Cc110 404 C346 417 C800 439 D200 452
C122 416 C352 412 C801 442 D400 461
C123 406 C353 409 Cc810 440 D402 462
C126 404 C358 414 C820 444 D420 461
C135 408 C359 425 C822 443 D422 462
C139 406 C365 426 C825 441 D745 454
C159 413 C367 411 C830 448 D747 456
C166 424 C400 434 C831 449 D750 460
Cc167 415 C403 435 C835 447 D751 460
C169 413 C407 431 C837 446 D752 459
C246 420 C413 434 C903 419 D753 459
C247 420 C428 429 C907 418 D763 452
C273 422 C429 435 C908 431

C295 422 C492 430 C920 419

C299 418 C500 436 C921 433

C305 412 C503 436 C922 428

C306 409 C505 437 C944 432

C324 427 C511 438 C948 432

C333 425 C700 451

C336 414 C710 450
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S216 372 S524 383 S714 362 S804HB 368
S217 374 S$525 378 S715 363 S812HA 356
S218 375 S526 379 S717 374 S812HB 356
S219 369 S527 380 S718 375 S813HA 358
S225 378 S$529 394 S739 402 S813HB 358
S226 379 S531 395 S740 402 S814HA 370
S227 380 S533 396 S741 402 S814HB 370
S229 391 S534 398 S761 376 S902 360
S231 392 S535 399 S763 386 S903 361
S233 393 S536 390 S765 381 S904 373
S260 376 S610 366 S766 377 S922 360
S262 387 S611 367 S767 389 S933 361
S264 382 S612 371 S802HA 355 S944 373
S501 397 S629 401 S802HB 355 S991 403
S511 400 S637 364 S803HA 357

S521 384 S638 365 S803HB 357

S$523 385 S710 359 S804HA 368




Material Martepuan Materiat Material
Pouziti MpumereHne Zastosowanie Pouzitie
Typ Tun Typ Typ
Zuby (z) Kon-Bo 3ybbeB llosS¢ ostrzy Zuby (2)
Hloubka fezu nybuHa obpaboTku Dlugosc¢ Hibka rezu
Uhel Sroubovice/ Yron nogbéma P ; Uhol skrutkovice/
- < Kat spirali/ Kat natarcia M
uhel Cela BMHTOBOW KaHaBKu Uhol Cela
Stopka XBOCTOBUK Chwyt Stopka
Povlak MokpbITHe Pokrycie Povlak
Tolerance Honyck Tolerancja Tolerancia
Smér otaceni HanpasneHue Kierunek Smer
Standard CrangapT Standard Standard
B vynikajici OcHOBHOE NpuMeHeHne Najlepsze zastosowanie Vynikajuce
® | dobry BoamoxHoe nprmeHeHne Dobre zastosowanie Dobré
Priklad Mpumep: Na Przyktad Priklad
10 = Fezna rychlost (m/min) +/- 10% 10 = CkopocCTb pe3aHusi B M/MUH 10 = predkosc¢ skrawania w metrach/ 10 = rychlost’ rezania (m/min) +/- 10%
+/- 10% minutg +/- 10%
Kéd Code Kod Kéd
Rozmérova fada AccopTUMEHT Zakres Rozsah
AMG Cesky Pycckuia Polski Slovensky
1.1 magneticky mékka OnekTpoTexHuyeckas magnetyczna migkka Magneticky méakka ocel
1.2 konstrukéni uhlikata KoHCTpyKLMOHHas, B TOM umncre LemeHTupyemas konstrukcyjna do naweglania Konstrukéna ocel,uhlikova
1.3 uhlikata Yrnepoaucrtas HenernposaHHas weglowa Uhlikova pcel
14 legovana TernposaHHas stopowa Legovana ocel
1.5 legovana, tvrzend a temperovana IlernposaHHas, nocne 3akanku n otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana
1.6  legovand, tvrzena a temperovana TNervpoBaHHas, nocne 3akankv v otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana
1.7  legovana, tvrzena INervpoBaHHasi, 3akaneHHas stopowa-hartowana Legovana ocefl tvrdena
1.8  legovand, tvrzena JlervpoBaHHasi, 3akaneHHasi stopowa-hartowana Legovana ocel tvrdena, ocel odolné oproti opotrebovaniu
2.1 automatova MoBbileHHOW 06pabaTbiBaeMocTn automatowa Automatova nehrdzavejuca ocel
22  austeniticka AycTeHnTHas austenityczna Austenicka
2.3 feriticka+austeniticka AycTeHnTHO-theppuTHas ferrytyczna+austenityczna Feriticka + austenicka, feriticka, martenziticka
24  precipitacné tvrzena [VCNepCcMoHHoe TBEpAeHNe Utwardzane wydzieleniowo Lamelarny grafit (siva)
3.1 lamelarni C nnacTtuHyaTbiM rpacmTom szare Lamelarny grafit
3.2 lamelarni C nnacTuH4aTbiM rpacmToMm szare Nodularny grafit, temperovana zliatina (tvarna)
3.3  nodularni C wapoBuaHbIM rpacputom sferoidalne ciggliwe Nodularny grafit, temperovana zliatina (tvarna)
3.4 nodularni C wapoBuaHbIM rpadMTom sferoidalne ciggliwe Titan Cisty
4.1 Cisty TexHn4Yeckn YucTbIn niestopowy Zliatiny titanu
4.2  slitiny TutaHoBbIE CNnaBbl stopy tytanu Zliatiny titanu
4.3  slitiny TuTtaHoBbIE CNnasbl stopy tytanu Nikel gisty
51 Cisty TexHn4Yeckn YucTbin niestopowy Zliatiny niklu
52 slitiny HwvkeneBble cnnasbl stopy niklu Zliatiny niklu
53 slitiny HukeneBble cnnaebl stopy niklu Med
6.1 bronz TexHun4eckun yncTas niestopowa R-mosadz
6.2 R - mosaz, bronz BpoH3bl 1 natyHn Ha ocHoBe Sn Mosigdz-R,brgz a-mosadz
6.3  bronz mosaz BpoH3bl 1 natyHn Ha ocHoBe Zn Mosigdz CuZn Bronz vysokopevnostny
6.4 bronz vysokopevnostni BbicokonpoyHble 6poH3b! Braz o wysokiej wytrzymatosci Al, Mg, Cisty
7.1 Al, Mg, tvafené TexHn4eckn yncTble Al.,Mg, niestopowe Al zliatiny, Si<0,5%
7.2 Alslitiny, Si<0.5% Wx cnna.el, ¢ cogepxaHueM, Si<0.5% Al. Stopowe,Si<0,5% Al zliatiny, Si>0,5%<10%
7.3 Alslitiny, Si>0.5%<10% Wx cnnasbl, ¢ conepxanunem 0.5% < Si< 10% Al. Stopowe,Si>0,5%<10% Al zliatiny, Si>10%
7.4 Al slitiny, Si>10% Wx cnnaesbl, ¢ cogepxxaHnem Si > 10% Al. Stopowe,Si>10% Zliatiny hlinika a hor¢ika
8.1  termoplasty TepmonnacTuku Tworzywa termoplastyczne Termoplasty
8.2  termosety TepmopeakTUBHble Tworzywa termoutwardzalne Termosety
8.3  zpevnéné plasty ApmMupoBaHHble Zbrojone tworzywa sztuczne Spevnené plasty
9.1  cermet (keramika) MeTannokepamuka Cermetale Cermet (kov-keramika)
10.1  standardni grafit TexHu4eckuin rpadomTt Grafit standartowy Grafit
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S802HA | S802HB | S812HA |S812HB | S803HA | S803HB | S813HA |S813HB| S710 $902 $§922 $903 $933 S714

1.00 - 20.00 ‘ 1.80 - 20.00‘2.00 - 20.00‘2.00 - 20.00‘ 1.00 - 20.00‘ 1.80 - 20.00‘2.00 - 20.00‘2.00 - 20.00‘ 1.00 - 20.00‘2.00 - 20.00‘2.00 - 20.00‘2.00 - 20.00‘2.00 - 20.00‘3.00 -20.00
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AMG 355 355 356 356 357 357 358 358 359 360 360 361 361 362 ISO
1.1  m260B m260B m210B m210B m260B m260B m210B u210B m140C m65B m95B m65B m95B m110C P1
1.2 m260B m260B m210B m210B m260B m260B m210B m210B m140C m65B m95B m65B m95B m110C -
1.3 m155B m155B m125B m125B m155B m155B m125B m125B m130C m55B m80B w558 m380B m100C -
1.4 m155B m155B m125B m125B m155B m155B m125B m125B m130C m50B m75B m50B W75B m100C -
1.5 m115B m115B m90B m90B m115B m115B m90B m90B m120C #30B m45B #30B m45B m95C -
1.6 m90B =90B m75B m75B m90B m90B w75B w758 #30B #30B HA1
1.7 H3
1.8 H4
21 m105A m105A W75A W75A m105A m105A m85A W85A m80B m65B M1
22 H70A H70A W55A W55A m70A m70A #55A #55A m70B m55B M3
2.3 #70A #70A m55A m55A ®70A ®70A ®55A ®55A M2
24 #50A #50A #50A #50A S2
31 m180B m180B m145B m145B m180B m180B m145B m145B m170C m55B m80B m55B m80B m135C -
3.2 m110B m110B m35B m35B m110B m110B m35B m35B m150C #30B m45B ®30B m45B m120C -
3.3 m145B m145B m115B m115B m145B m145B m115B m115B m130C m55B m30B m55B m80B m100C |
3.4 m95B m95B m75B m75B mo5B mo5B m75B m75B m120C #30B m45B #30B m45B m95C -
41 #170B ®170B m140B m140B #170B #170B #140B #140B W65B m95B W65B m95B S1
4.2 #115B #115B mo0B mo0B #115B #115B #90B #90B m70B #30B ®45B #30B ®45B m55B S2
43 #15B #20B #15B #20B S3
5.1 #165B #165B =130B m130B #1658 #1658 #130B #130B m65B m95B m65B m95B S1
5.2 #35A #35A m25A m25A #35A #35A #25A #25A m70B m55B S2
5.3 S3
6.1 #320C #320C m255C m255C ®320C ®320C ®255C #255C m110C m155C m110C m155C m200E N3
6.2 m320C m320C m255C m255C m320C m320C m255C m255C m110C m155C m110C m155C m190E N4
6.3 m320C m320C m255C m255C m320C m320C m255C m255C m110C m155C m110C m155C m175E N3
6.4 m40B m40B m30C m30C m40B m40B m30C m30C #15B #20B #15B #20B m160E N 4
7.1 w800C #800C m640C m640C #800C #800C #640C #640C #275C #390C #275C #390C m200E N1
7.2 m800C m800C m640C m640C m800C m800C m640C m640C #275C #390C #275C #390C m190E N1
7.3 m480C m480C m380C m380C m480C m480C m380C m380C #165C #235C #165C #235C m175E N1
7.4 W240B W240B m190B m190B W240B W240B m190B m190B m160E N2
8.1  ®320C #320C m255C m255C #320C #320C #255C #255C #110C ®155C #110C ®155C )
8.2 #320C #320C m255C m255C #320C #320C #255C #255C #110C #155C #110C #155C o
8.3 #30B #45B #30B #45B o
9.1 H
10.1 (0]
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1.1  m70C =360B m360B m270B m270B m95B m140B P1
1.2 w70C m300B m3008 w2258 w2258 w958 m140B P1
1.3  m65C =230B m230B 1758 m175B =80B =120B P2
14  m65C m230B 2308 w1758 w1758 w70B w1058 P3
15 m60C w1658 m165B m1258 w1258 #558 =80B P4
1.6 m130B m130B m90C #1008 #1008 m90C #30B #45B H1
1.7 H3
1.8 H4
21  m40B m165A m165A m125A m125A M1
22 m35B m110A m110A #85A #85A M3
23 #110A #110A m70B #85A #85A m70B M2
24 #75A #75A w508 m50B S2
31 m85C w2758 w2758 m205B ®205B m30B w208 Kl
32 wi5C w1658 w1658 w1258 w1258 %558 m80B ||
33 m65C w1658 w1658 w1258 w1258 m70B m105B K3
34  m60C w1358 w1358 w1058 w1058 #558 m30B | |
4.1 #275B #2758 #2058 #2058 m95B =140B S1
42 m35B #1408 #1408 #1058 #1058 #40B #60B s2
4.3 w508 w508 #30B %458 S3
5.1 #2758 #2758 #2058 #2058 m135B =200B S1
52  m35B #55A #55A #40A #40A #30A #45A s2
5.3 m50B m50B #25A #35A s3
6.1 m350E m400E m350E m280E #320C #320C #255C #255C m110C m155C N3
6.2 m300E m345E m300E m240E =320C m320C m255C m255C m110C m155C N4
6.3 m250E m290E m250E m200E =320C m320C m255C m255C =110C m155C N3
6.4 m200E m230E m200E m160E ®40B m40B m32C m32C #15B #20B N 4
71 m600E m690E m600E m480E #800C #800C #640C #640C #275C #390C N1
7.2 m500E m575E m500E ®400E #800C #800C #640C #640C #275C #390C N1
7.3 m400E m460E ®400E m320E #480C #480C #380C #380C #165C #235C N1
7.4 m350E m400E m350E m280E #2408 #2408 #1908 #1908 N2
8.1 m800E m980E m800E m640E #320C #320C #255C #255C #110C #155C o)
8.2 m800E m980E m800E m640E #320C #320C #255C #255C #110C #155C o
8.3 #55B #80B o
9.1 H
10.1 m350A o)
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6.1 | m105M u150M m105M m150M N3
6.2 m105K m150K m105K m150K N4
6.3 | m35K m50K m35K m50K N3
6.4 wi15H m20H #15H m20H N4
[7477] =260N #260N #260N #260N N1
72| m260N 260N m260N 260N N1
73] me5N 135N 65N 135N N1
(74 w45 w750 w451 w750 N2
81  =105N m120N #105N m120N o)
82 | 30N #60N #30N #60N o
8.3 w5L w151 w5L w151 o
9.1 H
10.1 | w45K m125K 45K m125K o)

349




350

- N

N N

Ae Ap
(x D) (x D)

@ [mm] fz [mm/Z] + 25%

1 2 3

4 5 6

8 10 12

14 16 18

20

0.05 15

I @ m m O O W >» |8

0.012 0.024 0.035)
0.016 0.032 0.047
0.020 0.040 0.058
0.024 0.048 0.070
0.028 0.056 0.081
0.032 0.064 0.093
0.037 0.071 0.105
0.0410.079 0.116

0.045 0.055 0.065
0.061 0.074 0.087
0.076 0.092 0.108
0.091 0.111 0.130
0.106 0.129 0.152
0.121 0.148 0.173
0.136 0.166 0.195
0.152 0.1850.216

0.080 0.093 0.107|
0.107 0.124 0.143
0.134 0.156 0.179
0.160 0.187 0.214
0.187 0.218 0.250
0.214 0.249 0.286
0.240 0.280 0.321
0.267 0.311 0.357

0.121 0.134 0.149
0.162 0.179 0.198
0.202 0.224 0.248
0.242 0.268 0.297|
0.283 0.313 0.347|
0.323 0.358 0.396|
0.364 0.403 0.446|
0.404 0.447 0.495

0.162
0.216
0.271
0.325
0.379
0.433
0.487|
0.541

0.08 1.5

I G m m O O W >»

0.010 0.019 0.028
0.013 0.025 0.037
0.016 0.032 0.046
0.019 0.038 0.055
0.023 0.044 0.065
0.026 0.050 0.074
0.029 0.057 0.083
0.032 0.063 0.092

0.036 0.044 0.052
0.048 0.059 0.069
0.060 0.073 0.086
0.072 0.088 0.103
0.084 0.103 0.120
0.096 0.118 0.138
0.108 0.132 0.155
0.120 0.147 0.172

0.064 0.074 0.085
0.085 0.099 0.114
0.106 0.124 0.142
0.127 0.148 0.170
0.149 0.173 0.199
0.170 0.198 0.227
0.191 0.223 0.256
0.212 0.247 0.284

0.096 0.107 0.118
0.128 0.142 0.157
0.161 0.178 0.197
0.193 0.213 0.236
0.225 0.249 0.276
0.257 0.284 0.315
0.289 0.320 0.354
0.321 0.356 0.394

0.129
0.172
0.215
0.258
0.301
0.344
0.387
0.430

0.15 15

I @ m m O O W >»

0.007 0.014 0.021
0.010 0.019 0.027
0.012 0.023 0.034
0.014 0.028 0.041
0.017 0.033 0.048
0.019 0.037 0.055
0.021 0.042 0.062
0.024 0.047 0.068

0.027 0.033 0.038
0.036 0.043 0.051
0.045 0.054 0.064
0.053 0.065 0.076
0.062 0.076 0.089
0.071 0.087 0.102
0.080 0.098 0.115
0.089 0.109 0.127

0.047 0.055 0.063
0.063 0.073 0.084
0.078 0.091 0.105
0.094 0.110 0.126
0.110 0.128 0.147
0.126 0.146 0.168
0.141 0.165 0.189
0.157 0.183 0.210

0.071 0.079 0.087
0.095 0.105 0.116
0.119 0.132 0.146
0.143 0.158 0.175
0.166 0.184 0.204
0.190 0.210 0.233
0.214 0.237 0.262
0.238 0.263 0.291

0.095
0.127
0.159
0.191
0.223
0.255
0.286
0.318

0.30 1.5

I @ m m O O W >»

0.005 0.010 0.015
0.007 0.014 0.020
0.009 0.017 0.025
0.010 0.020 0.030
0.012 0.024 0.035
0.014 0.027 0.040
0.016 0.031 0.045
0.017 0.034 0.050

0.019 0.024 0.028
0.026 0.032 0.037
0.032 0.040 0.046
0.039 0.048 0.056
0.045 0.055 0.065
0.052 0.063 0.074
0.058 0.071 0.083
0.065 0.079 0.093

0.034 0.040 0.046
0.046 0.053 0.061
0.057 0.067 0.077
0.069 0.080 0.092
0.080 0.093 0.107
0.092 0.107 0.122
0.103 0.120 0.138
0.114 0.133 0.153

0.052 0.058 0.064
0.069 0.077 0.085
0.087 0.096 0.106
0.104 0.115 0.127
0.121 0.134 0.149
0.138 0.153 0.170
0.156 0.173 0.191
0.173 0.192 0.212

0.070
0.093
0.116
0.139
0.162
0.185
0.209
0.232

0.60 1.5

I @ m m O O W >»

0.004 0.008 0.011
0.005 0.010 0.015
0.007 0.013 0.019
0.008 0.016 0.023
0.009 0.018 0.027
0.011 0.021 0.030
0.012 0.023 0.034
0.013 0.026 0.038

0.015 0.018 0.021
0.020 0.024 0.028
0.025 0.030 0.035
0.030 0.036 0.043
0.035 0.042 0.050
0.040 0.048 0.057
0.045 0.054 0.064
0.050 0.061 0.071

0.026 0.031 0.035
0.035 0.041 0.047
0.044 0.051 0.058
0.052 0.061 0.070
0.061 0.071 0.082
0.070 0.082 0.094
0.079 0.092 0.105
0.087 0.102 0.117

0.040 0.044 0.049
0.053 0.059 0.065
0.066 0.073 0.081
0.079 0.088 0.097
0.093 0.103 0.114
0.106 0.117 0.130
0.119 0.132 0.146
0.132 0.146 0.162

0.053
0.071
0.089
0.106
0.124
0.142
0.159
0.177

HM
Z Z Z
3 4 >4
Ae
] A
omm tj P
Ae
] A
mEe uj P
Ae
]
Ae
onm u] e
Ae
Vynikajici
OcHoBHoe npuMeHeHne ®
Najlepsze zastosowanie
Vynikajuce

Dobry

Bo3moXxHoe npumMeHeHve
Dobre zastosowanie

Dobré




HM

- N

N N

\
N

Ae Ap
(x9) (x2)

@ [mm] fz [mm/Z] + 25%

1 2 3

4 5 6

8 10 12

14 16 18

20

m ”‘Ap

1.0 05

I @ m m O O © >»|Q

0.003 0.006 0.009
0.004 0.008 0.012
0.005 0.010 0.015
0.006 0.012 0.018
0.007 0.015 0.021
0.008 0.017 0.024
0.010 0.019 0.027
0.011 0.021 0.030

0.012 0.014 0.017
0.016 0.019 0.023
0.020 0.024 0.028
0.024 0.029 0.034
0.028 0.034 0.040
0.032 0.039 0.045
0.036 0.043 0.051
0.040 0.048 0.057

0.021 0.024 0.028
0.028 0.033 0.037
0.035 0.041 0.047
0.042 0.049 0.056
0.049 0.057 0.065
0.056 0.065 0.075
0.063 0.073 0.084
0.070 0.081 0.093

0.032 0.035 0.039
0.042 0.047 0.052
0.053 0.058 0.065
0.063 0.070 0.078
0.074 0.082 0.091
0.084 0.093 0.103
0.095 0.105 0.116
0.106 0.117 0.129

0.042
0.057
0.071
0.085
0.099
0.113
0.127
0.141

1.0 1.0

I @ m m O O W >

0.003 0.005 0.007
0.003 0.007 0.010
0.004 0.008 0.012
0.005 0.010 0.015
0.006 0.012 0.017
0.007 0.013 0.019
0.008 0.015 0.022
0.008 0.017 0.024

0.010 0.012 0.014
0.013 0.015 0.018
0.016 0.019 0.023
0.019 0.023 0.027
0.022 0.027 0.032
0.025 0.031 0.036
0.029 0.035 0.041
0.032 0.039 0.045

0.017 0.020 0.022
0.022 0.026 0.030
0.028 0.033 0.037
0.033 0.039 0.045
0.039 0.046 0.052
0.045 0.052 0.060
0.050 0.059 0.067
0.056 0.065 0.075

0.025 0.028 0.031
0.034 0.037 0.041
0.042 0.047 0.052
0.051 0.056 0.062
0.059 0.065 0.072
0.068 0.075 0.083
0.076 0.084 0.093
0.084 0.093 0.103

0.034
0.045
0.057
0.068
0.079
0.090
0.102
0.113

Ap

&
0.10 0.05

I @ m m O O W >

0.004 0.008 0.012
0.006 0.011 0.017
0.007 0.014 0.021
0.009 0.017 0.025
0.010 0.020 0.029
0.012 0.023 0.033
0.013 0.025 0.037
0.014 0.028 0.042

0.016 0.020 0.023
0.022 0.026 0.031
0.027 0.033 0.039
0.032 0.040 0.046
0.038 0.046 0.054
0.043 0.053 0.062
0.049 0.059 0.069
0.054 0.066 0.077

0.029 0.033 0.038
0.038 0.044 0.051
0.048 0.056 0.064
0.057 0.067 0.076
0.067 0.078 0.089
0.076 0.089 0.102
0.086 0.100 0.115
0.095 0.111 0.127

0.043 0.048 0.053
0.058 0.064 0.071
0.072 0.080 0.088
0.086 0.096 0.106
0.101 0.112 0.124
0.115 0.128 0.141
0.130 0.144 0.159
0.144 0.160 0.177

0.058
0.077
0.097
0.116
0.135
0.154
0.174
0.193

Vynikajici

OcHoBHOE NpuMeHeHe
Najlepsze zastosowanie
Vynikajuce

Dobry

® BoamoxxHoe npumeHeHne
Dobre zastosowanie

Dobré
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HSS HssE HSSE
P
Ae Ap l
22272712 g x o o @ [mm] fz [mm/Z] £ 25%
2 3 4 >4 2) 9)
[Z] 2 3 4 5 6 | 8 10 12 14 16 18 | 20 22 25| 28 30 327 36 40 50
A |0.004 0.008 0.0130.017 0.024 0.029|0.043 0.060 0.072(0.084 0.096 0.097|0.096 0.099 0.105|0.109 0.108 0.106|0.108 0.108 0.105
T 10 0;2 B [0.004 0.007 0.012{0.015 0.022 0.026(0.039 0.054 0.065|0.076 0.086 0.087|0.086 0.089 0.095|0.098 0.097 0.095|0.097 0.097 0.095
H o ﬁ 0.5| C |0.003 0.006 0.011[0.014 0.019 0.023|0.035 0.049 0.058|0.068 0.078 0.079|0.078 0.080 0.085|0.088 0.087 0.086|0.087 0.087 0.085
Ap D (0.004 0.007 0.011{0.014 0.020 0.024(0.037 0.051 0.061|0.071 0.081 0.082|0.081 0.084 0.089|0.099 0.091 0.0970.091 0.101 0.101
Ae E |0.007 0.012 0.018|0.024 0.035 0.042|0.063 0.087 0.105(0.122 0.140 0.141|0.140 0.144 0.153/0.171 0.157 0.168|0.157 0.175 0.175
F 0.007 0.009 0.013[0.018 0.021 0.0250.033 0.041 0.050|0.055 0.064 0.072|0.079 0.079 0.085|0.085 0.085 0.085|0.085 0.085 0.085
G 0.0260.034 0.036 0.043|0.050 0.057 0.064|0.071 0.071 0.054|0.053 0.054 0.053|0.056 0.057 0.060
H 0.023(0.031 0.032 0.039|0.045 0.051 0.058|0.064 0.064 0.049(0.048 0.049 0.048|0.050 0.051 0.054
HE B I\ Ap 005101 0.021(0.028 0.029 0.035|0.041 0.046 0.052|0.058 0.058 0.044|0.043 0.044 0.043|0.045 0.046 0.049
tJ 0__15 2j0 J 0.024(0.031 0.033 0.039|0.046 0.052 0.059|0.065 0.065 0.049|0.049 0.049 0.049|0.051 0.052 0.055
ne K 0.035(0.047 0.065 0.079|0.092 0.105 0.088|0.098 0.097 0.110|0.110 0.110 0.110{0.115 0.118 0.123
L 0.010(0.013 0.017 0.020|0.025 0.028 0.030(0.032 0.033 0.034|0.036 0.038 0.039|0.040 0.042 0.042
M 0.008 0.012 (0.018 0.023 0.031|0.041 0.057 0.069|0.080 0.091 0.103|0.114 0.090 0.103|0.085 0.091 0.097|0.110 0.107 0.086
N 0.007 0.011(0.016 0.021 0.028|0.037 0.051 0.062|0.072 0.082 0.093|0.103 0.081 0.093|0.077 0.082 0.087|0.099 0.096 0.077
HEO " AP 045 1.0 o 0.006 0.010|0.015 0.019 0.025|0.033 0.046 0.056|0.065 0.074 0.083|0.092 0.073 0.083|0.069 0.074 0.079|0.089 0.087 0.070
w 0_230 1j5 P 0.007 0.010|0.016 0.020 0.027|0.035 0.049 0.059|0.069 0.079 0.088/0.098 0.078 0.088|0.073 0.079 0.084|0.094 0.092 0.074
Ae Q 0.009 0.014|0.021 0.026 0.036|0.048 0.066 0.079/0.092 0.106 0.089|0.099 0.098 0.111/0.111 0.119 0.127|0.143 0.139 0.148
R 0.012 0.016 [0.020 0.025 0.029|0.038 0.047 0.056|0.065 0.073 0.083|0.092 0.092 0.092|0.092 0.092 0.104|0.104 0.108 0.108
S 0.010 0.015|0.023 0.029 0.039|0.051 0.071 0.086/0.100 0.114 0.129|0.143 0.113 0.129/0.107 0.114 0.122|0.137 0.133 0.107
03 os| T 0.009 0.014 [0.021 0.026 0.035|0.046 0.064 0.077|0.090 0.103 0.116]0.129 0.102 0.116|0.096 0.103 0.110|0.123 0.120 0.096
0 Ap - - |u 0.008 0.012 (0.019 0.023 0.032|0.041 0.058 0.070|0.081 0.092 0.104|0.116 0.092 0.104|0.087 0.092 0.099|0.111 0.108 0.087
u u 08 15| y 0.009 0.013 (0.020 0.025 0.033|0.044 0.061 0.074|0.086 0.098 0.110|0.123 0.097 0.110|0.092 0.098 0.105|0.118 0.115 0.092
Ae X 0.012 0.017 |0.026 0.033 0.045|0.059 0.082 0.099|0.115 0.132 0.111|0.124 0.122 0.139|0.139 0.148 0.158|0.178 0.173 0.186
Y 0.015 0.020|0.025 0.031 0.036|0.047 0.059 0.070/0.081 0.092 0.104|0.115 0.115 0.115/0.115 0.115 0.130/0.130 0.136 0.136
Vynikajici Dobry
m OcHoBHOE NpuMeHeH1e Py BosmoxHoe npumeHeHme
Najlepsze zastosowanie Dobre zastosowanie
Vynikajluce Dobré
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Hss HssE HSBE
(7] !_" @ [mm] fz [mm/Z] £ 25%
o 10 12 16| 20 25 32 38 50 63 80 100 125 160 200 300 350
C300 M 0017 0022 0036 0.038 0041 0044 0045 0.047
C801 T"'I - N 0022 0.027| 0045 0.046 0052 0058 006 0.062
c810 = o 0025 003 0052 0055 0056 0.058 006 0.062
C820 i\ =g P 0030 0.043| 0063 0.064 0062 0068 007 0.072
C822 <2~ I: Q 0.045 0048 0.063 0.064 0066 0.068 007 0.072
c825 R 0055 007 0115 0119 0.123 0.126 0128 0.13
o 10 12 18] 20 25 32 38 50 63 80 100 125 160 200 300 350
M 0036 0.045| 0057 0064 0074 0.084
N 0.048 0058 0073 0084 0095 0.105
€830 i o 0052 0.063| 0081 0092 0.103| 0.114
ggg;’ Ap Ap P 0059 0071 0089 0.1 0112 0.125
paed T |. = Q 0072 0088 0106 0.2 0.133 0.147
s P e R 0079 0095 0.114 043 0.143 0.157
o 10 12 18] 20 25 32| 38 50 63 80 100 125 160 200 300 350
M 003 003 003 004 005 005
N 004 004 004 005 006 007
c700 o 004 004 005 006 007 008
c710 l 't P 004 004 005 007 008 008
Q 005 005 007 008 009 010
R 006 006 007 009 010 0.1
o 10 12 18] 20 25 32 3 50 63 80 100 125 160 200 300 350
D745 "
D747 | R 0.040 0.040 0.040] 0.040 0.040 0.040| 0040 0040 0.040 0.040
B?,gg T i s 0.020 0020 0020 0020 0020 0020 0020 0020 0020 0.020
D752 .-"ﬂ T 0.060 0.060 0.060| 0.060 0.060 0.060| 0.060 0.060 0.060 0.060
D753 s
o 10 12 18] 20 25 32 38 50 63 80 100 125 160 200 300 350
= M 0.040 0.050| 0.060 0.070 0080 0.090 0.100
0200 l Ap=04 | N 0.060 0.070| 0.080 0.090 0.100 0.105 0.115
D2 I i X @ o 0.070 0.080| 0.090 0.100 0.105 0.110 0.120
.-'- P 0.080 0.090| 0.095 0.110 0.115| 0.115 0.125
e Q 0.090 0.100| 0.105 0.110 0.115 0.125 0.135
o 40 50 60 8 100 125
G | 0042 0049 0.040 0047 0040 0.037
g = o H | 0050 0059 0047 0.055 0048 0044
il oo g | 1 | ooe2 0071 0058 0066 0058 0054
D402 A ? J | 0082 0095 0078 0090 0078 0.073
D422 "I’I Ap= K | 0118 040 0.110| 0130 0.110 0.103
s 8 025x@ | L | 0145 0471 0136 0.160 0.136 0.127
M | 0185 0160 0.70 0200 0470 0.160
N | 0270 0320 0250 0290 0250 0.230
o 40 50 60 8 100
G | 0042 0049 0.040 0047 0.040
peen ) H | 0050 0059 0047 0055 0.048
il F Ae= | | 0062 0071 0058 0.066 0.058
0.75x @
D400 A J | 0082 0095 0078 0090 0078
D420 ‘11 Ap= K | 0118 0140 0410 0430 0.110
e 1 8 04x@ | L | 0145 0171 0136 0.160 0.136
M | 0185 0160 0.70 0200 0.170
N | 0270 0320 0250 0290 0.250
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Vybér roztece zubti “P*

354

! I Bbi6op wwara 3y6beB pesbl
J‘. .,"j, Dobér freza przy cieciu rurek cienkosciennych i pretéw
-t Vyber hrubovacieho profilu zubu frézy
D750
D751 t
o783 —\— o>
t (mm) @ (mm)
<10 | 10-15 | 15-20 | 20-30 | 30-40 |  >40 10-20 | 20-40 | 40-60
mm | mm | mm | mm | mm | mm mm | mm | mm |
11 3 4 5 5 6 7 5 8 P
12 3 4 4 5 6 7 | 5 6 P1
13 3 4 4 5 6 7 | 5 6 P2
14 3 4 4 5 6 7 | 5 6 P3
15 3 3 4 5 5 6 | 5 6 s [P
16 | H 1
17 | H3
1.8 H4
2.4 3 4 5 5 6 6 5 6 8 M1
22 3 4 5 5 6 6 | 5 6 8 M3
23 3 4 5 5 6 6 | 5 6 8 M2
24 3 4 5 5 6 6 5 6 8 s2
34 6 8 K1
3.2 | 6 8 k2
33 | 6 8 ks
34 6 8 K4
4.1 S1
42 | s2
4.3 S3
5.1 S1
52 | s2
553} S3
6.1 4 5 6 7 8 8 6 8 N3
6.2 4 5 6 7 8 8 | 8 N4
6.3 4 5 6 7 8 8 | 8 N3
6.4 4 5 6 7 8 6 8 N4
7.4 4 5 6 7 8 8 6 8 N1
72 4 5 6 7 8 8 | 6 8 N1
73 4 5 6 7 8 8 | 6 8 N1
74 4 5 6 7 8 8 6 8 N2
8.1 (0]
8.2 | )
8.3 o
9.1 H
10.1 o
Trubka Kulatina
Monas 3aroTtoska (Tpyba) LlenbHas 3arotoBka(npyTok)
Tuleja Pret
Rura Piny material



.
R N
o

° DIN {/

S802HA HM N E} hggq 6535HA b . I;‘_,) asuz”;!n
° DIN {/

S802HB HM / N % ” ;*'30 6535H3 ‘ . I;‘_? EED:_I’P;“

Drazk. frézy
LLinoHouHbIe dpesbl

S802HA
S802HB : [l

S802HA; S802HB = 1.1 1.2 1.3 14 1.5 1.6 21 2.2 3.1 3.2 3.3 3.4 6.2 63 64 7.2 73 T4
« 23 24 41 42 51 5.2 61 7.1 8.1 8.2

S802HA S802HB
1.00 - 20.00 1.80 - 20.00
d, d, I, ,
[} oh, S802HA  S802HB
mm mm mm mm z
1.00 3 3 38 2 S802HA1.0
1.50 3 3 38 2 S802HA1.5
1.80 6 3 50 2 S802HA1.8  S802HB1.8
2.00 6 3 50 2 S802HA2.0  S802HB2.0
2.50 6 3 50 2 S802HA2.5  S802HB2.5
2.80 6 4 50 2 S802HA2.8  S802HB2.8
3.00 6 4 50 2 S802HA3.0  S802HB3.0
3.50 6 4 50 2 S802HA3.5  S802HB3.5
3.80 6 5 54 2 S802HA3.8  S802HB3.8
4.00 6 5 54 2 S802HA4.0  S802HB4.0
4.50 6 5 54 2 S802HA4.5  S802HB4.5
4.80 6 6 54 2 S802HA4.8  S802HB4.8
5.00 6 6 54 2 S802HA5.0  S802HBS5.0
5.75 6 7 54 2 S802HA5.75  S802HB5.75
6.00 6 7 54 2 S802HA6.0  S802HB6.0
6.75 8 8 58 2 S802HA6.75  S802HB6.75
7.00 8 8 58 2 S802HA7.0  S802HB7.0
7.75 8 9 58 2 S802HA7.75  S802HB7.75
8.00 8 9 58 2 S802HA8.0  S802HBS8.0
9.00 10 10 66 2 S802HA9.0  S802HB9.0
9.70 10 11 66 2 S802HA9.7  S802HB9.7
10.00 10 11 66 2 S802HA10.0  S802HB10.0
11.70 12 12 73 2 S802HA11.7  S802HB11.7
12.00 12 12 73 2 S802HA12.0  S802HB12.0
13.70 14 14 75 2 S802HA13.7  S802HB13.7
14.00 14 14 75 2 S802HA14.0  S802HB14.0
15.70 16 16 82 2 S802HA15.7  S802HB15.7
16.00 16 16 82 2 S802HA16.0  S802HB16.0
17.70 18 18 84 2 S802HA17.7  S802HB17.7
18.00 18 18 84 2 S802HA18.0  S802HB18.0
19.70 20 20 92 2 S802HA19.7  S802HB19.7
20.00 20 20 92 2 S802HA20.0  S802HB20.0
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|/ i ° omn ~ § 4/

S812HA HM N z FHTJJ!] h390, 6535HA m.‘.“. [;f: o
/ et ° omn ~ § {/

S812HB HM N £ imﬂ *‘%Q, 6535H2 m.‘.ﬁ. [;‘_,’ Egéril_

Drazk. frézy
LLinoHouHbIe dpesbl

S812HA
S812HB : [l e

S812HA; S812HB = 1.1 1.2 13 14 15 16 21 2.2 23 3.1 3.2 33 34 41 42 51 52
6.1 6.2 63 64 71 7.2 73 74 8.1 8.2

S812HA S812HB

/

2.00 - 20.00 2.00 - 20.00
d, d, I, )
[} oh, S812HA  S812HB
mm mm mm mm z
2.00 6 6 57 2 S812HA2.0  S812HB2.0
2.50 6 7 57 2 S812HA2.5  S812HB2.5
3.00 6 7 57 2 S812HA3.0  S812HB3.0
3.50 6 7 57 2 S812HA3.5  S812HB3.5
4.00 6 8 57 2 S812HA4.0  S812HB4.0
4.50 6 8 57 2 S812HA4.5  S812HB4.5
5.00 6 10 57 2 S812HA5.0  S812HBS5.0
6.00 6 10 57 2 S812HA6.0  S812HB6.0
7.00 8 13 63 2 S812HA7.0  S812HB7.0
8.00 8 16 63 2 S812HA8.0  S812HB8.0
9.00 10 16 72 2 S812HA9.0  S812HB9.0
10.00 10 19 72 2 S812HA10.0  S812HB10.0
12.00 12 22 83 2 S812HA12.0  S812HB12.0
14.00 14 22 83 2 S812HA14.0  S812HB14.0
16.00 16 26 92 2 S812HA16.0  S812HB16.0
18.00 18 26 92 2 S812HA18.0  S812HB18.0
20.00 20 32 104 2 S812HA20.0  S812HB20.0
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.
w N
o

° DIN {/

S803HA HM N E} hggq 6535HA b . I;‘_,) asuz”;!n
° DIN {/

S803HB HM / N % ” ;*'30 6535H3 ‘ . I;‘_? Esﬁzlr;lr“

Drazk. frézy
LLinoHouHbIe dpesbl

S803HA
SB03HB : poinis ™™

S803HA; S803HB = 1.1 1.2 1.3 14 1.5 1.6 21 2.2 3.1 3.2 3.3 3.4 6.2 63 64 7.2 73 T4
« 23 24 41 42 51 52 61 71 8.1 8.2

S803HA S803HB
1.00 - 20.00 1.80 - 20.00
d, d, I, )
[} oh, S803HA  S803HB
mm mm mm mm z
1.00 3 3 38 3 S803HA1.0
1.50 3 3 38 3 S803HA1.5
1.80 6 3 50 3 S803HA1.8  S803HB1.8
2.00 6 3 50 3 S803HA2.0  S803HB2.0
2.50 6 3 50 3 S803HA2.5  S803HB2.5
2.80 6 4 50 3 S803HA2.8  S803HB2.8
3.00 6 4 50 3 S803HA3.0  S803HB3.0
3.50 6 4 50 3 S803HA3.5  S803HB3.5
3.80 6 5 54 3 S803HA3.8  S803HB3.8
4.00 6 5 54 3 S803HA4.0  S803HB4.0
4.50 6 5 54 3 S803HA4.5  S803HB4.5
4.80 6 6 54 3 S803HA4.8  S803HB4.8
5.00 6 6 54 3 S803HA5.0  S803HBS5.0
5.75 6 7 54 3 S803HA5.75  S803HB5.75
6.00 6 7 54 3 S803HA6.0  S803HB6.0
6.75 8 8 58 3 S803HA6.75  S803HB6.75
7.00 8 8 58 3 S803HA7.0  S803HB7.0
7.75 8 9 58 3 S803HA7.75  S803HB7.75
8.00 8 9 58 3 S803HA8.0  S803HBS8.0
9.00 10 10 66 3 S803HA9.0  S803HB9.0
9.70 10 11 66 3 S803HA9.7  S803HB9.7
10.00 10 11 66 3 S803HA10.0  S803HB10.0
11.70 12 12 73 3 S803HA11.7  S803HB11.7
12.00 12 12 73 3 S803HA12.0  S803HB12.0
13.70 14 14 75 3 S803HA13.7  S803HB13.7
14.00 14 14 75 3 S803HA14.0  S803HB14.0
15.70 16 16 82 3 S803HA15.7  S803HB15.7
16.00 16 16 82 3 S803HA16.0  S803HB16.0
17.70 18 18 84 3 S803HA17.7  S803HB17.7
18.00 18 18 84 3 S803HA18.0  S803HB18.0
19.70 20 20 92 3 S803HA19.7  S803HB19.7
20.00 20 20 92 3 S803HA20.0  S803HB20.0
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/ f ° on Y i/

S813HA HM N g mw!] ‘]'*39{!, 6535HA mm. [;‘_13, EEU%P%L
|/ et » on W i/

S813HB HM N g m“!} *‘%0, §535H3 mm. [;‘_;} EED%P;L

Drazk. frézy

LLinoHouHbIe dpesbl

Frezy palcowe do rowkéw na wpusty
Drazkovacie frézy

S813HA
S813HB

S813HA; S813HB =« 1.1 1.2 1.3 14 1.5 21 3.1 3.2 3.3 34 6.2 63 64 7.2 73 74
« 1.6 22 23 41 42 51 52 6.1 71 8.1 8.2

S813HA S813HB

s I

2.00 - 20.00 2.00 - 20.00
d, d, I, I,
2 oh, S813HA  SB813HB
mm mm mm mm z
2.00 6 6 57 3 S813HA2.0 S813HB2.0
2.50 6 7 57 3 S813HA2.5 S813HB2.5
3.00 6 7 57 3 S813HA3.0 S813HB3.0
3.50 6 7 57 3 S813HA3.5 S813HB3.5
4.00 6 8 57 3 S813HA4.0 S813HB4.0
4.50 6 8 57 3 S813HA4.5 S813HB4.5
5.00 6 10 57 3 S813HA5.0 S813HB5.0
6.00 6 10 57 3 S813HA6.0 S813HB6.0
7.00 8 13 63 3 S813HA7.0 S813HB7.0
8.00 8 16 63 3 S813HAS8.0 S813HB8.0
9.00 10 16 72 3 S813HA9.0 S813HB9.0
10.00 10 19 72 3 S813HA10.0 S813HB10.0
12.00 12 22 83 3 S813HA12.0 S813HB12.0
14.00 14 22 83 3 S813HA14.0 S813HB14.0
16.00 16 26 92 3 S813HA16.0 S813HB16.0
18.00 18 26 92 3 S813HA18.0 S813HB18.0
20.00 20 32 104 3 S813HA20.0 S813HB20.0
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DORMER
S710  HM % N z WWJ “‘40' ss'%'é‘m ‘. m}

\

® Stopkové frézy
S71 0 e KoHueBble pesbl
® Frezy walcowo-czotowe
°

Stopkové frézy

S710 = 11 1.2 13 14 15 21 22 3.1 3.2 33 34 42 52

S$710

y

1.00 - 20.00
d, d, 1, I,
2 oh, S710
mm mm mm mm Y4
1.00 3 3 40 2 S7101.0
1.50 3 45 40 2 S7101.5
2.00 3 6.5 40 2 $7102.0
2.50 3 6.5 40 2 S7102.5
3.00 6 9 50 2 S7103.0
4.00 6 12 50 2 S7104.0
5.00 6 15 50 2 S7105.0
6.00 6 20 60 2 S7106.0
8.00 8 20 64 2 S7108.0
10.00 10 22 75 2 $71010.0
12.00 12 25 75 2 S71012.0
14.00 14 32 90 2 S71014.0
16.00 16 32 90 2 S71016.0
20.00 20 38 100 2 $71020.0
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f . T {/
il \30° ..2M u
S902 HM U N £ ”Wi} o 8535HA 40 >
Bl 2 i 12° = v
/ HW \30° .on . N m $991
so22 HU glm N z Uyl 1300 e NOY po LA ¢
iy C—3 am v 4 403
Sg 0 2 ® Stopkové frézy
o KoHueBble dpesbl
Sg 2 2 ® Frezy walcowo-czotowe
® Stopkove frézy
S$902 =« 1.1 1.2 1.3 1.4 3.1 3.3 4.1 5.1 6.1 6.2 6.3
« 15 3.2 3.4 42 43 64 71 7.2 73 81 8.2 B3
$922 « 11 12 13 14 1.5 3.1 3.2 33 34 41 51 6.1 6.2 6.3
- 16 42 43 64 71 7.2 7.3 8.1 8.2 83
$902 $922
i
2.00 - 20.00 2.00 - 20.00
d, d, 1 I1
o oh, S$902 S$922
mm mm mm mm z
2.00 3 6 38 2 $9022.0 $9222.0 "
2.50 3 9 38 2 $9022.5 $9222.5 "
3.00 3 12 38 2 $9023.0 $9223.0 )
4.00 4 14 50 2 $9024.0 $9224.0 "
5.00 5 16 50 2 $9025.0 $9225.0 )
6.00 6 19 57 2 $9026.0 $9226.0
7.00 8 19 63 2 $9027.0 $9227.0
8.00 8 19 63 2 $9028.0 $9228.0
9.00 10 21 72 2 $9029.0 $9229.0
10.00 10 22 72 2 $90210.0 $92210.0
12.00 12 25 73 2 $90212.0 S$92212.0
14.00 14 30 83 2 S$90214.0 S92214.0
16.00 16 32 92 2 $90216.0 S$92216.0
18.00 18 32 92 2 $90218.0 S$92218.0
20.00 20 38 104 2 $90220.0 S$92220.0

" Valcova stopka / Liununapuueckuii xsoctouk / Chwyt cylindryczny (HA) / Valcova stopka
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r . T i/
W\ : 0 230; o S /8
$903 HM H N - Y 20 B2 S h10 &
1/ im il a30° .on N m S991
S933 HM u N = i | o B535HB g h1o D .
H 3 Mov12Y v 4 403
Sg 03 e Stopkové frézy
® KoHueBble dpesbl
® Frezy walcowo-czotowe
8933 e Stopkové frézy
S903 =« 1.1 1.2 1.3 1.4 3.1 3.3 4.1 51 6.1 6.2 6.3
« 1.5 3.2 34 42 43 64 71 7.2 7.3 8.1 8.2 83
S933 « 11 12 13 14 1.5 3.1 3.2 33 34 41 51 6.1 6.2 6.3
- 16 42 43 64 71 7.2 7.3 8.1 8.2 8.3
S903
2.00 - 20.00 2.00 - 20.00
d, d, 1 L
2 oh, $903 S933
mm mm mm mm z
2.00 3 6 38 3 $9032.0 $9332.0 "
2.50 3 9 38 3 $9032.5 S9332.5 "
3.00 3 12 38 3 S$9033.0 S9333.0 )
4.00 4 14 50 3 S9034.0 S9334.0 "
5.00 5 16 50 3 S$9035.0 S$9335.0 )
6.00 6 19 57 3 S$9036.0 S$9336.0
7.00 8 19 63 3 S$9037.0 S9337.0
8.00 8 19 63 3 $9038.0 S9338.0
9.00 10 21 72 3 $9039.0 S$9339.0
10.00 10 22 72 3 $90310.0 $93310.0
12.00 12 25 73 3 S90312.0 S93312.0
14.00 14 30 83 3 S90314.0 S93314.0
16.00 16 32 92 3 S90316.0 S93316.0
18.00 18 32 92 3 S90318.0 S93318.0
20.00 20 38 104 3 $90320.0 S$93320.0

" Valcova stopka / Liununapuueckuii xsoctosuk / Chwyt cylindryczny (HA) / Valcova stopka
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/ : L Mo 2. NGO /!
S714  HM % N : q]ﬂ T b9
® Stopkoveé frézy
S71 4 : E?:z%/e\?v:ig\)f\?:ijoiowe
® Stopkové frézy

S714 « 11 12 13 14 15 21 22 31 3.2 3.3 34 42 52 6.1 6.2 63 64 7.1 7.2 7.3

7.4
S714
di “?.’_ da
! e T
]
3.00 - 20.00

d1 dZ I2 I1

(7] oh, S714
mm mm mm mm z

3.00 3 19 60 3 S7143.0
4.00 4 19 60 3 S7144.0
5.00 5 19 60 3 S7145.0
6.00 6 31 75 3 S7146.0
8.00 8 31 75 3 S7148.0
10.00 10 31 75 3 S71410.0
12.00 12 50 100 3 S71412.0
14.00 14 57 125 3 S71414.0
16.00 16 57 125 3 S71416.0
18.00 18 57 125 3 S71418.0
20.00 20 57 125 3 S71420.0

362



§715 HM % N

S715

Stopkové frézy
KoHueBble dpesbl

Frez walcowo-czotowy

Stopkové frézy

140°
v10°

DIN

3

N ..
B6535HA mﬂ. h9 ,;,'_-3

‘8715 « 11 1.2 13 14 1.5 21 22 3.1 3.2 33 34 42 5.2

mm
3.00
4.00
5.00
6.00
8.00
10.00
12.00
14.00
16.00
18.00
20.00

mm
25
31
31
38
41
57
75
75
75
75
75

mm
100
100
100
100
100
125
150
150
150
150
150

WWWWWWWwWwwwwN

S715

3.00 - 20.00

S715

§7153.0
S7154.0
§7155.0
§7156.0
§7158.0
§71510.0
S§71512.0
S§71514.0
§71516.0
S§71518.0
§71520.0
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i/ . iq 28 . NB U
) .  BS535HA >
S637 HM H W y i’u ,lr,zo —3 i h9 &
® Stopkoveé frézy
S 6 3 7 : E?:: jv:;\fgj;ilowy
® Stopkové frézy

‘8637 « 6162 63 64 71 7.2 73 74 81 8.2

$637
2.00-12.00
d, d, l, I,
o oh, S637
mm mm mm mm Y4
2.00 2 10 40 1 $6372.0
3.00 3 12 40 1 $6373.0
4.00 4 15 50 1 $6374.0
5.00 5 16 50 1 $6375.0
6.00 6 20 60 1 $6376.0
8.00 8 22 63 1 $6378.0
10.00 10 25 72 1 $63710.0
12.00 12 30 83 1 $63712.0
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sn oy plw w2 W g0 . S e M
Ll 1 = R
Bl 2 Hoy200 ——= &
® Stopkové frézy Zuzena stopka
8638 e KoHueBble pesbl YMeHbLUEHHbI XBOCTOBUK
® Frez walcowo-czotowy  Przewezony chwyt
e Stopkové frézy Zuzena stopka

‘3638 « 6162 63 64 71 7.2 73 74 8.1 8.2

S638
II
6.20 - 20.30

d1 d2 IZ I1
2 oh, S638
mm mm mm mm z
6.20 6 8 100 2 S6386.2
8.20 8 10 100 2 S6388.2
10.30 10 14 125 2 S63810.3
12.30 12 16 125 2 S63812.3
16.30 16 20 125 2 S63816.3
20.30 20 25 125 2 S63820.3
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$610 HM % W

S610

Stopkové frézy
KoHueBble dpesbl
Frez walcowo-czotowy
Stopkové frézy

iii‘]i}q #%3: 6535HA

3

. |
HJ h9 mj

‘8610 « 6162 63 64 71 7.2 73 74 81 8.2

mm
3.00
3.00
4.00
4.00
5.00
6.00
8.00
10.00
12.00
14.00
16.00
20.00

366

o

35"

|

I - jz |

mm
40
50
50
50
50
60
64
70
75
90
90
100

NNNNNNNNNNNNN

l
I

S610

3.00 - 20.00

S610

S6103.0XD3
S6103.0XD6
S6104.0XD4
S6104.0XD6
S$6105.0
$6106.0
S6108.0
$61010.0
$61012.0
S61014.0
S61016.0
$61020.0



r ° DIN ] i/
u £ iWW 130 B6535HA 1 J u >
S611  HM H W - 1] j20° == N b, Eod
w~
® Stopkoveé frézy
8611 ® KoHueBble dpesbl
® Frez walcowo-czotowy
e Stopkové frézy
‘8611 « 6.1 6.2 63 64 71 7.2 7.3 74 8.1 8.2
S611
1 X |
i sl i ot
. |
= i J
- I | t J
- Iz -
Iy
|
6.00 - 20.00
d, d, 1 L 1 d,
) oh, ) S611
mm mm mm mm z mm mm
6.00 6 16 80 2 40.0 55 S6116.0
8.00 8 20 80 2 40.0 7.4 S6118.0
10.00 10 22 100 2 60.0 9.2 S61110.0
12.00 12 25 100 2 60.0 11.0 S61112.0
14.00 14 32 125 2 85.0 13.0 S61114.0
16.00 16 32 125 2 85.0 15.0 S61116.0
20.00 20 38 125 2 85.0 19.0 S61120.0
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[¥ o r
soan wn [ w2 W sE e N oo Uo o
] i o {/
S804HB  HM W N2 WW‘J A3 ss35he :m. h10 [;f: N
S804HA : s
S804HB : i

S804HA; S804HB =« 1.1 1.2 13 14 15 16 21 2.2 31 3.2 3.3 34 6.2 63 64
- 23 24 41 42 51 52 61 71 72 73 74 8.1 8.2

S804HA S804HB

2.00 - 25.00 2.00 - 25.00
d1 dZ I2 I1
2 oh, S804HA  S804HB
mm mm mm mm z
2.00 6 4 50 4 S804HA2.0 S804HB2.0
3.00 6 5 50 4 S804HA3.0 S804HB3.0
4.00 6 8 54 4 S804HA4.0 S804HB4.0
5.00 6 9 54 4 S804HA5.0 S804HB5.0
6.00 6 10 54 4 S804HA6.0 S804HB6.0
8.00 8 12 58 4 S804HA8.0 S804HB8.0
10.00 10 14 66 4 S804HA10.0 S804HB10.0
12.00 12 16 73 4 S804HA12.0 S804HB12.0
16.00 16 22 82 4 S804HA16.0 S804HB16.0
20.00 20 26 92 4 S804HA20.0 S804HB20.0
25.00 25 32 121 4 S804HA25.0 S804HB25.0
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q‘ ° DIN m
$219 HM U N f i HE“} “'*43'[!, 6535HA ho A >
[ C—3 v o

e Stopkové frézy
821 9 e KoHueBble pesbl

® Frez walcowo-czotowy

e Stopkové frézy
‘8219 = 16 23 24 43 53

S$219
3.00 - 20.00

d, d, 1 1 1, d,
2 oh, o $219
mm mm mm mm z mm mm
3.00 3 5 60 4 30.0 2.8 S$2193.0
4.00 4 8 60 4 32.0 3.7 S2194.0
5.00 5 9 60 4 32.0 4.6 S2195.0
6.00 6 10 75 4 40.0 5.5 S2196.0
8.00 8 12 75 4 40.0 74 S$2198.0
10.00 10 14 75 4 40.0 9.2 S$21910.0
12.00 12 16 100 4 60.0 11.0 S$21912.0
14.00 14 22 125 4 85.0 13.0 S21914.0
16.00 16 22 125 4 85.0 15.0 S21916.0
18.00 18 26 125 4 85.0 17.0 S21918.0
20.00 20 26 125 4 85.0 19.0 S$21920.0
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1/ [ “ s omn ~ § y/

S814HA HM U N & i .[k! }'~395, 6535HA ; h10 U > Eﬂi‘h
4 ! Y C 8 eroa v A

/ [ i ° on W i/

ssane av B~z O A" esie NI p10 u > D
4 ! Y C—3  seona N o
881 4H A e Stopkové frézy
® KoHueBble dpesbl
® Frezy walcowo-czotowe

881 4HB ® Stopkové frézy
S814HA; S814HB - 1.1 1.2 13 14 1.5 21 3.1 3.2 33 34 6.2 6.3 64

« 16 22 23 41 4.2 51 52 6.1 71 7.2 7.3 74 81 B2

S814HA S814HB
Iy
2.00 - 25.00 2.00 - 25.00

d1 dZ |2 I1
o oh, S814HA S814HB
mm mm mm mm z
2.00 6 7 57 4 S814HA2.0 S814HB2.0
3.00 6 8 57 4 S814HA3.0 S814HB3.0
4.00 6 11 57 4 S814HA4.0 S814HB4.0
5.00 6 13 57 4 S814HAS5.0 S814HB5.0
6.00 6 13 57 4 S814HA6.0 S814HB6.0
8.00 8 19 63 4 S814HA8.0 S814HB8.0
10.00 10 22 72 4 S814HA10.0 S814HB10.0
12.00 12 26 83 4 S814HA12.0 S814HB12.0
16.00 16 32 92 4 S814HA16.0 S814HB16.0
20.00 20 38 104 4 S814HA20.0 S814HB20.0
25.00 25 45 121 4 S814HA25.0 S814HB25.0
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ssiz v I N 2 ﬂil]fm MO el W UJJ;

| —

e Stopkové frézy
861 2 e KoHueBble pesbl

® Frez walcowo-czotowy

e Stopkové frézy
S612 = 10.1

S$612
1.00 - 12.00

d, d, 1 I,
) oh, S612
mm mm mm mm z
1.00 3 3 40 4 S6121.0
1.50 3 4.5 40 4 S6121.5
2.00 3 6.5 40 4 $6122.0
2.50 3 6.5 40 4 S6122.5
3.00 3 9 40 4 S$6123.0
4.00 4 12 50 4 S6124.0
5.00 5 15 50 4 S6125.0
6.00 6 20 60 4 S6126.0
8.00 8 20 64 4 S$6128.0
10.00 10 22 70 4 $61210.0
12.00 12 25 75 4 $61212.0
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I [ H o DIN m
$216 HM v N 5 } WJ }‘430« Saati hg LA4->
| .| C—3 v 4
® Stopkové frézy
821 6 ® KoHueBble dpesbl
® Frez walcowo-czotowy
® Stopkové frézy
‘3216 « 16 23 24 43 53
S216
2.00 - 20.00
d, d, 1 I,
2 oh, S216
mm mm mm mm z
2.00 4 6.5 40 4 S$2162.0
3.00 3 9 40 4 S2163.0XD3
3.00 6 9 50 4 S2163.0XD6
4.00 4 12 50 4 S2164.0XD4
4.00 6 12 50 4 S2164.0XD6
5.00 5 15 50 4 S$2165.0
6.00 6 16 50 4 S$2166.0
8.00 8 20 64 4 S2168.0
10.00 10 22 70 4 S$21610.0
12.00 12 25 75 4 S$21612.0
14.00 14 32 90 4 S21614.0
16.00 16 32 90 4 S21616.0
18.00 18 38 100 4 S21618.0
20.00 20 38 100 4 S$21620.0
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I HE e pn % 4/
$904 HM W N 2 ”W] ﬁg axaig J 2 [;‘_3
|/ 2 ij[- il A30° .ow < m S991
. 6535H8 ) 3
$944 HM ﬁl SO | Tm. 2 M- i
e Stopkové fréz
8904 o Kouiesble d,)pizsbl
S944 [ oy

S904 - 1.1 1.2 13 14 3.1 33 4.1 51 6.1 6.2 6.3

« 15 16 3.2 3.4 42 43 52 53 64 71 7.2 73 8.1 82 83
S944 .« 11 12 13 14 15 3.1 3.2 33 34 41 51 61 6.2 63

«+ 16 42 43 52 53 64 71 72 7.3 81 8.2 83

$904 S944

2.00 - 20.00 2.00 - 20.00
d1 dZ I2 I1
o @h, S904 S944
mm mm mm mm z
2.00 8 6 38 4 S9042.0 S9442.0 i)
2.50 3 9 38 4 S9042.5 S9442.5 D
3.00 3 12 38 4 S9043.0 S9443.0 i)
4.00 4 14 50 4 S9044.0 S9444.0 D
5.00 5 16 50 4 S9045.0 S9445.0 i)
6.00 6 19 57 4 S9046.0 S9446.0
7.00 8 19 63 4 S9047.0 S9447.0
8.00 8 19 63 4 S9048.0 $9448.0
9.00 10 21 72 4 S9049.0 S$9449.0
10.00 10 22 72 4 S90410.0 S94410.0
12.00 12 25 73 4 S90412.0 S94412.0
14.00 14 30 83 4 S90414.0 S94414.0
16.00 16 32 92 4 S90416.0 S94416.0
18.00 18 32 92 4 S90418.0 S94418.0
20.00 20 38 104 4 S90420.0 $94420.0

" Valcova stopka / LinnuHgpudeckuin xsoctoBuk / Chwyt cylindryczny (HA) / Valcova stopka
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] f ° DIN b 4/
S717 HM U N i m‘ﬂw #13, 6535HA mﬂ. h9 I;,‘_a}
] f ° DIN {/
$217 HM U N i mﬁw h:?.q, 6535HA F h9 I;,‘_.}
STAT _ foime oo
8217 cooeriny

S717 = 11 1.2 1.3 14 15 21 22 3.1 3.2 33 34 42 52

$217 = 1.6 23 24 43 53

S§717 S$217

3.00 - 20.00 3.00 - 20.00
d, d, I, )
[} oh, S717 S217
mm mm mm mm z
3.00 3 19 60 4 S7173.0 $2173.0XD3
3.00 6 19 75 4 $2173.0XD6
4.00 4 19 60 4 S7174.0 S2174.0XD4
4.00 6 19 75 4 $2174.0XD6
5.00 5 19 60 4 S7175.0 $2175.0
6.00 6 31 75 4 S7176.0 $2176.0
8.00 8 31 75 4 S7178.0 $2178.0
10.00 10 31 75 4 S717100  S21710.0
12.00 12 50 100 4 S717120  S21712.0
14.00 14 57 125 4 S717140  S21714.0
16.00 16 57 125 4 S717160  S21716.0
18.00 18 57 125 4 S717180  S21718.0
20.00 20 57 125 4 S717200  $21720.0
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§718 HM U N i WHH “"13, 6535HA ‘. h9 A >
' Y C—3 e 5
|/ ilil; o DIN m
S218 HM U N i m‘j! ?‘-430, 6535HA ho 4
¥ C—3  amw v o
S71 8 e Stopkové frézy
® KoHueBble dpesbl
821 8 ® Frezy walcowo-czotowe
® Stopkové frézy
S718 =« 11 12 1.3 1.4 1.5 2.1 2.2 3.1 3.2 3.3 34 42 52
S218 =« 1.6 2.3 24 43 53
S718 S218
dyq dz
I - Iz - [
(]
3.00 - 20.00 3.00 - 20.00
d1 d2 IZ I1
[} oh, S718 S218
mm mm mm mm z
3.00 3 25 100 4 S7183.0 S2183.0
4.00 4 31 100 4 S7184.0 S2184.0
5.00 5 31 100 4 S7185.0 S2185.0
6.00 6 38 100 4 S7186.0 S2186.0
8.00 8 41 100 4 S7188.0 S2188.0
10.00 10 57 125 4 S71810.0 S21810.0
12.00 12 75 150 4 S71812.0 S21812.0
14.00 14 75 150 4 S71814.0 S21814.0
16.00 16 75 150 4 S71816.0 S21816.0
18.00 18 75 150 4 S71818.0 S21818.0
20.00 20 75 150 4 S71820.0 S21820.0
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38 e 2
ST761 . ioime anenn
$260 : scioeren

S761 =« 1.1 12 13 14 15 21 2.2 3.1 3.2 3.3 34 42 52

S260 = 1.6 1.7 23 24 43 53

S761 $260

3.00 - 20.00 3.00 - 20.00
d, d, , I,
o oh, S761 S260
mm mm mm mm Y4
3.00 6 9 57 4 S7613.0 $2603.0
4.00 6 12 57 4 S7614.0 $2604.0
5.00 6 13 57 4 S7615.0 $2605.0
6.00 6 13 57 4 §7616.0 $2606.0
8.00 8 20 64 4 S7618.0 $2608.0
10.00 10 22 72 4 $76110.0 $26010.0
12.00 12 26 83 4 S76112.0 $26012.0
14.00 14 32 83 4 S76114.0 $26014.0
16.00 16 32 92 4 S76116.0 $26016.0
18.00 18 38 92 4 $26018.0
20.00 20 38 104 4 $76120.0 $26020.0
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® Stopkové frézy
S766 e KoHueBble pesbl

® Frez walcowo-czotowy

e Stopkové frézy

‘8766 « 11 1.2 13 14 1.5 21 22 3.1 3.2 33 34 42 5.2

S766
I— ] I
It

4.00 - 20.00
d1 dz I2 I1
(7} oh, S766
mm mm mm mm Y4
4.00 6 11 57 4 S7664.0
5.00 6 13 57 4 S7665.0
6.00 6 13 57 4 S7666.0
8.00 8 20 64 4 S7668.0
10.00 10 22 72 4 S76610.0
12.00 12 26 83 4 S76612.0
14.00 14 26 83 4 S76614.0
16.00 16 32 92 4 S76616.0
20.00 20 38 104 4 $76620.0
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S225
S525

3
=1
=

| s aite Qe U

Dokoncovaci frézy

YuncToBas KoHueBasi hpesa

Frezy walcowo-czotowe do obrébki wykanczajacej
Dokoncovacie frézy

S225 « 1.6 23 24 43 53

$525 « 1.7 18

$525

3.00 - 20.00 3.00 - 20.00
d, d, 1, I, I, d,
2 oh, o $225 $525
mm mm mm mm z mm mm
3.00 6 8 50 6 20.0 2.8 $2253.0 S$5253.0
4.00 6 11 50 6 20.0 3.7 S2254.0 S5254.0
6.00 6 15 50 6 20.0 5.5 $2256.0 S$5256.0
8.00 8 20 64 6 30.0 7.4 $2258.0 S5258.0
10.00 10 22 70 6 32.0 9.2 S22510.0 S52510.0
12.00 12 25 75 6 37.0 11.0 S22512.0 S52512.0
14.00 14 30 90 6 44.0 13.0 S22514.0 S52514.0
16.00 16 30 90 8 46.0 15.0 S22516.0 S52516.0
18.00 18 35 100 8 53.0 17.0 S22518.0 S52518.0
20.00 20 38 100 8 58.0 19.0 S22520.0 S52520.0
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S526 HM U N Z m] i o  BEIGHA -._ﬁ hg. D
68 i v-26" 3
S 2 2 6 ® Dokoncovaci frézy
® Yucroeas koHLeBas dpesa
S 5 2 6 ® Frezy walcowo-czotowe do obrébki wykanczajgcej
® Dokoncovacie frézy
S$226 = 1.6 23 24 43 53
S$526 = 1.7 1.8
S$226 S$526
3.00 - 20.00 3.00 - 20.00
d, d, 1, 1 [ d,
2 oh, ) $226 $526
mm mm mm mm z mm mm
3.00 6 19 75 6 30.0 2.8 S$2263.0 S5263.0
4.00 6 19 75 6 32.0 3.7 S2264.0 S5264.0
6.00 6 31 75 6 40.0 5.5 S2266.0 S5266.0
8.00 8 31 75 6 40.0 7.4 S2268.0 S$5268.0
10.00 10 45 100 6 60.0 9.2 S22610.0 S$52610.0
12.00 12 50 100 6 60.0 11.0 S22612.0 S$52612.0
14.00 14 57 125 6 85.0 13.0 S22614.0 S52614.0
16.00 16 57 125 8 85.0 15.0 S22616.0 S52616.0
18.00 18 57 125 8 85.0 17.0 S22618.0 S52618.0
20.00 20 57 125 8 85.0 19.0 S$22620.0 S$52620.0
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S227

S527

S227
S527

HM

HM

v
{

Dokoncovaci frézy

YuncToBas KoHueBasi hpesa

Frezy walcowo-czotowe do obrébki wykanczajacej
Dokoncovacie frézy

iy s

i

150"
V-26°

DiN
B535HA

]

DIN
B535HA

]

o U

o U

S227 « 16 2.3 24 4.3 53
S527 =« 1.7 1.8
S227 S527
¢ R
I - Iz t-| [
- I3 -
(]
6.00 - 20.00 3.00 - 20.00
d, d, I, I, I, d,
2 gh, 2 S227 $527
mm mm mm mm V4 mm mm
3.00 6 25 100 6 60.0 2.8 S5273.0
4.00 6 31 100 6 60.0 3.7 S5274.0
6.00 6 38 100 6 60.0 55 S2276.0 S5276.0
8.00 8 41 100 6 60.0 7.4 S2278.0 S5278.0
10.00 10 57 125 6 85.0 9.2 S22710.0 S52710.0
12.00 12 75 150 6 110.0 11.0 S22712.0 S52712.0
14.00 14 75 150 6 110.0 13.0 S22714.0 S52714.0
16.00 16 75 150 8 110.0 15.0 S22716.0 S52716.0
18.00 18 75 150 8 110.0 17.0 S22718.0 S52718.0
20.00 20 75 150 8 110.0 19.0 S22720.0 S52720.0
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® Hrubovaci frézy

S765 ® YepHoBble KOHLUEeBble dpesbl
® Frez czlowo-walcowy do obrobki zgrubnej
°

Hrubovacie frézy

‘8765 « 11 1.2 13 14 1.5 21 22 3.1 3.2 33 34 42 5.2 ‘

6.00 - 20.00
d, d, l, I,
(7} oh, S765
mm mm mm mm Y4
6.00 6 16 50 4 $7656.0
8.00 8 20 64 4 $7658.0
10.00 10 22 70 4 $76510.0
12.00 12 26 75 4 $76512.0
14.00 14 32 90 4 S76514.0
16.00 16 32 90 4 $76516.0
18.00 18 38 100 4 $76518.0
20.00 20 38 100 4 $76520.0
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® Hrubovaci frézy

8264 ® YepHoBble KOHLEBbIe dpesbl
® Frez czotowo-walcowy do obrébki zgrubnej
L]

Hrubovacie frézy

‘8264 = 1.6 1.7 23 2.4 43 53

S264

6.00 - 20.00
d, d, 1, I,
@ oh, S264
mm mm mm mm Y4
6.00 6 13 57 4 $2646.0
8.00 8 20 64 4 $2648.0
10.00 10 22 72 4 $26410.0
12.00 12 26 83 4 $26412.0
14.00 14 26 83 4 S$26414.0
16.00 16 32 92 4 $26416.0
18.00 18 32 92 4 $26418.0
20.00 20 38 104 4 $26420.0
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® Drazkovaci frézy s radiusem
8524 ® TopoupanbHble KOHLEeBble pesbl
® Frez czotowo-walcowy z promieniem naroza
°

Drazkovacie frézy s radiusom

S524 = 1.7 18

S$524

1 i
h (4
3.00 - 16.00
d, r d, I, I, I, d,
o £0.01 oh, o S$524
mm mm mm mm mm z mm mm
3.00 0.30 6 5 75 4 30.0 2.8 $5243.0XR0.3
4.00 0.30 6 8 75 4 32.0 3.7 $5244.0XR0.3
4.00 0.50 6 8 75 4 32.0 3.7 $5244.0XR0.5
5.00 0.30 6 9 75 4 32.0 4.6 $5245.0XR0.3
5.00 0.50 6 9 75 4 32.0 4.6 $5245.0XR0.5
6.00 0.30 6 10 75 4 40.0 5.5 $5246.0XR0.3
6.00 0.50 6 10 75 4 40.0 50 $5246.0XR0.5
6.00 1.00 6 10 75 4 40.0 5.5 $5246.0XR1.0
8.00 0.30 8 12 75 4 40.0 7.4 $5248.0XR0.3
8.00 0.50 8 12 75 4 40.0 7.4 §5248.0XR0.5
8.00 1.00 8 12 75 4 40.0 7.4 §5248.0XR1.0
10.00 0.50 10 14 75 4 40.0 9.2 $52410.0XR0.5
10.00 1.00 10 14 75 4 40.0 9.2 $52410.0XR1.0
10.00 2.00 10 14 75 4 40.0 9.2 $52410.0XR2.0
12.00 0.50 12 16 100 4 60.0 11.0 §52412.0XR0.5
12.00 1.00 12 16 100 4 60.0 11.0 $52412.0XR1.0
12.00 2.00 12 16 100 4 60.0 11.0 $52412.0XR2.0
16.00 0.50 16 22 125 4 85.0 15.0 $52416.0XR0.5
16.00 1.00 16 22 125 4 85.0 15.0 $52416.0XR1.0
16.00 2.00 16 22 125 4 85.0 15.0 $52416.0XR2.0
16.00 3.00 16 22 125 4 85.0 15.0 $52416.0XR3.0
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® Drazkovaci frézy s radiusem

852 1 ® TopovaanbHble KoHLEeBble dpesbl

® Frez czotowo-walcowy z promieniem naroza

L)

Drazkovacie frézy s radiusom

TisiN

$521 = 1.7 1.8

3.00 - 16.00
d, r d, I, I, I, d,
(7} +0.01 oh, [} S$521
mm mm mm mm mm z mm mm
3.00 0.30 6 4 60 4 14.0 2.8 S5213.0XR0.3
4.00 0.30 6 5 60 4 16.0 3.7 S$5214.0XR0.3
4.00 0.50 6 5) 60 4 16.0 3.7 S5214.0XR0.5
5.00 0.30 6 6 60 4 18.0 4.6 S$5215.0XR0.3
5.00 0.50 6 6 60 4 18.0 4.6 S$5215.0XR0.5
6.00 0.50 6 7 60 4 20.0 5.5 S$5216.0XR0.5
6.00 1.00 6 7 60 4 20.0 5.5 S5216.0XR1.0
8.00 0.50 8 9 64 4 26.0 7.4 S$5218.0XR0.5
8.00 1.00 8 9 64 4 26.0 7.4 S5218.0XR1.0
10.00 1.00 10 11 70 4 31.0 9.2 S$52110.0XR1.0
10.00 2.00 10 11 70 4 31.0 9.2 S$52110.0XR2.0
12.00 1.00 12 13 75 4 37.0 11.0 S$52112.0XR1.0
12.00 2.00 12 13 75 4 37.0 11.0 S$52112.0XR2.0
16.00 1.00 16 17 90 4 43.0 15.0 S$52116.0XR1.0
16.00 2.00 16 17 90 4 43.0 15.0 S$52116.0XR2.0
16.00 3.00 16 17 90 4 43.0 15.0 S$52116.0XR3.0

384



sz wm w2 O] e o Yo U

® Drazkovaci frézy s radiusem
8523 ® TopoupanbHble KOHLEeBble pesbl
® Frez czotowo-walcowy z promieniem naroza
°

Drazkovacie frézy s radiusom

S523 = 1.7 1.8

8523
1‘_.H r
Iy

1.50 - 16.00
d, r d, I, I,
o £0.01 oh, $523
mm mm mm mm mm z
1.50 0.20 6 4.5 50 4 $5231.5XR0.2
2.00 0.20 6 6.5 50 4 $5232.0XR0.2
3.00 0.20 3 9 40 4 $5233.0XR0.2XD3
3.00 0.30 3 9 40 4 $5233.0XR0.3XD3
3.00 0.20 6 9 50 4 $5233.0XR0.2XD6
3.00 0.30 6 9 50 4 $5233.0XR0.3XD6
3.00 0.50 6 9 50 4 $5233.0XR0.5XD6
4.00 0.30 4 12 50 4 $5234.0XR0.3XD4
4.00 0.50 4 12 50 4 $5234.0XR0.5XD4
4.00 0.30 6 12 50 4 $5234.0XR0.3XD6
4.00 0.50 6 12 50 4 $5234.0XR0.5XD6
5.00 0.30 5 15 50 4 $5235.0XR0.3XD5
5.00 0.50 5 15 50 4 $5235.0XR0.5XD5
5.00 0.30 6 15 50 4 $5235.0XR0.3XD6
5.00 0.50 6 15 50 4 $5235.0XR0.5XD6
6.00 0.30 6 16 50 4 $5236.0XR0.3
6.00 0.50 6 16 50 4 $5236.0XR0.5
6.00 1.00 6 16 50 4 $5236.0XR1.0
8.00 0.30 8 20 64 4 $5238.0XR0.3
8.00 0.50 8 20 64 4 $5238.0XR0.5
8.00 1.00 8 20 64 4 $5238.0XR1.0
8.00 2.00 8 20 64 4 $5238.0XR2.0
10.00 0.50 10 22 70 4 $52310.0XR0.5
10.00 1.00 10 22 70 4 $52310.0XR1.0
10.00 1.50 10 22 70 4 $52310.0XR1.5
10.00 2.00 10 22 70 4 $52310.0XR2.0
12.00 0.50 12 25 75 4 $52312.0XR0.5
12.00 1.00 12 25 75 4 $52312.0XR1.0
12.00 2.00 12 25 75 4 $52312.0XR2.0
12.00 3.00 12 25 75 4 $52312.0XR3.0
16.00 0.50 16 32 90 4 $52316.0XR0.5
16.00 1.00 16 32 90 4 $52316.0XR1.0
16.00 2.00 16 32 90 4 $52316.0XR2.0
16.00 3.00 16 32 90 4 $52316.0XR3.0
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S763

S763

HM m N

Drazkovaci frézy s radiusem

TopowvaanbHble KoHLEeBble dpesbl
Frez czotowo-walcowy z promieniem naroza

Drazkovacie frézy s radiusom

DIN
6535HA

3

.

BRCr

N. h9 I‘?j

‘3763 « 11 1.2 13 14 1.5 21 22 3.1 3.2 33 34 42 5.2

mm
3.00
4.00
4.00
5.00
5.00
6.00
6.00
8.00
8.00
10.00
10.00
10.00
12.00
12.00
12.00
14.00
16.00
16.00
16.00
18.00
20.00
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10.01
mm
0.30
0.30
0.50
0.30
0.50
0.50
1.00
0.50
1.00
0.50
1.00
2.00
1.00
2.00
3.00
1.50
1.00
2.00
3.00
2.00
3.00

o

35"

oo ahhwgQ
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mm

12
12
15
15
16
16
20
20
22
22
22
25
25
25
32
32
32
32
38
38

mm
40
50
50
50
50
50
50
64
64
70
70
70
75
75
75
90
90
90
90
100
100

AR DMDDMDADNADDMDAN

§763

3.00 - 20.00

S763

S7633.0XR0.3
§7634.0XR0.3
S7634.0XR0.5
§7635.0XR0.3
S7635.0XR0.5
S7636.0XR0.5
S7636.0XR1.0
S7638.0XR0.5
S7638.0XR1.0
S76310.0XR0.5
S$76310.0XR1.0
§76310.0XR2.0
S$76312.0XR1.0
S§76312.0XR2.0
S76312.0XR3.0
S§76314.0XR1.5
S76316.0XR1.0
§76316.0XR2.0
S76316.0XR3.0
§76318.0XR2.0
S§76320.0XR3.0
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® Drazkovaci frézy s radiusem
SZ 62 ® TopoupanbHble KOHLEeBble pesbl
® Frez czotowo-walcowy z promieniem naroza
°

Drazkovacie frézy s radiusom

‘3262 = 1.6 1.7 23 24 43 53

$262

3.00 - 20.00
d, r d, 1, I,
(7} +0.01 oh, S$262
mm mm mm mm mm z
3.00 0.30 6 9 50 4 $2623.0XR0.3
3.00 0.50 6 9 50 4 $2623.0XR0.5
4.00 0.30 6 12 57 4 $2624.0XR0.3
4.00 0.50 6 12 57 4 $2624.0XR0.5
4.00 1.00 6 12 57 4 $2624.0XR1.0
5.00 0.30 6 15 57 4 $2625.0XR0.3
5.00 0.50 6 15 57 4 $2625.0XR0.5
6.00 0.30 6 16 57 4 $2626.0XR0.3
6.00 0.50 6 16 57 4 $2626.0XR0.5
6.00 1.00 6 16 57 4 $2626.0XR1.0
8.00 0.30 8 20 64 4 $2628.0XR0.3
8.00 0.50 8 20 64 4 $2628.0XR0.5
8.00 1.00 8 20 64 4 $2628.0XR1.0
8.00 1.50 8 20 64 4 $2628.0XR1.5
8.00 2.00 8 20 64 4 $2628.0XR2.0
10.00 0.30 10 22 72 4 $26210.0XR0.3
10.00 0.50 10 22 72 4 $26210.0XR0.5
10.00 1.00 10 22 72 4 $26210.0XR1.0
10.00 1.50 10 22 72 4 $26210.0XR1.5
10.00 2.00 10 22 72 4 $26210.0XR2.0
12.00 0.30 12 26 83 4 $26212.0XR0.3
12.00 0.50 12 26 83 4 $26212.0XR0.5
12.00 1.00 12 26 83 4 $26212.0XR1.0
12.00 2.00 12 26 83 4 $26212.0XR2.0
12.00 2.50 12 26 83 4 $26212.0XR2.5
12.00 3.00 12 26 83 4 $26212.0XR3.0
14.00 0.30 14 32 83 4 $26214.0XR0.3
14.00 0.50 14 32 83 4 $26214.0XR0.5
14.00 1.00 14 32 83 4 $26214.0XR1.0
14.00 2.00 14 32 83 4 $26214.0XR2.0
14.00 3.00 14 32 83 4 $26214.0XR3.0
16.00 0.30 16 32 92 4 $26216.0XR0.3
16.00 0.50 16 32 92 4 $26216.0XR0.5
16.00 1.00 16 32 92 4 $26216.0XR1.0
16.00 2.00 16 32 92 4 $26216.0XR2.0
16.00 2.50 16 32 92 4 $26216.0XR2.5
16.00 3.00 16 32 92 4 $26216.0XR3.0
16.00 4.00 16 32 92 4 $26216.0XR4.0
18.00 0.30 18 38 92 4 $26218.0XR0.3
18.00 0.50 18 38 92 4 $26218.0XR0.5
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mm

18.00
18.00
18.00
20.00
20.00
20.00
20.00
20.00
20.00
20.00

388

10.01
mm
1.00
2.00
3.00
0.30
0.50
1.00
2.00
2.50
3.00
4.00

oh,
mm
18
18
18
20
20
20
20
20
20
20

mm
38
38
38
38
38
38
38
38
38
38

mm
92

92

92

104
104
104
104
104
104
104

APADDADAMDADMDMDMDIAN

S262

§26218.0XR1.0
§26218.0XR2.0
§26218.0XR3.0
§26220.0XR0.3
§26220.0XR0.5
§26220.0XR1.0
§26220.0XR2.0
§26220.0XR2.5
$26220.0XR3.0
$26220.0XR4.0
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® Drazkovaci frézy s radiusem
S767 ® TopoupanbHble KOHLEeBble pesbl
® Frez czotowo-walcowy z promieniem naroza
°

Drazkovacie frézy s radiusom

‘5767 « 11 12 13 14 1.5 21 22 3.1 3.2 33 34 42 5.2

S767

4.00 - 20.00
d, r d, I, 1,
(7} +0.01 oh, S767
mm mm mm mm mm z
4.00 0.30 6 11 57 4 S7674.0XR0.3
4.00 0.50 6 11 57 4 S7674.0XR0.5
5.00 0.30 6 13 57 4 S7675.0XR0.3
5.00 0.50 6 13 57 4 S7675.0XR0.5
6.00 0.30 6 13 57 4 S7676.0XR0.3
6.00 0.50 6 13 57 4 S7676.0XR0.5
6.00 1.00 6 13 57 4 $7676.0XR1.0
8.00 0.30 8 20 64 4 S7678.0XR0.3
8.00 0.50 8 20 64 4 $7678.0XR0.5
8.00 1.00 8 20 64 4 S7678.0XR1.0
10.00 0.30 10 22 72 4 S76710.0XR0.3
10.00 0.50 10 22 72 4 S76710.0XR0.5
10.00 1.00 10 22 72 4 S76710.0XR1.0
12.00 0.30 12 26 83 4 S76712.0XR0.3
12.00 0.50 12 26 83 4 S76712.0XR0.5
12.00 1.00 12 26 83 4 S76712.0XR1.0
12.00 2.00 12 26 83 4 S76712.0XR2.0
16.00 0.30 16 32 92 4 S76716.0XR0.3
16.00 0.50 16 32 92 4 S76716.0XR0.5
16.00 1.00 16 32 92 4 S76716.0XR1.0
16.00 2.00 16 32 92 4 S76716.0XR2.0
20.00 0.30 20 38 104 4 $76720.0XR0.3
20.00 0.50 20 38 104 4 $76720.0XR0.5
20.00 1.00 20 38 104 4 S76720.0XR1.0
20.00 2.00 20 38 104 4 $76720.0XR2.0
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Vysokoposuvove frézy

KoHueBasi opesa Ans BbICOKMX nogad

Frez czotowo-walcow do stosowania wysokich posuwéw
Rychloposuvova dokonéovacia frézal

S536 .

om Y .
6535HA L |
C— 3 e e

S536 = 1.7 1.8

d, r d, I, I,

o +0.01 oh,

mm mm mm mm mm
6.00 1.00 6 6 60
8.00 2.00 8 8 64
10.00 2.00 10 10 70
12.00 2.00 12 12 75

390
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I, d,
)
mm mm
20.0 5.5
24.0 7.4
30.0 9.2
30.0 11.0

6.00 - 12.00

S536

S5366.0XR1.0
S5368.0XR2.0
$53610.0XR2.0
S53612.0XR2.0



() w‘ 0 DIN m
S229 HM U N ; ! HE“} h33q 6535HA | h9 >
B C—3 e 4
e Kopirovaci frézy
8229 e Ball Nose
® Frez kulisty
e Kopirovacie frézy
‘8229 = 16 23 24 43 53
S$229
1.50 - 16.00
d, r d, 1 L, I, d,
(7} +0/-0.02 oh, [} S$229
mm mm mm mm mm z mm mm
1.50 0.75 4 3 40 2 6.0 1.4 S2291.5XD4
2.00 1.00 3 4 40 2 8.0 1.9 S$2292.0XD3
2.00 1.00 4 4 40 2 8.0 1.9 S$2292.0XD4
3.00 1.50 3 5 40 2 14.0 2.8 S$2293.0XD3
3.00 1.50 6 5 50 2 14.0 2.8 S$2293.0XD6
4.00 2.00 4 8 50 2 20.0 3.7 S$2294.0XD4
4.00 2.00 6 8 50 2 20.0 3.7 S2294.0XD6
5.00 2.50 5 9 50 2 20.0 4.6 S$2295.0XD5
5.00 2.50 6 9 50 2 20.0 4.6 S$2295.0XD6
6.00 3.00 6 10 50 2 20.0 5.5 S$2296.0
8.00 4.00 8 12 64 2 30.0 7.4 S$2298.0
10.00 5.00 10 14 70 2 32.0 9.2 S$22910.0
12.00 6.00 12 16 75 2 38.0 11.0 S$22912.0
14.00 7.00 14 32 90 2 44.0 13.0 S22914.0
16.00 8.00 16 32 90 2 46.0 15.0 S22916.0
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® Kopirovaci frézy
8231 e Ball Nose
® Frez kulisty
e Kopirovacie frézy
‘3231 = 1.6 23 24 43 53
S$231
A\ v |
v
ey T— — i
| T [
- Iz -
It
1.50 - 16.00
d, r d, 1, I, I, d,
(%] +0/-0.02 oh, %] S231
mm mm mm mm mm z mm mm
1.50 0.75 4 3 75 2 10.0 1.4 S2311.5XD4
2.00 1.00 3 4 60 2 14.0 1.9 S2312.0XD3
2.00 1.00 4 4 75 2 14.0 1.9 S2312.0XD4
3.00 1.50 3 5 60 2 21.0 2.8 S$2313.0XD3
3.00 1.50 6 5 75 2 21.0 2.8 S$2313.0XD6
4.00 2.00 4 8 60 2 28.0 3.7 S2314.0XD4
4.00 2.00 6 8 75 2 28.0 3.7 S2314.0XD6
5.00 2.50 5 9 60 2 32.0 4.6 S2315.0
6.00 3.00 6 10 75 2 40.0 5.5 S2316.0
8.00 4.00 8 12 75 2 40.0 7.4 S2318.0
10.00 5.00 10 14 75 2 40.0 9.2 S$23110.0
12.00 6.00 12 16 100 2 60.0 11.0 S23112.0
14.00 7.00 14 32 125 2 80.0 13.0 S23114.0
16.00 8.00 16 32 125 2 80.0 15.0 S23116.0
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y/ 2 HHEIE A30° o /]
i A B535HA -

$233 HM @ N - ]m 3 o h9 %

e Kopirovaci frézy
8233 e Ball Nose

® Frez kulisty

e Kopirovacie frézy
$233 « 1.6 23 24 43 53

$233

d, r d,
1] +0/-0.02 Oh,
mm mm mm
2.00 1.00 3
2.00 1.00 4
3.00 1.50 3
3.00 1.50 6
4.00 2.00 4
4.00 2.00 6
5.00 2.50 5
6.00 3.00 6
8.00 4.00 8
10.00 5.00 10
12.00 6.00 12
14.00 7.00 14
16.00 8.00 16

2 I1 I3
mm mm z mm
4 100 2 20.0
4 100 2 20.0
5 100 2 30.0
5 100 2 30.0
8 100 2 40.0
8 100 2 40.0
9 100 2 50.0
10 100 2 60.0
12 100 2 60.0
14 125 2 85.0
16 125 2 85.0
32 150 2 110.0
32 150 2 110.0

mm
1.9
1.9
2.8
2.8
3.7
3.7
4.6
5.5
7.4
9.2
11.0
13.0
15.0

{

2.00 - 16.00

S$233

$2332.0XD3
$2332.0XD4
$2333.0XD3
52333.0XD6
$2334.0XD4
52334.0XD6
§2335.0
§2336.0
§2338.0
§23310.0
§23312.0
523314.0
$23316.0
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$529 HM iﬂ N < W‘m

® Kopirovaci frézy
8529 e Ball Nose
® Frez kulisty
L)

Kopirovacie frézy

S520 « 1.7 1.8

$529
1.50 - 16.00

d, r d, 1, I, I, d,
(7} +0/-0.02 oh, (2] S$529
mm mm mm mm mm z mm mm
1.50 0.75 6 3 50 2 6.0 1.4 $5291.5
2.00 1.00 4 4 40 2 8.0 1.9 $5292.0XD4
2.00 1.00 6 4 50 2 8.0 1.9 $5292.0XD6
3.00 1.50 3 5 40 2 14.0 238 $5293.0XD3
3.00 1.50 6 5 50 2 14.0 238 $5293.0XD6
4.00 2.00 4 8 50 2 20.0 3.7 $5294.0XD4
4.00 2.00 6 8 50 2 20.0 3.7 $5294.0XD6
5.00 2.50 5 9 50 2 20.0 46 $5295.0XD5
5.00 2.50 6 9 50 2 20.0 46 $5295.0XD6
6.00 3.00 6 10 50 2 20.0 5.5 $5296.0
8.00 4.00 8 12 64 2 30.0 7.4 $5298.0
10.00 5.00 10 14 70 2 32.0 9.2 $52910.0
12.00 6.00 12 16 75 2 38.0 11.0 $52912.0
14.00 7.00 14 32 90 2 44.0 13.0 $52914.0
16.00 8.00 16 32 90 2 46.0 15.0 $52916.0
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fl q‘ o DIN m
S531 HM u N % i HE“} ‘]":?‘%. B535HA h9 D
| C—3  ew 2
e Kopirovaci frézy
8531 ® Ball Nose
® Frez kulisty
e Kopirovacie frézy
S531 = 1.7 1.8
S$531
1.50 - 16.00
d, r d, L, I, 1, d,
(7] +0/-0.02 @h, %] S531
mm mm mm mm mm z mm mm
1.50 0.75 6 3 75 2 10.0 1.4 S5311.5
2.00 1.00 4 4 75 2 14.0 1.9 S$5312.0XD4
2.00 1.00 6 4 75 2 14.0 1.9 S5312.0XD6
3.00 1.50 3 5 60 2 21.0 2.8 S5313.0XD3
3.00 1.50 6 5 75 2 21.0 2.8 S5313.0XD6
4.00 2.00 4 8 60 2 28.0 3.7 S5314.0XD4
4.00 2.00 6 8 75 2 28.0 3.7 S5314.0XD6
5.00 2.50 5 9 60 2 32.0 4.6 S5315.0XD5
5.00 2.50 6 9 75 2 32.0 4.6 S5315.0XD6
6.00 3.00 6 10 75 2 40.0 5.5 S$5316.0
8.00 4.00 8 12 75 2 40.0 74 S$5318.0
10.00 5.00 10 14 75 2 40.0 9.2 S$53110.0
12.00 6.00 12 16 100 2 60.0 11.0 S53112.0
14.00 7.00 14 32 125 2 80.0 13.0 S53114.0
16.00 8.00 16 32 125 2 80.0 15.0 S53116.0
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§533 HM U N £ v Ei q40° e . h9 >
iy C 3 7w 4
e Kopirovaci frézy
8533 e Ball Nose
® Frez kulisty
e Kopirovacie frézy
S533 « 1.7 1.8
S$533
r
|\ ¥
i T
I3
- Iy _ .
2.00 - 16.00
d, r d, 1 L, 1, d,
(%] +0/-0.02 oh, (7] S533
mm mm mm mm mm z mm mm
2.00 1.00 4 4 100 2 20.0 1.9 S5332.0XD4
2.00 1.00 6 4 100 2 20.0 1.9 S5332.0XD6
3.00 1.50 4 5 100 2 30.0 2.8 S5333.0XD4
3.00 1.50 6 5 100 2 30.0 2.8 S5333.0XD6
4.00 2.00 4 8 100 2 40.0 3.7 S5334.0XD4
4.00 2.00 6 8 100 2 40.0 3.7 S5334.0XD6
5.00 2.50 5 9 100 2 50.0 4.6 S5335.0XD5
5.00 2.50 6 9 100 2 50.0 4.6 S5335.0XD6
6.00 3.00 6 10 100 2 60.0 515 S5336.0
8.00 4.00 8 12 100 2 60.0 7.4 S$5338.0
10.00 5.00 10 14 125 2 85.0 9.2 S$53310.0
12.00 6.00 12 16 125 2 85.0 11.0 S53312.0
14.00 7.00 14 32 150 2 110.0 13.0 S53314.0
16.00 8.00 16 32 150 2 110.0 15.0 S53316.0
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$501 HM iﬂ N
Kopirovaci frézy

.
S501 o
.

Kopirovacie frézy

S501 = 11 1.2 13 14 15 16 21 22 23 31 32 33 34 41 42 43 51 52 53 6.1
62 63 64 71 72 73 74 81 8.2 83 91
- 1.7

S501

1.00 - 16.00
d, r d, 1, I,
[} +0.01 oh, S501
mm mm mm mm mm z
1.00 0.50 3 3 38 2 $5011.0
1.50 0.75 3 3 38 2 $5011.5
2.00 1.00 3 6 38 2 $5012.0
2.50 1.25 3 7 38 2 $5012.5
3.00 1.50 3 7 38 2 $5013.0
4.00 2.00 6 8 57 2 $5014.0
5.00 2.50 6 10 57 2 $5015.0
6.00 3.00 6 10 57 2 $5016.0
7.00 3.50 8 13 63 2 $5017.0
8.00 4.00 8 16 63 2 $5018.0
9.00 4.50 10 16 72 2 $5019.0
10.00 5.00 10 19 72 2 $50110.0
12.00 6.00 12 22 83 2 $50112.0
16.00 8.00 16 26 92 2 $50116.0
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Vi TR M i/
S$534 HM N W 0100 6535HA h9 >
Y C 3 7w 4

e Kopirovaci frézy
8534 e Ball Nose

® Frez kulisty

e Kopirovacie frézy
S534 « 1.7 1.8

S534
3.00 - 16.00

d, r d, 1 L, I, d,
o +0/-0.02 oh, o S534
mm mm mm mm mm z mm mm
3.00 1.50 6 5) 50 4 14.0 2.8 S5343.0
4.00 2.00 6 8 50 4 20.0 3.7 S5344.0
5.00 2.50 6 9 50 4 20.0 4.6 S5345.0
6.00 3.00 6 10 50 4 20.0 55 S5346.0
8.00 4.00 8 12 64 4 30.0 74 S5348.0
10.00 5.00 10 14 70 4 32.0 9.2 S$53410.0
12.00 6.00 12 16 75 4 38.0 11.0 S53412.0
14.00 7.00 14 32 90 4 44.0 13.0 S53414.0
16.00 8.00 16 32 90 4 46.0 15.0 S53416.0

398



i/ il A30° o /A
s wv g Nz M asoc la hg LA
iy C 3 e E

e Kopirovaci frézy
8535 e Ball Nose

® Frez kulisty

e Kopirovacie frézy
S535 = 1.7 1.8

S$535
3.00 - 16.00

d, r d, L, L, 1, d,
(%] +0/-0.02 h, %] S535
mm mm mm mm mm z mm mm
3.00 1.50 6 5 75 4 21.0 2.8 S$5353.0
4.00 2.00 6 8 75 4 28.0 3.7 S5354.0
5.00 2.50 6 9 75 4 32.0 4.6 S$5355.0
6.00 3.00 6 10 75 4 40.0 55 S$5356.0
8.00 4.00 8 12 75 4 40.0 74 S5358.0
10.00 5.00 10 14 75 4 40.0 9.2 S$53510.0
12.00 6.00 12 16 100 4 60.0 11.0 S$53512.0
14.00 7.00 14 32 125 4 80.0 13.0 S53514.0
16.00 8.00 16 32 125 4 80.0 15.0 S$53516.0
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$511 HM iﬂ N

Kopirovaci frézy
Ball Nose

Frez kulisty
Kopirovacie frézy

S511

S511 = 11 1.2 13 14 1.5 1.6 21 22 23 3.1 3.2 33 34 41 42 43 51 52 53 7.3
74 8.2 83 9.1
« 1.7 6.1 6.2 63 64 7.1 7.2 8.1

S511
:
O [
Iy
3.00 - 16.00
d, r d, I, 1,
[} £0.01 oh, S511
mm mm mm mm mm z
3.00 1.50 6 8 80 4 $5113.0
4.00 2.00 6 11 80 4 $5114.0
5.00 2.50 6 13 80 4 $5115.0
6.00 3.00 6 13 80 4 $5116.0
7.00 3.50 8 16 100 4 $5117.0
8.00 4.00 8 19 100 4 $5118.0
9.00 4.50 10 19 100 4 $5119.0
10.00 5.00 10 22 100 4 $51110.0
12.00 6.00 12 26 100 4 $51112.0
16.00 8.00 16 32 100 4 $51116.0
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S629 HM iﬂ W
Kopirovaci frézy

.
$629 o
.

Kopirovacie frézy

DiN
B535HA

3

. _
H-J h9 mj

‘3629 « 6162 63 64 71 7.2 73 74 8.1 8.2

d, r d, I, I,
o +0/-0.02 ]

mm mm mm mm mm
3.00 1.50 6 5 57
4.00 2.00 6 6 57
5.00 2.50 6 7 57
6.00 3.00 6 8 57
8.00 4.00 8 10 64
10.00 5.00 10 12 75
12.00 6.00 12 14 75
16.00 8.00 16 18 90
20.00 10.00 20 22 100

NNNNMNNNMNNNNN

mm
20.0
20.0
20.0
20.0
25.0
35.0
35.0
45.0
50.0

mm
2.8
3.7
4.6
5.5
7.4
9.2
11.0
15.0
19.0

S629

|

3.00 - 20.00

S$629

$6293.0
$6294.0
$6295.0
$6296.0
$6298.0
$62910.0
$62912.0
$62916.0
$62920.0

401




P~
—
-
—

| g0 ot Qe U

3
=1
=

§739 HM ‘“ N

=
P~
-
—

| g0 i Qe U

S740 HM ‘“
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S741 HM ‘“ N

Srazeci frézy - 60°

dacoyHble koHLeBble dpesbl - 60°

Frez czotowo-walcowe do fazowania - 60°
Frézy na zrazanie hran - 60°

S739

Srazeci frézy - 90°

dacoyHble KoHLeBble pesbl - 90°

Frez czotowo-walcowe do fazowania - 90°
Frézy na zrazanie hran - 90°

S740

Srazeci frézy - 120°

dacoyHble KoHLeBble pesbl - 120°

Frez czotowo-walcowe do fazowania - 120°
Frézy na zrazanie hran - 120°

S741

S739; S740; S741 = 1.1 1.2 13 14 1.5 21 2.2 3.1 3.2 33 34 42 52 6.1 6.2 6.3 6.4
74 7.2 73 74

S§739 S§740 S741
3.00 - 20.00 3.00 - 20.00 3.00 - 20.00

d1 d2 I2 I1
o oh, S739 S740 S741
mm mm mm mm z
3.00 3 9 40 2 §7393.0 §7403.0 S7413.0
4.00 4 12 50 2 S§7394.0 §7404.0 S7414.0
5.00 5 15 50 2 §7395.0 §7405.0 S§7415.0
6.00 6 16 50 2 §7396.0 §7406.0 §7416.0
8.00 8 20 64 2 §7398.0 §7408.0 S7418.0
10.00 10 22 70 2 §73910.0 §74010.0 S§74110.0
12.00 12 25 75 2 §73912.0 S§74012.0 S74112.0
16.00 16 32 90 2 §73916.0 §74016.0 S§74116.0
20.00 20 38 100 2 §73920.0 S§74020.0 S§74120.0
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® Sada karbidovych fréz A=typy v sadé, B=pocet v sadé, C=rozméry v sadé
8991 e Habop uenbHoTBepaocnnaBHbix pe3  A=cpesbl B Habope, B=kon-s8o B Habope, C=gnameTpbl B Habope
® Zestaw frezéw weglikowych A=Typy w zestawie. B=llo$¢ w zestawie. C=Srednice wystepujace w zestawie
e Karbidova fréza, sada A=typy v sade, B=pocet v sade, C=rozmery v sade
S991
Set
S991
Nr. A B (o
922 S922 6 @ 3.00 mm, 4.00 mm, 5.00 mm, 6.00 mm, 8.00 mm, 10.00 mm  S991SET922
933 S933 6 @ 3.00 mm, 4.00 mm, 5.00 mm, 6.00 mm, 8.00 mm, 10.00 mm  S991SET933
944 S944 6 @ 3.00 mm, 4.00 mm, 5.00 mm, 6.00 mm, 8.00 mm, 10.00 mm  S991SET944
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E ° DIN < u
c110 HSSE o] N z W“i 1307 gas ] s WU, ow
PM 2 i vi2® —3 ~ b R
B ° DIN u
c126 MSSE / N z ww! A30°  yaass | . e8 / > _DIN
PM 2 W oyl2 i w 327D
C—3 7w ¥
C110 ® Drazk. frézy
® |linoHo4YHbIE hpesbl
C 1 2 6 ® Frezy palcowe do rowkdw na wpusty
® Drazkovacie frézy
C110 = 1.1 1.2 41 51 6.1 6.2 6.3
« 1314 21 31 3.2 33 34 42 52 71 7.2 73 8.1
C126 = 1.1 1.2 13 14 3.1 3.2 3.3 34 41 42 51 52 6.1 6.2 6.3
« 15 16 21 23 43 53 64 71 7.2 7.3 74 81
C110 C126
1.00 - 50.00 1.00 - 30.00
d1 d1 d2 IZ I1 I3 d3
(7] o oh, o C110 C126
Inch mm mm mm mm z mm mm
1.00 6 25 47 2 - - C1101.0 C1261.0
1.50 6 3 47 2 - - C1101.5 C1261.5
116 1.59 6 3 47 2 - - C1101/16
1.80 6 4 48 2 - - C1101.8
2.00 6 4 48 2 - - C1102.0 C1262.0
3/32 2.38 6 5 49 2 - - C1103/32
2.50 6 5 49 2 - - C1102.5 C1262.5
2.80 6 5 49 2 - - C1102.8
3.00 6 5 49 2 - - C1103.0 C1263.0
1/8 3.18 6 6 50 2 - - C1101/8
3.50 6 6 50 2 - - C1103.5 C1263.5
3.80 6 7 51 2 - - C1103.8
4.00 6 7 51 2 - - C1104.0 C1264.0
4.50 6 7 51 2 - - C1104.5 C1264.5
3/16 4.76 6 8 52 2 - - C1103/16
4.80 6 8 52 2 - - C1104.8 29 C1264.8 29
5.00 6 8 52 2 - - C1105.0 C1265.0
5.50 6 8 52 2 - - C1105.5 C1265.5
5.75 6 8 52 2 - - C1105.75 29 C1265.75 29
6.00 6 8 52 2 - - C1106.0 C1266.0
1/4 6.35 10 10 60 2 - - C1101/4
6.50 10 10 60 2 - - C1106.5 C1266.5
6.75 10 10 60 2 - - C1106.75
7.00 10 10 60 2 - - C1107.0 C1267.0
7.50 10 10 60 2 - - C1107.5 C1267.5
7.75 10 1 61 2 - - C1107.75 23 C1267.75 2®
5/16 7.94 10 1 61 2 - - C1105/16
8.00 10 1 61 2 - - C1108.0 C1268.0

2 tolerance prdméru h10 / gonyck Ha anameTtp h10 / Tolerancja $rednicy h10 / tolerancia piemeru h10
3 * P9 tolerance / O6bpaboTka na3os ¢ gonyckom P9 / # P9 Tolerancja / # P9 tolerancia
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d, d, d, L, 1, I, d,
) 2 oh, ) c110 C126
Inch mm mm mm mm z mm mm
8.50 10 11 61 2 - - C1108.5 C1268.5
9.00 10 11 61 2 - - C1109.0 C1269.0
9.50 10 11 61 2 - - C1109.5 C1269.5
3/8 9.52 10 13 63 2 22.5 9.5 C1103/8
9.70 10 13 63 2 22.5 9.5 C1109.7 2% C1269.7 213
10.00 10 13 63 2 22.5 9.5 C11010.0 C12610.0
13/32 10.32 12 13 70 2 - - C11013/32
10.50 12 13 70 2 - - C11010.5 C12610.5
11.00 12 13 70 2 - - C11011.0 C12611.0
7/16 11.11 12 13 70 2 - - C1107/16
11.50 12 13 70 2 - - C11011.5 C12611.5
11.70 12 16 73 2 27.5 11.5 c11011.7 2% C12611.7 29
12.00 12 16 73 2 27.5 11.5 C11012.0 C12612.0
12.50 12 16 73 2 27.5 11.5 C11012.5 C12612.5
1/2 12.70 12 16 73 2 27.5 11.5 C1101/2
13.00 12 16 73 2 27.5 11.5 C11013.0 C12613.0
17/32 13.49 12 16 73 2 27.5 11.5 C11017/32
13.70 12 16 73 2 27.5 11.5 C11013.7 23 C12613.7 29
14.00 12 16 73 2 27.5 11.5 C11014.0 C12614.0
9/16 14.29 12 16 73 2 27.5 11.5 C1109/16
15.00 12 16 73 2 27.5 11.5 C11015.0 C12615.0
15.70 16 19 79 2 30.5 15.5 C11015.7 23 C12615.7 29
5/8 15.88 16 19 79 2 30.5 15.5 C1105/8
16.00 16 19 79 2 30.5 15.5 C11016.0 C12616.0
17.00 16 19 79 2 30.5 15.5 C11017.0
11/16 17.46 16 19 79 2 30.5 15.5 C11011/16
17.70 16 19 79 2 30.5 15.5 C11017.7
18.00 16 19 79 2 30.5 15.5 C11018.0 C12618.0
19.00 16 19 79 2 30.5 15.5 C11019.0
3/4 19.05 20 22 88 2 37.5 18.5 C1103/4
19.70 20 22 88 2 37.5 19.5 C11019.7
20.00 20 22 88 2 37.5 19.5 C11020.0 C12620.0
21.70 20 22 88 2 37.5 19.5 C11021.7
22.00 20 22 88 2 37.5 19.5 C11022.0 C12622.0
7/8 22.22 20 22 88 2 37.5 19.5 C1107/8
24.00 25 26 102 2 455 23.5 C11024.0 C12624.0
24.70 25 26 102 2 455 24.5 C11024.7
25.00 25 26 102 2 45.5 24.5 C11025.0 C12625.0
1 25.40 25 26 102 2 455 24.5 C1101
26.00 25 26 102 2 45.5 24.5 C11026.0
28.00 25 26 102 2 45.5 24.5 C11028.0
1.1/8 28.58 25 26 102 2 455 24.5 C1101.1/8
30.00 25 26 102 2 45.5 24.5 C11030.0 C12630.0
1.1/4 31.75 32 32 112 2 51.5 31.5 C1101.1/4
32.00 32 32 112 2 §18 31.5 C11032.0
35.00 32 32 112 2 51.5 31.5 C11035.0 24
36.00 32 32 112 2 51.5 31.5 C11036.0 24
1.1/2 38.10 40 38 130 2 55.5 37.0 C1101.1/2 24
40.00 40 38 130 2 59.5 39.0 C11040.0 24
1.3/4 44.45 40 38 130 2 59.5 38.0 C1101.3/4 24
45.00 40 38 130 2 59.5 38.0 C11045.0 24
50.00 50 45 147 2 66.5 48.0 C11050.0 24

2 tolerance priméru h10 / ponyck Ha anameTp h10 / Tolerancja $rednicy h10 / tolerancia piemeru h10
9 £ P9 tolerance / O6paboTka na3sos ¢ gonyckom P9 / * P9 Tolerancja / # P9 tolerancia
4 Pouze HSS-E. / 3aka3 Tonbko ucnosiHeHum 3 beictpopexylueii ctanu / Dostepne tylko jako HSS-E / Iba HSS-E
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o oin % 1/
c123 HSSE / N z HHHJ! A30°  yg3s8 I e > Ko
PM 2 i vi2® —=s , o u 844K
/ i ° DIN <€ {/
C139 HSS-E N g iHH"“] h?g‘ 18358 . eB : » BETK
PM . C—3  mien v o
C123 ® Drazk. frézy
® llinoHoYHblEe dpesbl
C 1 39 ® Frezy palcowe do rowkdw na wpusty
® Drazkovacie frézy
C123 = 1.1 1.2 13 1.4 41 51 6.1 6.2 6.3
« 21 31 32 33 34 42 52 71 7.2 73 81
C139 = 11 1.2 13 14 31 3.2 33 34 41 42 51 52 6.1 6.2 6.3
= 15 16 21 23 43 53 64 71 7.2 73 74 8.1
c123
| ° l
di dz
| i
T - Iz - l [
I3 -
I
1/16 - 40.00 2.00 - 30.00
d, d, d, L, l L, d,
2 2 oh, ) c123 C139
Inch mm mm mm mm z mm mm
1/16 1.59 6 7 51 2 - - C1231/16 4
2.00 6 7 51 2 - - C1232.0 C1392.0
2.50 6 8 52 2 - - C1232.5 C1392.5
3.00 6 8 52 2 - - C1233.0 C1393.0
1/8 3.18 6 10 54 2 - - C1231/8 4
3.50 6 10 54 2 - - C1233.5 C1393.5
5/32 3.97 6 1 55 2 - - C1235/32 4
4.00 6 11 55 2 - - C1234.0 C1394.0
4.50 6 11 55 2 - - C1234.5 C1394.5
3/16 4.76 6 13 57 2 - - C1233/16 4
5.00 6 13 57 2 - - C1235.0 C1395.0
5.50 6 13 57 2 - - C1235.5 C1395.5
6.00 6 13 57 2 - - C1236.0 C1396.0
1/4 6.35 10 16 66 2 - - C1231/4 4
6.50 10 16 66 2 - - C1236.5 C1396.5
7.00 10 16 66 2 - - C1237.0 C1397.0
7.50 10 16 66 2 - - C1237.5 C1397.5
5/16 7.94 10 19 69 2 - - C1235/16 4
8.00 10 19 69 2 - - C1238.0 C1398.0
8.50 10 19 69 2 - - C1238.5 C1398.5
9.00 10 19 69 2 - - C1239.0 C1399.0
9.50 10 19 69 2 - - C1239.5 C1399.5
3/8 9.52 10 22 72 2 31.5 9.5 C1233/8 4
10.00 10 22 72 2 31.5 9.5 C12310.0 C13910.0
11.00 12 22 79 2 - - C12311.0 C13911.0
12.00 12 26 83 2 37.5 11.5 C12312.0 C13912.0

4 tolerance prumeéru - .0005” / -.0013” / nonyck Ha guameTp -0.0005 grorima / -0.0013 atoiima / Tolerancja srednicy -.0005 cala/ -.0013 cala / toleran-
cia priemeru - .0005” / -.0013”
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d, d, d, L, L 1, d,
) 2 oh, ) c123 C139
Inch mm mm mm mm z mm mm
1/2 12.70 12 26 83 2 37.5 11.5 C1231/2 4
13.00 12 26 83 2 37.5 11.5 C12313.0 C13913.0
14.00 12 26 83 2 37.5 11.5 C12314.0 C13914.0
9/16 14.29 12 26 83 2 37.5 11.5 C1239/16 ¥
15.00 12 26 83 2 37.5 11.5 C12315.0 C13915.0
5/8 15.88 16 32 92 2 43.5 15.5 C1235/8 4
16.00 16 32 92 2 43.5 15.5 C12316.0 C13916.0
18.00 16 32 92 2 43.5 15.5 C12318.0 C13918.0
3/4 19.05 20 38 104 2 53.5 18.5 C1233/4 5)
20.00 20 38 104 2 53.5 19.5 C12320.0 C13920.0
22.00 20 38 104 2 53.5 19.5 C12322.0 C13922.0
25.00 25 45 121 2 64.5 24.5 C12325.0 C13925.0
1 25.40 25 45 121 2 64.5 24.5 C1231
30.00 25 45 121 2 64.5 24.5 C12330.0 C13930.0
32.00 32 53 133 2 72.5 31.5 C12332.0
36.00 32 53 133 2 72.5 31.5 C12336.0 ©
1.1/2 38.10 40 63 155 2 84.5 37.0 C1231.1/2 99
40.00 40 63 155 2 84.5 39.0 C12340.0 ®

4 tolerance praméru - .0005” / -.0013” / gonyck Ha anameTp -0.0005 atoiima / -0.0013 atoiima / Tolerancja $rednicy -.0005 cala/ -.0013 cala / toleran-
cia priemeru - .0005” / -.0013”

9 tolerance praméru - .0005” / -.0015” / gonyck Ha auameTp -0.0005 atovima / -0.0015 groiima / tolerancja $rednicy-.0005 cala/ -.0015 cala / toleran-
cia priemeru - .0005” / -.0015”

9 Pouze HSS-E. / 3aka3 Tonbko Ha ucnosiHeHue u3 Geictpopesxylueri ctanu / Dostepne tylko jako HSS-E / Iba HSS-E
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/ : iy 230 2 ) /!
~. & 18358 . D
C135 HSSE N - HH vi2e &5 g, =
® Drazk. frézy
® [linoHo4YHblEe hpesbl
C1 35 ® Frezy palcowe do rowkéw na wpusty
® Drazkovacie frézy

C135 = 1.1 1.2 51 6.1 6.2 6.3
« 13 14 21 31 3.2 33 34 41 4.2 52 |71 7.2 1.3 8.1

C135

| i |

dy dz

I - iﬂ - T [

I3
(]
2.00 - 30.00

d, d, I, 1, I, d,
2 oh, ) C135
mm mm mm mm z mm mm
2.00 6 7 54 2 18.0 1.8 C1352.0
3.00 6 8 56 2 20.0 2.8 C1353.0
4.00 6 1" 63 2 27.0 3.7 C1354.0
5.00 6 13 68 2 32.0 4.7 C1355.0
6.00 6 13 68 2 32.0 5.7 C1356.0
7.00 10 16 80 2 40.0 6.5 C1357.0
8.00 10 19 88 2 48.0 7.5 C1358.0
9.00 10 19 88 2 48.0 8.5 C1359.0
10.00 10 22 95 2 54.5 9.5 C13510.0
11.00 12 22 102 2 57.0 10.5 C13511.0
12.00 12 26 110 2 64.5 1.5 C13512.0
13.00 12 26 110 2 64.5 1.5 C13513.0
14.00 12 26 110 2 64.5 1.5 C13514.0
15.00 12 26 110 2 64.5 1.5 C13515.0
16.00 16 32 123 2 74.5 15.5 C13516.0
17.00 16 32 123 2 74.5 15.5 C13517.0
18.00 16 32 123 2 74.5 15.5 C13518.0
19.00 16 32 123 2 74.5 15.5 C13519.0
20.00 20 38 141 2 90.5 19.5 C13520.0
25.00 25 45 166 2 109.5 24.5 C13525.0
30.00 25 45 166 2 109.5 24.5 C13530.0
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r U
C306 HE%E N 2 i

hsse M
C353 PM N

i a30° on 8 M., ow
| vize =5 4 N b I;{_? 327D

i a30° o N e M, on
1 2 = m. My w3270

L
-
===
m—r

Drazk. frézy

LinoHouHbIe cpesbl

Frezy palcowe do rowkéw na wpusty
Drazkovacie frézy

C306
C353

C306 = 1.2 1.3 41 51 6.1 6.2 6.3
« 1114 21 31 3.2 3.3 34 42 52 72 73 8.1
C353 = 12 13 14 15 31 3.2 33 34 41 42 51 52 6.1 6.2 6.3
= 1116 21 22 23 43 53 64 7.2 73 74 81

C306 C353

3.00 - 30.00 3.00 - 30.00
d, d, 1, I, I, d,
2 oh, C306 c353
mm mm mm mm z mm mm
3.00 6 ® 49 & - - C3063.0 C3533.0
3.50 6 6 50 3 - - C3063.5 C3533.5
4.00 6 7 51 & - - C3064.0 C3534.0
4.50 6 7 51 3 - - C3064.5 C3534.5
4.80 6 8 52 & - - C3064.8 C3534.8
5.00 6 8 52 3 - - C3065.0 C3535.0
5.50 6 8 52 & - - C3065.5 C3535.5
5.75 6 8 52 3 - - C3065.75 C3535.75
6.00 6 8 52 & - - C3066.0 C3536.0
6.50 10 10 60 3 - - C3066.5 C3536.5
7.00 10 10 60 & - - C3067.0 C3537.0
7.50 10 10 60 3 - - C3067.5 C3537.5
7.75 10 1 61 3 - - C3067.75 C3537.75
8.00 10 1 61 3 - - C3068.0 C3538.0
8.50 10 11 61 & - - C3068.5 C3538.5
9.00 10 1 61 3 - - C3069.0 C3539.0
9.50 10 11 61 & - - C3069.5 C3539.5
9.70 10 13 63 3 22.5 9.5 C3069.7 C3539.7
10.00 10 13 63 3 22.5 9.5 C30610.0 C35310.0
11.00 12 13 70 3 - - C30611.0 C35311.0
11.70 12 16 73 3 27.5 11.5 C30611.7 C35311.7
12.00 12 16 73 3 27.5 11.5 C30612.0 C35312.0
13.00 12 16 73 3 27.5 11.5 C30613.0 C35313.0
13.70 12 16 73 3 27.5 11.5 C30613.7 C35313.7
14.00 12 16 73 3 27.5 11.5 C30614.0 C35314.0
15.00 12 16 73 3 27.5 11.5 C30615.0 C35315.0
15.70 16 19 79 3 30.5 15.5 C30615.7 C35315.7
16.00 16 19 79 3 30.5 15.5 C30616.0 C35316.0
18.00 16 19 79 3 30.5 15.5 C30618.0 C35318.0
19.00 16 19 79 3 30.5 15.5 C30619.0
19.70 20 22 88 3 375 19.5 C30619.7 C35319.7
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mm

20.00
22.00
25.00
28.00
30.00

410

oh,
mm
20
20
25
25
25

mm
22
22
26
26
26

mm
88
88
102
102
102

W WWwwwN

mm
37.5
37.5
455
45.5
455

mm
19.5
19.5
24.5
24.5
24.5

C306

C30620.0
C30622.0
C30625.0
C30628.0
C30630.0

C353

C35320.0
C35322.0
C35325.0
C35328.0
C35330.0



T/ 2 QHInE 400 o N ., on
C367 N 3 S 15:} 18358 - ea : b 327D
PM ! Y C 8 ierona N
® Drazk. frézy
C367 ® [linoHO4YHbIE hpesbl
® Frezy palcowe do rowkéw na wpusty
® Drazkovacie frézy
C367 =« 1.1 1.2 21 22 23 24 61 71
« 13 14 41 51 6.2 63 7.2 73 81
C367
2.00 - 20.00
d, d, 1 L 1, d,
2 oh, 2 c367
mm mm mm mm z mm mm
2.00 6 4 48 3 - - C3672.0
3.00 6 5 49 3 - - C3673.0
4.00 6 7 51 B - - C3674.0
5.00 6 8 52 3 - - C3675.0
6.00 6 8 52 B - - C3676.0
7.00 10 10 60 3 - - C3677.0
8.00 10 1 61 3 - - C3678.0
9.00 10 11 61 3 - - C3679.0
10.00 10 13 63 3 22.5 9.5 C36710.0
11.00 12 13 70 3 - - C36711.0
12.00 12 16 73 3 27.5 1.5 C36712.0
13.00 12 16 73 3 27.5 1.5 C36713.0
14.00 12 16 73 3 27.5 1.5 C36714.0
15.00 12 16 73 3 27.5 1.5 C36715.0
16.00 16 19 79 3 30.5 15.5 C36716.0
18.00 16 19 79 3 30.5 15.5 C36718.0
20.00 20 22 88 3 37.5 19.5 C36720.0
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° DIN < |/
C305 HSS‘E r N £ i]HHL ! J]'n30‘ 18358 ] ] Es DIN
P 3 i v12° s : L 844K
° DIN |/
casz HSE oy vz Ofl1 230 . N o RO
PM 8 ! 1'I"A|2 C8  terora N o
C30 5 ® Drazk. frézy
® llinoHoYHblEe dpesbl
C3 52 ® Frezy palcowe do rowkdw na wpusty
® Drazkovacie frézy
C305 = 1.2 1.3 41 51 52 6.1 6.2 6.3
« 1114 21 31 3.2 33 34 42 7.2 7.3 81
C352 =« 1.2 13 14 15 3.1 3.2 33 34 41 42 51 52 6.1 6.2 6.3
« 1116 21 22 23 43 53 64 7.2 7.3 74 81
C305 C352
2.00 - 32.00 3.00 - 20.00
d1 d2 |2 I1 |3 d3
2 oh, ] C305 C352
mm mm mm mm z mm mm
2.00 6 7 51 3 - - C3052.0
2.50 6 8 52 3 - - C3052.5
3.00 6 8 52 3 - - C3053.0 C3523.0
3.50 6 10 54 3 - - C3053.5
4.00 6 11 55 3 - - C3054.0 C3524.0
4.50 6 11 55 3 - - C3054.5
5.00 6 13 57 3 - - C3055.0 C3525.0
5.50 6 13 57 3 - - C3055.5
6.00 6 13 57 & - - C3056.0 C3526.0
6.50 10 16 66 3 - - C3056.5
7.00 10 16 66 3 - - C3057.0
7.50 10 16 66 3 - - C3057.5
8.00 10 19 69 3 - - C3058.0 C3528.0
8.50 10 19 69 3 - - C3058.5
9.00 10 19 69 3 - - C3059.0
10.00 10 22 72 3 315 9.5 C30510.0 C35210.0
11.00 12 22 79 3 - - C30511.0
12.00 12 26 83 3 37.5 11.5 C30512.0 C35212.0
13.00 12 26 83 & 37.5 11.5 C30513.0
14.00 12 26 83 3 37.5 11.5 C30514.0 C35214.0
15.00 12 26 83 3 37.5 11.5 C30515.0
16.00 16 32 92 3 43.5 15.5 C30516.0 C35216.0
17.00 16 32 92 3 43.5 15.5 C30517.0
18.00 16 32 92 3 43.5 15.5 C30518.0 C35218.0
19.00 16 32 92 3 43.5 15.5 C30519.0
20.00 20 38 104 3 53.5 19.5 C30520.0 C35220.0
22.00 20 38 104 3 53.5 19.5 C30522.0
25.00 25 45 121 3 - - C30525.0
28.00 25 45 121 8 - - C30528.0
30.00 25 45 121 3 - - C30530.0
32.00 32 53 133 3 - - C30532.0
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/ \ /
| \40° 20
C159 HSSE W -; m]!m 20° 18358 : 8 A > a[ﬂslu
Y =3 v
/ | VT I /
C169 HSSE W £ qu ane 14035 [pN e§ L& DN
4 Y C—3  mien v d
C1 59 ® Drazk. frézy
® LlinoHoYHblE dpesbl
C1 69 ® Frezy palcowe do rowkdw na wpusty
® Drazkovacie frézy
C159 « 1.1 6.1 6.2 63 7.1 7.2 7.3 8.1 8.2
« 1.2 13 21 2.2 41 51
cC169 « 11 1.2 61 6.2 63 71 7.2 7.3 8.1 8.2
« 13 21 22 23 41 42 51 52
C159 C169
dz 1
- Iy- -
h

2.00 - 20.00 2.00 - 20.00
d, d, L, L L, d,
2 oh, ) C159 c169
mm mm mm mm z mm mm
2.00 6 7 51 2 - - C1592.0 C1692.0
3.00 6 8 52 2 - - C1593.0 C1693.0
4.00 6 11 55 2 - - C1594.0 C1694.0
5.00 6 13 57 2 - - C1595.0 C1695.0
6.00 6 13 57 2 - - C1596.0 C1696.0
7.00 10 16 66 2 - - C1597.0 C1697.0
8.00 10 19 69 2 - - C1598.0 C1698.0
10.00 10 22 72 2 - - C15910.0 C16910.0
11.00 12 22 79 2 - - C15911.0
12.00 12 26 83 2 - - C15912.0 C16912.0
14.00 12 26 83 2 37.5 11.5 C15914.0 C16914.0
16.00 16 32 92 2 43.5 15.5 C15916.0 C16916.0
18.00 16 32 92 2 43.5 15.5 C15918.0 C16918.0
20.00 20 38 104 2 53.5 19.5 C15920.0 C16920.0
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owo ME g v ¢ WD B 0w T,
f f ° DIN {/
cass "R % w3 Wﬂ!m #gg ) :w. k10 [;‘ 2 gadk

C336 . Jonovere
C358 . Loy aconocione

C336 = 6.1 6.2 63 71 7.2 7.3 8.1 8.2
« 1.1 1.2 1.3 21 2.2 41 51
C358 =« 1.2 61 6.2 63 71 7.2 73 74 8.1 8.2
« 11 13 21 22 23 41 42 51 52
C336 C358
I

10.00 - 30.00 10.00 - 30.00
d, d, I, I, 1, d,
(%) oh, 7] C336 C358
mm mm mm mm z mm mm
10.00 10 22 72 5 315 9.5 C33610.0 C35810.0
12.00 12 26 83 3 375 11.5 C33612.0 C35812.0
14.00 12 26 83 5 375 11.5 C33614.0 C35814.0
15.00 12 26 83 3 375 11.5 C33615.0
16.00 16 32 92 5 43.5 15.5 C33616.0 C35816.0
18.00 16 32 92 3 43.5 15.5 C33618.0 C35818.0
20.00 20 38 104 5 53.5 19.5 C33620.0 C35820.0
22.00 20 38 104 3 53.5 19.5 C33622.0 C35822.0
25.00 25 45 121 5 64.5 24.5 C33625.0 C35825.0
30.00 25 45 121 3 64.5 245 C33630.0 C35830.0
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DORMER
C167 HSSE u] N

® Stopkoveé frézy
C1 67 ® KoHueBble dpesbl
® Frezy walcowo-czotowe

e Stopkové frézy

B P

)

130°
V2

DiN
18354

[

1
A s U

C167 = 1.1 1.2 51 6.1 6.2 6.3
« 13 14 24 31 3.2 3.3 34 |41 4.2 5.2 71 7.2 1.3 8.1

o h,
mm mm
6.00 6
8.00 8
10.00 10
12.00 12
16.00 16

mm
13
19
22
26
32

mm
180
180
200
200
200

NNNMNNNN

c167

j

6.00 - 16.00

C167

C1676.0
C1678.0
C16710.0
C16712.0
C16716.0
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C122 HSSE uj N

C122

B3 P

3

Stopkové frézy
KoHueBble chpesbl
Frezy walcowo-czotowe
Stopkové frézy

W) 2200 i S e !;L

C122 = 11 12 51 64 62 63
. 13 14 21 31 32 33 34 41 42 52 71 72 73 841
C122
| P |
I - Iz |"|1I| T
- |3 -
| I
5.00 - 30.00

d, d, I, I, I, d,
2 h, c122
mm mm mm mm z mm mm
5.00 ) 22 65 2 - - C1225.0
6.00 6 27 75 2 - - C1226.0
7.00 8 33 85 2 - - C1227.0
8.00 8 33 85 2 - - C1228.0
10.00 10 40 95 2 - - C12210.0
12.00 12 45 110 2 - - C12212.0
14.00 12 52 125 2 - - C12214.0
16.00 16 58 140 2 69.5 15.5 C12216.0
18.00 16 65 150 2 76.5 15.5 C12218.0
20.00 20 70 160 2 85.5 19.5 C12220.0
22.00 20 75 170 2 90.5 19.5 C12222.0
25.00 25 82 185 2 101.5 24.5 C12225.0
30.00 25 90 205 2 109.5 24.5 C12230.0
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° DIN € m
C346 HSSE u] N £ WW] “"?g 18358 J e§ L& O
oy =3 3

® Stopkoveé frézy
C346 ® KoHueBble dpesbl

® Frezy walcowo-czotowe

e Stopkové frézy
C346 =« 1.2 41 51 6.1 6.2 6.3

« 11 13 14 21 31 3.2 33 34 42 52 71 7.2 8.1
C346
h
3.00 - 20.00

d1 d2 |2 I1 |3 d3
2 oh, o C346
mm mm mm mm z mm mm
3.00 6 12 56 3 - - C3463.0
4.00 6 19 63 3 - - C3464.0
5.00 6 24 68 B - - C3465.0
6.00 6 24 68 3 - - C3466.0
7.00 10 30 80 B - - C3467.0
8.00 10 38 88 3 - - C3468.0
9.00 10 38 88 3 - - C3469.0
10.00 10 45 95 3 - - C34610.0
11.00 12 45 102 3 - - C34611.0
12.00 12 53 110 3 - - C34612.0
13.00 12 53 110 3 64.5 1.5 C34613.0
14.00 12 53 110 3 64.5 11.5 C34614.0
15.00 12 58 110 3 64.5 1.5 C34615.0
16.00 16 63 123 3 74.5 15.5 C34616.0
18.00 16 63 123 3 74.5 15.5 C34618.0
20.00 20 75 141 3 90.5 19.5 C34620.0
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st B S ko U o

c209 MRE w N ooz il

e
o

5 i v12° —=s 4K
hssE (Y z il Tl \5° o ., on
co07 3N W N A HHJ: vi2° [11,5—33 mm. k10 L ou 844K
C299 oo,
CI07 . cooireny

C299 =« 13 14 15 21 23 3.1 3.2 33 34 42 43 51 52 53 6.2 74
« 1.6 22 441
C907 = 1.3 14 15 1.6 21 22 23 3.1 3.2 33 34 42 43 51 52 53 6.2 74
« 44
C299
h

3.00 - 25.00 3.00 - 32.00
d, d, 1, I, I, d,
o oh, o C299 Cc907
mm mm mm mm z mm mm
3.00 6 8 52 3 = > C2993.0 C9073.0
4.00 6 11 55 3 - - €2994.0 €9074.0
5.00 6 13 57 3 = > C2995.0 C9075.0
6.00 6 13 57 3 - - €2996.0 €9076.0
8.00 10 19 69 4 = > C2998.0 C9078.0
10.00 10 22 72 4 31.5 9.5 €29910.0 €90710.0
12.00 12 26 83 4 37.5 1.5 €29912.0 €90712.0
14.00 12 26 83 4 37.5 11.5 C29914.0 C90714.0
16.00 16 32 92 4 43.5 15.5 C€29916.0 C90716.0
18.00 16 32 92 4 43.5 15.5 €29918.0 €90718.0
20.00 20 38 104 4 53.5 19.5 C€29920.0 €90720.0
22.00 20 38 104 5 53.5 19.5 €90722.0
25.00 25 45 121 5 64.5 24.5 C€29925.0 C90725.0
28.00 25 45 121 6 64.5 245 €90728.0
30.00 25 45 121 6 64.5 24.5 €90730.0
32.00 32 53 133 6 72.5 315 €90732.0
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coos HESE ﬁ! voog W s S e B oo

| =53
o DN ‘ m

coo HSSE Il z Ay M3. s A 0 4 o

PM Y C3 e v
Cg 0 3 ® Stopkové frézy

® KoHueBble dpesbl
C92 0 ® Frezy walcowo-czotowe
® Stopkové frézy

C03 « 13 14 15 21 23 3.1 3.2 33 3.4 42 43 51 52 53 6.2 74

- 1.6 2.2 41
C920 - 1.3 14 15 16 21 2.2 23 31 3.2 33 34 42 43 51 52 53 62 74

- 441

C903 C920
6.00 - 25.00 6.00 - 25.00

d1 dZ IZ I1 |3 d3
) oh, @ €903 €920
mm mm mm mm z mm mm
6.00 6 24 68 3 - C9036.0 C9206.0
8.00 10 38 88 4 - - C9038.0 C9208.0
10.00 10 45 95 4 54.5 9.5 C90310.0 C92010.0
12.00 12 53 110 4 64.5 11.5 C90312.0 C92012.0
14.00 12 53 110 4 64.5 11.5 C90314.0 C92014.0
16.00 16 63 123 4 74.5 15.5 C90316.0 C92016.0
18.00 16 63 123 4 74.5 15.5 C90318.0 C92018.0
20.00 20 75 141 4 90.5 19.5 C90320.0 C92020.0
22.00 22 75 141 5 90.5 19.5 C90322.0 C92022.0
25.00 25 90 166 5 109.5 245 C90325.0 C92025.0
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i} }'.30‘ DIN < . m:, DIN
. 18358 I k10 L u B44K

caa7 MRE w N z g

48 i vi2® —=s
HSS-E ] z i ',[ i} A30°  gas < : m B R
C246 PM W N 46 HJJ: 1'I"12 3 1o . k10 3 844K
C247 . oo,
C246 . ooy

C247 = 1.1 1.2 1.3 41 5.1 6.1 6.2 6.3
« 14 21 31 3.2 33 34 42 52 71 7.2 73 81

C246 = 1.1 1.2 13 1.4 3.1 3.2 33 34 41 42 51 52 6.1 6.2 6.3
« 15 1.6 21 2.3 43 5.3 64 1 2 13 4 8.1

Cc247
l4
2.00 - 50.00 2.00 - 32.00

d, d, d, L, L L d,
) 2 oh, ) c247 C246
Inch mm mm mm mm z mm mm

2.00 6 7 51 4 - - C2472.0 C2462.0

2.50 6 8 52 4 - - C2472.5

3.00 6 8 52 4 - - C2473.0 C2463.0
1/8 3.18 6 10 54 4 - - C2471/8 D

3.50 6 10 54 4 - - C2473.5

4.00 6 11 55 4 - - C2474.0 C2464.0

4.50 6 11 55 4 - - C2474.5
3/16 4.76 6 13 57 4 - - C2473/16 "

5.00 6 13 57 4 - - C2475.0 C2465.0

5.50 6 13 57 4 - - C2475.5

6.00 6 13 57 4 - - C2476.0 C2466.0
1/4 6.35 10 16 66 4 - - C2471/4 N

6.50 10 16 66 4 - - C2476.5

7.00 10 16 66 4 - - C2477.0 C2467.0

7.50 10 16 66 4 - - C2477.5
5/16 7.94 10 19 69 4 - - C2475/16 "

8.00 10 19 69 4 - - C2478.0 C2468.0

8.50 10 19 69 4 - - C2478.5

9.00 10 19 69 4 - - C2479.0 C2469.0

9.50 10 19 69 4 - - C2479.5
3/8 9.52 10 22 72 4 31.5 9.5 C2473/8 i

10.00 10 22 72 4 31.5 9.5 C24710.0 C24610.0

11.00 12 22 79 4 - - C24711.0 C24611.0

12.00 12 26 83 4 37.5 11.5 C24712.0 C24612.0
1/2 12.70 12 26 83 4 37.5 11.5 C2471/2 i

13.00 12 26 83 4 37.5 115 C24713.0 C24613.0

" tolerance priimeéru + .0025” / -.0005” / gonyck Ha anameTp +0.0025 atoiima / -0.0005 atovima / Tolerancja $rednicy +.0025 cala/ -.0005 cala / toler-
ancia priemeru + .0025” / -.0005” / toleranca premera +.0025 col / -.0005 col

420



d, d, d, L, L L d,
) 2 oh, ) C247 C246
Inch mm mm mm mm z mm mm

14.00 12 26 83 4 37.5 115 C24714.0 C24614.0
9/16 14.29 12 26 83 4 37.5 115 C2479/16 "

15.00 12 26 83 4 37.5 115 C24715.0 C24615.0
5/8 15.88 16 32 92 4 43.5 15.5 C2475/8 D

16.00 16 32 92 4 43.5 15.5 C24716.0 C24616.0

17.00 16 32 92 4 43.5 15.5 C24717.0

18.00 16 32 92 4 43.5 15.5 C24718.0 C24618.0

19.00 16 32 92 4 43.5 15.5 C24719.0
3/4 19.05 20 38 104 4 53.5 18.5 C2473/4 i)

20.00 20 38 104 4 53.5 19.5 C24720.0 C24620.0

21.00 20 38 104 4 53.5 19.5 C24721.0

22.00 20 38 104 5 53.5 19.5 C24722.0 C24622.0
7/8 22.22 20 38 104 5 53.5 19.5 C2477/8 i)

23.00 20 38 104 5 53.5 19.5 C24723.0

24.00 25 45 121 5 64.5 23.5 C24724.0

25.00 25 45 121 5 64.5 24.5 C24725.0 C24625.0
1¢ 25.40 25 45 121 5 64.5 24.5 C2471 i

26.00 25 45 121 6 64.5 24.5 C24726.0

28.00 25 45 121 6 64.5 24.5 C24728.0 C24628.0

30.00 25 45 121 6 64.5 24.5 C24730.0 C24630.0

32.00 32 53 133 6 72.5 31.5 C24732.0 C24632.0

36.00 32 53 133 6 72.5 31.5 C24736.0 29

40.00 40 63 155 6 84.5 39.0 C24740.0 29

50.00 50 75 177 8 96.5 48.0 C24750.0 23

" tolerance primeéru + .0025” / -.0005” / gonyck Ha anameTp +0.0025 groiima / -0.0005 atovima / Tolerancja $rednicy +.0025 cala/ -.0005 cala / toler-
ancia priemeru + .0025” / -.0005” / toleranca premera +.0025 col / -.0005 col

2 Bez stiediciho britu / Be3 nepekpbiTusi LeHTpa / Bez ostrza centralnego / Bez strediaceho britu

9 Pouze HSS-E. / BoaMOXeH 3aka3 UCMOMHEHWSI TONbKO U3 GbicTpopexyLein ctanu / Dostepne tylko jako HSS-E / Iba HSCo / Dobavljiv samo HSS-E
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cars HSE ﬂ! voog U s s S e Ko oow

E=3 v o
/ ° DIN 4/
C295 HSS-E u N Z ii F,H H'I A30 & 18358 ‘ \_. k10 P BT‘TL
PM + i V12" 3 g v
C273 ® Stopkové frézy
® KoHueBble dpesbl
C 29 5 ® Frezy walcowo-czotowe
® Stopkové frézy
C273 =« 1.1 1.2 13 41 51 6.1 6.2 6.3
« 14 21 31 3.2 33 3.4 42 52 71 7.2 73 8.1
C295 =« 11 1.2 13 14 3.1 3.2 33 34 41 42 51 52 6.1 6.2 6.3
« 15 16 21 23 43 53 64 71 7.2 7.3 74 81
C273 C295
h
2.00 - 40.00 2.00 - 40.00
d, d, d, 1 1 L, d,
2 2 oh, 2 c273 C295
Inch mm mm mm mm z mm mm
2.00 6 10 54 4 - - C2732.0 C2952.0
2.50 6 12 56 4 - - C2732.5
3.00 6 12 56 4 - - C2733.0 C2953.0
1/8 3.18 6 15 59 4 - - C2731/8 n
3.50 6 15 59 4 - - C2733.5
4.00 6 19 63 4 - - C2734.0 C2954.0
4.50 6 19 63 4 - - C2734.5
3/16 4.76 6 24 68 4 - - C2733/16 "V
5.00 6 24 68 4 - - C2735.0 C2955.0
5.50 6 24 68 4 - - C2735.5
6.00 6 24 68 4 - - C2736.0 C2956.0
1/4 6.35 10 30 80 4 - - C2731/4 n
7.00 10 30 80 4 - - C2737.0 C2957.0
8.00 10 38 88 4 - - C2738.0 C2958.0
9.00 10 38 88 4 - - C2739.0 C2959.0
3/8 9.52 10 45 95 4 54.5 9.5 C2733/8 n
10.00 10 45 95 4 54.5 9.5 C27310.0 C29510.0
11.00 12 45 102 4 - - C27311.0 C29511.0
12.00 12 53 110 4 64.5 1.5 C27312.0 C29512.0
1/2 12.70 12 53 110 4 64.5 1.5 C2731/2 n
13.00 12 53 110 4 64.5 11.5 C27313.0 C29513.0
14.00 12 53 110 4 64.5 11.5 C27314.0 C29514.0
15.00 12 53 110 4 64.5 11.5 C27315.0 C29515.0
5/8 15.88 16 63 123 4 74.5 15.5 C2735/8 n

" tolerance priméru + .0025” / -.0005” / ponyck Ha anameTp +0.0025 atorima / -0.0005 atovima / Tolerancja $rednicy +.0025 cala/ -.0005 cala / toler-
ancia priemeru + .0025” / -.0005” / toleranca premera +.0025 col / -.0005 col
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d, d, d, L, 8 L d,
) 2 oh, ) C273 C295
Inch mm mm mm mm z mm mm
16.00 16 63 123 4 74.5 15.5 C27316.0 C29516.0
18.00 16 63 123 4 74.5 15.5 C27318.0 C29518.0
3/4 19.05 20 75 141 4 90.5 18.5 C2733/4 1)
20.00 20 75 141 4 90.5 19.5 C27320.0 C29520.0
22.00 20 75 141 5) 90.5 19.5 C27322.0 C29522.0
7/8 22.22 20 75 141 5 90.5 19.5 C2737/8 D
25.00 25 90 166 5) 109.5 24.5 C27325.0 C29525.0
1 25.40 25 90 166 5 109.5 24.5 C2731 D
28.00 25 90 166 6 109.5 24.5 C27328.0 C29528.0
30.00 25 90 166 6 109.5 24.5 C27330.0 C29530.0
32.00 32 106 186 6 125.5 31.5 C27332.0 C29532.0
36.00 32 106 186 6 125.5 31.5 C27336.0 23
1.1/2 38.10 40 125 217 6 146.5 37.0 C2731.1/2 29
40.00 40 125 217 6 146.5 39.0 C27340.0 23 (C29540.0 23

" tolerance priméru + .0025” / -.0005” / ponyck Ha anameTp +0.0025 arorima / -0.0005 pgrorima / Tolerancja $rednicy +.0025 cala/ -.0005 cala / toler-
ancia priemeru + .0025” / -.0005” / toleranca premera +.0025 col / -.0005 col

2 Bez stfediciho bfitu / Bea nepekpbiTus LeHTpa / Bez ostrza centralnego / Bez strediaceho britu

% Pouze HSCo. / Bo3amoxeH 3aka3 NCNOoSHeHWs TONbKo 13 BeicTpopesxyLuen ctanuy / Dostgpne tylko jako HSCo / Iba HSCo / Dobavljiv samoHSCo
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C166 HSSE uj w oz Wm #gg:

Stopkové frézy
KoHueBble chpesbl
Frezy walcowo-czotowe
Stopkové frézy

C166

niN
18358

E=S

oo B oo

|

c166 = 1.1 6.1 6.2 63 7.1 7.2 7.3 8.1 8.2
« 1.2 13 214 2.2 41 51

d, d, I, I,

[ oh,

mm mm mm mm r4
6.00 6 24 68 2
7.00 10 30 80 2
8.00 10 38 88 2
9.00 10 38 88 2
10.00 10 45 95 2
12.00 12 53 110 2
14.00 12 53 110 2
16.00 16 63 123 2

424

C166

6.00 - 16.00

C166

C1666.0
C1667.0
C1668.0
C1669.0
C16610.0
C16612.0
C16614.0
C16616.0



C333 Hgﬁf u] W
C359 H%?,lf u] W

C333 | Jonoveres
C359 . Loy aconoccione

L
iy
= e
==
—

\0° on € /B
H 125° 18358 \_I k10 @3 a'i'fl.

o DIN ’
HH #gg, 18358 :;u. k10 v-'> BTATL

L
ity
L
==

C333 = 61 72
= 14 1.2 13 24 22 B =1 I D
c359 * 12 64 72 7.3 74
© 14 13 21 22 23 41 42 51 52 62 71
C333 C359
10.00 - 30.00 10.00 - 30.00
d, d, I, I, I, d,
2 oh, 2 C333 C359
mm mm mm mm z mm mm
10.00 10 45 95 3 54.5 9.5 C33310.0 C35910.0
12.00 12 53 110 3 64.5 115 C33312.0 C35912.0
14.00 12 53] 110 3 64.5 11.5 C33314.0 C35914.0
16.00 16 63 123 3 74.5 15.5 C33316.0 C35916.0
18.00 16 63 123 3 74.5 15.5 C33318.0 C35918.0
20.00 20 75 141 3 90.5 19.5 C33320.0 C35920.0
25.00 25 90 166 & 109.5 245 C33325.0 C35925.0
30.00 25 90 166 3 109.5 245 C33330.0 C35930.0
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Hrubovaci frézy

YepHoBble KOHLEBbIE dpesbl

Frezy walcowo-czotowy do obrobki zgrubnej
Hrubovacie frézy

C365

C365 = 6.1 6.2 6.3 7.1 7.2 7.3 8.1 8.2
« 11 1.2 1.3 2.1 S5 5

10.00 - 30.00

d, d, I, I, I, d,

2 oh, 2 C365
mm mm mm mm r4 mm mm

10.00 10 22 72 3 315 95 C36510.0
12.00 12 26 83 3 37.5 11.5 C36512.0
14.00 12 26 83 3 37.5 1.5 C36514.0
16.00 16 32 92 3 435 15.5 C36516.0
18.00 16 32 92 4 435 15.5 C36518.0
20.00 20 38 104 4 53.5 19.5 C36520.0
25.00 25 45 121 4 64.5 24.5 C36525.0
30.00 25 45 121 4 64.5 24.5 C36530.0
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C324 "oy 3 ag vq2e K .. 327D
Lzt Y C3  teora 3o
® Hrubovaci frézy
C324 ® YepHoBble KOHLEBbIe hpesbl
® Frezy walcowo-czotowy do obrébki zgrubnej
e Hrubovacie frézy
C324 = 14 15 16 21 2.2 23 31 3.2 33 34 42 43 52 53 6.2 74
« 1.3 41 51 64
C324
H
8.00 - 30.00
d, d, 1 L 1, d,
2 oh, 2 C324
mm mm mm mm z mm mm
8.00 10 11 61 & - - C3248.0
10.00 10 13 63 3 22.5 9.5 C32410.0
12.00 12 16 73 & 27.5 11.5 C32412.0
14.00 12 16 73 3 27.5 11.5 C32414.0
16.00 16 19 79 3 30.5 15.5 C32416.0
18.00 16 19 79 3 30.5 15.5 C32418.0
20.00 20 22 88 3 37.5 19.5 C32420.0
22.00 20 22 88 3 375 19.5 C32422.0
25.00 25 26 102 3 45.5 24.5 C32425.0
28.00 25 26 102 3 45.5 24.5 C32428.0
30.00 25 26 102 3 45.5 24.5 C32430.0
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cozz ME u z iiﬁ!'} 133, m'm. k12 I;-‘f QI

Hrubovaci frézy

YepHoBble KOHLEBbIE dpesbl

Frezy walcowo-czotowy do obrobki zgrubnej
Hrubovacie frézy

C922

C922 =« 14 15 16 21 22 23 31 3.2 33 34 42 43 52 53 6.2 T4
« 1.3 41 5.1 64

C922
I
6.00 - 40.00

d, d, 1 I, I, d,
(7] oh, (7] C922
mm mm mm mm z mm mm
6.00 6 13 57 3 - - C9226.0
7.00 10 16 66 3 - - C9227.0
8.00 10 19 69 3 - - C9228.0
9.00 10 19 69 3 - - C9229.0
10.00 10 22 72 3 31.5 9.5 C92210.0
11.00 12 22 79 3 - - C92211.0
12.00 12 26 83 3 375 1.5 C92212.0
13.00 12 26 83 3 375 1.5 C92213.0
14.00 12 26 83 3 37.5 1.5 C92214.0
15.00 12 26 83 3 375 1.5 C92215.0
16.00 16 32 92 3 435 15.5 C92216.0
18.00 16 32 92 3 435 15.5 C92218.0
20.00 20 38 104 3 53.5 19.5 C92220.0
22.00 20 38 104 3 53.5 19.5 C92222.0
24.00 25 45 121 4 64.5 235 C92224.0
25.00 25 45 121 4 64.5 245 C92225.0
26.00 25 45 121 4 64.5 24.5 C92226.0
28.00 25 45 121 4 64.5 24.5 C92228.0
30.00 25 45 121 4 64.5 24.5 C92230.0
32.00 32 53 133 4 72.5 315 C92232.0
36.00 32 53 133 4 72.5 31.0 C92236.0
40.00 40 63 155 4 84.5 39.0 C92240.0
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N HRA T T SO . i/
C428 HEEHFE u 41"5 i”i”} 2° 18358 mm. k12 I;‘_;} aliﬂﬂu

® Hrubovaci frézy
C428 ® YepHoBble KOHLEBbIe hpesbl

® Frezy walcowo-czotowy do obrébki zgrubne;j

® Hrubovacie frézy
C428 « 14 15 16 21 22 23 31 3.2 3.3 34 42 43 52 53 6.2 74

« 1.3 41 51 64
C428
- I3 -
I
6.00 - 40.00

d, d, 1 L 1, d,
2 oh, 2 C428
mm mm mm mm z mm mm
6.00 6 13 57 4 - - C4286.0
7.00 10 16 66 4 - - C4287.0
8.00 10 19 69 4 - - C4288.0
9.00 10 19 69 4 - - C4289.0
10.00 10 22 72 4 31.5 9.5 C42810.0
11.00 12 22 79 4 - - C42811.0
12.00 12 26 83 4 37.5 11.5 C42812.0
13.00 12 26 83 4 37.5 11.5 C42813.0
14.00 12 26 83 4 37.5 11.5 C42814.0
15.00 12 26 83 4 37.5 1.5 C42815.0
16.00 16 32 92 4 43.5 15.5 C42816.0
18.00 16 32 92 4 43.5 15.5 C42818.0
20.00 20 38 104 4 53.5 19.5 C42820.0
22.00 20 38 104 4 53.5 19.5 C42822.0
25.00 25 45 121 6 64.5 24.5 C42825.0
28.00 25 45 121 6 64.5 24.5 C42828.0
30.00 25 45 121 6 64.5 24.5 C42830.0
32.00 32 53 133 6 72.5 315 C42832.0
36.00 32 53 133 6 72.5 31.0 C42836.0
40.00 40 63 155 6 84.5 39.0 C42840.0
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C492

Hrubovaci frézy

Hrubovacie frézy

YepHoBble KOHLEBbIE dpesbl
Frezy walcowo-czotowy do obrobki zgrubnej

Z
36

gy s

vi2°

oiN
18358

E=S

- {/
m;m. k12 gf BA4L

C492 « 13 14 15 16 21 2.2 23 31 3.2 3.3 34 42 43 52 53 62 74
« 41 51 64
C492
6.00 - 30.00
d, d, 1, I, I, d,
2 gh, 2 C492
mm mm mm mm z mm mm
6.00 6 24 68 3 - - C4926.0
8.00 10 38 88 3 - - C4928.0
10.00 10 45 95 4 54.5 95 C49210.0
12.00 12 53 110 4 64.5 1.5 C49212.0
14.00 12 53 110 4 64.5 1.5 C49214.0
16.00 16 63 123 4 74.5 15.5 C49216.0
18.00 16 63 123 4 74.5 15.5 C49218.0
20.00 20 75 141 4 90.5 19.5 C49220.0
22.00 20 75 141 4 90.5 19.5 C49222.0
25.00 25 90 166 6 109.5 24.5 C49225.0
30.00 25 90 166 6 109.5 24.5 C49230.0
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C407 HgfﬂrE % NRA 41"5 WH!”J #?g, 18358 l k12 LA B[ﬂqli

Hsse M) WA igene a3sc o om, € X, on
c908 "5 u A FH‘H L M-ﬁ. k12 %2> a4k

C 407 ® Hrubovaci frézy
® epHoBble KOHLIEBbIE hpesbl
Cgo 8 ® Frezy walcowo-czotowy do obrébki zgrubne;j
® Hrubovacie frézy
C407 = 1.2 13 14 15 21 23 3.1 3.2 3.3 34 42 43 52 53 6.2
« 11 16 22 41 51 64 74
C908 = 1.3 1.4 15 21 2.2 23 31 3.2 3.3 34 42 43 52 53 6.2
- 1.6 41 51 64 7.4
C908
dq
6.00 - 40.00 6.00 - 40.00
d, d, L, L 1, d,
2 oh, ) C407 C908
mm mm mm mm z mm mm
6.00 6 13 57 4 - - C4076.0 C9086.0
7.00 10 16 66 4 - - C4077.0 C9087.0
8.00 10 19 69 4 - - C4078.0 C9088.0
9.00 10 19 69 4 - - C4079.0 C9089.0
10.00 10 22 72 4 31.5 9.5 C40710.0 C90810.0
11.00 12 22 79 4 - - C40711.0 C90811.0
12.00 12 26 83 4 37.5 11.5 C40712.0 C90812.0
13.00 12 26 83 4 375 11.5 C40713.0 C90813.0
14.00 12 26 83 4 37.5 11.5 C40714.0 C90814.0
15.00 12 26 83 4 375 11.5 C40715.0 C90815.0
16.00 16 32 92 4 43.5 15.5 C40716.0 C90816.0
18.00 16 32 92 4 43.5 15.5 C40718.0 C90818.0
20.00 20 38 104 4 53.5 19.5 C40720.0 C90820.0
22.00 20 38 104 4 53.5 19.5 C40722.0 C90822.0
25.00 25 45 121 6 64.5 24.5 C40725.0 C90825.0
28.00 25 45 121 6 64.5 24.5 C40728.0 C90828.0
30.00 25 45 121 6 64.5 24.5 C40730.0 C90830.0
32.00 32 53 133 6 72.5 315 C40732.0 C90832.0
36.00 32 53 133 6 72.5 31.0 C90836.0
40.00 40 63 155 6 84.5 39.0 C40740.0 C90840.0
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C944
C948

® Hrubovaci frézy

® epHoBble KOHLEBbIE hpesbl

® Frezy walcowo-czotowy do obrébki zgrubne;j
® Hrubovacie frézy

135°
vi2°

135°
vi2°

E=S

E=S

12:;!;3 1~\I k12 U‘,y DIN
=

e @ a2 B o
K N

B844L

B44L

C944 =« 1314 15 21 2.3 31 3.2 3.3 3.4 4.2 43 52 53 6.2 7.4
« 16 2.2 41 51 6.4
C948 =« 1.3 14 15 16 21 2.2 23 31 3.2 3.3 3.4 42 4.3 52 53 6.2 74
«+ 41 51 64
C948

| ’° |

] TR [

il ) K f

- I3 -
h
6.00 - 40.00 6.00 - 32.00

d1 dZ IZ I1 I3 d3
[} oh, [} Cc944 C948
mm mm mm mm ¥4 mm mm
6.00 6 24 68 4 - - C9446.0 C9486.0
8.00 10 38 88 4 - - C9448.0 C9488.0
10.00 10 45 95 4 54.5 9.5 C94410.0 C94810.0
12.00 12 53 110 4 64.5 1.5 C94412.0 C94812.0
14.00 12 53 110 4 64.5 1.5 C94414.0 C94814.0
16.00 16 63 123 4 74.5 15.5 C94416.0 C94816.0
18.00 16 63 123 4 74.5 15.5 C94818.0
20.00 20 75 141 4 90.5 19.5 C94420.0 C94820.0
25.00 25 90 166 6 109.5 24 .5 C94425.0 C94825.0
30.00 25 90 166 6 109.5 24 .5 C94830.0
32.00 32 106 186 6 125.5 31.5 C94432.0 C94832.0
40.00 40 125 217 6 - - C94440.0
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Hrubovaci frézy

YepHoBble KOHLEBbIE dpesbl

Frezy walcowo-czotowy do obrobki zgrubnej
Hrubovacie frézy

C921

) /
m;m. k10 gj‘ 844K

C921 = 13 14 15 16 21 2.2 23 31 3.2 33 34 42 43 52 53 6.2 T4

- 41 51 6.4
I

6.00 - 32.00
d, d, 1 I, 1, d,
(7] oh, (7] C921
mm mm mm mm z mm mm
6.00 6 13 57 3 - - C9216.0
8.00 10 19 69 4 - - C9218.0
10.00 10 22 72 4 31.5 9.5 C92110.0
12.00 12 26 83 4 375 1.5 C92112.0
14.00 12 26 83 4 375 1.5 C92114.0
16.00 16 32 92 4 435 15.5 C92116.0
18.00 16 32 92 4 435 15.5 C92118.0
20.00 20 38 104 4 53.5 19.5 C92120.0
22.00 20 38 104 5 53.5 19.5 C92122.0
25.00 25 45 121 5 64.5 24.5 C92125.0
28.00 25 45 121 6 64.5 245 C92128.0
30.00 25 45 121 6 64.5 24.5 C92130.0
32.00 32 53 133 6 725 31.5 C92132.0
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C 400 ® Hrubovaci frézy

® epHoBble KOHLeBbIe hpesbl
C 41 3 ® Frezy walcowo-czotowy do obrébki zgrubne;j

® Hrubovacie frézy

C400 = 1.2 1.3 6.2 6.3

= 1114 21 31 3.2 33 34 41 42 51 52 6.1 7.2 7.3 81
C413 = 1.2 13 1.4 31 3.2 33 34 42 52 6.2 6.3

= 1115 16 21 23 41 43 51 53 61 64 72 73 7.4 81

C400 C413
6.00 - 50.00 6.00 - 32.00

d1 d2 I2 I1 |3 d3
2 oh, ] C400 C413
mm mm mm mm z mm mm
6.00 6 13 57 4 - - C4006.0 C4136.0
7.00 10 16 66 4 - - C4007.0
8.00 10 19 69 4 - - C4008.0 C4138.0
9.00 10 19 69 4 - - C4009.0
10.00 10 22 72 4 - - C40010.0 C41310.0
11.00 12 22 79 4 - - C40011.0
12.00 12 26 83 4 - - C40012.0 C41312.0
13.00 12 26 83 4 375 11.5 C40013.0
14.00 12 26 83 4 375 11.5 C40014.0 C41314.0
15.00 12 26 83 4 375 11.5 C40015.0
16.00 16 32 92 4 43.5 15.5 C40016.0 C41316.0
18.00 16 32 92 4 43.5 15.5 C40018.0 C41318.0
20.00 20 38 104 4 53.5 19.5 C40020.0 C41320.0
22.00 20 38 104 4 53.5 19.5 C40022.0 C41322.0
25.00 25 45 121 5 64.5 24.5 C40025.0 C41325.0
26.00 25 45 121 5 64.5 24.5 C40026.0
28.00 25 45 121 5 64.5 24.5 C40028.0 C41328.0
30.00 25 45 121 5 64.5 24.5 C40030.0 C41330.0
32.00 32 53 133 6 725 31.0 C40032.0 C41332.0
40.00 40 63 155 6 84.5 39.0 C40040.0
50.00 50 75 177 6 96.5 48.0 C40050.0
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C403 HSSE ﬂ i & imm ﬁg SN P > gaaL

| E=3
] NF | a30°0 o N / DIN
C429 HSSE u h ””]w y2: == m\. k12 7 gaaL

Hrubovaci frézy

YepHoBble KOHLEBbIE Ppesbl

Frezy walcowo-czotowy do obrébki zgrubnej
Hrubovacie frézy

C403
C429

C403 = 1.2 1.3 6.2 6.3

« 1114 21 31 3.2 3.3 34 41 42 51 52 61 7.2 73 8.1
C429 = 1.2 13 14 31 3.2 3.3 3.4 42 52 6.2 6.3

« 11 15 1.6 21 2.3 |41 43 |51 53 61 64 F2 3 4 8.1

C403 C429

10.00 - 50.00 10.00 - 32.00
d1 d2 I2 I1 I3 d3
2 oh, o C403 C429
mm mm mm mm z mm mm
10.00 10 45 95 4 - - C40310.0 C42910.0
12.00 12 53 110 4 - - C40312.0 C42912.0
14.00 12 53 110 4 64.5 11.5 C40314.0 C42914.0
16.00 16 63 123 4 74.5 15.5 C40316.0 C42916.0
18.00 16 63 123 4 74.5 15.5 C40318.0 C42918.0
20.00 20 75 141 4 90.5 19.5 C40320.0 C42920.0
22.00 20 75 141 4 90.5 19.5 C40322.0
25.00 25 90 166 5 109.5 24.5 C40325.0 C42925.0
30.00 25 90 166 5 109.5 24.5 C40330.0 C42930.0
32.00 32 106 186 6 125.5 31.0 C40332.0 C42932.0
36.00 32 106 186 6 125.5 31.5 C40336.0
40.00 40 125 217 6 146.5 39.0 C40340.0
45.00 40 125 217 6 146.5 39.5 C40345.0
50.00 50 150 252 6 171.5 48.0 C40350.0
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il A30° ou /| DIN
C500 u Z w 18358 P
HSS'E N 2 i : \r,12" [:3 . Ea i 327D
s -
/ il az0° .om. W /A
C503 HSSE U N £ i - S L R e8 B KON
. C3 1w J
C50 0 e Kopirovaci frézy
® Ball Nose
C503 ® Frezy kuliste
e Kopirovacie frézy
C500 = 1.1 1.2 41 5.1 6.1 6.2 6.3
= 1.3 14 21 31 32 33 34 42 52 71 7.2 73 8A
C503 = 1.1 1.2 13 14 3.1 3.2 3.3 34 41 42 51 52 6.1 6.2 6.3
« 15 16 21 23 43 53 64 71 7.2 7.3 74 81
C500 C503
¥

2.00 - 25.00 2.00 - 25.00
d, r d, 1 1, I, d,
o #0.05 oh, o C500 C503
mm mm mm mm mm z mm mm
2.00 1.00 6 4 48 2 - - C5002.0 C5032.0
3.00 1.50 6 5 49 2 - - C5003.0 C5033.0
4.00 2.00 6 7 51 2 - - C5004.0 C5034.0
5.00 2.50 6 8 52 2 - - C5005.0 C5035.0
6.00 3.00 6 8 52 2 - - C5006.0 C5036.0
7.00 3.50 10 10 60 2 - - C5007.0 C5037.0
8.00 4.00 10 1 61 2 - - C5008.0 C5038.0
9.00 4.50 10 1 61 2 - - C5009.0 C5039.0
10.00 5.00 10 13 63 2 - - C50010.0 C50310.0
11.00 5.50 12 13 70 2 - - C50011.0 C50311.0
12.00 6.00 12 16 73 2 - - C50012.0 C50312.0
13.00 6.50 12 16 73 2 27.5 11.5 C50013.0 C50313.0
14.00 7.00 12 16 73 2 275 11.5 C50014.0 C50314.0
15.00 7.50 12 16 73 2 27.5 11.5 C50015.0 C50315.0
16.00 8.00 16 19 79 2 30.5 15.5 C50016.0 C50316.0
18.00 9.00 16 19 79 2 30.5 15.5 C50018.0 C50318.0
20.00 10.00 20 22 88 2 37.5 19.5 C50020.0 C50320.0
25.00 12.50 25 26 102 2 45.5 245 C50025.0 C50325.0
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C505 HSS-E iﬂ N

e Kopirovaci frézy
C505 ® Ball Nose
® Frezy kuliste
L]

Kopirovacie frézy

C505 « 1.1 1.2 41 51 6.1 6.2 6.3
« 13 14 21 31 3.2 33 34 42 52 71 7.2 73 8.1
C505
3.00 - 30.00
d, r d, 1, 1, I, d,
o #0.05 oh, o C505
mm mm mm mm mm r4 mm mm
3.00 1.50 6 8 52 2 - - C5053.0
4.00 2.00 6 11 55 2 - - C5054.0
5.00 2.50 6 13 57 2 - - C5055.0
6.00 3.00 6 13 57 2 - - C5056.0
8.00 4.00 10 19 69 2 - - C5058.0
10.00 5.00 10 22 72 2 - - C50510.0
12.00 6.00 12 26 83 2 - - C50512.0
14.00 7.00 12 26 83 2 37.5 1.5 C50514.0
16.00 8.00 16 32 92 2 435 15.5 C50516.0
20.00 10.00 20 38 104 2 53.5 19.5 C50520.0
22.00 11.00 20 38 104 2 53.5 19.5 C50522.0
25.00 12.50 25 45 121 2 64.5 24.5 C50525.0
28.00 14.00 25 45 121 2 64.5 24.5 C50528.0
30.00 15.00 25 45 121 2 64.5 24.5 C50530.0
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C511 HSSE iﬂ N

Kopirovaci frézy
Ball Nose

Frezy kuliste
Kopirovacie frézy

C511

C511 = 1.1 1.2 41 51 6.1 6.2 6.3
« 13 14 21 3.1 3.2 33 34 42 5.2 71 7.2 T3 8.1

Cc511
3.00 - 25.00
d, r d, I, I I, d,
2 £0.05 oh, 2 c511
mm mm mm mm mm r4 mm mm
3.00 1.50 6 8 56 2 - - C5113.0
4.00 2.00 6 11 63 2 - - C5114.0
5.00 2.50 6 13 68 2 - - C5115.0
6.00 3.00 6 13 68 2 - - C5116.0
8.00 4.00 10 19 88 2 - - C5118.0
10.00 5.00 10 22 95 2 - - C51110.0
12.00 6.00 12 26 110 2 - - C51112.0
14.00 7.00 12 26 110 2 64.5 1.5 C51114.0
16.00 8.00 16 32 123 2 74.5 15.5 C51116.0
18.00 9.00 16 32 123 2 74.5 15.5 C51118.0
20.00 10.00 20 38 141 2 90.5 19.5 C51120.0
25.00 12.50 25 45 166 2 109.5 24.5 C51125.0
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€800 HSSE I N £
|
® Frézy T-drazky
C 8 o 0 e Ope3sbl Ana 06paboTkn T-06pasHbIx Nasos
® Frezy do rowkow teowych
® Frézy T-drazky

}'|.1 su CiN1835
10 =

q B

= w}
Q=

C800 = 1.1 1.2 13 14 15 16 21 22 23 31 3.2 33 34 41 42 43 51 52 53 6.1
6.2 6.3 64 71 7.2 7.3 74 8.1 101
C800
- B
l..'.-..;"'ﬁ
11.00 - 50.00
B d, d, 1 L d,
(%} T o oh, C800
mm mm DIN650 mm mm mm mm z
4.0 11.00 5 4 6.5 53.5 10 6 C80011.0X5.0
6.0 12.50 6 5 9 57.0 10 6 C80012.5X6.0
8.0 16.00 8 7 12 62.0 10 6 C80016.0X8.0
8.0 18.00 10 8 15 70.0 12 6 C80018.0X10.0
9.0 21.00 12 10 18 74.0 12 8 C80021.0X12.0
11.0 25.00 14 12 20 82.0 16 8 C80025.0X14.0
14.0 32.00 18 15 26 90.0 16 8 C80032.0X18.0
18.0 40.00 22 19 27 108.0 25 8 C80040.0X22.0
22.0 50.00 28 25 34 124.0 32 8 C80050.0X28.0
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Cc810

C810

HSS

Frézy T-drazky
Ppe3sbl Ans 06paboTkn T-06pa3HbIX Nasos

Frezy do rowkow teowych

Frézy T-drazky

T

A2
v10

oiN
18350

s

1 |
A a1 4

cC810 = 11 1.2 13 14 21 31 3.2 3.3 34 41 51 61 6.2 6.3 6.4 71 7.2 7.3
« 1.5 1.6 22 23 42 43 52 53 7.4 8.1 101
Cc810
- B
3
dy dz
k
Iy '
12.50 - 1.61/64
B B d, d, d, 1 L d, d,
(%] (%] T (7] (7] 30,-0.025 C810
Inch mm Inch mm DIN650 mm mm mm Inch mm z
6.00 12.50 6.0 5.00 11 57.0 10.0 6 C8106.0
1/4 6.35 37/64 14.68 1/4 6.35 14 60.5 12 12.7 6 C8101/4
8.00 16.00 8.0 7.00 13 61.0 10.0 6 C8108.0
5/16 7.94 45/64 17.86 5/16 7.15 17 65.0 12 12.7 6 C8105/16
8.00 18.00 10.0 8.00 17 65.0 12.0 6 C81010.0
9.00 21.00 12.0 10.00 20 69.0 12.0 6 C81012.0
23/64 9.13 53/64 21.03 3/8 8.75 19 68.5 1/2 12.7 6 C8103/8
27/64 10.72 61/64 24.21 716 9.50 22 73.0 12 12.7 6 C8107/16
11.00 25.00 14.0 12.00 23 79.0 16.0 6 C81014.0
15/32 11.91 1.5/64 27.38 1/2 11.90 24 76.0 1/2 12.7 6 C8101/2
12.00 28.00 16.0 13.00 23 76.0 16.0 6 C81016.0
37/64 14.68 1.21/64 33.73 5/8 14.30 30 101.5 1“ 25.4 8 C8105/8
14.00 32.00 18.0 15.00 27 98.0 25.0 8 C81018.0
16.00 36.00 20.0 17.00 30 100.0 25.0 8 C81020.0
11/16 17.46 1.33/64 38.50 3/4 17.45 35 109.5 1“ 25.4 8 C8103/4
18.00 40.00 22.0 19.00 33 108.0 25.0 8 C81022.0
51/64 20.24 1.45/64 43.26 7/8 20.65 40 117.5 1“ 25.4 8 C8107/8
29/32 23.02 1.61/64 49.61 1“ 23.80 47 127.0 1“ 25.4 8 C8101
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|
® Frézy T-drazky
C 82 5 e Ope3sbl Ana 06paboTkn T-06pasHbIx Nasos
® Frezy do rowkow teowych
® Frézy T-drazky

C825 = 11 1.2 13 14 15 1.6 21 22 23 3.1 3.2 33 34 41 42 43 5.1 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 8.1 101

C825

Iz .
h — L) L} |
40.00 - 63.00
B d, d, L, L d,
o o oh, 825

mm mm mm mm mm mm z
3 40 19.2 46 100 20 8 C8253.0X40.0
4 40 19.2 45 100 20 8 C8254.0X40.0
5 40 19.2 44 100 20 8 C8255.0X40.0
6 40 19.2 43 100 20 8 C8256.0X40.0
8 40 19.2 41 100 20 8 C8258.0X40.0
10 40 19.2 39 100 20 8 C82510.0X40.0
6 63 24.2 67 130 25 12 C8256.0X63.0
8 63 24.2 65 130 25 12 C8258.0X63.0
10 63 24.2 63 130 25 12 C82510.0X63.0
12 63 24.2 61 130 25 12 C82512.0X63.0
14 63 24.2 59 130 25 12 C82514.0X63.0
16 63 24.2 57 130 25 12 C82516.0X63.0
18 63 24.2 55 130 25 12 C82518.0X63.0
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Frézy T-drazky

Ppe3sbl Ans 06paboTkn T-06pa3HbIX Nasos
Frezy do rowkéw teowych

Frézy T-drazky

C801

C801 = 1.1 1.2 13 14 1.5 1.6 21 22 23 3.1 3.2 33 34 41 42 43 51 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 8.1 101

C801
B
16.00 - 32.00

B d, d, [ L d,

2 T 2 oh, C801
mm mm DIN650 mm mm mm mm z
8.0 16.0 8 7 10 62 10 6 C80116.0X8.0
8.0 18.0 10 8 13 70 12 6 C80118.0X10.0
9.0 21.0 12 10 16 74 12 6 C80121.0X12.0
11.0 25.0 14 12 17 82 16 8 C80125.0X14.0
14.0 32.0 18 15 22 90 16 8 C80132.0X18.0
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Frézy pro drazky Woodruff
['pnbkoBble dpesbl

Frezy do rowkéw na wpusty Woodruff
Frézy pre drazky Woodruff

C822

C822 = 11 1.2 13 14 15 1.6 21 22 23 3.1 3.2 33 34 41 42 43 5.1 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 8.1 101

C822

e

dy dz

=]
=

f ; w\Ym

4.50 - 45.50

B d, I, d,
o oh, c822

mm mm mm mm z
1.0 4.50 50 6 6 C8224.5X1.0
15 7.50 50 6 6 C8227.5X1.5
2.0 7.50 50 6 6 C8227.5X2.0
2.0 10.50 50 6 8 C82210.5X2.0
25 10.50 50 6 8 C82210.5X2.5
3.0 10.50 50 6 8 C82210.5X3.0
3.0 13.50 56 10 8 C82213.5X3.0
4.0 13.50 56 10 8 C82213.5X4.0
3.0 16.50 56 10 8 C82216.5X3.0
4.0 16.50 56 10 8 C82216.5X4.0
5.0 16.50 56 10 8 C82216.5X5.0
3.0 19.50 63 10 6 C82219.5X3.0
4.0 19.50 63 10 10 C82219.5X4.0
5.0 19.50 63 10 10 C82219.5X5.0
5.0 22.50 63 10 10 C82222.5X5.0
6.0 22.50 63 10 10 C82222.5X6.0
8.0 22.50 63 10 10 C82222.5X8.0
6.0 25.50 63 10 12 C82225.5X6.0
6.0 28.50 63 10 12 C82228.5X6.0
8.0 28.50 63 10 12 C82228.5X8.0
10.0 28.50 71 12 12 €82228.5X10.0
8.0 32.50 71 12 12 C82232.5X8.0
10.0 32.50 71 12 12 £82232.5X10.0
10.0 45.50 71 12 12 C82245.5X10.0
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Ce20 HSS Li& N e mm 3 U mm

Frézy pro drazky Woodruff
'pnbkoBble dpesbl

Frezy do rowkéw na wpusty Woodruff
Frézy pre drazky Woodruff

C820

C820 = 1.1 1.2 13 14 21 22 31 3.2 33 34 41 51 6.1 62 63 71 7.2 7.3
« 1.5 1.6 23 42 43 52 53 64 74 8.1 101

C820
= B =
1|_
d3
— l
(W |
10.50 - 45.50
B B d, d, d, 1 1 d, d,
(7] (7] (7] (7] @0,-0.025 C820
Nr. Inch mm Inch mm mm mm mm Inch mm z
2.00 10.50 3.90 10 57.0 12.0 6 C82010.5X2.0
2.50 10.50 3.90 10 57.0 12.0 6 C82010.5X2.5
3.00 10.50 4.20 10 57.0 12.0 6 C82010.5X3.0
204 1/16 1.59 1/2 12.70 3.30 10 57.0 12 12.7 6 C820204
304 3/32 2.38 1/2 12.70 4.05 10 57.0 1/2 12.7 6 C820304
404 1/8 3.18 1/2 12.70 4.85 10 57.0 12 12.7 6 C820404
2.00 13.50 4.00 10 57.0 12.0 6 C82013.5X2.0
2.50 13.50 4.00 10 57.0 12.0 6 C82013.5X2.5
3.00 13.50 5.00 10 57.0 12.0 6 C82013.5X3.0
4.00 13.50 5.00 10 57.0 12.0 6 C82013.5X4.0
305 3/32 2.38 5/8 15.88 4.85 10 57.0 1/2 12.7 6 C820305
405 1/8 3.18 5/8 15.88 5.65 10 57.0 1/2 12.7 6 C820405
505 5/32 3.97 5/8 15.88 6.35 10 57.0 1/2 12.7 6 C820505
2.50 16.50 4.00 10 57.0 12.0 6 C82016.5X2.5
3.00 16.50 5.00 10 57.0 12.0 6 C82016.5X3.0
4.00 16.50 5.00 10 57.0 12.0 6 C82016.5X4.0
5.00 16.50 5.60 10 57.0 12.0 6 C82016.5X5.0
406 1/8 3.18 3/4 19.05 5.50 10 57.0 1/2 12.7 6 C820406
506 5/32 3.97 3/4 19.05 6.35 10 57.0 1/2 12.7 6 C820506
606 3/16 4.76 3/4 19.05 715 10 57.0 12 12.7 6 C820606
3.00 19.50 5.60 10 57.0 12.0 6 C82019.5X3.0
4.00 19.50 5.60 10 57.0 12.0 6 C82019.5X4.0
5.00 19.50 6.00 10 57.0 12.0 6 C82019.5X5.0
507 5/32 3.97 7/8 22.23 6.35 10 63.5 12 12.7 8 C820507
607 3/16 4.76 7/8 22.23 715 10 63.5 1/2 12.7 8 C820607
707 7132 5.56 718 22.23 7.95 10 63.5 12 12.7 8 C820707
807 1/4 6.35 7/8 22.23 8.75 10 63.5 1/2 12.0 8 C820807
4.00 22.50 5.60 10 63.5 12.0 8 C82022.5X4.0
5.00 22.50 6.00 10 63.5 12.0 8 C82022.5X5.0
6.00 22.50 6.50 10 63.5 12.0 8 C82022.5X6.0
608 3/16 4.76 1“ 25.40 715 10 70.0 1/2 12.7 8 C820608
708 7132 5.56 1“ 25.40 7.95 10 70.0 1/2 12.7 8 C820708
808 1/4 6.35 1“ 25.40 8.75 10 70.0 1/2 12.7 8 C820808
1008 5/16 7.94 1“ 25.40 10.30 10 70.0 1/2 12.7 8 C8201008
5.00 25.50 7.50 10 70.0 12.0 8 C82025.5X5.0
6.00 25.50 7.50 10 70.0 12.0 8 C82025.5X6.0
7.00 25.50 8.00 10 70.0 12.0 8 C82025.5X7.0
8.00 25.50 8.00 10 70.0 12.0 8 C82025.5X8.0
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Nr.

609
709
809
1009
610
710
810
1010
1210

811
1011
1211

812
1012
1212

Inch

3/16
7/32
1/4
5/16
3/16
7/32
1/4
5/16
3/8

1/4
5/16
3/8

1/4
5/16
3/8

mm
5.00
6.00
7.00
8.00
4.76
5.56
6.35
7.94
4.76
5.56
6.35
7.94
9.53
5.00
6.00
7.00
8.00
6.35
7.94
9.53
6.00
7.00
8.00
9.00
6.35
7.94
9.53
7.00
8.00
9.00
10.00
10.00

Inch

1.1/8
1.1/8
1.1/8
1.1/8
1.1/4
1.1/4
1.1/4
1.1/4
1.1/4

1.3/8
1.3/8
1.3/8

1.1/2
1.1/2
1.1/2

mm

28.50
28.50
28.50
28.50
28.58
28.58
28.58
28.58
31.75
31.75
31.75
31.75
31.75
32.50
32.50
32.50
32.50
34.93
34.93
34.93
35.50
35.50
35.50
35.50
38.10
38.10
38.10
38.50
38.50
38.50
38.50
45.50

mm
8.00
8.50
8.50
9.00
7.95
8.75
9.50
11.10
7.95
8.75
9.50
11.10
11.95
8.00
8.50
8.50
9.00
11.10
11.95
11.95
9.50
9.50
11.50
11.50
11.10
11.95
11.95
10.50
11.50
11.50
11.50
11.50

mm
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20

mm
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
70.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0
76.0

Inch

1/2
12
1/2
172
1/2
172
1/2
172
1/2

12
12
12

1/2
1/2
1/2

20,-0.025
mm
12.0
12.0
12.0
12.0
127
127
127
127
127
127
127
127
12.7
12.0
12.0
12.0
12.0
127
127
127
120
12.0
120
12.0
127
127
127
12.0
12.0
12.0
12.0
12.0

0 00 00 00 0 © 0O N

C820

C82028.5X5.0
C82028.5X6.0
C82028.5X7.0
C82028.5X8.0
C820609
C820709
C820809
C8201009
C820610
C820710
C820810
C8201010
C8201210
C82032.5X5.0
C82032.5X6.0
C82032.5X7.0
C82032.5X8.0
C820811
C8201011
C8201211
C82035.5X6.0
C82035.5X7.0
C82035.5X8.0
C82035.5X9.0
C820812
C8201012
C8201212
C82038.5X7.0
C82038.5X8.0
C82038.5X9.0
C82038.5X10.0
C82045.5X10.0
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C837 HSS %

C837

Rybinovité frézy

['pnbkoBble dpesbl Ans 06paboTku Na3oB TMNa “NacToYkuH XBocT”
Frezy do rowkéw trapezowych

Rybinovité frézy

N

\0°
y0°

oiN
18350

s

1~\I

m@

c837 = 11 1.2 13 14 21 31 3.2 3.3 34 41 51 61 6.2 63 71 7.2 7.3

« 1.5 16 22 23 42 43 52 53 64 74 8.1

C837
13.00 - 1.1/2

B d, d, d, I I, d, d,
b (7] (7] (7] 30,-0.025 C837

mm Inch mm mm mm mm Inch mm z
45° 3.0 13.00 4.75 16.5 63.5 12.00 6 C83713.0
45° 4.0 5/8 15.88 6.35 17.5 66.5 12 12.70 6 C8375/8
45° 4.0 16.00 6.35 17.5 66.5 12.00 6 C83716.0
45° 5.5 19.00 6.35 16.0 66.5 12.00 6 C83719.0
45° i5) 3/4 19.05 6.35 16.0 66.5 1/2 12.70 6 C8373/4
45° 6.5 22.00 715 16.0 68.5 12.00 6 C83722.0
45° 6.5 7/8 22.23 715 16.0 68.5 1/2 12.70 6 C8377/8
45° 7.5 25.00 7.95 16.5 70.0 12.00 6 C83725.0
45° 8.0 1“ 25.40 7.95 16.0 70.0 1/2 12.70 6 C8371
45° 8.5 28.00 9.55 17.0 71.5 16.00 6 C83728.0
45° 8.5 1.1/4 31.75 11.10 16.0 74.5 5/8 15.88 8 C8371.1/4
45° 8.5 32.00 11.10 16.0 74.5 16.00 8 C83732.0
45° 9.5 1.3/8 34.93 11.90 16.5 78.0 1“ 25.40 8 C8371.3/8
45° 9.5 35.00 11.90 16.5 78.0 25.00 8 C83735.0
45° 10.5 38.00 12.70 16.0 78.5 25.00 8 C83738.0
45° 10.5 1.1/2 38.10 12.70 16.0 78.5 1“ 25.40 8 C8371.1/2
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A 3 \0° on % m
C835 HSS N & g 2 e ?
& LS
Rybinovité frézy
'pnbkoBble dpesbl Ans 06paboTku Na3oB TMNa “NacToYkMH XBoCT”
Frezy do rowkéw trapezowych
Rybinovité frézy

C835

C835 = 11 1.2 13 14 21 3.1 3.2 33 34 41 51 61 62 63 7.1 7.2 7.3
« 1.5 1.6 22 23 4.2 4.3 52 53 64 74 81

C835

Y/

12-1.1/2

B d, d, d, 1 L d, d,
b (7] (7] (7} 30,-0.025 C835

mm Inch mm mm mm mm Inch mm z
60° 4.0 1/2 12.70 715 16.5 63.50 12 12.70 6 C8351/2
60° 4.0 13.00 715 16.5 63.50 12.00 6 C83513.0
60° 5.5 5/8 15.88 7.55 18.0 66.50 1/2 12.70 6 C8355/8
60° 5.5 16.00 7.55 18.0 66.50 12.00 6 C83516.0
60° 7.0 19.00 8.35 17.5 67.50 12.00 6 C83519.0
60° 7.0 3/4 19.05 8.35 17.5 67.50 12 12.70 6 C8353/4
60° 9.5 22.00 8.75 15.0 67.50 12.00 6 C83522.0
60° 9.5 718 22.23 8.75 15.0 67.50 1/2 12.70 6 C8357/8
60° 12.0 25.00 8.75 15.0 70.00 12.00 6 C83525.0
60° 12.0 1“ 25.40 8.75 15.0 70.00 1/2 12.70 6 C8351
60° 12.5 28.00 11.10 15.5 73.00 16.00 6 C83528.0
60° 12.5 1.1/8 28.58 11.10 15.5 73.00 5/8 15.88 6 C8351.1/8
60° 13.5 32.00 12.70 16.0 74.50 16.00 8 C83532.0
60° 13.5 1.1/4 31.75 12.70 16.0 74.50 5/8 15.88 8 C8351.1/4
60° 14.5 1.3/8 34.93 12.70 16.0 82.50 1“ 25.40 8 C8351.3/8
60° 14.5 35.00 12.70 16.0 82.50 25.00 8 C83535.0
60° 16.0 38.00 17.45 16.0 84.00 25.00 8 C83538.0
60° 16.0 1.1/2 38.10 17.45 16.0 84.00 1“ 25.40 8 C8351.1/2
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I I ° DIN € /
Z A0 18358 \] : u . DIN
C830 HSS'E - N 1012 vﬂﬂ 1516 1833c
® Rybinovité frézy
C 8 30 ® [pubkoBble hpesbl Ans 06paboTkn Na3oB TMNa “NAacTOYKUH XBOCT”
® Frezy do rowkow trapezowych
® Rybinovité frézy

C830 = 11 1.2 13 14 1.5 1.6 21 22 23 3.1 3.2 33 34 41 42 43 5.1 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 8.1 101

C830

y7 |\

12.00 - 32.00

B d, I, d,
b 2 oh, C830

mm mm mm mm z
45° 35 12.0 54 10 10 C83012.0X45
45° 4.0 16.0 60 12 10 C83016.0X45
45° 5.0 20.0 63 12 10 C83020.0X45
45° 6.3 25.0 67 12 10 C83025.0X45
45° 8.0 32.0 71 16 12 C83032.0X45
60° 5.0 12.0 54 10 10 C83012.0X60
60° 6.3 16.0 60 12 10 C83016.0X60
60° 8.0 20.0 63 12 10 C83020.0X60
60° 10.0 25.0 67 12 10 C83025.0X60
60° 12,5 32.0 71 16 12 C83032.0X60
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° DIN < |/
£ A0 18358 J : u .» DIN
C831 HSS'E N 1012 vn' m ]51& 1833D
® Fréza rybinovita inverzni
C 8 31 ® [pubkoBble hpesbl Ans 06paboTkn NasoB TMNa “ 06paTHbIN NacTOYKUH XBOCT”
® Frez przeciwstawny do rowkow trapezowych
® Fréza rybinovita inverzna

C831 = 11 1.2 13 14 15 1.6 21 22 23 3.1 3.2 33 34 41 42 43 5.1 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 8.1 101

Cc831

N

12.00 - 32.00

B d, I, d,
b 2 oh, c831

mm mm mm mm z
45° 35 12.0 54 10 10 C83112.0X45
45° 4.0 16.0 60 12 10 C83116.0X45
45° 5.0 20.0 63 12 10 C83120.0X45
45° 6.3 25.0 67 12 10 C83125.0X45
45° 8.0 32.0 71 16 12 C83132.0X45
60° 5.0 12.0 54 10 10 C83112.0X60
60° 6.3 16.0 60 12 10 C83116.0X60
60° 8.0 20.0 63 12 10 C83120.0X60
60° 10.0 25.0 67 12 10 C83125.0X60
60° 12,5 32.0 71 16 12 C83132.0X60
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HSS : Wijln e g S /B
C710 P N Al DORMER
N 4 ! : vﬂn mD -
® Tvarové frézy radiusové
C71 0 ® KoHueBas dpesa Ans CHATUA paguyCHbIX acok
® Frezy do promieni
® Tvarové frézy radiusové

C710 = 1.1 1.2 13 14 21 22 31 3.2 33 34 41 42 51 52 6.1 62 63 7.1 7.2 7.3
« 15 1.6 23 43 53 64 74 101

C710

4

116 -1/2

d, d, d, L

r 2 oh, 2 C710
Inch Inch Inch mm mm z

1/16 3/8 3/8 9.53 60.5 4 C7101/16
3/32 7116 3/8 9.53 60.5 4 C7103/32
1/8 1/2 1/2 12.70 60.5 4 C7101/8
5/32 9/16 12 12.70 60.5 4 C7105/32
3/16 5/8 5/8 15.88 60.5 4 C7103/16
7132 3/4 5/8 15.88 63.5 4 C7107/32
1/4 7/8 5/8 15.88 63.5 4 C7101/4
5/16 1“ 1 25.40 73.0 4 C7105/16
3/8 1.1/16 1“ 25.40 76.0 4 C7103/8
716 1.3/16 1“ 25.40 79.5 4 C7107/16
1/2 1.3/8 1“ 25.40 82.5 4 C7101/2
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\0° DIN < m
C700 HSSE J : Hﬂﬁq 18358 = AR DORMER
N 4_5 ] : ?ﬂn m -
® Tvarové frézy radiusové
C 7 0 0 ® KoHueBas dpesa Ans CHATUA paguycHblX acok
® Frezy do promieni
® Tvarové frézy radiusové

C700 = 11 1.2 13 14 15 1.6 21 22 23 3.1 3.2 33 34 41 42 43 5.1 52 53 6.1
6.2 6.3 64 71 7.2 7.3 7.4 101

C700

Y

1.00 - 20.00
d, d, I,

r [} oh, C700
mm mm mm mm Y4

1.00 10 10 60 4 C7001.0
1.50 10 10 60 4 C7001.5
2.00 10 10 60 4 C7002.0
2.50 10 10 60 4 C7002.5
3.00 12 12 60 4 C7003.0
3.50 12 12 60 4 C7003.5
4.00 15 12 60 4 C7004.0
5.00 18 16 70 4 C7005.0
6.00 21 16 70 4 C7006.0
7.00 24 16 70 4 C7007.0
8.00 24 16 70 4 C7008.0
9.00 28 20 85 4 C7009.0
10.00 28 20 85 4 C70010.0
12.00 35 20 100 4 C70012.0
12.50 35 20 100 4 C70012.5
14.00 42 25 100 4 C70014.0
15.00 48 25 105 5 C70015.0
16.00 48 25 105 5 C70016.0
18.00 52 32 115 5 C70018.0
20.00 60 32 115 6 C70020.0
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- o <

a0 HSSE i MS: 1 16
a L

D763 HSSE ﬁ L ﬂﬁ ] js16 8854

Fréza ¢elni a stranova
TpexcTopoHHAs anckoBas dpesa

D200
D763 : recnsasmmnon

D200; D763 = 1.1 1.2 1.3 14 1.5 16 21 22 23 3.1 3.2 33 34 41 42 43 51 52
53 6.1 6.2 63 64 71 7.2 73 74 8.1

- l’1 -
\ ' H '
H H H
e e

d, B
%]
mm mm
50.00 4.0
50.00 5.0
50.00 6.0
50.00 8.0
50.00 10.0
63.00 1.6
63.00 2.0
63.00 25
63.00 3.0
63.00 3.5
63.00 4.0
63.00 5.0
63.00 6.0
63.00 8.0
63.00 10.0
63.00 12.0
63.00 14.0
63.00 16.0
80.00 2.0
80.00 2.5
80.00 3.0
80.00 35
80.00 4.0
80.00 5.0
80.00 6.0
80.00 8.0
80.00 10.0
80.00 12.0
80.00 14.0
80.00 16.0
80.00 20.0
100.00 2.0
100.00 25
100.00 3.0

452

mm
16
16
16
16
16
22
22
22
22
22
22
22
22
22
22
22
22
22
27
27
27
27
27
27
27
27
27
27
27
27
27
32
32
32

16
16
16
16
16
32
32
32
28
28
18
18
18
18
18
18
18
16
36
36
32
32
20
20
20
20
18
18
18
18
18
44
44
40

D200 D763
. w i
i oL T § 3 !
2>~ L | £
& A¥ -
f . ) s L S
Ot |
s A L
oT
50.00 - 200.00 63.00 - 125.00
D200 D763
D20050.0X4.0
D20050.0X5.0
D20050.0X6.0
D20050.0X8.0
D20050.0X10.0
D76363.0X1.6
D76363.0X2.0
D76363.0X2.5
D76363.0X3.0
D76363.0X3.5
D20063.0X4.0
D20063.0X5.0
D20063.0X6.0
D20063.0X8.0
D20063.0X10.0
D20063.0X12.0
D20063.0X14.0
D20063.0X16.0
D76380.0X2.0
D76380.0X2.5
D76380.0X3.0
D76380.0X3.5
D20080.0X4.0
D20080.0X5.0
D20080.0X6.0
D20080.0X8.0
D20080.0X10.0
D20080.0X12.0
D20080.0X14.0
D20080.0X16.0
D20080.0X20.0
D763100.0X2.0
D763100.0X2.5
D763100.0X3.0




d, B d,
2 (2] D200 D763
mm mm mm z

100.00 35 32 40 D763100.0X3.5
100.00 4.0 32 24 D200100.0X4.0

100.00 5.0 32 24 D200100.0X5.0

100.00 6.0 32 24 D200100.0X6.0

100.00 8.0 32 22 D200100.0X8.0

100.00 10.0 32 22 D200100.0X10.0

100.00 12.0 32 20 D200100.0X12.0

100.00 14.0 32 20 D200100.0X14.0

100.00 16.0 32 20 D200100.0X16.0

100.00 18.0 32 20 D200100.0X18.0

100.00 20.0 32 20 D200100.0X20.0

100.00 25.0 32 20 D200100.0X25.0

125.00 2.0 32 44 D763125.0X2.0
125.00 25 32 44 D763125.0X2.5
125.00 3.0 32 44 D763125.0X3.0
125.00 35 32 40 D763125.0X3.5
125.00 4.0 32 40 D763125.0X4.0
125.00 6.0 32 26 D200125.0X6.0

125.00 8.0 32 26 D200125.0X8.0

125.00 10.0 32 24 D200125.0X10.0

125.00 12.0 32 22 D200125.0X12.0

125.00 14.0 32 22 D200125.0X14.0

125.00 16.0 32 22 D200125.0X16.0

125.00 20.0 32 22 D200125.0X20.0

125.00 25.0 32 22 D200125.0X25.0

160.00 8.0 40 28 D200160.0X8.0

160.00 10.0 40 26 D200160.0X10.0

160.00 12.0 40 26 D200160.0X12.0

160.00 14.0 40 24 D200160.0X14.0

160.00 16.0 40 24 D200160.0X16.0

160.00 18.0 40 24 D200160.0X18.0

160.00 20.0 40 24 D200160.0X20.0

200.00 12.0 40 30 D200200.0X12.0

200.00 16.0 40 30 D200200.0X16.0

200.00 20.0 40 30 D200200.0X20.0
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= g
- Fa ° I DIN
D745 HSS Wl 28-100 y15 1838
® Fréza kotoucova, pilka
D7 4 5 e ®dpesa anckoBas oTpesHas
® Frezy pitkowe do metalu
® Fréza kotucova, pilka

D745 = 1.1 1.2 13 14 3.1 3.2 33 6.1 6.2 63 7.1 7.2 7.3 8.1

« 21 22
D745
- dy -
L]
s 1 2 B
T -
da l—
50.00 - 315.00
d, B d,
[} (7] D745
mm mm mm Y4
50.00 0.5 13 48 D74550.0X.5
50.00 0.6 13 48 D74550.0X.6
50.00 0.8 13 40 D74550.0X.8
50.00 1.0 13 40 D74550.0X1.0
50.00 1.2 13 40 D74550.0X1.2
50.00 15 13 32 D74550.0X1.5
50.00 1.6 13 32 D74550.0X1.6
50.00 2.0 13 32 D74550.0X2.0
50.00 25 13 32 D74550.0X2.5
50.00 3.0 13 24 D74550.0X3.0
63.00 0.5 16 64 D74563.0X.5
63.00 0.6 16 48 D74563.0X.6
63.00 0.8 16 48 D74563.0X.8
63.00 1.0 16 48 D74563.0X1.0
63.00 1.2 16 40 D74563.0X1.2
63.00 15 16 40 D74563.0X1.5
63.00 1.6 16 40 D74563.0X1.6
63.00 2.0 16 40 D74563.0X2.0
63.00 25 16 32 D74563.0X2.5
63.00 3.0 16 32 D74563.0X3.0
80.00 0.5 22 64 D74580.0X.5
80.00 0.6 22 64 D74580.0X.6
80.00 0.8 22 64 D74580.0X.8
80.00 1.0 22 48 D74580.0X1.0
80.00 1.2 22 48 D74580.0X1.2
80.00 15 22 48 D74580.0X1.5
80.00 1.6 22 48 D74580.0X1.6
80.00 2.0 22 40 D74580.0X2.0
80.00 25 22 40 D74580.0X2.5
80.00 3.0 22 40 D74580.0X3.0
80.00 4.0 22 32 D74580.0X4.0
80.00 5.0 22 32 D74580.0X5.0
80.00 6.0 22 32 D74580.0X6.0
100.00 0.5 22 80 D745100.0X.5
100.00 0.6 22 80 D745100.0X.6
100.00 0.8 22 64 D745100.0X.8
100.00 1.0 22 64 D745100.0X1.0
100.00 1.2 22 64 D745100.0X1.2
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d, B d,

(7] (7] D745
mm mm mm z

100.00 1.5 22 48 D745100.0X1.5
100.00 1.6 22 48 D745100.0X1.6
100.00 2.0 22 48 D745100.0X2.0
100.00 2.5 22 48 D745100.0X2.5
100.00 3.0 22 40 D745100.0X3.0
100.00 4.0 22 40 D745100.0X4.0
100.00 5.0 22 40 D745100.0X5.0
100.00 6.0 22 32 D745100.0X6.0
125.00 1.0 22 80 D745125.0X1.0
125.00 1.2 22 64 D745125.0X1.2
125.00 1.5 22 64 D745125.0X1.5
125.00 1.6 22 64 D745125.0X1.6
125.00 2.0 22 64 D745125.0X2.0
125.00 2.5 22 48 D745125.0X2.5
125.00 3.0 22 48 D745125.0X3.0
125.00 4.0 22 48 D745125.0X4.0
125.00 5.0 22 40 D745125.0X5.0
125.00 6.0 22 40 D745125.0X6.0
160.00 1.0 32 80 D745160.0X1.0
160.00 1.2 32 80 D745160.0X1.2
160.00 1.5 32 80 D745160.0X1.5
160.00 1.6 32 80 D745160.0X1.6
160.00 2.0 32 64 D745160.0X2.0
160.00 2.5 32 64 D745160.0X2.5
160.00 3.0 32 64 D745160.0X3.0
160.00 4.0 32 48 D745160.0X4.0
160.00 5.0 32 48 D745160.0X5.0
160.00 6.0 32 48 D745160.0X6.0
200.00 1.0 32 100 D745200.0X1.0
200.00 1.2 32 100 D745200.0X1.2
200.00 1.5 32 80 D745200.0X1.5
200.00 1.6 32 80 D745200.0X1.6
200.00 2.0 32 80 D745200.0X2.0
200.00 2.5 32 80 D745200.0X2.5
200.00 3.0 32 64 D745200.0X3.0
200.00 4.0 32 64 D745200.0X4.0
200.00 5.0 32 64 D745200.0X5.0
200.00 6.0 32 48 D745200.0X6.0
250.00 2.0 32 100 D745250.0X2.0
250.00 2.5 32 80 D745250.0X2.5
250.00 3.0 32 80 D745250.0X3.0
250.00 4.0 32 80 D745250.0X4.0
250.00 5.0 32 64 D745250.0X5.0
250.00 6.0 32 64 D745250.0X6.0
315.00 2.5 40 100 D745315.0X2.5
315.00 3.0 40 100 D745315.0X3.0
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= g
- z ° I DIN
D747 HSS Wl 40200 y9 1837
® Fréza kotoucova, pilka
D7 47 e ®dpesa anckoBas oTpesHas
® Frezy pitkowe do metalu
® Fréza kotucova, pilka

D747 = 1.1 1.2 13 14 3.1 3.2 33 6.1 6.2 63 7.1 7.2 7.3 8.1

« 21 22
D747
- dy -
L]
1 2 B
T -
da l—
32.00 - 315.00
d, B d,
[} o D747
mm mm mm Y4
32.00 0.3 8 80 D74732.0X.3
32.00 0.4 8 80 D74732.0X.4
32.00 0.5 8 80 D74732.0X.5
32.00 0.6 8 64 D74732.0X.6
32.00 0.8 8 64 D74732.0X.8
32.00 1.0 8 64 D74732.0X1.0
32.00 1.2 8 48 D74732.0X1.2
32.00 15 8 48 D74732.0X1.5
32.00 1.6 8 48 D74732.0X1.6
32.00 2.0 8 48 D74732.0X2.0
32.00 2.5 8 40 D74732.0X2.5
32.00 3.0 8 40 D74732.0X3.0
40.00 0.3 10 100 D74740.0X.3
40.00 0.4 10 100 D74740.0X.4
40.00 0.5 10 80 D74740.0X.5
40.00 0.6 10 80 D74740.0X.6
40.00 0.8 10 80 D74740.0X.8
40.00 1.0 10 64 D74740.0X1.0
40.00 1.2 10 64 D74740.0X1.2
40.00 15 10 64 D74740.0X1.5
40.00 1.6 10 64 D74740.0X1.6
40.00 2.0 10 48 D74740.0X2.0
40.00 2.5 10 48 D74740.0X2.5
40.00 3.0 10 48 D74740.0X3.0
50.00 0.3 13 128 D74750.0X.3
50.00 0.4 13 100 D74750.0X.4
50.00 0.5 13 100 D74750.0X.5
50.00 0.6 13 100 D74750.0X.6
50.00 0.8 13 80 D74750.0X.8
50.00 1.0 13 80 D74750.0X1.0
50.00 1.2 13 80 D74750.0X1.2
50.00 1.5 13 64 D74750.0X1.5
50.00 1.6 13 64 D74750.0X1.6
50.00 2.0 13 64 D74750.0X2.0
50.00 2.5 13 64 D74750.0X2.5
50.00 3.0 13 48 D74750.0X3.0
50.00 4.0 13 48 D74750.0X4.0
50.00 5.0 13 48 D74750.0X5.0
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d, B d,
(7] (%] D747
mm mm mm z

50.00 6.0 13 40 D74750.0X6.0
63.00 0.3 16 128 D74763.0X.3
63.00 0.4 16 128 D74763.0X.4
63.00 05 16 128 D74763.0X.5
63.00 0.6 16 100 D74763.0X.6
63.00 0.8 16 100 D74763.0X.8
63.00 1.0 16 100 D74763.0X1.0
63.00 1.2 16 80 D74763.0X1.2
63.00 15 16 80 D74763.0X1.5
63.00 1.6 16 80 D74763.0X1.6
63.00 2.0 16 80 D74763.0X2.0
63.00 25 16 64 D74763.0X2.5
63.00 3.0 16 64 D74763.0X3.0
63.00 4.0 16 64 D74763.0X4.0
63.00 5.0 16 48 D74763.0X5.0
63.00 6.0 16 48 D74763.0X6.0
80.00 0.4 22 160 D74780.0X.4
80.00 05 22 128 D74780.0X.5
80.00 0.6 22 128 D74780.0X.6
80.00 0.8 22 128 D74780.0X.8
80.00 1.0 22 100 D74780.0X1.0
80.00 1.2 22 100 D74780.0X1.2
80.00 15 22 100 D74780.0X1.5
80.00 1.6 22 100 D74780.0X1.6
80.00 2.0 22 80 D74780.0X2.0
80.00 25 22 80 D74780.0X2.5
80.00 3.0 22 80 D74780.0X3.0
80.00 4.0 22 64 D74780.0X4.0
80.00 5.0 22 64 D74780.0X5.0
80.00 6.0 22 64 D74780.0X6.0
100.00 05 22 160 D747100.0X.5
100.00 0.6 22 160 D747100.0X.6
100.00 0.8 22 128 D747100.0X.8
100.00 1.0 22 128 D747100.0X1.0
100.00 1.2 22 128 D747100.0X1.2
100.00 15 22 100 D747100.0X1.5
100.00 1.6 22 100 D747100.0X1.6
100.00 2.0 22 100 D747100.0X2.0
100.00 25 22 100 D747100.0X2.5
100.00 3.0 22 80 D747100.0X3.0
100.00 4.0 22 80 D747100.0X4.0
100.00 5.0 22 80 D747100.0X5.0
100.00 6.0 22 64 D747100.0X6.0
125.00 1.0 22 160 D747125.0X1.0
125.00 1.2 22 128 D747125.0X1.2
125.00 15 22 128 D747125.0X1.5
125.00 1.6 22 128 D747125.0X1.6
125.00 2.0 22 128 D747125.0X2.0
125.00 25 22 100 D747125.0X2.5
125.00 3.0 22 100 D747125.0X3.0
125.00 4.0 22 100 D747125.0X4.0
125.00 5.0 22 80 D747125.0X5.0
125.00 6.0 22 80 D747125.0X6.0
160.00 1.0 32 160 D747160.0X1.0
160.00 1.2 32 160 D747160.0X1.2
160.00 15 32 160 D747160.0X1.5
160.00 1.6 32 160 D747160.0X1.6
160.00 2.0 32 128 D747160.0X2.0
160.00 25 32 128 D747160.0X2.5
160.00 3.0 32 128 D747160.0X3.0
160.00 4.0 32 100 D747160.0X4.0
160.00 5.0 32 100 D747160.0X5.0
160.00 6.0 32 100 D747160.0X6.0
200.00 1.0 32 200 D747200.0X1.0
200.00 1.2 32 200 D747200.0X1.2
200.00 15 32 160 D747200.0X1.5
200.00 1.6 32 160 D747200.0X1.6
200.00 2.0 32 160 D747200.0X2.0
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d, B d,
(7] (%] D747
mm mm mm z

200.00 25 32 160 D747200.0X2.5
200.00 3.0 32 128 D747200.0X3.0
200.00 4.0 32 128 D747200.0X4.0
200.00 5.0 32 128 D747200.0X5.0
200.00 6.0 32 100 D747200.0X6.0
250.00 2.0 32 200 D747250.0X2.0
250.00 25 32 160 D747250.0X2.5
250.00 3.0 32 160 D747250.0X3.0
250.00 4.0 32 160 D747250.0X4.0
250.00 5.0 32 128 D747250.0X5.0
250.00 6.0 32 128 D747250.0X6.0
315.00 25 40 200 D747315.0X2.5
315.00 3.0 40 200 D747315.0X3.0
315.00 4.0 40 160 D747315.0X4.0
315.00 5.0 40 160 D747315.0X5.0
315.00 6.0 40 160 D747315.0X6.0
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sg B z . A |
= , <
D753 HSS ﬁ et y18 Iy .

Fréza kotoucova, pilka
Ppesa guckosas oTpesHas

D752
F itk d |
D753 . re oo ks

D752; D753 = 1.1 1.2 13 14 3.1 3.2 33 6.1 62 63 71 7.2 7.3 8.1
« 214 22

D752 D753

200.00 - 350.00 250.00 - 350.00
d, B d, d, d, i, d, i d, i,
o o P o o ) 2 D752 D753
mm mm mm z mm mm mm mm mm mm mm mm
200 18 32 80 8 100 8 45 9 50 11 63  D752200.0X1.8X80
200 18 32 100 6 100 8 45 9 50 11 63  D752200.0X1.8X100
225 20 32 90 8 100 8 45 9 50 11 63  D752225.0X2.0X90
225 20 32 120 6 100 8 45 9 50 11 63  D7522250X2.0X120
250 20 32 100 8 100 8 45 9 50 11 63 D753250.0X2.0
250 20 32 128 6 100 8 45 9 50 11 63  D752250.0X2.0X128
275 25 32 110 8 100 8 45 9 50 11 63  D752275.0X2.5X110
300 25 32 120 8 100 8 45 9 50 11 63 D753300.0X2.5
300 25 32 160 6 100 8 45 9 50 11 63  D752300.0X2.5X160
315 25 32 120 8 100 8 45 9 50 11 63 D753315.0X2.5
35 25 32 160 6 100 8 45 9 50 11 63  D752315.0X2.5X160
30 25 32 140 8 120 8 45 9 50 11 63 D753350.0X2.5
30 25 32 180 6 120 8 45 9 50 11 63  D752350.0X2.5X180
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D750

D751

D750
D751

=
HSS ﬁ I
= £
HSS ﬁ 160-350

Fréza kotoucova, pilka
Ppesa gnckosas oTpesHas
Frezy pitkowe do metalu
Fréza kotucova, pilka

v18°

v18°

A
A

D750; D751 .

« 21 2.2

11 1.2 13 14 31 3.2 33 |61 6.2 6.3 71 7.2 1.3 8.1

mm
200
200
200
225
225
225
250
250
250
275
275
275
300
300
300
315
315
315
350
350
350

460

P e I
EH\ g
LY
4
M i %
24 -\._. 3 _______ }_ ﬂ._:_1d. ds
= :‘,r _;;. I
/ /
] / "4
MLW P
B
B d, d3 d,
(%] P (%] (%]
mm mm r4 mm mm mm
1.8 32 130 S 100 8
1.8 32 160 4 100 8
1.8 32 200 3 100 8
2.0 32 140 5 100 8
2.0 32 180 4 100 8
2.0 32 220 3 100 8
2.0 32 160 5 100 8
2.0 32 200 4 100 8
2.0 32 250 3 100 8
25 32 180 5 100 8
2.5 32 220 4 100 8
2.5 32 280 3 100 8
2.5 32 180 5 100 8
2.5 32 220 4 100 8
25 32 300 3 100 8
25 32 200 5 100 8
2.5 32 240 4 100 8
2.5 32 320 3 100 8
2.5 32 220 5 120 8
2.5 32 280 4 120 8
25 32 350 3 120 8

mm
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

(O(O(O(O(O(DCOQO(O(O(O(O(D(DQO(O(O(O(O(O(DBQmﬂ.

3

mm
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
59
50
50

o

mm

63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63
63

D750

200.00 - 350.00

D751

200.00 - 350.00

D750

D750200.0X1.8

D750225.0X2.0

D750250.0X2.0

D750275.0X2.5

D750300.0X2.5

D750315.0X2.5

D750350.0X2.5

D751
D751200.0X1.8X160
D751200.0X1.8X200

D751225.0X2.0X180
D751225.0X2.0X220

D751250.0X2.0X200
D751250.0X2.0X250

D751275.0X2.5X220
D751275.0X2.5X280

D751300.0X2.5X220
D751300.0X2.5X300

D751315.0X2.5X240
D751315.0X2.5X320

D751350.0X2.5X280
D751350.0X2.5X350




paoo HSE M ON 7 ﬁg ‘\I js16  "UE, - B'%o
pa20 HsSE W' N 2 ﬁg &. js16 MU, R'%o

D 400 ® Nastréné frézy
® HacagHble koHUEeBble dpesbl
D 42 0 ® Frezy nasadzane walcowo-czotowe
® Nastrcné frézy

D400 = 1.1 1.2 1.3 14 21 2.3 3.1 3.2 3.3 34 41 51 6.1 6.2 6.3 7.2 7.3
- 1.5 16 2.2 42 43 52 53 64 7.1 74 8.1 8.2 8.3 10.1
D420 = 1.1 1.2 1.3 14 1.5 1.6 21 22 23 3.1 3.2 3.3 34 41 4.2 43 51 52 53 61
6.2 6.3 64 7.2 7.3 7.4 8.1 10.1
- 7.1 82 83

D400 D420

40.00 - 100.00 40.00 - 100.00
d, B d,
(7] (7] D400 D420
mm mm mm z
40.00 32 16 8 D40040.0 D42040.0
50.00 36 22 8 D40050.0 D42050.0
63.00 40 27 8 D40063.0 D42063.0
80.00 45 27 10 D40080.0 D42080.0
100.00 50 32 12 D400100.0 D420100.0
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D402 HSS'E I'r“. B:-‘iﬂ t?gn u 1516 'BH."). 1%I3Iu
. NR J , .

D422 HSSE L‘"“ & ﬁg “ js16 WV, DN

D 40 2 ® Fréza nastréna, valcova celni
® YepHoBas HacagHas TopueBas dpesa
® Frezy nasadzane walcowo-czotowe do obrébki zgrubne;j
D422 ® Fréza nastréna, valcova ¢elna

D402 = 1.1 1.2 1.3 1.4 2.1 23 3.1 3.2 3.3 34 41 51 6.1 6.2 6.3 7.2 7.3
- 15 1.6 2.2 42 43 52 53 64 7.1 74 8.1 8.2 8.3 10.1

D422 = 1.1 12 1.3 1.4 15 1.6 21 2.2 2.3 3.1 3.2 3.3 3.4 41 4.2 |43 51 52 53 (641

6.2 63 64 7.2 7.3 7.4 8.1 101
71 8.2 8.3

™7

I
| _.%_|l

L

40.00 - 100.00 40.00 - 100.00
d, B d,
(7] (7] D402 D422
mm mm mm z
40.00 32 16 6 D40240.0 D42240.0
50.00 36 22 6 D40250.0 D42250.0
63.00 40 27 8 D40263.0 D42263.0
80.00 45 27 8 D40280.0 D42280.0
100.00 50 32 10 D402100.0 D422100.0
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K100
K101
K102
K103
K104
K200
K201
K202
K203
K204
K300

471
471
471
472
472
473
473
473
473
473
468

K301
K302
K303
K304
K305
K310
K311
K312
K313
K314
K330

468
468
468
468
468
469
469
469
469
469
470

K331
K332
K333
K334
K520
K521
K522
M150
M151
M152
M200

470
470
470
470
474
475
476
477
478
479
480

o 463 - 480




Material
Povlak

Standard

Uhel britu ostfi

MaTepuan
MokpbiTne

CtaHgapT

Yron B nnaHe npwn oTpe3ke

Materiat
Pokrycie
Standard

Kat ostrza

Material
Povlak
Standard

Uhol britu/ ostria

Pouziti MpumeHeHne Zastosowanie Pouzitie
Smér otaceni HanpaeneHue Bpawenna  Kierunek Smer
Velikost desticky Pasmep nnactuHkm Wymiar Ptytki Velkost' dosticky
Typ dopma ceveHns Ksztatt Typ
Tolerance Honyck Tolerancja Tolerancia
L] vynikajici OCHOBHOE NpUMeHeHne Najlepsze zastosowanie Vynikajuce
®  dobry BoamoxHoe npumeHeHve Dobre zastosowanie Dobré
Priklad Mpumep: Na Przyktad Priklad
10 = Fezna rychlost (m/min) +/- 10% 10 = CkopoCTb pe3aHus B M/MUH 10 = predko$¢ skrawania w metrach/ 10 = rychlost’ rezania (m/min) +/- 10%
+-10% minute +/- 10%
Kod Code Kod Kadd
Rozmérova fada AccopTUMEHT Zakres Rozsah
AMG Cesky Pycckui Polski Slovensky
1.1 magneticky mékka OneKTpoTexHuyeckas magnetyczna migkka Magneticky mékka ocel
1.2 konstrukéni uhlikata KoHCTpyKLMOHHas, B TOM Hmcre LiemeHTupyemas konstrukcyjna do naweglania Konstrukéna ocel,uhlikova
1.3  uhlikata YrnepogucTas HernervpoBaHHas weglowa Uhlikova pcel
14  legovana TNernposaHHas stopowa Legovana ocel
1.5 legovand, tvrzena a temperovana JlernpoBaHHas, nocne 3akankv n otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana
1.6  legovang, tvrzena a temperovana JlernposaHHas, nocne 3akankv n otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana
1.7 legovana, tvrzena JlernposaHHas, 3akaneHHas stopowa-hartowana Legovana ocel tvrdena
1.8  legovang, tvrzena JlernpoBaHHasi, 3akaneHHas stopowa-hartowana Legovana ocel tvrdena, ocef odolna oproti opotrebovaniu
21  automatova MoBbiweHHoN o6pabaTbiBaemMoCcTH automatowa Automatova nehrdzavejlca ocel
22 austeniticka AycTeHuTHas austenityczna Austenicka
2.3 feriticka+austeniticka AycTeHuTHo-tbeppuTHas ferrytyczna+austenityczna Feriticka + austenicka, feriticka, martenziticka
24 precipitacné tvrzena ONCNEePCUOHHOE TBEpAEHNE Utwardzane wydzieleniowo Lamelarny grafit (siva)
3.1 lamelarni C nnacTuHyaTbIM rpacuTom szare Lamelarny grafit
3.2 lamelarni C nnacTuHyaTbIM rpacuTom szare Nodularny grafit, temperovana zliatina (tvarna)
3.3 nodularni C wapoBuaHbIM rpacdutomM sferoidalne ciggliwe Nodularny grafit, temperovana zliatina (tvarna)
3.4 nodularni C WwapoBuaHbIM rpacMtom sferoidalne ciagliwe Titan Gisty
41 Gisty TexHNYeCKN YNCTLIN niestopowy Zliatiny titanu
42 slitiny TutaHoBble cnnasbl stopy tytanu Zliatiny titanu
43 slitiny TuTaHoBbIE CrNaBbl stopy tytanu Nikel Cisty
5.1 (cisty TexHNYeCKN YNCTbIN niestopowy Zliatiny niklu
5.2 slitiny Hwukenesble cnnasbl stopy niklu Zliatiny niklu
5.3  slitiny Hukenesble cnnasbl stopy niklu Med'
6.1 bronz TexHuyecku yncTas niestopowa R-mosadz
6.2 R - mosaz, bronz BpoH3bl 1 NaTyHn Ha ocHoBe Sn Mosigdz-R,brgz a-mosadz
6.3 bronz mosaz BpoH3bl 1 NaTyHn Ha ocHoBe Zn Mosigdz CuZn Bronz vysokopevnostny
6.4 bronz vysokopevnostni BbicokonpoyHbie GPOH3bI Brgz o wysokiej wytrzymatosci Al, Mg, Cisty
7.1 Al, Mg, tvaiené TexHUYeckn YncTble Al.,Mg, niestopowe Al zliatiny, Si<0,5%
7.2 |Alslitiny, Si<0.5% Wx cnnaebl, ¢ cogepxxanuem, Si<0.5% Al. Stopowe,Si<0,5% Al zliatiny, Si>0,5%<10%
7.3 Alslitiny, Si>0.5%<10% Wx cnna.bl, ¢ copepxannem 0.5% < Si< 10% Al. Stopowe,Si>0,5%<10% Al zliatiny, Si>10%
7.4 Al slitiny, Si>10% Wx cnnaBbl, ¢ cogepxanuem Si > 10% Al. Stopowe,Si>10% Zliatiny hlinika a hor&ika
8.1 termoplasty TepmonnacTukm Tworzywa termoplastyczne Termoplasty
8.2 termosety TepmopeakTuBHbIE Tworzywa termoutwardzalne Termosety
8.3 zpevnéné plasty ApMupoBaHHble Zbrojone tworzywa sztuczne Spevnené plasty
9.1 cermet (keramika) MeTannokepamuka Cermetale Cermet (kov-keramika)
10.1 TexHuueckuii rpacput Grafit standartowy Grafit

standardni grafit



B0 L7
§PDL0 L7
Ll - YA
BV L7
A0 L7

HSSE | HSSE | HSSE | HSSE | HSSE | HSSE | HSSE | HSSE | HSSE | HSSE | HSSE
MNP N .
e QY e N e (O e QN e, (N v (Y e, QO s (R e QN e Y |

K300 | K301 | K302 | K303

K305

1.50 - 2.50/1.50 - 2.50|1.50 - 2.50|1.50 - 2.50|{1.50 - 2.50|{1.10 - 2.15

K310 | K311 ‘ K312 | K313 ‘ K314

‘23.00 -40.00|23.00 - 40.00‘23.00 -40.00|23.00 - 40.00‘23.00 -40.00

K330 ‘ K331 | K332 ‘ K333 | K334

‘23.00 - 40.00‘23.00 -40.00|23.00 - 40.00‘23.00 -40.00|23.00 - 40.00‘

AMG 468 468 468 468 468 468 469 469 469 469 469 470 470 470 470 470 ‘ISO
11 m50A m50A m50A m50A m50A m50A m120A ®120A W120A w120A ®120A m120A m120A m120A wi20A wi20A [Nl
12  m40B 0B 0B 0B 0B =408 =100B ®100B m®100B m100B m100B m100B m100B mw100B w1008 mwi00B [BFl
1.3  ®30C #30C #30C #30C #30C #30C m60C m60C m60C m60C m60C m60C m60C m60C m60C m60C P2
14  #20D #20D #20D #20D #20D #20D #50D #50D #50D #50D #50D #50D #50D #50D #50D =500 [PEl
15 #20E #20E #20E #20E #20E #20E #20E #20E #20E «20E [PA
1.6 H1
1.7 H3
1.8 H4
21 #15C #15C #15C ®15C ®15C w15C m20C m20C m20C m20C m20C m20C m20C m20C m20C m20C M1
22 m20C m20C m20C m20C m20C m20C m20C m20C m20C m20C M3
2.3 #10B #10B #10B #10B #10B #10B #10B #10B #10B #10B M2
24 —. — - —

— — te e For Fo

3.2

P20m P40 V2300 P40

2‘1‘ —— A 0.20 0.25 A 0.20 0.25

i B 0.15 0.20 B 0.15 0.20

43 C 0.10 0.15 C 0.10 0.15

5.1 D 0.05 0.10 D 0.05 0.10

5.2 E 0.03 0.05 E 0.03 0.05

5.3

6.1  =100B 1008  100B  #100B  ®100B ®100B m®250B mw250B m250B ®250B ®250B  m250B  m250B w2508  m250B  m250B N3
6.2 m65C m65C m65C m65C m65C m65C m160C ®W160C wW160C wW160C m160C m160C m160C mw160C mW160C  W160C |N4
6.3  ®100B m100B m100B m=100B m100B m100B m®250B mw250B m250B m250B m250B  m250B  m250B w2508 m250B  m250B N3
6.4 N 4
747 =150A  ®150A  ®150A  #150A  ®150A  ®150A  W370A  W370A  m370A  m370A m370A m370A m370A  m370A  W370A  W370A N1
72 =150B ®150B ®150B  #150B  ®150B  ®150B m®370B mw370B mw370B m370B m370B m370B m370B m370B  w370B  mw370B | N1
7.3 =110C  ®110C  w110C  w110C  =w110C =110C m=110C  mi10C  wi10C  w110C N1
74 #45D #45D #45D #45D #45D #45D #45D #45D #45D #45D N2
8.1 [¢)
8.2 o
8.3 o)
9.1 H
10.1 o)




AMG

1.1

1.2
1.3
1.4
15
1.6
1.7
1.8
2.1

22
23
24
3.1

3.2
3.3
3.4
4.1
4.2
4.3
5.1
5.2
5.3
6.1
6.2
6.3
6.4

&
o

8.2
8.3

10.1

466

HSS-E HSSE HSS-E
3 53 53
aiiin | dBkda | 4d6do
FI3I3IF I
Fa Fa Fa Fa Fa
i | P2en | P2 | Plten | Piden
h13 he n13
(] ' ' ] '
K100 K101 K102 K103 K104 K200 K201 K202 K203 K204 K520 K521 K522
10.00 - 20.00/12.00 - 20.00|10.00 - 14.00|16.00 - 32.00|16.00 - 32.00|  1.50 1.50 1.50 2.50 2.50 4.00-1¢ | 3.00-1/2 | 10.00-5/8
471 471 471 472 472 473 473 473 473 473 474 475 476 |ISO
m80A m80A m80A P1
m80A m80A m80A P1
W65A W65A H65A P2
m55A m55A m55A P3
#35A #35A #35A P4
H 1
H3
H4
#37A #37A #37A M1
#30A #30A #30A M3
M2
sS2
mG0A mG0A m60A |}
m50A m50A m50A K2
M0A M40A W40A K3
m25A m25A m25A K4
S1
s2
S3
S1
s2
s3
=100A m100A m100A N3
m65A m65A m65A N4
m100A m100A m100A N3
#50A #50A #50A N 4
#120A #120A #120A N 1
#150A #150A #150A N1
N 1
N2
o)
o
o
H
o




3.4

oo o
w N =

©
-

10.1

M151

478

M152

479

M200

480

M200

480

M200

480

1ISO

467




K300

K301

K302

K303

K304

K305

K300

K302

K304

HSS-E

HSS-E

HSS-E

HSS-E

HSS-E

HSS-E

Desti¢ka upichovaci
MnactuHbl Ans oTpesku
Plytka tngca

Dostic¢ka upichovacia

Desti¢ka upichovaci
MnactuHbl Ans oTpeskn
Plytka tngca

Dosti¢ka upichovacia

Desti¢ka upichovaci
MnacTuHbl 4N oTpeskn
Ptytka tngca

Dosti¢ka upichovacia

K301

K303

K305

Desti¢ka upichovaci
MnacTuHbl 4nsa oTpesku

Plytka tngca

Dostic¢ka upichovacia

Desti¢ka upichovaci
MnacTuHbl 4ns oTpesku

Plytka tngca

Dostic¢ka upichovacia

Desti¢ka upichovaci
MnacTuHbl ANs OTPe3kn

Ptytka tngca

Dosti¢ka upichovacia

K300; K301; K302; K303; K304; K305

1.1 1.2 6.2 6.3
13 14 24 64 F1 F2

23
23
23
23
40
40
40

468

1.10
1.30
1.50
1.60
1.85
2.15
2.50

K300 K301 K302 K303 K304 K305
= B L

1.50 - 2.50 1.50 - 2.50 1.50 - 2.50 1.50 - 2.50 1.50 - 2.50 1.10-2.15
d
min-max K300 K301 K302 K303 K304 K305
mm
9 -17 K30523.0X1.1
18- 26 K30523.0X1.3

K30023.0X1.5 K30123.0X1.5 K30223.0X1.5 K30323.0X1.5 K30423.0X1.5

28-35 K30523.0X1.6
36 - 48 K30540.0X1.85
50 - 63 K30540.0X2.15

K30040.0X2.5 K30140.0X2.5 K30240.0X2.5 K30340.0X2.5 K30440.0X2.5




1 mm

K310 HSS-E
TiN
K311 HSSE l
TiN
K312 HSSE I
TiN
K313 HSS-E I
TiN
K314 HSSE l
TiN
® Desticka upichovaci
K31 0 ® [1nacTvHbl ANs OTpe3ku
® Ptytka tngca
® DostiCka upichovacia

K312

K314

Desti¢ka upichovaci
MnacTuHbl AnNs oTpe3ku
Plytka thgca

Dosti¢ka upichovacia

Desti¢ka upichovaci
MnacTuHbl Ans oTpesku
Plytka tngca

Dosti¢ka upichovacia

K311

K313

Desticka upichovaci
MnacTuHel ANA OTPeskn
Plytka tngca

Dosti¢ka upichovacia

Desticka upichovaci
MnacTuHbl ANs OTPe3kn
Plytka tngca

Dosti¢ka upichovacia

K310; K311; K312; K313; K314 =

11 1.2 13 21 22 6.1 62 63 1.1 7.2 13
14 1.5 23 74

L B
23 1.50
40 2.50

K310 K311 K312 K313 K314
23.00 - 40.00 23.00 - 40.00 23.00 - 40.00 23.00 - 40.00 23.00 - 40.00
K310 K311 K312 K313 K314

K31023.0X1.5 K31123.0X1.5
K31040.0X2.5 K31140.0X2.5

K31223.0X1.5 K31323.0X1.5 K31423.0X1.5
K31240.0X2.5 K31340.0X2.5 K31440.0X2.5

469



W oo
W o

W o

K330 HSS-E
K331 HSSE
K332 HSSE
K333 HSS-E
K334

K330

K332

K334

HSS-E "-.
TIAIN

Desti¢ka upichovaci
MnactuHbl Ans oTpesku
Ptytka tnaca

Dosti¢ka upichovacia

Desti¢ka upichovaci
MnactuHbl Ans oTpe3sku
Ptytka tnaca

Dosticka upichovacia

Desti¢ka upichovaci
MnacTuHbl 4N oTpeskn
Ptytka tnaca

Dosticka upichovacia

W o

AYVAhPbH

K331

K333

Desti¢ka upichovaci
MnactuHbl Ans oTpesku
Ptytka tnaca

Dosticka upichovacia

Desti¢ka upichovaci
MnactuHbl Ans oTpe3sku
Ptytka tnaca

Dosticka upichovacia

K330; K331; K332; K333; K334 =

11 1.2 13 24 22 61 62 63 1.1 2 13

14 15 23 74

23
40
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1.50
2.50

K330 K331 K332 K333 K334
23.00 - 40.00 23.00 - 40.00 23.00 - 40.00 23.00 - 40.00 23.00 - 40.00
K330 K331 K332 K333 K334

K33023.0X1.5 K33123.0X1.5 K33223.0X1.5 KB33323.0X1.5 K33423.0X1.5
K33040.0X2.5 K33140.0X2.5 K33240.0X2.5 K33340.0X2.5 K33440.0X2.5



K100
K101
K102

K100
K101
K102

Drzak na upichovaci desti¢ku

OTpesHble AepxaBku

Uchwyty do ptytek tngcych

Drziak na upichovaciu dosticku

%

10
12
14
16
20

10
12
12
12
12

125
125
125
125
125

K100 K101 K102
L] [ ] [ ]
10.00 - 20.00 12.00 - 20.00 10.00 - 14.00

K100 K101 K102

K10010.0 K10210.0
K10012.0 K10112.0

K10214.0
K10016.0 K10116.0
K10020.0 K10120.0
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Fo
K103 40mm

Fo
K104 V0

Drzak na upichovaci desti¢ku
OTpesHble AepxaBkn

Uchwyty do ptytek thgcych
Drziak na upichovaciu dosticku

K103
K104

16
25
32

472

16
16
16

140
140
140

K103 K104
L] 1]
16.00 - 32.00 16.00 - 32.00
K103 K104
K10316.0 K10416.0
K10325.0 K10425.0
K10332.0 K10432.0




K200
K201
K202

K 2 0 3 ® (Czesci zamienne dla uchwytéw do ptytek tnacych

K204

Nahradni dily pro upichovaci nastroje

® 3anacHble YacTu Ans TOKapHbIX Aep>KaBOK

Nahradné diely pre upichovacie nastroje

K201
K204
K202
K200 K201 K202 K203 K204
1.50 1.50 1.50 2.50 2.50
tool K200 K201 K202 K203 K204
size code
1.5 Excentric K200ECC1.5
1.5 Spanner K201SPAN1.5
1.5-2.5 Pin K2022.5X12.0
2.5 Excentric K203ECC2.5
2.5 Spanner K204SPAN2.5
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L. "
K520 HSSE I LR u- h13

K520

Polotovary

Potprodukt
Polotovary

3aroToBkM Ans pesuoB 13 GeicTpopexyLeli ctanu KsagpatHele h13

K520

11 1.2 13 14 31 3.2 33 34 6.1 6.2 6.3

1.5 21 22 64 71 7.2

474

OO NOODOOOOOu oS D

63

100
63

160
63

100
160
200
200
63

100
160
200
63

100
125
160
200
100
160
200
100
160
200

K520

4.00 - 1%

K520

K5204.0X63.0
K5204.0X100.0
K5205.0X63.0
K5205.0X160.0
K5206.0X63.0
K5206.0X100.0
K5206.0X160.0
K5206.0X200.0
K5207.0X200.0
K5208.0X63.0
K5208.0X100.0
K5208.0X160.0
K5208.0X200.0
K52010.0X63.0
K52010.0X100.0
K52010.0X125.0
K52010.0X160.0
K52010.0X200.0
K52012.0X100.0
K52012.0X160.0
K52012.0X200.0
K52014.0X100.0
K52014.0X160.0
K52014.0X200.0

16
16
16
18
20
20
25
3/16
3/16
1/4
1/4
5/16
5/16
5/16
3/8
3/8
3/8
7/16
12
12
5/8
5/8
3/4

100
160
200
200
160
200
200
2.1/2
4°
2.1/2
4°
2.1/2
3

3
6"
3.1/2
4°
4.1/2

5¢

K520

K52016.0X100.0
K52016.0X160.0
K52016.0X200.0
K52018.0X200.0
K52020.0X160.0
K52020.0X200.0
K52025.0X200.0
K5203/16X2.1/2
K5203/16X4
K5201/4X2.1/2
K5201/4X4
K5205/16X2.1/2
K5205/16X3
K5205/16X4
K5203/8X3
K5203/8X4
K5203/8X6
K5207/16X3.1/2
K5201/2X4
K5201/2X6
K5205/8X4.1/2
K5205/8X6
K5203/4X5
K5201X8




DORMER
Ks21 HSSE - | RRA [. h

Polotovary
3aroToBkM Ans pesuos 13 GeicTpopexxyLel ctanu Kpyrnsle h9
Potprodukt
Polotovary

K521

K521 = 1.1 1.2 13 14 3.1 3.2 33 34 6.1 6.2 6.3
« 1.5 2.1 2.2 |64 1 2

K521
|
%
. L -

3.00-1/2

K521 K521
A L A L
3 100 K5213.0X100.0 12 200 K52112.0X200.0
4 80 K5214.0X80.0 14 100 K52114.0X100.0
4 100 K5214.0X100.0 14 200 K52114.0X200.0
5 100 K5215.0X100.0 15 100 K52115.0X100.0
5 160 K5215.0X160.0 16 100 K52116.0X100.0
6 100 K5216.0X100.0 16 160 K52116.0X160.0
6 160 K5216.0X160.0 16 200 K52116.0X200.0
6 200 K5216.0X200.0 18 160 K52118.0X160.0
8 100 K5218.0X100.0 18 200 K52118.0X200.0
8 160 K5218.0X160.0 20 200 K52120.0X200.0
8 200 K5218.0X200.0 3/16 4 K5213/16X4
10 100 K52110.0X100.0 5/16 4 K5215/16X4
10 160 K52110.0X160.0 3/8 4 K5213/8X4
10 200 K52110.0X200.0 1/2 4" K5211/2X4
12 100 K52112.0X100.0 1/2 6" K5211/2X6
12 160 K52112.0X160.0
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1 f
N
K522 HSSE I aseap U h13
® Polotovary
K522 ® 3aroToBKM Ans pesuoB 13 bbicTpopexyLe ctanu MpsimoyronbHele h13
® Potprodukt
® Polotovary

K522 =« 1.1 1.2 13 14 3.1 3.2 33 34 6.1 6.2 6.3
« 1.5 21 2.2 64 A e

K522
¥
A
10.00 - 5/8
K522 K522

A B L A B L
10 3 200 K52210.0X3.0X200.0 25 6 200 K52225.0X6.0X200.0
12 3 90 K52212.0X3.0X90.0 12 8 160 K52212.0X8.0X160.0
12 3 200 K52212.0X3.0X200.0 12 8 200 K52212.0X8.0X200.0
20 3 200 K52220.0X3.0X200.0 16 8 140 (d) K52216.0X8.0X140.0
10 4 100 K52210.0X4.0X100.0 16 8 200 K52216.0X8.0X200.0
10 4 120 (a) K52210.0X4.0X120.0 20 8 200 K52220.0X8.0X200.0
10 4 200 K52210.0X4.0X200.0 12 10 200 K52212.0X10.0X200.0
12 4 200 K52212.0X4.0X200.0 16 10 160 K52216.0X10.0X160.0
16 4 160 K52216.0X4.0X160.0 16 10 200 K52216.0X10.0X200.0
16 4 200 K52216.0X4.0X200.0 20 10 200 K52220.0X10.0X200.0
20 4 200 K52220.0X4.0X200.0 25 10 200 K52225.0X10.0X200.0
12 5 90 K52212.0X5.0X90.0 16 12 200 K52216.0X12.0X200.0
12 5 200 K52212.0X5.0X200.0 20 12 200 K52220.0X12.0X200.0
18 5 200 K52218.0X5.0X200.0 25 12 200 K52225.0X12.0X200.0
20 5 200 K52220.0X5.0X200.0 20 16 200 K52220.0X16.0X200.0
8 6 70 K5228.0X6.0X70.0 25 16 200 K52225.0X16.0X200.0
10 6 200 K52210.0X6.0X200.0 12 1/4 4 K5221/2X1/4X4
12 6 200 K52212.0X6.0X200.0 12 3/8 4 K5221/2X3/8X4
14 6 140 (b+d) K52214.0X6.0X140.0 3/4 172 5 K5223/4X1/2X5
16 6 200 K52216.0X6.0X200.0 3/4 12 6 K5223/4X1/2X6
18 6 140 (c) K52218.0X6.0X140.0 5/8 3/8 6 K5225/8X3/8X6
20 6 200 K52220.0X6.0X200.0
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® Objimka tvrzena K=Ext. (externi) K1=Int.

M 1 50 ® [lepexogHble BTYNKKN C KOHycom Mop3ae K=BHew. K1=BHyTp.
® Tulejka mocujaca K=Zew.(Zewnetrzny stozek Morse’a) K1=Wew.(Wewnetrzny stozek Morse’a)
® Obimka tvrdena K=Ext. K1=Int.

M150
M150
Nr. K = Nr. K1 = Nr.
10 1 0 M1501-0
21 2 1 M1502-1
31 3 1 M1503-1
41 4 1 M1504-1
32 3 2 M1503-2
42 4 2 M1504-2
52 5 2 M1505-2
43 4 3 M1504-3
53 5 3 M1505-3
54 5 4 M1505-4
65 6 5) M1506-5
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® Objimka kalena a brousena K=Ext. (externi) K1=Int.

M 1 51 ® LlinudosaHHbIe nepexoaHble BTYMku ¢ koHycoMm Mop3e K=BHrew. K1=BHyTp.
® Tulejka mocujgca hartowana i odpuszczana K=Zew.(Zewnetrzny stozek Morse’a) K1=Wew.(Wewnetrzny stozek Morse’a)
® Obimka kalena a brusena K=Ext. K1=Int.

M151

Il
I
™

M151
Nr. K= Nr. K1 = Nr.
10 1 0 M1511-0
21 2 1 M1512-1
31 3 1 M1513-1
41 4 1 M1514-1
32 3 2 M1513-2
42 4 2 M1514-2
52 5 2 M1515-2
43 4 3 M1514-3
53 5 3 M1515-3
54 5 4 M1515-4
65 6 5) M1516-5
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M152

Vyrazeci klin

KnuH ans packpenneHus ceepn ¢ koHycom Mopse
Kliny do wybijania wiertet

Vyrazac vrtakov

Nr.

1+2
3+4
4+5

M152

M152

M1520
M15212
M15234
M15245
M1526
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M200

Rezny olej
Cma3zo4yHo-oxnaxgaroLLas xXnakocTb
Olej chtodzgco-smarujacy

Rezny olej

I

11
5.3
1.7

1.2

1.8

13 14 15 1.6 21 22 23 31 3.2 33 34 41 42 43 51 5.2

24

71
6.1

7.2
6.2

73 74
6.3 6.4

1.5
1.2

1.6
1.3

1.7 1.8 21 22 23 24 41 42 43 5.1 52 53

14 31 3.2 33 34

480

1/4 Ltr. 12x
1/4 Ltr. 12x
1/4 Ltr. 12x
1 Ltr.

1 Ltr.

1 Ltr.

5 Ltr.

5 Ltr.

5 Ltr.

20 Ltr.

1BLUE
2 RED

3 GREEN
1BLUE
2 RED

3 GREEN
1BLUE
2 RED

3 GREEN
1BLUE

M200

M2000.25NR.1BLUE
M2000.25NR.2RED
M2000.25NR.3GREEN
M2001.0NR.1BLUE
M2001.0NR.2RED
M2001.0NR.3GREEN
M2005.0NR.1BLUE
M2005.0NR.2RED
M2005.0NR.3GREEN
M20020.0NR.1BLUE
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Popis ikon / OnucaHne o6o3HayeHui
Opis lkon / Popis ikon

Bézné ikony / Obwme obo3HayeHns
Ikony Wspdlne / Bezné ikony

Material
Matepuan
HM HSS HSS-E
Material
Karbid Rychlofezna ocel Rychlofezna ocel s kobaltem
Teepaplii cnnae BbicTpopexyluas ctanb BeicTpopexyLias ctanb ¢ kobanbTom
Weglik Stal szybkotnaca Stal Kobaltowa
Karbid Rychlorezna ocel Rychlorezna ocel s kobaltom
HSS-E ocel praskova metalurgie Rychlofezna ocel/ Karbid
MopoLkoBasi GeicTpopexyLLas cTanb ¢ kobansToM BbicTpopexyLlas crans/ TBepablii cnnas
Stal Proszkvowa Kobaltowa Stal szybkotnqca! Weglik
HSS-E ocel praskova metalurgia Rychlorezna ocel/Karbid
Povlak 5
MokpbiTne ‘ . ‘
Pokrycie - . - _l . " .
Povlak ACN Hi TiSiN 5T

Aluminium Chrom Nitrid
AnOMO-XpOMO HUTPUA
Azotek Aluminium i Chromu
Aluminium chrém Nitrid

A

Dokoncovany lesténim
DUHMLLIHOE NonMpoBaHue
Polerowane
Dokoncovany lestenim

2

Titan Kfemik Nitrid

KpemHe HUTpua TntaHa
Azotek Tytanowo-Krzemowy
Titan Silikén Nitrid

.

Parni temperace
OxkcvaupoBaHue
Odpuszczanie Parowe
Parna temperacia

L

Diamand
Brouseny Bronz Diamant Leskly chrom
MonupoBaHue Brazowy AnmasHoe XpomupoBaHue
Jasny BpoHsoBoe Diament Jasny Chromowany
Bruseny Bronz Diamant Leskly Chrom
Super B TiaMN TICN TN
Super B Titan Aluminium Nitrid Titan Carbo Nitrid Titan Nitrid
HuTpung TutaHa n antomvHmns Kap6oHuTtpug TutaHa Hutpug tutana
Azotek Aluminium Tytanu Azotek Tytanu-Wegla Azotek Tytanu
Titan Aluminium Nitrid Titan Karbo Nitrid Titan Nitrid
al ! TiN ST TIAIN Top

Brou$eny/parni temperace
MonupoBaHwue / okcuanpoBaHue
Jasny/Odpuszczanie Parowe
Bruseny/parna temperacia

A

Xceed

‘ -
AMCN

Aluminium Titan Carbo-nitrid

Kap6o-HuTpua antomMuHns u TutaHa

Azotek Aluminium Tytanu-Wegla
Aluminium Titan Karbo-Nitrid

Brouseny/Titan Nitrid
MonupoBaHue / HATpUA TUTaHa
Jasny/Azotek Tytanu
Bruseny/Titan Nitrid

<
.

Ti-phon for Hydra

‘

AITIN

Aluminium Titan Nitrid
HuTtpug aniommuunsa n TutaHa
Azotek Aluminium Tytanu
Aluminium Titan Nitrid

Parni temperace / Bronz
OxcupupoBaHue \ BpoHaoBoe
Odpuszczanie Parowe / Brazowy
Parna temperacia/Bronz

0

Alcrona

Titan Aluminium Nitrid - Top
Hutpua TvTaHa n anomuHus - Top
Azotek Aluminium Tytanu Top
Titan Aluminium Nitrid - Top

N

Miciona Top

Alcrona Top
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Bézné ikony / Obwme obo3HayeHns
Ikony Wspdlne / Bezné ikony

Popis ikon / OnucaHne o6o3HayeHnin

Opis lkon / Popis ikon

Smér otaceni
HanpaeneHue
BpaLleHust
Kierunek
Smer
Pravy Levy
MpaBsoe IleBoe
Prawy Lewy
Pravy Lavy
Hodnoceni
OueHka
Warto$é [ | .
Znamionowa
Hodnotenie
vynikajici dobry
OcHOBHOE NMp1MeHeHne Bo3moxHoe npumMeHeHve
Najlepsze zastosowanie Dobre zastosowanie
Vynikajuce Dobré
Hloubka
ny6uHa
weonon  4XD  1,5XD 2XD 3XD 3.50 4XD 5XD 6XD 8XD
Gtebokosc
Hibka

10XD 15XD

20XD 25XD

Ikony vrtani / Onncanme o6o3HayeHuI 4ns CBepneHns

Ikony wiercenia / ikony vftanie

Vrcholovy uhel
Yron npu
BEpLUMHE
csepna

Kat Ostrza
Vrcholovy uhol

A

.-"
90‘

80" 120°

118°

N7 PN PN PN PN )

130°

120° 122°

X

135°  140°

Uhly navrtani
Yron 3eHKOBKM \ n
Kat wierzchotkowy. o 180"
Hviezdicka ° Lo
4 A
Stredici 60° Stiedici radiusovy Stupriovity 90° Stupriovity 180°
LleHTpoBOYHOE oTBEpcTMe 60° PapwnycHoe LeHTpoBo4HOe oTBepcTe CTyneHb ¢ yrnom 90° CrtyneHb ¢ yrnom 180°
Do Nakietkowania 60° Do Nakietkowania-tukowy Wirtto dwustopniowe 90° Wiertto dwustopniowe 180°
Strediaci 60° Strediaci radiusovy Stupriovity 90° Stupriovity 180°
A | _||I‘ B0*
Stupniovity vrtak 90° Stupriovity vrtak 180°
CryneHnyatoe cBeprno c yrnom 90°  CtyneHyaToe cBepno ¢ yrnom 180°
Wiertto Stopniowe 90° Wiertto Stopniowe 180°
Stupriovity 90° Stupriovity 180°
;yp
CcronHeHune AT
CTPY>KEeYHOW -
KaHaBKu N H W W
Forma
Typ Zdokonaleny odvod tfisky
Yron nogbéma 21-34 rp. Cépna Yron nogbéma 10-20 rp. Ceépna no natylm  Yron nogbéma 35-45 rp. Ceépna ans MocTosiHHasA noaToYka cepAueBUHbI
obLero npumeHeHus. (ctanu’P”) 1 NNacTuKy. (Takke Xpynkue matepuansl)  rpynnb’M’, a Takke BbICOKONPOM3B. CBEPNa.
Pocieniony rdzen
Zdokonaleny odvod triesky
Chlazeni
COX
Chiodziwo
Chladenie

Vnitfni chlazeni

nogaya COX yepes MHCTPYMEHT
Chiodzenie wewnetrzne
Vnutorné chladenie
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Popis ikon / OnucaHne o6o3HayeHun

Opis lkon / Popis ikon

Ikony vrtani / OnncaHme ob6o3HayeHne Onsa cBeprneHns

Ikony-wiertnicze / ikony vitanie

Stopka
XBOCTOBVK DIN
Chwyt B535HA
Stopka 3 =% -
Valcova stopka Morse kuzel DIN 6535 HA
LinnuHapryecknin XBOCTOBKK XBocToBuk Mop3e
Chwyt Cylindryczny Chwyt Morse’a
Vaélcova stopka Morse kuzel
DN
6535HE
=R o33 2
DIN 6535 HE Stopka tang stopka se ¢tyrhranem
XBOCTOBWK C nankown XBOCTOBWK C KBaApPaToOM
Chwyt z Pletwg Chwyt z kwadratem
Stopka tang Stvorhranna stopka
DiR
B6535HB
3 =
B535HE
Redukovany stopka DIN 6535 HB / HE
YMEHbLUEHHbI XBOCTOBUK
Chwyt z redukcjg
Redukovana stopka
Standard
St NAS DIN DIN DIN DIN DIN DIN DN DN DIN
Standard 907 333A 333R 338 340 341 345 1869/1 1869/2 13155!3 1870/
DN  DIN DIN  RBIN DN piN DN DIN DIN DIN DIN
1870/2 41897 1899 K - 6539 B037 B374 8376 8377 ANSI

BS
328
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Popis ikon / OnucaHne o6o3HayeHnin

Opis lkon / Popis ikon

Ikony vystruzovani a zahlubovani / 3eHkepoBaHue 1 3eHKoBaHWe- 0603Ha4YeHUs
Ikony rozwiercania i pogtebiania / Ikony Vystruzovania a Zahlbovania

KuZzelovitost

KoHycHocTb
Zbieznosc 148|p 150 |p
(pocbylenie)
KuZzelovy
prechod
Tol
Ll?): rance 29555
oK 0,+0.004
Toerandia H7 255112 k11
olerancia 040,005
Pouziti w7
HpmmeHeng | | -
Zastosowanie
Pouzitie | | [ —
Zahlubnik Zahlubnik G314 M138
3eHKoBaHue 3eHKkepoBaHue
Pogtebianie Pogtebianie Czotowe
Hviezdicka Zahlbnik

Uhel zahloubeni s
Yron 3eHKOBKU Eﬂ

Kat Ostrza

Pogtebiacza “

Uhol zahibenia

82°
B

180°

100°

20°

‘ ‘ — —
G314 M138
Stopka
XBOCTOBWUK
Chwyt
Stopka [R [
Valcova stopka Morse kuzel
LinnuHapryecknin XBOCTOBKK XBocToBuk Mop3e
Chwyt Cylindryczny Chwyt Morse’a
Valcova stopka Morse kuzel
Standard
CraHgapt
DIN DIN DIN DIN DIN DIN DIN BS DIN DIN
Ziandard 9 206 208 212 217 219 341 328 334C 334D
DIN DN DIN OIN DIN DIN DIN DIN DIN DIN DIN
335 335A 335C 335D 373 2179 2180 8050 8051 8093 8094
ANSI
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Popis ikon / OnucaHne o6o3HayeHui
Opis lkon / Popis ikon

Ikony zavitovani / OnucaHme o6o3HayveHun ang pe3bboBOro MHCTPYMEHTa
Ikony-Gwintowanie / Ikony zavitovania

Typ zavitu
Twn pe3b6bl
TypGunu ] MF UNC UNF
Typ zavitu
Metricky Metricky jemny
MeTtpuueckas MeTpuyeckasi ¢ MENKUM LIarom YHudmumpoBaHHas pe3bba ¢ YHudmumpoBaHHas pesbba ¢
KPYMHbIM LLarom MesnkuM Larom
Metryczny Metryczny Drobnozwojny
Metricky Metricky jemny
YHudmumposaHHas pe3bba TpybHas pe3bba AmepuikaHckas TpybHas AwmepukaHckas TpybHasi koHMueckas
KOHUYeckasi pe3bba camoynnoTHsioLasics pesbba
AmepukaHckas TpybHast AwvepukaHckas LunHapudeckas TpybHas  BputaHckas cTangapTHas pesbba  BputaHckas ctanapaTHas
uMnuHapuyekas pesbba peabba Ans Mex.noacoeanHeHnst BSW menkonpodubHas pe3bba
BSW EGM PG Rc
Pe3bba ButBopaa TpybonpoBogHas pe3bba Pe3bba BHyTpPeHHSSt KOHNYeckas
Geometrie drazek
eomeTpus

KaHaBKV MeTYMKa
Geometria ostrza

U

\

B

D
[ *Siiinie

Geometria draZok
PFimé drazky PFima drazka, lamac¢ Tvéreci s mazacimi drazkami
Mpsmasi kaHaBka CnuparnbHasi nogToyka Bes cTpyxeyHoli kaHaBku ¢ noABodoM macna
Prosty Rowek Wiérowy Spiralny Z prostym rowkiem wiérowym z rowkami smarnymi
Priama drazka Lamag triesok, priama drazka Bezdrazkovy s mazacimi drazkami
] o ] ]
M5 £27 A30 A3S
Spiralovité drazky 15° 27° 30° 35°
CnmnpanbHasi CTpykeyHas kaHaBka 15°
§kretny 15°
Spiralové drazky 15°
a ]
\45 A40
45° 40°
Typ diry
Tun otBepcTus
Rodzaj Otworu
Typ Diery
Prachozi dira Slepa dira Prachozi nebo slepa dira

CkBO3HOE OTBEpCTUE
Otwor Przelotowy
Priechodna diera

['nyxoe oTBepcTUe
Otwor Nieprzelotowy
Slepa diera

CKBO3HOE Mnu rnyxoe oTBepcTMe
Otwor Przelotowy lub Nieprzelotowy
Priechodzia alebo slepa diera
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Ikony zavitovani / Onucanue o6o3HayeHun ona pe3bboBOro UHCTPYMeHTa

Ikony-Gwintowanie / Ikony zavitovania

Popis ikon / OnucaHne o6o3HayeHnin

Opis lkon / Popis ikon

Nabéhy
3abopHblit B c c E
Nakrd) 3.9-5 2-3 2-3.5 1.5-2
Nabehy

Nabéh B

3abopHblii koHyc Tvna B

Nakroj Nr.B

Nabeh B

A 6-8 D18-20

C 2.3 Gt 1.75XP 2.25KP
Tolerance
Honyck
Towds 2\ 2B 66 66X 6  BH  GHx oSS
Tolerancia ﬁ

Medium Normal

Stredni Normalni

(')pe,qm/lﬁ HopmanbHbiii

Srednia Normalny

Stredna Normalna
Standard
CraHpapt

§tandard
Standard

| DORMER [ DORMER S DORMER S el DIN DIN DIN DIN
DIN 1SO ANSI 351 352 357 371 374

DIN DIN DIN 1SO 1SO DIN DIN DIN

2174 2181 218441 2283 2284 5156 5157 40432

BS
127:
850

ANSI
ANSI  Bo4.9

-

DIN N DIN
376 3162 382

DIN-EN  |SO  _I1SO
22568 529 2568
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Popis ikon / OnucaHne o6o3HayeHui
Opis lkon / Popis ikon

Ikony frézovani / OnucaHne obo3HayeHu ansa dppes
Ikony-Frezowanie / Ikony frézovania

Typ
g; FS HHA N

TP Wieg el
Polodokon¢ovaci lamac¢ tfisek Lamac tfisek jemny asymetricky zaobleny Fréza pro oceli od nizké po vysokou rezistenci
MonyuyucroBasi CTpyxxkopasgenuTenbHas ["eomeTpusi ¢ accmMeTpuyHbIM Nnpocunem n Tun cpes ans 06paboTkN KHCTPYKLUMOHHBIX CTanewn,
reomeTpusi MEIKMM LUarom B T.4. BbICOKOMPOYHbIX
tamacz wiéra do Obrobki Wstepnej tamacz wiéra zaokraglony o asymetrycznym profilu Frez i obrobki Stali o niskiej do wysokiej wytrzymatosci
Polodokonéovaci lamac triesok Lamac triesok jemny asymetricky zaobleny Fréza pre ocele od nizkej po vysoku rezistenciu
Lamag tfisek s plochou Lamag tfisek zakladni asymetricky zaobleny Fréza pro mékké a tvarné materialy
npocusib C paBHOMEPHBLIM KPYMHbBIM LAroM, ACCUMETPUYHbIA MPOCHUIb C KPYMHBIM LLAroM (YepHoBasi  Tun cppesabl ANst MArKUX U BS3KUX MaTepuanos
nono6eH npocpunio NRA 0bpaboTka, a Takke 06paboTka rnybokI1X Nasos)
Ptaski profil tamacza wiéra o duzym skoku Asymetryczny zaokraglony profil tamacza wiéra o duzym skoku Frez przeznaczony do obrébki materiatéw migkkich i ciagliwych
Lamac triesok s plochou Lamac triesok zakladny asymetricky zaobleny Fréza pre makké a tvarne materialy
Lamag tfisek
MonyuncToBas CcTpyxKopasfenuTensHas reomeTpust
tamacz wiéra do Obrobki Wstepnej
Lamac triesok

Pouziti

MpumeHeHne ' ' r r

Zastosowanie i ‘ i l

Pouzitie
Drazkovani P9 Drazkovani Super dokoncovani Dokoncovani
O6paboTka nasos ¢ gonyckom P9 O6bpaboTka na3os cynep-hmHuLwHaa obpaboTka YucTosas obpaboTka
Rowkowanie w Tolerancji P9 Rowkowanie Super wykanczajacy Wykanczajacy

Drazkovanie P9

l'r

Drazkovanie

3

Super finiSovanie

W/

Dokoncovanie

/

Hrubovani Kopirovani rohovy radius Vysokoposuvové frézy

YepHoBasi obpaboTka Cdpepuyekas- Ball Nose ToppounaanbHble dpesbl Ans paboTbl Ha BbICOKUX nodavax
Obrébka zgrubna Kulisty Z Promieniem Naroza Wysoki posuw

Hrubovanie Kopirovanie Rohovy radius Rychloposuvové frézy

o

==
=

Al
=5

Srazeni hrany T-drazky Woodruff drazky Rybinovité drazky
obpaboTka cacok T-o6pasHble nasbl nasbl 47151 CErMEHTHbIX LUMOHOK Ma3bl TMNa “nacToykunH xBocTt”
Ukosowanie Teowy Frez pod Wpusty Frez do Rowkoéw Trapezowych
Zrazanie hran T-drazky Woodruff drazky Rybinové drazky
2 V/
Rybinovité drazky inverzni Zaoblovani Stranové a Celni/pilky Vice
Ma3bl TMNa “ 06paTHbIV NTACTO4KMH XBOCT”  Ans 06paboTku ranTeneli (ckpyrneHnid) ObpaboTka nasos MynbTu
Frez do Rowkoéw Trapezowych - Frez do Zaokraglen Narozy Frez Tarczowy Trzystronny Wielu
Odwrotny Viac

Rybinové drazky inverzné

1AL ]

Zaoblovanie

P\l

Fréza nastréna, valcova celni hrubovani
HacapgHasi TopueBasi ppesa YepHoBast

Frezy nasadzane walcowo-czotowe do obrobki zgrubnej
Fréza nastréna, valcova celna hrubovanie

Fréza kotucova
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Ikony frézovani / OnucaHne obosHayeHu ansa dppes
Ikony-Frezowanie / Ikony frézovania

Popis ikon / OnucaHne o6o3HayeHnin
Opis lkon / Popis ikon

Smér otaceni

BO3MOXHOCTM m m
dpesbl P D
Kierunek P | |

Smer otacania

Drazkovani, Sikmé zavrtavani,

zavrtavani

O6paboTka NasoB W NNOCKOCTEN,
Bpe3aHue nog yrnowm, opesepoBaHve
C NOCTENeHHbIM 3acBeprMBaH1eM

Rowkowanie, Frezowanie Wspdtbiezne Rowkowanie

Drazkovanie, Sikmé zavrtavanie,

zavrtavanie

Drazkovani, Sikmé zavrtavani

O6paboTka NasoB v NNOCKOCTEN,
Bpe3aHwve noa yriom

Drazkovanie, Sikmé zavrtavanie

/B

Dokoncovani

(ppesepoBaHme Nasos 1 ycTynos

Obrébka Wykanczajaca

Dokoncovanie

n,

Frézovani

PdpesepoBaHue-

Frezowanie
Frézovanie

Hloubka fezu

nybuHa [ [ [

HHHE}!} iyl ‘-NW!}!} ‘JHHH!} ‘-th!}i

Dtugosé I I \

Hibka rezu
Extra kratké Stredni Extra dlouhé
CBepxKopoTkas CpepnHss CeepxanvHHas
Bardzo Krétka Sredna Bardzo Diuga
Extra kratke Stredné Dlhé

Tolerance

DOonyck ) i

Tolorandja di1 €8 h9 h10 hi1 h12 k10 k12 js14 |s16

e8
~ hl

e8 celé a pul rozméry, h10 ostatni

e8 Ha BecCb unu nonosuHy anametpa, h10 octanbHble
€8 petne i pot srednice, h10 pozostate

e8 celé a pol rozmery, h10 ostatné

Uhel Sroubovice/
Uhel ¢ela
MepenHuin yron/
Yron BUHTOBOMN
cnvpanu

Kat spirali/

Kat natarcia
Uhol skrutkovice/

\0°
yo* vy

130° 130°
vioe yi2°

\#

ys"  y15° y18° 10° 10

130°
v-10°

130°
¥3°

130°
y9°

R
o 1Ir'10‘

° A30°
o 1Ir'201

\5°
v10°

©35°

\M5°
vi5°

©25°

\35° 140

v12°  y-6

\25°
v20°

©40°

Uhol ¢ela
240° 140° 1240° 1)40° 1)40° 245" 245" )50° )\50°
V4° y10° y15° 420° 125° (-10° y12° (-26° \3°
zuby (z)
et z z z z z z z z z z z
llosé ostrzy 1 2 3 34 3.5 36 4 4-5 4-8 6-8 6-10
Zuby (z)
z Zz z z z z Fi z z z z
612 812 1012 16-30 28-44 28-100 40-200 80-180 100-140 128-220 160-350
Z 4

=%
4 zuby - nerovhomérné ¢lenéni
4 Twn - HepaBHOMEpPHbIN Wwar

4 llos¢ ostrzy - nieréwne rozstawienie
4 Zuby - nerovnomerné ¢lenenie
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Popis ikon / OnucaHne o6o3HayeHun
Opis lkon / Popis ikon

Ikony frézovani / OnucaHne o6o3HayeHun onsa dpes

Ikony-Frezowanie / Ikony frézovania

Stopka

XBOCTOBWK DN DIN
Chwyt 18354 18358
sopa [ 3 =3

DIN DIN
B53I5HA 6535H8
3 E==3

DiN1835 DIN
B 18350
== s

Standard

Cranpapr DIN DIN DIN
Standard 327D 844K 844L

Standard

DIN DIN DIN
1880 6527K 6527L

DIN
850

DIN DIN DIN DIN DIN DIN
851 B8B5A 1833C 1833D 1837 1838
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DORMER o O ot tkon  Popis on

Parting off icons / O603HayeHus B oTpeske
Ikony ptytek tngcych / Ikony upichovania

Uhel bfitu ostfi
Yron B nnaHe
npu oTpeske
Kat ostrza
Uhol britu

ostria 0° 8° levy / pravy 15° levy / pravy
8° IleBblii / npaBblii 150neBbIii / NpaBblii
8° 'Lewy/ Prawy 15°vLewy/ Prawy
8% lavy / pravy 15% lavy / pravy
Velikost desticky o =
Pasmep ' L s ' L2

ractt i 7 23m P i0un

Velkost' dostisky

Smér otaceni
HanpasneHue
BpaLleHust
Kierunek
Smer
Pravy
MpaBsoe
Prawy
pravy
Pouziti
MpumeHeHve
Zastosowanie - kulaté ¢tvercové obdélnikové
Pouzitie
Upichovani Zapichy
OTpeska O6paboTka kaHaBok
Przecinanie Rowkowanie
Upichovanie Zapich
Typ i i
®opma
ceyeHus f | '
Ksztatt
Typ 3
Kruhovy Ctvercovy Obdélnikovy
Kpyrnoe KsappaTtHoe MpsmoyronbHoe
Okragly Kwadratowy Prostokatny
Kruhovy Stvorcovy Obdiznikovy
Tolerance
Honyck
Tolerancja h9 h13
Tolerancia
Standard
CraHgapt
DIN DIN DIN
Standard
Standard 4964A 4964B 4964D
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DORMER
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Tabulka feznych rychlosti DORMER

Vc

m/Min 5 8 10 15 20 25 30 40 50 60 70 80 90 100 110 | 150

Feet/Min 16 26 32 50 66 82 98 130 | 165 | 197 | 230 | 262 | 296 | 330 | 362 | 495
(%]
ot/min

mm | inch

1,00 1592 | 2546 | 3183 | 4775 | 6366 | 7958 | 9549 |12732|15916 | 19099 | 22282 | 25465 | 28648 | 31831 | 35014 | 47747
1,50 1061 | 1698 | 2122 | 3183 | 4244 | 5305 | 6366 | 8488 | 10610 | 12732 | 14854 | 16977 | 19099 | 21221 | 23343 | 31831
2,00 796 | 1273 | 1592 | 2387 | 3183 | 3979 | 4775 | 6366 | 7958 | 9549 | 11141 | 12732 | 14324 | 15916 | 17507 | 23873
2,50 637 | 1019 | 1273 | 1910 | 2546 | 3183 | 3820 | 5093 | 6366 | 7639 | 8913 | 10186 | 11459 | 12732 | 14006 | 19099
3,00 531 | 849 | 1061 | 1592 | 2122 | 2653 | 3183 | 4244 | 5305 | 6366 | 7427 | 8488 | 9549 | 10610 | 11671 | 15916
318 | 1/8 | 500 | 801 | 1001 | 1501 | 2002 | 2502 | 3003 | 4004 | 5005 | 6006 | 7007 | 8008 | 9009 | 10010 | 11011 | 15015
3,50 455 | 728 | 909 | 1364 | 1819 | 2274 | 2728 | 3638 | 4547 | 5457 | 6366 | 7276 | 8185 | 9095 | 10004 | 13642
4,00 398 | 637 | 796 | 1194 | 1592 | 1989 | 2387 | 3183 | 3979 | 4775 | 5570 | 6366 | 7162 | 7958 | 8754 | 11937
4,50 354 | 566 | 707 | 1061 | 1415 | 1768 | 2122 | 2829 | 3537 | 4244 | 4951 | 5659 | 6366 | 7074 | 7781 | 10610
4,76 | 3/16 | 334 | 535 | 669 | 1003 | 1337 | 1672 | 2006 | 2675 | 3344 | 4012 | 4681 | 5350 | 6018 | 6687 | 7356 | 10031
5,00 318 | 509 | 637 | 955 | 1273 | 1592 | 1910 | 2546 | 3183 | 3820 | 4456 | 5093 | 5730 | 6366 | 7003 | 9549
6,00 265 | 424 | 531 | 796 | 1061 | 1326 | 1592 | 2122 | 2653 | 3183 | 3714 | 4244 | 4775 | 5305 | 5836 | 7958
6,35 | 1/4 | 251 | 401 | 501 | 752 | 1003 | 1253 | 1504 | 2005 | 2506 | 3008 | 3509 | 4010 | 4511 | 5013 | 5514 | 7519
7,00 227 | 364 | 455 | 682 | 909 | 1137 | 1364 | 1819 | 2274 | 2728 | 3183 | 3638 | 4093 | 4547 | 5002 | 6821
7,94 | 516 | 200 | 321 | 401 | 601 | 802 | 1002 | 1203 | 1604 | 2004 | 2405 | 2806 | 3207 | 3608 | 4009 | 4410 | 6013
8,00 199 | 318 | 398 | 597 | 796 | 995 | 1194 | 1592 | 1989 | 2387 | 2785 | 3183 | 3581 | 3979 | 4377 | 5968
9,00 177 | 283 | 354 | 531 | 707 | 884 | 1061 | 1415 | 1768 | 2122 | 2476 | 2829 | 3183 | 3537 | 3890 | 5305
9,53 | 3/8 | 167 | 267 | 334 | 501 | 668 | 835 | 1002 | 1336 | 1670 | 2004 | 2338 | 2672 | 3006 | 3340 | 3674 | 5010
10,00 159 | 255 | 318 | 477 | 637 | 796 | 955 | 1273 | 1592 | 1910 | 2228 | 2546 | 2865 | 3183 | 3501 | 4775
11,11 | 716 | 143 | 229 | 287 | 430 | 573 | 716 | 860 | 1146 | 1433 | 1719 | 2006 | 2292 | 2579 | 2865 | 3152 | 4298
12,00 133 | 212 | 265 | 398 | 531 | 663 | 796 | 1061 | 1326 | 1592 | 1857 | 2122 | 2387 | 2653 | 2918 | 3979
12,70 | 1/2 | 125 | 201 | 251 | 376 | 501 | 627 | 752 | 1003 | 1253 | 1504 | 1754 | 2005 | 2256 | 2506 | 2757 | 3760
14,00 114 | 182 | 227 | 341 | 455 | 568 | 682 | 909 | 1137 | 1364 | 1592 | 1819 | 2046 | 2274 | 2501 | 3410
14,29 | 9/16 | 111 | 178 | 223 | 334 | 446 | 557 | 668 | 891 | 1114 | 1337 | 1559 | 1782 | 2005 | 2228 | 2450 | 3341
15,00 106 | 170 | 212 | 318 | 424 | 531 | 637 | 849 | 1061 | 1273 | 1485 | 1698 | 1910 | 2122 | 2334 | 3183
15,88 | 5/8 | 100 | 160 | 200 | 301 | 401 | 501 | 601 | 802 | 1002 | 1203 | 1403 | 1604 | 1804 | 2004 | 2205 | 3007
16,00 99 | 159 | 199 | 298 | 398 | 497 | 597 | 796 | 995 | 1194 | 1393 | 1592 | 1790 | 1989 | 2188 | 2984
17,46 | 11/16 | 91 146 | 182 | 273 | 365 | 456 | 547 | 729 | 912 | 1094 | 1276 | 1458 | 1641 | 1823 | 2005 | 2735
18,00 88 | 141 | 177 | 265 | 354 | 442 | 531 | 707 | 884 | 1061 | 1238 | 1415 | 1592 | 1768 | 1945 | 2653
19,05 | 3/4 | 84 | 134 | 167 | 251 | 334 | 418 | 501 | 668 | 835 | 1003 | 1170 | 1337 | 1504 | 1671 | 1838 | 2506
20,00 80 | 127 | 159 | 239 | 318 | 398 | 477 | 637 | 796 | 955 | 1114 | 1273 | 1432 | 1592 | 1751 | 2387
24,00 66 | 106 | 133 | 199 | 265 | 332 | 398 | 531 | 663 | 796 | 928 | 1061 | 1194 | 1326 | 1459 | 1989
25,00 64 | 102 | 127 | 191 | 255 | 318 | 382 | 509 | 637 | 764 | 891 | 1019 | 1146 | 1273 | 1401 | 1910
27,00 59 94 | 118 | 177 | 236 | 295 | 354 | 472 | 589 | 707 | 825 | 943 | 1061 | 1179 | 1297 | 1768
30,00 53 85 | 106 | 159 | 212 | 265 | 318 | 424 | 531 | 637 | 743 | 849 | 955 | 1061 | 1167 | 1592
32,00 50 80 99 | 149 | 199 | 249 | 298 | 398 | 497 | 597 | 696 | 796 | 895 | 995 | 1094 | 1492
36,00 44 71 88 | 133 | 177 | 221 | 265 | 354 | 442 | 531 | 619 | 707 | 796 | 884 | 973 | 1326
40,00 40 64 80 | 119 | 159 | 199 | 239 | 318 | 398 | 477 | 557 | 637 | 716 | 796 | 875 | 1194
50,00 32 51 64 95 | 127 | 159 | 191 | 255 | 318 | 382 | 446 | 509 | 573 | 637 | 700 | 955
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DORMER tvrdost / pevnost v tahu

HV HRC HB HV HRC HB

Vickers Rockwell Brinell N/ mm2  Tons/ sq. in. Vickers  Rockwell Brinell N/ mm2  Tons/ sq. in.
940 68 434 44 413 1400 91
900 67 423 43 402 1360 88
864 66 413 42 393 1330 86
829 65 403 41 383 1300 84
800 64 392 40 372 1260 82
773 63 382 39 363 1230 80
745 62 373 38 354 1200 78
720 61 364 37 346 1170 76
698 60 355 36 337 1140 74
675 59 350 333 1125 73
655 58 2200 142 345 35 328 1110 72
650 618 2180 141 340 323 1095 71
640 608 2145 139 336 34 319 1080 70
639 57 607 2140 138 330 314 1060 69
630 599 2105 136 327 33 311 1050 68
620 589 2070 134 320 304 1030 67
615 56 584 2050 133 317 32 301 1020 66
610 580 2030 131 310 31 295 995 64
600 570 1995 129 302 30 287 970 63
596 55 567 1980 128 300 285 965 62
590 561 1955 126 295 280 950 61
580 551 1920 124 293 29 278 940 61
578 54 549 1910 124 290 276 930 60
570 542 1880 122 287 28 273 920 60
560 53 532 1845 119 285 271 915 59
550 523 1810 117 280 27 266 900 58
544 52 517 1790 116 275 261 880 57
540 513 1775 115 272 26 258 870 56
530 504 1740 113 270 257 865 56
527 51 501 1730 112 268 25 255 860 56
520 494 1700 110 265 252 850 55
514 50 488 1680 109 260 24 247 835 54
510 485 1665 108 255 23 242 820 53
500 475 1630 105 250 22 238 800 52
497 49 472 1620 105 245 233 785 51
490 466 1595 103 243 21 231 780 50
484 48 460 1570 102 240 228 770 50
480 456 1555 101 235 223 755 49
473 47 449 1530 99 230 219 740 48
470 447 1520 98 225 214 720 47
460 437 1485 96 220 209 705 46
458 46 435 1480 96 215 204 690 45
450 428 1455 94 210 199 675 44
446 45 424 1440 93 205 195 660 43
440 418 1420 92 200 190 640 41
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Tolerance

g mm
>1<3 >3<6 >6<10 >10<18 >18<30 >30<50 >50<80 >80<120
Tol um
e8 -14/-28 -20/-38 -25/-47 -32/-59 -40/-73 -50/-89 -60/-106 -72/-126
f6 -6/-12 -10/-18 -13/-22 -16/-27 -20/-33 -25/-41 -30/-49 -36/-58
f7 6/-16 -10/-22 -13/-28 -16/-34 -20/-41 -25/-50 -30/-60 -36/-71
h6 0/-6 0/-8 0/-9 0/-11 0/-13 0/-16 0/-19 0/-22
h7 0/-10 0/-12 0/-15 0/-18 0/-21 0/-25 0/-30 0/-35
h8 0/-14 0/-18 0/-22 0/-27 0/-33 0/-39 0/-46 0/-54
h9 0/-25 0/-30 0/-36 0/-43 0/-52 0/-62 0/-74 0/-87
h10 0/-40 0/-48 0/-58 0/-70 0/-84 0/-100 0/-120 0/-140
h11 0/-60 0/-75 0/-90 0/-110 0/-130 0/-160 0/-190 0/-220
h12 0/-100 0/-120 0/-150 0/-180 0/-210 0/-250 0/-300 0/-350
k10 +40/0 +48/0 +58/0 +70/0 +84/0 +100/0 +120/0 +140/0
k12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
m7 +2/+12 +4/+16 +6/+21 +7/+25 +8/+29 +9/+34 +11/+41 +13/+48
js14 +/- 125 +/- 150 +/- 180 +/- 215 +/- 260 +/- 310 +/- 370 +/- 435
js16 +/- 300 +/- 375 +/- 450 +/- 550 +/- 650 +/- 800 +/- 950 +/- 1100
H7 +10/0 +12/0 +15/0 +18/0 +21/0 +25/0 +30/0 +35/0
H8 +14/0 +18/0 +22/0 +271/0 +33/0 +39/0 +46/0 +54 /0
H9 +25/0 +30/0 +36/0 +43/0 +52/0 +62/0 +74/0 +87/0
H12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
P9 -6 /-31 -12/-42 -15/-51 -18/-61 -22/-74 -26/-86 -32/-106 -37/-124
1um = 0.001mm



Obecné informace

VRTANI

VSEOBECNE INFORMACE K VRTANI
1. Zvolte vhodny vrtak pro danou operaci podle obrabéného materialu, moznosti nastroje a chladiva.

2. Vule mezi sou¢astkou a vietenem stroje mize zpuUsobit poSkozeni vrtaku, souc¢astky i stroje - zajistéte maximalni
stabilitu celého procesu. Stabilitu zajistite, zvolite-li co nejkratsi vrtak pro danou operaci.

3. Spravné upnuti nastroje pfi vrtani je naprosto zasadni. Vrtak nesmi z drzaku vyklouznout ani se v ném
pohnout.

4. Pro rGzné operace vrtani jsou vhodné rlizné fezné kapaliny a chladiva. Pouzivate-li chladivo ¢i feznou kapalinu,
ujistéte se, Ze je jich dostate¢né mnozstvi, pfedevsim na Spicce vrtaku.

5. Aby vrtani mohlo probihat spravné, je nutné zaijistit plynuly odvod tfisek. Nikdy nedopustte, aby tfisky zustaly v
drazce.

6. Pfi pfebruSovani vrtaku dbejte na to, aby se zachovala spravna geometrie Spicky a veskeré opotfebeni bylo
odstranéno.

VELIKOST DIRY

Konfigurace geometrii, substratu a povlaku jsou stale pokrocilejsi, a proto se zvySuje schopnost vrtakl vrtat presnéjsi
diry. Nastroj se standardni geometrii by mél byt schopen vyvrtat diru do tolerance H12. Konfigurace vrtaku je dnes
mnohem komplexné&jsi, a proto je pfi vhodnych podminkach moZzné vrtat diry az do tolerance H8. Pro lepS$i pfehled zde

predkladame seznam vyrobku a tolerance dér, jichz je jimi mozno dosahnout:

Vrtaky pro HSS pro vSeobecné pouziti - H12

Vrtaky HSS / HSS-E pro vrtani hlubokych dér s parabolickou drazkou - H10
Vysokorychlostni povlakované vrtaky ze slinutého karbidu — H8/H9

VRTANI HLUBOKYCH DER

PFi vrtani hlubokych dér Ize k dosazZeni poZzadované hloubky pouzit nékolik metod. Nize uvedeny pfiklad uvadi Ctyfi
zpUsoby, jak vyvrtat diru do hloubky 10 x prdméru vrtaku.

Postupné vrtani

Postupné vrtani

Pocet vrtaku

3
(2,5xD, 6xD,10xD)

2
(2,5xD,10xD)

Druh vrtaku

Standardni geometrie,
v§eobecné pouziti

Standardni geometrie,
vS§eobecné pouziti

+ /-

Nakladné
Casove naro¢né

Usporngjsi
Rychlé

Vrtani s vyjizdénim

Vrtani na jeden pruchod

Pocet vrtakua

1
(10xD)

1
(10xD)

et Druh vrtaku

Standardni geometrie,
vSeobecné pouziti

Aplikace specifické
nastroje

+/-

Casové naroéné

Usporné
Rychlé
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Obecné informace

RESENi PROBLEMU PRI VRTANI

PROBLEM

v s v

PRICINA

NAPRAVA

Zlomeny nebo zkrouceny
unasec

Spatné spojeni mezi stopkou a
nastavcem

Ujistéte se, Ze stopka a nastavec jsou Cisté a
neposkozené

Rozlomeni jadra

Pfilis velky posuv

ZmenSete posuv na optimalni hodnotu

Nedostateény uhel hibetu

Prebruste do pozadovanych rozmérd

Neumeérné ztenceni jadra

Prebruste do pozadovanych rozmért

Velké zatiZzeni Spi¢ky vrtaku

Vyhnéte se naraziim Spicky vrtaku. Pfi vkladani
a vyjimani vrtdku s kuzelovou stopkou z vietena
postupuijte opatrné

Opotifebované vnéjsi
bfity

Prilis velka rychlost

Snizte rychlost na optimalni hodnotu - je mozné
zvétsit posuv

Vylomené vnéjsi bfity

Nestabilni upnuti soucastky

Omezte pohyb soucastky

VySstipané bfity

Pfilis velky podbrus hfbetu

Prebruste do pozadovanych rozmérd

Zlomeni na konci drazek
u stopky

Ucpavani drazek

Vyzkousejte vrtani s opétovnym vyjizdénim vrtaku
nebo postupné vrtani nékolika vrtaky

Vrtak vykluzuje

Zajistété, aby byl vrtak pevné upnut ve sklicidle a
vieteni

Spiralovita stopa v
povrchu diry

Nedostateény posuv

Zvétsete posuv

Nepresné umisténi vrtaku

Pfed vrtanim pouzijte navrtavak

P¥ili§ velky rozmér diry

Spatna geometrie $picky

Zkontrolujte geometrii Spicky

Neucinny odvod tfisky

Upravte rychlost, posuv a délku vyjizdéni vrtaku a
odvod tfisek bude plynuly
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DORMER Obecné informace

VYSTRUZOVANI

VSEOBECNE INFORMACE K VYSTRUZOVANI
NejlepsSich vysledkl s vystruzniky dosahnete, kdyz jim umoznite “pracovat’. Nejbéznéjsi chybou, ke které dochazi pred
vystruzovanim, je predvrtat pfili§ velkou diru. Pokud je v dife ponechano nedostatecné mnozstvi materialu, pak vystruznik

bude drhnout, bude vykazovat pfed¢asné znamky opotfebeni a primér se zmensi. Stejné dulezité je neponechat v dife
prilis velké mnozstvi materialu k obrobeni. (Viz obrabéni materialu dole)

1. Zvolte optimalni vystruznik a optimalni rychlost a posuv pro danou operaci. Dbejte na to, aby predvrtané diry mély
spravny prameér.

2. Soucastka musi byt pevné upnuta a vieteno by nemélo vykazovat zadnou vuli.

3. Sklic¢idlo, ve kterém je upnuta stopka vystruzniku, musi byt kvalitni. Pokud vystruznik ve skli¢idle prokluzuje a posuv
je automaticky, mlze dojit ke zlomeni vystruzniku.

4. Omezte vylozeni z vietena stroje na minimum.

5. Pouzijte doporu€enou feznou kapalinu, ktera prodluzuje trvanlivost vystruzniku, a zajistéte, aby se kapalina dostala
k bfitim. Vystruzovani nepatfi mezi tézké obrabéni, a proto obvykle staci roztok rozpustného oleje v pomeéru 1:40.
Pfi vystruzovani Sedé litiny - pokud se obrabi na sucho - Ize pouzit stlaéeny vzduch.

6. Dbejte na to, aby se drazky vystruzniku nezanasely tfiskami.

7. Pred prebrousenim vystruzniku, zkontrolujte koncentricitu mezi hroty. Ve vétSiné pripadu je tfeba prebrousit pouze
ukos nabéhu.

8. Dbejte na to, aby vystruzniky byly ostré. Casté prebruovani je vyhodné, ale je dobré védét, Ze vystruznik feze

pouze Ukosem nabéhu, ale ne fazetami. Proto je tfeba prebruSovat pouze nabéh. Pfesnost prfebrusovani je dulezita
pro kvalitu diry a pro Zivotnost.

UBER MATERIALU

Doporuceny Ubér materialu pfi vystruzovani zavisi na druhu materialu a kvalité povrchu pfedvrtané diry. Obecné
instrukce pro ubér materidlu naleznete v nasleduijici tabulce:

VeIiko§t vystruzené S pFedvrtanim S PFedvrt'énim Velikqst vystruzené S predvrtanim S PFedvrt’énim
diry (mm) vyhrubnikem diry (paice) vyhrubnikem

Pod 4 0.1 0.1 Pod 3/16 0.004 0.004

Od 4 do 11 0.2 0.15 Od 3/16 po 1/2 0.008 0.006

Od 11 do 39 0.3 0.2 Od 1/2 po 11/2 0.010 0.008

Od 39 do 50 0.4 0.3 0Od11/2po 2 0.016 0.010
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Obecné informace

MEZNi TOLERANCE

1. PRUMERY STANDARDNICH VYSTRUZNIKU

Primér (d1) se méfi na obvodu fazetky hned za kuzelovym nab&hem. Tolerance jsou podle normy DIN 1420 a je

uréen k vyrobé dér H7.

TOLERANCE VYSTRUZNIKU
Prdmér (d1) Mezni tolerance (mm)
Pres Doaveens = Y5Ok Nizke
3 0.008 0.004
3 6 0.010 0.005
6 10 0.012 0.006
10 18 0.015 0.008

2. UDIRY S TOLERANCI H7

TOLERANCE VYSTRUZNIKU

Prdmér (d1) Mezni tolerance (mm)
Pres Do a véetné Vys;oke N'ike
18 30 0.017 0.009
30 50 0.021 0.012
50 80 0.025 0.014

Nejbéznéjsi tolerance dokoncené diry odpovida toleranci H7 (viz tabulka dole). Pro uréeni ostatnich toleran¢nich

poli a jejich Sifi pouZijte nasledujici tabulky.

TOLERANCE DIiRY
Primér (d1) Mezni tolerance (mm)
Pres Do a véetné Vys+oke N'ike
3 0.010 0
3 6 0.012 0
6 10 0.015 0
10 18 0.018 0

TOLERANCE DIRY

Primér (d1) Mezni tolerance (mm)

Pres Do a véetné Vys+oke N'ike
18 30 0.021 0
30 50 0.025 0
50 80 0.030 0

3. Potfebujete-li najit rozméry specialniho vystruzniku, ktery bude obrabét ve specifickych tolerancich, napf. D8,

muzete pouzit tento osvédceny navod.

A =Tolerance Diry

Dmax = Maximalni pramér diry
Dmin =Minimalni pramér diry

d,max = Maximalni prameér vystruzniku
d,min = Minimalni prameér vystruzniku

0,15 1T B =Tolerance Vystruzniku
T o= iB IT = Sitka toleranéniho pole
m A ) 1
d, = Nominalni pramér
dymin 1
Dmax | Dmin dymaxl o,
Tolerance priméru (mm)
Sitka tolerance nad 1 nad 3 nad 6 nad 10 nad 18 nad 30 nad 50 nad 80
(mikrony) vé.3 vé. 6 vé 10 vE. 18 vé. 30 vé. 50 vE. 80 vé. 120
ITS 4 5) 6 8 9 11 13 15
IT6 6 8 9 1 13 16 19 22
IT7 10 12 15 18 21 25 30 35
IT8 14 18 22 27 33 39 46 54
IT9 25 30 36 43 52 62 74 87
IT10 40 48 58 70 84 100 120 140
IT11 60 75 90 110 130 160 190 220
IT12 100 120 150 180 210 250 300 350

napr. dira o 10 mm s toleranci D8, max. pramér =10,062, min. primér = 10,040, tolerance diry IT8 = 0,022

Maximalni limit: 0,15 x tolerance diry (IT8) = 0,0033 zaokrouhleno = 0,004
Minimalni limit: 0,35 x tolerance diry (IT8) = 0, 0077, zaokrouhleno na 0,008

Maximalni limit pro vystruznik = 10,062 - 0,004 = 10,058
Minimalni limit pro vystruznik = 10,058 - 0,008 = 10,050

500



Obecné informace

RESENi PROBLEMU PRI VYSTRUZOVANI

PROBLEM

PRICINA

NAPRAVA

Zlomeny nebo zkrouceny
unasec€

Spatné spojeni mezi stopkou a
nastavcem

Ujistéte se, ze stopka i nastavec jsou Cisté a

neposkozené

Rychlé opotfebeni
nastroje

Nedostate¢né mnozstvi materialu k
obrabéni

ZvétSete objem materialu k obrobeni

Nadmeérna dira

Rozhozeni priméru bfita

Prebruste podle spravnych specifikaci

Spatné upnuti do vietena stroje

Opravte a spravné nastavte vieteno

Ohyb v nastrojovém drzaku

Vymeénite nastrojovy drzak

Stopka nastroje je podkozena

Vymeénite i pfebruste stopku

Nastroj vykazuje ovalnost

Vymérite nebo prebruste nastroj

Asymetricky uhel nabéhu

Pfebruste podle spravnych specifikaci

P¥ilis velky posuv nebo rychlost

Upravte fezné podminky podle katalogu

Undersize hole

Nedostate¢né mnozstvi materialu k
obrabéni

ZvétSete objem materialu k obrobeni

Pfi vystruzovani vznikaji pfilis vysoké
teploty. Dira se rozsifuje a smrstuje

Zvyste pritok chladiva

Primér nastroje je mensi a nastroj
opotfebovany

Pfebruste podle spravnych specifikaci

PfiliS maly posuv a nizka fezna rychlost

Upravte fezné podminky podle katalogu

Pfedvrtana dira je pfillis mala

Uberte mnozstvi materialu k obrobeni

Ovalné a konické diry

Spatné upnuti do vietena stroje

Opravte a spravné nastavte vieteno

Nesouosost mezi dirou a nastrojem

Pouzijte vystruznik na nytové spoje

Asymetricky uhel nabéhu

Prebruste podle spravnych specifikaci

Spatné kvalita povrchu
diry

PfiliS mnoho materialu k obrobeni

Uberte mnozstvi materialu k obrobeni

Opotfebeny nastroj

Prebruste podle spravnych specifikaci

PFiliS maly uhel Cela

Pfebruste podle spravnych specifikaci

P¥ilis Fidka emulze nebo fezny olej

Zvyste koncentraci

Posuv a/nebo rychlost pfili§ nizka

Upravte fezné podminky podle katalogu

Rezna rychlost piili§ vysoka

Upravte fezné podminky podle katalogu

Nastroj je upnut a zlomi
se

Opotfebeny nastroj

Pfebruste podle spravnych specifikaci

Zpétny kuzel nastroje je pfilis maly

Zkontrolujte a vymérite/upravte nastroj

Sitka l0Zka je pFilis velka

Zkontrolujte a vymérite/upravte nastroj

Material soucastky se stlauje

Kompenzujte vychyleni tim, Ze pouZzijte
nastavitelny vystruznik

Pfedvrtana dira je pfilis mala

Uberte mnozstvi materialu k obrobeni

Heterogenni material s tvrdymi
inkluzemi

Pouzijte vystruznik ze slinutého karbidu
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Obecné informace DORMER

REZANI ZAVITU

VSEOBECNE INFORMACE K REZANIi ZAVITU

Uspéch pfi Fezani zavith zavisi na nékolika raznych faktorech, které ovliviuji kvalitu vyrobku.

1.

Zvolte spravny tvar zavitniku podle materialu souéastky a typu diry napf. prichozi nebo slepé, podle Tabulky
klasifikace materiald.

Dbejte na to, aby soucastka byla Fadné upnuta, pfi pohybu do stran se zavitnik mize zlomit a kvalita zavitl maze
byt Spatna.

Zvolte spravnou velikost zavitniku podle katalogu. Dbejte na to, aby nezadouci vytvrzovani materialu sou¢astky bylo
minimalni.

Zvolte spravnou feznou rychlost podle katalogu.
Pouzijte vhodny fezny olej pro danou operaci.

PFi NC operacich se ujistéte, ze naprogramovana velikost posuvu je spravna. Pouzijte-li pruzné upnuti, zvolte 95%
az 97% stoupani zavitu, aby byl zavitnik vlastnim stoupanim tazen do fezu.

Pokud je to mozné, upnéte zavitnik do upinace, ktery umoznuje hlidat kroutici moment a zajisti volny axialni pohyb
zavitniku v dife. Zavitnik se tim také chrani pfed zlomenim, pokud by nahodou neplanované narazil na dno diry.

Zaijistéte plynuly vstup zavitniku do diry, nerovnomérny posuv muizZe zpUsobit rozhozeni pfi najezdu do zavitu.

TABULKA TOLERANCE ZAVITNIKU OPROTI TOLERANCI VNITRNIHO ZAVITU (MATICE)

Trida tolerance, zavitnik

Tolerance, vnitrni zavit (matice) Pouziti
ANSI
I1ISO DIN BS
ISO 1 4H 3B 4 H 5H Ulozeni bez vile
ISO 2 6 H 2B 4G 5G 6 H Normalni ulozeni
ISO 3 6G 1B 6G | 7H | 8H UloZeni s velkou vuli
Volné ulozeni pro
- 7G - 7G | 8G naslednou povrchovou
Upravu nebo povlakovani
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Obecné informace

RESENi PROBLEMU PRI ZAVITOVANI

PROBLEM PRICINA NAPRAVA
Volny zavit Nespravna tolerance Zvolte zavitnik s t&€sné&jsi toleranci
Nespravny axialni posuv Snizte posuv 0 5 - 10% (v pruzné hlavé) nebo zvyste tlak
upinace
Nevhodny typ zavitniku pro aplikaci |Pro prachozi diry pouzijte zavitnik s pfimou draZkou a
lamacem, pro slepé diry pouzijte spiralovity zavitnik.
Povlakovanym nastrojem snizite moznost tvorby nartstku.
Provéite alternativni produkty v Selectoru nebo katalogu
Zavitnik neni v dife vystfedény Zkontrolujte upina¢ a pozici, musi byt v ose diry
Nedostate¢na lubrikace Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek v
dife. Viz kapitola o lubrikaci v technické pfirucce
Rezna rychlost pfili§ nizka Dodrzujte doporuceni z katalogu nebo Selectoru
Tésny zavit Nevhodny typ zavitniku pro aplikaci | Pro priichozi diry pouzZijte zavitnik s pfimou drazkou a

lamacem, pro slepé diry pouzijte spiralovity zavitnik.
Povlakovanym nastrojem snizite moznost tvorby nardstku.
Pouzijte zavitnik s vétSim uhlem ¢ela. Provérte alternativni
produkty v Selectoru nebo katalogu

Nespravna tolerance

Zvolte zavitnik s volnéjsi toleranci, obzvlasté do materiald,
které maji tendenci ke smrstovani (nerez), nebo abrazivnich
materialu (litina)

Nedostateéna nebo nevhodna
lubrikace

Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek v
dife. Viz kapitola o lubrikaci v technické pfirucce

Pfedvrtana dira pfilis mala

ZvétSete primér vrtaku na maximalni hodnotu. Zkontrolujte
priimér predvrtané diry.

Material se po zavitovani stahuje

Zkontrolujte doporu¢ené parametry v katalogu nebo Selectoru
a vhodné alternativy

Zasekavani trisek

Nevhodny typ zavitniku pro danou
operaci

Zvolte zavitnik s mensim uhlem Cela. Zvolte zavitnik s delSim
nabéhem. Do prlchozich dér pouzivejte zavitnik s pfimou
drazkou, do slepych spiralovité, zabranite zasekavani tfisek.
Zkontrolujte v katalogu nebo Selectoru alternativni vhodné
zavitniky

Nevhodna nebo nedostate¢na
lubrikace

Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek v
dife. Viz kapitola o lubrikaci v technické pfirucce

Zavitnik narazi do dna

Zvyste hloubku vrtani nebo snizte hloubku zavitovani

Povrch diry se obrabénim vytvrzuje

Snizte feznou rychlost, pouzijte vhodny lubrikant. Viz kapitola
o obrabéni nerezi v technické pfirucce

Zasekavani tfisek pfi vyjezdu

Vyvarujte se prudkych zmén otacek pfi reverzaci

Ukos narazi do vchodu do diry

Zkontrolujte axialni polohu a snizte odchylku od osy na
minimum

Predvrtana dira pfilis mala

ZvétSete pramér vrtaku na maximum. Zkontrolujte primér
predvrtané diry.
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RESENiI PROBLEMU PRI ZAVITOVANI

PROBLEM

NP

PRICINA

NAPRAVA

Zlomeni

Otupeny zavitnik

Pouzijte novy zavitnik nebo pfebruste otupeny

Nedostate¢na lubrikace

Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek v
dife. Viz kapitola o lubrikaci v technické pfirucce

Zavitnik narazi do dna diry

Zvyste hloubku vrtani nebo snizte hloubku zavitovani

Rezna rychlost pili§ vysoka

Snizte Feznou rychlost. Dodrzujte doporuceni z katalogu nebo
Selectoru

Povrch se obrabénim vytvrzuje

Snizte rychlost. Pouzijte povlakovany nastroj. Pouzijte kvalitni
lubrikant. Viz kapitola o obrabéni nerezi v technické pfirucce

Predvrtana dira pfilis mala

ZvétSete pramér vrtaku na maximum. Viz tabulky vrtakd pod
zavit

Vysoky kroutici moment

Pouzijte zavitovaci hlavu s nastavenim krout. momentu

Material se po zavitovani stahuje

Zkontrolujte doporuceni v katalogu nebo Selectoru, najdéte
vhodny typ zavitniku

Rychlé opotfebovani

Nevhodny typ zavitniku na danou
aplikaci

Zvolte zavitnik s mensim Uhlem Cela. Zvolte zavitnik s delSim
nabéhem. Do prlichozich dérpouzivejte zavitnik s pfimou drazkou,
do slepych spiralovité, zabranite zasekavani tfisek. Zkontroalujte
v katalogu nebo Selectoru alternativni vhodné zavitniky

Nedostateéna lubrikace

Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek
v dife a teplotnimu zatiZeni bfitu. Viz kapitola o lubrikaci v
technické pfiru¢ce

Rezna rychlost pFili§ vysoka

Snizte feznou rychlost. Dodrzujte doporuceni z katalogu nebo
Selectoru

Narustek

Nevhodny typ zavitniku na danou
aplikaci

Pouzijte zavitnik s menSim dhlem &ela nebo/a vétsSim
odleh&enim zubl. Zkontrolujte katalog nebo Selector, najdéte
vhodny nastroj

Nedostatecna lubrikace

Pouzijte kvalitni lubrikant, ktery pfedejde zasekavani tfisek
v dife a teplotnimu zatizeni bfitu. Viz kapitola o lubrikaci v
technické pfirucce

Nevhodna povrchova Uprava

Pouzijte zavitnik s vhodnym povlakem.

Rezna rychlost pFili§ nizka

Dodrzujte doporuceni z katalogu nebo Selectoru
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NORMER Obecné informace

FREZOVANI
VSEOBECNE POKYNY PRO FREZOVANI

Frézovani je proces, kdy je odebiran stanoveny pfidavek materialu frézou, ktera rotuje kolem své osy a zaroven se
posouva do fezu.

Fréza je obvykle vicebfity nastroj, kde kazdy bfit odebira material
TYPY FREZ

RozliSujeme tfi zakladni druhy frézovacich operaci a tim i druht fréz: (A) obvodové frézovani, (B) ¢elni frézovani a (C)
frézovani stopkovymi frézami.

Pfi obvodovém frézovani valcovymi frézami je osa rotace nastroje rovnobézna s povrchem obrabéné soucasti. Fréza
ma po obvodu urcity pocet zubu, kazdy z téchto zubu funguje stejné jako jednobfity nastroj. Valcové frézy mohou mit
pfimé zuby nebo zuby Sroubovicové.

Pfi Celnim frézovani je osa otaceni frézy kolma na povrch obrabéné soucasti. Frézovani probiha na bfitech, které jsou
na Cele a na obvodu frézy. Pfi frézovani stopkovymi frézami je osa frézy vertikalné kolma na povrch obrobku a obvykle
muze frézovat vSemi sméry, které jsou na ¢ele i na obvodu frézy.

POUZITI

Druh obrabéci operace pfimo souvisi s hodnotou Q. Rizné aplikace umozniuji dosahovat riiznych hodnot Q. Aktualni
katalog Dormer ukazuje prostfednictvim jednoduchych ikon pouziti fréz.

Frézovani bokem Celni frézovani Drazkovani Zavrtavani Zavrtavani po rampé

N

Radialni hloubka by Radialni hloubka by Obrabéni drazek na Zavrtavani je mozné s Rampovani, radialni
méla byt mensi nez 0,25 | neméla byt vysSi nez pera. Radialni hloubka | frézami, které maji bfit i axialni najezd do
x pramer frézy. 0,9 x primér frézy, je rovna prameéru frézy. | pres stfed. V téchto materialu.

axialni hloubka fezu operacich je tfeba snizit

méneé nez 0,1 x pramer. posuv na polovinu.
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Obecné informace

RESENi PROBLEMU PRI FREZOVANI

PROBLEM PRICINA NAPRAVA
Zlomeni P¥ilis velky pfidavek materialu SniZte posuv na zub
PFilis velky posuv SniZte posuv
Opotfebeni Délka pracovni ¢asti nebo celkova |Upnéte tak, aby fréza zbyte¢né neCouhala z upinace nebo
délka pfilis dlouha pouZijte kratSi frézu
P¥ili§ tvrdy material obrobku Zkontrolujte katalog nebo Selector, zda je v nabidce odolnég;si
nastroj nebo nastroj s povlakem
Nespravna fezna rychlost a posuv  [Zkontrolujte fezna data v katalogu nebo Selectoru
Spatny odvod tFisek Zamitte trysky s chlazenim
Nesousledné frézovani Sousledné frézovani
Nevhodna Sroubovice Zkontrolujte doporuceni v katalogu/Selectoru a alternativni
nastroje
Vylamovani Pfilis velky posuv Snizte posuv

Vylamovani

Snizte feznou rychlost

Nizka fezna rychlost

ZvySste feznou rychlost

Nesousledné frézovani

Sousledné frézovani

Tuhost nastroje

Vyberte kratSi frézu nebo stopku zasurite hloubéji do upinace

Tuhost obrobku

Pevné upnéte obrobek

Kratka zivotnost

HouzZevnaty material obrobku

Zkontrolujte katalog nebo Selector a vyberte alternativni frézu

Nevhodna geometrie bfitu

Zadejte spravna fezna data

Treni mezi frézou a povrchem
obrobku

Pouzijte povlakovany nastroj

Spatna kvalita povrchu

PFilis velky posuv

Snizte feznou rychlost

Nizky posuv

ZvySte feznou rychlost

Zasekavani tfisek

ZmenSete pfidavek materialu

Opotfebeni nastroje

Vymérite nebo prebruste nastroj

Tvorba narlstku

Zvolte frézu s vétSim uhlem Sroubovice

Nalepovani tfisek

Zvyste intenzitu chlazeni
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Obecné

informace

PROBLEM

PRICINA

NAPRAVA

Nepfesnost obrobku

Ohyb nastroje

Zvolte kratSi nastroj nebo zasunte stopku hloubé&ji do upinace

Nedostate¢ny pocet drazek (zubt)

Zvolte nastroj s vice drazkami (zuby)

Uvolnény, opotifebeny upinac

Opravte nebo vyménte

Nedostate¢na tuhost upinace

Vymeénite za kratSi a tuzsi upinaé

Nedostatecna tuhost vietene

Pouzijte stroj z vysSi tuhosti

Vylamovani

Rezna rychlost a posuv pfili§ vysoké

Zménte fezna data za pomoci katalogu/Selectoru

Délka pracovni ¢asti nebo celkova
délka nastroje pfiliS dlouha

Zasurte stopku hloubégji do upinace a pouzijte kratsi frézu

P¥ilis velka hloubka obrabéni

Snizte hloubku fezu

Nedostatec¢na tuhost (stroj nebo
upinac)

Zkontrolujte upinac€ a je-li tfeba, vyménte jej
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Tabnuua pexxnmoB pe3aHus nnnmm

Tabnuua pexxmmoB pe3aHusA
M/MUH 5 8 | 10 15 | 20 25 30 40 50 60 70 | 80 | 90 | 100 110 | 150
dyToB/MMH = 16 26 | 32 | 50 | 66 | 82 98 | 130 | 165 197 | 230 | 262 | 296 @ 330 362 495
2 8 06/MuH

mm |gouM

1,00 1592 | 2546 | 3183 | 4775 | 6366 | 7958 | 9549 | 12732 | 15916 | 19099 | 22282 | 25465 | 28648 | 31831 | 35014 | 47747
1,50 1061 | 1698 | 2122 | 3183 | 4244 | 5305 | 6366 | 8488 | 10610 | 12732 | 14854 | 16977 | 19099 | 21221 | 23343 | 31831
2,00 796 | 1273 | 1592 | 2387 | 3183 | 3979 | 4775 | 6366 | 7958 | 9549 | 11141 | 12732 | 14324 | 15916 | 17507 | 23873
2,50 637 | 1019 | 1273 | 1910 | 2546 | 3183 | 3820 | 5093 | 6366 | 7639 | 8913 | 10186 | 11459 | 12732 | 14006 | 19099
3,00 531 849 | 1061 | 1592 | 2122 | 2653 | 3183 | 4244 | 5305 | 6366 | 7427 | 8488 | 9549 | 10610 | 11671 | 15916
3,18 1/8 500 801 1001 | 1501 | 2002 | 2502 | 3003 | 4004 | 5005 | 6006 | 7007 | 8008 | 9009 | 10010| 11011 | 15015
3,50 455 728 909 | 1364 | 1819 | 2274 | 2728 | 3638 | 4547 | 5457 | 6366 | 7276 | 8185 | 9095 | 10004 | 13642
4,00 398 637 796 1194 | 1592 | 1989 | 2387 | 3183 | 3979 | 4775 | 5570 | 6366 | 7162 | 7958 | 8754 | 11937
4,50 354 566 707 | 1061 | 1415 | 1768 | 2122 | 2829 | 3537 | 4244 | 4951 | 5659 | 6366 | 7074 | 7781 | 10610
4,76 | 3/16 334 535 669 | 1003 | 1337 | 1672 | 2006 | 2675 | 3344 | 4012 | 4681 | 5350 | 6018 | 6687 | 7356 | 10031
5,00 318 509 637 955 | 1273 | 1592 | 1910 | 2546 | 3183 | 3820 | 4456 | 5093 | 5730 | 6366 | 7003 | 9549
6,00 265 424 531 796 1061 | 1326 | 1592 | 2122 | 2653 | 3183 | 3714 | 4244 | 4775 | 5305 | 5836 | 7958
6,35 1/4 251 401 501 752 | 1003 | 1253 | 1504 | 2005 | 2506 | 3008 | 3509 | 4010 | 4511 | 5013 | 5514 | 7519
7,00 227 364 455 682 909 1137 | 1364 | 1819 | 2274 | 2728 | 3183 | 3638 | 4093 | 4547 | 5002 | 6821

7,94 | 5/16 200 321 401 601 802 1002 | 1203 | 1604 | 2004 | 2405 | 2806 | 3207 | 3608 | 4009 | 4410 | 6013
8,00 199 318 398 597 796 995 1194 | 1592 | 1989 | 2387 | 2785 | 3183 | 3581 | 3979 | 4377 | 5968
9,00 177 283 354 531 707 884 | 1061 | 1415 | 1768 | 2122 | 2476 | 2829 | 3183 | 3537 | 3890 | 5305
9,53 3/8 167 267 334 501 668 835 1002 | 1336 | 1670 | 2004 | 2338 | 2672 | 3006 | 3340 | 3674 | 5010
10,00 159 255 318 477 637 796 955 | 1273 | 1592 | 1910 | 2228 | 2546 | 2865 | 3183 | 3501 | 4775
11,11 | 7/16 143 229 287 430 573 716 860 1146 | 1433 | 1719 | 2006 | 2292 | 2579 | 2865 | 3152 | 4298
12,00 133 212 265 398 531 663 796 | 1061 | 1326 | 1592 | 1857 | 2122 | 2387 | 2653 | 2918 | 3979
12,70 | 1/2 125 201 251 376 501 627 752 1003 | 1253 | 1504 | 1754 | 2005 | 2256 | 2506 | 2757 | 3760
14,00 114 182 227 341 455 568 682 909 1137 | 1364 | 1592 | 1819 | 2046 | 2274 | 2501 | 3410
14,29 | 9/16 111 178 223 334 446 557 668 891 1114 | 1337 | 1559 | 1782 | 2005 | 2228 | 2450 | 3341
15,00 106 170 212 318 424 531 637 849 | 1061 | 1273 | 1485 | 1698 | 1910 | 2122 | 2334 | 3183
15,88 | 5/8 100 160 200 301 401 501 601 802 1002 | 1203 | 1403 | 1604 | 1804 | 2004 | 2205 | 3007
16,00 99 159 199 298 398 497 597 796 995 1194 | 1393 | 1592 | 1790 | 1989 | 2188 | 2984
17,46 | 11/16 91 146 182 273 365 456 547 729 912 1094 | 1276 | 1458 | 1641 | 1823 | 2005 | 2735
18,00 88 141 177 265 354 442 531 707 884 | 1061 | 1238 | 1415 | 1592 | 1768 | 1945 | 2653
19,05 | 3/4 84 134 167 251 334 418 501 668 835 | 1003 | 1170 | 1337 | 1504 | 1671 | 1838 | 2506
20,00 80 127 159 239 318 398 477 637 796 955 1114 | 1273 | 1432 | 1592 | 1751 | 2387
24,00 66 106 133 199 265 332 398 531 663 796 928 | 1061 | 1194 | 1326 | 1459 | 1989
25,00 64 102 127 191 255 318 382 509 637 764 891 1019 | 1146 | 1273 | 1401 | 1910
27,00 59 94 118 177 236 295 354 472 589 707 825 943 1061 | 1179 | 1297 | 1768
30,00 53 85 106 159 212 265 318 424 531 637 743 849 955 | 1061 | 1167 | 1592
32,00 50 80 99 149 199 249 298 398 497 597 696 796 895 995 1094 | 1492
36,00 44 71 88 133 177 221 265 354 442 531 619 707 796 884 973 | 1326
40,00 40 64 80 119 159 199 239 318 398 477 557 637 716 796 875 1194
50,00 32 51 64 95 127 159 191 255 318 382 446 509 573 637 700 955
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HV HRC HB HV HRC HB

Vickers Rockwell Brinell N/ mm2  Tons/ sq. in. Vickers  Rockwell Brinell N/ mm2  Tons/ sq. in.
940 68 434 44 413 1400 91
900 67 423 43 402 1360 88
864 66 413 42 393 1330 86
829 65 403 41 383 1300 84
800 64 392 40 372 1260 82
773 63 382 39 363 1230 80
745 62 373 38 354 1200 78
720 61 364 37 346 1170 76
698 60 355 36 337 1140 74
675 59 350 333 1125 73
655 58 2200 142 345 35 328 1110 72
650 618 2180 141 340 323 1095 71
640 608 2145 139 336 34 319 1080 70
639 57 607 2140 138 330 314 1060 69
630 599 2105 136 327 33 311 1050 68
620 589 2070 134 320 304 1030 67
615 56 584 2050 133 317 32 301 1020 66
610 580 2030 131 310 31 295 995 64
600 570 1995 129 302 30 287 970 63
596 55 567 1980 128 300 285 965 62
590 561 1955 126 295 280 950 61
580 551 1920 124 293 29 278 940 61
578 54 549 1910 124 290 276 930 60
570 542 1880 122 287 28 273 920 60
560 53 532 1845 119 285 271 915 59
550 523 1810 117 280 27 266 900 58
544 52 517 1790 116 275 261 880 57
540 513 1775 115 272 26 258 870 56
530 504 1740 113 270 257 865 56
527 51 501 1730 112 268 25 255 860 56
520 494 1700 110 265 252 850 55
514 50 488 1680 109 260 24 247 835 54
510 485 1665 108 255 23 242 820 53
500 475 1630 105 250 22 238 800 52
497 49 472 1620 105 245 233 785 51
490 466 1595 103 243 21 231 780 50
484 48 460 1570 102 240 228 770 50
480 456 1555 101 235 223 755 49
473 47 449 1530 99 230 219 740 48
470 447 1520 98 225 214 720 47
460 437 1485 96 220 209 705 46
458 46 435 1480 96 215 204 690 45
450 428 1455 94 210 199 675 44
446 45 424 1440 93 205 195 660 43
440 418 1420 92 200 190 640 41
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TOYHOCTb

g mm
>1<3 >3<6 >6<10 >10<18 >18<30 >30<50 >50<80 >80<120
Tou um
e8 -14/-28 -20/-38 -25/-47 -32/-59 -40/-73 -50/-89 -60/-106 -72/-126
f6 -6/-12 -10/-18 -13/-22 -16/-27 -20/-33 -25/-41 -30/-49 -36/-58
f7 6/-16 -10/-22 -13/-28 -16/-34 -20/-41 -25/-50 -30/-60 -36/-71
h6 0/-6 0/-8 0/-9 0/-11 0/-13 0/-16 0/-19 0/-22
h7 0/-10 0/-12 0/-15 0/-18 0/-21 0/-25 0/-30 0/-35
h8 0/-14 0/-18 0/-22 0/-27 0/-33 0/-39 0/-46 0/-54
h9 0/-25 0/-30 0/-36 0/-43 0/-52 0/-62 0/-74 0/-87
h10 0/-40 0/-48 0/-58 0/-70 0/-84 0/-100 0/-120 0/-140
h11 0/-60 0/-75 0/-90 0/-110 0/-130 0/-160 0/-190 0/-220
h12 0/-100 0/-120 0/-150 0/-180 0/-210 0/-250 0/-300 0/-350
k10 +40/0 +48/0 +58/0 +70/0 +84/0 +100/0 +120/0 +140/0
k12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
m7 +2/+12 +4/+16 +6/+21 +7/+25 +8/+29 +9/+34 +11/+41 +13/+48
js14 +/- 125 +/- 150 +/- 180 +/- 215 +/- 260 +/- 310 +/- 370 +/- 435
js16 +/- 300 +/- 375 +/- 450 +/- 550 +/- 650 +/- 800 +/- 950 +/- 1100
H7 +10/0 +12/0 +15/0 +18/0 +21/0 +25/0 +30/0 +35/0
H8 +14/0 +18/0 +22/0 +271/0 +33/0 +39/0 +46/0 +54 /0
H9 +25/0 +30/0 +36/0 +43/0 +52/0 +62/0 +74/0 +87/0
H12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
P9 -6 /-31 -12/-42 -15/-51 -18/-61 -22/-74 -26/-86 -32/-106 -37/-124
1um = 0.001mm



mmmm OBWWME YKASAHUA

CBEPJIEHUE

OBLWME YKASAHNA MO CBEPITIEHNIO

1. Bbibepute onTumanbHOe CBeprio AN BbINOMHAEMOW onepauun, YYnmTbliBas xapakTepucTtuku obpabaTbiBaemoro
mMaTepuana, ctaHka u ncnonssyemon COX.

2. HexecTkocTb 0bpabaTtbiBaemon geTanu 1 WNMHAENSA cCTaHka MOryT NPUBECTU K NoroMke ceepria. XKecTKOCTb MOXHO
YBENUYNTb, UCNOMb3YS CBepra ¢ HaMMeHbLLIEN BO3MOXHOW ASIMHOWN.

3. TMpwv cBepreHn BaxxHO NpaBuUIbHOE 3aKpenneHne MHCTPYMEHTa, CBEPIO A0MKHO MMETb MUHUMarbHOe paguanbHoe
OGueHune 1 He NepemMeLLaTbCsa B NATPOHE.

4. Mpwn cBeprneHun HeKOTOPbIX MaTepmnanoB PEKOMEHOYETCH MCMOMNb30BaTb CMa3o4yHO-OXNnaxaawLme xmakoctu. Mpu
nx npumeHeHnn ybeautecok, 4to COXK nogaetcsa B 4OCTaTOMHOM KONUYECTBE, B TOM YUCIIE U K BEPLUMHE CBepna.

5. YpaneHue cTpyxkun HeobxoammMo ans obecnedeHns HaaeXHOCTU npouecca ceeprneHus. He gonyckante 3abuBaHus
CTPY>KKOW CTPYXXEYHbIX KaHaBOK cBepria.

6. I'Ile nepeTo4vke ceepna HeobxoQMmo cneguTb 3a NpaBUIbHOCTbIO 3aTOYKN reOMeTPUn BepLUnHbI CBepra 1 3a NOJIHbIM
yoaneHmewm crnengos M3HOCA.

PASMEP OTBEPCTUA

ToyHOCTb 06paboTaHHOrO OTBEPCTUSI BO3PACTAET C YIyylUEHNEM FreOMETPUM, BUAA MHCTPYMEHTaNbHOro Matepvana u
MOKPbITUS UCMONb3yeMoro ceepria. Kak npaBumo, cBeprnomM co cTaHaapTHOW reoMeTpUEin MOXKHO MOSyYnTb OTBEPCTUE
¢ gonyckom no H12. B GnaronpusitTHbIX yCNoBUsIX TBEPAOCNIaBHOE CBEPO C ONTUMU3MPOBAHHON 3aTOYKOM NO3BONSET
nony4nTb OTBEPCTME C AoMNyckom no H8. [insa ny4Liero noHMMaHusl HuKe NpuBeaeHbl pasnnyHble TUMbl CBEP U TOYHOCTb
OTBEPCTUI, UMM 00paboTaHHbIX:

. Ceepna obLero npumeHeHnsam3 beicTpopexyLlen ctanm — H12
+  Caepra c napabonn4eckon KaHaBKOW AN CBEprieHUst ryboknx oTBepcTuiina Geictpopexyiuen ctanm / HSS-E — H10
*  C nokpbiTveM 13 TBepAoro kapbuaa ¢ BbICOKMMU xapakTepuctukamu — H8/H9

METOOWKA CBEPINEHUSA MYBOKNX OTBEPCTUN

Mpwu ceepneHnn rmyboKnx oTBEPCTUN MOTYT ObITb MCMONb30BaHbI pa3nuyHblie MetToabl. Huxke, Ha npumepe cBeprneHus
oTtBepcTusa rmybuHomn 10xd, npuBeaeHsbl YeTbipe U3 HMX.

I CeeprieHve Habopom ceepr | CBeprneHne Habopom ceeprl
~ = |
, | \ KonuuecTso 3 2
\ | cBepn (2,5xD, 6xD,10xD) (2,5xD,10xD)
4 o
o B 4| T CrangapTHas reometpus, | CTaHgapTHas reoMmeTpus,
-l l IV' l l vn ceepra o6LLero npumMeHeHns o6LLero NpumMeHeHus
E"Irl l"f i'( i +/- [loporon, TpebytoLumi Bornee akoHoMu4eckn
vi v L] g 3HAUMTENbHBIX BPEMEHHBIX 38TPAT | 3¢pcheKTUBHBINA, BHICTPbIi
'y !
e ¢
e |qu | U" |
) 11
tf i-f CBeprieHune ¢ BbIBOOOM CERMELTTE 251 @y
¢ o i npoxop
T KonunuecTtso 1 1
cBepn (10xD) (10xD)
e Tun csepna CraHgapTHas reomeTpus, Ceepna gns obpaboTkm
06u.\ero npUMeHeHuna cney onepauun
/- TpebyioLwmit 3HaUNTENbHBIX | OKOHOMUYECKM
—— BPEeMEHHbIX 3aTpar adpekTnBHLIN, BLICTPLIN
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OBLWNWE YKASAHNA

BO3MOXHbIE TPYOAHOCTW NP CBEPINEHUWN N CIMTOCOBbLI UX YCTPAHEHWA

NMPOBJIEMA

NMPUYUHA

CNOoCOb YCTPAHEHUA

CnomaHHas unu
norHyTasi nanka ceepna

[Mnoxon KOHTaKT mexay

XBOCTOBMKOM CBepIia h NnaTpoHOM

yCTpaHI/ITb 3arpAa3HeHnda n noBpeXgeHmnd Ha
XBOCTOBUKE CBepJia 1 B NaTtpoHe

TpelmHa nepemblvKm

Cnuwkom bonbluas nogada

CHM3nTb nogadvy oo ontuMasnibHOro 3Ha4eHus

HepocTtaToyHbIn 3agHMIN yron

lMepeTountb CBEPIO C COONIOAEHNEM rEOMETPUN

Cnuwkom bonbLuas noarodka

nepemMbiYKn

MepeTounTb CBEPNO C COBMNoAeHNEM reoMeTpun

CunbHbIii yaap no BepluvHe
cBepna

W3GeraiiTe yaoapos no BeplumHe ceepna. OCTOpoXXHO
3aKpennsinTe U M3BnekanTe ceepra ¢ KOHyCoOM
Mopse 13 WwnuHaens

M3HoLLEeHbl BHELLIHNE
yrnbl cBepna

Cnuwkom 6onbluas nogada

CHu3nTb CKOPOCTb A0 onTuMalribHOro 3Ha4yeHua —
BO3MOXXHO YyBEJTMYNTb Nogadvy

CKOMOTbI BHELLIHWE YITibl
cBepna

HexecTkoe 3akpenneHue
3arotoBku

Kectue 3aKpennTb 3aroTtoBky, onTMMMU3NpPoOBaTb
nepemMeLleHmna ceepra B 3arotoBke

BbikpawmBaHue
PEXYLLMX KPOMOK

Cnuwkom 6onbLUOW 3a4HUIA yron

I'IepeTquTb cBepJio € cobnogeHem reomeTpumn

Nonomka neHTo4ek

3aKkycbiBaHNE NEHTOYEK

MpYMeHNTb CBEprieHNe ¢ BbIBOAOM / CBEPrEHME
Habopom ceepn

Ceepno npoBopa4ymBaeTcs

npOBepI/ITb 3aKpenreHune ceepra B naTtpoHe n B
wnunHaene

CnupanbHbIi crieq B
oTBEpPCTUM

HepocTatouHas nogava

YBENnunTb nogavy

YBoA cBepna

Mcnonb3osaTb LLEHTPOBOYHOE CBEPIIO Nnepen
cBEpreHnem

[dnametp oTBepCTUA
BbIXOOWT 3a npeaensi
nons gonycka

Hen paBuribHaa reomeTpua
BEPLUMHbI CBepna

MpoBepuUTbL rEOMeTPUIo

[Mnoxon 0TBOA CTPYXKKM,
nakeTupoBaHune

N3mMeHnTb CKOPOCTb, noaa4vy u lTIy6VIHy cBepneHuna
ana nonyvYeHnd bonee ynpaBndaemMoro otso4a CTPYXKU
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PA3BEPTbIBAHUE

OBLWNME YKASAHNA

OBLME YKA3AHWSA MO PASBEPTBIBAHWIO

Ons nonyyeHns HaMny4dWwnx pesynsTaToB Npy pa3BepTbiBaHUM OYEHb BaXKHO 3acTaBWUTb pa3BepTKy pabotatb. Ob6Luen
OLIMBKOW ABNSIETCS MUHUMArbHBIA NPUNYCK NPW NOAFOTOBKE OTBEPCTUSi MoA passepTbiBaHue. [Npu passepTbiBaHUM
OTBEPCTUS C HEOOCTATOYHBLIM MPUMYCKOM MHCTPYMEHT OydeT cTupaTb ero, HO He pesaTb, U Kak cnegcteve, ObICTpo
N3HaWMBaTBLCA Tepsia pa3Mep. Takke BaXKHO He OCTaBWUTb CRMLLUKOM OOnblIOW Mpunyck noa passepTbiBaHue. (CM.
“Mpunyck Ha 06paboTKy”, ONMCAHHBIA HUXE).

1. BbiOGepuTe onTuMarnbHbIA MUHCTPYMEHT U PEXUMbI pe3aHusa sl BbINONHAEMOon onepaunn. Yoeantecb, OTBEPCTUS,
MOArOTOBIEHHbIE MO Pa3BePTbIBAHUE, MMEIOT NPaBUIbHBIA AaMETP.

2. ObpabatbiBaeMasi geTanb AoMmKHa OblTb XKECTKO 3aKpensieHa, WNMHAENb CTaHKa He AOMMKEH MMETb OneHus.

3. [ns 3aKkpennieHns pasBepTku C LMIMHOPUYECKUM XBOCTOBMKOM HEOGXOAVMMO UCMONb30BaTh KAYECTBEHHbI NaTPOH.
BueHune pa3BepTky B NaTpoHE Npu aBTOMaTUYECKONM Nodayve MOXEeT NMPUBECTU K NMONTOMKE MHCTPYMEHTA.

4. CrapaifiTecb NPUMEHSATb UHCTPYMEHT HA MUHUMAaIbHOM BbISIETE OT LUNWHAENS CTaHKa.

5. TpumeHenne COX yBenumumBaeT CTOMKOCTb Pa3BEPTKU, MPU 3TOM Heobxoammo cneautb 3a noctynneHnem COX
HEMNOCPEACTBEHHO K PEXYLLIMM KPOMKaM MHCTpyMeHTa. Micnonb3oBaHne COX ¢ koHueHTpauuven 40:1 gaet xopowine
pesynbrarthl. [Mpu 06paboTke YyryHa MOXHO NPUMEHNTb OXITaXKOEHMNE CXXaTbiM BO3OYXOM.

6. He ponyckaiiTe NakeTMPOBaHUS CTPYXKKM B CTPYXKEYHbIX KaHaBKaXxX npu pasBepTbiBaHUM.

7. Tlepen nepeToykon pas3BepTKM HeobxoouMMo MNpoBepuTb ee BueHMe OTHOCUMTENBbHO LIEHTPOBBLIX OTBEpCTUin. B
BonbLUMHCTBE CryYyaeB NepeTodKe NOANEXNT TONbKO 3abopHas YacTb pas3BepTKy.

8. CoxpaHsaiiTe pa3BepTkn ocTpbiMU. YacTas nepetovka SKOHOMUYECKU BbIFOAHA, T. K. MEPETOYKE MOOJSIEXUT TONbKO
3abopHas YacTb, a kanubpyoLme NEHTOYKM He nepeTadmBatotcs. lNpaBunbHas nepeTodka BIWUSIET Ha KayecTBO

06paboTaHHbIX OTBEPCTUIA U CTOMKOCTb MHCTPYMEHTA.

NPUMYCK HA OBPABOTKY

BennunHa npunycka, Heobxogumoro Ans pa3BepTbiBaHUA, 3aBUCUT OT 06pa6aTb|BaeM0ro marepuana n KadecrtBa
noaroToBfIEHHOINo OTBEPCTUA. OcHOBHbIE pekomMeHaaunn no npunycky Ha 06pa60T|<y npueeneHbl B Crneayrnunx Tabnuuax:

Pa3B£::::;ZMOFO flocne Mocne pa3B£:1'a:::;:Moro NES Mocne
oTBepcTUs (MM) cBeprneHus 3eHkepoBaHuA oTBepCTHA (QIolMBI) cBepreHus 3eHKepoBaHUs
MeHee 4 0.1 0.1 MeHee 3/16 0.004 0.004
OT1 4 no 11 0.2 0.15 Ot 3/16 oo V% 0.008 0.006
Ot 11 go 39 0.3 0.2 Ot % po 1.% 0.010 0.008
Ot 39 o 50 0.4 0.3 Ot1.% po2 0.016 0.010
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MPEAENBI AOMYCKA

OBLWNME YKASAHNA

1. 0ONYCK OUAMETPA KANMBPYIOLLEN YACTU PA3BBEPTOK
OnameTp (d1) namepsieTcs Ha Kpyrnom YyacTu cpasy 3a CKOCOM uUnu 3abopHbiM koHycoM. [lonyck cooTBeTcTBYET DIN
1420 v npegHasHaveH Ans nonyyeHus otsepctun H7.

OOMNYCK KANUBPYIOLLEEMA YACTHU

Ovametp (Mm) Mpenen gonycka (Mm)

CauilLe Do n Bbicokuii Huskuin
BKMloyast + +

18 30 0.017 0.009

30 50 0.021 0.012

50 80 0.025 0.014

TouHble OTBEPCTUSA, KaK NpaBuUIio, BbIMOSHATCA ¢ Aonyckom no H7 (cM. Tabnuuy Huxke). [Ina oTBepcTuid ¢ Apyrumin
JonyckaMu rpaHuLbl Nossi Aornycka MOXHO paccyMTaTb, UCMOMb3ysi CXEMY pacyeTa U Tabnuuy, NpuBeaeHHble B N.3.

OOMNYCK KANUBEPYIOLLENA YACTHU
OuameTp (Mm) Mpenen gonycka (Mm)
Cabile Hown Bbicokuii Huskuin
BKIO4as + +
3 0.008 0.004
3 6 0.010 0.005
6 10 0.012 0.006
10 18 0.015 0.008
2. O0nA OTBEPCTUA H7
AOMNYCK OTBEPCTUA
[nametp (Mm) Mpepen gonycka (Mm)
Lo n Bbicokuii Huskuin
O BKIIOYas + +
3 0.010 0
3 6 0.012 0
6 10 0.015 0
10 18 0.018 0
3.

AOMNYCK OTBEPCTUA
[nametp (Mm) Mpepen gonycka (Mm)
Lo n Bbicokuii Huskuin
O BKIIOYas + +
18 30 0.021 0
30 50 0.025 0
50 80 0.030 0

npumepy, D8, MoxHO ncnonb3oBaTh cneayoLlmMe pekomeHgauuu.

A = [Jonyck Pa3sepTku

Korga HeoGxoavMo onpeaenuTb pasMepbl pasBepTky At 06paboTkv OTBEPCTUS C ONpeneneHHbIM 4OMYyCKOM, K

0451T § B =[onyck NHcTpymeHTa [ns PaceepnveaHus
¥ essrr B IT =Mone gonycka
— - — Dmax = Makc. agnameTp otBepctus
m A Dmin =MwuH. anametp oTBEpCTUS
d, = HoMuHasnbHbI anameTp passépTku
d,max = Makc. amameTp passépTku
l— d,min = MuH. gnameTtp passeépTku
dymin 1
Dmax | Dmin dymaxl o,
Mone gonycka Ha gvameTp (Mm)
Mone ponycka | ot 1 go ot 3 oo or6po | or10p0 | otr18 mo | ot 3080 | ot 50 Ao | or 80 Oo
(MWKPOHBI) BKItOY. 3 | BKMtoY. 6 | Bkitod. 10 | Bkmroy. 18 | Bkmtod. 30 | Bkntod. 50 | Bkntod. 80 |Bkroy. 120
ITS 4 5) 6 8 9 11 13 15
IT6 6 8 9 1 13 16 19 22
IT7 10 12 15 18 21 25 30 35
IT8 14 18 22 27 33 39 46 54
IT9 25 30 36 43 52 62 74 87
IT10 40 48 58 70 84 100 120 140
IT11 60 75 90 110 130 160 190 220
IT12 100 120 150 180 210 250 300 350

Haripumep, omeepcmue 8 10 mm ¢ dortyckom D8, makc. duam. omeepcmusi = 10,062, MuH. duam. omeepcmusi = 10,040, none dornycka Ha duamemp (IT8) = 0,022

[lnsa pacyeta mMakc. AnameTpa pasBepTKkM U3 Makc. AvaMeTpa oTBepcTus: BolunTaem 0,15 oT nons gonycka Ans oTBepCTUs, okpyrneHHbIx Ao 0,001
MM B BonbLuyto ctopoHy. 0,15 x none gonycka oteepctus (IT8) = 0,0033, okpyrnsiem go 0,004 mm
[nsa pacyeta MUH. AnameTpa pasBepTkM U3 Makc. AvameTpa oTBepcTus: Boluntaem 0,35 oT nomns Aonycka Ans oTBepCTUs, okpyrreHHbIx Ao 0,001
MM B BonbLuyto ctopoHy. 0,35 x none gonycka oteepcTus (IT8) = 0,0077, okpyrnsiem go 0,008 mm

Makc. gnametp passeptkun = 10,062 — 0,004 = 10,058
MuH. anameTtp passeptkn = 10,058 — 0,008 = 10,050
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OBLWNME YKASAHNA

BO3MOXHbIE TPYOHOCTW MPU PA3SBEPTbIBAH/N N CMOCOBbLI X YCTPAHEHUS

NMPOBNEMA

NMPUYUHA

CMoCcoOBb YCTPAHEHUA

CrnomMaHHasi Unu norHyTas
narka passépTku

[1110X0N KOHTAKT MeXay XBOCTOBUKOM U
NnaTpoHOM

YCTpaHUTb 3arpa3HeHnst U NOBPEXOEHNS Ha
XBOCTOBUKE pa3BépTKVI 1 B NaTpoHe

BbICTpbIV M3HOC
WHCTpyMEHTa

CrnvwKkom maneHbKkui Npunyck Ha obpaboTky

YBenumunTb npunyck Ha obpaboTky

Bbixog onametpa
oTBEpPCTUA 3a npegensl
gornycka

YBennyeHHas BbICOTa NIEHTOYKM

MepeTounTb Ao Tpebyemoro auameTpa

CmelleHue B WUNUHAENe CTaHKa

OTpeMOHTUPOBATb LUNWMHAENb CTaHKa

HedekT naTtpoHa

3ameHnTb NnaTpoH

XBOCTOBWK MHCTPYMEHTa NOBPEXAEH

3aMeHnTe NHCTPYMEHT UK nepeLunugynTe XBOCTOBUK

OBanbHOCTb WHCTPpYMEHTa

3ameHUTb nnu nepeToynTb MHCTPYMEHT

HecnmmeTpuryHoe pacnonoxeHne 3abopHon YacTu

MepeTounTb oo Tpebyemoro auameTpa

CrnuLiKom BblCOKast CKOPOCTb

Bbibpatb pexummbl pesaHus cornacHo
pekomeHAaumam katanora

OTBepcTME MeHbLUe
Tpebyemoro pasmepa

CnvwKkom mManeHbkni Npunyck Ha obpaboTky

YBenumunTb npunyck Ha obpaboTky

UpeamepHoe BblaeneHne Tensa npu
pa3BepTbiBaHMn. OTBEPCTME pacluMpseTcs
npv o6paboTke 1 3aTeEM ycakMBaeTcs

YBenuuutb nogady COX

MHCprMeHT NU3HOLUEH

MepeTounTb A0 TpebGyemoro AvameTpa

HepocTatovHble nogadya unm CKopocTb
pe3aHnd

BbIGpaTb pexXMmbl pe3aHusi CormnacHo
pekoMeHaauuaM katasora

lMpocBepneHHoe 0TBEPCTME UMEET CMMLLKOM
MarneHbKui anameTp

YMeHbLNTL Npunyck Ha 06paboTky

OTBepcTre umeeT popmy
oBara unu KoHyca

CmMelleHe B LWUNUMHAENE CTaHKa

OTpeMOHTI/IpOBaTb LWnnuHOenb CTaHKa

HecooCHOCTb MHCTPYMEHTa C OTBEPCTMEM

Mcnonb3oBaTb MOCTOBYHO pasBepTKy

HecvmmeTpuiHoe pacnonoxxeHue 3abopHon 4actu

MepeTounTb A0 Tpebyemoro avaMeTpa

lMnoxoe kayecTBO

Cnuwwkom 605bLION Npunyck Ha 06paboTky

YMeHbLUNTb NpUNyck Ha 0bpaboTky

obpaboTaHHOM
NOBEPXHOCTM VIHCTPYMEHT U3HOLLIEH MepeTounTh 40 Tpebyemoro aMameTpa
CrvLIKOM MarneHbKUin nepeaHuii yron MepeTounTb Ao TpebyeMoro avameTtpa
[Mnoxoe kayectso COX vnu HM3kas YBENMUYNTb KOHLEHTPaLNIO
KOHLIeHTpauusa
CrmLIKOM ManeHbkas nogada unm ckopocTe | BbiGpaTb pexxumbl pe3aHusi cornacHo
pe3aHusi pekoMeHaaumsM kaTanora
CriMLLKOM BbICOKasi CKOPOCTb pe3aHust BblbpaTh pexxunMbl pe3aHnsa corfacHo
pekoMeHaaumsM kaTanora
NHCTpymeHT NHCTpYMEeHT nsHoLLeH MepeTounTb A0 TpebyeMoro avameTpa
npuxeaTblBaeTcsa U
nomaeTcs O6GpaTtHas KOHYCHOCTb MHCTPYMEHTa MpoBeEPUTL N 3aMEHUTb UHCTPYMEHT

CIMLIKOM Mana

LUMpVIHa NEHTOYKM CNULLKOM BonbLuas

MpoBepUTb U 3aMEHUTb UHCTPYMEHT

Ob6pabatbiBaeMbli MaTepuarn CKITOHEH K
ycagke

VMcnonb3oBatb perynumpyemyro pa3BepTKy And
KOMNeHcaunn ycagku

Crnvwkom 6onbLuon npunyck Ha obpaboTky

YMeHbLWNTL NpMnyck Ha 06paboTky

HeogHopogHbI MaTtepuan ¢ TBepabIMU
BKITHOYEHUSIMU

Vicnonb3oBatb TBEPAOCMIABHY0 Pa3BEPTKY
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OBLWME YKASAHUA nnnmm

HAPE3AHUE PE3bbBbI

OBLLUNE YKA3AHUA MO HAPE3AHWIO PE3bEbl METHNKAMA

Pesynetat moGoli onepauun no HapesaHuio pe3bbbl 3aBUCUT OT psiaa (akTOpOB, KaXAbli U3 KOTOPbLIX, B KOHEYHOM
cuyeTe, BMUSIET HA KA4YeCTBO rOTOBOI AeTanm.

1.

BbibepuTte npaBurbHY0 KOHCTPYKLMIO METYMKA Ans gaHHoro obpabaTbiBaemMoro marepuana n Tmuna oTBepcTus, T. e.
CKBO3HOIO WK rMNyxoro, U3 Tabnuubl rpynnsl o6pabatbiBaeMbIX MaTepunanos.

Y6enutech, 4To AeTarb HaAeXHO 3akpernneHa — nepemMeLleHns B npouecce 06paboTky MOryT NPUBECTM K MOSIOMKe
MEeTYMKa WUIK NITOXOMY KayecTBy pe3bObl.

BbibepeTe npaBubHbIN pa3Mmep cBepria C COOTBETCTBYHOLLEN CTpaHuLbl KaTanora. Becerga koHTponupyite Haknen
obpabaTbiBaemoro marepuana.

Bbibepute npaBunbHOE 3HaYeHME CKOPOCTU pe3aHus, Kak Mokas3aHo B KaTarore.
Ucnonbaynte COX, COOTBETCTBYIOLLYIO BLIMOMHAEMON onepauuu.

Mpn HapesaHuM pes3bbbl Ha cTaHkax ¢ YlY npoBepbTe 3HayeHWe nogayun, ykasaHHoe B nporpamme. [lpwu
MCMNonb30BaHUN pe3bboHape3HOro nNaTpoHa 3HayveHue nogavnm Ha 0bopoT JOMKHO cocTaenAaTb oT 95 ao 97 % ot
Liara Ansi camo3aTtsarMBaHns MeTyuka.

Mo BO3MOXXHOCTW MCNOSb3yNTEe Ka4eCTBEHHbIE NaTPOHbI C KOMMEHcaunen ans orpaHNYeHnst KpyTSLWwero MOMeHTa,
KOTOpble rapaHTMPYOT OCEBOE NEepeMeLleHMe METYMKa M YCTaHaBNMBAKOT €ro MpsiMo B OTBEPCTMM. Takke 3To
npegoxpaHnMT METYMK OT NMOSIOMKU MpU Crly4akHOM CTONKHOBEHMM C HOM OTBEPCTUSI.

y6eLI,I/ITer B TOM, 4YTO METHMK NNaBHO BXOOUT B OTBeEpCTuUe, MnpepbiBUCTaa nogadva MOXeT npuBectn K
KornokornoobpasHow bopme HavarnbHbIX BUTKOB pe3bb0BOro oTBEpCTUS.

TABJIMLA COOTBETCTBUA AOMNYCKOB METYMKOB U BHYTPEHHUX PE3bb

MOJIE AONYCKA, METYUK MOJIE OAONYCKA,
ANSI BHYTPEHH?'IFl NMPUMEHEHUE
ISO DIN BS PE3bBA (FTAUKA)
ISO 1 4H 3B 4 H 5H CoeauHeHne ¢ HaTAarom

ISO 2 6 H 2B 4G | 5G | 6H

CoeaunHeHve No nepexogHom

nocagke
ISO 3 6G 1B 6G 7H 8H CoenvHeHmne ¢ 3a30poM
} 7G ) 7G 8G MpocnabnenHas pesbba noa

HaHeceHWe NoKpbITUA
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OBLWNWE YKASAHNA

BO3MOXHbIE TPYOHOCTW MNMPU PABOTE METYNKAMWU N CMNOCOBLI X YCTPAHEHNA

NMPOBJIEMA NMPUYUHA CNOoCOb YCTPAHEHUA

YBenuyeHHbIn HenpaBunbHbIM gonyck BbibpaTb METYMK C MEHbLUMM NONeM Aonycka

pasmep

pe3b6oBOoro HenpasunbHoe 3Ha4YeHne oceBou CHu3nTb nopayvy Ha 5-10% vnu yBenm4uTb KECTKOCTb NPYXWHbI B
oTBepCTUS nogayv pe3bboBOM nNaTpoHe

[ns gaHHOM onepauun HenpaBuibHO
Bbl6paH T™MN MeT4YnKa

Vcnonb3oBaTb METYMK CO CMMPAarbHOM NOATOYKOM AN CKBO3HbIX
OTBEPCTUI UMM CO CMParnbHON KaHaBKOM AN rMyXUx OTBEPCTUN.
Mcnonb3oBaTb MHCTPYMEHT C NOKPLITUEM AN1si IPEAOTBPALLEHNS
HapocToobpa3soBaHusi. [1ns npaBUbHOroO Bbibopa MHCTPYMEHTa CM.

Ocb MeT4YnKa He COBMAOAET C OCbIO
oTBEpPCTUA

katanor Dormer unu Product Selector.

MpoBepuTb Pe3bO0BOI NATPOH M NO3ULVOHUPOBaHWE
OTHOCUTESIbHO OTBEPCTUS

HepocTatounbii nogson COXK

YRyylwmnTb CMa304HO-0XMaxaatoLLyo cpeay Ans npeaoTBpalleHus
HapocToobpasoBaHus. Cm. pasgen “CmasovHo-oxnaxgatroLas
cpega” B « TeXHMYECKOM PyKOBOACTBEY

HepocTatouyHas
CKOpPOCTb pe3aHusi

Cnepywnte pekoMeHgauusam B katanore / Product Selector

YMeHbLLEHHbIN
pasmep
pe3bboBOro
oTBEPCTUS

[na agaHHOM onepaumy HenpaBUsbHO
BbIOpaH Tun MeTymka

Vcnonb3oBaTb METYMK CO CMUPArbHOM NOATOYKOM AN CKBO3HbIX
OTBEPCTUN UMK CO CNMParnbHON KaHaBKOW ANS MyXUX OTBEPCTUMN.
Vcnonb3oBaTb UHCTPYMEHT C MOKPbLITUEM ANsi NpeaoTBPaLLEeHs
HapocToobpa3oBaHus. Vicnonb3oBaTb METYMK C 60ONbLUMM NEpeaHUM
yrnom. [Insi npaBunbHOro Beibopa MHCTpyMeHTa cM. katanor Dormer nnu
Product Selector.

HenpaBunbHbIA gonyck

BbiOpaTh METUYMK C MEHBLUUM MOneM Aonycka, 0Cob6eHHOo ang
MaTepuranoB, HECKITOHHBIX K U3MEHEHMNIO Pa3MeEPOB, Takmnx Kak
cTarnb U YyryH.

HenpaBunbHbIM N HEAOCTATOYHbIV
noasog COX

YRy4ylwmnTb CMa304HO-0XNaXAA0LLYI0 Cpeay A5t NpeaoTBpaLleHus
nakeTUpoBaHus CTpyxkn B otBepcTun. Cm. pasagen “CmasoudHo-
oxnaxgawoulas cpega” B « T€XHUYECKOM PYKOBOACTBEY

OunameTp oTBepcTUA nop pe3boy
CINULLKOM Marn

YBenuunTb AnameTp ceepna Ao MakcumanbHOro sHayeHus.
MpoBepkTe pekoMeHAYeMbIi AMaMeTp CBEPNEHNUs nog pesboy

Matepuan cyxaeTcsa nocne
HapesaHus pe3b0obl

Cwm. pexomeHngaumm B katanore Dormer nnu Product Selector ans
npaBUIbHOIO BbIOOpa NHCTPYMEHTA

BblkpalumsaHus

[ns gaHHOM onepauun HenpaBubHO
Bbl6paH T™MN MeT4YuKa

BbiGpaTe METYMK C MEHbLUUM NepeaHnM yrnom. Micnonb3oBaTb
MEeTUMK ¢ 6ornee ANUHHOM 3aBOPHON YaCTbO UK CO CNMpanbHOn
NOATOYKOW ANsi CKBO3HbIX OTBEPCTUIA, UM CO CnuparbHOm
KaHaBKOW AN MyXMX OTBEPCTMI AN NpeaoTBpaLleHus
NakeTUpoBaHNs CTPYXKWU. [N npaBnnbHOro Beibopa MHCTpyMeHTa
cmM. kaTtanor Dormer nnn Product Selector.

HenpaBunbHbIN NN HegoOCTaTOYHbIN
noasog COX

YnyywmTe CMa304HO-OXMaXAaoLLyo cpeay Ans NpeaoTBpaLLeHus
HapocToobpa3oBaHus. CM. pasgen “Cma3soyHo-oxnaxaaroLas

MeTtuuk yoapsaetcs o 4HO OTBEPCTUS

cpepa’ B « TeXHU4YECKOM PYKOBOOCTBE»
YBenuuuTb rny6uHy CBEPNEHNS UNN YMEHBLUWUTL rIyOuHy
pe3bboHapesaHus

Haknen Ha o6paboTaHHOM
NMOBEPXHOCTU

YMEHbLINTL CKOPOCTb, NCMOSb30BaTh MHCTPYMEHT C NMOKPLITUEM,
YNyYLnTb CMa304Ho-oxNaxaarowyto cpegy. Cm. pasgen “ObpaboTka
HepxasewLmx ctanen” B « TeXHUYECKOM PYKOBOACTBEY

3aknMHuBaHune CTPYXXKWU npu
BbIBUHYMBAHUN HA 06paTHOM xoay

M3beraTb BHE3aAMHOrO BbIBOAA METYMKA Ha O6paTHOM xoay

3abopHas YacTb ObeT Npu Bxoae B
oTBEpPCTME

[MpoBepUTb COOCHOCTbL OTBEPCTUS U METHMKA, YCTpPaHUTb
HECOOCHOCTb.

[unameTp oTBepcTUA nopg pe3bdy
CNULLKOM Mar

YBenuunuTbL AMameTp ceepra 4o MakCMMarnbHOro sHayeHus.
MpoBepkTe pekoMeHOyeMbIi AMaMeTp CBepreHns nog pessoy
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OBLWWME YKASAHUA mmmm

BO3MOXHbIE TPYOHOCTWU MNMPU PABOTE METYMKAMW N CTTOCOBbI X YCTPAHEHNA

NMPOBJIEMA

NMPNYNHA

CMocob YCTPAHEHUA

Nonomka

MeTunk nsHoweH

cnonb3oBaTb HOBbIM METYUK UM NEPETOMUTH U3HOLLEHHbIN

HepocTtaTtounbivi nogson COXK

YRyylwnTe CMa3o4HO-OXaXaaroLLyo cpeay Ans npeaoTBpaLleHus
HapoCTOO6pa3oBaHUS U MAKETMPOBAHUS CTPYXKKU. CM. pasaen

“CMa304Ho oxAaxaaouias Ppﬂgﬂ”

MeTuumk yaapsietcst o AHO OTBEPCTUS

OXHa

YBenuuutb rmy6uHy CBEpNeHns Unn yMeHbLUWTb ry6uHy
pe3bboHapesaHus

CnuLikom Bbicokasi CKOPOCTb pe3aHunsa

CHU3NTb CKOPOCTb pe3aHus. CrenosaTtb pekoMeHaauusm B
kaTtanore/Product Selector.

Haknen Ha o6paboTtaHHOM
NMOBEPXHOCTU

YMEHbLUNTbL CKOPOCTb, UCMOSb30BaTh MHCTPYMEHT C MOKPLITUEM,
YNyYLWnTb CMa3oyHo-oxnaxaatroLLyto cpeqy. Cm. pasgen
“O6paboTka HepxaBsetoLLmx ctanein” B « TEXHUYECKOM
PYKOBOACTBEY»

[unameTp oTBepcTUA nop pe3boy
CINULLKOM Mar

YBenuunTb AMameTp cBepna 40 MakcUMarnbHoro aHadeHus. Cwm.
Tabnuupbl ¢ pekomeHaaunamm

CryLWKOM BbICOKUA MOMEHT Mpwn
HapesaHuun pesbbbl

Mcnonb3oBaTb pe3bboBON NaTpOH C NPeAOXPaHNTENBHON MydTON

Martepuan cyxaeTcs nocne
HapesaHus pe3b0obl

Cwm. pexomeHngaumm B katanore Dormer unm Product Selector ans
NpaBuWIbHOTO BbIOOpa MHCTPYMEHTA

BbicTpoe nsHawmsaHue
MeT4YmMKa

[lna paHHoOW onepaumu HenpaBuITbHO
BbIOpaH TN MeTymKa

Mcnonb3oBaTb METYMK C MEHBLUUM NEPEOHUM YoM W/Unun GonbLIMM
3aTblIOBaHMEM n/unn 6onee gnuHHOW 3abopHor YacTblo. Mcnonb3oBaTtb
MHCTPYMEHT € nokpbiTem. Cm. katanor Dormer unu Product Selector ans
NpaBUbLHOMO BbiGOpa MHCTPYMEHTa

HepocTatouHbii nogeog COX

YRyuLWwmTb CMa304HO-OXNaXaatoLLyto cpeay Ans npeaoTBpalleHus
HapoCTOOOPa3oBaHNS N TEPMUYECKUNX HAMPSHXKEHWI Ha pexyLlen kpomke. Cwm.
pasnen “CmasodHo-oxnaxgarolas cpeaa’ B « TeXHUYECKOM PyKOBOACTBEN

CrimLwKoMm BbICOKas CKOPOCTb pe3aHus

YMeHbLINTL ckopocTb. CriefyTe pekoMeHaauusiM Kkartarnora
Dormer nnu Product Selector

HapocTtoo6-pasoBaHue

[na naHHOM onepaumy HenpaBUIbHO
BbIOpaH TMN MeTymKa

Mcnonb3oBaTb METYMK C MEHBLLUUM NEepeaHUM YriioM u/unm
oonblwKm 3aTbinoBaHnem. Cm. katanor Dormer nnu Product
Selector ans npaBunNbHOrO BbIOOPa UHCTPYMEHTA

HepocTatounbivi nogson COXK

YRyuLwnTe CMa3oYHO-0XMaXxaaroLLyto cpeay Ans NpeaoTBpaLleHus
HapocToobpa3soBaHus. CM. pasaen “CmasoyHo-oxnaxaatoLas

cpena” B « TeXHUYECKOM PYKOBOACTBE»

MpyMeHeHWe NOKPbITUA HEBO3MOXHO

Mcnonb3yiiTe METYMK C pEKOMEHA0BaHHbLIM TUMOM NMOBEPXHOCTHOM
obpaboTku

CrnunwKoM HK3Kas CKOPOCTb pe3aHus

Cnenywnte pekoMeHgaumsam katanora Dormer nnu Product
Selector
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mmmm OBWWME YKASAHUA

dpesepoBaHue

OBLWNE YKASAHUA MO ®PE3EPOBAHUIO

®pesepoBaHue - npoLecc nony4eHns obpaboTaHHON NOBEPXHOCTU NOCTEMNEHHBLIM YAaneHneM onpeaeneHHoro
Konm4yecTBa mMaTtepuvana, Ha3biBaeMoro nNpunyckoM, Npy NOMOLLM OTHOCUTENBHO MeAIEHHOro NepemMeLleHns (nogaym)
dpesbl, BpalLaoLencss C OTHOCUTENBHO BbICOKON CKOPOCTLIO.

OTnuuunTensHON YepTon hpesepoBaHns ABNSETCA yaaneHne KaxkabiM pexyLmnm 3ybom yactu npunycka B doopme
ManeHbKNX OTAENbHbIX CTPYXKEK.

TUMbl ®PESEPHOIO MHCTPYMEHTA
Tpu OCHOBHBIX TUNa NokasaHbl Hke: (A) umnuHgpuyeckas dpesa, (B) Topuesas dpesa n (C) koHUeBas dpesa.

B

Mpy umnnHgprnyeckom opesepoBaHMM OCb BpaLleHUs dopesbl napannenbHa oopabaTbiBaeMon NOBEPXHOCTH.
Linnungpuyeckas dopesa MMeeT HECKOMbKO peXyLLUMX 3yObeB, PACMONOXEHHbIX HAa MOBEPXHOCTU LMNNHAPA, KaXabln
N3 KOTOPbIX NOCNneaoBaTeNbHO Cpe3aeT C 3aroToOBKM CNon metanna.

®pesbl AN TopLeBOro pesepoBaHnst MOTyT UMETL NPsIMbIE UMK CNUpanbHble pexyline 3ybbs, paboTaoLme B
nepneHavKynsapHOM Unn nepndepuinHomM HanpasreHnm.

Mpun TopueBoM hpe3epoBaHUN MHCTPYMEHT 3aKpennsaeTcs B WNMHAENe CTaHKa Tak, YToObl OCb BpalleHus bbina
nepneHaukynsapHa obpabartbiBaemon nosepxHocTu. O6paboTka NOBEPXHOCTU LOCTUIraeTCsl 3a CHET LENCTBUSA
pexyLnx KPOMOK, pacnonoXeHHbIX Ha TopLe u nepudepun gpesbl.

Mpun hppesepoBaHnn KOHLEBBLIMU hpeE3aMmN MHCTPYMEHT BpaLlaeTCcs, kKak NpaBuIio, NeprneHamKynspHo Kk obpaboTaHHoN
noeepxHocTu. KoHueBble opesbl MOryT ObITb HAKIMOHEHbI A1 00paboTKN KOHMYECKMX NOBEPXHOCTEN. PexyLune
KPOMKW pacnorio)eHbl Ha Topue 1 nepudeprn UHCTPYMEHTA.

OBNACTb NPUMEHEHUA

CKopoCTb CbeMa MaTepuarna u obnactb npumeHeHnst dpesbl CUMNbHO CBA3aHbI Mexay coboin. [nsa kaxaon u3 obnacren
NPUMEHEHMSI Mbl UMEEM pasfyHble CKOPOCTU CbeMa MaTepuarna, Bospacralolme ¢ yBelMYeHeM WNPUHbI hpe3epoBaHus.
B nocneagHem katanore Dormer pasnuyHble 061acTv NpuMeHeHUst 0603HaYalTCs NPOCTLIMM CUMBOSIAMI,XapaKkTepUay LMK
06nacTb NpUMeHeHNs.

TopueBoe ®Ppe3epoBaHue ®pe3epoBaHue ®pe3epoBaHue C
PpesepoBaHHe CTeHOK dpesepoBaHue nasos oceBbIMU Bpe3aHUsIMU | Bpe3aHUEM nopA Yrinom

LnpuHa cdpesepoBanns | LLnprHa ppesepoBaHusa | PpesepoBaHue 3aceepnmBaH/e BO3MOXHO BpesaHue B matepuan
[omkHa 6biTb He Goree | AomkHa GbiTb He Bonee | LLNOHOYHbIX Na3oB.. TOMbKO hpesamm ¢ 3aroTOBKM NMPOMCXOAUT
0.25 guametpa koHueson | 0.9 auameTpa KoHueson | LnpuHa dpesepoBarus | MEPEKPBITUEM DEXYLUINX KDOMOK| o yriom (¢ nogaden

Ha TopLie. Mpu 3acsepnvBaHmn

e3bl. e3bl, ry6uHa aBHa amamet esbl. Mo ABYM KOOpAMHaTam).
%p Cbep33HV|;| Hﬁ 6onee 0.1 P A Py ®p 3HaueHMe Noia M AI0MKHO Ay PA )
P : BbITh PABHO MOMOBMHE
Anamerpa. PEKOMEH/IYEMOTO 3HaUEHMSI.
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OBLWHME YKASAHNA

BO3MOXHbIE TPYOAHOCTU NP ®PE3EPOBAHNU 1 CINOCOBbLI X YCTPAHEHNA

NPOBJIEMA NMPUYNHA CIMoCOb YCTPAHEHUA

Monomka Cnuwkom 6onbluas BennyvHa YMeHbLNTb 3HayYeHne nogaym Ha 3y6
npunycka, CHUMaemoro 3a Npoxos
Cnuwkom bonbluas nogaya CHun3uTb nogavy

M3Hoc my6uHa pe3anuns unu obwasa anvHa |BbibpaTb MHCTPYMEHT C MeHbLUEen ONNHOW/

dpesbl CNNLLKOM Benuka

3aKpenUTb UHCTPYMEHT Brvxe K 30He 06paboTku

O6pabatbiBaembli Matepuarn umeet
BbICOKYIO TBEPAOCTb

BbibpaTtb u3 katanora nnm Product Selector MHCTpyMeHT n3
COOTBETCTBYIOLLEro MaTepuana v ¢ Heo6XoAMMbIM NOKPbITUEM

HenpasunbHo Bbl6paHbI 3Ha4YeHund
nogayn n CKoOpocTu

CM. pekoMeHayeMble pexumbl pesaHus B katanore unv Product
Selector

Mnoxas aBakyauus CTPYXKu

M3ameHnTb Mecto nogsoda COX

BcTtpeyHoe dhpesepoBaHve

MonyTHoe chpesepoBaHme

HenpasunsHo Bbl6paH yromn HaknoHa
BWHTOBOW KaHaBKMN

CM. pekomeHAaLuum no BbIGOPY MHCTPYMEHTA B KaTanore unm
Product Selector

BblkpalwumsaHue

Cnuwikom BbicoKas nogaya

CHu3uTb nogavy

Bubpaunmn

CHusuTb 4YacToTy BpalleHnda

Hw3skas ckopocTb pesaHuns

YBenuunTb YacToTy BpaLleHus

BcTtpeuHoe dhpesepoBaHve

MonyTHoe thpesepoBaHme

YKecTkoCTb MHCTpYyMeHTa

BbibpaTtb MHCTPYMEHT C MeHbLUEN ANMHOW/YTOMNTL XBOCTOBUK
Aanblue B NaTpoH

YKecTKOoCTb 3aroToBKM

3akpennTb 3aroToBKY HagexHee

Hwu3skas cTonkocTb

CnuLIKOM NpoYHbI 06pabaTtbiBaeMblii
maTtepwuan

CM. pekomeHZaLum no BbIGOPY MHCTPYMEHTA B KaTanore unm
Product Selector

HenpasunbHO BbIGpaH nepeaHuin yron
1 BENUYMHA 3aTbINOBaHNS

BbiGpaTh MHCTPYMEHT C NPaBUMbHLIM NepefHUM YrIiom

TpeHne MHCTPYMEeHT/3arotoBka

Wcnonb3oBath hpesy C NoKpbITUEM

Mnoxoe ka4yecTBO
obpaboTaHHoOM
NoBEpPXHOCTU

Cnuiikom Bbicokas nogada

CHU3WTb BENUYMHY NoAaYM A0 PEKOMEHOYEMbIX 3HAYEHMN

CrMLLKOM HU3Kas CKOPOCTb pe3aHus

YBenm4nTb CKOPOCTb

3abuBaHune CTpy>KKON

YMeHbLNTbL NPUMNYyCK, Cpe3aeMblii 3a NPOXos,

M3HOC MHCTpYMEHTa

3amMeHUTb Unm nepeTovnTb MHCTPYMEHT

HapocTtooGpasoBaHue

Wcnonb3oBaTb hpesy ¢ 6OMbLIMM YIIIOM HaKmoHa KaHaBoOK

MpvBapuBaH1e CTPYXKM

YBenuuntb konuyectso nogasaemon COXK
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OBLWNWME YKASAHNA

NMPOBNEMA

NMPUYNHA

CMNoCoBb YCTPAHEHUA

HeTouHoCTb geTanu

OTxaTne MHCTPYMEHTa

BbibpaTb MHCTPYMEHT C MEHbLLEN ANUHOW/YTOMUTL XBOCTOBUK
nanblue B NaTpoH

HepoctaTtoyHOe KONMYECTBO PEXYLLNX
3ybbeB

BbibpaTb MHCTPYMEHT € 60MnbLUMM YMCIOM 3y6beB

M3Hoc unu bueHne natpoHa

B8aMeHUTb NN OTPEMOHTUPOBATL NaTPOH

HepocTtaTto4Has )XeCTKOCTb NaTpoHa

BameHuTb 6onee KOPOTKUM/KECTKUM NaTpoOHOM

HepocTtaTtovHas )XeCTKOCTb LUNMHAENs!
CTaHKa

Mcnonb3oBaTb CTAHOK C 6ONbLUMM LUNUHAENEM

Bubpaumm

Cnu1LWKOM BbICOKME BENUYMHBI
CKOPOCTM U nogayu

BbIGpaTe MHCTPYMEHT C MeHbLUEN ANVHOW/3aKpennTb MHCTPYMEHT
Brnvxe K 30He 06paboTku

my6uHa pesanHnst unu obwasa anuHa
hpesbl CNULWKOM Benuka

BbiOpaTb MHCTPYMEHT C MEHbLUEN AMMHON/3aKpenuTb UHCTPYMEHT
Brnvxe K 30He 00paboTku

Cnuwkom 6onbluas rmybuHa pesaHus

YMeHbLUUTL rMyouHY pesaHus

HepocTaTtodHas XXeCTKOCTb CTaHKa 1
naTtpoHa

[MpoBepuTb NATPOH U Npu HeobxoouMOCTUN 3aMEHUTb
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Tabela Prekosci Obrotowych m]nmm

Vc

m/Min 5 8 10 15 20 25 30 40 50 60 70 80 90 100 110 | 150

Stopy/Min 16 26 32 50 66 82 98 130 | 165 | 197 | 230 | 262 | 296 | 330 | 362 | 495
(%]
obr/min

mm | cale
1,00 1592 | 2546 | 3183 | 4775 | 6366 | 7958 | 9549 |12732|15916 | 19099 | 22282 | 25465 | 28648 | 31831 | 35014 | 47747
1,50 1061 | 1698 | 2122 | 3183 | 4244 | 5305 | 6366 | 8488 | 10610 | 12732 | 14854 | 16977 | 19099 | 21221 | 23343 | 31831
2,00 796 | 1273 | 1592 | 2387 | 3183 | 3979 | 4775 | 6366 | 7958 | 9549 | 11141 | 12732 | 14324 | 15916 | 17507 | 23873
2,50 637 | 1019 | 1273 | 1910 | 2546 | 3183 | 3820 | 5093 | 6366 | 7639 | 8913 | 10186 | 11459 | 12732 | 14006 | 19099
3,00 531 | 849 | 1061 | 1592 | 2122 | 2653 | 3183 | 4244 | 5305 | 6366 | 7427 | 8488 | 9549 | 10610 | 11671 | 15916
318 | 1/8 | 500 | 801 | 1001 | 1501 | 2002 | 2502 | 3003 | 4004 | 5005 | 6006 | 7007 | 8008 | 9009 | 10010 | 11011 | 15015
3,50 455 | 728 | 909 | 1364 | 1819 | 2274 | 2728 | 3638 | 4547 | 5457 | 6366 | 7276 | 8185 | 9095 | 10004 | 13642
4,00 398 | 637 | 796 | 1194 | 1592 | 1989 | 2387 | 3183 | 3979 | 4775 | 5570 | 6366 | 7162 | 7958 | 8754 | 11937
4,50 354 | 566 | 707 | 1061 | 1415 | 1768 | 2122 | 2829 | 3537 | 4244 | 4951 | 5659 | 6366 | 7074 | 7781 | 10610
4,76 | 3/16 | 334 | 535 | 669 | 1003 | 1337 | 1672 | 2006 | 2675 | 3344 | 4012 | 4681 | 5350 | 6018 | 6687 | 7356 | 10031
5,00 318 | 509 | 637 | 955 | 1273 | 1592 | 1910 | 2546 | 3183 | 3820 | 4456 | 5093 | 5730 | 6366 | 7003 | 9549
6,00 265 | 424 | 531 | 796 | 1061 | 1326 | 1592 | 2122 | 2653 | 3183 | 3714 | 4244 | 4775 | 5305 | 5836 | 7958
6,35 | 1/4 | 251 | 401 | 501 | 752 | 1003 | 1253 | 1504 | 2005 | 2506 | 3008 | 3509 | 4010 | 4511 | 5013 | 5514 | 7519
7,00 227 | 364 | 455 | 682 | 909 | 1137 | 1364 | 1819 | 2274 | 2728 | 3183 | 3638 | 4093 | 4547 | 5002 | 6821
7,94 | 516 | 200 | 321 | 401 | 601 | 802 | 1002 | 1203 | 1604 | 2004 | 2405 | 2806 | 3207 | 3608 | 4009 | 4410 | 6013
8,00 199 | 318 | 398 | 597 | 796 | 995 | 1194 | 1592 | 1989 | 2387 | 2785 | 3183 | 3581 | 3979 | 4377 | 5968
9,00 177 | 283 | 354 | 531 | 707 | 884 | 1061 | 1415 | 1768 | 2122 | 2476 | 2829 | 3183 | 3537 | 3890 | 5305
9,53 | 3/8 | 167 | 267 | 334 | 501 | 668 | 835 | 1002 | 1336 | 1670 | 2004 | 2338 | 2672 | 3006 | 3340 | 3674 | 5010
10,00 159 | 255 | 318 | 477 | 637 | 796 | 955 | 1273 | 1592 | 1910 | 2228 | 2546 | 2865 | 3183 | 3501 | 4775
11,11 | 716 | 143 | 229 | 287 | 430 | 573 | 716 | 860 | 1146 | 1433 | 1719 | 2006 | 2292 | 2579 | 2865 | 3152 | 4298
12,00 133 | 212 | 265 | 398 | 531 | 663 | 796 | 1061 | 1326 | 1592 | 1857 | 2122 | 2387 | 2653 | 2918 | 3979
12,70 | 1/2 | 125 | 201 | 251 | 376 | 501 | 627 | 752 | 1003 | 1253 | 1504 | 1754 | 2005 | 2256 | 2506 | 2757 | 3760
14,00 114 | 182 | 227 | 341 | 455 | 568 | 682 | 909 | 1137 | 1364 | 1592 | 1819 | 2046 | 2274 | 2501 | 3410
14,29 | 9/16 | 111 | 178 | 223 | 334 | 446 | 557 | 668 | 891 | 1114 | 1337 | 1559 | 1782 | 2005 | 2228 | 2450 | 3341
15,00 106 | 170 | 212 | 318 | 424 | 531 | 637 | 849 | 1061 | 1273 | 1485 | 1698 | 1910 | 2122 | 2334 | 3183
15,88 | 5/8 | 100 | 160 | 200 | 301 | 401 | 501 | 601 | 802 | 1002 | 1203 | 1403 | 1604 | 1804 | 2004 | 2205 | 3007
16,00 99 | 159 | 199 | 298 | 398 | 497 | 597 | 796 | 995 | 1194 | 1393 | 1592 | 1790 | 1989 | 2188 | 2984
17,46 | 11/16 | 91 146 | 182 | 273 | 365 | 456 | 547 | 729 | 912 | 1094 | 1276 | 1458 | 1641 | 1823 | 2005 | 2735
18,00 88 | 141 | 177 | 265 | 354 | 442 | 531 | 707 | 884 | 1061 | 1238 | 1415 | 1592 | 1768 | 1945 | 2653
19,05 | 3/4 | 84 | 134 | 167 | 251 | 334 | 418 | 501 | 668 | 835 | 1003 | 1170 | 1337 | 1504 | 1671 | 1838 | 2506
20,00 80 | 127 | 159 | 239 | 318 | 398 | 477 | 637 | 796 | 955 | 1114 | 1273 | 1432 | 1592 | 1751 | 2387
24,00 66 | 106 | 133 | 199 | 265 | 332 | 398 | 531 | 663 | 796 | 928 | 1061 | 1194 | 1326 | 1459 | 1989
25,00 64 | 102 | 127 | 191 | 255 | 318 | 382 | 509 | 637 | 764 | 891 | 1019 | 1146 | 1273 | 1401 | 1910
27,00 59 94 | 118 | 177 | 236 | 295 | 354 | 472 | 589 | 707 | 825 | 943 | 1061 | 1179 | 1297 | 1768
30,00 53 85 | 106 | 159 | 212 | 265 | 318 | 424 | 531 | 637 | 743 | 849 | 955 | 1061 | 1167 | 1592
32,00 50 80 99 | 149 | 199 | 249 | 298 | 398 | 497 | 597 | 696 | 796 | 895 | 995 | 1094 | 1492
36,00 44 71 88 | 133 | 177 | 221 | 265 | 354 | 442 | 531 | 619 | 707 | 796 | 884 | 973 | 1326
40,00 40 64 80 | 119 | 159 | 199 | 239 | 318 | 398 | 477 | 557 | 637 | 716 | 796 | 875 | 1194
50,00 32 51 64 95 | 127 | 159 | 191 | 255 | 318 | 382 | 446 | 509 | 573 | 637 | 700 | 955
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Twardosc¢ i Wytrzmatosc¢ na rozcigganie

HV
Vickers
940
900
864
829
800
773
745
720
698
675
655
650
640
639
630
620
615
610
600
596
590
580
578
570
560
550
544
540
530
527
520
514
510
500
497
490
484
480
473
470
460
458
450
446
440

HRC
Rockwell
68
67
66
65
64
63
62
61
60
59
58

57

56

55

54

53

52

51

50

49

48

47

46

45

HB
Brinell

618
608
607
599
589
584
580
570
567
561
551
549
542
532
523
517
513
504
501
494
488
485
475
472
466
460
456
449
447
437
435
428
424
418

Newtons/ mm?2

2200
2180
2145
2140
2105
2070
2050
2030
1995
1980
1955
1920
1910
1880
1845
1810
1790
1775
1740
1730
1700
1680
1665
1630
1620
1595
1570
1555
1530
1520
1485
1480
1455
1440
1420

Tons/ sq. in

142
141
139
138
136
134
133
131
129
128
126
124
124
122
119
117
116
115
113
112
110
109
108
105
105
103
102
101

99

98

96

96

94

93

92

HV
Vickers
434
423
413
403
392
382
373
364
355
350
345
340
336
330
327
320
317
310
302
300
295
293
290
287
285
280
275
272
270
268
265
260
255
250
245
243
240
235
230
225
220
215
210
205
200

HRC
Rockwell
44
43
42
41
40
39
38
37
36

35

34

33

32

31

30

29

28

27

26

25

24

23

22

21

HB
Brinell
413
402
393
383
372
363
354
346
337
333
328
323
319
314
311
304
301
295
287
285
280
278
276
273
271
266
261
258
257
255
252
247
242
238
233
231
228
223
219
214
209
204
199
195
190

Newtons/ mm?2
1400
1360
1330
1300
1260
1230
1200
1170
1140
1125
1110
1095
1080
1060
1050
1030
1020

995
970
965
950
940
930
920
915
900
880
870
865
860
850
835
820
800
785
780
770
755
740
720
705
690
675
660
640

Tons/ sq. in.
91
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Tolerancje

g mm
>1<3 >3<6 >6<10 >10<18 >18<30 >30<50 >50<80 >80<120
Tol um
e8 -14/-28 -20/-38 -25/-47 -32/-59 -40/-73 -50/-89 -60/-106 -72/-126
f6 -6/-12 -10/-18 -13/-22 -16/-27 -20/-33 -25/-41 -30/-49 -36/-58
f7 6/-16 -10/-22 -13/-28 -16/-34 -20/-41 -25/-50 -30/-60 -36/-71
h6 0/-6 0/-8 0/-9 0/-11 0/-13 0/-16 0/-19 0/-22
h7 0/-10 0/-12 0/-15 0/-18 0/-21 0/-25 0/-30 0/-35
h8 0/-14 0/-18 0/-22 0/-27 0/-33 0/-39 0/-46 0/-54
h9 0/-25 0/-30 0/-36 0/-43 0/-52 0/-62 0/-74 0/-87
h10 0/-40 0/-48 0/-58 0/-70 0/-84 0/-100 0/-120 0/-140
h11 0/-60 0/-75 0/-90 0/-110 0/-130 0/-160 0/-190 0/-220
h12 0/-100 0/-120 0/-150 0/-180 0/-210 0/-250 0/-300 0/-350
k10 +40/0 +48/0 +58/0 +70/0 +84/0 +100/0 +120/0 +140/0
k12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
m7 +2/+12 +4/+16 +6/+21 +7/+25 +8/+29 +9/+34 +11/+41 +13/+48
js14 +/- 125 +/- 150 +/- 180 +/- 215 +/- 260 +/- 310 +/- 370 +/- 435
js16 +/- 300 +/- 375 +/- 450 +/- 550 +/- 650 +/- 800 +/- 950 +/- 1100
H7 +10/0 +12/0 +15/0 +18/0 +21/0 +25/0 +30/0 +35/0
H8 +14/0 +18/0 +22/0 +271/0 +33/0 +39/0 +46/0 +54 /0
H9 +25/0 +30/0 +36/0 +43/0 +52/0 +62/0 +74/0 +87/0
H12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
P9 -6 /-31 -12/-42 -15/-51 -18/-61 -22/-74 -26/-86 -32/-106 -37/-124
1um = 0.001mm



Informacje ogdlne

WIERCENIE

OGOLNE WSKAZOWKI DOT. WIERCENIA

1.

Wybdr wiertet najlepiej nadajacych sie do danego zastosowania musi uwzglednia¢ obrabiany materiat, wtasciwosci
narzedzia skrawajgcego i chtodzenie.

Niestabilnos¢ obrabianego przedmiotu i wrzeciona narzedzia moga uszkodzi¢ wiertta, obrabiany przedmiot i maszyne - nalezy
zwrdci¢ uwage na maksymalng stabilno$¢. Powinno sie wybiera¢ zawsze mozliwie najkrétsze wiertto dla danego zastosowania.

Mocowanie narzedzia jest waznym elementem procesu wiercenia. Nie mozna dopusci¢ do sytuacji, w ktorej
zamocowane wiertto slizga sie lub rusza w uchwycie.

. Zaleca sie uzywanie odpowiedniego chtodziwa i smaru dla konkretnego zastosowania. Stosujgc chtodziwo i smar

nalezy zapewni¢ odpowiednig ich ilo§¢ podczas wiercenia.

Podczas wiercenia decydujgce znaczenie ma odprowadzanie widréw. Widry nie powinny nigdy pozostawac¢ wewnatrz
rowkow widrowych wiertta.

Przy przeszlifowywaniu wiertta nalezy zawsze uwaza¢ na to, aby uzyska¢ prawidtowy kgt wierzchotkowy wiertta i

usung¢ wszelkie slady zuzycia krawedzi.

ROZMIARY OTWOROW

W miare jak geometria, materiaty bazowe i powtoki ulegajg dalszemu rozwojowi, udaje sie uzyskiwac coraz bardziej
precyzyjne rozmiary otworu. Wiertto o standardowej geometrii moze ogdlnie rzecz biorgc zagwarantowac tolerancje
otworu H12. Jednak im geometria wiertta staje sie bardziej ztoZzona, tym bardziej wymiar otworu jaki udaje sie uzyskaé
w sprzyjajgcych warunkach, moze odpowiadacé tolerancji H8. Dla lepszej orientacji zestawiono ponizej typy produktéw i
osiggalne tolerancje otwordow.

Wiertta uniwersalne HSS — H12

Wiertta do gtebokich otworéw HSS / HSS-E z parobolicznymi rowkami — H10
Wysokowydajne wiertta powlekane z weglika spiekanego — H8/H9

WIERCENIE GLEBOKICH OTWOROW

W przypadku wiercenia gtebokich otworéw, mozna zastosowac jedng z kilku dostepnych metod. Ponizszy przykfad

pokazuje cztery sposoby wykonania otworu, gdzie gteboko$¢ otworu to 10-krotnosé srednicy.

Wiercenie seryjne

Wiercenie seryjne

Liczba wiertet

3
(2,5xD, 6xD,10xD)

2
(2,5xD,10xD)

Typ wiertta

Geometria standardowa,
wiertta uniwersalne

Geometria standardowa,

wiertta uniwersalne

+/-

Drogie
Wymagajagce duzo czasu

Bardziej ekonomiczne
Szybkie

Wiercenie z
wycofywaniem

Wiercenie ze statym
posuwem

Liczba wiertet

1
(10xD)

1
(10xD)

Vo) Typ wiertta

Geometria standardowa,
wiertta uniwersalne

Zastosowanie
odpowiednich narzedzi

+/-

Wymagajgce duzo czasu

Ekonomiczne
Szybkie
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Informacje ogolne

ROZWIAZYWANIE PROBLEMOW PODCZAS WIERCENIA

PROBLEM

PRZYCZYNA

SRODEK ZARADCZY

Ztamane lub
zdeformowane chwyty

Zte osadzenie miedzy oprawkg a
chwytem

Oprawka i chwyt muszg by¢ czyste i nie uszkodzone

Pekniecie w rdzeniu

Za wysoki posuw

Wybra¢ wiasciwy posuw

Zbyt maty kat przytozenia

Prawidtowo przeszlifowac

Pocieniony scin

Prawidtowo przeszlifowaé

Uderzenie na scin

Unika¢ uderzen na scin. Nalezy postepowac
ostroznie z wierttami MK podczas mocowania/
wyciggania ich z wrzeciona

Zuzycie naroznikéw

Nadmierna predkos¢

Zmniejszy¢ predkosé do optimum - ew. zwiekszenie
posuwu

Wyszczerbienie narozy

Niestabilne mocowanie detalu

Usung¢ luz mocowania detalu

Wyszczerbienie krawedzi
skrawajgcej

Zbyt duzy kat przytozenia

Prawidtowo przeszlifowaé

Pekniecie ujscia rowka
wiérowego

Zatykanie sie rowkéw wioérowych

Zastosowac wycofywanie wiertta/ uzywac wiercenia
seryjnego

Wiertto $lizga sie

Upewnic¢ sig, ze wiertto jest dobrze osadzone w
uchwycie zaciskowym i wrzecionie

Zta jakosc¢ powierzchni
otworu (spirala)

Zbyt maty posuw

Zwiekszy¢ posuw

Mata precyzja pozycjonowania

Zastosowac wstepne nawiercanie

Zbyt duza $rednica
otworu

Nieprawidtowy kat wierzchotkowy

Sprawdzi¢ kat wierzchotkowy

Niedostateczna gtebokos¢ rowka
wiérowego

Odpowiednio dostosowac pred. obrotowa, posuw i glebokos¢
wycofywania, by uzyskac lepsze odprowadzanie widrow
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Informacje ogolne

ROZWIERCANIE

UWAGI OGOLNE O ROZWIERCANIU

W celu uzyskania najlepszych wynikow podczas stosowania rozwiertakdw, istotne jest, aby przede wszystkim spetniaty swojg
role. Powszechnym btedem w przygotowaniu otworéw do rozwiercania jest pozostawienie zbyt matego naddatku. Jezeli
przed rozwiercaniem w otworze pozostawiony jest zbyt maty naddatek, wowczas rozwiertak bedzie szybko trze¢, wykazujac
zuzycie, co bedzie skutkowac utratg Srednicy. Dla uzyskania odpowiedniego rezultatu rownie wazne jest niepozostawianie
zbyt duzego naddatku w otworze. (Patrz Usuwanie naddatku ponizej).

1. Wybiera¢ optymalny rodzaj rozwiertaka oraz optymalne predkosci i posuwy dla danego zastosowania. Dopilnowac,
aby wstepnie wywiercone otwory posiadaty prawidtowg $rednice.

2. Obrabiany przedmiot musi by¢ zamocowany sztywno, a wrzeciono obrabiarki nie powinno miec¢ luzéw.

3. Uchwyt, w ktérym mocowany jest rozwiertak o prostym chwycie musi by¢ dobrej jakosci. Jezeli rozwiertak $lizga sie
w uchwycie, a posuw jest automatyczny, moze dojs¢é do pekniecia rozwiertaka.

4. Utrzymywac¢ minimalny wysieg narzedzia z wrzeciona obrabiarki.

5. W celu zwiekszenia trwatosci rozwiertaka, uzywac zalecanych srodkéw smarujgcych i dopilnowac, aby ciecz docierata
do krawedzi skrawania. Poniewaz rozwiercanie nie jest operacjg ciezkiego skrawania, zwykle wystarcza roztwér oleju
rozpuszczalnego w proporcji 40:1. Podczas obrébki na sucho, do zeliwa szarego moze by¢ uzywany nadmuch powietrza.

6. Nie dopusci¢ do zablokowania rowkow widrowych rozwiertaka przez drobne opitki.

7. Przed ostrzeniem rozwiertaka, sprawdzi¢ wspotosiowos¢ miedzy srodkami. W wiekszosci przypadkdw, ostrzenia
bedzie wymagat tylko powierzchnia skosna.

8. Uzywac rozwiertakdw naostrzonych. Czeste ostrzenie jest ekonomicznie uzasadnione, lecz wazne jest pamietanie,

ze rozwiertaki skrawajg tylko prowadzeniami skosu i stozka, a nie powierzchniami styku. Oznacza to, ze jedynie te
prowadzenia wymagajg ostrzenia. Dokladnosc¢ ostrzenia jest wazna dla jakosci otworu i trwatosci narzedzia.

USUWANIE NADDATKU

Zalecane usuniecie naddatku w rozwiercaniu zalezy od materiatu zastosowania oraz wykorhczenia powierzchni wstepnie
wywierconego otworu. Ogoélne wskazowki dotyczace usuwania naddatku pokazano w ponizszych tabelach:

W!elkosc Gdy wstepnie Gdy.wstepnle W!elkosc Gdy wstepnie Gdy.wstepnle
rozwiercanego wywlercony wiercony rozwiercanego wywiercony wiercony
otworu (mm) y rdzeniowo otworu (cale) rdzeniowo
Ponizej 4 0.1 0.1 Ponizej 3/16 0.004 0.004
Ponad 4 do 11 0.2 0.15 3/16 do %2 0.008 0.006
Ponad 11 do 39 0.3 0.2 % do 1,% 0.010 0.008
Ponad 39 do 50 0.4 0.3 1,% do 2 0.016 0.010
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GRANICE TOLERANCJI

Informacje ogolne

e

INFORMACJE O SREDNICY SKRAWANIA STANDARDOWYCH ROZWIERTAKOW

Srednica (d1) jest mierzona w poprzek obwodowej powierzchni styku, bezposrednio za prowadzeniem skosu lub
stozka. Tolerancja jest zgodna z DIN 1420 i przeznaczona jest do wytwarzania otworow H7.

TOLERANCJA ROZWIERTAKOW

Srednica (mm) Granica tolerancji (mm)
Ponad Do i wtgcznie Wyioka N'ika
18 30 0.017 0.009
30 50 0.021 0.012
50 80 0.025 0.014

Najczestsza tolerancja obrobionego otworu to H7 (patrz tabela ponizej). Dla kazdej innej tolerancji, mozna
zastosowac rysunek i tabele w punkcie 3, aby obliczy¢ potozenie i szerokos¢ tolerancji rozwiertaka.

1.
TOLERANCJA ROZWIERTAKOW
Srednica (mm) Granica tolerancji (mm)
Ponad Do i wtgcznie Wyioka N'ika
3 0.008 0.004
3 6 0.010 0.005
6 10 0.012 0.006
10 18 0.015 0.008
2. O OTWORZE H7
TOLERANCJA OTWORU
Srednica (mm) Granica tolerancji (mm)
Ponad Do i wtgcznie Wyioka N'ika
3 0.010 0
3 6 0.012 0
6 10 0.015 0
10 18 0.018 0
3.

TOLERANCJA OTWORU
$rednica (mm) Granica tolerancji (mm)
Ponad Do i wigcznie Wyioka N'ika
18 30 0.021 0
30 50 0.025 0
50 80 0.030 0

okres$long tolerancjg, np., D8, mozna skorzysta¢ z tego sprawdzonego przewodnika.

A =Tolerancja Otworu

np. 10 mm otwor o tolerancji D8, Maks. $red. = 10,062, Min. $red. = 10,040, Tol. otworu (IT8) = 0,022

Maksymalna granica: 0,15 x tolerancja otworu (IT8) = 0,0033, w zaokragleniu = 0,004
Minimalna granica: 0,35 x tolerancja otworu (IT8) = 0,0077, w zaokragleniu = 0,008

Maksymalna granica dla rozwiertaka = 10,062 - 0,004 = 10,058
Maksymalna granica dla rozwiertaka = 10,058 - 0,008 = 10,050
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Gdy istnieje koniecznos$¢ zdefiniowania wymiaréw specjalnego rozwiertaka przeznaczonego do skrawania z

0ISIT § B =Tolerancja Rozwiert?kéw
¥ essrr B IT = Szerokos¢ t'olera_nql
— - — Dmax = Maks. $rednica otworu
m A Dmin =Min. érednica otworu
d, = Srednica znamionowa
d,max = Maks. $rednica rozwiertaka
— d,min = Min. srednica rozwiertaka
dymin 1
Dmax | Dmin dymaxl o,
Srednica Tolerancja Szeroko$é (mm)

Szerokosﬂc ponad 1 ponad 3 ponad .6 ponad 1_0 ponad 18 ponad 30 ponad E_SO ponad_so
toleranciji | gy wigcznie wigcznie wigcznie wigcznie wigcznie | wigcznie z
(mikrony) 4 4 210 218 230 250 280 120

IT5 4 5 6 8 9 1 13 15

IT6 6 8 9 1 13 16 19 22

IT7 10 12 15 18 21 25 30 35

IT8 14 18 22 27 33 39 46 54

IT9 25 30 36 43 52 62 74 87

IT10 40 48 58 70 84 100 120 140

IT11 60 75 90 110 130 160 190 220

IT12 100 120 150 180 210 250 300 350



ROZWIAZYWANIE PROBLEMOW PODCZAS ROZWIERCANIA

Informacje ogolne

PROBLEM

PRZYCZYNA

SRODEK ZARADCZY

Uszkodzone lub
zdeformowane chwyty

Nieprawidtowe pasowanie miedzy
uchwytem a chwytem rozwiertaka

Uchwyt oraz chwyt rozwiertaka muszg by¢
czyste i nie uszkodzone

Szybkie zuzycie Nieodpowiednia ilo$¢ naddatku do Zwiekszy¢ ilos¢ naddatku do usuniecia
narzedzia usuniecia
Zbyt duzy otwor Zbyt duza réznica wysoko$ci krawedzi Prawidtowo przeszlifowac

Niewtasciwe ustawienia wrzeciona maszyny

Poprawic i ustawi¢ wrzeciono we wiasciwy sposdb

Ugiecie uchwytu narzedzia

Wymieni¢ uchwyt narzedzia

Chwyt narzedzia jest uszkodzony

Wymieni¢ lub przeszlifowa¢ chwyt

Owalnos¢ narzedzia

Wymieni¢ lub przeszlifowaé¢ narzedzie

Asymetryczny kat skosu wiodgcego

Prawidtowo przeszlifowac

Zbyt duzy posuw lub zbyt wysoka
predkos¢

Dostosowac¢ warunki skrawania zgodnie z
Katalogiem

Zbyt maty otwér

Nieodpowiednia ilo§¢ naddatku do
usuniecia

Zwiekszy¢ ilos¢ naddatku do usuniecia

Zbyt duza ilos¢ ciepta wytworzona
podczas rozwiercania. Otwor rozszerza
sie i kurczy

Zwiekszy¢ przeptyw chtodziwa

Srednica narzedzia jest zuzyta i zbyt
mata

Prawidtowo przeszlifowaé

Zbyt niski posuw lub zbyt niska predkosé

Dostosowaé warunki skrawania zgodnie z
Katalogiem

Wstepnie wywiercony otwor jest zbyt
maty

Zmniejszy¢ ilos¢ naddatku do usunigcia

Otwory owalne i
stozkowe

Niewtasdciwe ustawienia wrzeciona maszyny

Poprawié i ustawi¢ wrzeciono we wtasciwy sposéb

Niewspoétosiowos¢ pomiedzy narzedziem
i otworem

Uzy¢ rozwiertaka mostkowego

Asymetryczny kat skosu wiodgcego

Prawidtowo przeszlifowac

Zte wykonczenie otworu

Nadmierna ilo§¢ naddatku do usuniecia

Zmniejszy¢ ilos¢ naddatku do usuniecia

Zuzyte narzedzie

Prawidtowo przeszlifowaé

Zbyt maty kat natarcia ostrza

Prawidtowo przeszlifowac

Zbyt rozciehczona emulsja lub olej do
skrawania

Zwiekszy¢ zawartos¢ %

Zbyt niski posuw lub zbyt niska predkosé

Dostosowaé warunki skrawania zgodnie z
Katalogiem

Zbyt wysoka predkos¢ skrawania

Dostosowac¢ warunki skrawania zgodnie z
Katalogiem

Narzedzie zakleszcza sie
i famie

Zuzyte narzedzie

Prawidtowo przeszlifowaé

Zbieznos¢ narzedzia jest zbyt mata

Sprawdz i wymien/napraw narzedzie

Zbyt duza szerokos$¢ powierzchni ostrza

Sprawdz i wymien/napraw narzedzie

Obrabiany materiat ulega $ciskaniu

Uzy¢ regulowanego rozwiertaka, aby
skorygowac przemieszczenie

Wstepnie wywiercony otwor jest zbyt
maty

Zmniejszy¢ ilos¢ naddatku do usuniecia

Niejednorodny materiat z twardymi
wtrgceniami

Uzy¢ rozwiertaka z weglika spiekanego
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Informacje ogdlne DORMER

GWINTOWANIE

OGOLNE WSKAZOWKI DOT. GWINTOWANIA OTWOROW

Sukces kazdej operacji gwintowania zalezy od wielu czynnikéw, przy czym majg one wszystkie wptyw na jakos¢
gotowego produktu.

1. Wybra¢ z tabeli klasyfikacji materiatowej prawidtowg geometrie gwintownika na podstawie obrabianego materiatu i
typu otworu (np. wiercenie otworu przelotowego lub nieprzelotowego).

2. Narzedzie musi by¢ dobrze zamocowane - ruch poprzeczny moze prowadzi¢ do ztej jakosci gwintu, a nawet do
ztamania gwintownika.

3. Wybra¢ wiasciwy rozmiar wiertta z odpowiedniej strony w katalogu. Zawsze nalezy sie upewni¢, ze utwardzenie
powierzchniowe materiatu jest utrzymywane na minimalnym poziomie.

4. Wybra¢ prawidtowg predkos¢ skrawania ze strony zbiorczej wiertet katalogu.
5. Zastosowa¢ odpowiednig ciecz chtodzgco-smarujgcg do danej aplikacji.

6. W zastosowaniach NC(numerycznie sterowanych) wartosci posuwu powinny by¢ prawidtowe dla wybranego
programu. W przypadku uzycia przyrzgdu do mocowania gwintownika posuw nalezy wybra¢ na poziomie 95 % do
97% skoku, zeby gwintownik bez nacisku wchodzit w materiat.

7. Takze w przypadku uzycia przyrzadu do mocowania gwintownika, wyposazonego w sprzegto bardzo wazne jest,
zeby gwintownik pracowat bez dociskania i odciggania. Chroni réwniez gwintownik przed peknieciem w przypadku
dojscia gwintownika do dna otworu(otwér nieprzelotowy).

8. Gwintownik powinien wchodzi¢ w otwdér z rébwnomiernym posuwem, poniewaz nierébwnomierny posuw moze
prowadzi¢ do rozszerzenia gwintu przy konicu obrabianego otworu.

TABELA TOLERANCJI GWINTOWNIKOW W POROWNANIU Z TOLERANCJA GWINTOW WEWNETRZNYCH (NAKRETKI)

Klasa tolerancji, gwintowniki Tol . int ¢
olerancja, gwinty wewnetrzne Zastosowanie
ANSI (nakretki)
ISO DIN
BS

1SO 1 4H 3B 4H 5H Naddatek na obrébke otworu

ISO 2 6 H 2B 4G 5G 6 H Prawidtowe pasowanie

ISO 3 6G 1B 6G 7H 8 H Pasowanie z wigkszym luzem
Nadwyzka wymiarowa
dla dodatkowej obrébki

- 7G - 7G 8G powierzchni lub naktadania
powitok
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ROZWIAZYWANIE PROBLEMOW ZWIAZANYCH Z GWINTOWANIEM

danego zastosowania

PROBLEM PRZYCZYNA SRODEK ZARADCZY
Nadwymiar Nieprawidtowa tole-rancja Wybra¢ gwintownik z mniejszym zakresem tolerancji gwintu.
Wybrano nieprawidtowy posuw Zmniejszy¢ warto$¢ posuwu o0 5-10 % lub sprawdzi¢ nacisk
osiowy przyrzadu gwintujgcego.
Nieprawidtowy typ gwintownika dla |Uzy¢ prostorowkowanego gwintownika z rowkiem wiérowym do otworéw
danego zastosowania przelotowych lub spiralnie rowkowanego gwintownika do otworéw niepr-
zelotowych. Przestrzegaé zalecen dotyczacych wyboru prawidtowych
narzedzi podanych w katalogu Dormera lub w “Product Selectorze”.
Gwintownik nie pracuje centrycznie |Sprawdzi¢ zamocowanie gwintownika i ustawi¢ srodek gwin-
townika nad otworem.
Niedostateczne Zadbac¢ o dobre smarowanie, by unikng¢ tworzenia sie naros-
smarowanie tu. Patrz rozdziat o smarach w Poradniku Technicznym.
Zbyt niskie obroty gwintownika Przestrzegac zalecen z katalogu lub “Product Selectora”
Podwymiar Nieprawidtowy typ gwintownika dla |Uzy¢ prostorowkowanego gwinto-wnika z rowkiem wiérowym

do otwordw przelotowych lub spiralnie rowkowanego gwin-
townika do otworéw nieprzelotowych. Przestrzegac zalecen
dotyczacych wyboru prawidtowych narzedzi podanych w kata-
logu Dormera lub w “Product Selectorze”.

Nieprawidtowa tolerancja

Nalezy wybra¢ gwintownik z wigkszym zakresem tolerancji,
szczegolnie w przypadku materiatow z niewielkg tendencjg do
nadwymiaru, jak zeliwo, stal nierdzewna.

Zte smarowanie lub brak smarowania

Stosowac¢ dobre smarowanie by unikng¢ blokowania sie
wioérow w otworze. Patrz rozdziat o smarach w Poradniku
Technicznym.

Zbyt waski otwor pod gwint

Zwiekszy¢ srednice wiertta do wartosci maksymaine;.
Sprawdzi¢ $rednice wierconego otworu.

Zbyt ciasny gwint po wykonaniu
gwinto-wania

Stosowac sie do zalecen dotyczacych wyboru prawidtowego
narzedzia poda-nych w katalogu Dormera lub “Product Selec-
tora”

Wykruszenia na
narzedziu

Nieprawidtowy typ gwintownika dla
danego zastosowania

Uzy¢ gwintownika z mniejszym katem natarcia. Uzy¢ gwintownika
z diuzszym nakrojem. Uzy¢ gwintownikéw z rowkiem wiérowym
do otwordéw przelotowych a spiralnie rowkowanych do otworéw
nieprzelotowych, by unikg¢ blokowania sie wiorow. Przestrzegaé
zalecen dotyczgcych wyboru prawidtowych narzedzi podanych w
katalogu Dormera lub w “Product Selectorze”.

Zty lub brakujgcy srodek smarujgcy

Stosowa¢ dobre smarowanie by unikng¢ blokowania sie
wioréw w otworze. Patrz rozdziat o smarach w Poradniku
Technicznym.

Gwintownik dotyka dna wierconego
otworu

Zwiekszy¢ gtebokos¢ otworu pod gwint lub zmniejszy¢
gtebokosé gwintowania.

Samoutwardzanie powierzchni

Zmniejszy¢ predkos¢, uzywaé powlekanych narzedzi,
stosowac dobre srodki smarujgce. Patrz rozdziat o obrobce
stali nierdzewnej w Poradniku Technicznym.

Blokada wioréw w przypadku
rewersu

Zwroci¢ uwage na moment przetgczenia z biegu w prawo na
bieg w lewo.

Nakrdj natrafia na krawedz otworu

Sprawdzi¢ potozenie osiowe i zmniejszy¢ btgd osiowy.

Zbyt waski otwor pod gwint

Zwiekszy¢ srednice wiercenia do maksymalnej wartosci.
Sprawdzi¢ srednice wierconego otworu.
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Informacje ogolne

PROBLEM

PRZYCZYNA

SRODEK ZARADCZY

Pekniecie gwintownika

Zbyt duze zuzycie gwintownika

Uzy¢ nowego gwintownika lub stary przeostrzyc.

Niewystarczajgce smarowanie

Stosowac dobre smarowanie, by unikng¢ tworzenia sie narostu i
zablokowania sie wioréw. Patrz rozdziat o smarach w Poradniku
Technicznym.

Gwintownik dotyka dna otworu

Zwiekszy¢ gtebokos¢ otworu lub zmniejszy¢ gtebokosé
gwintowania.

Zbyt waski gwint po procesie
gwintowania

ZmniejszyC szybko$¢ skrawania. Przestrzegac zalecen w
katalogu lub “Product Selectorze”.

Samoutwardzanie powierzchni

Zmniejszy¢ predkos¢, uzywaé powlekanego narzedzia,
stosowac dobre smarowanie. Patrz rozdziat o obrobce stali
nierdzewnej w Poradniku Technicznym.

Zbyt ciasny otwor pod gwint

Zwiekszy¢ srednice wiercenia do maksymalnej warto$ci. Patrz
tabele gwintownikow.

Zbyt wysoki moment obrotowy

Uzy¢ przyrzad gwintujgcy ze sprzegtem z regulacjg momentu
obrotowego.

Kurczenie sie materiatu po
gwintowaniu

Przestrzegac¢ zalecen dotyczgcych wyboru prawidtowych
narzedzi zawartych w katalogu Dormera lub “Product
Selectorze”.

Zbyt szybkie zuzycie

Nieprawidtowy typ gwintownika dla
danego zastosowania

Zastosowac gwintownik z mniejszym katem natarcia ostrza i/lub wiekszym
skretem i/lub dtuzszym nakrojem. W miare mozliwosci stosowac pokry-
wanego narzedzia. Przestrzegac zalecen dotyczacych wyboru prawidtowych
narzedzi podanych w katalogu Dormera lub w “Product Selectorze”.

Niewystarczajgce smarowanie

Stosowac¢ dobre smarowanie by unikng¢ tworzenia sie narostu
i termicznego obcigzenia skrawania. Patrz rozdziat o smarach
w Poradniku Technicznym.

Zbyt wysoka predkos¢ gwintowania

Zmniejszy¢ predkosé. Przestrzegac zalecen z katalogu lub
“Product Selectora”.

Tworzenie sie narostu

Nieprawidtowy typ gwintownika dla
danego zastosowania

Zastosowa¢ gwintownik z mniejszym katem natarcia ostrza i/lub wiekszym
skretem. Przestrzegac zalecen dotyczacych wyboru prawidiowych
narzedzi podanych w katalogu Dormera lub w “Product Selectorze”.

Brak smarowania

Stosowa¢ dostateczng ilos¢ smaru bu unikng¢ narostu. Patrz
rozdziat o smarach w Poradniku Technicznym.

Sposob obrobki powierzchni jest
nieodpowiedni

Wybierz gwintownik z odpowiednig obrébkg powierzchni/
pokryciem.

Predkos¢ gwintowania otworu zbyt
niska

Przestrzegac zalecen z katalogu Dormera lub “Product
Selectora”.
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Informacje ogolne

Frezowanie

OGOLNE WSKAZOWKI DOTYCZACE FREZOWANIA

Frezowanie jest to proces obrébki, podczas ktdérego usuwana jest z obrabianego przedmiotu okreslona ilos¢ materiatu
za pomocg dos¢ szybko obracajgcej sie freza pracujacego z odpowiednim posuwem.

Charakterystyczng cechg procesu frezowania jest to, ze kazdy zgb frezu usuwa materiat w postaci mozliwie
najmniejszych wioréw.

TYPY FREZOW
Trzy podstawowe operacje frezowania pokazane zostaty nizej: (A) frezowanie wspétbiezne, (B) frezowanie czotowe i
(C) frezowanie walcowo-czotowe.

W przypadku frezowania powierzchni czotowych o$ rotacji ustawiona jest réwnolegle do obrabianej powierzchni. Frez
ma zeby wzdtuz obwodu kota. Kazdy zgb dziata samodzielnie.

Frezy stosowane do frezowania powierzchni obrotowych, majg zeby proste lub skretne.

W przypadku frezowania czotowego frez umieszczany jest we wrzecionie. O$ obrotu jest prostopadia do obrabianej
powierzchni. Proces frezowania realizowany jest przez krawedzie czotowe freza.

W przypadku frezowania walcowo-czotowego frez obraca sie wzdtuz osi pionowej do obrabianej powierzchni. Moze
tez zostac pochylony, zeby obrobi¢ powierzchnie skosne. Narzedzie skrawa takze na bokach i ma uzebienie czotowe.

ZASTOSOWANIA

Objetosc¢ skrawania i zastosowanie sg mocno od siebie zalezne. Dla wszystkich roznych zastosowan istnieja rézne objetosci
skrawania. W nowym katalogu Dormera zastosowania zostatly oznaczone prostymi symbolami. Mozliwe sg nastepujace
obrobki:

Frezowanie rowkow

wpustowych Frezowanie ukosne

Frezowanie boczne Frezowanie czotowe Frezowanie wgtebne

| =

&

Promieniowa gteboko$¢
frezowania powninna
by¢ mniejsza niz 0.25

x D freza walcowo-
czotowego.

Promieniowa gteboko$¢é
frezowania powinna
odpowiadac wartosci
nie wiekszej niz 0.9 x D,
a osiowa gteboko$¢ nie
mniejszej niz 0.1 x D.

Frezowanie rowkow
wpustowych.
Promieniowa gteboko$¢
rowka powinna by¢ nie
wieksza niz $rednica
freza.

Uzywac tylko narzedzi

skrawajacych czotowo.

Posuw zmiejszy¢ o
potowe.

Mozliwa jest
zaréwno osiowa jak i
promieniowa obrobka
przedmiotu.
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ROZWIAZYWANIE PROBLEMOW ZWIAZANYCH Z FREZOWANIEM

catkowita dtugos¢

PROBLEM PRZYCZYNA SRODEK ZARADCZY
Pekniecie Za duzy przekrodj skrawania Zmnijeszy¢ posuw przypadajgcy na zgb
Za duzy posuw Zmniejszy¢ posuw
Zuzycie Zbyt duza dtugosc¢ rowkow lub Zastosowac krotsze zamocowanie lub krétszy frez

Zbyt twardy materiat przedmiotu
obrabianego

Uzy¢ katalogu lub “Product Selectora”, zeby wybra¢ majace bardziej odporne
na zuzycie lub majace bardziej nadajace sie do danego celu pokrycie.

Nieprawidtowy posuw i liczba
obrotow

Wybrac poprawne parametry obrobki z katalogu lub Product
Selectora

Utrudnione odprowadzanie wioréw

Zadbac o dobre chtodzenie i smarowanie

Frezowanie przeciwbiezne

Frezowanie wspotbiezne

Nieodpowiedni kgt skretu rowka
widérowego

W celu wybrania odpowiedniego narzedzia alternatywnego
patrz katalog lub Product Selector.

Wyszczerbienie sie
krawedzi tngcej

Zbyt wysoka warto$¢ posuwu

Zmniejszy¢ warto$¢ posuwu

Wibracje

Zmniejszyc¢ liczbe obrotéw

Niska predkos¢ obrobki

Zwiekszyc¢ liczbe obrotéw

Frezowanie przeciwbiezne

Frezowanie wspétbiezne

Stabilnos¢ narzedzia

Wybra¢ krésze narzedzie i/lub narzedzie krécej zamocowac

Stabilnos¢ obrabianego przedmiotu

Lepiej zamocowac¢ obrabiany przedmiot

Krotka trwatosé
narzedzia

Trudnoobrabialny materiat

W celu wybrania odpowiedniego narzedzia alternatywnego
patrz katalog lub Product Selector.

Nieodpowiedni kgt skrawania i kat
podstawowy

Wybra¢ narzedzie z odpowiednim kgtem skrawania

Zbyt wysokie tarcie

Stosowac¢ narzedzia powlekane

Zta jakos¢ powierzchni

Zbyt wysoki posuw

Zmniejszy¢ do prawidiowej wartosci

Za niska liczba obrotow

Zwiekszyc¢ liczbe obrotéw

Zbyt duze widry

Zmniejszy¢ przekroj skrawania

Zuzycie narzedzia

Wymieni¢ lub przeszlifowa¢ narzedzie

Tworzenie sie narostu

Zmieni¢ na narzedzie z wigkszym katem skretu rowka
wiérowego

Zte odprowadzenie widrow

Zwiekszy¢ ilo§¢ doprowadzanego chtodziwa

538




Informacje ogdlne

PROBLEM

PRZYCZYNA

SRODEK ZARADCZY

Niedoktadnos¢
obrabianego

Odchylanie narzedzia

Wybraé krésze narzedzie i/lub narzedzie krécej zamocowacd

przedmiotu Niewystarczajgca ilos¢ ostrzy Stosowac narzedzie z wiekszg iloscig ostrzy
Zniszczony lub uszkodzony uchwyt Naprawic lub wymieni¢
zaciskowy
Niewystarczajgca stabilnos¢ Zastosowac krotszy lub bardziej stabilny uchwyt zaciskowy
uchwytu zaciskowego
Zta stabilnos¢ wrzeciona Zwroci¢ uwage na stabilnos¢ wrzeciona
Wibracje Zbyt wysoki posuw i predkos¢ Skorygowac posuw i predkos¢ za pomocg katalogu lub

Product Selectora.

Zbyt dtugi frez

Zastosowac krétsze zamocowanie lub krétszy frez czotowo-
walcowy

Zbyt duza gtebokos¢ frezowania

Zmniejszy¢ glebokos¢ frezowania

Stabilno$¢ obrabianego przedmiotu

Lepiej zamocowac obrabiany przedmiot
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Tabulka reznych rychlosti DORMER

Vc
m/Min 5 8 10 | 15 | 20 | 25 30 | 40 | 50 60 | 70 | 8 | 90 100 | 110 150
Feet/Min 16 | 26 32 | 50 | 66 | 82 98 | 130 | 165 197 | 230 | 262 @ 296 | 330 | 362 495
7]
- Otacky za minutu
mm | inch

1,00 1592 | 2546 | 3183 | 4775 | 6366 | 7958 | 9549 | 12732 | 15916 | 19099 | 22282 | 25465 | 28648 | 31831 | 35014 | 47747
1,50 1061 | 1698 | 2122 | 3183 | 4244 | 5305 | 6366 | 8488 | 10610 | 12732 | 14854 | 16977 | 19099 | 21221 | 23343 | 31831
2,00 796 | 1273 | 1592 | 2387 | 3183 | 3979 | 4775 | 6366 | 7958 | 9549 | 11141 | 12732 | 14324 | 15916 | 17507 | 23873
2,50 637 | 1019 | 1273 | 1910 | 2546 | 3183 | 3820 | 5093 | 6366 | 7639 | 8913 | 10186 | 11459 | 12732 | 14006 | 19099
3,00 531 849 | 1061 | 1592 | 2122 | 2653 | 3183 | 4244 | 5305 | 6366 | 7427 | 8488 | 9549 | 10610 | 11671 | 15916
3,18 1/8 500 801 1001 | 1501 | 2002 | 2502 | 3003 | 4004 | 5005 | 6006 | 7007 | 8008 | 9009 | 10010 | 11011 | 15015
3,50 455 728 909 | 1364 | 1819 | 2274 | 2728 | 3638 | 4547 | 5457 | 6366 | 7276 | 8185 | 9095 | 10004 | 13642
4,00 398 637 796 | 1194 | 1592 | 1989 | 2387 | 3183 | 3979 | 4775 | 5570 | 6366 | 7162 | 7958 | 8754 | 11937
4,50 354 566 707 | 1061 | 1415 | 1768 | 2122 | 2829 | 3537 | 4244 | 4951 | 5659 | 6366 | 7074 | 7781 | 10610
4,76 | 3/16 | 334 535 669 | 1003 | 1337 | 1672 | 2006 | 2675 | 3344 | 4012 | 4681 | 5350 | 6018 | 6687 | 7356 | 10031
5,00 318 509 637 955 | 1273 | 1592 | 1910 | 2546 | 3183 | 3820 | 4456 | 5093 | 5730 | 6366 | 7003 | 9549
6,00 265 424 531 796 | 1061 | 1326 | 1592 | 2122 | 2653 | 3183 | 3714 | 4244 | 4775 | 5305 | 5836 | 7958
6,35 1/4 251 401 501 752 | 1003 | 1253 | 1504 | 2005 | 2506 | 3008 | 3509 | 4010 | 4511 | 5013 | 5514 | 7519
7,00 227 364 455 682 909 | 1137 | 1364 | 1819 | 2274 | 2728 | 3183 | 3638 | 4093 | 4547 | 5002 | 6821
7,94 | 516 | 200 321 401 601 802 | 1002 | 1203 | 1604 | 2004 | 2405 | 2806 | 3207 | 3608 | 4009 | 4410 | 6013
8,00 199 318 398 597 796 995 1194 | 1592 | 1989 | 2387 | 2785 | 3183 | 3581 | 3979 | 4377 | 5968
9,00 177 283 354 531 707 884 | 1061 | 1415 | 1768 | 2122 | 2476 | 2829 | 3183 | 3537 | 3890 | 5305
9,53 3/8 167 267 334 501 668 835 | 1002 | 1336 | 1670 | 2004 | 2338 | 2672 | 3006 | 3340 | 3674 | 5010
10,00 159 255 318 477 637 796 955 | 1273 | 1592 | 1910 | 2228 | 2546 | 2865 | 3183 | 3501 | 4775
11,11 | 7/16 143 229 287 430 573 716 860 | 1146 | 1433 | 1719 | 2006 | 2292 | 2579 | 2865 | 3152 | 4298
12,00 133 212 265 398 531 663 796 | 1061 | 1326 | 1592 | 1857 | 2122 | 2387 | 2653 | 2918 | 3979
12,70 | 1/2 125 201 251 376 501 627 752 | 1003 | 1253 | 1504 | 1754 | 2005 | 2256 | 2506 | 2757 | 3760
14,00 114 182 227 341 455 568 682 909 1137 | 1364 | 1592 | 1819 | 2046 | 2274 | 2501 | 3410
14,29 | 9/16 111 178 223 334 446 557 668 891 1114 | 1337 | 1559 | 1782 | 2005 | 2228 | 2450 | 3341
15,00 106 170 212 318 424 531 637 849 | 1061 | 1273 | 1485 | 1698 | 1910 | 2122 | 2334 | 3183
15,88 | 5/8 100 160 200 301 401 501 601 802 | 1002 | 1203 | 1403 | 1604 | 1804 | 2004 | 2205 | 3007
16,00 99 159 199 298 398 497 597 796 995 | 1194 | 1393 | 1592 | 1790 | 1989 | 2188 | 2984
17,46 | 11/16 91 146 182 273 365 456 547 729 912 | 1094 | 1276 | 1458 | 1641 | 1823 | 2005 | 2735
18,00 88 141 177 265 354 442 531 707 884 | 1061 | 1238 | 1415 | 1592 | 1768 | 1945 | 2653
19,05 | 3/4 84 134 167 251 334 418 501 668 835 | 1003 | 1170 | 1337 | 1504 | 1671 | 1838 | 2506
20,00 80 127 159 239 318 398 477 637 796 955 1114 | 1273 | 1432 | 1592 | 1751 | 2387
24,00 66 106 133 199 265 332 398 531 663 796 928 | 1061 | 1194 | 1326 | 1459 | 1989
25,00 64 102 127 191 255 318 382 509 637 764 891 1019 | 1146 | 1273 | 1401 | 1910
27,00 59 94 118 177 236 295 354 472 589 707 825 943 | 1061 | 1179 | 1297 | 1768
30,00 53 85 106 159 212 265 318 424 531 637 743 849 955 | 1061 | 1167 | 1592
32,00 50 80 99 149 199 249 298 398 497 597 696 796 895 995 | 1094 | 1492
36,00 44 71 88 133 177 221 265 354 442 531 619 707 796 884 973 | 1326
40,00 40 64 80 119 159 199 239 318 398 477 557 637 716 796 875 | 1194

50,00 32 51 64 95 127 159 191 255 318 382 446 509 573 637 700 955
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Tvrdost a pevnost v tahu

HV
Vickers
940
900
864
829
800
773
745
720
698
675
655
650
640
639
630
620
615
610
600
596
590
580
578
570
560
550
544
540
530
527
520
514
510
500
497
490
484
480
473
470
460
458
450
446
440

HRC
Rockwell
68
67
66
65
64
63
62
61
60
59
58

57

56

55

54

53

52

51

50

49

48

47

46

45

HB
Brinell

618
608
607
599
589
584
580
570
567
561
551
549
542
532
523
517
513
504
501
494
488
485
475
472
466
460
456
449
447
437
435
428
424
418

Newtons/ mm?2

2200
2180
2145
2140
2105
2070
2050
2030
1995
1980
1955
1920
1910
1880
1845
1810
1790
1775
1740
1730
1700
1680
1665
1630
1620
1595
1570
1555
1530
1520
1485
1480
1455
1440
1420

Tons/ sq. in

142
141
139
138
136
134
133
131
129
128
126
124
124
122
119
117
116
115
113
112
110
109
108
105
105
103
102
101

99

98

96

96

94

93

92

HV
Vickers
434
423
413
403
392
382
373
364
355
350
345
340
336
330
327
320
317
310
302
300
295
293
290
287
285
280
275
272
270
268
265
260
255
250
245
243
240
235
230
225
220
215
210
205
200

HRC
Rockwell
44
43
42
41
40
39
38
37
36

35

34

33

32

31

30

29

28

27

26

25

24

23

22

21

HB
Brinell
413
402
393
383
372
363
354
346
337
333
328
323
319
314
311
304
301
295
287
285
280
278
276
273
271
266
261
258
257
255
252
247
242
238
233
231
228
223
219
214
209
204
199
195
190

Newtons/ mm?2
1400
1360
1330
1300
1260
1230
1200
1170
1140
1125
1110
1095
1080
1060
1050
1030
1020

995
970
965
950
940
930
920
915
900
880
870
865
860
850
835
820
800
785
780
770
755
740
720
705
690
675
660
640

Tons/ sq. in.
91
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Tolerancia

g mm
>1<3 >3<6 >6<10 >10<18 >18<30 >30<50 >50<80 >80<120
Tol um
e8 -14/-28 -20/-38 -25/-47 -32/-59 -40/-73 -50/-89 -60/-106 -72/-126
f6 -6/-12 -10/-18 -13/-22 -16/-27 -20/-33 -25/-41 -30/-49 -36/-58
f7 6/-16 -10/-22 -13/-28 -16/-34 -20/-41 -25/-50 -30/-60 -36/-71
h6 0/-6 0/-8 0/-9 0/-11 0/-13 0/-16 0/-19 0/-22
h7 0/-10 0/-12 0/-15 0/-18 0/-21 0/-25 0/-30 0/-35
h8 0/-14 0/-18 0/-22 0/-27 0/-33 0/-39 0/-46 0/-54
h9 0/-25 0/-30 0/-36 0/-43 0/-52 0/-62 0/-74 0/-87
h10 0/-40 0/-48 0/-58 0/-70 0/-84 0/-100 0/-120 0/-140
h11 0/-60 0/-75 0/-90 0/-110 0/-130 0/-160 0/-190 0/-220
h12 0/-100 0/-120 0/-150 0/-180 0/-210 0/-250 0/-300 0/-350
k10 +40/0 +48/0 +58/0 +70/0 +84/0 +100/0 +120/0 +140/0
k12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
m7 +2/+12 +4/+16 +6/+21 +7/+25 +8/+29 +9/+34 +11/+41 +13/+48
js14 +/- 125 +/- 150 +/- 180 +/- 215 +/- 260 +/- 310 +/- 370 +/- 435
js16 +/- 300 +/- 375 +/- 450 +/- 550 +/- 650 +/- 800 +/- 950 +/- 1100
H7 +10/0 +12/0 +15/0 +18/0 +21/0 +25/0 +30/0 +35/0
H8 +14/0 +18/0 +22/0 +271/0 +33/0 +39/0 +46/0 +54 /0
H9 +25/0 +30/0 +36/0 +43/0 +52/0 +62/0 +74/0 +87/0
H12 +100/0 +120/0 +150/0 +180/0 +210/0 +250/0 +300/0 +350/0
P9 -6 /-31 -12/-42 -15/-51 -18/-61 -22/-74 -26/-86 -32/-106 -37/-124
1um = 0.001mm



Vrtanie

V3eobecné pokyny k vftaniu

VSeobecné informacie

1. Vyberte vrtak, ktory sa na dané vyuzitie hodi najviac, berte do ivahy obrabany material, vlastnosti stroja a pouzitie

chladenia.

2. Nepresnosti v suososti a nestabilita vretena mdzu zapri€init zni¢enie vrtaku aj obrabanej sudiastky - vzdy zabezpedte
maximalnu moznu stabilitu. Ta sa da zlepsit’ pouzitim najkratSieho mozného vrtaku pre danu operaciu.

3. Upnutie nastroja je pri vitani dolezité, vrtak nesmie byt pri vitani zatlageny, ani vytiahnuty z upinaca.

4. Upnutie vrtakov s Morse stopkou musi byt spravne nastavené, dosedacie plochy musia byt Cisté, pouzivajte gumové

kladivo na narazenie vrtaku do upinaca.

5. Pri vitani sa odporuca pouzit chladenie a mazanie, ktoré musi byt privedené na Cepel vrtaku v dostatoCnej miere a

bez prerusovania.

6. Pri vitani je zakladom spravny odvod materialu vo forme triesok. Triesky sa nesmu zasekavat v drazkach vrtaku.

7. Pri prebrusovani vrtaku dbajte na dodrziavanie geometrie Spicky a odstrarite akékolvek opotrebovanie.

ROZMER DIERY

Substraty a povlaky su stale vylepSované, schopnost vitat presnejsie diery sa zlep$uje. Standardny vrtak véeobecne
dosahuje presnost diery v tol. H12. NajlepSie vrtaky s komplexnou geometriou dosahuju pri splneni urcitych podmienok
diery v tolerancii H8. NiZ8ie uvadzame typy vrtdkov a tolerancie, ktoré su schopné dosiahnut

. HSS zakladny vrtak — H12

. HSS / HSCo vrtak s parabolickou konstrukciou drazky (PFX) — H10
. Karbidové vykonné vrtaky s povlakom TiN / TIALN (MPX) — H8/H9

Vftanie hibokych dier

Pri vitani hibokych dier je mozné pouzit rézne metddy. Uvedeny priklad ukazuje $tyri spésoby vftania diery o s hibkou

10 x priemer vrtaku.

Postupné vrtanie

Postupné vrtanie

Pocet vrtakov

3
(2,5xD, 6xD,10xD)

2
(2,5xD,10xD)

Bezna geometria,

Bezna geometria,

l Typ vrtaku vSeobecné vyuzitie v§eobecné vyuzitie
+/- Drahy Cenovo vyhodnejsi,
Casovo naro¢ny rychly
. Vtanie na jeden
{ Vytahovacie cykly priechod
Pocet vitakov | | !
ocetvriakov. | (1oxD) (10xD)
Bezna geometria Nastroje so Specifickym
i z )
Typ vrtaku vSeobecné vyuzitie pouzitim
+/- Casovo naroéné Cenovo vyhodné
T arychle

545



VSeobecné informacie

RIESENIE PROBLEMOV PRI VRTANI

Problém

Désledok

RieSenie

Zlomeny alebo skruteny
unasac

Z|é upevnenie medzi stopky v
upinadi

Uistite sa, Ze stopka aj upinac su Cisté a bez
poskodenia

Rozlomenie jadra vrtaku

Prirychly posuv

Znizte posuv na optimum

Nedostatocné zaciatocné podbrisenie

Prebruste na spravne hodnoty

Privysoké obrusovanie jadra

Prebruste na spravne hodnoty

Tvrdy naraz pri Spicke

Vyvarujte se narazov na Spicku. Stopkové vrtaky
upinajte a vytahujte opatrne.

Opotrebované vonkajsie
rohy

Vysoka rychlost

Znizte reznu rychlost’ na optimum - s moZnostou
zvy$enia posunu

Zni¢ené vonkajsie rohy

Nestabilné nastavenie sucasti

Znizte pohyb suciastky

Vylamané btity

Privysoké pociato¢né
podbrisenie

Prebruste na spravne hodnoty

Zlomenie vrtaku

Upchavanie drazok

Pouzite opakované vyjazdy vrtakov

Skiznutie vrtaka

Uistite sa, ze vrtak je bezpecne upnuty a nembze
preklzovat

Spiralovité stopy na
obrobenom povrchu

Nedostato¢ny posuv

Zvyste posuv

Zla pozi¢na presnost

Pred vitanim pouZite navitavak

Privelka diera

Nespravna geometria

Skontrolujte spravnost’ geometrie SpiCky v oblasti
prebrusenia

Nedostato¢ny odchod triesky

Nastavte rychlost, posuv a vytahovanie tak, aby bol
odchod triesky dostatocny
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DORMER VSeobecné informacie

Vritanie hibokych dier

VSeobecné pokyny k vystruZzovaniu

Aby vystruzniky dosiahli najlepsie vysledky, musite ich nechat pracovat. Castou chybou byva velka predvftana diera s
prili§ malym pridavkom na vystruzovanie. Pokial ma vystruznik malo materialu na branie, neméze spravne odrezavat
material, odiera sa a predCasne sa opotrebuva, rozmer diery je tak nespravny. Na druhej strane je dblezité nenechavat
pridavok prili§ velky. (odporu¢ané hodnoty v tabulke na strane oproti).

1. Zvolte spravny typ vystruzniku a rezné data na danu aplikaciu. Uistite sa, Ze predvftané diery maju spravny rozmer.

2. Obrobok musi byt pevne upnuty a vreteno by nemalo mat volu.

3. Kliestina, v ktorej je vystruznik upnuty, musi byt pevna a kvalitna. Pokial vystruznik zachadza do kliestiny a posuv je
strojny, hrozi nebezpeclenstvo zalomenia nastroja.

4. Drzte vylozenie nastroja ¢o najkratsie.

5. Pouzivajte odporuc¢ané lubrikanty a zaistite, aby sa kvapalina dostala k dostirkam. Vystruzovanie nie je naroéna

obrabacia operacia, peoto staci emulzia v koncentracii 40:1. Vyfukovanie vzduchom méze byt pouzité pri obrabani
Sedej zliatiny za sucha.

6. Drazky vystruzniku nesmu byt upchavané trieskami.
7. Pred prebrusenim vystruzniku skontrolujte suosost medzi hrotmi. Ve vacsine pripadov staci prebrusit iba nabeh.

8. Keep reamers sharp. Frequent regrinding is good economy, but it is important to understand that reamers cut only
on the bevel and taper leads and not on the lands. Consequently only these leads need regrinding. Accuracy of
regrinding is important to hole quality and tool life.

9. Vystruzniky udrziavajte nabrusené. Prebrusovanie je ekonomické a pri v€asnom bruseni staci brusit len kuzelovy
nabeh. Presnost brusenia je dblezita pre kvalitu diery a zZivotnost nastroja.
ODBER MATERIALU

Odporucany pridavok zavisi od aplikacie, materialu a na kvalite povrchu predvftanej diery. VSeobecné odporucanie je
v nasledovnej tabulke:

Priemer Predvitanie a SIS Predvitanie a
vystruzovanej diery |Predvrtanie : vystruzovanej diery |Predvitanie .
vyhrubovanie vyhrubovanie
(mm) (palce)
pod 4 0.1 0.1 pod 3/16 0.004 0.004
Od 4 do 11 0.2 0.15 3/16 od % 0.008 0.006
Od 11 do 39 0.3 0.2 Y 0d 1.% 0.010 0.008
Od 39 do 50 0.4 0.3 1.%0d 2 0.016 0.010
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VSeobecné informacie DORMER

TOLERANCIA PRI VYSTRUZOVANI

1. VYROBNA TOLERANCIA PRIEMERU VYSTRUZNIKU
Priemer (d1) sa meria na valcovej fazete, hned za nabehom. Tolerancie sa riadia DIN 1420 a su nastavené tak,
aby vystruzené diery boli v tol. H7.

TOLERANCIA VYSTRUZNIKU TOLERANCIA VYSTRUZNIKU
priemer (mm) toleranéné pole (mm) priemer (mm) toleranéné pole (mm)
— azdoa horny MR | dolny MR — azdoa horny MR | dolny MR
vratane + + vratane + +

3 0.008 0.004 18 30 0.017 0.009
3 6 0.010 0.005 30 50 0.021 0.012
6 10 0.012 0.006 50 80 0.025 0.014
10 18 0.015 0.008

2. DIERA H7

NajCastejSia tolerancia vystruzenych dier byva H7 (viz tabulka). Pre vSetky ostatné tolerancie mbze byt' pouzita
dalSi nasledovna tabulka, ktora udava polohu a Sirku toleranéného pola.

TOLERANCIA DIERY TOLERANCIA DIERY
priemer (mm) toleranéné pole (mm) priemer (mm) toleranéné pole (mm)
— azdoa horny MR dolny MR — azdoa horny MR dolny MR

vratane & + vratane & +

3 0.010 0 18 30 0.021 0

3 6 0.012 0 30 50 0.025 0

6 10 0.015 0 50 80 0.030 0
10 18 0.018 0

3. Ak je nutné definovat rozmery Specialneho vystruzniku na dosiahnutie Specifickej tolerancie, napr. D8, moze byt
pouzity tento navod.

A=to|eranc!a di’ery .
0ISIT § B =tolerancia vystruzniku
¥ i IT = Sirka tolel"ancnehc? pola .
— — Dmax = horny medzny rozmer diery
m A Dmin =dolni medzny rozmer diery
d, = nominalny priemer
d,max = maximalny priemer vystruzniku
— - d,min = minimalny priemer vystruzniku
dymin 1
Dmax | Dmin dymaxl o,
Priemery a $irka toleranéného pola (mm)
tolerancia ood 1 od 3 od 6 od 10 od 18 od 30 od 50 od 80
(microns) vratane 3 | vratane 6 | vratane 10 | vratane 18 | vratane 30 | vratane 50 | vratane 80 |vratane 120
IT5 4 5 6 8 9 11 13 15
IT6 6 8 9 1 13 16 19 22
IT7 10 12 15 18 21 25 30 35
IT8 14 18 22 27 33 39 46 54
IT9 25 30 36 43 52 62 74 87
IT10 40 48 58 70 84 100 120 140
IT11 60 75 90 110 130 160 190 220
IT12 100 120 150 180 210 250 300 350

priklad: diera priem. 10 mm
s toleranciou D8, Horny medzny rozmer diery = 10.062, Spodny medzny rozmer diery = 10.040, Tolerancia diery (IT8) = 0.022

Horny:  0.15 x tolerancia diery (IT8) = 0.0033, zaokrouhlené = 0.004
Spodny: 0.35 x tolerancia diery (IT8) = 0.0077, zaokrouhlené = 0.008

Maximalny priemer vystruzniku = 10.062 - 0.004 = 10.058
Minimalny priemer vystruzniku = 10.058 - 0.008 = 10.050
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VSeobecné informacie

RieSenie problémov pri vystruzovani

Problém

Doésledok

RiesSenie

Zlomeny alebo
prekruteny unasac

Nespravne upnutie stopky do upinaca

Uistite sa, Ze stopka aj upinac su Cisté a bez
poskodenia

Rychlé opotrebovanie
nastroja

NedostatoCny pridavok materialu

ZvySste pridavok materiau na vystruzovanie

Privelka diera

Nespravna poloha vretena

Opravte, vyrovnajte poziciu vretena

Nesuosost medzi nastrojom a dierou

Pouzite vystruznik s dlhym kuzelovym nabehom

Asymetricky nabruseny nabehovy uhol

Nabruste spravne podla navodu

Poskodena stopka nastroja

Vymerite nastroj alebo stopku prebruste

Kruhovitost' nastroja

Vymerite nastroj alebo ho prebruste

Asymetricky nabruseny nabehovy uhol

Prebruste podla spravnej Specifikacie

Prili§ velky posuv alebo rezna rychlost

Upravte rezné data podla katalégu alebo
Product Selectoru

Primala diera

Nedostato¢ny pridavok materialu

Zvacsite pridavok materialu na vystruzovanie

Prilis velké teplo pri vystruZzovani. Diera
sa roztiane a po vychladnuti zmrsti.

Zvyste objem chladenia

Priemer nastroja je opotrebovany a je
pod minimalnmy rozmerom.

Prebruste podla spravnej Specifikacie

PriliS pomaly posuv alebo mala rychlost

Nastavte rezné data podla Product Selectoru

Predvftana diera je prilis mala

ZmensSite pridavok na vystruzovanie (zvacsite
predvitanu dieru

Ovalne a kuzelové diery

Nastroj upnuty do vretena mimo os

Opravte nastavenie polohy vretena

Nesuosost medzi nastrojom a dierou

Pouzite vystruznik s dlhym kuzelovym
nabehem

Asymetricky nabriuseny nabehovy uhol

Nabruste spravne podla navodu

Zla kvalita povrchu diery

Privelky pridavok materialu

Zmensite pridavok na vystruzovanie

Otupeny nastroj

Prebruste podla Specifikacie

Prilis maly uhol Cela

Prebruste podla Specifikacie

Nizka koncentrace oleja v emulzii

Zvyste koncentraciu kvapaliny

Prili§ nizka rezna rychlost’ a posuv

Nastavte rezné data podla Katalégu alebo
Selectoru

Rezna rychlost prili§ vysoka

Nastavte rezné data podla Katalégu alebo
Selectoru

Nastroj sa zasekava,
lame

Otupeny nastroj

Prebruste podla spravnej Specifikacie

Maly spatny kuzel na nastroji, odiera sa
o material

Skontrolujte a vymernite nastroj, alebo ho
nahradte za iny typ

PriliS Siroka fazeta

Skontrolujte a vymerite nastroj, alebo ho nahradte za iny typ

Obrabany material ma tendenciu sa
zmrstovat

Pouzite nastavitelny vystruznik na
kompenzaciu nepresnosti

Predvftana diera je prilis mala

ZmenSite pridavok na vystruzovanie

Réznorody materiél s tvrdymi primeskami

PouZite karbidovy vystruznik
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VSeobecné informacie mmmm

REZANIE ZAVITOV

VSEOBECNE POKYNY K REZANIU ZAVITOV

Uspesnost akejkolvek zavitovacej operacie zavisi od mnohych faktorov, ktoré ovplyviiuji kvalitu vyrobeného zavitu.

1. Vyberte zavitnik s vhodnou konstrukciou pre dany material obrobku a podfa toho, ¢i je diera priechodna, alebo
slepa, zvolte materialovu skupinu obrobku.

2. Zabezpecte bezpecné upnutie obrobku - pokial by sa pohol, zapri€inil by zlomenie zavitniku a zIu kvalitu povrchu.

3. Zvolte spravny priemer vrtaku podla tabuliek (pozri str. 76 - 79). Priemery vrtakov pod zavit najdete tiez na kazdom
kataldgovom liste zavitnika. Pametajte, ze pod tvarované zavity sa predvitava vecSia diera. Ubezpecte sa, Ze
vytvrdzovanie povrchu pri vitani je €o najmensie, pozri kapitolu pojednavajuca o nehdrzavejucich oceliach.

4. Zvolte spravu reznu rychlost podfa indexu v katalégu, alebo podla Product Selectoru.

5. PouZite vhodnu reznu kvapalinu.

6. Pri NC obrébanj zaistite, aby bol naprogramovany spravny posuv. Pri pouziti pruznych zavitovacich hlav s
kompenzaciou dlzky je vhodné naprogramovat’ 95 - 97% hodnoty posuvu na stupanie tak, aby bol zavitnik vlastnou
silou tiahnuty do rezu (hlava je pritom vytahovana).

7. Pokial to je mozné, upinajte zavitniky do kvalitnych hlav s kontrolou kritiaceho momentu a s axialnou kompenzaciou.
Je to tiez ochrana proti chybam v programe, ked nastroj narazi do dna diery.

8. Zavitnik musi byt hladko a plynulo zavedeny do diery, pokial je posuv nepravidelny, dochadza rozhodenie zaciatku

zavitu.

TABULKA TOLERANCIE ZAVITNIKA OPROTI TOLERANCII VNUTORNEHO ZAVITU (MATICA)

Trieda tolerancie, zavitnik

Tolerancia, vnutorny zavit

. Pouzitie
ANSI (matica)
ISO DIN BS
ISO 1 4H 3B 4 H 5H Ulozenie bez voble
ISO 2 6 H 2B 4G 5G 6H Normalne ulozenie
ISO 3 6G 1B 6G | 7H | 8H UloZenie s velkou vdlou
Volné uloZenie pre
- 7G - 7G 8G naslednu povrchovu
Upravu alebo povlakovanie

550



VSeobecné informacie

RIESENIE PROBLEMOV PRI REZANI

likaciu

Problém Désledok RieSenie
Volny zavit Nespravna tolerancia Zvolte zavitnik s tesnej$ou toleranciou
Nespravny axialny posuv Znizte posuv 0 5 - 10% (v pruznej hlave) alebo zvyste tlak
upinaca
Nevhodny typ zavitnika pre ap- Pre priechodné diery pouzite zavitnik s priamou drazkou
likaciu a lamacom, na slepé diery pouzite Spiralovity zavitnik.
Povlakovanym nastrojom znizite moznost' tvorby narastku.
Preverte alternativne produkty v Selectore, alebo katalégu.
Zavitnik nie je v diere vystre- Skontrolujte upina¢ a poziciu, musi byt v ose diery.
dovany
Nedostatocéna lubrikacia Pouzivajte kvalitnu lubrikaciu, ktora zabrani tvorbe narast-
ku. Pozri kapitola o lubrikacii v technickej prirucke
Rezna rychlost’ prili§ nizka Dodrziavajte odporucania z katalégu alebo Selectoru.
Tesny zavit Nevhodny typ zavitnika pre ap- Na priechodné diery pouzite zavitnik s priamou drazkou

a lamacom, na slepé diery pouzite Spiralovity zavitnik.
Povlakovanym nastrojom znizite moznost’ tvorby narastku.
Pouzite zavitnik s ve¢sim uhlom Cela. Preverte alternativne
produkty v Selectore alebo katalogu.

Nespravna tolerancia

Zvolte zavitnik s voln&jSou toleranciou, obzvlast do ma-
terialov, ktoré maju tendenciu zmrstit' sa (nerez), alebo
abrazivnych materialov (liatina).

Nedostato¢na alebo nevhodna
lubrikacia

Pouzite kvalitny lubrikant, ktory predide zasekavaniu
triesok v diere. Pozri kapitola o lubrikacii v technickej
prirucke

Predvrtana diera prili§ mala

Zvecsite priemer vrtaku na maximalnu hodnotu. Pozri
tabulka vrtakov pod zavit.

Predvrtana diera prili§ velka

Skontrolujte odporu¢ané parametre a vhodné alternativy v
katalogu alebo Selectore.

Zasekavanie triesok

Nevhodny typ zavitniku na danu
operaciu

Zvolte zavitnik s mensim uhlom &ela. Zvolte zavitnik s
dIh§im nabehom. Do priechodnych dier pouzivajte zavit-
nik s priamou drazkou, do slepych $piralovity, zabranite
zasekavaniu triesok. Skontrolujte v katalégu alebo Selec-
tore alternativne vhodné zavitniky.

Nevhodna alebo nedostato¢na
lubrikacia

Pouzite kvalitny lubrikant, ktory predide zasekavaniu
triesok v diere. Pozri kapitola o lubrikacii v technicke;j
prirucke

Zavitnik naraza do dna

Zvyste hibku vftania, alebo znizte hibku zavitovania

Povrch diery sa obrabanim vytvrd-
zuje

Znizte reznu rychlost, pouzite vhodny lubrikant. Pozri kapi-
tola o obrabani nereze v technickej prirucke

Zasekavanie triesok pri vyjazde

Vyhnite sa nahlemu navratu zavitnika pri spatnom pohybe.

Ukos naraza do vchodu diery

Skontrolujte axialnu polohu a znizte odchylku od osi na
minimum

Predvftana diera prilis mala

Zvadsite priemer vrtaku na maximum. Pozri tabulky vrtakov
pod zavit.
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RIESENIE PROBLEMOV PRI REZANI

Problém

Désledok

RieSenie

Zlomenie

Otupeny zavitnik

Pouzite novy zavitnik, alebo prebriste otupeny

Nedostato¢na lubrikacia

Pouzite kvalitny lubrikant, ktory predide zasekavaniu
triesok v diere. Pozri kapitola o lubrikacii v technickej
prirucke

Zavitnik naraza do dna diery

Zvyste hibku vftania, alebo znizte hibku zavitovania

Rezna rychlost’ prili§ vysoka

Znizte reznu rychlost’. Dodrziavajte odporuc¢ania z
katalégu, alebo Selectoru

Povrch sa obrdbanim vytvrdzuje

Znizte rychlost. Pouzite povlakovany nastroj. Pouzite
kvalitny lubrikant. Pozri kapitola o obrabani nereze v
technickej prirucke

Predvitana diera prili§ mala

Zvecsite priemer vrtaku na maximum. Pozri tabulky vrtakov
pod zavit

Vysoky krutiaci moment

Pouzite zavitovaciu hlavu s nastavenim krit. momentu

Material sa po zavitovani stahuje

kontrolujte odporucania v katalégu, alebo Selectore,
najdite vhodny typ zavitnika

Rychle opotrebovanie

Nevhodny typ zavitniku na danu
aplikaciu

Zvolte zavitnik s mensim uhlom &ela. Zvolte zavitnik s dlh§im
nabehom. Do priechodnych dier pouzivajte zavitnik s priamou
drazkou, do slepych Spiralovity, zabranite zasekavaniu triesok.
Skontrolujte v katalégu alebo Selectori alternativne vhodné zavitniky.

Nedostatocna lubrikacia

Pouzite kvalitny lubrikant, ktory predide zasekavaniu
triesok v diere a teplotnému zat'aZzeniu dosticky. Pozri
kapitola o lubrikacii v technickej prirucke

Rezna rychlost’ prili§ vysoka

Znizte reznu rychlost. Dodrziavajte odporuc¢ania z
katalogu, alebo Selectoru.

Narastok

Nevhodny typ zavitnika na danu
aplikaciu

Pouzite zavitnik s mensim uhlom Cela alebo/a vecsim
odlahéenim zubov. Skontrolujte katalég alebo Selector,
najdite vhodny nastro;.

Nedostatocna lubrikacia

Pouzite kvalitny lubrikant, ktory predide zasekavaniu
triesok v diere a teplotnému zat'azeniu dosticky. Pozri
kapitola o lubrikacii

Nevhodna povrchova Uprava

Vyberte zavitnik s odporia¢anou povrchovou Upravou

Rezna rychlost prili§ nizka

Dodrziavajte odporucania z katalégu alebo Selectoru
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FREZOVANIE

VSeobecné informacie

VSEOBECNE POKYNY K FREZOVANIU

VSeobecné pokyny k frézovaniu Frézovanie je proces, kedy sa odobera stanoveny pridavok materialu frézou, ktora
rotuje okolo svojej osi a zaroven se posuva do rezu.

Fréza je obvykle viacdostickovy nastroj, kde kazda dosticka odobera material.

TYPY FREZ ROZLISUJEM
tri zakladné druhy frézovacich operacii a tym aj druhov fréz: (A) obvodové frézovanie, (B) Celné frézovanie a (C)
frézovanie stopkovymi frézami.

Pri obvodovom frézovani valcovymi frézami je osa rotacie nastroja rovnobezna s povrchom obrabanej ¢asti. Fréza ma
po obvode zuby, kazdy z tychto zubov funguje rovnako ako jednodosti¢kovy nastroj. Valcové frézy mézu mat priame
zuby, alebo zuby skrutkovicové.

Pri Celnom frézovani je osa otacania frézy kolma na povrch obrabanej Casti. Frézovanie prebieha na dostirkach, ktoré
su na Cele a na obvode frézy.

Pri frézovani stopkovymi frézami je osa frézy vertikalne kolma na povrch obrobku a obvykle méze frézovat vSetkymi
smermi, ktoré su na Cele a na obvode frézy.

POUZITIE

Druh obrabacej operacie priamo suvisi s hodnotou Q. Rézne aplikacie umoznuju dosiahnut’ rézne hodnoty Q. Aktualny
katalég Dormer ukazuje prostrednictvom jednoduchych ikon pouzitie fréz.

Frézovanie bokom

Celné frézovanie

Frézovanie drazok

Zapichovacie frézovanie

Zachadzanie pod uhlom

i

N

Radialna hibka by
mala byt mensia nez
0,25 x priemer frézy.

Radialna hibka by
nemala byt vysSia
nez 0,9 x priemer
frézy, axialna hibka
rezu menej nez 0,1 x
priemer.

Obrabanie drazok na
pera. Radialna hibka
sa rovné priemeru
frézy.

Je mozné zavrtavat’
s frézami, ktoré maju
dostiCku cez stred. V
tychto operaciach je
potrebné znizit posuv
na polovicu.

Zachadzanie pod
uhlom, radialny a
axialny najazd do
materialu.
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RIESENIE PROBLEMOV PRI FREZOVANI

Problém

Dosledok

RieSenie

Zlomenie

Prilis velky pridavok materialu

Znizte posuv na zub

Prili§ velky posuv

Znizte posuv

Opotrebovanie

Dizka pracovnej Casti akebo
celkova dizka prilis dlha

Upnite tak, aby fréza zbyto€ne nevytf€ala z upinaca, alebo
pouzite kratSiu frézu

Pritvrdy material obrobku

Skontrolujte katalég, alebo Selector, Ci je v ponuke
odolnejsi nastroj, alebo nastroj s povlakom

Nespravna rezna rychlost’ a posuv

Skontrolujte rezné déata v katalégu, alebo Selectore

Zly odvod triesok

Zameraijte trysky s chladenim

Nesusledné frézovanie

Susledné frézovanie

Nevhodna skrutkovica

Skontrolujte odporucanie v katalégu/Selectori a alternativne
nastroje

Vylamovanie

Prili§ velky posuv

Znizte posuv

Vylamovanie

Znizte reznu rychlost’

Nizka rezna rychlost’

Zvyste reznu rychlost’

Nesusledné frézovanie

Susledné frézovanie

Tuhost’ nastroja

Vyberte kratSiu frézu, alebo stopku zasunte hibSie do
upinaca

Tuhost obrobku

Pevne upnite obrobok

Kratka zivotnost’

Huzevnaty material obrobku

Skontrolujte kataldg, alebo Selector a vyberte alternativnu
frézu

Nevhodna geometria dosticky

Zadajte spravne rezné data

Trenie medzi frézou a povrchom
obrobku

Pouzite povlakovany nastroj

Zla kvalita povrchu

Prili§ velky posuv

Znizte reznu rychlost’

Nizky posuv

Zvyste reznu rychlost’

Zasekavanie triesok

Zmensite pridavok materialu

Opotrebovanie nastroja

Vymefite, alebo prebruste nastroj

Tvorba narastku

Zvoite frézu s vaés$im uhlom skrutkovice

Nalepovanie triesok

Zvyste intenzitu chladenia
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Problém

Dosledok

RieSenie

Nepresnost’ obrobku

Ohyb nastroja

Zvolte krat$i nastro, alebo zasurite stopku hibsie do
upinaca

Nedostatocny pocet drazok
zubov)

Zvoite nastroj s vy$§im podtom drazok (zubov)

Uvolneny, opotrebovany upinad

Opravte, alebo vymente

Nedostato¢na tuhost’ upinaca

Vymerite za kratSi a tuhSi upinac

Nedostato¢na tuhost’ vretena

Pouzite vykonnejsSie vreteno

Vylamovanie

Rezna rychlost’ a posuv prilis
vysoké

Zmefite rezné data s pomocou katalégu/Selectoru

Dizka pracovnej casti alebo
celkova dlzka nastroja prili§ dlha

Zasunte stopku hlbSie do upinaca a pouzite kratSiu frézu

Prihlboké obrabanie

Znizte hibku rezu

Nedostatocna tuhost’ (stroj alebo
upinac)

Skontrolujte upinac¢ a ak je potrebné, vymérite ho
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http://selector.dormertools.com

AmG Cesky Pycckui Polski Slovensky

1.1 magneticky mékka OneKkTpoTexHn4eckas magnetyczna migkka Magneticky makka ocel

1.2 konstrukéni uhlikata KoHCTpyKLMoHHas, B TOM umcre LiemeHTupyemas konstrukcyjna do naweglania Konstrukéna ocel,uhlikova

1.3 uhlikata YrnepogucTas HenervpoBaHHas weglowa Uhlikova pcel

14 legovana TernpoBaHHas stopowa Legovana ocel

1.5 legovand, tvrzena a temperovana IlervpoBaHHasi, nocne 3akanku u otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana

1.6 legovana, tvrzena a temperovana JlernposaHHas, nocne 3akanku n otnycka stopowa-hartowana i odpuszczana Legovana ocel, tvrdena a temperovana

1.7 legovand, tvrzena JlermpoBaHHasi, 3akaneHHas stopowa-hartowana Legovana ocel tvrdena

1.8  legovang, tvrzena JlernpoBaHHasi, 3akaneHHas stopowa-hartowana Legovana oce tvrdena, ocel odolna oproti opotrebovaniu
2.1 automatova MoBblLweHHo o6pabaTbiBaEMOCTH automatowa Automatovéa nehrdzavejlca ocel

2.2 austeniticka AycTeHuTHas austenityczna Austenicka

2.3 feriticka+austeniticka AyCTeHNTHO-heppuTHas ferrytyczna+austenityczna Feriticka + austenicka, feriticka, martenziticka
2.4  precipitacné tvrzena OVCNEepCOHHOE TBepAeHNe Utwardzane wydzieleniowo Lamelamy grafit (siva)

3.1 lamelarni C nnacTtuH4yaTbiM rpadoMTom szare Lamelarny grafit

3.2 lamelarni C nnacTuHyatbimM rpacuTom szare Nodularny grafit, temperovana zliatina (tvarna)
3.3  nodularni C wapoBuaHbIM rpacdutomM sferoidalne ciggliwe Nodularny grafit, temperovana zliatina (tvarna)
3.4 nodularni C WwapoBuaHbIM rpacdutom sferoidalne ciggliwe Titan Cisty

41 (cisty TexHUYeCcKn YNUCTbI niestopowy Zliatiny titanu

4.2  slitiny TuTaHoBbIE CrNaBbl stopy tytanu Zliatiny titanu

43  slitiny TuTaHoBbIE CriNaBbl stopy tytanu Nikel Cisty

5.1 Ccisty TexHUYeCcKn YNUCTbIN niestopowy Zliatiny niklu

5.2 slitiny Hukenesble cnnaBbl stopy niklu Zliatiny niklu

5.3 slitiny Hukenesble cnnasbl stopy niklu Med'

6.1 bronz TexHuyecku YncTas niestopowa R-mosadz

6.2 R - mosaz, bronz BpoH3bl 1 naTyHu Ha ocHoBe Sn Mosigdz-R,bragz a-mosadz

6.3  bronz mosaz BpoH3bl 1 naTyHn Ha ocHoBse Zn Mosigdz CuZn Bronz vysokopevnostny

6.4  bronz vysokopevnostni BbicokonpoyHbie GPOH3bI Braz o wysokiej wytrzymatosci Al, Mg, gisty

7.1 Al, Mg, tvafené TexHN4Yeckn YncTble Al.,Mg, niestopowe Al zliatiny, Si<0,5%

7.2 Alslitiny, Si<0.5% Wx cnnaebl, ¢ cogepxxaHuem, Si<0.5% Al. Stopowe,Si<0,5% Al zliatiny, Si>0,5%<10%

7.3  Alslitiny, Si>0.5%<10% Wx cnnas.bl, ¢ copepxannem 0.5% < Si< 10% Al. Stopowe,Si>0,5%<10% Al zliatiny, Si>10%

74  Alslitiny, Si>10% Wx cnnasebl, ¢ cogepxanuem Si > 10% Al. Stopowe,Si>10% Zliatiny hlinika a hor¢ika

8.1  termoplasty TepmonnacTvku Tworzywa termoplastyczne Termoplasty

8.2 termosety TepmopeakTuBHble Tworzywa termoutwardzalne Termosety

8.3  zpevnéné plasty ApMUpOBaHHbIE Zbrojone tworzywa sztuczne Spevnené plasty

9.1  cermet (keramika) MeTannokepamuka Cermetale Cermet (kov-keramika)

10.1  standardni grafit TexHuyeckui rpadouT Grafit standartowy Grafit
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RENAEIRE

As a professional you can judge the quality of work by just looking

at the chip. Our chip is a clean and uncomplicated shape that in

itself tells a story. It is a clear and consistent signal and that’s why

we use it as a symbol for being simply reliable.

Dormer Tools International
responsible for Middle East, Far East
T: +44 1246 571338

F: +44 1246 571339
dormer.int@dormertools.com

United Kingdom

responsible for Ireland

T: 0870 850 4466

F: 0870 850 8866
dormer.uk@dormertools.com

France

T:+33(0)2 47 625701
F:+33(0)2 47 62 52 00
dormer.fr@dormertools.com

Italy

T:+3902 3804 51

F: 439023804 5243
dormer.it@dormertools.com

Spain

T: +34 935717722

F: +34 935717765
info.safety-iberica@safety-cuttingtools.com
responsible for

Portugal

T:+351214245421

F: +351 21424 54 25

Germany

T: +49 9131 933 08 70

F:+49 9131 933 08 742
dormer.de@dormertools.com
responsible for

Switzerland

T: +49 9131 933 08 70

F:+49 9131 933 08 742
dormer.ch@dormertools.com

Netherlands

T: +31 10 2080 240

F:+31 10 2080 282
dormer.nl@dormertools.com
responsible for

Austria

T:+31 10 2080 212

F:+31 10 2080 282
dormer.at@dormertools.com
and

Belgium

T:+323 44059 01
F:+3234491543

Email: dormer.be@dormertools.com

Sweden

responsible for

Iceland, Lithuania, Latvia, Estonia
T: +46 (0) 35 16 52 00

F: +46 (0) 3516 52 90
dormer.se@dormertools.com
Kundservice

T: direkt +46 35 16 52 96

F: direkt +46 35 16 52 90

Finland

T: +358 205 44 121

F: +358 205 44 5199
Customer Service

T: direkt 0205 44 7003

F: direkt 0205 44 7004
dormer.fi@dormertools.com

Norway

T:+47 67 17 56 00

F:+47 66 85 96 10
dormer.no@dormertools.com
Kundeservice

T: direkt 800 10 113

F: direkt +46 35 16 52 90

Denmark

T: +45 43 46 52 80

F: +4543 46 52 81
dormer.dk@dormertools.com
Kundetjeneste

T: direkt 808 82106

F: direkt +46 35 16 52 90

Czech Republic

T: +420 583 381 111

F:+420 583 215 401
pramet.info.cz@pramet.com
responsible for Export CEE, Romania,

Slovakia

T: +421 417 645 659

F:+421 417 637 449
pramet.info.sk@pramet.com

Russia
T:+7 49577510 28
pramet.info.ru@pramet.com

Hungary

T: +36-96 / 522-846

F: +36-96 / 522-847
pramet.info.hu@pramet. com

Poland

T: +48 32 78-15-890

F: +48 32 78-60-406
pramet.info.pl@pramet.com

United States of America
responsible for Mexico

T: (847) 783-5700

F: (847) 783-5760
cs@precisiondormer. com

Canada

T: (888) 336 7637

En Frangais: (888) 368 8457
F: (905) 542 7000

Macedonia, Slovenia, Serbia, Ukraine, cs@precisiondormer. com

Bosnia-Herzegovina, Croatia, Belarus,
Montenegro, Bulgaria
pramet.info.row@pramet.com

Brazil

responsible for Bolivia, Panama,
Chile, Paraguay, Colombia, Peru,
Costa Rica, Uruguay,

Ecuador, Venezuela, Guatemala
T: +55 11 5660 3000

F: +55 11 5667 5883
dormer.br@dormertools.com

Argentina

T:54 (11) 6777-6777

F: 54 (11) 4441-4467
dormer.ar@dormertools.com

Australia

T:1300 131 274

F:+61 3 9238 7105
dormer.int@dormertools.com

New Zealand

T: +64 9 2735858

F: +64 9 2735857
dormer.int@dormertools.com

China

T: +86 21 24160508

F: +86 21 5442 6315
dormer.cn@dormertools.com

India
T: +91 124 470 3825
dormer.in@dormertools.com
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320760"687208
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dormertools.com



