, Kon-Bo 3y6bes L1 L

2#23:?::2:?) P HMTOi/AIOéiM Lhle b <l MdM w?M (Flufeys) MM MM
TMCF0605-3-11-28UN 28 1/4 6 5.0 3 n3 58
TMCF0606-3-14-28UN 28 7/16-1/2 [} 6.0 3 141 58
TMCF08066-3-14-24UN 24 5/16 8 6.6 3 14.3 64
TMCF0808-4-21-24UN 24 3/8 9/16-5/8 8 8.0 4 20.6 64
TMCF0808-3-21-20UN 20 7/16 8 8.0 3 21.0 64
TMCF1010-4-22-20UN 20 1/2 10 10.0 4 223 73
TMCF1212-5-27-20UN 20 3/4-1 12 12.0 5 27.3 84
TMCF06056-3-14-18UN 18 5/16 [} 5.6 3 14.8 58
TMCF12113-4-26-18UN 18 9/16-5/8 T/8-158 12 1.3 4 26.1 84
TMCF08067-3-16-16UN 16 3/8 8 6.7 3 16.7 64
TMCF1212-4-31-16UN 16 3/4 12 12.0 4 31.0 84
TMCF08077-3-20-14UN 14 7/16 8 7.7 3 20.9 64
TMCF1616-5-37-14UN 14 7/8 16 16.0 5 37.2 101
TMCF10092-3-22-13UN 13 1/2 10 92 3 225 73
TMCF12105-3-26-12UN 12 9/16 12 10.5 3 26.5 84
TMCF12114-3-28-11UN n 5/8 12 1.4 3 289 84
TMCF16144-4-34-10UN 10 3/4 16 14.4 4 34.3 101

Pe3b6oBble MUKpo-¢ppe3sbl Ha cTp. 291-306 | Mini thread mills see page 291-306
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TOOLCUT

AV

UN

N
»

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpodwuns | Profile

P

MoxkpebiTue TiAIN
TiAIN coated

C YCWNEHHbIM XBOCTOBUKOM 1 kaHanom ans COX - MHCTPYMEHT s BHYTPEHHen pe3bbbl
with relieved neck and internal coolant bore - tools for infernal threads

Oé0o3HaueHne
(Iltem Number)

TMCL1010-4-30-20UN
TMCL1212-5-35-20UN
TMCL1616-6-43-20UN
TMCL1212-4-35-18UN
TMCL1212-4-35-16UN
TMCL1616-5-42-16UN
TMCL2020-6-58-16UN
TMCL1616-5-45-14UN
TMCLI1212-4-42-12UN
TMCL2020-5-55-12UN

BSPT

LWar (Pitch)
P Hutok/pioiim

20
20
20
18
16
16
16
14
12
12

M
MenK.
(fine)
212
214
218
215
215
219
223
220
216
D 24

Pe3b6oBble MUKpo-¢ppe3bl Ha cTp. 291-306 | Mini thread mills see page 291-306

d
MM

10
12
16
12
12
16
20
16
12
20

D
MM

10.0
12.0
16.0
12.0
12.0
16.0
20.0
16.0
12.0
20.0

Oé6o3HaueHune
(Item Number)

TMCO0606-3-9-28BSPT
TMCO0808-3-14-19BSPT
TMC1212-4-19-14BSPT
TMC1616-4-28-11BSPT

280 | SCHWARZ

Kon-Bo

L2

3y6beB

(Flutes)

4

a ~onoo 0l DO O

17.8
20.3
25.4
19.7
20.7
25.4
36.5
25.4
25.4
339

L1
MM

30.5
35.6
43.2
35.3
35.0
429
58.8
45.3
42.3
55.1

Mpodwuns | Profile

OfVMH MHCTPYMEHT OJ15t BHYTPEHHEN W BHELIHeR pe3blbl
same tool for internal and external threads

War (Pitch)
P Hutok/proinm

28
19
14
n

CraHpapT

RC1/16-1/8

RC1/4-3/8

RC1/2-7/8
RC1-2

d
MM

6
8
12
16

D
MM

6.0
8.0
12.0
16.0

MokpbiTue TICN
TiCN coated
wows 1
(Flutes) MM
3 95
3 14.0
4 191
4 28.9

KoHueBble ¢ppesbl ANt NOArOTOBKU MOBEPXHOCTH NOA KOHMUYECKYIo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288

MM

73
84
105
84
84
105
105
105
84
105

MM

58
64
84
105



Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

BSPT

Mpoduns | Profile

MNokpbiTue TiAIN
TiAIN coated

¢ kaHanom agna COX - oauH UHCTPYMEHT AN BHYTPEHHEN U BHELLHEN pe3bobl
with internal coolant bore - same tool for internal and external threads

?I)éosuaueuue LWar (Pifch{ AT d D I:;:g;:: 1 L
tem Number) P Hutok/pioinm MM MM (Flutes) MM MM
TMCCO08078-3-14-28BSPT 28 RC1/8 8 78 3 14.1 64
TMCC1010-4-16-19BSPT 19 RC1/4-3/8 10 10.0 4 16.7 73
TMCC1616-5-26-14BSPT 14 RC1/2-7/8 16 16.0 5 26.3 105
TMCC1616-4-28-11BSPT n RC1-2 16 16.0 4 289 105
KoHueBble $pesbl Ans noaroToBku NOBEPXHOCTH NOA KOHUYECKYIO pe3by Ha cTp. 288 | For conical preparation end mills see page 288
BSPT
# Mpodwuns | Profile

MoxkpeiTue TIAIN
TiAIN coated

¢ kaHanamu s COX B kax 4o KaHaBke ~ OAUH MHCTPYMEHT A5t BHYTPEHHEN U BHELLUHEN Pe3bObl
with internal coolant through the flutes - same tool for internal and external threads

. Kon-Bo
commeme WO w8 B wae Sk
(Flutes)
TMCF08078-3-14-28BSPT 28 RC1/8 8 7.8 3 141 64
TMCF1010-4-16-19BSPT 19 RC1/4-3/8 10 10.0 4 16.7 73
TMCF1616-5-26-14BSPT 14 RC1/2-7/8 16 16.0 5 26.3 101
TMCF1616-4-28-11BSPT n RC1-2 16 16.0 4 289 101

KoHueBble ¢ppesbl anisi NOAroTOBKU MOBEPXHOCTH NOA KOHMUYECKyIo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288
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Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

NPT

Mpodwnsb | Profile

OOMH MHCTPYMEHT A1 BHYTPEHHEN 1 BHELUHEW pe3bbbl
same tool for internal and external threads

Oé03HaueHne War (Pitch) Crangapr

(Item Number) P Hutok/proinm
TMCO0606-3-9-27NPT 27 1/16 -1/8
TMCO0808-3-14-18NPT 18 1/4-3/8
TMC1212-4-20-14NPT 14 1/2-3/4
TMC1616-4-27-11.5NPT 1.5 1-2
TMC2020-4-39-8NPT 8 221/2

D
MM

6.0

8.0

12.0
16.0
20.0

KoHueBble ¢ppesbl Afisi NOAroTOBKU MOBEPXHOCTH NoA KOHMUYECKylo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288

NPT

¢ kaHanom gnsg COX - oguH MHCTPYMEHT A1 BHYTPEHHEN U BHELLHEN Pe3blbl
with internal coolant bore - same tool for internal and external threads

Oé603HaueHne War (Pitch) Crangapr

(Item Number) P Hutok/pgioim
TMCC08076-3-10-27NPT 27 1/16-1/8
TMCC1010-4-16-18NPT 18 1/4-3/8
TMCC16155-4-22-14NPT 14 1/2-3/4
TMCC2020-4-29-11.5NPT 1.5 1-2
TMCC2020-4-39-8NPT 8 >21/2

d
MM

8
10
16
20
20

D
MM

76
10.0
15.5
20.0
20.0

MokpbiTue TiICN
TiCN coated
Kon-Bso u L
3y6beB
(Flutes) MM MM
3 99 58
3 14.8 64
4 209 84
4 276 105
4 39.7 105
Mpodwuns | Profile
Moxkpbitue TiAIN
TiAIN coated
Kon-Bo 1 L
3yébeB
(Flutes) MM MM
3 10.8 64
4 16.2 73
4 227 105
4 29.8 105
4 39.7 105

KoHueBble ppesbl anisi NOAroTOBKU MOBEPXHOCTH NOA KOHMUYECKYIo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288
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Av LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

NPT

Mpodwuns | Profile

>
»|

> Mokpbitue TIAIN
TiAIN coated

¢ kaHanamm ong COX B kaxgon kaHaBke - OANH UHCTPYMEHT A1 BHYTPEHHEN U BHELLHEN pe3bobl
with internal coolant supply through the flutes - same tool for internal and external threads

. Kon-Bo
Oé6o3Hauenne LWar (Plfch{ S d D 3yébes - .
(ltem Number) P Hutok/pionm MM MM MM MM
(Flutes)
TMCF08076-3-10-27NPT 27 1/8 8 7.6 3 10.8 64
TMCF1010-4-16-18NPT 18 1/4-3/8 10 10.0 4 16.2 73
TMCF16155-4-22-14NPT 14 1/2-3/4 16 15.5 4 227 101

KoHueBble ¢pesbl Ans NOAroToBKMU NOBEPXHOCTH NOA KOHUYECKYIO pe3b6y Ha cTp. 288 | For conical preparation end mills see page 288

NPTF

p Mpodwuns | Profile

q MokpeiTe TICN
TiCN coated

OLMH VHCTPYMEHT NSt BHYTPEHHEN U BHELUHEN pe3bobl
same tool for internal and external threads

. Kon-Bo
Doty pwecmem P 2 wee L L

(Flutes)
TMCO0606-3-9-27NPTF 27 1/16-1/8 6 6.0 3 99 58
TMC0808-3-14-18NPTF 18 1/4-3/8 8 8.0 3 14.8 64
TMC1212-4-20-14NPTF 14 1/2-3/4 12 12.0 4 209 84
TMC1616-4-27-11.5NPTF 15 1-2 16 16.0 4 276 105
TMC2020-4-39-8NPTF 8 =21/2 20 20.0 4 397 105

®pesbl ¢ kaHanoM ana COX cmM. Ha cnepytowux ctpanuuax | For thread mills with coolant see following pages
KoHueBble $pesbl Ans NoAroToBkM NOBEPXHOCTH NOA KOHUYECKYIo pe3bdy Ha cTp. 288 | For conical preparation end mills see page 288
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AV

TOOLCUT

NPTF

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpodwuns | Profile

P
/ 301.30'/

KonycHocTs 1:16

MoxkpebiTue TiAIN
TiAIN coated

¢ kaHanom gnsa COX - oauH UHCTPYMEHT AN BHYTPEHHEN 1 BHELUHEN pe3bibl
with infernal coolant bore - same tool for internal and external threads

Oé03HaueHne
(Iltem Number)

TMCCO08076-3-10-27NPTF
TMCC1010-4-16-18NPTF
TMCC16155-4-22-14NPTF
TMCC2020-4-29-11.5NPTF
TMCC2020-4-39-8NPTF

LWar (Pitch)
P Hutok/proiim

27
18
14
1n.5s
8

CraHpapT

1/8
1/4-3/8
1/2-3/4

1-2

221/2

8
10
16
20
20

D
MM

76
10.0
15.5
20.0
20.0

wees U

(Flutes) MM
3 10.8
4 16.2
4 227
4 29.8
4 39.7

KoHueBble ppesbl Anisi NOArOTOBKU MOBEPXHOCTHU NOA KOHMUYECKylo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288

NPTF

¢ kaHanamu ans COX B Kaxaon KaHaBke - OAMH MHCTPYMEHT AJ19 BHYTPEHHEN U BHELHEN pe3b6bl

Mpodwuns | Profile

P
30°/ 30‘/

Moxkpbitue TiAIN
TiAIN coated

with internal coolant through the flutes - same tool for internal and external threads

Oé60o3HaueHne
(Item Number)

TMCF08076-3-10-27NPTF
TMCF1010-4-16-18NPTF
TMCF16155-4-22-14NPTF

War (Pitch)
P Hutok/pioim

27
18
14

CraHpapt

1/8
1/4-3/8
1/2-3/4

8
10
16

D
MM

76
10.0
15.5

wewes 1

(Flutes) MM
3 10.8
4 16.2
4 22.7

KoHueBble ¢ppesbl ANt NOArOTOBKU MOBEPXHOCTH NoA KOHMUYECKYIo pe3bby Ha cTp. 288 | For conical preparation end mills see page 288

284 | SCHWARZ

64
73
105
105
105

MM

64
73
101



TOOLCUT

AV

NPS

LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
SOLID CARBIDE THREAD MILLS

Mpodwuns | Profile

P

AT

MNokpbiTue TiAIN
TiAIN coated

¢ kaHanom anga COX - oguH MHCTPYMEHT A1 BHYTPEHHEN U BHELLHEN pe3bobl

with internal coolant bore - same tool for internal and external threads

Oé03HaueHne
(Item Number)

TMCCO0312-3-04-27NPS
TMCCO0375-4-06-18NPS
TMCCO0625-4-08-14NPS
TMCCO0750-4-11-11.5NPS

NPSF

War (Pitch)
P Hutok/proinm

27

18

14
n.s

CraHpapTt

1/8
1/4-3/8
1/2-3/4

1-2

d
MM

5/16
3/8
5/8
3/4

D
MM
7.6
9.5

15.5
19.0

——

‘ L1 ,

L

=1

Kon-Bo
3y6ébeB
(Flutes)

3

4
4
4

L1 L

MM MM
10.8 63
16.2 76
22.7 101
29.8 101

Mpodwuns | Profile

P

MNokpbiTue TiAIN
TiAIN coated

¢ kaHannoM gns COX - ofuH MHCTPYMEHT AN1S BHYTPEHHEN W BHeLLHer pe3bbl

with internal coolant bore - same tool for internal and external threads

Oé603HaueHne
(Item Number)

TMCCO0312-3-04-27NPSF
TMCCO0375-4-06-18NPSF
TMCCO0625-4-08-14NPSF
TMCCO0750-4-11-11.5NPSF

War (Pitch)
P Hutok/groim

27

18

14
1n.s

CraHpapt

1/8
1/4-3/8
1/2-3/4

1-2

5/16
3/8
5/8
3/4

D
M

7.6
9.5
15.5
19.0

Kon-Bo
3y6ébeB
(Flutes)

3

4
4
4

L1 L
MM MM
10.8 63
16.2 76
22.7 101
298 101

SCHWARZ | 285



AvA LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

PG DIN 40430

P Mpoduns | Profile
P
. s
D — — — A
- T
L )
MNokpbiTue TiAIN
TiAIN coated

¢ kaHanom anga COX - oguH MHCTPYMEHT LISl BHYTPEHHEN U BHELLHEN pe3blbl
with internal coolant bore - same tool for internal and external threads

. Kon-Bo
L1
Tombonbe)  Pumocmam ST D wkes
(Flutes)
TMCC1010-4-19-20PG 20 Pg7 10 10.0 4 197
TMCC1212-4-20-18PG 18 Pg 9,11, 13.5, 16 12 12.0 4 20.5
TMCC1212-4-23-16PG 16 Pg 21, 29, 36, 42, 48 12 12.0 4 23.0

NPOTOKON UCMbITAHUA

BHyTpeHHsas pesbba | Internal thread M10 x 1

MnyéuHa pesb6bl | Thread depth 10.0 MM

Matepuan | Material 34CrNiMoé6 (1.6582)

UHcTpymenT | Tool Kopnyc | Holder: TMCC 0606-3-12-1.0 ISO
MnacTtuHa | Insert: 21IN3.0ISO

CkopocTb pesaHus | Cutting speed Vec: 100 M/MuH - Fz: 0.02 mm/3y6

COX | Coolant OMyrbeua

CroikocTb uHcTpyMeHTa | Tool life 758 petanen | Pieces

286 | SCHWARZ

73
84
84



AvA LEJIbHbIE TBEPAOCHMJIABHbIE PE3bBOBbIE ®PE3bl
TooLcuTt SOLID CARBIDE THREAD MILLS

IS0

P Mpodwuns | Profile
P
: /
u é P/8
§ L R
g Nokpbitne TiICN
TiCN coated
Oébo3HaueHune War (Pitch) d D Kon-eo 3yébeB (K] L
(Item Number) MM MM MM (No. of Flutes) MM MM
EXTMC1010-4-16-1.0I1SO 1.0 10 10.0 4 16.5 73
EXTMC1212-5-20-1.0ISO 1.0 12 12.0 5 20.5 84
EXTMC1010-4-16-1.25ISO 1.25 10 10.0 4 169 73
EXTMC1010-4-15-1.5ISO 1.5 10 10.0 4 15.8 73
EXTMC1212-4-20-1.5ISO 1.5 12 12.0 4 20.3 84
EXTMC1212-4-20-1.75ISO 1.75 12 12.0 4 20.1 84
EXTMC1010-3-17-2.0I1SO 2.0 10 10.0 3 17.0 73
EXTMC1212-4-21-2.0ISO 2.0 12 12.0 4 21.0 84
P Mpodwunsb | Profile
P
1 A P/8
L
D i MokpbiTue TICN
TiCN coated
Oé6o3HaueHune War (Pitch) d D Kon-Bo 3yébeB K] L
(item Number) MM MM MM (No. of Flutes) MM MM
EXTMC1010-4-16-24UN 24 10 10.0 4 16.4 73
EXTMV1212-5-21-20UN 20 12 12.0 5 21.0 84
EXTMC1212-4-20-18UN 18 12 12.0 4 20.5 84
EXTMC1212-4-21-16UN 16 12 12.0 4 21.4 84
EXTMC1212-4-20-14UN 14 12 12.0 4 209 84
EXTMC1212-4-20-12UN 12 12 12.0 4 201 84
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Av TEXHUYECKASA UHOOPMALUA
TooLcut TECHNICAL SECTION

KOHUYECKUE KOHLEBbIE ®PE3bl
TAPERED SOLIDE CARBIDE END MILLS
dpesbl NpenHaszHaYeHbl 415 NOATOTOBKM NOBEPXHOCTU MO KOHUYECKYIO PEe3boy.

Solid carbide tapered end mills are used for milling preparation of conical threads before the thread
milling operation.

NPEUMYLLECTBA ADVANTAGES:

- YBEMIMUEHNE XUIHEHHOTO LMKNa pesséopbix  ° Increases tool life of thread milling
$dpe3 u NNacTuH cutters and indexable inserts

- paBHOMEpHas Harpyska Ha pexyllyio yacte  * €qual and uniform load along the
pe3b6oBON PPesb cutting edge of the thread milling cutter

- COKpALLIEHVE MALLIMHHOMO BPEMEHN Ha + shorter machining time of the thread
onepaLmu Hape3aHus Pe3bébl 6arofaps milh’ng operation, due to the tapered pre-
NOArOTOBNEHHON KOHUYECKOM NOBEPXHOCTH paration

NokpbiTue TiCN
TiCN coated
Oéo3HaueHue Pasmep D d Kon-Bo 3yébes L1 L
(Item Number) (Size) MM MM (Flutes) MM MM
NPT 1/16"-1/8"
CCO0652-4-12 NPTF 1/16"-1/8" 5.2 6 4 12 58
BSPT 1/16"-1/8
NPT 1/8"-1"
CC1085-4-24 NPTF 1/8"-1" 8.5 10 4 24 73
BSPT 1/8"-1"
NPT 1/4"-3"
CC1210-4-32 NPTF 1/4"-3" 10.0 12 4 32 84
BSPT 1/4"-3"
NOArOTOBKA MOBEPXHOCTH NOArOTOBKA NOBEPXHOCTHU
No4 BHELWHIOKO PE3bbY no4 BHYTPEHHIOKO PE3bbY
EXTERNAL MACHINING INTERNAL MACHINING
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Av 3YBOODPE3EPOBAHUE
GEAR MILLING

TOOLCUT

CNEUNAJIbHbIE ®PE3bl AJ11 HAPE3SAHUSA 3YBbEB JOCTYMHbI MO 3ANMPOCY
SPECIAL GEAR MILLING ON REQUEST

HacapHas ¢ppesa
Shell Mill

o XBocTtoBuk Weldon
ol Weldon shank
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AVA

TOOLCUT
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AVA

TOOLCUT

PE3bBOBbIE MUKPO-®PE3bI
MINI THREAD MILLS

NMPEMMYLLECTBA ADVANTAGES:
* OQMH UHCTPYMEHT AJ1si 06pabOoTKM LUMPOKOrO * same tool can produce a wide range
of threads and pifches

[Mana3oHa Wwaroe 1 AMaMeTpos
- spiral flutes allows smooth

* BUHTOBbIE KaHaBKM O6eCNeunBatoT NPOoLECC , ,
_ cutting operation
pe3aHus 6e3 BuépaLmn
_ » same tool can produce both external
* OMH MHCTPYMEHT 0151 BHYTPEHHEN U S infernal threadls
BHeLLHel pe3bobl - ‘
* shorter machinig time due to 3 fo 6 si-
COKPALLEHNE MALLMHHOTO BREMEHN multaneously engaged cutting edges
6énarogaps KOHCTRYKUMN C 3-6 3y6bsiMu -
_ - enables machining of deep holes
* 06pabdoTKa rMyO6OKNX OTBEPCTUN
- thread length up to 5xD
* ANIMHa pe3bbbl 4o SxD ,
- low cutting forces thanks to

* HU3KOe yCusine pe3aHns 6narop,ap9| a spec/a/ cuﬁ/ng eo/ge Profile

cneumanbHOM reoMeTPUn PEXYLLNX KOOMOK

TMCM
* pe3bbbl oT M1x0.25 n 0-80UN | threadss starting from ISO M1 x 0.25 and 0.08UN
* BbICOKasi CKOPOCTb pe3aHus | high cutting speed
* COKpalLeHMe MaLUIMHHOIO BPEeMeHu | short machining time
+ 06paboTKa 3aKaneHHbIX MaTepunanos TBepaoCTbio 00 45 HRC
maching of hardened materials up to 45 HRc

NOKPbITUE | COATING TIALN

Cninas ¢ MHoroconHbiM nokpbitreM TIAIN (ISO K10 - K20) ansg paéoTsl Ha CPemHMX U BbICOKMX
ckopocTax. [ToaxoauT 4ng BCex MaTepuasnos.

Titanium Aluminum Nitride multy-layer coating (ISO K10 - K20). To be run at medium to

high cutting speeds. General purpose for all materials.
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Av PE3bBOBbIE MUKPO-®PE3bI
MINI THREAD MILLS

TOOLCUT

THREAD %MII.I.ING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TMCMO0603-3-39-0.7ISO-L

TMCM 06 031 - 3 - 9 - 07

ISO -L

Pesbéosas MHKPO- Paéounii MpumMepHas Mpodunb pe3bbb
¢|:.>e.3a . AnameTp paéouas pamHa Thread Profile
Mini Thread Mill Cutting Approximate 1SO
Diameter Cutting Length UN
031=23.10 Mm G55°
Kon-Bo 3yébes War Pe3b.65' YanuHeHHoe
No. of Flutes Thread Pitch ucnonHexne
3 Long
4 L =105 mm
5

[OunaMeTp xBOCTOBUKA
Shank Diameter

03= 3M™m

06= 6 MM

08= 8mMMm

10 =10 mm

12 =12 MM

16 =16 Mm
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Av PE3bBOBbIE MUKPO-®PE3bI
TooLcuTt MINI THREAD MILLS

THREAD %MILI.ING

CUCTEMA OBO3HAYEHUSA | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TMCMI03009-3-3-0.25ISO

TMCMI 03 009 - 3 - 4 - 0.25

Pe3b6oBas

bpesa Paéouuin puametp NpumepHas
Tl?r ead Mill Cutting Diameter pa6ouas anuHa
009 =09 Mm Approximate
Cutting Length
4 =43 MM

Kon-Bo 3yében
No. of Flutes

3
4 Lar pe3bébi
5 Thread Pitch

IuaMeTp XBOCTOBMUKA
Shank Diameter

03= 3 MM

06= 6 MM

08= 8mMMm

10 =10 mm

12=12Mm

16 =16 MM

ISO

Mpodunp
pe3bbbl
Thread Profile
HenonHbin
npodunb 60°
HenonHbii
npodunb 55°
ISO

UN

ACME
TRAPEZ
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AvA PE3bEOBbIE MUKPO-®PE3bl

TootcuTt MINI THREAD MILLS

IS0

A
\4

Pesb6oBas Mukpo-dpesa ISO | Mini Thread Mill ISO
OnunHa pesbbbl 0o 2 x D1| for thread depth up fo 2 x D1

Paamepbl (MM) | Dimensions (Mm)

Oéo3HaueHne
(Item Number) [} L D1 d D
TMCMO03007-3-2-0.25ISO 0,25 39 M1 3 0,72
TMCMO03009-3-3-0.25ISO 0,25 39 M1,2 3 0,90
TMCMO06045-4-14-0.351S0 0,35 58 M5 ) 4,50
TMCMO06016-3-4-0.4ISO 0,4 58 M2 6 1,53
TMCMO06016-3-4-0.41SO-L" 0,4 105 M2 6 1,53
TMCMO06017-3-5-0.45ISO 0,45 58 M2,2 6 1,65
TMCMO0602-3-5-0.45ISO 0,45 58 M2,5 [} 195
TMCM0602-3-5-0.45I1SO-L" 0,45 105 M2,5 6 195
TMCMO06024-3-6-0.5ISO 0,5 58 M3 6 2,37
TMCMO06024-3-6-0.51SO-L" 0,5 105 M3 6 2,37
TMCMO06028-3-70.6I1SO 0,6 58 M3,5 6 2,75
TMCMO06031-3-9-0.7ISO 0,7 58 M4 [} 3,10
TMCMO0808-4-25-0.75ISO 0,75 64 M10 8 8,00
TMCMO06038-3-12-0.8I1SO 0,8 58 M5 6 3,80
TMCMO06047-3-14-1.01SO 1,0 58 Mé 6 4,65
TMCMO0606-3-18-1.25I1SO 1,25 58 M8 [} 6,00
TMCMO08078-3-23-1.5I1SO 1,5 64 M10 8 7,80
TMCM1009-3-26-1.75I1SO 1,75 73 M12 10 9,00
TMCM12118-4-35-2.0I1SO 2,0 84 M16 12 11,80
TMCM1615-5-43-2.5ISO 2,5 105 M20 16 15,00

B
L YanuHeHHoe ucnonHewnue | long
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P 60°>

e
D1

Mokpbitne TIAIN
TiAIN coated

L1

2,5
3,0
14,5
4,5
4,5
5,0
55
55
6,5
6,5
75
90
25,0
12,5
14,0
18,0
23,0
26,0
35,0
43,0

Kon-Bo
3y6ébeB

(Flutes)
3

O B WP NN W



AvA PE3bEOBbIE MUKPO-®PE3bl

TootcuTt MINI THREAD MILLS

IS0

e ; — A
D d P 60,)
Y

P L1 "
< L > MokpbiTue TiAIN
TiAIN coated
PeabboBas Mukpo-dpesa ISO | Mini Thread Mill ISO
LnnHa pe3bbbl 0o 3 x D1 for thread depth up fo 3 x D1
0603HaueHne Paamepbl (MM) | Dimensions (mMm) ':02;::
(ltem Number) P L D1 d D u (,E.’qu -
TMCMO03011-3-4-0.3ISO *0.3 39 M1.4 3 1.05 4.0 3
TMCMO03012-3-5-0.35ISO *0.35 39 M1.6 3 1.20 4.8 3
TMCMO06012-3-5-0.35ISO-L* 0.35 105 M1.6 6 1.20 4.8 3
TMCMO06045-4-14-0.351SO 0.35 58 M5 6 4.50 14.5 4
TMCMO03016-3-6-0.41SO *0.4 39 M2 3 1.53 6.0 3
TMCMO03017-3-7-0.45ISO *0.45 39 M2.2 3 1.65 70 3
TMCMO0602-3-7-0.451SO 0.45 58 M2.5 6 195 75 3
TMCMO0602-3-8-0.45ISO-L* 0.45 105 M2.5 6 195 8.0 3
TMCMO06024-3-9-0.5ISO 0.5 58 M3 6 2.37 95 3
TMCMO06024-3-9-0.5ISO-L* 0.5 105 M3 6 2.37 9.5 3
TMCMO06054-4-20-0.51SO 0.5 58 Mé, M7 6 5.35 20.0 4
TMCMO06028-3-10-0.61SO 0.6 58 M3.5 6 2.75 10.5 3
TMCMO06031-3-12-0.71SO 0.7 58 M4 6 3.10 12.5 3
TMCMO06031-3-12-0.71SO-L* 0.7 105 M4 6 3.10 12.5 3
TMCMO06038-3-16-0.8ISO 0.8 58 M5 6 3.80 16.0 3
TMCMO06038-3-16-0.8ISO-L* 0.8 105 M5 6 3.80 16.0 3
TMCMO06047-3-20-1.01SO 1.0 58 Mé 6 4.65 20.0 3
TMCMO06047-3-20-1.01SO-L* 1.0 105 M6 6 4.65 20.0 3
TMCMO0808-4-31-1.01SO 1.0 64 M10 8 8.00 31.0 4
TMCMO0606-3-24-1.251SO 1.25 58 M8 6 6.00 24.0 3
TMCMO0606-3-24-1.251SO-L* 1.25 105 M8 6 6.00 24.0 3
TMCMO08078-3-31-1.51SO 15 64 M10 8 7.80 315 3
TMCMO08078-3-31-1.51SO-L* 15 105 M10 8 7.80 315 3
TMCM1009-3-37-1.75ISO 175 73 M12 10 9.00 378 3
TMCM12118-4-50-2.00ISO 2.0 105 M16 12 11.80 50.0 4

“
L YnnuHeHHoe ucnonHenue | long
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Av PE3bBOBbIE MUKPO-®PE3bI
TootcuTt MINI THREAD MILLS

IS0

A i
®y u ! ! | : d P w)
\

P L1 b '
< L .
MokpeiTne TiAIN
TiAIN coated
NHCTpYMeHT ang BHyTpeHHen pesbbsl | fools for internal thread
OnnHa pe3bbbl 0o 4 x D1 | for thread depth up to 4 x D1
Oéo3HaueHue Paamepbl (MM) | (Dimensions mm) 5;’2;::
(Item Number) P L D1 d D | (Flutes)
TMCMO0302-3-10-0.45ISO 0.45 39 M2.5 3 195 10.5 3
TMCMO03024-3-12-0.51SO 0.5 39 M3 3 2.40 12.5 3
TMCMO06031-3-16-0.7ISO 0.7 58 M& 6 3.10 16.7 3
TMCMO0604-3-20-0.8ISO 0.8 58 M5 6 4.00 20.8 3
TMCMO06048-3-25-1.01SO 1.0 58 Mé 6 4.80 25.0 3
InvHa pesbbel 0o 5 x D1 | For thread depth up to 5 x D1
O6o3HaueHne Paamepsbl (MM) | (Dimensions mm) ';;’g;::
(Item Number) P L D1 d D L (Flutes)
TMCMO03024-3-15-0.51SO 0.5 39 M3 3 2.40 15.5 3
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AVA

TOOLCUT

UN

PE3bBOBbIE MUKPO-®PE3bI
MINI THREAD MILLS

»

A

\4

Pesbbopas Mukpo-dpesa UN | Mini Thread Mill UN

ONVHa pe3bbbl 0o 2 x D1| for thread depth up to 2 x D1

O60o3HaueHue

(Item Number)
TMCMO06014-3-3-72UN
TMCMO06014-3-3-64UN
TMCMO03016-3-4-56UN
TMCMO06016-3-4-56UN
TMCMO06019-3-548UN
TMCMO06021-3-6-40UN
TMCM06021-3-6-40UN-L*
TMCMO06024-3-7-40UN
TMCMO06033-3-9-36UN
TMCM06025-3-7-32UN
TMCM06025-3-7-32UN-L"
TMCM06032-3-9-32UN
TMCMO06032-3-9-32UN-L"
TMCMO06037-3-10-32UN
TMCMO06042-3-11-28UN
TMCMO0605-3-14-28UN
TMCMO06035-3-10-24UN
TMCMO08066-3-17-24UN
TMCMO06047-3-14-20UN
TMCMO06047-3-14-20UN-L*
TMCMO0808-3-25-20UN
TMCMO0606-3-17-18UN
TMCM1212-4-35-18UN
TMCMO08067-3-22-16UN
TMCMO08077-3-25-14UN
TMCM10092-3-27-13UN
TMCM12105-3-31-12UN
TMCM12114-3-34-11UN
TMCM16144-4-41-10UN

B
L YanuHeHHoe ucnonHenue | long

UNC

a > P DN =

o 0 O O

10,12

1/4
1/4

5/16

3/8
7/16
1/2
9/16
5/8
3/4

UNF

AW WOUDN =

o

10
12
1/4

5/16,3/8

7/16

5/8

Hutok/ ploiim
(TPI)
P

72
64
56
56
48
40
40
40
36
32
32
32
32
32
28
28
24
24
20
20
20
18
18
16
14
13
12
n
10

Paamepbl (MM) | (Dimensions mm)

58
58
39
58
58
58
105
58
58
58
105
58
105
58
58
58
58
64
58
105
64
58
84
64
64
73
84
84
105

d

O 0 O ON OO N O O 6O O 6 O 0 60 6 N O O

3883 ® e

D

1.45
1.40
1.65
1.65
190
2.10
2.10
2.45
3.30
2.55
2.55
3.20
3.20
3.70
4.20
5.00
3.50
6.60
475
475
8.00
6.00
1200
6.70
770
9.20
10.50
n.40
1440

%

P
D1

MokpsbiTue TiAIN
TiAIN coated

Kon-eo 3yébes
u (Flutes)
3.7
3.8
4.4
4.4
5.2
6.3
6.3
70
90
Al
Al
95
95
10.5
1n.0
14.5
10.6
170
14.0
25.0
25.0
170
35.0
220
25.0
275
31.5
34.5
4.5

W

f N ¥ B 7 B 7 R 7 B 7 B N 7 B 72 B U 72 B 7 B I 7% (R 7 B R 7% B 72 B 5 I 72 R 7 B 8 B 72 B 7 R 7 Y 7 B 7 B &

SCHWARZ | 297



AvA PE3bEOBbIE MUKPO-®PE3bl

TootcuTt MINI THREAD MILLS

UN

A A - =.‘ A
D | d P 60‘)
A

e
P L1 o1

MokpeiTne TiAIN
TiAIN coated

Pesbbopas Mukpo-dpesa UN | Mini Thread Mill UN
onunHa pesbbbl 0o 3 x D1 for thread depth up fo 3 x D1

Oéo3HaueHune UNC UNE H"T°('_<r£ 1;-)'0*-'” Paamepb! (MM) | (Dimensions mm) Kon-Bo 3yébes
(Item Number) p L d D 1 (Flutes)
TMCMO06012-3-4-80UN (] 80 58 6 1.15 4.0 3
TMCMO03015-3-6-72UN 1 *72 39 &S 1.45 6.0 3
TMCMO06014-3-364UN 1 2 64 58 6 1.40 3.8 3
TMCMO03016-3-6-56UN 2 3 56 39 3 1.65 6.6 3
TMCMO06016-3-6-56UN 2 3 56 58 6 1.65 6.6 3
TMCMO06016-3-6-56UN-L* 2 3 56 105 6 1.65 6.6 3
TMCMO03021-3-8-40UN 4 40 39 3 2.10 8.0 3
TMCMO06021-3-8-40UN 4 40 58 6 2.10 8.0 3
TMCMO06021-3-8-40UN-L* 4 40 105 [} 2.10 8.0 3
TMCMO06024-3-9-40UN 5 [} 40 58 6 2.45 96 3
TMCMO03025-3-10-32UN 6 32 39 3 2.55 105 3
TMCMO06025-3-10-32UN [} 32 58 6 2.55 10.5 3
TMCMO06025-3-10-32UN-L" [} 32 105 [} 2.55 10.5 3
TMCMO06032-3-12-32UN 8 32 58 6 3.20 12.5 3
TMCMO06032-3-12-32UN-L" 8 32 105 6 3.20 125 3
TMCMO06037-3-15-32UN 10 32 58 6 3.70 15.0 3
TMCMO06037-3-15-32UN-L* 10 32 105 ) 3.70 15.0 3
TMCMO0605-3-19-28UN 1/4 28 58 6 5.00 190 3
TMCMO0605-3-19-28UN-L* 1/4 28 105 [} 5.00 190 3
TMCMO06035-3-15-24UN 10,12 24 58 6 3.50 15.5 3
TMCMO08066-3-24-24UN 5/16,3/8 24 64 8 6.60 24.0 3
TMCMO06047-3-19-20UN 1/4 20 58 6 4.75 190 3
TMCMO06047-3-19-20UN-L* 1/4 20 105 ) 4.75 190 3
TMCMO0808-3-34-20UN 7/16 20 64 8 8.00 34.6 3
TMCMO0606-3-23-18UN 5/16 18 58 6 6.00 23.0 3
TMCM1212-4-49-18UN 5/8 18 105 12 12.00 490 4
TMCMO08067-3-30-16UN 3/8 16 64 8 6.70 30.2 3
TMCMO08077-3-35-14UN 7/16 14 64 8 7.70 35.2 3
TMCM10092-3-40-13UN 1/2 13 73 10 9.20 275 3
TMCM12105-3-45-12UN 9/16 12 105 12 10.50 45.0 3
TMCM12114-3-50-11UN 5/8 n 105 12 1.40 50.0 3
TMCM16144-4-59-10UN 3/4 10 105 16 14.40 597 4

* NpepHa3HayeHa cnewuuanbHo A5 Npou3BoAcTBa 3y6HbIX MMNNaHToB | Specially designed for production of dental implants
- O6pabéoTka TUTaHa, MeguLy KOW Hep e cTanm u X MaTepuanos ao 45 HRC
- NopxoauT pna paéoTbl Ha BLICOKOCKOPOCTHbIX (30,000-40,000 06/MuH) 1 06bluHbIX LeHTpax (6,000 06/MuH U Bbiwwe)
- MopxopuT ans 06paboTkn HOPMaNbHOK U MENKOW Pe3b6bl.
- Machining Titanium, surgical stainless steels and hardened materials up to 45 HRc
- Suitable for high speed machining centers (30,000 - 40,000 RPM)
and for standard machining centers (6,000 RPM and higher)
- Can also be used for general purpose machining of regular & Menk. threads

*
L YanuHeHHoe ucnonHewue | long
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AV

TOOLCUT

UN

»

PE3bBOBbIE MUKPO-®PE3bI
MINI THREAD MILLS

D
P L1
L
Oé6o3HaueHne Hurok/ pioitm
UNC UNF

(Iltem Number) {T: )
TMCMO03016-3-9-56UN 2 3 56
TMCMO03021-3-12-40UN 4 40
TMCMO03025-3-14-32UN 6 32
TMCMO06032-3-17-32UN 8 32
TMCMO06037-3-20-32UN 10 32

UN

- A
g F d P 60.)
D 2 A

e
D1

MokpsbiTne TiAIN
TiAIN coated

Pesbbopas Mukpo-dpesa UN | Mini Thread Mill UN
OnuHa pesbbbl 0o 4 x D1 | for thread depth up to 4 x D1

»

D
P L1
L
O60o3HaueHne UNC UNF H“'°{';£ ‘I‘)'°’-'M
(Iltem Number) p
TMCMO03012-3-8-80UN 0 80
TMCMO03016-3-11-56UN 2 3 56

) A
g F d P w)

Pasmepb! (MM) | (Dimensions mm) Kon-Bo 3yébes

d D u (Flutes)
39 3 1.65 92 3
39 3 210 120 3
39 3 255 14.8 3
58 6 320 175 3
58 6 3.70 20.0 3

.
D1

A

Mokpbitue TiAIN
TiAIN coated

Pesbbopas Mukpo-dpesa UN | Mini Thread Mill UN
OnvHa pe3bbdel 0o S x D1| for thread depth up to 5 x D1

Pasmepb! (MM) | (Dimensions mm) Kon-Bo 3yébes

d D u (Flutes)
39 3 1.15 8.0 3
39 3 1.65 na 3
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Av PE3bBOBbIE MUKPO-®PE3bI

TootcuTt MINI THREAD MILLS

G55°

|
>
»|

p _
J @ 2d p 55.,)
_,I_L, Y

e
P L1 D1

MokpbiTue TiAIN
TiAIN coated

OLVH UHCTPYMEHT A1 BHYTPEHHEN U BHELLHE pe3bbbl | same Tool for infernal and external thread

O603HaueHue HuToxk/ oM Pasmeps! (MM) | Dimensions (Mm) Kon-eo 3yébes
(TPI) CraHpapT
(Item Number) P L d D I (Flutes)
TMCMO08078-3-19-28W 28 G1/8 64 8 78 195 3
TMCM1010-4-30-19W 19 G1/4-3/8 73 10 10.0 30.0 4
TMCM1212-4-37-14W 14 G1/2-7/8 84 12 120 370 4
TMCM1616-4-44-11W n Gz21 105 16 16.0 44.0 4

AnuHa pe3bébl po 2 x D1| for thread depth up to 2 x D1
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AV

TOOLCUT

PE3bBOBbIE MUKPO-®PE3bI
MINI THREAD MILLS

HEMOJIHbIN MPO®HJIb 60° I PARTIAL PROFILE 60°

‘ 0

Mokpbitue TIAIN
TiAIN coated

OOVWH MHCTPYMEHT O1st BHYTPEHHEeN 1 BHelHen pe3bdbl | same Tool for infernal and external thread

Oé60o3HaueHune
(Item Number)

TMCMI03012-3-3-A60

TMCMI03014-3-4-A60

TMCMI03019-3-5-A60

TMCMI03024-3-7-A60

TMCMI06032-3-9-A60

TMCMI0604-3-12-A60

LWar
(Pitch)
MM

0.25-0.35

0.35-0.45

0.35-0.6

0.5-0.8

0.5-1.0

0.5-1.0

Lar
HUTOK/
BIOAM
(Pitch
TPI)

100-72

72-56

72-40

48-32

48-24

48-24

M
Hopm.

M1.6 x 0.35

M2 x0.4
M2.2 x 0.45

M2.5 x 0.45

M3 x0.5
M3.5x 0.6

M4 x0.7
M4.5 x 0.75

M5 x 0.8 M6
x1.0

Teeppbiit cnnas: 0C060 MENKO3EPHUCTLIA CNaB C TPOMHLIM NokpbiTUeM PVD
Carbide grade: Ultra-fine. sub-micron grade with triple PVD coating

M
Menk.

M1.6 x 0.25
M1.8 x 0.25
M2.0 x 0.25

M2 x0.35
M2.2 x 0.35

M2.5 x 0.35 M3
x 0.35

M3.5 x 0.5

M4 x0.5

M5 x0.5
M5.5 x 0.5 M5
x 0.75

UN, UNC,UNS d

UNF, UNEF

0-80 UNF

1-64 UNC,
1-72 UNF,
2-56 UNC,
2-64 UNF

3-84 UNC,
3-56 UNF,
4-40 UNC,
4-48 UNF

5-40 UNC,
S-44 UNF,
6-32 UNC,
6-40 UNF

8-32 UNC,
8-36 UNF,
10-24 UNC,
10-28 UNS,
10-32 UNF

10-36 UNS,
10-40 UNS,
10-48 UNS,
12-24 UNC,
12-28 UNF

MM
3 115
3 140
3 190
3 245
6 320
6 4.00

Kon-Bo

3yébeB | L

(No. of

Flutes)
3 31 39
3 37 39
3 52 39
3 70 39
3 95 58
3 125 58

SCHWARZ | 301



Av PE3bBOBbIE MUKPO-®PE3bI
TootcuTt MINI THREAD MILLS

HEMOJIHbIN MPO®HJIb 60° I PARTIAL PROFILE 60°

NoxkpbiTne TiAIN
TiAIN coated

¢ kaHanamu ong COX B kaxgon kaHaBke, OOWH UHCTPYMEHT 015 BHYTPEHHEN 1 BHELUHEN pe3bobl
with internal coolant supply through the flutes, same tool for intfernal and external thread

O6o3HaueHmne War (Pitch) tar _ Auamerp pe3b6.b' d Kon-Bo 3yébeB
(Item Number) MM HUTOK/MioRM  {wm) (Thread Dia. (No. of Flutes) =
(Pitch TPI) MM) .
TMCMI0605-4-20-A60 @26 6 5.0 4 20 58
Int. 0.5 - 0.8 56-28
TMCMI0808-4-28-A60 Ex. 04 - 0.8 64-32 @29 8 8.0 4 28 64
TMCMI1212-5-38-A60 2213 12 12.0 5 38 84
TMCMI0808-4-30-A60 2210 8 8.0 4 30 64
Int. 1.0 - 1.75 28-14
TMCMI1010-4-35-A60 Ex. 0.8 - 1.5 32-16 @212 10 10.0 4 35 73
TMCMI1212-5-39-A60 @214 12 12.0 5 39 84
TMCMI1212-5-40-A60 @216 12 12.0 5 40 84
Int. 2.0 - 3.0 13- 8
TMCMI1614-5-45-A60 Ex. 1.75-2.5 15-10 2 218 16 14.0 5 45 101
TMCMI1616-5-50-A60 @220 16 16.0 5 50 101

TeepAblit cNNaB: MENKO3EPHUCTbIN CMaB ¢ MHOrocnoiHbIM nokpbitneM TiAIN (ISO K10-K20). OueHb )apocToikuii cnnas anst 06paéoTku 6e3 Buépaumin npu
BbICOKOCKOPOCTHBIX PeXUMaX, 06ec T MaKC 7 CPOK cnyX6bl MHCTPYMeHTa. MoaxoaunT Ans Hape3saHUsi HOPManbHbIX U MENKUX Pe3b6.

Carbide Grade: Fine grain grade with multi-layer Titan Aluminium Nitride coating (ISO K10-K20). Very high heat resistance and smooth cutting at high speed guaran-
tee the best tool life. For general machining of regular and fine threads.
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Av PE3bBOBbIE MUKPO-®PE3bI

TootcuTt MINI THREAD MILLS

HEMOJNHbIA NPO®HUITb 55° | PARTIAL PROFILE 55°

A
< L 5|
D} id
A -
MNoxkpbiTne TIAIN
TiAIN coated

OLVH UHCTPYMEHT A/19 BHYTPEHHEN 1 BHELLHeN pe3bbbl | same tool for internal and external thread

O603HaueHue HMTOLI:I/aJ:IOﬁM d D Kon-Bo 3yébeB | L
(Item Number) (Pitch TPI) (No. of Flutes)
TMCMI03023-3-7-A55 40-32 3 2.25 3 70 39
TMCMI06044-3-14-A55 28-20 6 4.35 3 14.0 58
TMCMI06059-3-20-A55 28-18 [ 5.85 3 20.5 58
TMCMI0807-3-23-A55 20-14 8 7.00 3 23.0 64

Teeppablii cnnae: 0co60 MENKO3EPHUCTbIA CNNaB C TPOWHbIM NokpbiTuem PVD
Carbide Grade: Ultra-Menk. Sub-micron grade with triple PVD coating
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AV

IS0

PE3bBOBbIE MUKPO-®DPE3bI
TootcuTt MINI THREAD MILLS

MokpbiTue TiAIN
TiAIN coated

MHCTPYMEHT 415 BHYTPEHHEN pe3bobl | fools for infernal thread

1
D 4/
A

Oéo3HaueHne War (Pitch)

(Item Number) MM
TMCMI03007-3-3-0.25I1SO 0.25
TMCMI03009-3-4-0.25ISO 0.25
TMCMI03011-3-5-0.3ISO 0.3
TMCMI03012-3-6-0.35ISO 0.35
TMCMI03016-3-7-0.41SO 0.4
TMCMI03024-3-10-0.5ISO 0.5

InuHa pe3b6bl o 3.5 x D1 | for thread depth up to 3.5 x D1

UN

M
Hopwm.

M1x 0.25
M1.2x 0.25
M1.4x0.3
M1.6 x 0.35

M2x 0.4

M3 x 0.5

M
Menk.

M1.4 x 0.25
M1.6 x 0.25

M2 x0.35
M2.2 x 0.35

M3.5 x 0.5
M4 x0.5

d

(2}

Kon-Bo 3yében

MHCTPYMEHT 15 BHYTPEHHEeN peabobl | fools for internal thread

O60o3HaueHune War (Pitch)

(Item Number) MM
TMCMI03012-3-5-80UN 80
TMCMI03015-3-7-72UN 72
TMCMI03016-3-9-56UN 56
TMCMI03021-3-10-40UN 40

InunHa pe3bébl o 3.5 x D1 | for thread depth up fo 3.5 x D1
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UNC

UNF

0

[-B

W W N W

2 (No. of Flutes)
0.72 3 3.6
0.90 3 4.3
1.05 3 5.0
1.20 3 5.7
1.55 3 71
2.37 3 10.6
A
MNokpbiTne TIAIN
TiAIN coated
Kon-Bo 3yében
(No. of Flutes)
115 3 5.5
1.45 3 6.6
1.65 3 8.9
2.10 3 10.1

39

39

39

39

39

39

39
39
39
39



Av PE3bBOBbIE MUKPO-®PE3bI

TootcuTt MINI THREAD MILLS

TPANELENAATIbHAA DIN 103

30°

MokpbiTne TiAIN
TiAIN coated

WHCTPYMEHT A5 BHYTPEHHEN pe3bobl | fools for internal thread

Obo3HaueHmne War (Pitch) Pa3mep pe3bébl d D Kon-Bo 3yébes I L
(Item Number) MM Thread size No. of Flutes
TMCMI06055-3-13-1.5TR 15 Tr8x1.5 6 55 3 135 58
Tr9x1.5
TMCMI08066-3-21-2TR 2 Loz 8 66 3 210 64
Tr11x2
TMCMI10086-4-25-2TR 2 Tri2x2 10 8.6 4 25.0 73
Tr14x2
TMCMI0807-3-25-3TR 3 Tr12x3 8 7.0 3 25.0 64
TMCMI10089-4-29-3TR 3 L o 10 89 4 290 73
Tr22x3
Tr16x4
TMCMI10092-3-33-4TR 4 Tr18x4 10 92 3 33.0 73
Tr20x4
Tr22x5
TMCMI14135-4-45-5TR 5 Tr24x5 14 13.5 4 45.0 105
Tr26x5

[nuHa pe3bébl o 2 x D1 | for thread depth up to0.2 x D1
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Av PE3bBOBbIE MUKPO-®PE3bI

TootcuTt MINI THREAD MILLS

ACME

29°

MokpbiTne TiAIN
TiAIN coated

WHCTPYMEHT NSl BHYTPEHHER pe3blbl, AIOMMOBbBIN XBOCTOBMK | fools for internal thread, inch shank

Lar

Oéo3HayeHne T Pasmep pe:.ibébl d D Kon-Bo 3yébeB I L
(Item Number) (Pitch TPI) (Thread size) (No. of Flutes)
TMCMI0250-3-04-16ACME 16 1/4-16 1/4 43 3 9.7 64
TMCMI0250-3-06-14ACME 14 5/16-14 1/4 5.2 3 15.2 64
TMCMI0250-3-08-12ACME 12 7:,’/8-12 14 61 3 191 64
/16-12
TMCMI0375-4-10-10ACME 10 1/2-10 3/8 8.3 4 25.4 76
TMCMI0500-4-11-8ACME 8 5/8-8 1/2 10.4 4 279 89
TMCMIO0500-4-12-6ACME 6 3;;:2 1/2 12.0 4 30.5 89
1-5
TMCMI0625-5-15-5ACME 5 : ::;2-: 5/8 159 5 38.1 102
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AVA

TOOLCUT

LUEJIbHbIE TBEPAOCHMJIABHbIE
16 PE3bBOBbIE MUKPO-®PE3bI

SOLID CARBIDE THREAD MILLS

Ansg 3AKAJIEHHbIX MATEPUAJIOB | FOR HARDENED MATERIALS

NMPEMMYLLECTBA ADVANTAGES:
* HU3KOE YCUMve Pe3aHus 6narofapst - lower cutting forces thanks to a special
crneLmansHon reomeTpum cutting edge geometry
* OTIMUHOE PeLLeHe AM1S MPOU3BOACTBA * perfect solution for the Mold and
LUTaMMOB 1 npecc-$opM Die Industry
- peabéa ot ISO M1,4 x 0,3 1 0-80UN * threading from ISO m1.4x 0.3
and 0-80 UN

* OJIMHa pe3bbbl 0o 2xD

- Merkast CTPYXKa - 6830MaCHbI MPOLECT " thread iengih up to 2xD

pe3aHus « short chips increase safety

* COKpaLLEHNE MALUMHHOIO BPEMEHM * short machining time

* BbICOKAsi CKOPOCTb [Pe3aHMS » machining at high cutting speeds

* COKpaLLEHNE BPEMEHN LINMKNA — yBEMYEeHNe * short cycle time - increase a
NPOW3BOOUTENLHOCTM productivity

- 0CO60 MENKO3EPHUCTLI Crinas Anis Teepaplx  ° U/fra fine grade - special for
MaTepuanos hardened materials

* IOKPbITUE O6ECNEeUNBAET BLICOKYIO « coating provides high wear
M3HOCOCTOMKOCTb M XapPOCTONKOCTb and heat resistance

TMCMH

Pesb6oBble $pesbl MpeaHasHaueHbl creLmanbHo 0is 06paboTku 3akaneHHon ctanm (0o 62 HRC).
MHCTpYMeHT o6ecneumBaeT BbICOKYIO NMPOU3BOONUTENBHOCTL, 6051e€ NErkoe pesaHne 1 OTIMYHOE
KayecTBO NMOBEPXHOCTM.

Thread Mills designed specifically for machining of hardened materials up to 62HRc. These tools
provide high performance, improved cut and excellent surface.

TBEP[bIA CMJIAB C NOKPbITUEM TIALN | CARBIDE GRADE WITH TIALN COATING

Oco60 MeNKO3ePHUCTLIN CMaB C YyYLIEHHBIM TPEXCNOMHbBIM MNOKPBITUEM, HAHECEHHBIM METOLOM
PVD.
Ultra fine sub-micron grade with advanced ftriple PVD coating.
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Av LEJIbHbIE TBEPAOCIJIABHbBIE PE3bBOBbBIE MUKPO-®PE3bI
TooLcur AN 3AKAJIEHHbIX MATEPUANIOB
SOLID CARBIDE THREAD MILLS FOR HARDENED MATERIALS

THREAD y MILLING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: TMCHO0631-3-9-0.7 ISO

TMCMH 06 031 - 3 - 9 - 0.7 1ISO

Pesb6oBble Pabounii guamer, MpumepHas Mpodunb pesbénbl
Mukpo-dpesbl Hardcut Cutti P paéouas anuHa Thread Profile
Mini Thread Mill Df’ '"f Approximate ISO
Hardeut iameter .
u 031 = 310 MM Cutting Length UN
Lar pe3b6bi

Kon-Bo 3yébes Thread Pitch

No. of Flutes

3

4

[dunameTp xBOoCTOBMKA
Shank Diameter

06 =6Mm

08 =8 Mm

10 =10 MM

12=12 MM

16 =16 MM
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Av LEJIbHbIE TBEPAOCMJIABHbIE PE3bBOBbIE MUKPO-®PE3bl

TooLcur A4 3AKAJIEHHbIX MATEPUAJIOB

SOLID CARBIDE THREAD MILLS FOR HARDENED MATERIALS

IS0

|

D1

—_ Bpau.LeHme LnmHoensd

1 il NPOTWB YaCOBOM
¢ ’ cTpenku - kog MO4
‘ ‘ for left hand spindle
rotation use code MO4

NHCTpYMeHT st BHYTPEeHHen pe3bbbl | fools for internal thread
rmyéuHa pe3bbbl 0o 2 x D1| for thread depth up fo 2 x D1

P
O6o3HaueHue Lar L d D1 D L1
(Item Number) (Pitch) MM MM MM MM MM
MM
TMCMHO06016-3-4-0.41SO 0.4 58 6 M2 1.53 4.5
TMCMHO06017-3-5-0.45ISO 0.45 58 6 M2.2 1.65 5.0
TMCMHO0602-3-5-0.45ISO 0.45 58 6 M2.5 195 5.5
TMCMHO06024-3-6-0.5I1SO 0.5 58 6 M3 2.37 6.5
TMCMH06028-3-7-0.61SO 0.6 58 6 M3.5 2.75 75
TMCMHO06031-3-9-0.7ISO 0.7 58 6 M4 3.10 9.0
TMCMHO06038-3-12-0.8I1SO 0.8 58 [} M5 3.80 12.5
TMCMHO06047-3-14-1.0I1SO 1.0 58 6 Mé 4.65 14.0
TMCMHO0606-3-18-1.25ISO 1.25 58 [} M8 6.00 18.0
TMCMHO08078-3-23-1.51SO 1.5 64 8 M10 7.80 23.0
TMCMH1009-3-26-1.75ISO 1.75 73 10 M12 9.00 26.0
TMCMH12118-4-35-2.0I1SO 2.0 84 12 M16 11.80 35.0

Mpumep 3akasa | Order example: TMCMH08078-3-23-1.5ISOTIiAIN

rny6uHa pesbbel 8o 3 x D1| for thread depth up to 3 x D1

P

Oéo3HaueHne LWar L d D1 D L1

(Item Number) (Pitch) MM MM MM MM MM

MM

TMCMHO03011-3-4-0.3ISO 0.3 39 3 M1.4 1.05 4.0
TMCMHO03012-3-5-0.35ISO 0.35 39 3 M1.6 1.20 4.8
TMCMHO03016-3-6-0.41SO 0.4 39 3 M2 1.53 6.0
TMCMHO06017-3-7-0.45ISO 0.45 58 6 M2.2 1.65 7.0
TMCMHO0602-3-7-0.45ISO 0.45 58 6 M2.5. 195 75
TMCMHO06024-3-9-0.51SO 0.5 58 6 M3 2.37 95
TMCMHO06028-3-10-0.6ISO 0.6 58 6 M3.5 2.75 10.5
TMCMHO06031-3-12-0.7ISO 0.7 58 6 M4 3.20 12.5
TMCMHO06038-3-16-0.8ISO 0.8 58 6 M5 3.80 16.0
TMCMHO06047-3-20-1.0ISO 1.0 58 6 Mé 4.65 20.0
TMCMHO0606-3-24-1.25ISO 1.25 58 6 M8 6.00 24.0

Mpumep 3akasa | Order example: TMCMH08078-3-23-1.5ISOTIAIN

Kon-Bo 3y6beB
(No. of Flutes)

F - S 7N B # S 7 N 7N Y 7% S 7 R N I % [ 7 B N I ¥

Kon-Bo 3yébeB
(No. of Flutes)

N W W WO W O W W
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AV

TooLcur A4 3AKAJIEHHbIX MATEPUAJIOB

LEJIbHbIE TBEPAOCMJIABHbIE PE3bBOBbIE MUKPO-®PE3bl

SOLID CARBIDE THREAD MILLS FOR HARDENED MATERIALS

UN

v

-

-9y

—

D1

|

BpalueHne wnmnHaens
NpPOTUB YaCOBOW
cTpenku - kog MO4
for left hand spindle
rofation use code MO4

NHCTpYMeHT st BHYyTPEeHHen pe3bdbl | fools for internal thread

P
D
L1
P
O60o3HaueHHne Lar
(ltem Number) (Pitch)
HUTOK/ BIOWM

TMCMHO06014-3-3-72UN 72
TMCMHO06014-3-3-64UN 64
TMCMHO06016-3-4-56UN 56
TMCMHO06019-3-5-48UN 48
TMCMHO06021-3-6-40UN 40
TMCMHO06024-3-7-40UN 40
TMCMHO06033-3-9-36UN 36
TMCMHO06025-3-7-32UN 32
TMCMHO06032-3-9-32UN 32
TMCMHO06037-3-10-32UN 32
TMCMHO06042-3-11-28UN 28
TMCMHO0605-3-14-28UN 28
TMCMHO06035-3-10-24UN 24
TMCMHO08066-3-17-24UN 24
TMCMHO06047-3-14-20UN 20
TMCMHO0808-3-25-20UN 20
TMCMHO0606-3-17-18UN 18
TMCMH1212-4-35-18UN 18
TMCMHO08067-3-22-16UN 16
TMCMHO08077-3-25-14UN 14
TMCMH10092-3-27-13UN 13
TMCMH12105-3-31-12UN 12
TMCMH12114-3-34-11UN n
TMCMH16144-4-41-10UN 10

L
MM

58
58
58
58
58
58
58
58
58
58
58
58
58
64
58
64
58
84
64
64
73
84
84
105

Mpumep 3aka3a | Order example: TMCMH12114-3-34-11UNTIAIN
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UNC

a pr ADND =

o

10,12

1/4

5/16

3/8
7/16
1/2
9/16
5/8
3/4

UNF

A WD =

o

10
12
14
5/16,3/8

7/16

5/8

o 0 O 0O N O O O O 6O N OO 6 O O O O

[ JRN W S ) —
DN O ®®R

MM

1.45
1.40
1.65
190
2.10
2.45
3.30
255
3.20
3.70
4.20
5.00
3.50
6.60
475
8.00
6.00
12.00
6.70
7.70
9.20
10.50
1.40
14.40

rnyéuHa pe3bbbl 0o 2 x D1| for thread depth up fo 2 x D1

L1
MM

3.7
3.8
4.4
5.2
6.3
70
9.0
1
9.5
10.5
1.0
14.5
10.6
17.0
14.0
25.0
17.0
35.0
22.0
25.0
275
31.5
34.5
41.5

Kon-Bo 3y6beB
(No. of Flutes)

B~ N 7 I 7 B 7 N 7 N 7 B ~ S 7 I ¥ B 7 B 7 N ¥ B 7 B 7 B % B 72 B 7 R 7 B 7 B 7 B 7% [ 72 B 7 I &3



AV

TooLcur A4 3AKAJIEHHbIX MATEPUAJIOB
SOLID CARBIDE THREAD MILLS FOR HARDENED MATERIALS

UN

v

m
* v

LEJIbHbIE TBEPAOCMJIABHbIE PE3bBOBbIE MUKPO-®PE3bl

BpatlueHue wnuHpens
NpPOTUB HYaCOBOW
cTpenku - kog MO4
for left hand spindle
rotation use code MO4

VIHCTPYMEHT ans BHYTPEHHen pe3bbhbl | tools for infernal thread

Oé6o3HaueHue
(Item Number)

TMCMHO06012-3-4-80UN
TMCMHO03015-3-6-72UN
TMCMHO06016-3-6-56UN
TMCMHO06021-3-8-40UN
TMCMHO06024-3-9-40UN
TMCMHO06025-3-10-32UN
TMCMHO06032-3-12-32UN
TMCMHO06037-3-15-32UN
TMCMHO0605-3-19-28UN
TMCMHO08066-3-24-24UN
TMCMHO06047-3-19-20UN
TMCMHO0606-3-23-18UN

rny6éuHa pesbbbl 0o 3 x D1| for thread depth up to 3 x D1

P
Lar
(Pitch)
HUTOK/ BIONM
80
72
56
40
40
32
32
32
28
24
20
18

L
MM

58
39
58
58
58
58
58
58
58
64
58
58

Mpumep 3akasa | Order example: TMCMHO06012-3-4-80UNTIAIN

UNC

o o o i~ N

1/4
5/16

UNF

-

10
1/4
5/16,3/8

O OO O N O O O OO O N O

D
MM

115
1.45
1.65
2.10
2.45
2.55
3.20
3.70
5.00
6.60
4,75
6.00

L1
MM

4.0
6.0
6.6
8.0
9.6
10.5
12.5
15.0
19.0
24.0
19.0
23.0

Kon-Bo 3y6beB
(No. of Flutes)

N W W WO WO W N
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AvA LEJIbHbIE TBEPAOCIJIABHbBIE PE3bBOBbBIE MUKPO-®PE3bI
TooLcur AN 3AKAJIEHHbIX MATEPUANIOB
SOLID CARBIDE THREAD MILLS FOR HARDENED MATERIALS

PE3bBOBbIE MUKPO-®PE3bl TUIl TMCMH
MINI THREAD MILL TMCMH TYPE

Oco060 MenKO3EePHUCTDLIN TBEPAbIA CNaB CO CneLmanbHbiM TPEXCNOMHbIM NokpbiTMeM TiAIN,
HaHeceHHbIM MmeTogoMm PVD.
BpalueHre wnuHoens npoTme 4acoBoi CTpenkn - kog MO4.

TiAIN Ultra-fine grain carbide grade with a special friple PVD coating.
For left hand spindle rotation use code MO4

Mopaua | Feed Mm/3yé
Teeppoctb Ve

O (L EEE DT Hardness HRc  M/MuH

ol g5 @2 23 o4 @5 [26) @7 28 29 o0 g2 g4 glb

Hukenesble,
TUTAHOBbIE 1
XaponpouyHble
cnnasbl 20-40 003 003 003 004 004 005 006 006 006 007 007 007 008 0.08
Nickel Alloys
Titanium Alloys and
High Temp. Alloys

3akaneHHas crtasb |

Hardened Steels

NPOTOKOJ UCTIbITAHUNA

BHyTpeHHsia pesbéa | Internal thread M4 x 0.7

yéuHa pe3bébl | Thread depth 10.0 mm

Martepuan 1.2379

UHcTpyMeHT | Tool TMCMH 06031-3-9-0.7 ISO
CkopocTb pesaHus | Cutting speed Ve: 4 m/mun Fz: 0.03 Mm/3y6
COX | Coolant OMyrnbcus

CroitkocTb MHCTpyMeHTa | Tool life 84 petanu | Pieces
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AVA

TOOLCUT

1 ’ TEXHUYECKAA UHOOPMALIUA
TECHNICAL SECTION

SCHWARZ | 313



AvA ®PE3EPOBAHUE PE3bbbl. TEXHUYECKAA UHOOPMALIUA
TooLcut THREAD MILLING TECHNICAL SECTION

NEPEBOJ CKOPOCTU PE3AHUA B YHACTOTY BPALLUEHUA
(CONVERSION OF CUTTING SPEED TO ROTATIONAL SPEED):

MepeBopq, BbIGPaHHOM CKOPOCTU PE3aHWs B YaCTOTY BPALLEHNS OCYLLECTBSETCS NO CreayoLwen popmyne:
(Conversion of selected cutting speed to rotational speed is calculated using the following formula):

V x1000 - _120x1000 = 1274 06/Mun
nxD 3.14x 30
N
Npumep (Example): V=120 m/MuH
D =30 MM
"4
D = Pa6ouunii guamertp
Cutting diameter
BHYTPEHHSAS PE3bBA BHELLUHAS PE3bBA
(INTERNAL THREAD) (EXTERNAL THREAD)
Mpapas pesbbda JleBas pesbba Mpapas pesbbda Jlepas pe3bba
(right hand thread) (left hand thread) (right hand thread)) (left hand thread)
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

BblBOP PE3bEOBOW ®PE3bl (SELECTION OF THREAD MILLS):
C60pHble U LefbHble TBepaocnnaBHble dpesbl
(For indexable and solid carbide thread mills)

MpviBEeOeHHas HUXEe CxemMa LEMOHCTPUPYET BbIGOP pe3bl AN BHYTPEHHEN pe3blbl. Cxema A5t CnefyroLmnx TMNoB pesbd:
ISO, UN, WHIT, NPT, NPTF, BSPT n PG.

(The following chart provides a fairly accurate visual selection tool for Internal Threading. The chart is applicable for the fol-
lowing thread forms: ISO, UN, WHIT, NPT, NPTF, BSPT and PG.):

P = lWar pe3b6ei (Thread Pitch)
A
HUTOK/ proim (TPI) MM
r\ D= Pa6ounii suametp uHctpymenta (Tool cuiting diameter)
4 (6.0

5.0 (5.0

6| 4.0

3.5

8|30

10| 2.5

12|20

16 | 1.5

20 | 1.25

24 | 1.0

32075

M
n
48 105 R |2

—>»> d
MMz 4 5 6 7 8 9 10 M 12 13 14 15 16 18 20 22 24 26 28 30 32 34 36 38 40 44 48 52 58 64

Aronm (Inch): V4 3/8 172 5/8 3/4 1 1.25 1.5 2 2.5

_ BHYTPEHHSIS PE3bBA
JTlo60o MHCTPYMEHT C MamnbiM padounMM OMAaMETPOM MOXET (INTERNAL THREAD)

06padaThiBaTh Pe3bdy ropasno Gonbllero gMameTpa.

MpuMmep: BHyTpeHHas pe3b6a M30x15. Heobxoonmo
nonoépaTtb MHCTPYMEHT Onst 06padoTKn BHYTOEHHEN MpaBoOW
pesbdbl ISO ¢ grnametpom d=30 MM K warom P=15 mm. Kak
BMOHO M3 CXEMbI, KPaCHbIE NIMHUM NepecekatoTcs B 06nactm Mpasast pe3bba
WHCTPYMEHTa C anaMeTpoM D=21 M. (right hand thread))
(Any tool with a small cutting diameter can produce larger dia-
meter threads.

Example: Internal thread M30 x 1.5: Find a Milling Tool fo pro-
duce d=30 Internal right hand ISO thread with a thread pifch
P=1.5 mm. As can be seen from the chart above, the two yel-
low lines intersect at the selected tool with a cutting diameter
D=21mm):

BbiépaHHbiin kopnyc (Chosen foolholder): TMH21-21H
Mnactuna (Threading insert): 21IN1.5ISOTIiAIN

SCHWARZ | 315



Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

BblIBOP CKOPOCTU U NOAAYUN AN PE3bBOBDIX MNACTUH
(THREAD MILLING INSERTS SPEED AND FEED SELECTION):

MenKo3ePHUCTLIN TBEPLbIA CriiaB ¢ MHOTOCOMHbIM NokpbiTueM TIAIN (ISO K10 - K20) ons 06paéoTkm Ha CpefHuX U BbICOKUX
CKOPOCTAX 6OMbLUMHCTBA MaTepPUasoB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all materials; it should be run at medium to high cutting speeds.)

ISO OépabaTtbiBaeMblit MaTepuan Ve (M/MuH)
HuskoyrnepoguncTas U cpepHeyrnepoancTas crasb 280 - 115
Low and Medium Carbon Steels
BbicokoyrnepogycTas ctanb _
High Carbon Steels 2O
JlermpopaHHasi, ynpoUYHeHHas cTanb 105 - 180
Alloy Steels, Treated Steels
Hepxapetollas cTanb, HepxabetoLlas NUTeHas cTanb 130 - 190
Stainless Steels, Stainless cast steels
JutenHas cranb
Cast Steels 1Eg =160
YyryH _
Cast Iron e 7o
LiBeTHble MeTannbl 1 anoMUHUIn _
Non-Ferrous & Aluminum LESEY
CWHT. MaTepuanbl, TePMOPEeaKTONacT, TePMonaacT 115 - 460
Synthetics, Duroplastics, Thermoplastics
Hukenesble crnnasbl, TUTAHOBbIE CMIaBbI 25- 90
Nickel Alloys, Titanium Alloys

PekoMeHayeMas nopaua (Recommended Feed Rate): 0.05 - 0.15 Mm/3y6é

113 Tabnuubl BUOHO, UTO CKOPOCTH pPe3aHns NpedcTaBneHbl Kak Anana3oHbl 3HaueHuin. B 6onbluMHCTBE criydaes cnegyert
BbIGUPATL CPEHEeEe 3HaUeHNe 13 AnanasoHa CKopocTen. [1ns 3akaneHHbIx ctanen CKopoOCTb Pe3aHnsa CnepyeT YMEHbLUKTD.
(As you may note, cutting speed is shown as a range. In most standard cases speed in the middle of the range would be the
first choice for a start. For hardened steels reduce cutting speed):
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AV

TOOLCUT

®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA

THREAD MILLING TECHNICAL SECTION

CKOPOCTb PE3AHUA ANS PPE3 L-THREAD

(L-THREAD

MILLING CUTTING SPEED):

MenKo3ePHUCTLIN TBEPLbIA CriiaB ¢ MHOTOCOMHbIM NokpbiTueM TIAIN (ISO K10 - K20) ons 06paéoTkm Ha CpefHuX U BbICOKUX
CKOPOCTAX 6OMbLUMHCTBA MaTepPUasoB.
(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all materials; it should be run at medium to high cutting speeds.)

ISO

OépabaTtbiBaeMblit MaTepuan Ve (M/MuH)
HuskoyrnepoguncTas u cpegHeyrnepoauctas cranb <0.55%C 100 - 205
Low and Medium Carbon Steels <0.55%C
Beicokoyrnepogucras cranb 20.55%C 100 - 180
High Carbon Steels 20.55%C
JlermpopaHHasi, ynpouYHeHHas cTab )
Alloy Steels, Treated Steels 100 - 140
Hepxapeetolyas ctanb R
Stainless Steels 85-125
JutenHas cranb
Cast Steels 80-115
Cepblit YyryH, YyryH R
Grey iron, Cast Iron 92 838
YyryH c WwapoBnaHbIM rpaduTom _
Modular Cast Iron 115-155
AntoMuHnin £12% Si, Menb
Aluminum <12%Si, Copper 150 -300
AntoMuHun >12% Si
Aluminum >12% Si 150 -300
CWHT. MaTepuarnbl, TePMOPEaKTOMacT, TePMOmnNacT 100 - 250
Synthetics, Duroplastics, Thermoplastics
CneumanbHble crnaebl U TUTaH 45 - 95

Other Alloys, Titanium Alloys

PekomeHayeMas nogaua (Recommended Feed Rate): 0.07 - 0.15 Mm/3y6
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

CKOPOCTb PE3AHUA AN PPE3 TMV
(TMV MILLS CUTTING SPEED):

MenKo3ePHUCTLIN TBEPLbIA CriiaB ¢ MHOTOCOMHbIM NokpbiTueM TIAIN (ISO K10 - K20) ons 06paéoTkm Ha CpefHuX U BbICOKUX
CKOPOCTAX 6OMbLUMHCTBA MaTepPUasoB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all materials; it should be run at medium to high cutting speeds.)

Ve Mopaua mMMm/3yé (Feed mm/tooth)
. Paéouunin guametp (Cutting Diameter)
ISO OépabaTbiBaeMblii MaTepuan (Cuttin
Speed,
(M/MuH) 210 o12 218 225

HuskoyrnepoguncTas u cpepHeyrnepoauctas cranb <0.55%C _
Low and Medium Carbon Steels <0.55%C CUSLAY L e 020 o2
Bbicokoyrnepopuctas cranb 20.55%C _
High Carbon Steels 20.55%C 60 - 90 0.14 0.16 0.20 0.22
JlervpoBaHHas, ynpoYHeHHast CTasb _
Alloy Steels, Treated Steels 50-80 010 012 0o 018
ISP EEETRMER) SIENL = (EIPRUAES: 70 - 100 010 o 015 017
Stainless Steels - Ferritic
HepxapetoLLas CTanb - ayCTeHWUTHast ~

M Stainless Steels - Austenitic o 0 ol ol o
JlutenHas cranb
Cast Sieels 70 - 90 0.10 0.12 0.16 0.18
Cepblit YyryH, YyryH WapOBMAHbIM lrpa¢mom, KOBKWW YyryH 40 - 80 076 017 020 0.22
Cast Iron, modlular cast iron, malleable iron
AnoMuHuin <12%Si, Megb _
Aluminum S12%Si, Copper 100 - 200 0.16 0.17 0.20 0.22
AntoMuHuA >12% Si
Aluminum >12% Si 60 - 140 0.10 om 0.16 0.18
nacTmaccs, GoOH3S, naTyHe 50 - 200 019 019 022 024
Plastic, Bronze, Brass
Hukenesble cnnasbl, TMTAHOBbIE ClaBb _
Nickel Alloys, Titanium Alloys 20-40 007 007 010 012
3akaneHHas ctanb 45 - 50HRc

H Hardened Steel 45 - 50HRc -7 0 e OIE o
3akaneHHas ctanb 50 - S5HRc
Hardened Sieal 50 - 55HRe 50 - 60 0.08 0.08 0.12 0.14

HAYAJIbHAS 90° ®PE3EPOBA- 90° KOHEYHAS
nosunuus BXOA B HME PE3bEbl BbIXOA U3 nosunuus
(STARTING OKPYX. (THREAD OKPYX. (END

POINT) (ENTRANCE MILLING) (EXIT POSITION)
ARC) ARC)

318 | SCHWARZ



AV

TOOLCUT

®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
THREAD MILLING TECHNICAL SECTION

PEXXUMbI PESAHUSA AJ19 MHOTO3YBbIX CMMUPAJIbHbBIX MJIACTUH TMV
(TMV TYPE CUTTING DATA):

MenKo3epHUCTLIN TBEPLbIA Criias ¢ MHOrocnonHsIM nokpbitvem TIAIN (ISO K10 - K20). OueHb xapocToiikuii cnnas
4ns 06paboTkn 6e3 BrépaLmii Ha BbICOKOCKOPOCTHBIX PEXMMaX, 06ecneumBasT fOMMiA CPOK CyX6Sbl MHCTPYMEHTA.
MopxoouT 0Na HapesaHns HOPMasbHON U MENKOM Pe3bobl.
(Fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). Very high heat resistance and
smooth cutting at high speed garantee the best tool life. Applicable for general machining of regular and fine threads.):

ISO

Ve Mopaya Mm/3y6 (Feed mm/tooth)
OépaébartbiBaeMblit MaTepuan (scl;gzz SRR e

(M/MuH) 216-235
Low anc odlum Cabon Seels O ggme T DS | 600 oa-0=
Hioh Carbon St 205G 60-%0 -
Aoy Secls Tosea Sees %0-80 S
Sanicss SooloFaric T 707100 e
Saniess Sool sustents €0~ %0 e
ConrStoels 0-%0 o080
Cot o, mocr cast o mateationon. | 40-g0 o0
aminum <2555, Copper 1007200 e
ﬁfuﬁmﬁé%s' 60 7140 0087022
Plosic rone rase 20-200 e
Niekoldloys Tanim Aloys -+ 2040 o000
Hardonod Sool 45 -S0HRe 60-70 i
Hargbned 00150 S5HRE 20-¢0 e
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

BblIBOP PEXXMMOB PE3AHUA ANA ®PE3 TMV
(TMV DISE MILLS — CUTTING SPEED):

MenKo3epHUCTbIN TBEPObIf CriaB ¢ MHOrOCOMHLIM NokpbiTreM TIAIN (ISO K10 - K20) ons 06paboTku Ha CPemHMX U BbICOKMX
CKOPOCTSAX GOSbLUMHCTBA MaTEPUaoB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all Materials; it should be run at medium to high cutting speeds.)

Ve Mopaya MM/3y6 (Feed mm/tooth)
1SO O e e (g;gz,c,’ Paéounin puametp (Cuiting Diameter)

(M/MuR) 216-235

o e o
S e e oo o | e
22';%‘::2;1/2;3'03":;; 100-200 0.05-0.25

o Z12% S 60-140 0.03-0.10

Ho S
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

BbIEOP PEXXMMOB PE3AHUS
(CUTTING SPEED SELECTION):

Ans ®PE3 TMC (TYPE)

MerKO3epHUCTbIN TBepPObIf CriaB ¢ MHOrOCOMHLIM nokpbiTreM TIAIN (ISO K10 - K20) ans o6paboTku Ha CpemHmX 1 BbICOKMX
CKOPOCTAX GOSbLUMHCTBA MaTEPHanoB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all Materials; it should be run at medium to high cutting speeds.)

Ve Mopaua MM/ 3y6 (;-'eed mm/tooth) ;
7 Cuttil Paéouunin puametp (Cuiting Diameter,
ISO OépabaTbiBaeMbiit MaTepuan (s F;le e”:j
(M/muH) | 92 | 03 | o4 | o6 | 8 | ol0 | 012 | ol4 | ol6 | 020 | 025

HuskoyrnepogaucTas n cpepHeyrnepopuctas ctanb <0.55%C
Low and Medlium Carbon Steels <0.55%C

BbicokoyrnepopucTas ctanb 20.55%C
High Carbon Steels 20.55%C
JlervpopaHHas, ynpo4YHeHHas CTanb
Alloy Steels, Treated Steels

HepxapetoLuas cTanb - depputHas
Stainless Steels - Ferritic

90-200 0.03/0.04|0.04|0.06|0.07 |0.08(0.09| 0.11 | 0.12 | 0.15 | 0.18

100-145 0.02|0.03|0.03|0.05|0.06|0.070.08|0.09|0.10 | 0.12 | 0.15

55-130 0.02/0.03|0.03|0.04|0.05|0.06|0.06|0.07 |0.08(0.09| 0.1

M HepxabeioLLas CTanb - ayCTeHWUTHas
Stainless Steels - Austenitic

JlnteiHas ctanb

Cast Steels

Cepblit YyryH, YyryH C LIApPOBUOHbLIM rPapuUTOM, KOBKUA YyryH
Cast Iron, modular cast iron, malleable iron

120-135 0.02|0.02|0.03|0.03|0.04|0.05|0.05|0.06|0.07 |0.08 | 0.10

65-120 0.03/0.04|0.04|0.06|0.07 0.08(0.09| 0.11 | 0.12 | 0.15 | 0.18

AntoMuHnia £12%Si, Menb
Aluminum =<12%Si, Copper
AnioMuHUn >12% Si

Aluminum >12% Si
Mnactmacca, 6poH3a, naTyHb
Plastic, Bronze, Brass

135-280 0.03|0.04|0.04|0.06|0.07 |0.080.09| 0.11 | 0.12 | 0.15 | 0.18

90-200 0.02|0.02|0.03|0.03|0.04|0.05|0.05|0.06|0.07 |0.08 | 0.10

90-320 0.05|/0.06|0.07|0.08|0.10 | 0.11 | 0.12 | 0.74 | 0.15 | 0.18 | 0.22

Hukenesble crinabbl, TUTAHOBbIE CMaBbl
Nickel Alloys, Titanium Alloys

[Ina ¢pes c ypenmuyeHHom oJIMHOM padoyeit YaCTh CHM3bTe nogady Ha 40%.
(For cutters with long cutting length reduce feed rate by 40%)

AN ®PE3 TMCC, TMCF (TYPE)

Ve Mopaua MMm/3yé (Feed mm/tooth)
i Paéouuit puamertp (Cutting Diameter,
ISO Oé6pabatbiBaeMblii MaTepuan (.S‘Cu:e";l A P ( g )
(MF;MMH) 22 23 | o4 | 26 | 28 | 210 | 212 | 214 | 216 | 220 | 225

HuskoyrnepopmcTas u cpepHeyrnepoauctas crans <0.55%C
Low and Medlium Carbon Steels <0.55%C

Beicokoyrnepopuctas ctanb 20.55%C
High Carbon Steels 20.55%C

JlervpopaHHas, ynpoYHeHHas cTanb
Alloy Steels, Treated Steels

100-250 |0.03|0.04|0.04(0.06|0.07 |0.08|0.09| 0.11 | 0.12 | 0.15 | 0.18

10-180 0.02|0.03/0.03|0.05|0.06|0.070.08|0.09|0.10 | 0.12 | 0.15

90-60 0.02|0.02|0.03|0.03|0.04|0.05|0.05|0.06|0.07 |0.08 | 0.10

HepxapetoLuas cTanb - depputHas

) " 60-160 0.02|0.03|0.03|0.04|0.05/0.06|0.06|0.07|0.080.09| 0.1
Stainless Steels - Ferritic

M Hepxaseiowias crans - aycTeHuTHas 60-120  |0.02/0.02|0.03|0.03|0.04(0.05|0.05|0.06|0.07|0.08| 010

Stainless Steels - Austenitic

JluteiiHas ctanb

Cast Steels

Cepblit YyryH, 4yryH C LIApPOBUOHbLIM rpadUTOM, KOBKUM YyryH
Cast Iron, modlular cast iron, malleable iron

130-170 0.02|0.02|0.03|0.03|0.04|0.05|0.05|0.06|0.07 |0.08 | 0.10

70-150 0.03|0.040.04|0.06|0.07 0.08/0.09| 0.11 | 0.12 | 0.15 | 0.18

AntomuHnn <12%Si, megb
Aluminum s12%Sij, Copper
AntoMuHUin >12% Si

Aluminum >12% Si
Mnactmacca, 6poH3a, naTyHb
Plastic, Bronze, Brass

150-350 |0.03|0.04|0.04|0.06|0.07|0.08|0.09| 0.11 | 0.12 | 0.15 | 0.18

100-250 |0.02|0.02|0.03|0.03|0.04|0.05|0.05|0.06|0.07|0.08| 0.10

100-400 |0.05|0.06|0.07(0.08|0.10 | 0.1 | 0.12 | 0.13 | 0.15 | 0.18 | 0.22

Hvkenesble cnna.bl, TUTAHOBbIE CMNaBbI

Nickel Alloys, Trarium Alloys 20-80 0.02/0.02|0.02|0.03|0.03|0.03|0.03|0.04|0.04|0.04|0.05

[ns dpes ¢ yBenmueHHon oMHom paéoyen YacTn CHU3sTe nogady Ha 40%.
(For cutters with long cutting length reduce feed rate by 40%)
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

0N ®PE3 TMCL (TYPE)

TeeppocnnabHble pe3b6oBble GPe3bl C YCUNEHHBIM XBOCTOBMKOM W KaHanoM ang COX ons HapesaHust pesbdbl B CReOHUX
W ry6OKNX OTBEPCTUSX.
(Solid carbide Thread mills with relieved neck and internal coolant for milling of medium to deep bores)

+ (Mpe3sepoBaHue pe3bb O camoro AHa + ®OpesepopaHre pe3bd B CPEfHUX U
oTBepCTNA rYy6OKUX OTBEPCTUSAX
« Machining of threads that should be « For machining of threads in medium and
milled to the bottom deep bores
NMPEUMYLLECTBA ADVANTAGES:
+ O6ecneumnBaloT BbICOKYHIO XECTKOCTb M CTAaBUIBbHOCTL * Provides high rigidiity and stability
(B6poracsiye) (anti-vibration)
- O6padoTka pe3bdbl B MYGOKUX OTBEPCTHSIX 38 OfUH * Accomplishes deep threads in one pass
npoxon, + Relatively low cutting forces due tfo short cutting
+ OTHOCUTENBHO HU3KOE yCunne pesaHus érarogaps length
CcneLmnanbHON reoOMEeTPUM PEXYLLMX KPOMOK « Threads length up to 3xD

+ [nuHa pesbbel go 3xD

MerKo3epHUCTLIN TBEPAbIA CNaB ¢ MHOrocnonHsIM nokpbitvem TIAIN (ISO K10 - K20) ons 06paboTku Ha CPEOHMX U BbICOKMX
CKOPOCTSAX 6OSbLUMHCTBA MaTEPUAIOB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all Materials; it should be run at medium to high cutting speeds.)

Ve Mopaua MMm/3yé (Feed mm/tooth)
i Paéouuin Cutting Di. i
ISO OépabaTbiBaeMblit MaTepuan (g"u;zz scesvilanansTRN Guitinalb s ele)
(Mp/MVIH) 210 o212 ol4 216 220 225

HuskoyrnepopgucTas n cpepHeyrnepoamcras cranb <0.55%C

Low and Medium Carbon Steels <0.55%C 100 =250 3 o o ors e 82

Bbicokoyrnepopuctas ctanb 20.55%C

Hioh Cerbon Stals 20.55%C 110 - 180 0.05 0.05 0.06 0.07 0.09 0.10
JlervpoBaHHas, ynpoYHeHHas CTasb _
Aoy Srools, Towto) Sioots 90 - 160 0.03 0.04 0.04 0.05 0.06 0.07
SR CEEIPIER] G 2 SRRl 60 - 160 0.04 0.04 0.05 0.06 0.06 0.08
Stainless Steels - Ferritic : . : ! : :
M HepxaBe}oLu,aﬂ CTasnb - ayCTeHUTHas 60 - 120 0.04 0.04 0.04 0.05 0.06 0.07
Stainless Steels - Austenitic : : : : ! !
I TELIEE] i 130 - 170 0.03 0.04 0.04 0.05 0.06 0.07
Cast Steels
Cepblit YyryH, YyryH C LAPOBUAHBIM FPadUTOM, KOBKUIA YyryH 70 - 150 0.06 0.07 0.07 0.08 0.10 012

Cast Iron, modlular cast iron, malleable iron

AntoMuHuin <12%Si, megb

Aluminum s12%Si, Copper 150 - 350 0.06 0.07 0.07 0.08 0.10 0.12

AntoMuHuin >12% Si

Aluminum >12% Si 100 - 250 0.03 0.04 0.04 0.05 0.06 0.07

[nacTmacca, 6pOH3a, NaTyHb

Nickel Alloys, Titanium Alloys 100 - 400 0.08 0.09 0.10 0.11 0.13 0.15

Hvikenesble cnnaebl, TUTAHOBbIE CMNaBbl

Nickel Alloys, Titanium Alloys 20 -80 0.02 0.02 0.02 0.03 0.03 0.03

1. HAYAJIbHAS NO3ULINS
(START POINT)

4. HAYAJIbHAS NO3NLMns
®PE3EPOBAHUS PE3bEbI

(2 nPoOXxon)
(THREAD MILLING
2. HAYATNIbHAS MO3ULMS START POSITION
®PE3EPOBAHMS PE3bEbI 2. ENTRY)
(1nPoxopn)
(THREAD MILLING 5. GPE3EPOBAHME PE3bBbI
START POSITION
1. ENTRY) Elilzerel)
(THREAD MILLING
2. ENTRY)
3. ®PE3EPOBAHME PE3bEbl
(1nPOXoR)
(THREAD MILLING 6. KOHEYHASI NO3ULMS
1. ENTRY) (END POINT)
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

PE3bBOBbIE MUKPO-®PE3bl TMCM U TMCMI
(MINI THREAD MILLING TMCM AND TMCMI TYPES):

MenKo3epHUCTLIN TBEPbIA CriaB ¢ MHOrOCOMHbIM MokpbiTueM TIAIN (ISO K10 - K20) ans 06paéoTku Ha CpeHuX U BbICOKUX
CKOPOCTAX GOSbLUMHCTBA MaTePUanoB.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). This is a general purpose
grade, which can be used for all Materials; it should be run at medium to high cutting speeds.)

MerKo3epHUCTLIR TBEPAbIA CNaB ¢ MHOrocnonHsIM nokpbitvem TIAIN (ISO K10 - K20). OueHb XapoCTonKui Crnas s
BbICOKOMPOM3IBOAMUTENBHON OBPabOTKM 6e3 BUOPALIMA NPK HOPMAaIbHBIX PeEXNMax pesanus. NogxoauT ans 6onblUMHCTBA
MaTepuanos.

(Ultra-fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). Extremely high heat resistant
and smooth cutting operation, for high performance, and normal machining conditions. General purpose for all Materials.)

MT11 - 0CO60 MENKO3EPHUCTLIR CNIaB C YNyyLEHHbIM TPEXCNOMHLIM NOKPbITUEM PVD.
(Ultra-fine grain grade with advanced triple PVD coating.)

Ve Mopaua MM/3y6 (;-'eed mm/tooth) )
i Paéouunit puametp (Cutting Diameter,
ISO OépabaTtbiBaeMblit MaTepuan (guefzz g p fLurting =4
(Mp/MMH) 02 |(015| 02 | 03 | 04 | 5 | 06 | ©7 | 08 | 29 | 210 | 012 | 214 | 016

HuskoyrnepogucTas v cpefHeyrnepoauctas crans <0.55%C
Low and Medlium Carbon Steels <0.55%C

Bbicokoyrnepopuctas cranb 20.55%C
High Carbon Steels 20.55%C

JlernpopaHHasi, ynpouHeHHas cTanb
Alloy Steels, Treated Steels

Hepxapetowas ctanb - depputHas
Stainless Steels - Ferritic

60-120  |0.04/0.05/0.05/0.07|0.09| 0.11 | 0.13 | 0.14| 0.15| 0.16 | 0.16 | 0.17 | 0.18 | 0.18

60- 90 |0.03|0.04|0.05/0.06|0.08/0.09(/0.10| 0.12| 0.13 | 0.14 | 0.14 | 0.16 | 0.17 | 0.18

50- 80 |0.03|0.04|0.04(0.05|0.05|0.06(0.07|0.07|0.08/0.09/0.10 | 0.12 | 0.13 | 0.14

70-100 |0.02|0.03|0.03|0.04{0.05|/0.06|0.06|0.07|0.08{0.09|0.10| 0.11| 0.12 | 0.13

M Hepxaaerou.l,aq CTasnb - ayCTeHUTHas

; » 60- 90 |0.02|0.03|0.03|0.04|0.05|0.06(0.06|0.07|0.08{0.09|0.10 | 0.11 | 0.12 | 0.13
Stainless Steels - Austenitic

JlutenHas ctanb

Cast Steels

Cepblit YYryH, YyryH C LAPOBUAHbBIM rPadUTOM, KOBKUI YyryH
Cast Iron, modlular cast iron, malleable iron

70- 90 |0.03|0.04|0.04(0.05|0.05|0.06{0.07|0.07|0.08/0.09|0.10 | 0.12| 0.13 | 0.14

40- 80 |0.04/0.05/0.05/0.07/0.09| 0.11 |0.13 | 0.14| 0.15| 0.16 | 0.16 | 0.17 | 0.18 | 0.18

AntoMuHnin <12%Si, megb

Aluminum S12%Si, Copper 100-200 |0.04/0.05/0.05/0.07|0.09| 0.11 | 0.13 | 0.14| 0.15| 0.16 | 0.16 | 0.17 | 0.18 | 0.18

AntoMuHuin >12% Si
Aluminum >12% Si

Mnactmacca, 6poH3a, naTyHb
Nickel Alloys, Titanium Alloys

60-140 |0.03/0.03|0.03|0.04|0.05|0.06{0.06|0.07|0.08/0.09|0.10 | 0.11 | 0.13 | 0.14

50-200 (0.09/0.10| 0.1 {0.12 | 0.14 | 0.16 | 0.18 | 0.19 | 0.19 | 0.19 | 0.19 | 0.190.20|0.20

Hvikenesble cnnaebl, TUTAHOBbIE CMaBbl

Nicke! Alloys, Titanium Alloys 20- 40 |0.03|0.03|0.03|0.04|0.04|0.05(0.06|0.06|0.06|0.07|0.07|0.07|0.08|0.08
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TOOLCUT

1. HAYAJIbHAS O3ULMS
(START POINT)

2. MO3ULUOHUPOBAHUE
no LEHTPY
(CENTER LOCATION)

3.90° BXOJ B OKPYX.
(ARC ENTRANCE)

1}

e [
E—e—— [

CpaBHeHUue MuKpo-¢dpes u MetuukoB | Mini Thread mills vs. Taps

Mpu3Haku
(Property)

KauecTtBo noBepxHOCTH pe3bbbl
(Thread surface quality)

TeomeTpus pe3bébi

(Thread geometry)

TouyHoCTb pe3bébl
(Thread tolerances)

BpeMs o6pabéoTku
(Machining time)

Yeunue
(Machining load)

NonoMka MHCTPYMeHTa
(Tool breakage)

Mnana3soH o6paé. gpuameTpos
(Range of thread diameters)

Mpaeas/nesas pesbba
(Right/Left hand threading)

Mpodunb
(Profile)
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TeeppocnnaBHas MUKpo-¢pesa
(solid carbide thread mill)

Bbicokoe
(High)

OueHb ToYHas
(Very accurate)

4h, 5h, 6h ctaHpapTHOW $pesoi
(4h, 5h, 6h with a standard cutter)

Kak Y METYUKOB UJIU MEeHbLUe
(Same as tap or shorter)

OueHb HU3Koe
(Very small)

MouTn HeBO3MOXHaA
(Almost impossible)

OpMH UHCTPYMEHT Ans 60NbLLOTro
[iMana3soHa AUaMeTpoB pe3bé C
OAMHAKOBbLIM LIAroM

(The same thread for wide range of dia-
meters with the same pitch)

OpnMH MHCTPYMEHT Ans NpaBoi U NeBoii
pe3b6bl
(Same cutter for both threads)

MonHbii
(Full Profile)

®PE3EPOBAHUE PE3bbbl. TEXHUYECKASA UHOOPMALUSA
THREAD MILLING TECHNICAL SECTION

4. PE3EPOBAHME PE3bEbI
(THREAD MILLING)

5. 90° BbIXOJ U3 OKPYX.
(ARC EXIT)

6. KOHEYHAS NO3ULUS
(END POINT)

Metuuk
(Tap)

CpepHee
(Medium)

CpepHss
(Medium)

6h cTaHAAPTHBIM METUUKOM,
4h cneu,. METYMKOM

(6h with standard tap,

4h with a special tap)

Manoe
(Short)

Bbicokoe
(High)

OueHb yacto
(frequent)

OTAenbHbIA MHCTPYMEHT Ha KaXAabli
Aunametp
(Specific tap for each diameter)

OTAenbHbI UHCTPYMEHT Ha KaXKAabli BUS,
(Specific tap required)

HenonHbii
(Partial Profile)



AV

TOOLCUT

PE3bBOBbIE MUKPO-®PE3bl TMCMH

(MINI THREAD MILLS TMCMH TYPES):

OC0o60 MENKO3EPHUCTLIN CMIAB C YNYYLEHHBIM TPEXCNIONHLIM NoKpbITMeM PVD.
(Sub-Micron Grade with advanced triple PVD coating)

®PE3EPOBAHUE PE3bbbl. TEXHUYECKASA UHOOPMALUSA
THREAD MILLING TECHNICAL SECTION

BpalieHue winuHpens npoTuB YacoBoi cTpenku - kog MO4 | For left hand spindle rotation use code M04

ISO

I Ve Nopaua MMm/3yé (Feed mm/tooth)
OépabaTbiBaeMbiit BEPAOCTL | (cuttin Paéounit pnametp (Cuitting Diameter)
(Hardness)
MaTepuan (HRc) Speed,
C (M/MVIH) ol | ol5 | 22 23 ob4 25 26 o7 28 29 | 210 | 212 | 214 | 216
Hukenesble cnnaBbl,
TUTAHOBbIE CNaBbI 20-40  |0.03|0.03|0.03|0.04|0.04(0.050.06|0.06|0.06|0.07|0.07| 0.07|0.08| 0.08
Nickel Alloys, Titanium Alloys
acaneas Crans 45-50 60-70  |0.03/0.040.04/0.05/0.05/0.06|0.060.07|0.07 |0.08|0.08/0.09/0.10 | 0.11
Harg : edancla 51-55 50-60  0.02/0.03/0.03/0.04/0.04|0.05/0.05/0.06|0.06|0.07|0.07|0.08/0.09/0.10
e ees 56-62 40-50  |0.01/0.02/0.02|0.03|0.03/0.04|0.04|0.05|0.05|0.06/0.06|0.07|0.08|0.09

1. HAYAJIbHAS NO3NLINS
(START POINT)

2. MO3ULMOHUPOBAHUE
NoO UEHTPY
(CENTER POSITIONING)

3.90° BXO[ B OKPYX.
(ARC ENTRANCE)

o

Npumep oépaéotku (Machining example)

Onepauus
(Application)

OnuHa pe3b6bl
(Thread Depth)

OébpabaTtbiBaeMblit MaTepuan

(Type of material)

TeeppocTb
(Hardness)

WUHcTpyMeHT
(Tools designation)

PexuMbl o6paéotku
(Machining parameters)

CraHok
(Machine)

YnpaBnenue
(Control)

COX
(Coolant)

CTOMKOCTb UHCTPYMEHTA
(Tool Life)

BHyTpeHHss pe3b6a M4 X 0.7
(Internal Thread M4 X 0.7)

8.0 MM

WHcTpyMeHTanbHas cranb: D2
(Tool Steel: D2)

60-62 (HRc)

TMCMHO06031-3-9-0.71ISO

CKOpOCTb pe3aHus: 44 M/MUH
Mogaua: 0,03 Mm/3y6

(Cutting Speed: 44 M/mMnH
Feed: 0.03 mm/tooth)

Mori Seiki NVSO00

Fanuc

SMynbcus

84 petanu

4, ®PESEPOBAHME

PE3bEb|
(THREAD MILLING)

5. 90° BbIXOJ U3 OKPYX.

(ARC EXIT)

6. KOHEYHAS NO3nUUUA

(END POINT)
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Av ®PE3EPOBAHME PE3bbbl. TEXHUYECKASA UHOOPMALUA
TooLcut THREAD MILLING TECHNICAL SECTION

®PE3bl TMCH
(TMCH TYPE):

Oco60 MenKO3EPHUCTBIN CMaB C YNy4lleHHbIM TPEXCNOMHbIM NoKpPbITMeM PVD.
(Ultra-fine grain carbide grade with advanced triple PVD coating.)

BpauueHue wnuHpens npoTme YacoBoi cTpenku - kop MO4 | For left hand spindle rotation use code M0O4

Ve Mopaua MM/3y6é (Feed mm/tooth)
06pa6aTb|BaeMb|ﬁ TBePAOCTb (Cufﬁn Paéouunin AunamMeTp (Cufﬂng Diamefer)
ISO (Hardness)
MaTepuan Speed,
(HRc) (M/mu) | 025 | o3 o4 o5 06 o7 08 09 | o0

Hvkenesele cnnaebl, TUTAHOBbIE

cnnasbl 20-50 002 | 002 | 002 | 002 | 003 | 003 | 003 | 003 | 004
Nickel Alloys, Titanium Alloys

SaKanenHas Crans 45-50 70-80 0.02 | 003 | 003 | 004 | 004 | 005 | 005 | 006 | 0.07
Hardened Steols BIES5 60-70 0.01 | 002 | 002 | 003 | 003 | 004 | 004 | 005 | 0.06
56-62 40-50 0.005| 0.01 | 0.01 002 | 002 | 003 | 003 | 004 | 0.05

[ns dpes c ysennmueHHom 4IMHOM padoyein YacTn CHu3bTe nogady Ha 40%.
(For cutters with long runout reduce feed rate by 40%.)

[+]

1. NTO3ULMOHUPOBAHUE

(Positioning) IEI IEI

2. OBPABOTKA ®ACKMU
(CHAMFERING)

3. OBPABOTKA PE3bBbl
(THREAD MILLING)

t-wrmumy, —_—

tm|.|l|'|l|l;‘ll|u —
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AVA

TOOLCUT

18

TBEPAOCIIJIABHbIE KAHABOYHDbIE ®PE3bl
SOLID CARBIDE GROOVING TOOLS

OBPABOTKA TPYAHOALOCTYNMHbIX KAHABOK
FOR GROOVING OF DEEP PARTS WITH BIG RUNOUT

Merko3epPHUCTLIN TBEP bl CNiaB ¢ MHOroConHbIM nokpbitreM TIAIN (ISO K10 - K20). OyeHb
XapPOCTOMKNIA CMaB ans 06padoTkm 6e3 BuSpaLmin Npn BbICOKOCKOPOCTHBIX PEXMMaX, O6eCneynpasT
MaKCUMarbHbIA CPOK CNy6bl MHCTPYMEHTa. [oaxoauT oNs Hape3aHUst HOPMasbHbIX U MENKUX Pe3bo.
Fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). Very high
resistance and smooth cutting at high speed guarantee the best tool life. For general machining of

regular and fine threads.

NPEUMYLLECTBA
+ 06paboTKa B rMyGoKMX OTBEPCTUAX

+ onTumManbHasg nogada COX yepes kaHasbl
B CTPYXE4YHbIX KaHaBKax NpPO4JIEBAET CPOK
CIyX6bl UHCTPYMEHTa

* BUHTOBbIE KaHaBKM O6eCneunBatoT NPOoLEeCC
pe3aHns 6e3 BuépaLmin

* YBENMMYEHME XNIHEHHOTO LMKIa
WHCTPYMeHTa 6énarofapst MHOrOCIOMHOMY
MOKPBITUIO

* COKpALLEHME MALUMHHOIO BPEMEHMU
6narogaps MHOro3y6omn KOHCTRYKLMM
(3-5 ay6bes)

ADVANTAGES:

- enables machining in deep bores

- coolant through the flutes prolongs tool
life and provides optimal cooling of the
feeth

- Spiral flutes allow smooth cutting action

- longer life due fo a special multi-layer
coating

« shorter machining time due to several
(3 to 5) cutting edges
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AVA

TOOLCUT

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION

TBEPAOCTJIABHbIE KAHABOYHbIE ®PE3bl
SOLID CARBIDE GROOVING TOOLS

THREAD %MILLING

NMPUMEP | EXAMPLE: GRTO60638W

GRT

G=

dpesbl 44
06paboTKM
KaHaBOK
Groove Milling
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06

06

[dunameTp xBOCTOBMKA

Shank Diameter
06 =6 MM
08 =8 MM
10 =10 MM
12=12 MM
16 =16 MM

D =[nsa
06paboTKn
ry6OKmX
KaHaBoOK | Deep

Paéouuin guametp
Cutting Diameter
06 =6 Mm

Kon-Bo
3yébeB
No. of Flutes

3
4
5

MpumMepHas
paéouas gnvHa
Approximate
Cutting Length
8=8mm

10 =10 mm

W= LLnpurHa
KaHaBKM
Groove Width
08 =0.8 Mm
10 =10 mm

R=Pagnyc
KaHaBKM
Groove Radlus
05=0.5mm
06 =0.6 MM



Av TBEPAOCTJIABHbIE KAHABOYHbIE ®PE3bl
TooLcuTt SOLID CARBIDE GROOVING TOOLS

C kaHanamu gng COX .
B KaXaom CTRYXe4HOWm 1 L #l T
KaHaBKe, OQMH MHCTPYMEHT 4—>| RO
ONSt BHYTPEHHMX M BHELLHWX
with internal coolant supply
through the flutes, same nokpsbiTue TiAIN

Tool for internal and TiAIN coated
external grooving

®pesbl C 60bLLNM BLINTETOM A1 06PpadOTKN TRYAHOAOCTYMHbIX KAHAaBOK
groove milling, for grooving deep parts

Oé6o3HaueHue W T Iuametp otBepctus (MuH.) Kon-Bo 3yébeB

(Item Number) *0.02 Max. (min. Groove Dia.) cl 2 (No. of Flutes) i -
GRT0604-3-4WO05* 0.50 0.6 Q24 6 4.0 3 4.2 51
GRT0604-3-4-W10* 1.00 0.6 D24 6 4.0 3 4.2 51
GRT0606-3-8-W8 0.80 0.8 026 6 6.0 3 8.0 58
GRT0606-3-7-W10* 1.00 1.0 226 6 6.0 3 70 58
GRT0606-3-7-W15* 1.50 1.0 226 6 6.0 3 70 58
GRT08078-4-10-W10 1.00 1.2 2278 8 78 4 10.0 64
GRT08078-4-15-W15 1.50 1.5 2278 8 78 4 15.0 64
GRT08078-4-15-W20 2.00 1.5 2278 8 7.8 4 15.0 64
GRT10098-4-20-W12 1.20 1.4 2298 10 98 4 20.0 73
GRT10098-4-20-W15 1.50 2.0 2298 10 9.8 4 20.0 73
GRT10098-4-20-W20 2.00 2.0 2298 10 9.8 4 20.0 73
GRT1212-5-30-W15 1.50 2.2 2212 12 12.0 5 30.0 84
GRT1212-5-30-W20 2.00 2.2 2212 12 12.0 5 30.0 84
GRT1212-5-30-W30 3.00 2.2 2212 12 12.0 5 30.0 84
GRT1616-5-30-W14 1.40 1.8 2216 16 16.0 5 30.0 101
GRT1616-5-40-W17 1.70 2.0 2216 16 16.0 5 40.0 101
GRT1616-5-45-W19 195 2.2 2216 16 16.0 5 45.0 101

* ®pesbl 6e3 kaHanos ansi COX | Tools without internal coolant
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Av TBEPAOCTJIABHbIE KAHABOYHbIE ®PE3bl
TooLcuTt SOLID CARBIDE GROOVING TOOLS

C kaHanamu gna COX
B KaXAom CTPYXe4HOW _
KaHaBKe, OfMH MHCTPYMEHT ) L R T
0N BHYTPEHHMX U BHELLHWX >

KaHaBOK

) L1 ,
with internal coolant supply W
through the flutes, same D d
Tool for internal and nokpbite TIAIN

external grooving TiAIN coated

®pesbl ¢ 60MbLUNM BBINETOM A1 06pabOoTKM TRYAHOLOCTYMHbIX PagNYCHbIX KaHaBOK
full radius groove milling, for grooving deep parts

Oéo3HaueHue W T Aunametp oteepctus (MuH.) Kon-Bo 3yébeB

(Item Number) 5 £0.02 Max. (min. Groove Dia.) l = (No. of Flutes) 5l =
GRT0604-3-4-R0O5* 0.5 1.00 0.6 Q24 6 4.0 3 4.2 51
GRT0606-3-8-R05 0.5 1.00 0.8 226 6 6.0 3 8.0 58
GRT0606-3-7-R075* 0.75 1.50 1.0 226 6 6.0 3 70 58
GRT10088-4-16-R05 0.5 1.00 1.0 2288 10 8.8 4 16.0 73
GRT1010-4-20-R06 0.6 1.20 1.0 @210 10 100 4 20.0 73
GRT1010-4-20-R075 0.75 1.50 2.0 2210 10 10.0 4 20.0 73
GRT1010-4-20-R075 1.00 2.00 2.0 2210 10 10.0 4 20.0 73
GRT1212-4-30-R09 09 1.80 1.4 2212 12 12.0 4 30.0 84
GRT1616-5-40-R10 1.0 2.00 1.6 2216 16 16.0 5 40.0 101
GRT1616-5-40-R15 1.5 3.00 2.2 2216 16 16.0 5 40.0 101

* ®pesbl 6e3 kaHanos anss COX | Tools without coolant

C kaHanamm gng COX L, L N

B KaX[owW CTPYXe4YHOM I~ '|

KaHaBke

with internal coolant bore D E

through the flutes T

SIS
w
®pesbl gns 06padoTku rmyéokux kaHaeok | deep groove milling
Obo3HaueHne R w T Avnametp oteepcTus (MuH.) d D Kon-Bo 3yébeB L
(Item Number) £0.02 Max. (min. Groove Dia.) (No. of Flutes)
PGRT10195-6-W15 0.1 1.5 4.5 2>195 10 194 [} 133
PGRT10195-6-W20 0.1 2.0 4.5 2 >195 10 194 [} 133
PGRT10195-6-W30 0.1 3.0 4.5 2>195 10 194 6 133
PGRT10195-6-W35 0.1 3.5 4.5 2>195 10 194 6 133
PGRT10195-6-W40 0.1 4.0 4.5 2>195 10 194 6 133
PGRT10195-6-W50 0.1 5.0 4.5 2>195 10 194 6 133
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TOOLCUT

MUKPO-®PE3bl AJ11 PACOK
MINI CHAMFERING TOOLS

MerKO3epHUCTLIN TBEPObIV CrilaB ¢ MHOrOCoMHbIM nokpbituem TIAIN (ISO K10 - K20). OueHb
XapPOCTOMKNIA CNnaB Ans 06padoTkm 6e3 BUSpaLmin Ha BBICOKOCKOPOCTHbIX pexmMmax, obecnedynsaet
MaKCUMarbHbI CPOK CYX6bl MHCTPYMEHTA. [oaxXoauT o5 HapPe3aHMsS HOPMASbHbIX 1 MESIKMX Pesbo.
Fine grain carbide grade with multi-layer Titanium Aluminum Nitride coating (ISO K10 - K20). Very high
resistance and smooth cutting at high speed guarantee the best tool life. For general machining of
regular and fine threads.

NPEMMYLLECTBA ADVANTAGES:

* MOJXOZMT ANSl YAANEHWS! 3ayCEeHLEB, * optimal for deburring, back chamfering
06paboTkn Gacok U Gpe3epPoBaHms and milling

» IBYCTOPOHHME NEe3Bus * double side cutting

* BUHTOBbIE KaHaBKW [/151 MArKon 06padoTku * Spiral flutes allow smooth cutting
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TOOLCUT

2 o KAJIMBPbI-KOJIbLA/KANUBPbI-NMPOBKU
RING GAUGES/PLUG GAUGES
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Av KAJNIUBPbI-KOJIbLLA/KAJIUBPbI-NMPOBKU
Tooicut RING GAUGES/PLUG GAUGES

KAJTHLPLI-KO/IbUA, KAJTHEPALI-ITIPObLAKH
RING GAUGES PLUG GAUGES

O6o3HayeHue

(Item Number)
GO00200
GO00300
GO00400
GOO00500
GO00600
GO00800
GO01000
GO01200
GO01400
GO01600
GOO01800
G0O02000
NG00200
NG00300
NG00400
NGO0500
NGO00600
NGO0800
NGO01000
NGO01200
NGO01400
NGO01600
NGO01800
NG02000
M2 X 0.4 - 6H
M3 X 0.5 - 6H
M4 X 0.7 - 6H
M5 X 0.8 - 6H
Mé6 X 1.0 - 6H
M8 X 1.25 - 6H
M10 X 1.5 - 6H
M12 X 1.75 - 6H
M14 X 2.0 - 6H
M16 X 2.0 - 6H
M18 X 2.5 - 6H
M20 X 2.5 - 6H

336 | SCHWARZ

CneuuanbHble Kanuépbl
AOCTYMHBI MO 3anpocy.
We can offer also special
gauges upon reaquest.

HanMeHoBaHue ans BHelHe#l pe3b6bl
(Designation for external Threads)

M2 x 0.4 - 6g MpoxopHoi kKanMép-KonbLO AJist METPUY. pe3b6bl
M3 x 0.5 - 6g MpoxopHo# Kanuép-KoNbLO AN METPUY. Pe3b6bl
M4 x 0.7 - 6g NpoxopaHo Kanuép-KonbLo AN METPUY. PE3b6bl
MS x 0.8 - 6g MNpoxopHoi kanuép-KonbLO ANst METPUY. pe3b6bl
M6 x 1.0 - 6g MpoxofHoi kKanubép-KonbLO AN METPUY. pe3b6bl
M8 x 1.25 - 6g MpoxofHo Kanu6pP-KONbLO ANt METPUY. pe3b6bl
M10 x 1.5 - 6g MpoxopgHo# kanuépP-KonbLO ANt METPUY. PE3b6bI
M12 x 1.75 - é6g lNpoxopgHo# kKanuép-KonbLo ANsi METPUY. PEe3b6bl
M14 x 2.0 - 6g MpoxopgHoi kKanuép-KonbLO AN METPUY. pe3bbbl
M16 x 2.0 - 6g NpoxoaHoW KanM6p-KONbLO AN METPUY. Pe3b6bl
M18 x 2.5 - 6g MpoxopHoi kanuép-KonbLO AN METPUY. PEe3b6bl
M20 x 2.5 - 6g MNpoxoaHo# kanuép-KonbLo AN METPUY. Pe3b6bl
M2 x 0.4 - 6g HenpoxofHo# Kanuép-KonbLo ANsi METPUY. Pe3b6bl
M3 x 0.5 - 6g HenpoxogHoi kanuép-KonbLo Anst METPUY. PEe3b6bl
M4 x 0.7 - 6g HenpoxopgHoit kanuép-KonbLo Ajis MeTpuY. pe3b6bl
MS x 0.8 - 6g HenpoxopHoi kKanuép-KonbLO AN METPUY. PE3b6bl
M6 x 1.0 - 6g HenpoxopHo# Kanmép-KonbLo AN METPUY. Pe3b6bl
M8 x 1.25 - 6g HenpoxopHo¥ kanuép-KonbLo ANt METPUY. Pe3b6bl
M10 x 1.5 - 6g HenpoxopHoit kanuép-KonbLo AJist METPUY. pe3b6bl
M12 x 1.75 - 6g HenpoxopHoi kanuép-KonbLo st METPUY. Pe3b6bl
M14 x 2.0 - 6g HenpoxopHoi kanuép-KonbLo ANt METPUY. PE3b6bl
M16 x 2.0 - 6g HenpoxopHoit kanuép-KonbLO ANl METPUY. pe3b6bl
M18 x 2.5 - 6g HenpoxoaHoi Kanmép-KonbLo AN METPUY. Pe3b6bl
M20 x 2.5 - 6g HenpoxogHoi kanMép-KonbLo AJisl METPUY. pe3bbbl
M2 X 0.4 - 6H Kanuép-npoéka
M3 X 0.5 - 6H Kannép-npoébka
M4 X 0.7 - 6H Kanuép-npoéka
M5 X 0.8 - 6H Kanuép-npoéka
Mé6 X 1.0 - 6H Kannép-npoébka
M8 X 1.25 - 6H Kanuép-npoéka
M10 X 1.5 - 6H Kanuép-npobka
M12 X 1.75 - 6H Kanuép-npobka
M14 X 2.0 - 6H Kannép-npoéka
M16 X 2.0 - 6H Kanuép-npoébka
M18 X 2.5 - 6H Kanuép-npoéka
M20 X 2.5 - 6H Kanuép-npoéka



Av MUKPO-®PE3bl A1 ®ACOK
TooLcut MINI CHAMFERING TOOLS

THREAD y MILLING

CUCTEMA OBO3HAYEHUS | PRODUCT DESIGNATION
NMPUMEP | EXAMPLE: CHT0315-3-3-A45

CHT 03 015 - 3 - 3 - A4S

Mukpo-¢pesbl Paéouunin puametp MpumMepHas
ans ¢acok Cutting Diameter pabéoyas gnuHa
Mini 15=15mm Approximate
Chamfering Cutting Length

tools

[dnameTp xBocTOoBUKA
Shank Diameter

03 =3 MM
04 =4 MM
05=5mm
06 =6 MM Kon-so Yron npoduns
08 =8 MM 3yébes Profile Angle
10 =10 mm No. of Flutes A150 = 150°
12=12mm 3 A90 = 90°

4 A6O = 60°

5 ALS = 45°

6
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Av MUKPO-®PE3bl A1 ®ACOK
TooLcut MINI CHAMFERING TOOLS

MUKPO-®DPE3bI 1A DACOK | MINI CHAMFERIMG TOOLS

nokpbitue TiAIN A
TiAIN coated
e
D,
02, |-
o
o i
/ TIHEC
90°
(e Nurber) : P g " B @ o, of Futes) :
CHT03015-3-3-A%90 3 1.5 3.8 3.8 0.4 90° 3 39
CHT0302-3-5-A90 3 20 5.0 5.0 0.5 90° 3 39
CHT03025-3-6-A90 3 25 6.3 6.3 0.6 90° 3 39
CHT0303-3-7-A90 3 3.0 75 75 0.7 90° 3 39
CHT04035-3-9-A90 4 3.5 8.8 8.8 0.8 90° 3 51
CHT0404-3-10-A%90 4 4.0 10.0 10.0 0.9 90° 3 51
CHTO05045-3-11-A90 ) 4.5 n3 n3 11 90° 3 51
CHTO0505-3-12-A90 5 5.0 12.5 12.5 1.2 90° 3 51
CHT06055-3-13-A90 [ 5.5 13.8 13.8 13 90° 3 51
CHT0606-3-15-A%90 [ 6.0 15.0 15.0 1.6 90° 3 51
90° YonvHeHHoe ncnonHenwue | Long Reach 90°
(m Nurbor) : D g " B “ o, of Futes) !
CHT0303-3-12-A90 d3 3.0 12.0 0.6 0.7 90° 3 39
CHT04035-3-14-A90 4 3.5 14.0 0.7 0.8 90° 3 51
CHTO0404-3-16-A90 4 4.0 16.0 0.8 0.9 90° 3 51
CHT0404-3-16-LA90 4 4.0 16.0 0.8 0.9 90° 3 105
CHT05045-3-18-A%90 ) 4.5 18.0 1.0 11 90° 3 51
CHTO0505-3-20-A%90 ) 5.0 20.0 11 1.2 90° 3 51
CHTO0505-3-20-LA90 5 5.0 20.0 11 1.2 90° 3 105
CHT06055-3-22-A90 [) 55 22.0 12 13 90° 3 58
CHT0606-3-24-A90 ) 6.0 24.0 15 1.6 90° 3 58
CHT0606-3-24-LA90 [) 6.0 24.0 15 1.6 90° 3 105
CHTO0808-4-28-A90 8 8.0 28.0 1.6 17 90° 4 64
CHTO0808-4-28-LA90 8 8.0 28.0 1.6 17 90° 4 105
CHT1010-5-35-A90 10 10.0 35.0 1.8 19 90° 5 73
CHT1212-6-42-A%90 12 12.0 42.0 21 2.2 90° 6 84
60°
Gy 4 ®m W B e
CHT0302-3-5-A60 3 2.0 5.0 0.4 0.3 60° 3 39
CHT0303-3-7-A60 3 3.0 75 0.6 0.3 60° 3 39
CHT04035-3-9-A60 4 3.5 8.8 0.7 0.5 60° 3 51
CHT0404-3-10-A60 4 4.0 10.0 0.8 0.5 60° 3 51
CHT05045-3-11-A60 5 4.5 n3 1.0 0.6 60° 3 51
CHTO0505-3-12-A60 5 5.0 12.5 11 0.7 60° 3 51
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Av MUKPO-®PE3bl A1 ®ACOK
TooLcut MINI CHAMFERING TOOLS

MUKPO-®PE3bI /1A DACOK | MINI CHAMFERIMG TOOLS

nokpbitne TiAIN A
TiAIN coated

L |

< >

.

45° cnonHeHne nactoukmH xBocT | Dovetail 45°

e Number) ; B 2 " : o orrres
CHT03015-3-4-A45 3 1.5 4.5 0.3 45° 3 39
CHT0302-3-6-A45 3 20 6.0 0.4 45° 3 39
CHT03025-3-7-A45 3 25 75 0.5 45° 3 39
CHTO0303-3-12-A45 3 3.0 12.0 0.6 45° 3 39
CHT04035-3-14-A45 4 3.5 14.0 0.7 45° 3 51
CHTO0404-3-16-A45 4 4.0 16.0 0.8 45° 3 51
CHTO05045-3-18-A45 5 4.5 18.0 1.0 45° 3 51
CHTO505-3-20-A45 S 5.0 20.0 11 45° 3 51
CHT06055-3-22-A45 6 5.5 22.0 1.2 45° 3 58
CHT0606-3-24-A45 6 6.0 24.0 15 45° 3 58

OpHocTopoHHee neaeue | one cutting edge

MUKPO-®PE3bI 417 DACOK | MINI CHAMFERIMG TOOLS

nokpbitue TiAIN
TiAIN coated

A

150°

PN N - B | 0.2

o

&

150° 1150°
(e Number) . P u " 2 o otruey L
CHT0303-3-12-A150 3 3.0 12.0 0.6 2.2 3 39
CHT0404-3-16-A150 4 4.0 16.0 0.8 3.0 3 51
CHTO0404-3-16-LA150 4 4.0 16.0 0.8 3.0 3 105
CHT0505-3-20-A150 S 5.0 20.0 1.0 3.8 3 51
CHTO0505-3-20-LA150 S 5.0 20.0 1.0 3.8 3 105
CHT0606-3-24-A150 6 6.0 24.0 1.0 3.8 3 58
CHT0606-3-24-LA150 6 6.0 24.0 1.0 3.8 3 105
CHT0808-3-28-A150 8 8.0 28.0 1.0 3.8 3 64
CHT0808-3-28-LA150 8 8.0 28.0 1.0 3.8 3 105
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AVA

TOOLCUT

2 o KAJIMBPbI-KOJIbLA/KANUBPbI-NMPOBKU
RING GAUGES/PLUG GAUGES
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Av KAJNIUBPbI-KOJIbLLA/KAJIUBPbI-NMPOBKU
Tooicut RING GAUGES/PLUG GAUGES

KAJTHLPLI-KO/IbUA, KAJTHEPALI-ITIPObLAKH
RING GAUGES PLUG GAUGES

O6o3HayeHue

(Item Number)
GO00200
GO00300
GO00400
GOO00500
GO00600
GO00800
GO01000
GO01200
GO01400
GO01600
GOO01800
G0O02000
NG00200
NG00300
NG00400
NGO0500
NGO00600
NGO0800
NGO01000
NGO01200
NGO01400
NGO01600
NGO01800
NG02000
M2 X 0.4 - 6H
M3 X 0.5 - 6H
M4 X 0.7 - 6H
M5 X 0.8 - 6H
Mé6 X 1.0 - 6H
M8 X 1.25 - 6H
M10 X 1.5 - 6H
M12 X 1.75 - 6H
M14 X 2.0 - 6H
M16 X 2.0 - 6H
M18 X 2.5 - 6H
M20 X 2.5 - 6H
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CneuuanbHble Kanuépbl
AOCTYMHBI MO 3anpocy.
We can offer also special
gauges upon reaquest.

HanMeHoBaHue ans BHelHe#l pe3b6bl
(Designation for external Threads)

M2 x 0.4 - 6g MpoxopHoi kKanMép-KonbLO AJist METPUY. pe3b6bl
M3 x 0.5 - 6g MpoxopHo# Kanuép-KoNbLO AN METPUY. Pe3b6bl
M4 x 0.7 - 6g NpoxopaHo Kanuép-KonbLo AN METPUY. PE3b6bl
MS x 0.8 - 6g MNpoxopHoi kanuép-KonbLO ANst METPUY. pe3b6bl
M6 x 1.0 - 6g MpoxofHoi kKanubép-KonbLO AN METPUY. pe3b6bl
M8 x 1.25 - 6g MpoxofHo Kanu6pP-KONbLO ANt METPUY. pe3b6bl
M10 x 1.5 - 6g MpoxopgHo# kanuépP-KonbLO ANt METPUY. PE3b6bI
M12 x 1.75 - é6g lNpoxopgHo# kKanuép-KonbLo ANsi METPUY. PEe3b6bl
M14 x 2.0 - 6g MpoxopgHoi kKanuép-KonbLO AN METPUY. pe3bbbl
M16 x 2.0 - 6g NpoxoaHoW KanM6p-KONbLO AN METPUY. Pe3b6bl
M18 x 2.5 - 6g MpoxopHoi kanuép-KonbLO AN METPUY. PEe3b6bl
M20 x 2.5 - 6g MNpoxoaHo# kanuép-KonbLo AN METPUY. Pe3b6bl
M2 x 0.4 - 6g HenpoxofHo# Kanuép-KonbLo ANsi METPUY. Pe3b6bl
M3 x 0.5 - 6g HenpoxogHoi kanuép-KonbLo Anst METPUY. PEe3b6bl
M4 x 0.7 - 6g HenpoxopgHoit kanuép-KonbLo Ajis MeTpuY. pe3b6bl
MS x 0.8 - 6g HenpoxopHoi kKanuép-KonbLO AN METPUY. PE3b6bl
M6 x 1.0 - 6g HenpoxopHo# Kanmép-KonbLo AN METPUY. Pe3b6bl
M8 x 1.25 - 6g HenpoxopHo¥ kanuép-KonbLo ANt METPUY. Pe3b6bl
M10 x 1.5 - 6g HenpoxopHoit kanuép-KonbLo AJist METPUY. pe3b6bl
M12 x 1.75 - 6g HenpoxopHoi kanuép-KonbLo st METPUY. Pe3b6bl
M14 x 2.0 - 6g HenpoxopHoi kanuép-KonbLo ANt METPUY. PE3b6bl
M16 x 2.0 - 6g HenpoxopHoit kanuép-KonbLO ANl METPUY. pe3b6bl
M18 x 2.5 - 6g HenpoxoaHoi Kanmép-KonbLo AN METPUY. Pe3b6bl
M20 x 2.5 - 6g HenpoxogHoi kanMép-KonbLo AJisl METPUY. pe3bbbl
M2 X 0.4 - 6H Kanuép-npoéka
M3 X 0.5 - 6H Kannép-npoébka
M4 X 0.7 - 6H Kanuép-npoéka
M5 X 0.8 - 6H Kanuép-npoéka
Mé6 X 1.0 - 6H Kannép-npoébka
M8 X 1.25 - 6H Kanuép-npoéka
M10 X 1.5 - 6H Kanuép-npobka
M12 X 1.75 - 6H Kanuép-npobka
M14 X 2.0 - 6H Kannép-npoéka
M16 X 2.0 - 6H Kanuép-npoébka
M18 X 2.5 - 6H Kanuép-npoéka
M20 X 2.5 - 6H Kanuép-npoéka






SCHWARZ Cuttingtools GmbH
Lembergstr. 33

70825 Korntal-Munchingen, Germany
Tel.: +49 (0) 711/51 87 88 10
Fax: + 49 (0) 711/51 87 88 06

www.schwarz-cuttingtools.com
info@schwarz-cuttingtools.com

TOYEHMUE PE3bBbl — THREAD TURNING ®PE3EPOBAHUE PE3bBbl — THREAD MILLING

SCHWARZ CUTTINGTOOLS



