








DREAM DRILLS ALU

- mit Innenkiihlung
- mit und ohne Weldon

Bessere Entspanung durch eine angepasste Spannut-Geometrie & grolies Span-Volumen

Verbesserte Schliffgiite & Schneidkanten-Praparation

DIN ) ¢
6537 6535HB 140°

Von Durchmesser 3,0 bis 12,0 mm sind alle Bohrer in

0,1 mm Abstufung lieferbar

18

e*®
(09?

y

Glatt D5432 D5433
Weldon auf Anfrage auf Anfrage
3,0-6,0 mm € 34,31 €44,38 € 88,56
6,1-8,0mm €46,90 €48,68 € 97,98
8,1-10,0 mm €51,72 €57,28 €132,79
10,1-12,0 mm €74,86 €81,08 €176,50
12,1-14,0 mm € 105,45 €115,82 € 208,45
14,1-16,0 mm € 132,69 € 153,77 -
16,1 - 18,0 mm € 219,91 € 231,09 -
18,1 -20,0 mm € 238,30 € 262,39 -

*Vom Durchmesser 1,0 (bzw. 3,0) bis 12,00mm sind alle Bohrer in 0,1mm Abstufung lieferbar. Nur fur Serien DH406/DH408 sind

ZwischengréRen ab 12,1 bis 19,9mm in 0,1mm Abstufund lieferbar. ) L
**Weldon ab 3mm verfiigbar. Erhéltliche Standardabmessungen siehe Bohren Katalog. Fiir Artikel welche nicht im Katalog aufgefihrt

sind, fallen weitere Kosten an. (Preis auf Anfrage)
Baumale DIN 6537 - Details siehe YG-1 Katalog Bohren




v

DREAM DRILLS

EMPFOHLENE SCHNEIDPARAMETER

- GENERAL

DH404, DH423, DH443, DH424, DH 2913 Ohne Innenkiihlung

Vc =m/min.
RPM = rev./min.
FEED = mm/rev.

IS0 3\{’3; Drill Dlameter(n;:;) Drill Diameter (mm)
5 70 RPM 22280 11140 100 RPM 10610 7960 6370 5310
FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
70 RPM 22280 11140 100 FPM 10610 7960 6370 5310
NerTayeiad FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
n 70 RPM 22280 11140 100 FPM 10610 7960 6370 5310
FEED 0.03-0.05 0.05-0.07 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
60 | RPM 19100 9550 g0 RPM 8490 6370 5090 4240
FEED 0.03-0.05 0.05-0.07 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
n 70 FPM 22280 11140 100 RPM 10610 7960 6370 5310
P FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
60 F°M 19100 9550 g0 FoM 8490 6370 5090 4240
Low alloy steel FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
n ORaiOySlee RPM 19100 9550 go oM 8490 6370 5090 4240
FEED 0.02-0.04 0.03-0.05 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
n 30 RPM 9550 4770 40 °PM 4240 3180 2550 2120
FEED 0.02-0.04 0.03-0.05 FEED 0.03-0.08 0.05-0.11 0.08-0.14 0.10-0.16
RPM 15920 7960 o RPM 7430 5570 4460 3710
Y High alloyed steel, 50 | e 0.03-0.05 0.05-0.07 70 | gD 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
and tool steel 30 RPM 9550 4770 40  °PM 4240 3180 2550 2120
FEED 0.02-0.04 0.03-0.05 FEED 0.03-0.08 0.05-0.11 0.08-0.14 0.10-0.16
B 50 RPM 15920 7960 70 RPM 7430 5570 4460 3710
M Stainless steel FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
13 35 RPM 11140 5570 45 FPM 4770 3580 2860 2390
0.02-0.04 0.03-0.05 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
70 FRPM 22280 11140 100 oM 10610 7960 6370 5310
G AT FEED 0.04-0.06 0.04-0.06 FEED 0.08-0.14 0.12-0.18 0.15-0.22 0.20-0.26
Eycas 65 RPM 20690 10350 go  FoM 8490 6370 5090 4240
FEED 0.04-0.06 0.04-0.06 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
70 RPM 22280 11140 100 oM 10610 7960 6370 5310
Nodular FEED 0.04-0.06 0.04-0.06 FEED 0.08-0.14 0.12-0.18 0.15-0.22 0.20-0.26
castiron 50 RPM 15920 7960 70 RPM 7430 5570 4460 3710
FEED 0.04-0.06 0.04-0.06 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
RPM 19100 9550 RPM 8490 6370 5090 4240
Malleable 60 | reep 0.04-0.06 0.04-0.06 80 | gp 0.08-0.14 0.12-0.18 0.15-0.22 0.20-0.26
castiron 50 RPM 15920 7960 70 RPM 7430 5570 4460 3710
0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
RPM 6370 3180 RPM 2650 1990 1590 1330
m Hardenedsteel 20 ., 001002 | 001-0.03 25 Eeep 001-003  001-004 | 002005 | 003-0.06
WDI | Ma
%0 13323 escription T g0 | 100 | 120 | 140 | 160 | 180 | 200 |
) RPM 3980 3180 1990 1770 1590
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
- 100 RPM 3980 3180 2650 2270 1990 1770 1590
Non-alloy steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
- Y 100 FPM 3980 3180 2650 2270 1990 1770 1590
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
- g0 | RPM 3180 2550 2120 1820 1590 1410 1270
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
n 100 RPM 3980 3180 2650 2270 1990 1770 1590
P FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
g0 FoM 3180 2550 2120 1820 1590 1410 1270
Low alloy steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
n Y g0 FoM 3180 2550 2120 1820 1590 1410 1270
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
n 40 | RPM 1590 1270 1060 910 800 710 640
FEED 0.12-0.18 0.13-0.19 0.14-0.20 0.15-0.21 0.16-0.22 0.17-0.25 0.18-0.28
; 70 FPM 2790 2230 1860 1590 1390 1240 1110
High alloyed steel, FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
and tool steel a0 | RPM 1590 1270 1060 910 800 710 640
FEED 0.12-0.18 0.13-0.19 0.14-0.20 0.15-0.21 0.16-0.22 0.17-0.25 0.18-0.28
12 70 FPM 2790 2230 1860 1590 1390 1240 1110
M Stainless steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
13 a5 RPM 1790 1430 1190 1020 900 800 720
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
100 RPM 3980 3180 2650 2270 1990 1770 1590
Grey cast iron FEED 0.22-0.28 0.25-0.33 0.27-0.35 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
‘ = Y g0 FRPM 3180 2550 2120 1820 1590 1410 1270
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
100 FPM 3980 3180 2650 2270 1990 1770 1590
Nodular FEED 0.22-0.28 0.25-0.33 0.27-0.35 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
18 castiron 70 FPM 2790 2230 1860 1590 1390 1240 1110
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
g0 ReM 3180 2550 2120 1820 1590 1410 1270
Malleable FEED 0.22-0.28 0.25-0.33 0.27-0.35 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
castiron 70 RPM 2790 2230 1860 1590 1390 1240 1110
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
RPM 990 800 660 570 500 440 400
Hardenedsteel | 25 ' pppp 003006 | 004007 | 004008 | 005009 | 005009 & 005010  005-0.10



EMPFOHLENE SCHNEIDPARAMETER

'I/ DREAM DRILLS

- GENERAL

DH406, DH446, DHA08, DH448, DHA21 scree LLILISNINIIILYS commn

FEED = mm/rev.

VDI Material Parameter Drill Diameter (mm) PR Drill Diameter (mm)
3323 Descrption BT N S
25460 1 0 RPM 8750 7000

110 5840
FEED 0.03-0.05 0.05-0.07 FEED 0.06 0.12 0.08-0.14 0.14-0.20 0.16-0.22
g0 FoM 25460 12730 110 RPM 11670 8750 7000 5840
Non-alloy steel FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.160.22
Y go RPM 25460 12730 110 oM 11670 8750 7000 5840
FEED 0.03-0.05 0.05-0.07 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
70 FPM 22280 11140 90 | RPM 9550 7160 5730 4770
FEED 0.03-0.05 0.05-0.07 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
n go FPM 25460 12730 110 FPM 11670 8750 7000 5840
FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
70 FPM 22280 11140 90 RPM 9550 7160 5730 4770
Low alloy steel FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
n Y 70 RPM 22280 11140 90 FPM 9550 7160 5730 4770
FEED 0.02-0.04 0.03-0.05 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
n a0 FoM 12730 6370 50 FPM 5310 3980 3180 2650
FEED 0.02-0.04 0.03-0.05 FEED 0.03-0.08 0.05-0.11 0.08-0.14 0.10-0.16
60 FPM 19100 9550 g0 FoM 8490 6370 5090 4240
High alloyed steel, FEED 0.03-0.05 0.05-0.07 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
and tool steel a0 FoM 12730 6370 a5 FoM 4770 3580 2860 2390
FEED 0.02-0.04 0.03-0.05 FEED 0.03-0.08 0.05-0.11 0.08-0.14 0.10-0.16
12 60 FPM 19100 9550 g0 FoM 8490 6370 5090 4240
M Stainless steel FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
13 a5 RPM 14320 7160 55 FRPM 5840 4380 3500 2920
FEED 0.02-0.04 0.03-0.05 FEED 0.04-0.10 0.07-0.13 0.10-0.16 0.12-0.18
g0 FoM 25460 12730 110 RPM 11670 8750 7000 5840
Grey cast iron FEED 0.04-0.06 0.04-0.06 FEED 0.08-0.14 0.12-0.18 0.15-0.22 0.200.26
- Y 75 RPM 23870 11940 o5 FRPM 10080 7560 6050 5040
FEED 0.04-0.06 0.04-0.06 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
90 FPM 28650 14320 120 RPM 12730 9550 7640 6370
Nodular FEED 0.04-0.06 0.04-0.06 FEED 0.08-0.14 0.12-0.18 0.15-0.22 0.200.26
castiron 60 FPM 19100 9550 g0 FoM 8490 6370 5090 4240
FEED 0.04-0.06 0.04-0.06 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
RPM 22280 11140 RPM 9550 7160 5730 4770
Malleable 70 pep 0.04-0.06 0.04-0.06 90 | peep 0.08-0.14 0.12-0.18 0.15-0.22 0.20-0.26
castiron 60 FPM 19100 9550 g0 FoM 8490 6370 5090 4240
FEED 0.03-0.05 0.05-0.07 FEED 0.06-0.12 0.08-0.14 0.14-0.20 0.16-0.22
RPM 7960 3980 RPM 3180 2390 1910 1590
GIEL] Hardenedsteel | 25 . 001-002 | 001-0.03 30 rep 001-0.03 001-0.04 0.02-0.05 0.03-0.06
VDI |  Material
2 otigten | ve e 20 eo lse 200
P 110 oM 4380 3500 2920 2500 1750
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25 0.33 0.28 038 0.30-0.40
- 110 oM 4380 3500 2920 2500 2190 1950 1750
Non-alloy steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
110 RPM 4380 3500 2920 2500 2190 1950 1750
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
90 FRPM 3580 2860 2390 2050 1790 1590 1430
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
n 110 oM 4380 3500 2920 2500 2190 1950 1750
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
90 FPM 3580 2860 2390 2050 1790 1590 1430
Low alloy steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
n Y 90 FRPM 3580 2860 2390 2050 1790 1590 1430
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
n 50 RPM 1990 1590 1330 1140 990 880 800
FEED 0.12-0.18 0.13-0.19 0.14-0.20 0.15-0.21 0.16-0.22 0.17-0.25 0.18-0.28
g0 FPM 3180 2550 2120 1820 1590 1410 1270
High alloyed steel, FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
andtool steel 45 FPM 1790 1430 1190 1020 900 800 720
FEED 0.12-0.18 0.13-0.19 0.14-0.20 0.15-0.21 0.16-0.22 0.17-0.25 0.18-0.28
B so FPM 3180 2550 2120 1820 1590 1410 1270
M Stainless steel FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
13 55 RPM 2190 1750 1460 1250 1090 970 880
FEED 0.14-0.20 0.15-0.23 0.17-0.25 0.18-0.26 0.19-0.27 0.20-0.30 0.22-0.32
110 oM 4380 3500 2920 2500 2190 1950 1750
Grey cast iron FEED 0.22-0.28 0.25-0.33 0.27-0.35 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
- 4 o5 RPM 3780 3020 2520 2160 1890 1680 1510
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
120 oM 4770 3820 3180 2730 2390 2120 1910
Nodular FEED 0.22-0.28 0.25-0.33 0.27-0.35 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
castiron g0 FoM 3180 2550 2120 1820 1590 1410 1270
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
19 90 FPM 3580 2860 2390 2050 1790 1590 1430
Malleable FEED 0.22-0.28 0.25-0.33 0.27-035 | 0.29-0.37 0.31-0.39 0.32-0.42 0.34-0.44
castiron g0 RoM 3180 2550 2120 1820 1590 1410 1270
FEED 0.18-0.24 0.19-0.27 0.21-0.29 0.23-0.31 0.25-0.33 0.28-0.38 0.30-0.40
m Hardened steel | 30 | PM 1190 950 800 680 600 530 480
cleEseiRid FEED 0.03-0.06 0.04-0.07 0.04-0.08 0.05-0.09 0.05-0.09 0.05-0.10 0.05-0.10
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- INOX
DH451 DH452 DHA453series Mit Innenkiihlung

FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED

Parameter

RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED

Drill Diameter (mm)
0 | 20

22280 11140
0.02-0.04 0.04-0.06
22280 11140
0.02-0.04 0.04-0.06
22280 11140
0.02-0.04 0.04-0.06
15920 7960
0.02-0.04 0.04-0.06
12730 6370
0.02-0.04 0.02-0.04
7960 3980
0.02-0.04 0.02-0.04
14320 7160
0.02-0.04 0.02-0.04
41380 20690
0.04-0.10 0.08-0.14
41380 20690
0.04-0.10 0.08-0.14
35010 17510
0.04-0.10 0.08-0.14
35010 17510
0.04-0.10 0.08-0.14
28650 14320
0.04-0.08 0.06-0.10
7960 3980
0.01-0.03 0.01-0.03

EMPFOHLENE SCHNEIDPARAMETER

Vc | Parameter

RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED
RPM
FEED

200

200

180

180

150

Vc =m/min.
RPM = rev./min.
FEED = mm/rev.

10610
0.04-0.10
10610
0.04-0.10
10610
0.04-0.10
7430
004-0.10
5310
0.03-0.05
4240
0.03-0.05
6370
0.04-0.06
21220
014020
21220
014020
19100
0.14-0.20
19100
0.14-0.20
15920
0.12-0.18
4240

0.02-0.04

Drill Diameter (mm)

30 40 50 60 |

7960
0.06-0.12
7960
0.06-0.12
7960
0.06-0.12
5570
0.06-0.12
3980
0.05-0.09
3180
0.05-0.09
4770
0.06-0.10
15920
0.19-0.25
15920
0.19-0.25
14,320
0.19-0.25
14320
0.19-0.25
11940
0.16-0.22
3180
0.04-0.08

6370
0.12-0.18
6370
0.12-0.18
6370
0.12-0.18
4460
0.12-0.18
3180
0.07-0.11
2550
0.07-0.11
3820
0.08-0.12
12730
0.20-0.26
12730
0.20-0.26
11460
0.20-0.26
11460
0.20-0.26
9550
0.17-0.23
2550
0.06-0.10

5310
0.14-0.20
5310
0.14-0.20
5310
0.14-0.20
3710
0.14-0.20
2650
0.08-0.12
2120
0.08-0.12
3180
0.09-0.13
10,610
0.22-0.28
10610
0.22-0.28
9550
0.22-0.28
9550
0.22-0.28
7960
0.19-0.25
2120
0.07-0.11

Drill Diameter (mm)

80 100 120 140 160 180 200 |

3980 3180
0.16-0.22 0.18-0.24
3980 3180
0.16-0.22 0.18-0.24
3980 3180
0.16-0.22 0.18-0.24
2790 2230
0.16-0.22 0.18-0.24
1990 1590
0.09-0.13 0.10-0.15
1590 1270
0.09-0.13 0.10-0.15
2390 1910
0.10-0.14 0.11-0.16
7960 6370
0.24-0.30 0.26-0.32
7960 6370
0.24-0.30 0.26-0.32
7160 5730
0.24-0.30 0.26-0.32
7160 5730
0.24-0.30 0.26-0.32
5970 4770
0.21-0.27 023-0.29
1590 1270
0.08-0.12 0.09-0.14

2650
0.19-0.27
2650
0.19-0.27
2650
0.19-0.27
1860
0.19-0.27
1330
0.11-0.16
1060
0.11-0.16
1590
0.12-0.17
5310
0.28-0.34
5310
0.28-0.34
4770
0.28-0.34
4770
0.28-0.34
3980
0.25-0.31
1060
0.10-0.15

2270
0.21-0.39
2270
0.21-0.39
2270
021-0.39
1590
0.21-0.39
1140
0.12-0.17
910
0.12-0.17
1360
0.13-0.18
4550
0.30-0.36
4550
0.30-0.36
4090
0.30-0.36
4090
0.30-0.36
3410
0.27-0.33
910
0.11-0.16

1990
0.23-0.31
1990
0.23-0.31
1990
0.23-0.31
1390
0.23-0.31
990
0.13-0.18
800
0.13-0.18
1190
0.14-0.19
3980
032-0.38
3980
0.32-038
3580
032-038
3580
032-038
2980
0.28-0.34
800
0.12-017

1770
0.26-0.36
1770
0.26-0.36
1770
0.26-0.36
1240
0.26-0.36
880
0.14-0.19
710
0.14-0.19
1060
0.15-0.20
3540
0.33-043
3540
0.33-043
3180
0.33-043
3180
0.33-043
2650
0.28-0.38
710
0.13-0.18

1590
0.28-0.38
1590
0.28-0.38
1590
0.28-0.38
1110
0.28-0.38
800
0.15-0.20
640
0.15-0.20
950
0.16-0.21
3180
0.35-0.45
3180
0.35-045
2860
0.35-045
2860
0.35-045
2390
0.30-0.40
640
0.14-0.19




EMPFOHLENE SCHNEIDPARAMETER

D5432, D5433, D5434 s:x:s Mit Innenkiihlung Yeom/min

FEED = mm/rev.

RPM 21220 | 15920 | 12730 | 10610 7960 6370 5310 4550 3980 3540 3180
Aluminum- FEED |0.12-0.180.14-0.220.15-0.23/0.17-0.25/0.21-0.28/0.24-0.30/0.24-0.30/0.25-0.35|0.25-0.35/0.28-0.38/0.30-0.40
wrought alloy RPM 16980 | 12730 | 10190 8490 6370 5090 4240 3640 3180 2830 2550
160 FEED 0.12-0.18 0.14-0.22/0.15-0.23/0.17-0.25/0.21-0.28/0.24-0.30/0.24-0.30/0.25-0.35/0.25-0.35/0.28-0.38/0.30-0.40
. 150 RPM 15920 | 11940 | 9550 7960 5970 4770 3980 3410 2980 2650 2390
Aluminum-cast, FEED |0.15-0.21/0.17-0.250.19-0.27/0.21-0.28/0.24-0.31/0.29-0.45/0.33-0.55/0.35-0.60/0.35-0.60/0.39-0.73/0.39-0.85
alloyed 140 RPM 14850 | 11140 | 8910 7430 5570 4460 3710 3180 2790 2480 2230
FEED |0.15-0.210.17-0.250.19-0.27/0.21-0.28|0.24-0.31/0.29-0.45/0.33-0.55/0.35-0.60/0.35-0.60|0.39-0.73/0.39-0.85

DIN 338 BOHRER SATZE Gold-P beschichtete Bohrer

D1GP165SET1 | HSS Straight Shank, Split Point (1.0 & @1.5 : NORMAL point) 1.0-10.0x0.5mm gestuft | 19 St. 49,00
D1GP165SET2 | HSS Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) 1.0-13.0x0.5mm gestuft | 25 St. 99,00
D1GP165SET3 | HSS Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) 1231 izgofgzgnl ?(i;t“ft 2st. 79,00
DLGP195SET1 | HSS-E Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) 1.0-10.0x0.5mm gestuft | 19 St. 65,00
DLGP195SET2 | HSS-E Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) 1.0-13.0x0.5mm gestuft | 25st. 128,00
DLGP195SET3 | HSS-E Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) lg; ‘12_"20;?6’2”11%;5*“& 24 5t. 89,00

DLGPSET982 HSS-E Straight Shank, Split Point (@1.0 & @1.5 : NORMAL point) 1.0-10.0x0.1mm gestuft | 91 St. 322,00
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5 SOLID CARBIDE END MILLS

4G VHM, 4 Schneiden mit freigeschliffenem Hals

P Spezielle Zahngeometrie und variabler Drall beseitigen Vibrationen

P Hervorragende Leistung flir Baustahle, rostfreie Stahle, Grauguss, Werkzeugstahle, Titanlegierungen,
hochfeste Stahle und Werkstoffe unter 40 HRc

GMF60/cLatT

GMF61 /weLpbon

@)z )
M-Helix

Fraser- Schaft- Schneiden-| Effektive esamt- Hals-@ Fase Netto-Preis

Glatt Weldon Lange Lénge Lénge €/ Stck

yay
il

b
L/

Fraserdurchm. Schaftdurchm.

Toleranz( (mm) Toleranz
0~-0.03 h6
Einheit : mm

GMF60030 | GMF61030 6 7 0,10 €14,38
GMF60901 | GMF61901 3,0 6 7 17 57 2,7 0,10 €14,38
GMF60902 | GMF61902 3,0 6 8 14 57 2,7 0,10 €14,38
GMF60040 | GMF61040 4,0 6 8 15 57 3,7 0,15 €14,38
GMF60903 | GMF61903 4,0 6 8 22 63 3,7 0,15 €14,38
GMF60904 | GMF61904 4,0 6 1 16 57 3,7 0,15 €14,38
GMF60050 | GMF61050 5,0 6 10 17 57 47 0,15 €14,38
GMF60905 | GMF61905 5,0 6 10 27 67 47 0,15 €14,38
GMF60906 | GMF61906 5,0 6 13 18 57 4,7 0,15 €14,38
GMF60060 | GMF61060 6,0 6 10 15 57 5,5 0,20 €14,38
GMF60907 | GMF61907 6,0 6 10 20 62 5,5 0,20 €14,38
GMF60908 | GMF61908 6,0 6 10 32 74 5,5 0,20 €14,38
GMF60909 | GMF61909 6,0 6 13 21 57 5,5 0,20 €14,38
GMF60080 | GMF61080 8,0 8 12 20 63 7.5 0,20 €20,35
GMF60910 | GMF61910 8,0 8 12 30 73 7,5 0,20 €20,35
GMF60911 | GMF61911 8,0 8 12 46 90 7.5 0,20 €22,09
GMF60912 | GMF61912 8,0 8 19 27 63 7,5 0,20 €20,35
GMF60100 | GMF61100 10,0 10 14 25 72 9,2 0,30 €32,52
GMF60913 | GMF61913 10,0 10 14 35 82 9,2 0,30 €32,52
GMF60914 | GMF61914 10,0 10 14 55 102 9,2 0,30 €34,15
GMF60915 | GMF61915 10,0 10 22 32 72 9,2 0,30 €32,52
GMF60120 | GMF61120 12,0 12 16 30 83 11,0 0,35 €44,36
GMF60916 | GMF61916 12,0 12 16 40 93 11,0 0,35 €44,36
GMF60917 | GMF61917 12,0 12 16 64 117 11,0 0,35 €57,29
GMF60918 | GMF61918 12,0 12 26 38 83 11,0 0,35 €44,36
GMF60160 | GMF61160 16,0 16 22 38 92 15,0 0,40 €84,17
GMF60919 | GMF61919 16,0 16 22 55 109 15,0 0,40 €84,17
GMF60920 | GMF61920 16,0 16 22 87 141 15,0 0,40 €90,94
GMF60921 | GMF61921 16,0 16 32 44 92 15,0 0,40 €71,98
GMF60200 | GMF61200 20,0 20 26 50 104 19,0 0,50 €110,77
GMF60922 | GMF61922 20,0 20 26 70 124 19,0 0,50 €142,99
GMF60923 | GMF61923 20,0 20 26 110 164 19,0 0,50 €167,66
GMF60924 | GMF61924 20,0 20 38 54 104 19,0 0,50 €127,58




24> SCHNITTWERT EMPFEHLUNGEN

GMF52, GMF53, GMF54, GMF55, GMF56, GMF57,

ISO Harte
(BHN)

_ 5 SOLID CARBIDE END MILLS

Eckfrasen  ,q

Nutfrésen

GMF58, GMF59, GMF60, GMF61, GMF62, GMF63 sexes

Drehzahl (U/min)

ap 4 Vorschub (mm/min)
k—ﬂae Vc (m/min)
fz (mm/z)
SCHNITTWERT EMPFEHLUNGEN Durchmesser (mm)
ingsat | b Dy |Parameter | 3| 4 | 5 | 6 | 8 |10 12|14 |16 |18 |20 25
Eckfrasen \s 152 (122-182) 168 (135-201)
15 Drehzahl |16128(12096| 9677 | 8064 | 6048 | 5348 | 4456 | 3820 | 3342 | 2971 | 2674 | 2139
KOHLENSTOFF STAHL s (1.2) 03 fz 0005 | 0008 | 0011 | 0016 | 0.027 | 0.038 | 0.047 | 0.049 | 0.053 | 0.059 | 0.065 | 0.064
1.1191(C45) Vorschub 323 387 426 516 653 813 838 749 709 701 695 548
}g;?ggssstf)zs) Nutfrésen Ve 152 (122-182) 168 (135-201)
1.0718(9 SMNPB 28) 1 Drehzahl |16128(12096| 9677 | 8064 | 6048 | 5348 | 4456 | 3820 | 3342 | 2971 | 2674 | 2139
¢« ' 08) fz 0005 | 0,008 | 0011 | 0016 | 0,027 | 0.038 | 0047 | 0.049 | 0.053 | 0.059 | 0.065 | 0.064
Vorschub | 323 | 387 | 426 | 516 | 653 | 813 | 838 | 749 | 709 | 701 | 695 | 548
Eckfrasen Ve 107 (86-128) 117 (94-140)
15 Drehzahl [11353| 8515 | 6812 | 5677 | 4257 | 3724 | 3104 | 2660 | 2328 | 2089 | 1862 | 1490
LEGIERTER STAHL s a2 % fz 0005 | 0.008 | 0.011 | 0016 | 0.027 | 0.038 | 0.047 | 0.049 | 0.053 | 0.059 | 0.065 | 0.064
1233035 CRMO 4) Vorschub | 227 | 272 | 300 | 363 | 460 | 566 | 583 | 521 | 493 | 488 | 484 | 381
}:gggggggﬁ?moe) Nutfrisen Ve 107 (86-128) 117 (94-140)
1.6523(21 NICRMO2) 1 Drehzahl |11353| 8515 | 6812 | 5677 | 4257 | 3724 | 3104 | 2660 | 2328 | 2069 | 1862 | 1490
‘ ’ (0.8) ! fz 0.005 | 0.008 | 0.011 | 0.016 | 0.027 | 0.038 | 0.047 | 0.049 | 0.053 | 0.059 | 0.065 | 0.064
Vorschub | 227 | 272 | 300 | 383 | 460 | 566 | 583 | 521 | 493 | 488 | 484 | 381
Eckfrasen Ve 64 (52-76) 70 (56-84)
15 Drehzahl | 6791 | 5003 | 4074 | 3395 | 2546 | 2228 | 1857 | 1592 | 1393 | 1238 | 1114 | 891
WERKZEUGSTAHL s a2 % fz 0003 | 0,006 | 0.008 | 0011 | 0019 | 0.027 | 0032 | 0,034 | 0.037 | 0041 | 0.045 | 0.045
1.2363(X100 CRMOV 5 1) Vorschub 81 122 130 149 194 241 238 216 206 203 201 160
}gﬂz‘x’jg gm"g’\/?:; Nutfrésen Ve 64 (52-76) 70 (56-84)
1.3243(5 6-5-2-5) 1 Drehzahl | 6791 | 5093 | 4074 | 3395 | 2546 | 2228 | 1857 | 1592 | 1393 | 1238 | 1114 | 891
4 ' 08) fz 0003 | 0,006 | 0.008 | 0011 | 0019 | 0.027 | 0032 | 0.034 | 0.037 | 0041 | 0.045 | 0.045
Vorschub | 81 | 122 | 130 | 149 | 194 | 241 | 238 | 216 | 206 | 203 | 201 | 160
Eckfrasen Ve 112 (90-134) 123 (99-147)
15 Drehzahl [11884| 8913 | 7130 | 5942 | 4456 | 3915 | 3263 | 2797 | 2447 | 2175 | 1958 | 1566
e s 12| % fz 0006 | 0010 | 0.014 | 0020 | 0.034 | 0.048 | 0058 | 0,067 | 0.065 | 0073 | 0.081 | 0.079
Vorschub | 285 | 357 | 399 | 475 | 606 | 752 | 757 | 682 | 636 | 635 | 634 | 495
0.6020(GG20)
0.8145(GTS-45-06) Nutfrasen Ve 112 (90-134) 123 (99-147)
e 1 Drehzahl [11884| 8913 | 7130 | 5942 | 4456 | 3915 | 3263 | 2797 | 2447 | 2175 | 1958 | 1566
& ’ 08)| fz 0006 | 0010 | 0.014 | 0020 | 0.034 | 0.048 | 0058 | 0,087 | 0.065 | 0073 | 0.081 | 0.079
Vorschub 285 357 399 475 606 752 757 682 636 635 634 495

*() : kurze Ausfiihrung & Halsfreischli”
0,8xD(Nutfrasen), 1,2 x D(Eckfrasen) Axial

* Schnitttiefen empfohlen fiir die Kurze Ausfiihrung (GMF52, GMF53, GMF54, GMF55)
& Halsfreischli” Typen (GMF61, GMF62, GMF63) mit Durchmesser groer 8mm



24> SCHNITTWERT EMPFEHLUNGEN

GMF52, GMF53, GMF54, GMF55, GMF56, GMF57,
GMF58, GMF59, GMF60, GMF61, GMF62, GMF63 sers

g
=
=
=7
z

=

SCHNITTWERT EMPFEHLUNGEN Durchmesser (mm)
1SO Harte . Bearbeit- |aPX |aeX
(BHN) Material wngsat | D1 | D1 Parameter 3 4 5 6 8 10 12 14 | 16 | 18 | 20 | 25
Vc 115 (92-138)
Eckfrasen
15| s Drehzahl |12202| 9151 | 7321 | 81071 | 4576 | 3661 | 3050 | 2615 | 2288 | 2034 | 1830 | 1464
ROSTFREIER STAHL (1.2) fz 0.005 | 0008 | 0013 | 0.018 | 0.028 | 0.048 | 0.056 | 0.060 | 0.083 | 0.070 | 0.077 | 0.078
AUSTENITISCH s
Vorschub | 244 | 293 | 381 | 438 | 512 | 703 | 683 | 628 | 577 | 569 | 564 | 457
M
1.4301(X5 CRNI 18 10) Nutfrésen Ve 115 (92-138)
1.4436(X3 CRNIMO 1713 3)
1.4306(X2 CRN1 19 1) 1 Drehzahl |12202| 9151 | 7321 | 6101 | 4576 | 3661 | 3050 | 2615 | 2288 | 2034 | 1830 | 1464
14435(X2 CRNIMO 18 14 3) (S ’ (0.8) fz 0.005 | 0008 | 0013 | 0.018 | 0.028 | 0.048 | 0.056 | 0.080 | 0083 | 0070 | 0.077 | D078
Vorschub | 244 | 293 | 381 | 439 | 512 | 703 | 683 | 628 | 577 | 569 | 584 | 457
Ve 161 (129-193)
Eckfrasen
15, Drehzahl |17083[12812|10250| 8541 | 6406 | 5125 | 4271 | 3681 | 3203 | 2847 | 2562 | 2050
: .5
(1.2) fz 0.004 | 0.006 | 0.008 | 0.013 | 0.022 | 0.034 | 0.040 | 0.043 | 0.045 | 0.050 | 0.055 | 0.055
ROSTFREIER STAHL
FERRITISCH Vorschub | 273 | 307 | 369 | 444 | 564 | 697 | 683 | 630 | 577 | 569 | 584 | 451
M
02 RS 13 Nutfrisen Ve 161 (129-193)
1.4104(X14 CRMOS 17) 1 Drehzahl |17083|12812|10250| 8541 | 6406 | 5125 | 4271 | 3661 | 3203 | 2847 | 2562 | 2050
& ’ (0.8) fz 0.004 | 0006 | 0008 | 0.013 | 0.022 | 0.034 | 0.040 | 0.043 | 0.045 | 0.050 | 0.055 | 0.055
Vorschub | 273 | 307 | 369 | 444 | 564 | 697 | 683 | 630 | 577 | 569 | 564 | 451
Ve 104 (84-124)
Eckfrasen
15, Drehzahl |11035| 8276 | 6621 | 5517 | 4138 | 3310 | 2759 | 2365 | 2089 | 1839 | 1655 | 1324
.5
s (1.2) fz 0.005 | 0008 | 0013 | 0.018 | 0.028 | 0.048 | 0.055 | 0.059 | 0.062 | 0.069 | 0.077 | 0.078
ROSTFREIER STAHL Vorschub | 221 | 265 | 344 | 397 | 463 | 635 | 807 | 558 | 513 | 508 | 510 | 413
M AUSHARTBAR
14594(Z7 CNU 15.05) Nutfrisen Ve 104 (84-124)
1 Drehzahl |11035| 8276 | 6621 | 5517 | 4138 | 3310 | 2759 | 2365 | 2069 | 1838 | 1655 | 1324
1
& ' (0.8) fz 0.005 | 0008 | 0013 | 0.018 | 0.028 | 0.048 | 0.055 | 0.059 | 0.082 | 0.068 | 0.077 | D.078
Vorschub | 221 | 265 | 344 | 397 | 463 | 636 | 607 | 558 | 513 | 508 | 510 | 413
Vc 81 (65-97)
Eckfrasen
03 Drehzahl | 8594 | 8446 | 5157 | 4297 | 3223 | 2578 | 2149 | 1842 | 1611 | 1432 | 1289 | 1031
1 35
TITAN s fz 0.004 | 0007 | 0011 | 0.016 | 0.025 | 0.043 | 0.050 | 0.053 | 0.056 | 0.062 | 0.089 | 0.070
Vorschub | 138 | 180 | 227 | 275 | 322 | 443 | 430 | 390 | 381 | 355 | 356 | 289
TIGALAV
TISAL5V5MO Nutfrisen Ve 81(65-97)
TI7AL4AMO Drehzahl | 8594 | 6446 | 5157 | 4297 | 3223 | 2578 | 2149 | 1842 | 1611 | 1432 | 1289 | 1031
05/ 1
& ’ fz 0.004 | 0007 | 0011 | 0.016 | 0.025 | 0.043 | 0.050 | 0.053 | 0.056 | 0.062 | 0.089 | 0.070
Vorschub | 138 | 180 | 227 | 275 | 322 | 443 | 430 | 390 | 3871 | 355 | 356 | 289
Vc 31(25-37)
Eckfrasen Drehzahl | 3289 | 2467 | 1974 | 1645 | 1233 | 987 | 822 | 705 | 617 | 548 | 493 | 395
HOCH HITZE- 1 loas| %@
BESTANDIGER 4 fz 0.005 | 0007 | 0012 | 0.018 | 0031 | 0.047 | 0.055 | D.087 | 0084 | 0.068 | 0.077 | 0.079
STAHL Vorschub | 66 | 89 | 95 | 118 | 153 | 188 | 181 | 172 | 158 | 151 | 152 | 125
INCONEL Nutfrésen Ve 31(25-37)
HASTELLOY 0 Drehzahl | 3289 | 2467 | 1974 | 1645 | 1233 | 987 | 822 | 705 | 617 | 548 | 493 | 395
S5101
RENE & ' fz 0.005 | 0007 | 0012 | 0.018 | 0031 | 0.047 | 0.055 | 0.061 | 0.064 | 0.068 | 0.077 | 0.079
Vorschub | 66 | 89 | 95 | 118 | 153 | 188 | 181 | 172 | 158 | 151 | 152 | 125
* () : kurze Ausfihrung & Halsfreischliff Drehzahl (U/min)
0,8xD(Nutfrasen), 1,2 x D(Eckfrasen) Axial Vorschub (mm/min)
* Schnitttiefen empfohlen fiir die Kurze Ausfihrung (GMF52, GMF53, GMF54, GMF55) Ve (m/min)

& Halsfreischliff Typen (GMF61, GMF62, GMF63) mit Durchmesser groBer 8mm fz (mm/z2)
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VOLLHARTMETALL 4 SCHNEIDEN LANG mit abgesetztem Hals

P Die spezielle Schneidengeometrie und der ungleiche Drall
verhindern Vibrationen

pExzellente Leistung in Edelstahlen, Baustéhlen, Guss und Stahlen
unter 40HRc

' ‘ D3
2) S ﬁﬁﬂ

L2

Toleranz (mm
¥ - ( ) Toleranz
2 bis @12 0~-0.02
35°/37° iiber @12 0~-0.03 * Schaftdrm.2012 :h6

MaReinheit: mm

Y %) ange ange ange

Flache | HB Zyl. |HA D1 D2 L1 L3 L2 D3 EUR
YT5000715 | YT5001210 6 6 18 24 62 5,8 0,1x45° 23,50
YT5000716 | YT5001211 8 8 24 30 68 7,7 0,2x45° 27,50
YT5000717 | YT5001212 10 10 30 38 80 9,7 0,2x45° 38,00
YT5000718 | YT5001213 12 12 36 46 93 11,6 0,3x45° 51,00
YT5000719 | YT5001214 16 16 48 58 108 15,5 0,3x45° 94,00
YT5001209 | YT5001215 20 20 60 74 126 19,5 0,3x45° | 123,00

EMPFOHLENE SCHNEIDPARAMETER 4 SCHNEIDEN Nut- und Umfangfrisen bt s

U/min = rev./min.
Vorschub = mm/min.
T o O S R
33 el "™ 55 5o o [ ou [ ton | 120 [ [ vea [ oa [ 08 [ 5]

Vc 152 | 152 | 152 | 152 | 152 | 168 | 168 | 168 | 168 | 168 | 168 | 168

1-4 05D 1.0D 1.5D 1.0D fz 0.005 | 0.008 | 0.011 | 0.016 | 0.027 | 0.038 | 0.047 | 0.049 | 0.053 | 0.059  0.065 | 0.064
- = (12D) (08D) RPM | 16128 12096 | 9677 | 8064 | 6048 | 5348 4456 | 3820 | 3342 | 2971 | 2674 | 2139

FEED | 323 | 387 | 426 | 516 # 653 | 813 | 838 | 749 | 709 | 701 | 695 | 548

Vc 107 | 107 | 107 | 107 | 107 | 117 | 117 | 117 | 117 ) 117 117 | 117
05D 1.0p 15D 1.0D fz 0.005 | 0.008 | 0.011 | 0.016 | 0.027 | 0.038 | 0.047  0.049 | 0.053 | 0.059 | 0.065 | 0.064
: = (12D) (08D) RPM | 11353 | 8515 | 6812 | 5677 | 4257 | 3724 | 3104 | 2660 | 2328 | 2069 1862 | 1490
FEED | 227 | 272 | 300 @ 363 | 460 | 566 | 583 | 521 | 493 | 488 | 484 | 381

Vc 152 | 152 | 152 | 152 | 152 | 168 | 168 | 168 | 168 | 168 | 168 | 168

15D 10D fz 0.005 | 0.008 | 0.011 | 0.016 | 0.027 | 0.038 | 0.047 | 0.049 | 0.053 | 0.059 | 0.065 | 0.064
(12D) (08D) RPM | 1612812096 9677 8064 | 6048 | 5348 | 4456 | 3820 | 3342 | 2971 | 2674 | 2139
FEED | 323 | 387 | 426 | 516 | 653 | 813 | 838 | 749 | 709 | 701 | 695 | 548

Vc 107 | 107 | 107 | 107 | 107 | 117 | 117 | 117 | 17 | 17 | 17 | 117

0.5D 1.0p 13D 1.0D fz 0.005 | 0.008 | 0.011 | 0.016 | 0.027 | 0.038 | 0.047  0.049 | 0.053 | 0.059 | 0.065 | 0.064
- = (12D) (08D) RPM | 11353 | 8515 | 6812 | 5677 | 4257 | 3724 | 3104 | 2660 | 2328 | 2069 1862 | 1490
FEED | 227 | 272 | 300 | 363 | 460 | 566 | 583 | 521 | 493 | 488 & 484 | 381

Vc 64 64 64 ‘ 64 64 70 70 70 70 70 70 70

1.5D 1.0D fz 0.003 | 0.006 | 0.008 | 0.011 | 0.019 | 0.027 | 0.032 | 0.034 | 0.037 | 0.041 | 0.045 | 0.045

10-11 0.5D 1.0D (12D) (08D) RPM | 6791 | 5093 | 4074 | 3395 | 2546 | 2228 | 1857 | 1592 | 1393 | 1238 | 1114 = 891
FEED | 81 122 | 130 | 149 | 194 | 241 | 238 | 216 | 206 | 203 | 201 160

Vc 148 | 148 | 148 | 148 | 148 | 148 | 148 | 148 | 148 | 148 | 148 | 148
12-13 05D 1.0p 15D 1.0D fz 0.004 | 0.006 | 0.009 | 0.013 | 0.022 | 0.034 | 0.039 | 0.042 | 0.045 | 0.05 | 0.055 | 0.055
: % (12D) (08D) RPM | 15703 | 11777 9422 | 7852 | 5889 | 4711 3926 | 3365 | 2944 | 2617 | 2355 | 1884

FEED | 251 | 283 | 339 | 408 | 518 | 641 | 612 | 565 | 530 523 | 518 | 415

Vc 106 | 106 | 106 | 106 | 106 & 106 | 106 | 106 | 106 | 106 | 106 | 106

15D 10D fz 0.005 | 0.008 | 0.013 | 0.018 | 0.028 | 0.048 | 0.055 | 0.059 | 0.062 = 0.07 | 0.077 | 0.077
(12D) (08D) RPM | 11247 | 8435 | 6748 | 5623 | 4218 | 3374 | 2812 | 2410 | 2109 | 1874 | 1687 | 1350
FEED | 225 | 270 | 351 | 405 | 472 | 648 @ 619 | 569 | 523 | 525 | 520 | 416

Vc 95 95 | 95 | 95 95 | 95 | 95 95 | 95 | 95 95 95

142 0.5D 1.0p 15D 1.0D fz 0.005 | 0.008 | 0.013 | 0.018 | 0.028 | 0.048  0.055 | 0.059 | 0.062 | 0.069  0.076 | 0.076
: ' (1.2D) (08D) RPM | 10080 7560 @ 6048 | 5040 | 3780 | 3024 | 2520 | 2160 | 1890 | 1680 | 1512 | 1210
FEED | 202 | 242 | 314 | 363 | 423 | 581 | 554 | 510 | 469 | 464 | 460 | 368

Vc 112 | 112 | 112 112 ) 112 0 123 123 | 123 | 123 | 123 | 123 | 123

15D 10D fz 0.006 | 0.01 | 0.014 | 002 | 0.034 | 0.048 | 0.058 | 0.061 | 0.065 | 0.073 | 0.081 | 0.079
(12D) (08D) RPM | 11884 | 8913 | 7130 | 5942 | 4456 | 3915 | 3263 | 2797 | 2447 | 2175 | 1958 | 1566
FEED | 285 | 357 | 399 | 475 | 606 | 752 | 757 | 682 | 636 & 635 | 634 | 495

0.5D 1.0D

M 141 Rostfreie Stahle 0.5D 1.0D

0.5D 1.0D

— Vc 26 26 26 26 26 26 26 26 26 26 26 26
armfeste fz 0.005 | 0.007 | 0.008 | 0.012 | 0.019 | 0.033 | 0.038 | 0.04 | 0.043 | 0.048  0.054 | 0.052
31-35 Superlegier- Lo T o) ) (21 RPM | 2759 | 2069 | 1655 | 1379 | 1035 | 828 | 690 | 591 | 517 | 460 | 414 | 331
ungen FEED | 55 58 53 66 79 109 | 105 95 89 88 89 69

Vc 58 58 58 58 58 58 58 58 58 58 58 58

fz 0.004 | 0.007 | 0.011 | 0.016 | 0.025 | 0.042 | 0.05 | 0.053 | 0.055 | 0.062  0.068 | 0.069
RPM | 6154 | 4615 3692 | 3077 K 2308 | 1846 1538 | 1319 | 1154 | 1026 | 923 | 738
FEED | 98 129 | 162 | 197 | 231 | 310 | 308 | 280 | 254 | 254 | 251 | 204

={e27/ Titan Leg. 0.4D 1.0D 1.0D 0.5D

*( ) :kurze Lange &Halsdurchmesser



Weldon Schaft [ ¢1s VK [ 1S9

E4<
@ VOLLHARTMETALL, 3 SCHNEIDEN KURZ EINWEGFRASER

» Fir die Trockenbearbeitung.

P Hervorragendes Preis - Leistungsverhaltnis.

P 3 Schneiden verbinden die Vorteile von 2 - und 4 - schneidigen
Schaftfrasern.

% i
Dliadadl"

MaReinheit: mm

ET

unter g2mm  ab
o2mm

Hartmetall

Schneiden- Schaft- Schneiden- Gesamt- Preis €
Zyl. Weldon durchmesser durchmesser lange
G9553005 - 0.5 3 1.5 38 9,66
G9553006 = 0.6 3 1.5 38 9,66
G9553008 - 0.8 3 2 38 8,48
G9553010 o 1.0 3 2 38 7,71
G9553012 - 1.2 3 2 38 10,05
G9553015 = 1.5 3 2 38 7,71
G9553018 - 1.8 3 2 38 10,05
- G9410020 2.0 6 4 35 9,24
- G9410025 25 6 5 36 9,66
= G9410030 3.0 6 5 36 9,24
- G9410035 3.5 6 6 37 10,05
= G9410040 4.0 6 7 38 9,24
- G9410045 4.5 6 8 38 10,05
o G9410050 5.0 6 8 39 9,24
- G9410055 5.5 6 8 39 10,05
= G9410957 5.8 6 8 39 10,05
- G9410060 6.0 6 b 39 9,24
= G9410967 6.8 8 10 42 13,69
- G9410070 7.0 8 10 42 12,58
- G9410977 7.8 8 10 42 13,69
- G9410080 8.0 8 11 43 13,47
5 G9410087 8.7 10 11 48 20,99
- G9410090 9.0 10 11 48 19,34
= G9410097 9.7 10 11 48 20,99
- G9410100 10.0 10 13 50 20,19
= G9410120 12.0 12 15 55 23,99
- G9410140 14.0 14 15 58 35,56
o G9410160 16.0 16 18 62 41,98
- G9410180 18.0 18 20 70 51,77
= G9410200 20.0 20 22 75 68,20
0~-0.03 ‘ h5
©: Exzellent O:Gut
1SO ]
Do Baustahle Legierte Stahlel Woroougeihlp  Rosteie Stéhle | Grauguss | Gusseisen GGG
VDI3323 1 2 3 4 5 6 7 8 10 1 2 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 15 3 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 200 325 200 240 180 180 260 160 250 130 230
Recommend ~ © © © © © © © © © © O O O O O O O O O
150 I T U E—
Dzﬂsagﬁgfén Lé;;'}'é“rg‘#grg;] Aluminum-Guss Leg. Bronze / Kupderleg. wg?lgitf)‘:rg Suer/Hitzebestand. Legierungen  Titan Legierung ggﬁnet. hsfhangltfsrs‘- %?;uss
VDI3323 21 22 23 24 25 26 27 28 29 31 32 33 34 35 36 37 38 39 40 a1
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O O O O O O O @) O O @) O O O O O
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Registered
1SO 9001:2015 / ISO 14001:2015

PROMOTION SET

DIN 371 P Ausgezeichnete Leistung in verschiedenen Werkstoffen [ ] /
P Speziell entwickett um ein Verschneiden zu Bohrungsart I W s ’v
DN 27 [ RN
i Industrie-Werkzeuge Stephan

AD2 @aD1 Bohrungsart RSN

’i ul iuui mﬁﬂ

| . e | ” \ sk Maschinengewindebohrer

INHALT
SET EDP No.
BEZEICHNUNG ABMESSUNG
TRE30206GS HSS-PM PRIME DIN371 SPIRALGENUTET M3X0.5 6HX 56.0L
TRE30246GS HSS-PM PRIME DIN371 SPIRALGENUTET M4X0.7 6HX 63.0L
TRE30286GS HSS-PM PRIME DIN371 SPIRALGENUTET M5X0.8 6HX 70.0L
TRE30GSSET7 TRE30316GS HSS-PM PRIME DIN371 SPIRALGENUTET M6X1.0 6HX 80.0L
TRE30366GS HSS-PM PRIME DIN371 SPIRALGENUTET M8X1.25 6HX 90.0L
TRE30426GS HSS-PM PRIME DIN371 SPIRALGENUTET M10X1.5 6HX 100.0L
TRE30506GS HSS-PM PRIME DIN376 SPIRALGENUTET M12X1.75 6HX 110.0L

DIN 371 - I i P Ausgezeichnete Leistung in verschiedenen Werkstoffen
P Speziell entwickelt um ein Verschneiden zu verhindern
DINGTE) [l

%{ LN = L-:'_ I[I:II o

L2

DIN F‘H X ; i
3 @ v Maschinengewindebohrer

INHALT
SET EDP No.
BEZEICHNUNG ABMESSUNG
TRJ15206GS HSS-PM PRIME DIN371 SCHALANSCHNITT M3X0.5 6HX 56.0L
TRJ15246GS HSS-PM PRIME DIN371 SCHALANSCHNITT M4X0.7 6HX 63.0L
TRJ15286GS HSS-PM PRIME DIN371 SCHALANSCHNITT M5X0.8 6HX 70.0L
TRI15GSSET7 TRJ15316GS HSS-PM PRIME DIN371 SCHALANSCHNITT M6X1.0 6HX 80.0L
TRJ15366GS HSS-PM PRIME DIN371 SCHALANSCHNITT M8X1.25 6HX 90.0L
TRJ15426GS HSS-PM PRIME DIN371 SCHALANSCHNITT M10X1.5 6HX 100.0L
TRJ15506GS HSS-PM PRIME DIN376 SCHALANSCHNITT M12X1.75 6HX 110.0L
150 — m I S
©: Hervorragend O :Gut Material Unlegierter Stahl Niedrig legierter Stahl  Hochiegerer el Rostireier Stahl _—_
VDI3323 1 2 3 4 5 6 7 8 9 10 N 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25

HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Empiohlen O © © © © © O © O O O © © © (©) (©) o o

SO —

- s Y
. P 6 Titan-

: Aluminum- f . Nichtmetallische
Material Knetlegierung Aluminum-Guss, legiert Bronze ;
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 = 630 400 550

Empfobien (] o] [©] [©)] ] ©)] © ©

Angebot speziell flir Gewerbe, Handwerk, Handel und Industrie, Preise in EURO, zzgl. MwSt.





