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WE PROVIDE YOU WITH THE PERFECT
MACHINING SOLUTION

Team Cutting Tools of the CERATIZIT Group

The machining industry today is extremely diverse and is becoming increasingly complex.
Trends and innovations are moving quickly, and the possibilities and offerings seem virtually
unlimited. For this reason it is all the more important to have a reliable and competent partner
on board!

The Team Cutting Tools is not just a tool supplier; the experts on the team are also available to
advise you with extensive industry knowledge and decades of experience in machining, in order
to find you the perfect machining solution.

The Cutting Tool Solution is
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E-COMMERCE SOLUTIONS

Benefit from more product data and machining
knowledge online, accelerate and optimize your tool
procurement processes or create a direct connection

to your ERP system.

Instantly and accurately find the right tool from over 65,000 products from the brands CERATIZIT, WNT,
KOMET and KLENK and order it conveniently. At cuttingtools.ceratizit.com, you now have access to
one of the largest ranges of machining tools and can order products even quicker and easier thanks to

countless new functions and options!

REGISTER NOW UNDER:

cuttingtools.ceratizit.com



http://cuttingtools.ceratizit.com
http://cuttingtools.ceratizit.com
https://cuttingtools.ceratizit.com/gb/en/shop/account/registration-selection.html

SIMPLE TOOL AND ARTICLE
SEARCH FUNCTION

A Simple article search function using the article number
or product name

A Ideal filter options for quick tool search

A Recommendation of suitable accessories on the article page

A Access the latest article data at any time

FAST ORDERING

A Online processes save time and money during the ordering process
Add items to your basket quickly and easily

High availability including a check in the basket

Order 24 hours a day

Quick delivery with tracking

> > > >

EXCLUSIVE ONLINE DISCOUNTS

A Save money as well as time when ordering online

CONNECT TO ERP SYSTEMS

A All key data in your ERP system
A Optimise your internal procurement processes
A Avoid copy/paste errors with direct data transfer

FIRST-RATE SERVICE & ADVICE

A Free download of CAD and cutting data

A Download of forms, brochures and catalogs

PERSONALISED CUSTOMER ACCOUNT

A Retrieve prices with your personal customer discounts

Set up several accounts with personalised order authorisations
Save items for later

View and print orders and invoices

> > >

o Questions about how to use the online shop and frequently asked
Q, questions can be found at: cuttingtools.ceratizit.com/int/en/faq



http://cuttingtools.ceratizit.com/int/en/faq

FULL RANGE
PRODUCT PORTFOLIO

Everything for machining from the spindle
to machine table

D gvessiinn

A Turning Tools

A Multifunction Tools

A Grooving Tools

A Milling Tools with indexable Inserts

A Tools made from ultra-hard cutting materials

& KOMET

Indexable Insert Drilling
Reaming and Countersinking
Spindle Tooling

Actuating Tools

> > > >

HSS Drilling

Solid Carbide Drilling

Taps and Thread Formers
Circular and Thread Milling
Thread Turning

Miniature Turning Tools
HSS Milling Cutters

Solid Carbide Milling Cutters
Tool Clamping

Workpiece Clamping

> > > > > > > > > >

KLenk

A Solid Carbide Drilling and
Milling for Aerospace Frame
Assembly Industry
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COMPREHENSIVE RANGE OF
STANDARD-TOOLS

With a selection of cutting tools exclusively for
machining applications, CERATIZIT has the
most comprehensive product range on the
market. Be it turning, drilling, milling, grooving,
boring or clamping, we offer a broad selection
of innovative, state-of-the-art products for every
application — with 99% ex-stock availability.

CUSTOM ADAPTATIONS TO THE
STANDARD TOOL RANGE

The semi standard tool programm enables
you to adapt your own standard tools in a
wide variety of dimensions across many
product areas — quickly and individually.

SPECIAL CUSTOM TOOLS
& INDUSTRY-SPECIFIC TOOLS

As one of the leading tool manufacturers and innovative
pulse generator in machining, we develop optimal tool
concepts for you and develop special tools that are based
on the most important success factors such as efficiency,
time and quality.




INNOVATIVE ORIENTATION

Machining at the highest technological level:

The Team Cutting Tools relies on future technologies such as the high-performance coating Dragonskin
for best wear protection and up to 80 percent increased performance. Intelligent and customer-oriented
digitization as well as sensor, monitoring and assistance systems make valuable contributions to
constant, reliable process optimization.

TOOLSCOPE

Tool solutions with digital and sensory intelligence

FREETURN

The revolution in the turning process —
High Dynamic Turning with FreeTurn tools

ACTUATING TOOLS

The U-Axis system KOMtronic — efficient machining of
turning contours on non-rotationally symmetrical parts

ADDITIVE MANUFACTURING

3D printing compliments machining

DRAGONSKIN

The almost indestructible surface coating

TOOL-O-MAT

Tool ,at the push of a button® with the innovative
vending system




HIGHEST
TECHNICAL COMPETENCE

Always up to date with market requirements thanks
to individual technological support

Application technicians and industry experts from the Team Cutting Tools are not just at your side when
it comes to tool instruction. In further training courses at our Technical Centres, we are happy to pass
on our practical knowledge to you so that you are always up to date with the latest technology. Thanks
to our regrinding, recycling and digital services as well as the CAD models, you can also produce more
efficiently, easily, flexibly and in an environmentally friendly manner.

PERSONAL APPLICATION ENGINEER

Manufacturing consulting and process optimization on site

TOOL DATA
Cutting data and CAD models to assist you with your
tool management or for simulating an operation \

TECHNICAL TRAINING

Our engineers are provided with constant training to keep them
up to speed on all technical matters. We will gladly share this
knowledge with you. Use our Service for the further education
of your metal cutting technicians in our Technical Centres.

SUSTAINABILITY

Solutions for forward thinking and economical metal cutting —
e.g. Regrinding and Recycling




FAST AND EFFICIENT
AVAILABILITY

The new portfolio: simple ways to new tools
and service

With the most modern logistics center in Europe we ensure the shortest delivery times, with our
Tool Supply 24/7 service for digitally simplified orders. The Tool-O-Mat, which can hold up to
840 different products, ensures that tools are ready when they are needed as a removal system
on site. Payment is only made when withdrawn.

LOGISTICS AT THE HIGHEST LEVEL

A logistic center that can meet all requirements, 99 % delivery
capacity with next day delivery, no minimum order quantity,
custom logistic solutions for major customers.

E-COMMERCE SOLUTIONS

Benefit from more product data and machining knowledge online,
accelerate and optimize your tool procurement processes or create
a direct connection to your ERP system.

3 WEEKS ON SPECIAL TOOLS

No time to lose? We deliver special tools within 3 weeks.

TOOL SUPPLY 24/7

We take over the complete procurement and storage process!

THE CATALOG FOR MACHINING

Extensive material from the main catalog to industry catalogs and special promotions.



DEEP
INDUSTRY KNOWLEDGE

Equipped for every industry sector:
our experts deliver comprehensive solutions!

Proven experts from numerous industrial sectors work in the Team Cutting Tools. Whether
automotive and engines, aerospace, energy technology or heavy machining. We know from many
years of experience all the challenges that every branch of industry brings — and we deliver the
tailor-made solutions.

PROJECT ENGINEERING

Smart solution concepts for efficient machining processes

EXPERT KNOWLEDGE

More than 100 years engineering and manufacturing high performance
cutting tools and developing the most optimal machining operations and
processes for our customers.

INDUSTRY SPECIFIC TOOLS

Specific tools designed under the most demanding challenges of every
industrial sector to increase the competitiveness of our customers.

INDIVIDUAL SPECIAL TOOLS

In partnership with the customer




INDEPENDENT
QUALITY GUARANTEE

The CERATIZIT Group: everything from a single
source, from the raw material to the finished tool

As part of the CERATIZIT group, we have exclusive raw material sourcing, enormous resources
and master the entire process chain: From the mine to powder production and shaping to sintering,
finalization and surface finishing to recycling, we ensure our customers the highest quality.

Also with the innovative strength (e.g. in the development of new powder types), the sales network
and the consulting expertise, you benefit from our large network and our character as a ,,one-stop shop*

for cutting tools.




HSS drilling

Solid carbide drilling

Reamers

Solid drilling and bore machining

HSS taps

Circular and Thread Milling

Threading

More options for
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In addition to the extensive selection of quality tools as a Multi-function tool - EcoCut

customer, you benefit from the high availability of these tools =
as well as the fast delivery. Also, our machining experts are £
at your disposal both in person and by phone for everyone, = _
with technical expertise available to help your production Grooving Tools
process optimisation.
Miniature turning tools
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The catalogue for =
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Additional tools for machining you can find in our online
shop cuttingtools.ceratizit.com and in our main and clamping
technology catalogue.
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Solid drilling and bore machining

Toolfinder

Table of contents
Overview 2 Cutting Data
Toolfinder 2 HSS cutting data 10-13
Symbol explanation 4 Solid carbide cutting data 33-42
List of contents Reamer cutting data 70-78

HSS Drilling 5 Technical Information

Solid Carbide Drilling 14+15 Solid Carbide Drilling 43-46

Reamers 47 Reamers 80
Product programme Coatings 81

HSS Drilling 6-9

Solid Carbide Drilling 16-32

Reamers 48-69
Overview

HSS Drilling Solid Carbide Drilling Reamers
a Drill for universal application a Selection of solid carbide drills 4 HSS and solid carbide reaming
up to 10xD and WTX drills from@0.59 - 12mm
a High performance for universal
application

Toolfinder

Mini-drill
Micro drills
HSS Solid carbide _
DIN 1899 9
5xD 29+30 NC Spot Drill
8xD 30
12xD 39 HSS Solid carbide
90° 9 32
120° 9 32
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Solid drilling and bore machining
Toolfinder

WNT \ Performance

Premium quality tools for high performance.

The premium quality tools from the WNT Performance

product line have been designed for specific applications and are
distinguished by their outstanding performance. If you make high
demands on the performance of your production and want to
achieve the very best results, we recommend the Premium tools
in this product line.

WNT \ Standard

Quality tools for standard applications.

The quality tools of the WNT Standard product line are high
quality, powerful and reliable and enjoy the highest trust of
our customers worldwide. Tools from this product line are
the first choice for many standard applications and
guarantee optimal results.

180° drills

Solid carbide

3xD 21
28

cuttingtools.ceratizit.com

KOMET \ Performance

Premium quality tools for high performance.

The premium quality tools from the KOMET Performance
product line have been designed for specific applications and are
distinguished by their outstanding performance. If you make high
demands on the performance of your production and want to
achieve the very best results, we recommend the Premium tools
in this product line.

KOMET \ Standard

Quality tools for standard applications.

The quality tools of the KOMET Standard product line are high
quality, high performance, reliable and enjoy the highest level of
trust among our customers worldwide. Tools from this product
line are the first choice for many standard applications and
guarantee optimal results.

o ——

Reamers
HSS Solid carbide
0,95-12,00 65-69
0,59-12,05 48-64

I ™ ey

Standard drills

HSS Solid carbide
3xD 6 16-20
5xD 7 22-27
10xD 8
01]3
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Solid drilling and bore machining
Symbol explanation

Symbol explanation

HSS drilling
Functional length Shank
10xD DIN2\835
<
X —
Point angle
<J130°

Main Application

Extended application

Reamers
Shank Version
DIN/1\835
# central internal coolant

B
DIN 6535 3;
&B n lateral internal coolant
ZEFP = Number of flutes

= Main Application

= Extended application

0114

f—— e

-

R

N &=
AN

4

Solid carbide drilling
Functional length Shank
DINH?ASSS
<8xD C D
Version Point angle

Int. coolant supply | <] 140°

self-centering

Pilot hole necessary

Main Application

o]
1

Extended application

cuttingtools.ceratizit.com
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WNT \ Performance Solid drilling and bore machining
HSS drills - content overview

HSS Drills Overview

Diameter inmm
coated
uncoated

|
O

= Non-ferrous metals
WNT \ Performance

Material | Coating
= Stainless steel

Tool type

A\ Pointangle
o Steel

= Castiron

o Heat-resistant
= Tempered steel

o
[}

3xD without thro‘ coolant

e | m WY oge 112 .Au.:.[go - H % | 6
se== B e e SR m
oxD without thro® coolant
' m HSSEL 18° 09-12 .Aﬂ.:.BO - B % [ 7
e T ' m A 1300 1-12 .Aﬂ:.BO ool % ] 7
up to 10xD without thro* coolant
i S= * m OOE e 12 .Aﬂ.:.DO - B [ 8
Mini-drill
n HsSEPM|  118°  0,15-145 .AHO:.B. ° . o 9
NC Spot Drill
S - NC-A IR M P .Aﬂo:; O~B [ 9
S - ooy | 1200 312 .AMO:Eg O~B [} 9

(o)
@) Further dimensions and drills can be found in our — main catalogue in Chapter 1 HSS drills

cuttingtools.ceratizit.com 01 |5
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WNT \ Performance HSS drills - 3xD without thro’ coolant

High-performance twist drills similar to DIN 1897, extra-short

10107... 10113..
<D DC,, DC OAL LCF
mm inch mm mm

5,60 66 28 056 " 056 "
TiN TiN 5,70 66 28 057 " 057 "
5,80 66 28 058 " 058 "
5,90 66 28 059 " 059 "
595 15/64 66 28 595 1 595 1
6,00 66 28 060 " 060 "
6,10 70 3 061 " 061 "
6,20 70 3 062 " 062 "
6,30 70 31 063 " 063 "
635 1/4 70 31 635 " 635 1
| 6,40 70 31 064 " 064 "
3 6,50 70 31 065 " 065 "
6,60 70 31 066 " 066 "
& 6,70 70 3 067 " 067 "
6,75 74 34 675 1 675 1
6,80 74 34 068 " 068 "
6,90 74 34 069 " 069 "
DC 7,00 74 34 070 " 070 "
7,10 74 34 071 " 071 "
J ‘ 714 9/32 74 34 714 0 714 0
J118° <]130° 7,20 74 34 072 072 "
HSS-E HSS-E-PM 7,30 72 gi 073 3 073 ::
7,40 7 074 074
10107... 10113... 7,50 74 34 075 " 075 "
7,60 79 37 076 " 076 "
?:n:‘ ir?fh ?nﬁnL ;Cnf 7,70 79 37 077 077
100 % 6 0 o0 180 79 37 078 " 078 "
&0 - e gy 190 79 37 079 " 079 "
20 % 8 i Mpn 794 516 79 37 794 1 794 1
s L p— e 0130 800 79 37 080 " 080 "
10 w9 e ola 0 810 79 37 081 " 081 "
5 - o ois v 820 79 37 082 " 082 "
80 %10 a8 ey 830 79 37 083 " 083 "
L o oi o3 840 79 37 084 " 084 "
180 % 1 Al g0 880 79 37 085 " 085 "
190 3% 019 o191 o5 i el
20 - el 200 &7 1132 84 40 873 1 873
2’20 40 13 022 1 022 0 8,80 84 40 088 " 088 "
2.30 40 13 023 9 o3 50 ga X 089 7 3
238 3/32 43 14 238 1 238 1 3‘1]3 gﬁ 38 332 9 050
2,40 43 14 024 " 0240 g'5g 84 40 092 "
2,50 43 14 025 " 025 " 9,30 84 40 093 1 093 "
2,60 43 14 026 " 026 " g'yg 84 40 094
2,70 46 16 027 " 027 " 9’50 84 40 095 1 095 "
278 7/64 46 16 278 1 218 0 o 80 43 096 1
2,80 46 16 028 " 0289 g7 80 43 097 1
2,90 46 16 029 " 029" g'an 89 43 098 098 1
3,00 46 16 030 " 030 " g'ao 8 43 099 1
3,10 49 18 031 031 % 4000 80 43 100 " 100 "
3,20 49 18 032 " 032 " ;
; 10,20 89 43 102 " 102 "
3,40 52 20 034 " 034 " ; )
3,50 52 20 035 " 035 " }g’gg gg jg }gg 1) 105 "
3,57 9/64 52 20 357 1 BT 1100 95 47 10 110 1
3,60 52 20 036 " 036 " ’ q )
370 — o a0 L 716 9% 47 11 11
3,80 55 22 038 03 v 1190 o s ns
Sia — ok 033 v 12,00 102 51 120 " 120 "
397 5/32 55 22 397 1 397" p ° °
4,00 55 22 040 " 040 0 °
4,10 55 22 041 " 041 ) o .
4,20 55 22 042 042 "
4,30 58 24 043 043 v N o o
437 11/64 58 24 437 1 437" S o o
4,40 58 24 044 044 " H o
4,50 58 24 045 045 " 9 5 @
4,60 58 24 046 " 046 " :
4,70 58 24 047 " 047 1 1) self-centering - v, Page 11
476 3/16 62 26 476 476 "
4,80 62 26 048 " 048 "
4,90 62 26 049 " 049 "
5,00 62 26 050 " 050 "
5,10 62 26 051 " 051 "
516 13/64 62 26 516 1 516 1
5,20 62 26 052 " 052 1
5,30 62 26 053 1 053 1
5,40 66 28 054 " 054 "
5,50 66 28 055 " 055 1
556 7/32 66 28 556 1 556 1

01|16 cuttingtools.ceratizit.com
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WNT \ Performance HSS drills - 5xD without thro’ coolant

Twist drill to DIN 338, short

< 54D 10171.. 10173..
=X DC,, DC OAL LCF
mm inch mm mm
5,20 86 52 052 1 052 1
TiN TiN 5,30 86 52 053 " 053 "
540 93 57 054 1 054 1
550 93 57 055 1 055 1
5,55 93 57 555 1
556 7/32 93 57 556 1 556 1
56 93 57 056 1 056 1
570 93 57 057 1 057 1
575 93 57 575 1
580 93 57 058 1 058 1
5,90 93 57 059 1 059 1
595 15/64 93 57 505 1 595 1
2 6,00 93 57 060 1 060 1
3 6,10 101 63 061 1 061 1
N 7 6.20 101 63 062 1 062 1
g | 630 101 63 063 1 063 1
’ 635 1/4 101 63 635 1 635
, 6.40 101 63 064 1 064 1
. § & @& & 1.
e /’ 6,70 101 63 067 " 067 "
3 / 675 109 69 675 1 675 1
i S 1a0e 6.80 109 69 068 1 068 1
6.90 109 69 069 1 069 1
HSS-E HSS-E-PM 7,00 }88 gg 070 :; 070 ::
710 071 071
10171.. 10173... 714 9/32 109 69 714 714
o g0 o 38 T |
oo LiCY U K 009 9 740 109 69 074 074
1,00 34 12 010 o100 145 109 69 [ )
110 36 14 011 0 ot1 » 530 10969 i e
110 o 1 e oi1 ) 7go 17 75 076 1 076 1
20 387718 el 770 7 75 077 077
125 38 ot =k o3 T80 7 75 078 1 078 1
140 3 os 3 I 17 75 079 1 079 1
140 0 18 a0 794 516 17 75 794 1 794 1
45 I o o5 800 17 75 080 1 080 1
1,50 o 18 i 810 17 75 081 1 081
L e 20 o6y 820 17 75 082 1 082 1
160 82 ey 830 17 75 083 1 083 1
IG5 e Ly o7 84D 17 75 084 1 084 1
170 43 w2 (i o7 850 17 75 085 085 1
190 46 22 019 ol9 n 880 125 81 {7
2,00 49 24 020 " 00 870 RN gez 7 )
2400 - o 020 1 873 132 125 81 873 873 "
210 o A i 0217 g8 125 81 08 088 1
230 53 27 023 1 023 n 890 125 81 L )
238 332 57 30 238 1 238 0 200 1250 81 . CL
2140 57 30 024 1 024 0 210 12581 (i
250 57 30 025 0 05 0 20 25 I e )
250 o730 (=F 930 125 81 093 093
260 5 30 026 061 23 iz e
270 6 33 027 1 o7 n 240 125 81 091 7 )
278 764 61 33 278 1 278 0 90 G =k =
280 6 33 028 08 n 280 133 & oy
2,90 6 33 029 1 09 n 210 ol (e 1
2D I = 029 7 90 133 87 08 098 1
310 65 36 031 1 031 n 290 1S o L )
317 18 65 36 317 1 a7 0 1000 13387 i =
320 65 36 032 1 iz 0 1010 o i )
320 Ba w36 [N 10,20 133 87 102 9 102
330 65 36 033 1 033 » 1030 ol e
330 B 3 g3 ) 088 1 1040 133 87 104 )
340 03 oy 034 7 1050 133 87 105 105
357 9/64 70 39 357 1 357 0 10,55 133 & el )
37 n 39 o 3571 1100 122 94 110 ! 110 1
3l I = e 0% ) 1in 716 142 94 i1 119
380 75 43 038 1 038 0 1120 R 20
3,90 5 43 039 9 039 » 1130 L e
397 532 15 43 397 1 go7 v 1140 e U I 115 1
200 7543 040 00 b )
¢ SHE IR  E
4720 7543 042 1 020 12
425 75 43 425 1 5 o o
430 80 47 043 1 043 1
437 1164 80 47 437 70 M )
440 80 47 044 044 1 K o o
450 80 47 045 1 045 0y ° °
460 80 47 046 1 0461 ° °
465 80 47 465 1
4,70 80 47 047 " 047" H o
476 316 86 52 476 1 76 0 o o
48 86 52 048 1 048 :
4,90 86 52 049 " 049 " 1) self-centering — V. Page 11
495 86 52 495 1
5,00 86 52 050 050
5,05 86 52 505 1
510 86 52 051 1 051 1
516 13/64 86 52 516 1 516 1

cuttingtools.ceratizit.com 017
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WNT \ Performance HSS drills - 10xD without thro’ coolant

Twist drills, DIN 340, long

<10xD 10 270 ...
= 1% DC, OAL LCF
mm mm mm
72 156 102 072
TiN 7.3 156 102 073
74 156 102 074
75 156 102 075
76 165 109 076
77 165 109 077
78 165 109 078
9 165 109 079
80 165 109 080
81 165 109 081
§ 82 165 109 082
g 83 165 109 083
84 165 109 084
o 85 165 109 085
= 86 175 115 086
87 175 115 087
88 175 115 088
06 89 175 115 089
90 175 115 090
91 175 115 091
< 92 175 115 092
93 175 115 093
J118° 94 175 115 094
Sl g o
0. b o
9.8
DC OAL  LCF 99 184 121 099
mm mm mm 10,0 184 121 100
10 56 33 010 101 184 121 101
11 60 37 011 102 184 121 102
12 65 41 012 103 184 121 103
13 65 41 013 104 184 121 104
14 70 45 014 105 184 121 105
15 70 45 015 110 195 128 110
16 76 50 016 115 195 128 115
17 76 50 017 120 205 134 120
18 80 53 018
19 80 53 019 P °
20 8 56 020 M c
21 85 56 01 o
22 90 59 022
23 90 59 023 N o
24 95 62 024 S o
25 95 62 025 4
26 95 62 026 5
e &
2,8 - 11
29 100 66 029 V. Page
30 100 66 030
31 106 69 031
32 106 69 032
33 106 69 033
34 112 73 034
35 112 73 035
36 112 73 036
37 112 73 037
38 119 78 038
39 119 78 039
40 119 78 040
41 119 78 0H
42 119 78 042
43 126 82 043
44 126 82 044
45 126 82 045
46 126 82 046
47 126 82 047
48 132 87 048
49 132 87 049
50 132 87 050
51 132 87 051
52 132 87 052
53 132 87 053
54 139 91 054
55 139 91 055
56 139 91 056
57 139 9 057
58 139 91 058
59 139 91 059
60 139 91 060
61 148 o7 061
62 148 97 062
63 148 o7 063
6.4 148 97 064
65 148 97 065
66 148 97 066
67 148 o7 067
6.8 156 102 068
69 156 102 069
70 156 102 070
71 156 102 o7

0118 cuttingtools.ceratizit.com
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Solid drilling and bore machining
WNT \ Performance HSS drills - micro drills + NC spot drills

Twist drills, DIN 1899 NC spot drills, factory standard

A 4facet A helical flutes
A with reinforced shank

Scope of supply: [\ [o27. NC-A

A Pack quantity 5 pieces
n TiN TiN

A price per piece

DCONMS
|
|
|
|
|-
| <]
i O
!
g
i
< . Right-hand Left-hand
Hg;_gpm <] 90° < 120°
HSS HSS
10103... 10522.. 10512...
Dm"“ %Ant hlcn': Dcorms he DC, OAL LCF
015 25 08 10 omso " BT 030 030
020 25 15 1,0 00200 ! o 010 ot0
025 25 19 1,0 00250
030 25 19 1,0 00300 5 62 14 050 050
035 25 24 1,0 00350 6 66 16 060 060
040 25 30 1,0 00400 8 79 21 080 080
045 25 3,0 1,0 00450 10 89 25 100 100
050 25 34 1,0 00500 12 102 30 120 120
055 25 39 1,0 00550
060 25 39 10 00600 ;I 22‘35 22‘35
065 25 42 1,0 00650
070 25 48 1,0 o700 K 30-55 30-55
075 25 48 1,0 oozs0 N 65-85 65-85
080 25 53 1,5 00800 S
08 25 53 15 00850 H
0% 25 60 15 oos0 O
095 25 60 15 00950
1,00 25 68 15 01000
1,05 25 68 15 01050
110 25 76 15 01100
115 25 76 15 01150
120 25 85 15 01200
1,25 25 85 15 01250
1,30 25 85 15 01300
1,35 25 95 15 01350
140 25 95 15 01400
145 25 95 15 01450
P °
M o
K °
N °
S o
H

— v, Page 12
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WNT \ Performance

Solid drilling and bore machining

HSS drills - cutting data

Material examples for cutting data tables

Material sub-group

Unalloyed steel

P Low-alloy steel

High-alloy steel and
high-alloy tool steel

Stainless steel

M Stainless steel

Grey cast iron

K Spherulitic graphite
castiron

Malleable iron

Aluminium wrought alloy

Cast aluminium alloy

Copper and copper alloys
(bronze/brass)

Magnesium alloys

Heat-resistant alloys

Titanium alloys

Hardened steel

Chilled iron

Hardened cast iron

Index

P.1.1
P1.2
P1.3
P1.4
P1.5
P.2.1
P.2.2
P23
P.2.4
P.3.1
P.3.2
P.3.3
P.4.1
P.4.2
M.1.1
M.2.1
M.3.1
K.1.1
K.1.2
K.2.1
K.2.2
K.3.1
K.3.2
N.1.1
N.1.2
N.2.1
N.2.2
N.2.3
N.3.1
N.3.2
N.3.3
N.4.1
S.1.1
S.1.2
S.2.1
S.2.2
S.2.3
S.3.1

Composition / Structure / Heat treatment

<0,15%C

<0,45%C

<0,75%C

Ferritic / martensitic
Martensitic
Austenitic / austenitic-ferritic
Austenitic
Austenitic / ferritic (Duplex)
Pearlitic / ferritic

Pearlitic (martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Non-hardenable

Hardenable

<12 % Si, non-hardenable
<12 % Si, hardenable

>12 % Si, non-hardenable
Free-machining alloys, PB > 1 %

CuZn, CuSnZn

CusSn, lead-free copper and electrolytic copper

Magnesium and magnesium alloys

Fe- basis

Nior Co basis

Pure titanium

Alpha + beta alloys

Beta alloys

Annealed
Annealed
Tempered
Annealed
Tempered
Annealed
Tempered
Tempered
Tempered
Annealed
Hardened and tempered
Hardened and tempered
Annealed
Tempered
Quenched

Tempered

Age-hardened

Age-hardened

Annealed
Age-hardened
Annealed
Age-hardened

Cast

Age-hardened

Hardened and tempered
Hardened and tempered
Hardened and tempered
Hardened and tempered
Cast

Hardened and tempered

TR
420 N/mm?/ 125 HB
640N/mm? /190 HB
840 N/mm?/ 250 HB
910 N/mm?/ 270 HB
1010 N/mm?/ 300 HB
610 N/mm?/ 180 HB
930N/mm?/ 275 HB
1010 N/mm?/ 300 HB
1200 N/mm?/ 375 HB
680 N/mm? /200 HB
1100 N/mm?/ 300 HB
1300 N/mm?/ 400 HB
680 N/mm? /200 HB
1010 N/mm? / 300 HB
610 N/mm?”/ 180 HB
300HB
780 N/mm?/ 230 HB
350N/mm?/ 180 HB
500 N/mm?/ 260 HB
540 N/mm?/ 160 HB
845N/mm?/ 250 HB
440N/mm?/ 130 HB
780 N/mm?/ 230 HB
60 HB
340N/mm?/ 100 HB
250 N/mm?/ 75 HB
300N/mm? /90 HB
440N/mm? /130 HB
375N/mm?/ 110 HB
300 N/mm? /90 HB
340N/mm? /100 HB
70HB
680 N/mm? /200 HB
950 N/mm?/ 280 HB
840 N/mm?/ 250 HB
1180 N/mm? / 350 HB
1080 N/mm?/ 320 HB
400 N/mm?
1050 N/mm?/ 320 HB
1400 N/mm?/ 410 HB
46-55HRC
56-60 HRC
61-65HRC
66-70 HRC
400HB
55 HRC

Material
number
1.0401
11191
11191
11223
11223
1.7131
1.7131
1.7225
1.7225
1.4021
1.2343
1.2343
1.4016
14112
14301
1.4841
1.4462
0.6010
0.6030
0.7040
0.7070
0.8035
0.8165
3.0255
3.1355
3.2581

32134

2.0380
2.0331
2.0060
3.5612
1.4864
1.4980
24631
2.4668
24765
3.7025
3.7165

Ti555.3

Material

designation
C15
C45E
C45E
C60R
C60R
16MnCr5
16MnCr5
42CrMo4
42CrMo4
X20Cr13
X38CrMoV5-1
X38CrMoV5-1
X6Cr17
X90CrMoV18
X5CrNi18-10
X15CrNiSi25-21
X2CrNiMoN22-5-3
GG-10
GG-30
GGG-40
GGG-70
GTW-35-04
GTS-65-02
Al99,5
AlCuMg2
G-AISi12
G-AISi5Cu1Mg
G-AISi17Cu4Mg
CuZn39Pb2 (Ms58)
Cuzn15
E-Cub7
MgAI6Zn
X12NiCrSi 36-16
X6NiCrTiMoVB25-15-2
NiCr20TiAl (Nimonic80A)
NiCr19Nb5Mao3 (Inconel 718)
CoCr20W15Ni
Ti99,8
TiAl6V4

Ti-5AI-5V-5Mo-3Cr

Material
number
11141
1.0718
1.0535
1.0535
1.0727
1.6587
1.6587
1.3505
1.3505
14034
1.4034
1.4034
1.2316
1.2316
14571
1.4539
1.4501
0.6025
0.6045
0.7060
0.7080
0.8045
0.8170
3.3315
3.2315
3.2163

3.2373

2.0410
2.4070
2.0590
3.5312
1.4865
1.4876
3.4856
2.4955
1.3401

3.7034
Ti-6246
R56410

Material

designation
Ck15
9SMnPb28
€55
€55
45520
17CrNiMo6
17CrNiMo6
100Cr6
100Cr6
X46Cr13
X46Cr13
X46Cr13
X36CrMo16
X36CrMo16
X6CrNiMoTi17-12-2
X1NiCrMoCu25-20-5
X2CrNiMoCuWN25-7-4
GG-25
GG-45
GGG-60
GGG-80
GTW-45
GTS-70-02
AlMg1
AlMgSi1
G-AISi9Cu3
G-AlSi9Mg
G-AISi18CuNiMg
CuZn44Pb2
Cuzn28Sn1As
CuZn40Fe
MgAI3Zn
G-X40NiCrSi38-18
X10NiCrAITi32-20
NiCr22Mo9Nb
NiFe25Cr20NDbTi
G-X120Mn12
Ti99,7
Ti-6Al-2Sn-4Zr-6Mo

Ti-10V-2Fe-3Al

01110

* Tensile strength
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Cutting data standard values

Drilling depth 3xD Drilling depth 5xD Hole depth 10xD
Type UNI-TiN Type UNI-PM-TiN Type UNI-TIN Type UNI-PM-TiN Type UNI-TIN
10107 ... 10113... 10171 ... 10173 .. 10270...

Index v, inm/min F vV, in m/min F vV, in m/min F vV, in m/min F Ve in m/min F
P1.1 46 6 44 6 46 6 44 6 4 6
P1.2 39 8 37 5 39 5 37 5 35 B
P1.3 35 5 33 5 35 5 33 5 31 5
P1.4 32 5 31 S 32 9 31 5 29 5
P1.5 28 5 26 &) 28 S 26 ©) 25 5
P.2.1 35 5 32 6 35 © 32 6 31 &
P.2.2 24 4 23 ® 24 4 23 5 22 4
P.2.3 21 4 19 B 21 4 19 5 19 4
P.2.4 19 & 18 4 19 8 18 4 17 3
P.3.1 17 4 21 4 17 4 21 4 16 4
P.3.2 13 3 16 3 13 3 16 3 12 3
P.3.3 12 3 15 3 12 3 15 3 10 2
P.4.1 18 4 14 B 18 4 14 3 16 4
P.4.2 17 3 14 2 17 3 14 2 15 3
M1 15 4 15 4 13 4
M.2.1 12 3 14 4 8 3
M.3.1 10 3 10 3 3
K.1.1 4 6 46 6 4 6 46 6 37 6
K.1.2 33 6 37 6 33 6 37 6 30 6
K.2.1 35 6 39 6 35 6 39 6 32 6
K.2.2 27 5 30 5 27 8 30 & 24 5
K.3.1 35 6 39 6 35 6 39 6 32 6
K.3.2 27 5 30 5 27 S 30 % 24 5
N.1.1
N.1.2
N.2.1 75 6 69 6 75 6 69 6 67 6
N.2.2 60 5 565 5 60 B 5% 5 54 5
N.2.3 52 5 48 5 52 ® 48 5 47 5
N.3.1 69 5 64 5 69 9 64 9 62 5
N.3.2 4 4 39 4 41 4 39 4 37 4
N.3.3 58 4 52 4 58) 4 52 4 50 4
N.4.1 70 5 60 5 70 6 65 6 50 6
S.1.1 2 2
S.1.2 1 1
S.21 2 2
S.2.2
S.2.3
S.3.1 9 2 9 2 8 2
S.3.2 6 1 6 1
S.3.3
H.1.1 6 1 6 1
H.1.2
H.1.3
H1.4
H.2.1 10 3 10 3
H.3.1

material and machine type. The indicated values are possible cutting data which have to be increased or drilling depth > 4xD and the cutting speed v. should be reduced as follows:
reduced according to the application conditions. at drilling depths > 4xD by 10 %, at drilling depths > 6xD by 15-20 %.
Itis also recommended to use an emulsion for cooling.

(=0

[e]
ﬂ ) The cutting data depends extremely on the external conditions, e.g. stability of the tool and tool clamping, @) When drilling tough materials which tend to jam, chips should be removed at
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Cutting data standard values - micro drills 10 103 ...

Nominal @ in mm

00,15 0020025  £030-035  ©040-055  0060-075  £080-095  B100-145
Index v, in m/min mm}rev. mm;rev. mm;rev. mm;rev. mm;rev. mm;rev. mm;rev.
P11 33 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
P1.2 28 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
P1.3 25 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
P.1.4 23 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
P.1.5 20 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
P.2.1 20 0,0050 0,0070 0,0090 0,0110 0,0150 0,0200 0,0350
P.2.2 14 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
P.2.3 12 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
P.2.4 11 0,0030 0,0040 0,0050 0,0070 0,0090 0,0130 0,0240
P.3.1 15 0,0050 0,0070 0,0090 0,0110 0,0150 0,0200 0,0350
P.3.2 11 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
P.3.3 10 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
P.4.1 1 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
P.4.2 10 0,0030 0,0040 0,0050 0,0070 0,0090 0,0130 0,0240
M.1.1 9 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
M.2.1 8 0,0040 0,0050 0,0070 0,0080 0,0120 0,0160 0,0290
M.3.1

K.1.1 35 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
K.1.2 28 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
K.2.1 30 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
K.2.2 23 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
K.3.1 30 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
K.3.2 23 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
N.1.1 70 0,0120 0,0140 0,0190 0,0240 0,0340 0,0380 0,0600
N.1.2 70 0,0120 0,0140 0,0190 0,0240 0,0340 0,0380 0,0600
N.2.1 59 0,0090 0,0110 0,0150 0,0190 0,0260 0,0310 0,0500
N.2.2 47 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
N.2.3 4 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
N.3.1 70 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
N.3.2 42 0,0050 0,0070 0,0090 0,0110 0,0150 0,0200 0,0350
N.3.3 56 0,0050 0,0070 0,0090 0,0110 0,0150 0,0200 0,0350
N.4.1 42 0,0070 0,0090 0,0110 0,0140 0,0200 0,0240 0,0410
S.1.1 7 0,0030 0,0040 0,0050 0,0070 0,0090 0,0130 0,0240
S.1.2 6 0,0020 0,0030 0,0040 0,0050 0,0070 0,0100 0,0200
S.2.1 6 0,0030 0,0040 0,0050 0,0070 0,0090 0,0130 0,0240
S.2.2 4 0,0020 0,0030 0,0040 0,0050 0,0070 0,0100 0,0200
S.2.3 4 0,0020 0,0030 0,0040 0,0050 0,0070 0,0100 0,0200
S.3.1 6 0,0030 0,0040 0,0050 0,0070 0,0090 0,0130 0,0240
S.3.2 4 0,0020 0,0030 0,0040 0,0050 0,0070 0,0100 0,0200
S.3.3

H.1.1

H.1.2

H.1.3

H.1.4

H.2.1

H.3.1

(e}
ﬂ The cutting data depends extremely on the external conditions, e.g. stability of the tool and tool clamping, material and machine type.

The indicated values are possible cutting data which have to be increased or reduced according to the application conditions.

S
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Feed rate guide values for HSS twist drills

Drill diameter in mm
Factor F 0,5 1 2 3 4 5 6 8 10 12 14 16 18 20 26 30
Feed rate f in mm/rev.
0,004 0006 002 003 004 004 005 006 008 008 009 01 012 015 018 019
0,006 0008 002 003 005 005 005 008 0,1 0,1 0,1 012 012 0.2 0,2 0,2
0,007 0012 003 005 006 0069 0,08 0,1 012 013 013 016 016 025 025 025
0,008 0014 004 006 008 009 0,1 014 016 016 016 0,2 02 0,3 0,3 03
001 0016 006 008 01 012 013 0,16 0.2 0.2 022 025 025 04 04 04
0012 0,018 0,06 01 012 014 016 0.2 025 025 025 03 0,3 05 05 05
0014 002 008 013 016 018 0.2 025 035 035 035 04 04 0,6 06 06
0016 0,023 01 0,16 02 02 025 035 04 04 04 04 05 0,6 0,7 08
0019 0025 013 017 02 023 032 04 04 05 05 05 0,6 08 09 09

© 0 N o O B W N =

0]
@ Allthe indicated data are guide values only and represent average values.

Speed for HSS drills

Drill diameter in mm
V. m/min 2,0 2,5 3,15 4,0 5,0 6,3 8,0 100 125 160 200 250 31,5 40,0 50,0 63,0 80,0

Speed in U/min

80 12500 10000 8000 6300 5000 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320
63 10000 8000 6300 5000 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250
50 8000 6300 5000 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250 200
40 6300 5000 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250 200 160
32 5000 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250 200 160 125
25 4000 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250 200 160 125 100
20 3200 2500 2000 1600 1250 1000 800 630 500 400 320 250 200 160 125 100 80
16 2500 2000 1600 1250 1000 800 630 500 400 320 250 200 160 125 100 80 63
12 2000 1600 1250 1000 800 630 500 400 320 250 200 160 125 100 80 63 50
10 1600 1250 1000 800 630 500 400 320 250 200 160 125 100 80 63 50 40

8 1250 1000 800 630 500 400 320 250 200 160 125 100 80 63 50 40 32
6 1000 800 630 500 400 320 250 200 160 125 100 80 63 50 40 32 25
5 800 630 500 400 320 250 200 160 125 100 80 63 50 40 32 25 20
4 630 500 400 320 250 200 160 125 100 80 63 50 40 32 25 20 16
3 500 400 320 250 200 160 125 100 80 63 50 40 32 25 20 16 12
e DC DC
Peck frequency for deep drilling
4 Drill must be sufficiently cooled 5xD
10xD
a By use of a drill with flat chip gullet profile (type WTL) chip transport is 150
substantially improved 10
1,5xD
1xD _y
a For extremely deep drilling or when machining horizontally through coolant drills Kg 1 30
with internal coolant supply are recommended -
3xD

Type UNI Type WTL
N
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Solid carbide drills overview
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@ Further dimensions and drills can be found in our — main catalogue in Chapter 2 Solid carbide drills
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Solid carbide drills overview

e s _ B s
M B -
5§ & || 5 Bszezi -
3 = =) o 5SS T2 = =
£ 2 | 3 ]@exc PMKNSH .D§ g
5xD micro drill without thro' coolant
(o] ® ® O .
T WTX m <5xD| 01-29 i . 29
5xD micro drill with thro' coolant
o 00 (o] .
b ] WTX | [[[#:{e] |<5xD| 0,8-2,9 o . 30
8xD micro drill with thro' coolant
- o 00 (o] .
<SS S S WTX | [[[#:{e] |<8xD| 0,8-2,9 o . 30
12xD micro drill with thro* coolant
- - [ BN BN ) O .
- _SSS WTX | Ll[#:{e] <12xD 0,8-2,9 " . 31
NC Spot Drill
T QgOD O . . .
S ey e 212 O 32
@) Further dimensions and drills can be found in our — main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 3xD without thro’ coolant

WTX - High Performance Drill, DIN 6537

<3xD

NOF =2

&

DCONMS

LS

OAL

LU
LCF

DC,; DCONMS s

mm mm
3,00
3,10
3,15
3,20
3,22
3,25
3,30
3,40
3,50
3,60
3,70
3,80
3,85
3,90
4,00
4,10
4,20
4,25
4,30
4,35
4,40
4,45
4,50
4,60
4,65
4,70
4,80
4,90
4,95
5,00
5,05
5,10
5,20
5,30
5,40
5,50
5,55
5,60
5,70
5,75
5,80
5,90
5,95
6,00
6,10
6,20
6,30
6,40
6,50
6,60
6,70

[e-No-No Ne o -No e NorierNeorNorNerNerNorNeoNeoropleor NerorNeorNer oo NorlerNorNorNe NerlopierNer o pNorNer o rNorNerNeor oo Neopop e NerlopiorNer e pNopNop)

01116

OAL

mm
62
62
62
62
62
62
62
62
62
62
62
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
79
79
79
79
79
79
79

LCF
mm
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24
24
24
24
24
24
24
24
24
24
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
34
34
34
34
34
34
34

LU
mm
14
14
14
14
14
14
14
14
14
14
14
17
17
17
17
17
17
17
17
17
17
17
17
17
17
17
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
2
2
2
2%
2
2
2

LS
mm
36

36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

DPX74S

)

<] 140°
Solid carbide

11777 ...

03000
03100
03150
03200
03220
03250
03300
03400
03500
03600
03700
03800
03850
03900
04000
04100
04200
04250
04300
04350
04400
04450
04500
04600
04650
04700
04800
04900
04950
05000
05050
05100
05200
05300
05400
05500
05550
05600
05700
05750
05800
05900
05950
06000
06100
06200
06300
06400
06500
06600
06700

DC,; DCONMS.; OAL

mm
6,80
6,90
7,00
710
7,20
7,30
7,40
7,45
7,50
7,60
7,70
7,80
7,90
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,30
9,35
9,40
9,45
9,50
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,55
10,60
10,70
10,75
10,80
10,90
11,00
11,10
11,20
11,25
11,30
11,35
11,40
11,45
11,50
11,60
11,70
11,80
11,90
12,00

O T w=Xxz=T

mm mm
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102

LCF
mm
34
34
34
41
41
41
41
41
41
41
41
M
41
41
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55

LU
mm
24
24
24
29
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

LS
mm
36
36
36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

1777 ...

06800
06900
07000
07100
07200
07300
07400
07450
07500
07600
07700
07800
07900
08000
08100
08200
08300
08400
08500
08600
08700
08800
08900
09000
09100
09200
09300
09350
09400
09450
09500
09600
09700
09800
09900
10000
10100
10200
10300
10400
10500
10550
10600
10700
10750
10800
10900
11000
11100
11200
11250
11300
11350
11400
11450
11500
11600
11700
11800
11900
12000

(¢]
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Standard

Solid carbide drills - 3xD without thro’ coolant

WPC - High Performance Dirill, DIN 6537

<3xD

NOF =2

o

DCONMS

DC,; DCONMS. OAL
mm mm mm
1,00 4 45
1,10 4 45
1,20 4 45
1,30 4 45
1,40 4 45
1,50 4 50
1,60 4 50
1,70 4 50
1,80 4 50
1,90 4 50
2,00 6 58
2,10 6 58
2,20 6 58
2,30 6 58
2,40 6 58
2,50 6 58
2,60 6 58
2,70 6 58
2,80 6 58
2,90 6 58
3,00 6 62
3,10 6 62
3,20 6 62
3,30 6 62
3,40 6 62
3,50 6 62
3,60 6 62
3,70 6 62
3,80 6 66
3,90 6 66
4,00 6 66
4,10 6 66
4,20 6 66
4,30 6 66
4,40 6 66
4,50 6 66
4,60 6 66
4,65 6 66
4,70 6 66
4,80 6 66
4,90 6 66
5,00 6 66
5,10 6 66
5,20 6 66
5,30 6 66
5,40 6 66
5,50 6 66
5,55 6 66
5,60 6 66
5,70 6 66
5,80 6 66
5,90 6 66
6,00 6 66
6,10 8 79

cuttingtools.ceratizit.com

LS

OAL

LCF
mm
5,0
55
6,0
6,5
7,0
75
8,0
8,5
9,0
9,5
14,0
14,0
14,0
14,0
14,0
14,0
14,0
14,0
14,0
14,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
28,0
34,0

LU
mm
45
5,0
54
59
6,3
6,8
72
7.7
8,1
8,6
11,0
11,0
11,0
11,0
11,0
11,0
11,0
11,0
11,0
11,0
14,0
14,0
14,0
14,0
14,0
14,0
14,0
14,0
17,0
17,0
17,0
17,0
17,0
17,0
17,0
17,0
17,0
17,0
17,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
20,0
24,0

LS
mm
32,0
31,5
31,0
31,5
30,0
35,0
345
34,0
335
33,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0

TiAIN

a3

< 140°
Solid carbide

11 600 ...

010
011
012
013
014
015
016
017
018
019
020
021
022
023
024
025
026
027
028
029
030
031
032
033
034
035
036
037
038
039
040
041
042
043
044
045
046
900
047
048
049
050
051
052
053
054
055
902
056
057
058
059
060
061

11600 ...

DC,; DCONMS, OAL LCF LU LS

mm mm mm mm mm mm

6,20 8 79 340 240 36,0 062
6,30 8 79 340 240 36,0 063
6,40 8 79 340 240 36,0 064
6,50 8 79 340 240 36,0 065
6,60 8 79 340 240 36,0 066
6,70 8 79 340 240 36,0 067
6,80 8 79 340 240 36,0 068
6,90 8 79 340 240 36,0 069
7,00 8 79 340 240 36,0 070
7,10 8 79 41,0 290 36,0 071
7,20 8 79 41,0 290 36,0 072
7,30 8 79 41,0 290 36,0 073
7,40 8 79 410 290 36,0 074
7,50 8 79 410 290 36,0 075
7,55 8 79 41,0 290 36,0 975
7,60 8 79 410 290 36,0 076
7,70 8 79 410 290 36,0 077
7,80 8 79 41,0 290 36,0 078
7,90 8 79 41,0 290 36,0 079
8,00 8 79 41,0 290 36,0 080
8,10 10 89 470 350 40,0 081
8,20 10 89 470 350 40,0 082
8,30 10 89 470 350 40,0 083
8,40 10 89 470 350 40,0 084
8,50 10 89 470 350 40,0 085
8,60 10 89 470 350 40,0 086
8,70 10 89 470 350 40,0 087
8,80 10 89 470 350 40,0 088
8,90 10 89 470 350 40,0 089
9,00 10 89 470 350 40,0 090
9,10 10 89 470 350 40,0 091
9,20 10 89 470 350 40,0 092
9,25 10 89 470 350 40,0 925
9,30 10 89 470 350 40,0 093
9,40 10 89 470 350 40,0 094
9,50 10 89 470 350 40,0 095
9,60 10 89 470 350 40,0 096
9,70 10 89 470 350 40,0 097
9,80 10 89 470 350 40,0 098
9,90 10 89 470 350 40,0 099
10,00 10 89 470 350 40,0 100
10,10 12 102 550 40,0 450 101
10,20 12 102 550 40,0 450 102
10,30 12 102 550 40,0 45,0 103
10,40 12 102 550 40,0 45,0 104
10,50 12 102 550 40,0 45,0 105
10,60 12 102 550 40,0 45,0 106
10,70 12 102 550 40,0 450 107
10,80 12 102 550 40,0 45,0 108
10,90 12 102 550 40,0 45,0 109
11,00 12 102 550 40,0 45,0 110
11,10 12 102 550 40,0 45,0 111
11,20 12 102 550 40,0 45,0 112
11,30 12 102 550 40,0 45,0 113
11,40 12 102 550 40,0 450 114
11,50 12 102 550 40,0 45,0 115
11,60 12 102 550 40,0 450 116
11,70 12 102 550 40,0 45,0 117
11,80 12 102 550 40,0 450 118
11,90 12 102 550 40,0 45,0 119
12,00 12 102 550 40,0 45,0 120
P )
M

K )
N

S

H

0

— v, Page 40
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WNT \ Performance

Solid carbide drills - 3xD with thro’ coolant

WTX - High Performance Drill, DIN 6537

< 3xD *f

oa | 8

DC

ONMS

LS

DC .y
mm
3,00
3,10
3,15
3,20
3,22
3,25
3,30
3,40
3,50
3,60
3,70
3,80
3,85
3,90
4,00
4,10
4,20
4,25
4,30
4,35
4,40
4,45
4,50
4,60
4,65
4,70
4,80
4,90
4,95
5,00
5,05
5,10
5,20
5,30
5,40
5,50
5,55
5,60
5,70
5,75
5,80
5,90
5,95
6,00
6,10
6,20
6,30
6,40
6,50
6,60
6,70

01118

OAL

LU
LCF

DCONMS 16
mm

[e-No-No Ne o -No e NorierNeorNorNerNerNorNeoNeoropleor NerorNeorNer oo NorlerNorNorNe NerlopierNer o pNorNer o rNorNerNeor oo Neopop e NerlopiorNer e pNopNop)

OAL

mm
62
62
62
62
62
62
62
62
62
62
62
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
66
79
79
79
79
79
79
79

LCF
mm
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24
24
24
24
24
24
24
24
24
24
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
34
34
34
34
34
34
34

LU
mm
14
14
14
14
14
14
14
14
14
14
14
17
17
17
17
17
17
17
17
17
17
17
17
17
17
17
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
2
2
2
2%
2
2
2

LS
mm
36

36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

————

W

\

(

AR
w13

<] 140°
Solid carbide

11780 ...

03000
03100
03150
03200
03220
03250
03300
03400
03500
03600
03700
03800
03850
03900
04000
04100
04200
04250
04300
04350
04400
04450
04500
04600
04650
04700
04800
04900
04950
05000
05050
05100
05200
05300
05400
05500
05550
05600
05700
05750
05800
05900
05950
06000
06100
06200
06300
06400
06500
06600
06700

DC,; DCONMS.; OAL

mm
6,80
6,90
7,00
710
7,20
7,30
7,40
7,45
7,50
7,60
7,70
7,80
7,90
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,30
9,35
9,40
9,45
9,50
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,55
10,60
10,70
10,75
10,80
10,90
11,00
11,10
11,20
11,25
11,30
11,35
11,40
11,45
11,50
11,60
11,70
11,80
11,90
12,00

O T w=Xxz=T

mm mm
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102

LCF
mm
34
34
34
41
41
41
41
41
41
41
41
M
41
41
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55

LU
mm
24
24
24
29
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

LS
mm
36
36
36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

11780...

06800
06900
07000
07100
07200
07300
07400
07450
07500
07600
07700
07800
07900
08000
08100
08200
08300
08400
08500
08600
08700
08800
08900
09000
09100
09200
09300
09350
09400
09450
09500
09600
09700
09800
09900
10000
10100
10200
10300
10400
10500
10550
10600
10700
10750
10800
10900
11000
11100
11200
11250
11300
11350
11400
11450
11500
11600
11700
11800
11900
12000

(¢]
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 3xD with thro’ coolant

WTX - High-performance drill, DIN 6537

10 786 ...
<3xD */ Ti
DC., DCONMS, OAL LCF LU LS
mm mm mm mm mm mm
7,70 8 79 # 29 36 077
DPA54 7,80 8 79 4# 29 36 078
NOR =2 7,90 8 79 4# 29 36 079
7,94 8 79 4# 29 36 904
DRAGONSKIN 8,00 8 79 M4 29 36 080
8,10 10 89 47 35 40 081
DCONMS_, 8,20 10 89 47 35 40 082
8,30 10 89 47 35 40 083
8,40 10 89 47 35 40 084
a 8,50 10 89 47 35 40 085
8,60 10 89 47 35 40 086
‘ 4 8,70 10 89 47 35 40 087
5 - 8,80 10 89 47 35 40 088
‘ w V 8,90 10 89 47 35 40 089
e [ 9,00 10 89 47 35 40 090
2 s / 9,10 10 89 47 35 40 091
o 9,20 10 89 47 35 40 092
‘ ~ 9,30 10 89 47 35 40 093
N { 940 10 89 47 35 40 004
< PN 9,50 10 89 47 35 40 095
9,53 10 89 47 35 40 905
w3 9,60 10 89 47 35 40 096
X 9,70 10 89 47 35 40 097
<] 140° 9,80 10 89 47 35 40 098
Solid carbide 9,90 10 80 47 35 40 099
10 786 ... 10,00 10 89 47 35 40 100
0., D0OMS. DL LF W 1S T R A -
mm mm mm - mm  mm mm 10,30 12 102 55 40 45 103
3,00 6 62 20 14 36 030 10,40 12 102 55 40 45 104
3,10 6 62 20 14 36 031 10,50 12 102 55 40 45 105
3,20 6 62 20 14 36 032 10,60 12 102 55 40 45 106
3,30 6 62 20 14 36 033 10,70 12 102 55 40 45 107
3,40 6 62 20 14 36 034 10,80 12 102 55 40 45 108
3,50 6 62 20 14 36 035 10,90 12 102 55 40 45 109
3,60 6 62 20 14 36 036 11,00 12 102 55 40 45 110
3,70 6 62 20 14 36 037 11,10 12 102 55 40 45 111
3,80 6 66 24 17 36 038 11,11 12 102 55 40 45 906
3,90 6 66 24 17 36 039 11,20 12 102 55 40 45 112
3,97 6 66 24 17 36 900 11,30 12 102 55 40 45 113
4,00 6 66 24 17 36 040 11,40 12 102 55 40 45 114
4,10 6 66 24 17 36 041 11,50 12 102 55 40 45 115
4,20 6 66 24 17 36 042 11,60 12 102 55 40 45 116
4,23 6 66 24 17 36 901 11,70 12 102 55 40 45 117
4,30 6 66 24 17 36 043 11,80 12 102 55 40 45 118
4,40 6 66 24 17 36 044 11,90 12 102 55 40 45 119
4,50 6 66 24 17 36 045 12,00 12 102 55 40 45 120
4,60 6 66 24 17 36 046
4,70 6 66 24 17 36 047 P o
4,80 6 66 28 20 36 048 M °
4,90 6 66 28 20 36 049 K
5,00 6 66 28 20 36 050 N
5,10 6 66 28 20 36 051 S .
5,20 6 66 28 20 36 052 m
5,30 6 66 28 20 36 053
5,40 6 66 28 20 36 054 0
5,50 6 66 28 20 36 055 - v, Page 35
5,56 6 66 28 20 36 902
5,60 6 66 28 20 36 056 5 — : ,
5,70 6 66 28 20 36 057 @ Further dimensions and drills can be found in our
5,80 6 66 28 20 36 058 — main catalogue in Chapter 2 Solid carbide drills
5,90 6 66 28 20 36 059
6,00 6 66 28 20 36 060
6,10 8 79 34 24 36 061
6,20 8 79 34 24 36 062
6,30 8 79 34 24 36 063
6,35 8 79 34 24 36 903
6,40 8 79 34 24 36 064
6,50 8 79 34 24 36 065
6,60 8 79 34 24 36 066
6,70 8 79 34 24 36 067
6,80 8 79 34 24 36 068
6,90 8 79 34 24 36 069
7,00 8 79 34 24 36 070
7,10 8 79  4# 29 36 071
7,20 8 79 4# 29 36 072
7,30 8 79 4# 29 36 073
7,40 8 79 4# 29 36 074
7,50 8 79 M 29 36 075
7,60 8 79 # 29 36 076
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WNT \ Standard

Solid carbide drills - 3xD with thro’ coolant

WPC - High Performance Dirill, DIN 6537

< 3xD *f

oa| B

DCONMS

LS

OAL

LU
LCF

DC,; DCONMS s

mm
1,00
1,10
1,20
1,30
1,40
1,50
1,60
1,70
1,80
1,90
2,00
2,10
2,20
2,30
2,40
2,50
2,60
2,70
2,80
2,90
3,00
3,10
3,20
3,25
3,30
3,40
3,50
3,60
3,70
3,80
3,90
4,00
4,10
4,20
4,30
4,40
4,50
4,60
4,65
4,70
4,80
4,90
5,00
5,10
5,20
5,30
5,40
5,50
5,55
5,60
5,70
5,80
5,90
6,00
6,10
6,20

3
3

[e-No-KerNorNerNerNorNeorNerorNorNerNorNorNerNorNorNerNorNorNerNorNorNeorNorNorNerNorNorNerNeorNopNopNepiopiiople - P S SR A oAl RS- S e e e ]

01120

OAL

mm
45
45
45
45
45

14,4

174
200

240

24,0

240

280

340

LS
mm
32,0
31,5
31,0
31,5
30,0
35,0
34,5
34,0
335
33,0
33,0
37,5
37,0
36,5
36,0
355
355
35,0
34,0
34,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0

TiAIN

A
a3

< 140°
Solid carbide

11603 ...

010
011
012
013
014
015
016
017
018
019
020
021
022
023
024
025
026
027
028
029
030
031
032
890
033
034
035
036
037
038
039
040
041
042
043
044
045
046
900
047
048
049
050
051
052
053
054
055
902
056
057
058
059
060
061
062

DC,; DCONMS.; OAL

mm
6,30
6,40
6,50
6,60
6,70
6,80
6,90
7,00
710
7,20
7,30
7,40
7,45
7,50
7,55
7,60
7,70
7,80
7,90
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,25
9,30
9,35
9,40
9,50
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,60
10,70
10,75
10,80
10,90
11,00
11,10
11,20
11,25
11,30
11,40
11,50
11,60
11,70
11,80
11,90
12,00

© T wnw=x=T

mm mm
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
8 79
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
10 89
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102
12 102

LCF
mm
34,0
34,0
34,0
34,0
34,0
34,0
34,0
34,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
41,0
47,0
47,0
47,0
47,0
47,0
47,0
47,0
47,0
47,0
4ZO
47,0
47,0
47,0
470
47,0
47,0
47,0
47,0
47,0
47,0
47,0
410
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0
55,0

LU
mm
24,0
24,0
24,0
24,0
24,0
24,0
24,0
24,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
29,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
35,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0

LS
mm
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
36,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
40,0
4&0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0
45,0

11603 ...

063
064
065
066
067
068
069
070
071
072
073
074
924
075
975
076
077
078
079
080
081
082
083
084
085
086
087
088
089
090
091
092
925
093
930
094
095
096
097
098
099
100
101
102
103
104
105
106
107
904
108
109
110
111
112
912
113
114
115
116
117
118
119
120
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 3xD with thro’ coolant

WTX - High Performance Drill, DIN 6537

A universal application A polished chip flutes
A four guidance lands

< 3xD *f
g @ Ti800
NOF =2

DCONMS |

LS

OAL

[T
z g S \
30° ‘
DC = }
T3
<]180°

Solid carbide
10720 ...

DC,; DCONMS,; OAL LCF LU LS PL

mm mm mm mm mm mm mm
3,00 6 62 20 14 36 015 030
3,10 6 62 20 14 36 0,16 031
3,20 6 62 20 14 36 0716 032
3,30 6 62 20 14 36 017 033
3,40 6 62 20 14 36 017 034
3,50 6 62 20 14 36 018 035
3,60 6 62 20 14 36 018 036
3,70 6 62 20 14 36 019 037
3,80 6 66 24 17 36 019 038
3,90 6 66 24 17 36 0,20 039
4,00 6 66 24 17 36 0,20 040
4,10 6 66 24 17 36 0,21 (17]
4,20 6 66 24 17 36 0,21 042
4,30 6 66 24 17 36 0,22 043
4,40 6 66 24 17 36 022 044
4,50 6 66 24 17 36 023 045
4,60 6 66 24 17 36 0,23 046
4,65 6 66 24 17 36 0,23 900
4,70 6 66 24 17 36 024 047
4,80 6 66 28 20 36 024 048
4,90 6 66 28 20 36 0,25 049
5,00 6 66 28 20 36 0,25 050
5,10 6 66 28 20 36 0,26 051
5,20 6 66 28 20 36 0,26 052
5,30 6 66 28 20 36 027 053
5,40 6 66 28 20 36 027 054
5,50 6 66 28 20 36 0,28 055
5,55 6 66 28 20 36 0,28 902
5,60 6 66 28 20 36 0,28 056
5,70 6 66 28 20 36 0,29 057
5,80 6 66 28 20 36 0,29 058
5,90 6 66 28 20 36 0,30 059
6,00 6 66 28 20 36 030 060
6,10 8 79 34 24 36 0,31 061
6,20 8 79 34 24 36 0,31 062
6,30 8 79 34 24 36 032 063
6,40 8 79 34 24 36 032 064
6,50 8 79 34 24 36 033 065
6,60 8 79 34 24 36 033 066
6,70 8 79 34 24 36 034 067
6,80 8 79 34 24 36 034 068
6,90 8 79 34 24 36 035 069
7,00 8 79 34 24 36 035 070
710 8 79 4 29 36 0,36 071
7,20 8 79 41 29 36 0,36 072
7,30 8 79 41 29 36 037 073
7,40 8 79 4 29 36 037 074
7,50 8 79 4 29 36 0,38 075
7,60 8 79 41 29 36 0,38 076
7,70 8 79 41 29 36 0,39 077
7,80 8 79 4 29 36 039 078
7,90 8 79 4 29 36 040 079
8,00 8 79 41 29 36 040 080
8,10 10 89 47 35 40 041 081

cuttingtools.ceratizit.com

A Type ALU 3xD on request

A PL = corner chamfers

10720...
DC,; DCONMS, OAL LCF LU LS PL
mm mm mm mm mm mm mm
8,20 10 89 47 35 40 041 082
8,30 10 89 47 35 40 042 083
8,40 10 89 47 35 40 042 084
8,50 10 89 47 35 40 043 085
8,60 10 89 47 35 40 043 086
8,70 10 89 47 35 40 044 087
8,80 10 89 47 35 40 044 088
8,90 10 89 47 35 40 045 089
9,00 10 89 47 35 40 045 090
9,10 10 89 47 35 40 0,46 091
9,20 10 89 47 35 40 0,46 092
9,30 10 89 47 35 40 047 093
9,40 10 89 47 35 40 047 094
9,50 10 89 47 35 40 048 095
9,60 10 89 47 35 40 048 096
9,70 10 89 47 35 40 049 097
9,80 10 89 47 35 40 049 098
9,90 10 89 47 35 40 0,50 099
10,00 10 89 47 35 40 0,50 100
10,10 12 100 53 38 45 0,51 101
10,20 12 100 53 38 45 0,51 102
10,30 12 100 53 38 45 0,52 103
10,40 12 100 53 38 45 0,52 104
10,50 12 100 53 38 45 0,53 105
10,60 12 100 53 38 45 0,53 106
10,70 12 100 53 38 45 0,54 107
10,80 12 100 53 38 45 0,54 108
10,90 12 100 53 38 45 0,55 109
11,00 12 100 53 38 45 0,55 110
11,10 12 100 53 38 45 0,56 111
11,20 12 100 53 38 45 0,56 112
11,30 12 100 53 38 45 0,57 113
11,40 12 100 53 38 45 0,57 114
11,50 12 100 53 38 45 0,58 115
11,60 12 100 53 38 45 0,58 116
11,70 12 100 53 38 45 0,59 117
11,80 12 100 53 38 45 0,59 118
11,90 12 100 53 38 45 0,60 119
12,00 12 100 53 38 45 0,60 120
P )
M °
K )
N
S
H
0
— v, Page 38
@ Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 5xD without thro’ coolant

WTX - High Performance Drill, DIN 6537

< 5xD

NOF =2

&

DCONMS

LS

OAL

LU
LCF

DC,; DCONMS s

mm mm
3,00
3,10
3,15
3,20
3,22
3,25
3,30
3,40
3,50
3,60
3,70
3,80
3,85
3,90
4,00
4,10
4,20
4,25
4,30
4,35
4,40
4,45
4,50
4,60
4,65
4,70
4,80
4,90
4,95
5,00
5,05
5,10
5,20
5,30
5,40
5,50
5,55
5,60
5,70
5,75
5,80
5,90
5,95
6,00
6,10
6,20
6,30
6,40
6,50
6,60
6,70

[e-No-No Ne o -No e NorierNeorNorNerNerNorNeoNeoropleor NerorNeorNer oo NorlerNorNorNe NerlopierNer o pNorNer o rNorNerNeor oo Neopop e NerlopiorNer e pNopNop)

01]22

OAL

mm
66
66
66
66
66
66
66
66
66
66
66
74
74
74
74
74
74
74
74
74
74
74
74
74
74
74
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
91
91
91
91
91
91
91

LCF
mm
28
28
28
28
28
28
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
53
53
53
53
53
53
53

LU
mm
23
23
23
23
23
23
23
23
23
23
23
29
29
29
29
29
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
43
43
43
43
43
43
43

LS
mm
36

36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

DPX74S

DRAGONSKIN

1

<] 140°
Solid carbide

11783 ...

03000
03100
03150
03200
03220
03250
03300
03400
03500
03600
03700
03800
03850
03900
04000
04100
04200
04250
04300
04350
04400
04450
04500
04600
04650
04700
04800
04900
04950
05000
05050
05100
05200
05300
05400
05500
05550
05600
05700
05750
05800
05900
05950
06000
06100
06200
06300
06400
06500
06600
06700

DC .y
mm
6,80
6,90
7,00
710
7,20
7,30
7,40
7,45
7,50
7,60
7,70
7,80
7,90
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,30
9,35
9,40
9,45
9,50
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,55
10,60
10,70
10,75
10,80
10,90
11,00
11,10
11,20
11,25
11,30
11,35
11,40
11,45
11,50
11,60
11,70
11,80
11,90
12,00

O T w=Xxz=T

DCONMS s OAL

mm mm
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
12 118
12 118
12 118
12 118
12 118
12 118
12 118
12 18
12 118
12 118
12 118
12 118
12 118
12 118
12 118
12 18
12 118
12 18
12 118
12 118
12 18
12 118
12 118
12 18
12 118

LCF
mm
53
53
53
53
53
53
53
53
53
53
53
53
53
53
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
7
Al
7
7
Al
7
Al
7
1Al
Al
14l
Al
7
7
n
7
Al
7
7
Al
Al
7
7
7
4l

LU
mm
43
43
43
43
43
43
43
43
43
43
43
43
43
43
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56

LS
mm
36
36
36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

11783 ...

06800
06900
07000
07100
07200
07300
07400
07450
07500
07600
07700
07800
07900
08000
08100
08200
08300
08400
08500
08600
08700
08800
08900
09000
09100
09200
09300
09350
09400
09450
09500
09600
09700
09800
09900
10000
10100
10200
10300
10400
10500
10550
10600
10700
10750
10800
10900
11000
11100
11200
11250
11300
11350
11400
11450
11500
11600
11700
11800
11900
12000

(¢]

— v, Page 34
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Standard

Solid carbide drills - 5xD without thro’ coolant

WPC - High Performance Dirill, DIN 6537

5xD 11 606 ...
=X NOF =2 DC .. DCONMS,; OAL LCF LU LS
- mm mm mm mm mm mm
8,00 8 91 53 43 36 080
TiAIN 8,10 10 103 61 49 40 081
8,20 10 103 61 49 40 082
S 830 10 103 61 49 40 083
8,40 10 103 61 49 40 084
8,50 10 103 61 49 40 085
I 8,60 10 103 61 49 40 086
: 9 8,70 10 103 61 49 40 087
| 8,80 10 103 61 49 40 088
| 8,90 10 103 61 49 40 089
‘ . 9,00 10 103 61 49 40 090
/ g 9,10 10 103 61 49 40 091
| 9,20 10 103 61 49 40 092
% 5| S ) 9,25 10 103 61 49 40 925
i 9,30 10 103 61 49 40 093
; 9,40 10 103 61 49 40 094
‘ 9,50 10 103 61 49 40 095
oc 9,60 10 103 61 49 40 096
o 1, 9,70 10 103 61 49 40 097
9,80 10 103 61 49 40 098
a3 9,90 10 103 61 49 40 099
1 140° 1000 10 103 61 49 40 100
Solid carbide 10,10 12 118 71 56 45 101
10,20 12 118 7 56 45 102
11606 ... 103 12 118 71 56 45 103
DC ., DCONMS,; OAL LCF LU LS 10,40 12 118 4l 56 45 104
R ) I I [ 1050 12 18 71 56 45 105
10,60 12 118 7 56 45 106
323 : - o 1070 12 118 71 56 45 107
3,20 6 66 28 23 36 032 10,80 12 118 71 56 45 108
3,30 6 66 28 23 36 033 10,90 12 118 71 56 45 109
3,40 6 66 28 23 36 034 11,00 12 118 7 56 45 110
3,50 6 66 28 23 36 035 11,10 12 118 71 56 45 111
260 6 66 28 23 38 036 120 12 118 71 56 45 112
370 6 66 28 23 36 037 13 12 118 71 56 45 113
3,80 6 74 36 29 136 038 11,40 12 118 71 56 45 114
3,90 6 74 36 29 36 039 11,50 12 118 4! 56 45 115
4,00 6 74 36 29 36 040 11,60 12 118 71 56 45 116
4,10 6 74 36 29 36 oM 11,70 12 118 71 56 45 117
420 6 7 3% 29 36 042 180 12 118 71 56 45 118
4,30 6 74 36 29 36 043 11,90 12 118 71 56 45 119
10 6 7 3 29 38 044 1200 12 118 71 5 45 120
4,50 6 74 36 29 36 045 P °
4,60 6 74 36 29 36 046 M
4,65 6 74 36 29 36 900
4,70 6 74 36 29 36 047 K O
4,80 6 82 44 35 36 048 N
4,90 6 82 44 35 36 049 S
5,00 6 82 44 35 36 050 H
5,10 6 82 44 35 36 051 0
5,20 6 82 44 35 36 052
5,30 6 82 44 35 36 053 = v, Page 41
5,40 6 82 44 35 36 054 5
5,50 6 82 44 35 36 055 @ Further dimensions and drills can be found in our
g’gg g gg 33 gg gg ggg — main catalogue in Chapter 2 Solid carbide drills
5,70 6 82 44 35 36 057
5,80 6 82 44 35 36 058
5,90 6 82 44 35 36 059
6,00 6 82 44 35 36 060
6,10 8 91 53 43 36 061
6,20 8 91 53 43 36 062
6,30 8 91 53 43 36 063
6,40 8 91 53 43 36 064
6,50 8 91 53 43 36 065
6,60 8 97 53 43 36 066
6,70 8 91 53 43 36 067
6,80 8 91 53 43 36 068
6,90 8 91 53 43 36 069
7,00 8 91 53 43 36 070
7,10 8 91 53 43 36 071
7,20 8 91 53 43 36 072
7,30 8 91 53 43 36 073
7,40 8 91 53 43 36 074
7,50 8 91 53 43 36 075
7,55 8 9 53 43 36 975
7,60 8 91 53 43 36 076
7,70 8 91 53 43 36 077
7,80 8 91 53 43 36 078
7,90 8 91 53 43 36 079
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WNT \ Performance

Solid carbide drills - 5xD with thro’ coolant

WTX - High Performance Drill, DIN 6537

< 5xD

'

&

NOF =2

DCONMS

LS

OAL

LCF

DC,; DCONMS s

mm
3,00
3,10
3,15
3,20
3,22
3,25
3,30
3,40
3,50
3,60
3,70
3,80
3,85
3,90
4,00
4,10
4,20
4,25
4,30
4,35
4,40
4,45
4,50
4,60
4,65
4,70
4,80
4,90
4,95
5,00
5,05
5,10
5,20
5,30
5,40
5,50
5,55
5,60
5,70
5,75
5,80
5,90
5,95
6,00
6,10
6,20
6,30
6,40
6,50
6,60
6,70

0124

mm

[e-No-No Ne o -No e NorierNeorNorNerNerNorNeoNeoropleor NerorNeorNer oo NorlerNorNorNe NerlopierNer o pNorNer o rNorNerNeor oo Neopop e NerlopiorNer e pNopNop)

OAL

mm
66
66
66
66
66
66
66
66
66
66
66
74
74
74
74
74
74
74
74
74
74
74
74
74
74
74
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
91
91
91
91
91
91
91

LCF
mm
28
28
28
28
28
28
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
44
53
53
53
53
53
53
53

LU
mm
23
23
23
23
23
23
23
23
23
23
23
29
29
29
29
29
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
43
43
43
43
43
43
43

LS
mm
36

36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

DPX74S

DRAGONSKIN

a3

<] 140°
Solid carbide

11786 ...

03000
03100
03150
03200
03220
03250
03300
03400
03500
03600
03700
03800
03850
03900
04000
04100
04200
04250
04300
04350
04400
04450
04500
04600
04650
04700
04800
04900
04950
05000
05050
05100
05200
05300
05400
05500
05550
05600
05700
05750
05800
05900
05950
06000
06100
06200
06300
06400
06500
06600
06700

DC .y
mm
6,80
6,90
7,00
710
7,20
7,30
7,40
7,45
7,50
7,60
7,70
7,80
7,90
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,30
9,35
9,40
9,45
9,50
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,55
10,60
10,70
10,75
10,80
10,90
11,00
11,10
11,20
11,25
11,30
11,35
11,40
11,45
11,50
11,60
11,70
11,80
11,90
12,00

O T w=Xxz=T

DCONMS s OAL

mm mm
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
8 91
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
10 103
12 118
12 118
12 118
12 118
12 118
12 118
12 118
12 18
12 118
12 118
12 118
12 118
12 118
12 118
12 118
12 18
12 118
12 18
12 118
12 118
12 18
12 118
12 118
12 18
12 118

LCF
mm
53
53
53
53
53
53
53
53
53
53
53
53
53
53
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
7
Al
7
7
Al
7
Al
7
1Al
Al
14l
Al
7
7
n
7
Al
7
7
Al
Al
7
7
7
4l

LU
mm
43
43
43
43
43
43
43
43
43
43
43
43
43
43
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56

LS
mm
36
36
36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

11786 ...

06800
06900
07000
07100
07200
07300
07400
07450
07500
07600
07700
07800
07900
08000
08100
08200
08300
08400
08500
08600
08700
08800
08900
09000
09100
09200
09300
09350
09400
09450
09500
09600
09700
09800
09900
10000
10100
10200
10300
10400
10500
10550
10600
10700
10750
10800
10900
11000
11100
11200
11250
11300
11350
11400
11450
11500
11600
11700
11800
11900
12000

(¢]
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 5xD with thro’ coolant

WTX - High-performance drill, DIN 6537

< 5xD

'

&

NOF =2

DCONMS

LS

LU
LCF

OAL

DC,; DCONMS s

mm
3,00
3,10
3,20
3,30
3,40
3,50
3,60
3,70
3,80
3,90
3,97
4,00
4,10
4,20
4,23
4,30
4,40
4,50
4,60
4,70
4,80
4,90
5,00
5,10
5,20
5,30
5,40
5,50
5,56
5,60
5,70
5,80
5,90
6,00
6,10
6,20
6,30
6,35
6,40
6,50
6,60
6,70
6,80
6,90
7,00
710
7,20
7,30
7,40
7,50
7,60

mm

[e-lo-No Ne o -No e No o oo le o o le o No Je-NorNerNorNorNerNerNorlerNor oo Neorlop e Ner o pNorNer o NorNerNeo oo NeorNopler NerlopiorNer e pNopNop)

OAL

mm
66
66
66
66
66
66
66
66
74
74
74
74
74
74
74
74
74
74
74
74
82
82
82
82
82
82
82
82
82
82
82
82
82
82
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91

cuttingtools.ceratizit.com

LCF
mm
28
28
28
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
36
36
44
44
44
44
44
44
44
44
44
44
44
44
44
44
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53

LU
mm
23
23
23
23
23
23
23
23
29
29
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
35
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43

LS
mm
36

36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

\

[

AN
w13

<] 140°
Solid carbide

10 787 ...

030
031
032
033
034
035
036
037
038
039
900
040
041
042
901
043
044
045
046
047
048
049
050
051
052
053
054
055
902
056
057
058
059
060
061
062
063
903
064
065
066
067
068
069
070
071
072
073
074
075
076

DC,; DCONMS s

mm
7,70
7,80
7,90
7,94
8,00
8,10
8,20
8,30
8,40
8,50
8,60
8,70
8,80
8,90
9,00
9,10
9,20
9,30
9,40
9,50
9,53
9,60
9,70
9,80
9,90
10,00
10,10
10,20
10,30
10,40
10,50
10,60
10,70
10,80
10,90
11,00
11,10
1,11
11,20
11,30
11,40
11,50
11,60
11,70
11,80
11,90
12,00

O T wmnw=x=T

mm

S ©0 00 ©o o o

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

OAL
mm
91
91
91
91
91
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
118
18
118
118
118
118
118
118
118
18
118
118
118
118
118
118
118
18
118
118
118

LCF
mm
53
53
53
53
53
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
1Al
7
7
Al
Al
7
Al
7
1Al
7
7
Al
7
7
7
7
Al
7
1Al
Al
7

LU
mm
43
43
43
43
43
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54
54

LS
mm
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

10 787 ...

077
078
079
904
080
081
082
083
084
085
086
087
088
089
090
091
092
093
094
095
905
096
097
098
099
100
101
102
103
104
105
106
107
108
109
110
111
906
112
113
114
115
116
117
118
119
120

— V. Page 35
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Performance

Solid carbide drills - 5xD with thro’ coolant

WTX - High Performance Drill, DIN 6537

< 5xD %
% NOF =2
DCONMS
i
I
|
| g
0 |5
3 -
1
¥
<
DC,, DCONMS, OAL
mm mm mm
2,5 4 57
26 4 57
27 4 57
2,8 4 57
2,9 4 57
3,0 6 66
31 6 66
3,2 6 66
33 6 66
34 6 66
35 6 66
3,6 6 66
37 6 66
3,8 6 74
3,9 6 74
4,0 6 74
41 6 74
42 6 74
43 6 74
4.4 6 74
45 6 74
4,6 6 74
47 6 74
48 6 82
4,9 6 82
5,0 6 82
51 6 82
5,2 6 82
53 6 82
5,4 6 82
55 6 82
5,6 6 82
57 6 82
58 6 82
5,9 6 82
6,0 6 82
6.1 8 91
6,2 8 91
6,3 8 91
6,4 8 91
6,5 8 91
6,6 8 91
6,7 8 91
6,8 8 91
6,9 8 91
7,0 8 91
71 8 91
7.2 8 91
73 8 91
7.4 8 91
75 8 91
01126

LCF
mm
21
21
21
21
21
28
28
28
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
44
44
44
44
44
44
44
44
44
44
44
44
44
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53

LU
mm
17
17
17
17
17
23
23
23
23
23
23
23
23
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43

LS
mm
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36
36

AL

DLC

DRAGONSKIN

a3

<J135°
Solid carbide

10791 ...

02500
02600
02700
02800
02900
03000
03100
03200
03300
03400
03500
03600
03700
03800
03900
04000
04100
04200
04300
04400
04500
04600
04700
04800
04900
05000
05100
05200
05300
05400
05500
05600
05700
05800
05900
06000
06100
06200
06300
06400
06500
06600
06700
06800
06900
07000
07100
07200
07300
07400
07500

DC,; DCONMS ;¢

mm
7,6
77
7,8
7,9
8,0
8,1
8,2
8,3
8,4
8,5
8,6
8,7
8,8
8,9
9,0
9,1
9,2
9,3
9,4
9,5
9,6
9,7
9,8
9,9
10,0
10,1
10,2
10,3
10,4
10,5
10,6
10,7
10,8
11,0
11
1,2
1,3
1,4
11,5
1,7
11,8
12,0

O T w=XxXz=ZT

mm

S ©0 00 ©o ™ o

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

OAL
mm
91
91
91
91
91
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
118
118
18
118
118
118
118
118
18
118
18
118
118
118
118
18
118

LCF
mm
53
53
53
53
53
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
7
4l
7
7
Al
7
7
Al
7
Al
7
7
Al
7
7
7
7

LU
mm
43
43
43
43
43
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56

LS
mm
36
36
36
36
36
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

10791 ...

07600
07700
07800
07900
08000
08100
08200
08300
08400
08500
08600
08700
08800
08900
09000
09100
09200
09300
09400
09500
09600
09700
09800
09900
10000
10100
10200
10300
10400
10500
10600
10700
10800
11000
11100
11200
11300
11400
11500
11700
11800
12000

— V. Page 35
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Further dimensions and drills can be found in our
— main catalogue in Chapter 2 Solid carbide drills
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WNT \ Standard

Solid carbide drills - 5xD with thro’ coolant

WPC - High Performance Dirill, DIN 6537

< 5D *J/ 11 609 ...
=X DC,.; DCONMS,s OAL LCF LU LS
mm mm mm mm mm mm
6,30 8 91 530 43,0 36,0 063
TiAIN 6,40 8 91 53,0 43,0 36,0 064
NOF =2 6,50 8 91 530 43,0 36,0 065
6,60 8 91 530 43,0 36,0 066
DCONMS 6,70 8 91 530 43,0 36,0 067
6,80 8 91 530 43,0 36,0 068
6,90 8 91 530 43,0 36,0 069
o 7,00 8 91 53,0 43,0 36,0 070
~ 7,10 8 91 530 43,0 36,0 071
i 7,20 8 91 53,0 43,0 36,0 072
L 7,30 8 91 53,0 43,0 36,0 073
I |2 740 8 91 530 43,0 36,0 074
‘ o 745 8 91 530 43,0 36,0 924
‘ W \ 7,50 8 91 53,0 43,0 36,0 075
el 7,55 8 91 530 43,0 36,0 975
| 7,60 8 91 530 43,0 36,0 076
/ 7,70 8 91 530 43,0 36,0 077
‘ 7,80 8 91 53,0 43,0 36,0 078
od 7,90 8 91 530 43,0 36,0 079
b 8,00 8 91 53,0 43,0 36,0 080
8,10 10 103 61,0 49,0 400 081
HA J 8,20 10 103 61,0 49,0 40,0 082
) 8,30 10 103 61 ,0 49,0 40,0 083
<] 140° 8,40 10 103 61,0 49,0 400 084
Solid carbide 8,50 10 103 610 490 400 085
11 609 8,60 10 103 61,0 49,0 40,0 086
8,70 10 103 61,0 49,0 400 087
DC,; DCONMS.,s OAL LCF LU LS 8,80 10 103 61,0 49,0 400 088
mm mm mm mm mm mm 8,90 10 103 61,0 49,0 40,0 089
010 9,00 10 103 61 ,0 49,0 40,0 090
11?8 2 jg gg gg 28‘8 011 9,10 10 103 61,0 49,0 400 091
1,20 4 45 96 78 290 012 9,20 10 103 61,0 49,0 40,0 092
1,30 4 45 10,4 85 285 013 9,25 10 103 61,0 49,0 40,0 925
1,40 4 45 11,2 91 280 014 9,30 10 103 61,0 49,0 40,0 093
1,50 4 50 12,0 98 320 015 9,35 10 103 61,0 49,0 40,0 930
1,60 4 50 128 10,4 31,0 016 9,40 10 103 61,0 49,0 40,0 094
1,70 4 50 136 11,1 305 017 9,50 10 103 61,0 490 400 095
1,80 4 50 144 117 30,0 018 9,60 10 103 61,0 49,0 40,0 096
1,90 4 50 152 124 295 019 9,70 10 103 61,0 49,0 40,0 097
2,00 4 50 16,0 13’0 29‘0 020 9,80 10 103 61,0 49,0 40,0 098
2,10 4 55 168 13,7 33,0 021 9,90 10 103 61,0 49,0 40,0 099
2,20 4 55 176 143 325 022 10,00 10 103 61 ,0 49,0 40,0 100
2,30 4 55 184 150 320 023 10,10 12 118 710 56,0 450 101
2,40 4 55 192 156 315 024 10,20 12 18 71,0 56,0 45,0 102
2,50 4 55 20,0 16,3 305 025 10,30 12 118 710 56,0 45,0 103
2,60 4 55 20,8 16,9 30,0 026 10,40 12 118 71,0 56,0 45,0 104
2,70 4 55 216 176 29,0 027 10,50 12 18 71 ,0 56,0 45,0 105
2,80 4 55 224 182 290 028 10,60 12 118 71,0 56,0 45,0 106
2,90 4 55 232 189 285 029 10,70 12 118 710 56,0 45,0 107
3,00 6 66 280 230 36,0 030 10,75 12 118 71,0 56,0 450 904
3,10 6 66 280 230 36,0 031 10,80 12 118 71,0 56,0 450 108
3,20 6 66 23‘0 23’0 36,0 032 10,90 12 118 710 56,0 45,0 109
3,25 6 66 280 230 36,0 890 11,00 12 118 710 56,0 45,0 110
3,30 6 66 280 230 36,0 033 11,10 12 118 71 ,0 56,0 45,0 111
3,40 6 66 280 230 36,0 034 11,20 12 118 710 56,0 45,0 112
3,50 6 66 280 230 36,0 035 11,25 12 118 710 56,0 45,0 912
3,60 6 66 280 230 36,0 036 11,30 12 118 710 56,0 45,0 113
3,70 6 66 280 230 36,0 037 11,40 12 118 71,0 56,0 45,0 114
3,80 6 74 360 29,0 36,0 038 11,50 12 18 71 ,0 56,0 45,0 115
3,90 6 74 360 29,0 36,0 039 11,60 12 118 710 56,0 45,0 116
4,00 6 74 360 29,0 36,0 040 11,70 12 118 710 56,0 45,0 117
4,10 6 74 360 290 36,0 041 11,80 12 118 71,0 56,0 450 118
4,20 6 74 360 29,0 36,0 042 11,90 12 118 71,0 56,0 450 119
4,30 6 74 36,0 29,0 36,0 043 12,00 12 118 71,0 56,0 45,0 120
4,40 6 74 360 29,0 36,0 044 p
4,50 6 74 360 290 360 045 ®
4,60 6 74 360 290 360 046 M
4,65 6 74 360 29,0 36,0 900 K °
4,70 6 74 360 29,0 36,0 047 N
4,80 6 82 440 350 36,0 048 S
4,90 6 82 440 350 36,0 049 H
5,00 6 82 440 350 36,0 050
5,10 6 82 440 350 36,0 051 0
5,20 6 82 440 350 36,0 052
530 6 82 440 350 360 053 = Vo Page 41
5,40 6 82 44,0 35,0 36,0 054 5
g,gg g g% 228 ggg ggg ggg @ Further dimensions and drills can be found in our
560 8 82 440 350 360 056 main catalogue in Chapter 2 Solid carbide drills
5,70 6 82 440 350 36,0 057
5,80 6 82 44,0 350 36,0 058
5,90 6 82 440 350 36,0 059
6,00 6 82 440 350 36,0 060
6,10 8 91 530 43,0 36,0 061
6,20 8 91 530 43,0 36,0 062
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WNT \ Performance

Solid carbide drills - 5xD with thro’ coolant

WTX - High Performance Drill, DIN 6537

A universal application A polished chip flutes A PL = corner chamfers
A four guidance lands A Type ALU 5xD on request
54D *f 10721 ...
= 9X DC,, DCONMS, OAL LCF LU LS PL
mm mm mm mm mm mm mm
8,20 10 103 61 49 40 041 082
Ti800 8,30 10 103 61 49 40 042 083
NOF 22 8,40 10 103 61 49 40 042 084
8,50 10 103 61 49 40 043 085
8,60 10 103 61 49 40 043 086
8,70 10 103 61 49 40 044 087
DCONMS | | 8,80 10 103 61 49 40 044 088
8,90 10 103 61 49 40 045 089
o 9,00 10 103 61 49 40 045 090
= 9,10 10 103 61 49 40 0,46 091
i 9,20 10 103 61 49 40 0,46 092
N 9,30 10 103 61 49 40 047 093
‘ | g 9,40 10 103 61 49 40 047 094
| | 9,50 10 103 61 49 40 048 095
i L 5 9,60 10 103 61 49 40 048 096
& = 9,70 10 103 61 49 40 049 097
30° ‘ 9,80 10 103 61 49 40 049 098
‘ 9,90 10 103 61 49 40 0,50 099
be - 10,00 10 103 61 49 40 0,50 100
10,10 12 116 69 54 45 0,51 101
10,20 12 116 69 54 45 0,51 102
[ 1030 12 116 69 54 45 052 103
) 10,40 12 116 69 54 45 0,52 104
Q 180 ‘ 10,50 12 116 69 54 45 0,53 105
Solid carbide 10,60 12 116 69 54 45 053 106
10 721 10,70 12 116 69 54 45 0,54 107
10,80 12 116 69 54 45 0,54 108
DC ., DCONMS, OAL LCF LU LS PL 10,90 12 116 69 54 45 0,55 109
mm mm mm mm mm mm mm 11,00 12 116 69 54 45 0,55 110
11,10 12 116 69 54 45 0,56 111
- - o 1120 12 116 69 54 45 056 112
3,20 6 66 28 23 36 016 032 11,30 12 16 69 54 45 057 113
3,30 6 66 28 23 36 017 033 11,40 12 16 69 54 45 057 114
3,40 6 66 28 23 36 017 034 11,50 12 16 69 54 45 0,58 115
3,50 6 66 28 23 36 018 035 11,60 12 16 69 54 45 058 116
3,60 6 66 28 23 36 018 036 11,70 12 16 69 54 45 059 117
3,70 6 66 28 23 36 019 037 11,80 12 16 69 54 45 059 118
3,80 6 74 3 29 36 019 038 11,90 12 16 69 54 45 0,60 119
3,90 6 74 36 29 36 0,20 039 12,00 12 16 69 54 45 0,60 120
4,00 6 74 36 29 36 0,20 040 p o
4,10 6 74 36 29 36 0,21 041
4,20 6 74 36 29 36 021 042 M o
4,30 6 74 36 29 36 0,22 043 K )
4,40 6 74 36 29 36 0,22 044 N
4,50 6 74 36 29 36 0,23 045 S
4,60 6 74 36 29 36 0,23 046 H
4,65 6 74 36 29 36 0,23 900
4,70 6 74 36 29 36 024 047 0
4,80 6 82 44 35 36 024 048 R
49 6 8 44 35 36 025 049 Vo Page 39
5,00 6 82 44 35 36 0,25 050 5
gﬂzg g g% 22 gg gg 852 gg; @ Further dimensions and drills can be found in our
530 8 82 a1 35 % 027 053 main catalogue in Chapter 2 Solid carbide drills
5,40 6 82 44 35 36 0,27 054
5,50 6 82 44 35 36 0,28 055
5,55 6 82 44 35 36 0,28 902
5,60 6 82 44 35 36 0,28 056
5,70 6 82 44 35 36 0,29 057
5,80 6 82 44 35 36 0,29 058
5,90 6 82 44 35 36 0,30 059
6,00 6 82 44 35 36 0,30 060
6,10 8 91 53 43 36 0,31 061
6,20 8 91 53 43 36 0,31 062
6,30 8 91 53 43 36 0,32 063
6,40 8 91 53 43 36 0,32 064
6,50 8 91 53 43 36 0,33 065
6,60 8 91 53 43 36 0,33 066
6,70 8 91 53 43 36 0,34 067
6,80 8 91 53 43 36 0,34 068
6,90 8 91 53 43 36 0,35 069
7,00 8 91 53 43 36 0,35 070
7,10 8 91 53 43 36 0,36 071
7,20 8 91 53 43 36 0,36 072
7,30 8 91 53 43 36 0,37 073
7,40 8 91 53 43 36 0,37 074
7,50 8 91 53 43 36 0,38 075
7,60 8 91 53 43 36 0,38 076
7,70 8 91 53 43 36 0,39 077
7,80 8 91 53 43 36 0,39 078
7,90 8 91 53 43 36 040 079
8,00 8 91 53 43 36 040 080
8,10 10 103 61 49 40 0,41 081
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WNT \ Performance

Solid carbide drills = 5xD micro drills without thro’ coolant

WTX - High Performance Drills

A standard shank @ 3 mm h6 for use
in heat shrink adapters

b 11 770 ...
< 5X s DC.oe¢ DCONMS, OAL LCF LU
mm mm mm mm mm
1,80 3 38 105 80 01800
TIAIN 1,85 3 38 120 80 01850
1,90 3 38 120 80 01900
1,95 3 38 120 80 01950
DCONMS 1,97 3 38 120 80 01970
; 1,98 3 38 120 80 01980
‘ 1,99 3 38 120 80 01990
| 2,00 3 42 130 90 02000
| 2,01 3 42 130 90 02010
‘ 2 2,02 3 42 130 90 02020
| ) 2,03 3 42 130 90 02030
2,05 3 42 130 90 02050
N 2,10 3 42 130 90 02100
16 \ 215 3 42 130 90 02150
- 2,20 3 46 150 10,0 02200
36 2,25 3 46 150 10,0 02250
2,30 3 46 150 10,0 02300
! 2,35 3 46 150 10,0 02350
2,40 3 46 150 10,0 02400
-8 2,45 3 46 150 10,0 02450
< 140° 2,47 3 46 150 10,0 02470
Solid carbide 2,48 3 46 150 10,0 02480
2,49 3 46 150 10,0 02490
1770 ... 2,50 3 46 150 10,0 02500
DC ,o000 DCONMS,; OAL LCF LU 2,51 3 46 15,0 10,0 02510
mm mm mm mm mm 2,52 3 46 15,0 10,0 02520
0,10 3 38 12 10 00100 2,53 3 46 150 10,0 02530
0,15 3 38 20 17 00150 2,60 3 46 150 10,0 02600
0,20 3 38 35 30 00200 2,70 3 46 150 10,0 02700
0,25 3 38 35 30 00250 2,80 3 46 150 10,0 02800
0,30 3 38 55 50 00300 2,90 3 46 150 10,0 02900
0,35 3 38 55 50 00350
0,40 3 38 70 60 ood00 P o
0,45 3 38 70 60 00450 M
0,50 3 38 70 60 00500 K °
0,55 3 38 70 60 00550 o
0,60 3 38 70 60 00600
0,65 3 38 70 60 00650 o
0,70 3 38 105 80 oozo0 H
0,75 3 38 105 80 00750 |0
0,80 3 38 105 80 00800
0.85 3 38 105 80 00850 = vcPage 36
0,90 3 38 105 80 00900
0,95 3 38 105 80 00950
0,97 3 38 105 80 00970
0,98 3 38 105 80 00980
0,99 3 38 105 80 00990
1,00 3 38 105 80 01000
1,01 3 38 105 80 01010
1,02 3 38 105 80 01020
1,03 3 38 105 80 01030
1,05 3 38 105 80 01050
1,10 3 38 105 80 01100
1,15 3 38 105 80 01150
1,20 3 38 105 80 01200
1,25 3 38 105 80 01250
1,30 3 38 105 80 01300
1,35 3 38 105 80 01350
1,40 3 38 105 80 01400
1,45 3 38 105 80 01450
1,47 3 38 105 80 01470
1,48 3 38 105 80 01480
1,49 3 38 105 80 01490
1,50 3 38 105 80 01500
1,51 3 38 105 80 01510
1,52 3 38 105 80 01520
1,53 3 38 105 80 01530
1,55 3 38 105 80 01550
1,60 3 38 105 80 01600
1,65 3 38 105 80 01650
1,70 3 38 105 80 01700
1,75 3 38 105 80 01750
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WNT \ Performance

Solid carbide drills - 5xD/8xD micro drills with thro’ coolant

WTX - High Performance Drills

A Specialised micro drill

A Universal application

A Extremely high process security

A Pilot drill for WTX Micro - high-performance deep hole drill

0] 7
5 B

DCONMS
=
i
H
il
|
il
i
1
" -
Hl <O(
i
)
I’
w
ol G
- )
DC

DC.s DCONMS., OAL LCF LU

mm mm mm mm mm
0,8 3 39 56 40
0,9 3 39 63 45
1,0 3 0 70 50
11 3 s 77 55
1,2 3 4 84 60
1,3 3 2 91 65
14 3 2 98 70
15 3 43 105 75
16 3 44 112 80
17 3 44 119 85
18 3 45 126 90
1,9 3 45 133 95
2,0 3 46 140 100
2,1 3 47 147 105
2,2 3 47 154 110
2,3 3 48 161 115
2,4 3 48 168 120
2,5 3 49 175 125
2,6 3 50 182 130
2,7 3 50 189 135
2,8 3 51 196 140
2,9 3 51 203 145

P

M

K

N

S

H

0

DPX74M

DRAGONSKIN

AR

<1 135°
Solid carbide

10693 ...

00800
00900
01000
01100
01200
01300
01400
01500
01600
01700
01800
01900
02000
02100
02200
02300
02400
02500
02600
02700
02800
02900

— v, Page 36

o
@ Minimum coolant pressure: 30 bar

01[30

WTX - High Performance Drills

A Specialised micro drill
A Universal application
A Extremely high process security

0] 7
5 &

DCONMS
=
i
I
il
|
il
i
1
" -
Hl <O(
i
{0
I’
W
ol G
- )
DC

DC, DCONMS, OAL LCF
mm mm mm mm
0,8 3 41 8
0,9 3 2 9
1,0 3 43 10
11 3 44 A1
1,2 3 45 12
13 3 6 13
14 3 47 14
1,5 3 47 15
1,6 3 8 16
17 3 49 17
1,8 3 50 18
1,9 3 51 19
2,0 3 52 20
2,1 3 53 21
2,2 3 54 22
2,3 3 55 23
2,4 3 56 24
2,5 3 56 25
2,6 3 57 2
2,7 3 58 27
2,8 3 59 28
2,9 3 60 29

P
M
K
N
S
H
0

MICRO

DPX74M

A

AR

<]128°
Solid carbide

10694 ...

— v, Page 37

o
@ Minimum coolant pressure: 30 bar

cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

Solid drilling and bore machining
WNT \ Performance Solid carbide drills - 12xD micro drills with thro’ coolant

WTX - High Performance Drills

A Specialised micro drill

A Universal application

A Extremely high process security

A Pilot drill: 5xD WTX - Micro - high-performance drill

<12xD i/
&

DPX74M
%1,,2 NOF =2
DCONMS
i 4
| <

"

DC

T3
<]128°
Solid carbide
10695 ...
DC,; DCONMS, OAL LCF LU
mm mm mm  mm mm
0,8 3 44 11,2 9,6 00800
0,9 3 46 126 10,8 00900
1,0 3 47 140 12,0 01000
1,1 3 48 154 13,2 01100
1,2 3 50 16,8 144 01200
1,3 3 51 182 15,6 01300
1,4 3 52 196 16,8 01400
1,5 3 53 21,0 18,0 01500
1,6 3 55 224 192 01600
1,7 3 56 238 204 01700
1,8 3 57 252 216 01800
1,9 3 59 266 228 01900
2,0 3 60 280 24,0 02000
2,1 3 61 294 2572 02100
2,2 3 63 30,8 264 02200
2,3 3 64 322 276 02300
2,4 3 65 336 288 02400
2,5 3 67 350 30,0 02500
2,6 3 68 364 312 02600
2,7 3 69 378 324 02700
2,8 3 70 39,2 336 02800
2,9 3 72 406 348 02900
P )
M ®
K )
N
S o
H
o
- v, Page 37

o
@ Minimum coolant pressure: 30 bar
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Solid drilling and bore machining
WNT \ Standard Solid carbide drills - NC spot drills

NC Spot Drill, factory standard

A Spiral flutes

NC-A
NOF =2
2
O
&
- \ ]
DC
|
W
a8
<1120°
Solid carbide
10703 ...
DC,; OAL LCF
mm mm mm
2 32 6 002
3 32 8 003
4 40 10 004
5 50 13 005
6 50 13 006
8 60 23 008
10 70 24 010
12 70 24 012
P o
M
K )
N °
S
H

— V, Page 42
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WNT

Solid drilling and bore machining

Solid carbide drills - cutting data

Material examples for cutting data tables

Material sub-group

Unalloyed steel

P Low-alloy steel

High-alloy steel and
high-alloy tool steel

Stainless steel

M Stainless steel

Grey cast iron

K Spherulitic graphite
castiron

Malleable iron

Aluminium wrought alloy

Cast aluminium alloy

Copper and copper alloys
(bronze/brass)

Magnesium alloys

Heat-resistant alloys

Titanium alloys

Hardened steel

Chilled iron

Hardened cast iron

Index

Composition / Structure / Heat treatment

<0,15%C

<0,45%C

<0,75%C

Ferritic / martensitic
Martensitic
Austenitic / austenitic-ferritic
Austenitic
Austenitic / ferritic (Duplex)
Pearlitic / ferritic

Pearlitic (martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Non-hardenable

Hardenable

<12 % Si, non-hardenable
<12 % Si, hardenable

>12 % Si, non-hardenable
Free-machining alloys, PB > 1 %

CuZn, CuSnZn

CusSn, lead-free copper and electrolytic copper

Magnesium and magnesium alloys

Fe- basis

Nior Co basis

Pure titanium

Alpha + beta alloys

Beta alloys

Annealed
Annealed
Tempered
Annealed
Tempered
Annealed
Tempered
Tempered
Tempered
Annealed
Hardened and tempered
Hardened and tempered
Annealed
Tempered
Quenched

Tempered

Age-hardened

Age-hardened

Annealed
Age-hardened
Annealed
Age-hardened

Cast

Age-hardened

Hardened and tempered
Hardened and tempered
Hardened and tempered
Hardened and tempered
Cast

Hardened and tempered

TR
420 N/mm?/ 125 HB
640N/mm? /190 HB
840 N/mm?/ 250 HB
910 N/mm?/ 270 HB
1010 N/mm?/ 300 HB
610 N/mm?/ 180 HB
930N/mm?/ 275 HB
1010 N/mm?/ 300 HB
1200 N/mm?/ 375 HB
680 N/mm? /200 HB
1100 N/mm?/ 300 HB
1300 N/mm?/ 400 HB
680 N/mm? /200 HB
1010 N/mm? / 300 HB
610 N/mm?”/ 180 HB
300HB
780 N/mm?/ 230 HB
350N/mm?/ 180 HB
500 N/mm?/ 260 HB
540 N/mm?/ 160 HB
845N/mm?/ 250 HB
440N/mm?/ 130 HB
780 N/mm?/ 230 HB
60 HB
340N/mm?/ 100 HB
250 N/mm?/ 75 HB
300N/mm? /90 HB
440N/mm? /130 HB
375N/mm?/ 110 HB
300 N/mm? /90 HB
340N/mm? /100 HB
70HB
680 N/mm? /200 HB
950 N/mm?/ 280 HB
840 N/mm?/ 250 HB
1180 N/mm? / 350 HB
1080 N/mm?/ 320 HB
400 N/mm?
1050 N/mm?/ 320 HB
1400 N/mm?/ 410 HB
46-55HRC
56-60 HRC
61-65HRC
66-70 HRC
400HB
55 HRC

Material
number
1.0401
11191
11191
11223
11223
1.7131
1.7131
1.7225
1.7225
1.4021
1.2343
1.2343
1.4016
14112
14301
1.4841
1.4462
0.6010
0.6030
0.7040
0.7070
0.8035
0.8165
3.0255
3.1355
3.2581

32134

2.0380
2.0331
2.0060
3.5612
1.4864
1.4980
24631
2.4668
24765
3.7025
3.7165

Ti555.3

Material

designation
C15
C45E
C45E
C60R
C60R
16MnCr5
16MnCr5
42CrMo4
42CrMo4
X20Cr13
X38CrMoV5-1
X38CrMoV5-1
X6Cr17
X90CrMoV18
X5CrNi18-10
X15CrNiSi25-21
X2CrNiMoN22-5-3
GG-10
GG-30
GGG-40
GGG-70
GTW-35-04
GTS-65-02
Al99,5
AlCuMg2
G-AISi12
G-AISi5Cu1Mg
G-AISi17Cu4Mg
CuZn39Pb2 (Ms58)
Cuzn15
E-Cub7
MgAI6Zn
X12NiCrSi 36-16
X6NiCrTiMoVB25-15-2
NiCr20TiAl (Nimonic80A)
NiCr19Nb5Mao3 (Inconel 718)
CoCr20W15Ni
Ti99,8
TiAl6V4

Ti-5AI-5V-5Mo-3Cr

Material
number
11141
1.0718
1.0535
1.0535
1.0727
1.6587
1.6587
1.3505
1.3505
14034
1.4034
1.4034
1.2316
1.2316
14571
1.4539
1.4501
0.6025
0.6045
0.7060
0.7080
0.8045
0.8170
3.3315
3.2315
3.2163

3.2373

2.0410
2.4070
2.0590
3.5312
1.4865
1.4876
3.4856
2.4955
1.3401

3.7034
Ti-6246
R56410

Material
designation

Ck15
9SMnPb28
€55
€55
45520
17CrNiMo6
17CrNiMo6
100Cr6
100Cr6
X46Cr13
X46Cr13
X46Cr13
X36CrMo16
X36CrMo16
X6CrNiMoTi17-12-2
X1NiCrMoCu25-20-5
X2CrNiMoCuWN25-7-4
GG-25
GG-45
GGG-60
GGG-80
GTW-45
GTS-70-02
AlMg1
AlMgSi1
G-AISi9Cu3
G-AlSi9Mg
G-AISi18CuNiMg
CuZn44Pb2
Cuzn28Sn1As
CuZn40Fe
MgAI3Zn
G-X40NiCrSi38-18
X10NiCrAITi32-20
NiCr22Mo9Nb
NiFe25Cr20NDbTi
G-X120Mn12
Ti99,7
Ti-6Al-2Sn-4Zr-6Mo

Ti-10V-2Fe-3Al

cuttingtools.ceratizit.com
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Cutting data standard values - WTX - UNI

Drilling depth 3xD Drilling depth 5xD
UNI UNI
11777..,11780... 11783..,11786...
b b 03-5 75-8 08-12 6 6 03-5 05-8 08-12
- m/min m/min m/min m/min
without through  with through without through  with through
coolant coolant mm/rev. mmj/rev. mmj/rev. coolant coolant mm/rev. mm/rev. mmj/rev.

P.1.1 110 120 0,13 0,18 0,25 110 120 0,13 0,18 0,25
P1.2 105 115 0,12 0,18 0,24 105 115 0,12 0,18 0,24
P1.3 100 110 0,12 0,17 0,23 100 110 0,12 0,17 0,23
P.1.4 95 105 0,11 0,16 0,21 95 105 0,11 0,16 0,21
P1.5 90 100 0,11 0,15 0,20 90 100 0,11 0,15 0,20
P.2.1 105 120 0,15 0,22 0,29 105 120 0,15 0,22 0,29
P.2.2 95 110 0,14 0,20 0,27 95 110 0,14 0,20 0,27
P.2.3 85 100 0,13 0,18 0,24 85 100 0,13 0,18 0,24
P24 65 75 0,12 0,16 0,21 65 75 0,12 0,16 0,21
P.3.1 70 85 0,12 0,18 0,24 70 85 0,12 0,18 0,24
P.3.2 60 65 0,11 0,15 0,20 60 65 0,11 0,15 0,20
P.3.3 50 65 0,09 0,12 0,15 50 65 0,09 0,12 0,15
P.4.1 50 65 0,08 0,12 0,16 50 65 0,08 0,12 0,16
P.4.2 50 65 0,08 0,12 0,16 50 65 0,08 0,12 0,16
M1

M.2.1

M.3.1

K.1.1 85 120 017 0,26 0,36 85 120 0,17 0,26 0,36
K.1.2 75 100 0,15 0,22 0,29 75 100 0,15 0,22 0,29
K.2.1 100 160 0,17 0,25 0,34 100 160 017 0,25 0,34
K.2.2 75 100 0,15 0,22 0,29 75 100 0,15 0,22 0,29
K.3.1 80 90 0,16 0,23 0,32 80 90 0,16 0,23 0,32
K.3.2 70 80 0,14 0,19 0,25 70 80 0,14 0,19 0,25
N.1.1

N.1.2

N.2.1

N.2.2

N.2.3

N.3.1

N.3.2

N.3.3

N.4.1

S.1.1

S.1.2

S.21

S.2.2

S.2.3

S.3.1

S.3.2

S.3.3

H.1.1 25 25 0,06 0,08 0,11 25 25 0,06 0,08 0,11

(e}
@ The cutting data depends extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced according to the application conditions.
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Cutting data standard values - WTX - Ti / AL

Hole depth 3xD / 5xD Drilling depth 5xD
Ti AL
10786.., 10787 ... 10791 ...

V°. 93-4 ©@4-5 @5-6 @6-8 @8-10 ©10-12 v°. @2-3 @3-4 @4-5 @5-6 @6-8 @8-10 @10-12
m/min m/min

X withthrough 1 f f f f f  withthrough ~ f f f f f f f
coolant mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. coolant ~Mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. mm/rev.

P.4.1 75 0,03 0,04 0,05 0,06 0,08 0,10
P.4.2 65 0,03 0,04 0,05 0,06 0,08 0,10
M.1.1 70 0,03 0,04 0,05 0,06 0,08 0,10
M.2.1 70 0,03 0,04 0,05 0,06 0,08 0,10
M.3.1 70 0,03 0,04 0,05 0,06 0,08 0,10

K11
K.1.2
K.2.1
K.2.2
K.3.1
K.3.2
N.1.1 360 0,15 0,20 0,23 0,25 0,29 0,32 0,35
N.1.2 400 0,15 0,20 0,23 0,25 0,29 0,32 0,35
N.21 360 0,20 0,23 0,25 0,28 0,32 0,35 0,38
N.2.2 400 0,20 0,23 0,25 0,28 0,32 0,35 0,38
N.2.3 350 0,15 0,20 0,23 0,25 0,29 0,32 0,35
N.3.1 200 0,08 0 013 0,15 0,19 0,23 0,26
N.3.2 200 0,08 0 013 0,15 0,19 0,23 0,26
N.3.3 160 0,08 oM 013 0,15 0,19 0,23 0,26
N.4.1

CAN| 45 0,02 0,02 0,02 0,04 0,05 0,07
S.1.2 45 0,02 0,02 0,02 0,04 0,05 0,07
S.2.1 40 0,02 0,02 0,02 0,04 0,05 0,07
S.2.2 40 0,02 0,02 0,02 0,04 0,05 0,07

S.3.1 55 0,02 0,02 0,02 0,04 0,05 0,07
S.3.2 45 0,02 0,02 0,02 0,04 0,05 0,07

(e}
@ The cutting data depends extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced according to the application conditions.
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Cutting data standard values - WTX - MINI / MICRO

Drilling depth 5xD Drilling depth 5xD
Mini Micro
1770.. 10693...
Vc_ <10 > > > VC. Vc_ <B10 > > > > >
Index m/mm #1,0-15 ©215-20 020-29 m/min  m/min #1,0-1,25 81,25-15 815-20 ©20-25 @25-30
{’,ﬁ'ﬁgﬁ;ﬁ f f f f withthrough 1S f f f f f f
coolant mm/rev.  mm/rev.  mm/rev.  mm/rev. coolant mm/rev.  mm/rev.  mm/rev. mm/rev. mm/rev.  mm/rev.
P.1.1 75 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
P.1.2 65 0,02 0,02 0,025 0,03 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P1.3 65 0,01 0,01 0,0125 0,015 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P.1.4 65 0,01 0,01 0,0125 0,015 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P1.5 70 0,01 0,01 0,0125 0,015 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P.2.1 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
P.2.2 65 0,01 0,01 0,0125 0,015 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P.2.3 65 0,02 0,02 0,025 0,03 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P.2.4 65 0,01 0,01 0,0125 0,015
P.3.1 50 45 0,024 0,028 0,034 0,05 0,07 0,095
P.3.2 40 35 0,024 0,028 0,034 0,05 0,07 0,095
P.3.3
P41 40 0,012 0,015 0,018 0,028 0,04 0,06
P.4.2 25 0,012 0,015 0,018 0,028 0,04 0,06
M1 30 0,012 0,015 0,018 0,028 0,04 0,06
M.2.1 30 0,012 0,015 0,018 0,028 0,04 0,06
M.3.1 30 0,012 0,015 0,018 0,028 0,04 0,06
K.1.1 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
K.1.2 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
K.2.1 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
K.2.2 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
K.3.1 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
K.3.2 70 0,01 0,01 0,0125 0,015 60 50 0,024 0,028 0,034 0,05 0,07 0,095
N.1.1 200 0,01 0,01 0,0125 0,015
N.1.2 200 0,01 0,01 0,0125 0,015
N.2.1 160 0,01 0,01 0,0125 0,015
N.2.2 180 0,01 0,01 0,0125 0,015
N.2.3 130 0,01 0,01 0,0125 0,015
N.3.1 160 0,01 0,01 0,0125 0,015
N.3.2 160 0,01 0,01 0,0125 0,015
N.3.3 100 0,01 0,01 0,0125 0,015
N.4.1 200 0,01 0,01 0,0125 0,015
S.1.1 15 0,012 0,015 0,018 0,028 0,04 0,06
S.1.2 15 0,012 0,015 0,018 0,028 0,04 0,06
S.21 10 0,012 0,015 0,018 0,028 0,04 0,06
S.2.2 10 0,012 0,015 0,018 0,028 0,04 0,06
S.2.3
S.3.1 30 0,01 0,01 0,0125 0,015 20 0,012 0,015 0,018 0,028 0,04 0,06
S.3.2 20 0,01 0,01 0,0125 0,015 10 0,012 0,015 0,018 0,028 0,04 0,06
S.3.3
H.1.1
H.1.2
H.1.3
H.1.4
H.2.1
H.3.1

The cutting data depends extremely on the external conditions, the material and machine type.
The indicated values are possible values which have to be increased or reduced according to the application conditions.

1)

d
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Hole depth 8xD / 12xD
Micro
10694 .., 10695 ...
Yo Yo <g10  >010-1,25 >0125-15 >015-20 >020-25 >02,5-30
Index m/min m/min
with through f f f f f f
MMS
coolant mmy/rev. mm/rev. mm/rev. mm/rev. mmy/rev. mm/rev.

Pt - 00%
P2 0095
P13 0095
P14 0095
RIS 0095
P2t 0095
P22 0095
P23 0095
P24 I
P31 0095
P32 0095
P33 I
Pal 006
PA2 o006

M.1.1 30 0,012 0,015 0,018 0,028 0,04 0,06

M.2.1 30 0,012 0,015 0,018 0,028 0,04 0,06

M.3.1 30 0,012 0,015 0,018 0,028 0,04 0,06

K11 60 50 0,024 0,028 0,034 0,05 0,07 0,095

K.1.2 60 50 0,024 0,028 0,034 0,05 0,07 0,095

K.2.1 60 05 0,024 0,028 0,034 0,05 0,07 0,095

K.2.2 60 50 0,024 0,028 0,034 0,05 0,07 0,095

K.3.1 60 50 0,024 0,028 0,034 0,05 0,07 0,095

K.3.2 60 50 0,024 0,028 0,034 0,05 0,07 0,095

N.1.1

N.1.2

N.2.1

N.2.2

N.2.3

N.3.1

N.3.2

N.3.3

N.4.1

CAR 15 0,012 0,015 0,018 0,028 0,04 0,06

S.1.2 15 0,012 0,015 0,018 0,028 0,04 0,06

S.21 10 0,012 0,015 0,018 0,028 0,04 0,06

S.2.2 10 0,012 0,015 0,018 0,028 0,04 0,06

S.2.3

S.3.1 20 0,012 0,015 0,018 0,028 0,04 0,06

S.3.2 10 0,012 0,015 0,018 0,028 0,04 0,06

S.3.3

H.11

H.1.2

H.1.3

H.1.4

H.2.1

H.3.1
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Cutting data standard values - WTX - 180

Drilling depth 3xD

Type 180
10720...
v, m/min ?3-5 05-8 78-12
Index ) f f f
througmtr?oolant mmj/rev. mmj/rev. mm/rev.

P 90 009 0B 08
P12 85 000 0B 07
P13 80 000 02 016
P14 75 008 02 086
P15 W 008 0f 0f5
P21 w0 om0 021
P22 8 00 oM 019
P23 W 000 0B 07
P24 55 009 02 06
P31 60 000 013 07
P32 s 008 0t oM
P33 s 006 009 011
P41 S0 006 000 0f
P42 50 006 009 OM

M.11 45 0,06 0,09 0,11

M.2.1 40 0,05 0,07 0,10

M.3.1 40 0,05 0,07 0,10

K11 95 0,12 0,19 0,26

K.1.2 80 0,11 0,16 0,21

K.2.1 130 0,12 0,18 0,25

K.2.2 80 0,11 0,16 0,21

K.3.1 70 0,12 0,17 0,23

K.3.2 65 0,10 0,14 0,18
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Solid drilling and bore machining
WNT \ Performance Solid carbide drills - cutting data

Cutting data standard values - WTX - 180

Drilling depth 5xD

Type 180
10721 ..
v, m/min @3 3-5 05-8 78-12
Index ‘ f f f
thmugﬂtchomant mm/rev. mm/rev. mm/rev.
P1.1 90 0,09 0,13 0,18 @ Application Note:
P.1.2 85 0,09 0,13 0,17 - .
P13 80 009 012 016 Spot drilling with reduced feedrate
P1.4 75 0,08 0,12 0,16 1. Feedrate f [nm/U] should be multiplied by correction factor A,
P1.5 70 0,08 0,11 0,15
P21 2 Ol e 021 2. Drill with reduced feed rate until tool is fully engaged in
P2.2 80 010 0,14 0,19 workpiece by approximately 0.25 x D
P.2.3 70 0,09 0,13 0,17
P2.4 55 0,09 012 0,16 3. Retract from the hole at double the feed rate fin mm/U -
P31 60 0,09 013 017 only with inclined surfaces
P.3.2 50 0,08 0,11 0,14 This operation is necessary in order to achieve maximum
P3.3 50 0,06 0,09 0,11 performance of the drill!
P.4.1 50 0,06 0,09 0,11 i ) ) .
4. Drill the hole with feed rate f [mm/U] without pecking for
P.4.2 50 0,06 0,09 0,11 chip evacuation
M.1.1 45 0,06 0,09 0,11
M.2.1 40 0,05 0,07 0,10
M.3.1 40 0,05 0,07 0,10
K.1.1 95 0,12 0,19 0,26
K.1.2 80 0,11 0.16 0.21 Correction factor A, for f [nm/U] when spot drilling
K.2.1 130 0,12 0,18 0,25 Inclination
K.2.2 80 011 016 0,21 e ST Acto 3xD (10720...) A to5xD (10721 ..)
K.3.1 70 0,12 0,17 0,23 15° 0,5 0,25
K.3.2 65 010 0,14 0.18 30° 04 not recommended
N1 45° 0,25 not recommended
N.1.2
N.2.1
N.2.2
N.2.3 @ For drilling on flat surfaces (inclination 0 °) with the WTX - 180 5xD,
N.3.1 we recommend the use of a pilot drill. (WTX - UNI 3xD)
N.3.2
N.3.3
N.4.1
S.1.1
S.1.2
S.2.1
S.2.2
S.2.3
S.3.1
S.3.2
S.3.3
H.1.1
H.1.2
H.1.3
H.1.4
H.2.1
H.3.1

cuttingtools.ceratizit.com 01 |39


https://cuttingtools.ceratizit.com

Solid drilling and bore machining
WNT \ standard Solid carbide drills - cutting data

Cutting data standard values - WPC - UNI

Drilling depth 3xD

UNI
11600 .., 11603 ...
v, m/min v, m/min ?1-15 31,5-2 @2-3 33-5 #5-8 3 8-12
CSEl - f f f i f f
without through with through
coolant coolant mmj/rev. mmj/rev. mmj/rev. mmj/rev. mmj/rev. mm/rev.

P11 75 85 0,05 0,06 0,08 0,11 0,15 0,20
P.1.2 70 80 0,05 0,05 0,07 0,10 0,14 0,19
P1.3 70 75 0,05 0,05 0,07 0,10 0,14 0,18
P1.4 65 70 0,04 0,05 0,07 0,09 0,13 0,18
P1.5 60 70 0,04 0,05 0,06 0,09 0,12 0,17
P.2.1 70 85 0,06 0,07 0,09 0,13 0,18 0,24
P.2.2 65 75 0,05 0,06 0,08 0,11 0,16 0,22
P.2.3 55 70 0,05 0,06 0,07 0,10 0,15 0,20
P.2.4 45 55 0,05 0,06 0,07 0,10 0,13 0,17
P.3.1 50 55 0,05 0,05 0,07 0,10 0,15 0,20
P.3.2 40 45 0,04 0,05 0,06 0,09 0,12 0,16
P.3.3 35 45 0,04 0,04 0,06 0,07 0,10 0,13
P.4.1 35 45 0,03 0,04 0,05 0,07 0,10 0,13
P.4.2 35 45 0,03 0,04 0,05 0,07 0,10 0,13
M.1.1

M.2.1

M.3.1

K.1.1 60 80 0,04 0,06 0,09 0,14 0,21 0,30
K.1.2 50 70 0,05 0,06 0,09 0,12 0,18 0,24
K.2.1 70 110 0,05 0,07 0,09 0,14 0,20 0,28
K.2.2 50 70 0,05 0,06 0,09 0,12 0,18 0,24
K.3.1 55 60 0,06 0,07 0,09 0,13 0,19 0,26
K.3.2 50 55 0,05 0,06 0,08 0,11 0,16 0,21

(e}
@ The cutting data depends extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced according to the application conditions.
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Solid drilling and bore machining
WNT \ standard Solid carbide drills - cutting data

Cutting data standard values - WPC - UNI

Drilling depth 5xD

UNI
11606 .., 11 609...
v, m/min v, m/min ?1-15 31,5-2 @2-3 33-5 #5-8 3 8-12
CREl - f f f i f f
without through with through
coolant coolant mmj/rev. mmj/rev. mmj/rev. mmj/rev. mmj/rev. mm/rev.

P11 75 85 0,05 0,06 0,08 0,11 0,15 0,20
P.1.2 70 80 0,05 0,05 0,07 0,10 0,14 0,19
P1.3 70 75 0,05 0,05 0,07 0,10 0,14 0,18
P1.4 65 70 0,04 0,05 0,07 0,09 0,13 0,18
P1.5 60 70 0,04 0,05 0,06 0,09 0,12 0,17
P.2.1 70 85 0,06 0,07 0,09 0,13 0,18 0,24
P.2.2 65 75 0,05 0,06 0,08 0,11 0,16 0,22
P.2.3 55 70 0,05 0,06 0,07 0,10 0,15 0,20
P.2.4 45 55 0,05 0,06 0,07 0,10 0,13 0,17
P.3.1 50 55 0,05 0,05 0,07 0,10 0,15 0,20
P.3.2 40 45 0,04 0,05 0,06 0,09 0,12 0,16
P.3.3 35 45 0,04 0,04 0,06 0,07 0,10 0,13
P.4.1 35 45 0,03 0,04 0,05 0,07 0,10 0,13
P.4.2 35 45 0,03 0,04 0,05 0,07 0,10 0,13
M.1.1

M.2.1

M.3.1

K.1.1 60 80 0,04 0,06 0,09 0,14 0,21 0,30
K.1.2 50 70 0,05 0,06 0,09 0,12 0,18 0,24
K.2.1 70 110 0,05 0,07 0,09 0,14 0,20 0,28
K.2.2 50 70 0,05 0,06 0,09 0,12 0,18 0,24
K.3.1 55 60 0,06 0,07 0,09 0,13 0,19 0,26
K.3.2 50 55 0,05 0,06 0,08 0,11 0,16 0,21

(e}
@ The cutting data depends extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced according to the application conditions.
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Solid drilling and bore machining
WNT \ standard Solid carbide drills - cutting data

Cutting data standard values - solid carbide NC spot drills

NC Spot Drill
NC-A
10702..,10703....
v, m/min 02-3 0 3-4 0 4-5 0 5-6 06-8 9 8-10 010-12
Index without through f f f f f f f
gl mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. mm/rev. mm/rev.

P.1.1 75 0,05 0,07 0,08 0,10 0,12 014 0,16
P.1.2 65 0,05 0,07 0,08 0,10 0,12 0,14 0,16
P1.3 65 0,04 0,05 0,06 0,08 0,10 011 013
P1.4 65 0,04 0,05 0,06 0,08 0,10 011 013
P.1.5 70 0,04 0,05 0,06 0,08 0,10 011 013
P.2.1 70 0,05 0,07 0,08 0,10 0,12 0,14 0,16
P.2.2 65 0,04 0,05 0,06 0,08 0,10 01 0,13
P.2.3 65 0,05 0,07 0,08 0,10 0,12 0,14 0,16
P.2.4 65 0,04 0,05 0,06 0,08 0,10 oM 0,13
P.3.1

P.3.2

P.3.3

P.4.1

P.4.2

M.1.1

M.2.1

M.3.1

K11 70 0,04 0,05 0,06 0,08 0,10 0,13 0,15
K.1.2 70 0,04 0,05 0,06 0,08 0,10 0,11 0,13
K.2.1 70 0,04 0,05 0,06 0,08 0,10 0,11 0,13
K.2.2 70 0,04 0,05 0,06 0,08 0,10 0,11 0,13
K.3.1 70 0,04 0,05 0,06 0,08 0,10 0,11 013
K.3.2 70 0,04 0,05 0,06 0,08 0,10 0,11 0,13
N.1.1 200 0,01 0,01 0,02 0,02 0,03 0,04 0,05
N.1.2 200 0,01 0,01 0,02 0,02 0,03 0,04 0,05
N.2.1 160 0,01 0,01 0,02 0,02 0,03 0,04 0,05
N.2.2 180 0,01 0,01 0,02 0,02 0,03 0,04 0,05
N.2.3 130 0,01 0,01 0,02 0,02 0,03 0,04 0,05
N.3.1 160 0,01 0,01 0,01 0,01 0,02 0,03 0,04
N.3.2 160 0,01 0,01 0,01 0,01 0,02 0,03 0,04
N.3.3 100 0,01 0,01 0,01 0,01 0,02 0,03 0,04

The cutting data depends extremely on the external conditions, the material and machine type.
The indicated values are possible values which have to be increased or reduced according to the application conditions.

i)

d
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WNT

Solid carbide drills - technical information

Important application criteria for WTX drills

Axial offset

The axial run-out of the axis between a rotating work piece and

a stationary tool must not exceed 0.04 mm. A larger run-out
reduces tool life and drilling quality and can lead to tool breakage.

Run-out
The concentricity error when the tool is rotating should
not exceed 0.015 mm.

Cooling lubricant

With internally cooled tools the coolant pressure should

be min. 20 bar.

High-quality semi-synthetic or emulsion coolants with min. 10 % oil
content and EP additives are recommended. This allows better life,
and achieves higher tolerance accuracy and better surface quality.
Afine filter system is recommended to prevent possible clogging
of the coolant channels.

Drilling into solid

Due to the geometric design of the solid carbide drills,

they are suitable for drilling into solid material.

With solid carbide drills < 12xD drilling can be carried out in solid
material without the need for centering and spot drilling operations.

Flute run-out

When using WTX drills a safety margin of at least 1 to 1.5xD must
be maintained between the work piece and the flute outlet groove
of the drill to ensure optimum chip evacuation and prevent chip
clogging and tool fracture.

Peck drilling
Pecking should be avoided as there is a very high risk of
fracture caused by chips left behind or flushed into the hole.

Secondary tools

If a smaller diameter WTX drill is used as a following tool in

the same hole, it should have a smaller drill point angle to ensure
that it centres properly.

Interrupted Cuts
Reduce the feedrate on entry to and from cross holes

Drill exit
To avoid severe burr formation, reduce v, and f.

Workpiece clamping
To avoid tool breakages, care must be taken to ensure a proper
workpiece clamping without vibration or workpiece deflection.

Tool holding

With optimum clamping high alignment accuracy and
tolerances (IT7-8) are possible.

Due to the high surface quality reaming operations
can often be dispensed with.

Machine Requirements
Please note the performance diagram

Cutting data table
To control the chip length (comma chip) the feed rates should be
no lower than the lower limits quoted in the cutting data table.

Feed rate fin mm/rev.
Drilling capacity relative to the diameter: v, = 80 m/min.
Tensile strength of the material = 600 N/mm?

A
12 =05
11 f=04
10 f=0,35
z 9 f=0,3
= 8
z 7
g 6
5 T £=0,25
S 5
o
—
£ 4
= /
S 3 f=0.2
2
] f=0,15
o = f-041 1 N
‘ -
0 5 10 15 20 25

Drill diameter in mm
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WNT \ Performance

Solid carbide drilling
Technical Information

WTX - Micro - recommended application

General references

A During vertical machining, a pilot hole is not required for regular and straight

surfaces from @ 1.0 mm up to a length of 12xD due to the excellent self-centring.

During horizontal drilling, a pilot drill must be used for irregular and angled
surfaces.
The WTX Micro 5xD is recommended as a pilot drill.

A To guarantee problem-free insertion of the deep hole twist drill in the pilot hole,
during horizontal machining 90° countersinking with suitable NC countersink is
recommended.

A During vertical machining, drills from @ 1.0 mm up to a length of 12xD can
also be operated outside the pilot hole without a reduction in speed.

A For through holes, the feed per revolution must be reduced by 50% before
exiting the hole.

A For long-chipping materials, pecking may be required every 3xD from a hole
depth of 10xD. Peck drilling (retraction) should occur at the pilot hole depth.

A Due to the small thro' coolant @ during micro drilling, effective filtration of the
cooling medium is of the utmost importance.

Drill<@ 2.0 mm Filter <0.010 mm
Drill <@ 3.0 mm Filter < 0.020 mm

E Producing the pilot hole

A Pilot hole depth: min. 3xD
A |t must be ensured that the prepared pilot hole is free from chips to avoid
blocking of the micro deep hole twist drill cutting edges

A Thelonger the coolant s in the machine, suspended particles and
particulate matter in the cooling medium prevent effective coolant flow.
Regular replacement of the coolant is therefore recommended.

A Asuitable clamping device with maximum radial run-out accuracy and
balance quality is required for process-secure production.

Radial run-out accuracy < 0.003 mm
Suitable for high-speed areas

A To guarantee a process-secure drilling process, a minimum pressure

of 30 bar must be present.

H Entering the pilot hole with a deep hole twist drill

)

A Speed 300 rpm (reverse rotation sometimes possible

A Entry speed approx. 1000 mm/min

A Switch on cooling

A Increase parameters 0.5-1.0 mm before reaching the bottom of the pilot hole

K Deep hole drilling

‘f\

A Athole depth without pecking

Tolerances and angles

Pilot drill
16xD — 30xD

Tolerance h6
Tolerance m6

01]44

I Retracting the drill

=
TINSEE SR S SESSSSSSSS

A Retract drill approx. 1xD

A Reduce speed to 300 rpm

A Exit speed approx. 1000 mm/min

A Switch off emulsion before exiting the hole

The following must apply to use the pilot and
deep hole twist drill consecutively and without collisions:
AD = @D (pilot hole) - @D (deep hole) >0

Pilot drill

A1/2D | A1/2D
Deep hole @ DC
Max. dimension
Pilot hole @ DC
Min. dimension

cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

WNT

Solid carbide drills - technical information

Recommendations for solid carbide drilling operations

Reasons for ...

... Built-up edge

v, too low

Too much material taken off at main cutting edge
Uncoated cutting edge

Solutions ...

Increase v,
Reduce cut
Coating

... Corners broken off
Unstable conditions

Run out too high
Interrupted cut

Change clamping
Optimize radial run-out
Reduce feed rate

... Heavy flank wear
v, too low

Feed rate too low
Clearance angle too small

Reduce v,
Increase feed rate
Increase clearance angle

... Scoring on the tool flanks

Unstable conditions
Run out too high
Interrupted cut
Abrasive materials

Change clamping
Correct radial run-out
Reduce feed rate
Thicker emulsion or oil

... Round chamfer wear

Unstable conditions

Run out too high

Back taper too small

Wrong emulsion or too thin emulsion

More stable clamping
Check radial run-out
Increase back taper
Thicker emulsion or oil

... Material broken off at main cutting edge
Unstable conditions

Interrupted cut

Wrong type of tool

Max. tool life has been exceeded

More stable clamping
Reduce feed rate
Optimize tool

Change tool earlier

... Heavy wear at chisel edge

v, too low

Feed rate too high

Too much material taken off at main cutting edge

Increase v,
Reduce feed rate
Optimize cutting edge

VvV vV vV vV VvV VY

... Material broken off at intersections, drill point and main cutting edge

Clearance angle too small

Increase clearance angle

Too much material taken off at main cutting edge Optimize cutting edge
Wrong tool Other tool

... Plastic deformation of cutting corner

v, too high Reduce v,

Insufficient emulsion Increase amount of coolant
Wrong or no corner chamfer Correct corner chamfer

... Poor surface quality

Run out too high
Insufficient cooling
Unstable conditions

Check radial run-out
More emulsion
Change toolholding

... Heavy burring on hole exit
Feed too high
Excessive honing of main cutting edge

cuttingtools.ceratizit.com

Reduce feed rate
Reduce cutting edge
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WNT \ Performance ) . Solid drilling and bore machining
Solid carbide drills - technical information

Type overview - WTX High performance drilling tools

a good self-centring 4 high-quality surface finish

a optimum swarf control 4 close drilling tolerances

A precise radial run-out a |imited hardening of peripheral zones of the material
4 excellent alignment precision 4 good chip evacuation even with large drilling depths

(e}
@ For all products that are marked with the video icon, a relevant product video
can be viewed at cutting.tools/int/en/type-overview-wtx

A e~ ]

N " - < A high-performance solid carbide drill for universal application, RAGONSKIN
—— el for all materials up to 1200 N/mm? D

~ A specialist for cost effective machining of titanium,
T \\* Sl — - p g

o ) RAGONSKIN
gl === titanium alloys and heat resistant alloys D

solid carbide high performance drill specailly for
the machining of aluminium, copper and brass IDRAGONSKIN
6 facet geometry for excellent hole quality

AL

m A forinclined surfaces up to 45° and flat bottom holes

m A solid carbide micro drill for the precise manufacture of
—

very small holes from @ 0.1 to 2.9 mm

>

/]
/]
|
(’/
| 3 »

A Universal high-performance micro drill
MICRO N S ] Specialised geometry and coating DRAGONSKIN @
A Pilot drill for WTX Micro deep hole twist drill

Coatings
DPX74S A Special TIAIN nanolayer coating Tig00 A AITIN nanolayer coating
A Maximum application temperature: 1000 °C A Maximum application temperature;: 1100 °C
DRAGONSKIN
DPX74M A Universal AICrN-based monolayer coating TiAIN A TiAIN multilayer coating
developed for micro tools A Maximum application temperature: 900 °C

A High oxidation, heat and wear resistance
DRAGONSKIN A Maximum application temperature 1100 °C

>

Diamond-like carbon coating
Specially for machining non-ferrous metals
Maximum application temperature: 400 °C

DPA54 A Special multilayer coating DLC
A High hardness and heat resistance

A Maximum application temperature: 800 °C
DRAGONSKIN DRAGONSKIN

>

>
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KOMET Solid drilling and bore machining
Reamers - content overview
Reamers overview
(0]
s o
© c 2
£ g N = | gl =
= s & E£5¢2 s |z 2 o
5 2 @ B2 3 @ 2 |8 3| o »
E 2 8889 g 2 ® % 8 5| ~ -
s 5 2S5BcsclE | 2| 3 EE
5 e % EEEREY AR WO = =
] @DC 173 PMKNSH = @ k= g g
Monomax
A adjustable monoblock reamer in 3xD and 5xD
A regrinding and re-tipping on the base body
A all common materials
. H7
— - — short  5,60-12,00 e Bv v v B 85
1/100
Fullmax
A High-speed reamer in shorter and longer version
A Reamers for machining steel, stainless and acid-resistant steels,
cast materials, aluminium and hardened materials up to 63 HRC
A Extremely irregular pitch
A Standard shank ~ DIN 6535 HA
4,00-12,00 H7
'—————g short S e © o 51-56
2,96-12,03 1/100 . /v u
. 4,00-12,00 H7
e g oo o0 v v/ 57-62
‘ 2,96-12,03 1/100 . u
Solid Carbide Reamers
A universal solid carbide reamer without thro' coolant
A extremely irregular pitch
A DIN 6535 HA shank
—_—— 059-1205 110 @ oe @ ] 63
L eee——— 059-1205 1100 @oe ool v -
HSS Reamers
A HSS-E NC machine reamer
4 DIN 1835 A shank
———— e
0,95-12,00 1/100 e oo 65
— . v O
A HSS-E machine reamer
—_
f— 0951200 1100 @oeeo [8 O 66+67
A HSS-E automatic machine reamer DIN 8089
— 4,00-12,00 H7 0000 . v O 68
— 376-1200 1100 eoceeo [8 O 69
(o)
@ For further dimensions and drills, please refer to our — Main catalogue, Chapter 4 Reamers and countersinkers
cuttingtools.ceratizit.com 01|47
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KOMET \ Performance

Solid drilling and bore machining
Reamers - Monomax

Monomax - Selection guide

(7] 5,60 - 25,89 mm
KOMET no. (3xD) 56J.93 56J.93 56J.65 56J.17 56J4.71 56H.65 56H.65 56H.17
Lead angle ASG4000 ASG3000 ASG0106 ASGO706 ASG3000 ASG3000 ASGO106 ASGO706
Lead angle 25° 45° 45° 45°/8° 45° 45° 45° 45°/8°
Grade / coating DST DST DBG-P DBC TIN DBG-P DBG-P DBC
Article no. (3xD) 40635 40625 40652 40648 40605 40657 40644 40640
Preferred type available v v v v
Through hole Blind hole

Application

Material sub-group

Index

X =E=E =
L w4
= L o4 4

M Stainless steel ] [ ]
Grey cast iron (@) o
K.1.2
K.2.1
Spherulitic graphite
K castiron K.2.2 o o o
K.3.1
Malleable iron e} () [ J
K.3.2
N.1.1
Aluminum alloys
N.1.2
N.2.1 [ J [ J
Castaluminiumalioys ~ N.2.2
N N.2.3
N.3.1 -
Copper and copper alloys
(Bronze, Brass) N.3.2 L4
N.3.3
Magnesium alloys N.4.1

*for drilling with interrupted cut use coated HM-reamers

01]48

‘ Main application
| Additional range of application

[ ]
[¢]
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KOMET \ Performance

Solid drilling and bore machining
Reamers - Monomax

Monomax - High-speed reamers, short

A adjustable for smallest bore tolerances

A wear compensation within the tolerance zone
A retraction from the hole at 3-4 times the cutting feed rate

A uptotolerance class IT 5 with absolute process security, from the first hole

>
n

mm
5,60 - 5,99
6,00
6,01-7,99
8,00
8,01 - 8,89
8,90 - 9,89
9,90 - 9,99
10,00
10,01 - 11,99
12,00

T w=Xx=T

f=0,1 mm

LPR DCONMS s ZEFP

WQWS
3
3
oy
alel
L LU

mm mm mm
95 35 40
9,5 35 40
9,5 35 40
9,5 35 40
95 35 40
95 45 50
9,5 45 50
9,5 45 50
9,5 45 50
9,5 45 50

mm
12
12
12
12
12
12
12
12
12
12

[o2NepNer oo i

DST DST DBG-P TiN
Ui/ Ui/ |
56J.93 56J.93 56J.65 56J.71
<3xD <3xD <3xD <3xD
<] 45° <J25° <] 45° <] 45°
ASG3000 ASG4000 ASG0106 ASG3000
CERMET CERMET HM HM
Through hole Through hole Through hole Through hole
40625.. 40635.. 40652.. 40605...
XXXX 2 XXXX 2 Xxxx XXXX
060 060 06000 060
XXxx 2 XXXX 2 xxxx " XXXX
080 080 08000 080
XXxx 2 XXXX 2 xxxx " XXXX
XXxx 2 Xxxx 2 xxxx " XXXX
XXXX 2 XXXX 2 xxxx " XXXX
100 100 10000 100
XXXX 2 XXXXx 2 xxxx " XXXX
120 120 12000 120
° ° ° o
°
° o o
o °

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days / Minimum order 2 pieces

2) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 20 working days / Minimum order 2 pieces

DBC

56J.17
<3xD
<] 45/8°
ASG0706
HM
Through hole

40 648 ...

xxxx "
06000 "
xxxx "
08000 "
xxxx "
xxxx "
xxxx "
10000 "
xxxx "
12000 "

— v, Page 71-74

(e}
@ Do not heat shrink tools !

)
@ For xxxx please indicate requested @ in H7 in the order (e.g. 15.89 H7 — article no. 40 635 1589)!
All other diameters and tolerance classes are also possible on request (e.g. 18.5 9% or 18 N7).

cuttingtools.ceratizit.com
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KOMET \ Performance

Solid drilling and bore machining

Reamers - Monomax

Monomax - High-speed reamers, short

A adjustable for smallest bore tolerances
A wear compensation within the tolerance zone

A retraction from the hole at 3-4 times the cutting feed rate

A uptotolerance class IT 5 with absolute process security, from the first hole

DCONMS

LU
LPR

OAL

f=0,1 mm
L

DC

DC OAL L LU LPR DCONMS. ZEFP
mm mm mm mm mm mm
560-599 8 95 35 40 12 4
6,00 8 95 35 40 12 4
6,01-799 8 95 35 40 12 4
8,00 8 95 35 40 12 4
8,01-889 8 95 35 40 12 4
8,90-989 95 95 45 50 12 6
9,90-999 95 95 45 50 12 6
10,00 9% 95 45 50 12 6
10,01-11,99 95 95 45 50 12 6
12,00 9% 95 45 50 12 6

T w=Xx= T

DBG-P DBG-P DBC
56H.65 56H.65 56H.17
<3xD <3xD <3xD
<] 45° <] 45° <] 45/8°
ASG0106 ASG3000 ASGO706
HM HM HM
Blind hole Blind hole Blind hole
40644 .. 40657.. 40640...
Xxxx Xxxx Xxxx
06000 " 06000 " 06000 "
xxxx " xxxx " xxxx "
08000 " 08000 " 08000 "
xxxx " xxxx " xxxx "
xxxx " xxxx " xxxx "
xxxx " xxxx " xxxx "
10000 " 10000 " 10000 "
xxxx " xxxx " xxxx "
12000 " 12000 " 12000 "
° °
°
°
°

1) Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days / Minimum order 2 pieces

— v, Page 71-74

o)
@ Do not heat shrink tools !

@)
@ For xxxx please indicate requested @ in H7 in the order (e.g. 15.89 H7 — article no. 40 644 1589)!
All other diameters and tolerance classes are also possible on request (e.g. 18.5 9% or 18 N7).

01]50
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KOM ET \ Performance Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch
A designed for high-speed machining
A specialised geometries and coatings

> G
m

DBG-U

DCONMS

OAL

LPR

51P.57

_. m(__]3

Left Hand Helix

DC <] 30°
ASG2210

Solid carbide

Through hole

40483 ...

LU

DC,, OAL L LU LPR DCONMS. ZEFP

mm mm mm mm mm mm
4 50 12 24 28 4 4 04000
5 64 12 31 36 6 4 05000
6 64 12 31 36 6 4 06000
7 70 16 31 36 8 6 07000
8 70 16 31 36 8 6 08000
9 80 16 35 40 10 6 09000
10 80 16 35 40 10 6 10000
1 90 20 40 45 12 6 11000
12 90 20 40 45 12 6 12000

P )

M )

K )

N o

S o

H )

— V. Page 75
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: 92,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

o

DC 0,040,005
mm
2,96 - 3,96
3,97
3,98
3,99
4,00
4,01
4,02
4,03
4,04 - 4,05
4,06 - 4,96
4,97
4,98
4,99
5,00
5,01
5,02
5,03
5,04 -5,96
5,97
5,98
5,99
6,00
6,01
6,02
6,03
6,04 - 6,05
6,06 - 7,96
7,97
7,98
7,99

O T w=xz=7T

LPR DCONMS s ZEFP

DCONMS

i

]

i

i

| o

= )
i o«
==
-
E%Z

OAL L LU
mm mm mm mm
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
50 12 24 28
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
64 12 31 36
70 16 31 36
70 16 31 36
70 16 31 36
70 16 31 36

mm

[e-le-Noclie Moo NerlerierNerlerlerNerlepier e ierRerileriepRiep R - - S AN S S

oo~ AEAERERERARRREELEREDRDDDRDRRARELEAEEDDRDRRERAESENS

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days

DBG-U

51P.57
a8
Left Hand Helix
<130°
ASG2210
Solid carbide
Through hole

40 489 ...

Xxxxx"
03970
03980
03990
04000
04010
04020
04030
XXXxx "
XXXxx "
04970
04980
04990
05000
05010
05020
05030
XXxxx "
05970
05980
05990
06000
06010
06020
06030
XXXxx "
XXXxx "
07970
07980
07990

OO0OO0Cee

— v, Page 75

@)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.

For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 489 08820)!

01152

Continued on next page
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KOMET \ Performance

Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: @2,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

DC 0,040,005
mm
8,00
8,01
8,02
8,03
8,04 - 8,05
8,06 - 9,96
9,97
9,98
9,99
10,00
10,01
10,02
10,03
10,04 - 10,05
10,06 - 11,96
11,97
11,98
11,99
12,00
12,01
12,02
12,03

T w=Xx= 710

>
"

LPR DCONMSs ZEFP

DCONMS
i
i
;
i
i a
<
o
o
==
-
DG
0AL L LU
mm mm mm mm
70 16 31 36
70 16 31 36
70 16 31 36
70 16 31 36
70 16 31 36
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45

DO OO

DBG-U

51P.57
a8
Left Hand Helix
<] 30°
ASG2210
Solid carbide
Through hole

40 489 ...

08000
08010
08020
08030
Xxxxx"
XXXXx !
09970
09980
09990
10000
10010
10020
10030
XXXxx "
XXXxx "
11970
11980
11990
12000
12010
12020
12030

OO0OOCee

1) Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days

— v, Page 75

o
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 489 08820)!
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KOM ET \ Performance Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch
A designed for high-speed machining
A specialised geometries and coatings

| NEW_|
DBG-U
DCONMS
-
<
(@)
&
3 4 51M.57
4 m(__]3
straight flute
DC <] 60°
ASG2110
Solid carbide
Blind hole
40 481 ...
DCy; OAL L LU LPR DCONMS, ZEFP
mm mm mm mm mm mm
4 50 12 24 28 4 4 04000
5 64 12 31 36 6 4 05000
6 64 12 31 36 6 4 06000
7 70 16 31 36 8 6 07000
8 70 16 31 36 8 6 08000
9 80 16 35 40 10 6 09000
10 80 16 35 40 10 6 10000
1 90 20 40 45 12 6 11000
12 90 20 40 45 12 6 12000
P )
M )
K )
N o
S o
H )

— v, Page 75
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: 92,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

e e
DBG-U
DCONMS
=
(@)
o
o
- 51M.57
Ha(__I8
straight flute
<]60°
ASG2110
Solid carbide
Blind hole
40 488 ...
DC .o00am000s OAL L LU LPR DCONMS ZEFP
mm mm mm mm mm mm
2,96-3,96 50 12 24 28 4 4 XXxxx"
3,97 50 12 24 28 4 4 03970
3,98 50 12 24 28 4 4 03980
3,99 50 12 24 28 4 4 03990
4,00 50 12 24 28 4 4 04000
4,01 50 12 24 28 4 4 04010
4,02 50 12 24 28 4 4 04020
4,03 50 12 24 28 4 4 04030
4,04-4,05 50 12 24 28 4 4 XXXXX "
4,06-496 64 12 31 36 6 4 XXXXX "
4,97 64 12 31 36 6 4 04970
4,98 64 12 31 36 6 4 04980
4,99 64 12 31 36 6 4 04990
5,00 64 12 31 36 6 4 05000
5,01 64 12 31 36 6 4 05010
5,02 64 12 31 36 6 4 05020
5,03 64 12 31 36 6 4 05030
5,04-596 64 12 31 36 6 4 Xxxxx"
5,97 64 12 31 36 6 4 05970
5,98 64 12 31 36 6 4 05980
5,99 64 12 31 36 6 4 05990
6,00 64 12 31 36 6 4 06000
6,01 64 12 31 36 6 4 06010
6,02 64 12 31 36 6 4 06020
6,03 64 12 31 36 6 4 06030
6,04-6,056 64 12 31 36 6 4 Xxxxx"
6,06-7,96 70 16 31 36 8 6 Xxxxx"
797 70 16 31 36 8 6 07970
7,98 70 16 31 36 8 6 07980
7,99 70 16 31 36 8 6 07990
P °
M °
K )
N o
S o
H o
0
1) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days — Vv, Page 75
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 488 08820)!
cuttingtools.ceratizit.com Continued on next page 01 |55


https://cuttingtools.ceratizit.com

KOMET \ Performance

Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, short

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: @2,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

DC 0,040,005
mm
8,00
8,01
8,02
8,03

8,04 - 8,05
8,06 - 9,96
9,97
9,98
9,99
10,00
10,01
10,02
10,03

10,04 - 10,05

10,06 - 11,96
11,97
11,98
11,99
12,00
12,01
12,02
12,03

T w=XxX= T

LPR DCONMS s ZEFP

DCONMS

i

i

i

i 4

<
(e}
&
3 |
-
DC

OAL L LU
mm mm mm mm
70 16 31 36
70 16 31 36
70 16 31 36
70 16 31 36
70 16 31 36
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
80 16 35 40
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45
90 20 40 45

DO HIDHDOO OO

DBG-U

51M.57
H(__I8
straight flute
<]60°
ASG2110
Solid carbide
Blind hole

40 488 ...

08000
08010
08020
08030
Xxxxx"
XXXxx !
09970
09980
09990
10000
10010
10020
10030
XXXxx "
XXXxx "
11970
11980
11990
12000
12010
12020
12030

OO0OOCee

1) Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days

— v, Page 75

@)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 488 08820)!
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KOMET \ Performance

Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, long
A extremely irregular pitch

A designed for high-speed machining
A specialised geometries and coatings

2 VA
n
DBG-U DBQ
DCONMS
i :
E i
i
t
!
cl =
o
&
3 -
- 52P.57 525.44
w13 a8
DC Left Hand Helix ~ Left Hand Helix
<] 30° <] 30°
ASG2210 ASG2231
Solid carbide Solid carbide
Through hole Through hole
40484.. 40401..
DCy, OAL L LU LPR DCONMS, ZEFP
mm mm mm mm mm mm
4 60 12 28 32 4 4 04000 04000
5 76 12 35 40 6 4 05000 05000
6 76 12 35 40 6 4 06000 06000
7 101 16 60 65 8 6 07000 07000
8 101 16 60 65 8 6 08000 08000
9 108 16 63 68 10 6 09000 09000
10 108 16 63 68 10 6 10000 10000
1 130 20 80 85 12 6 11000 11000
12 130 20 80 85 12 6 12000 12000
P ) °
M ) )
K )
N ¢)
S o
H e)

ALU

DBC-N

52N.17
Ha__I8
straight flute
<130°
ASG2270
Solid carbide
Through hole

40 471 ...

04000
05000
06000
07000
08000
09000
10000
11000
12000

cuttingtools.ceratizit.com

— v, Page 76+77
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, long

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings
A tolerance: 92,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

A VA ALU
ﬁ«
DBG-U DBQ DBC-N
DCONMS
i
i
Iil
i
| 2
(@)
o
o
-
52P.57 52S.44 52N.17
Ha_J3 na_ ]38 ma(_ ]38
Left Hand Helix ~ Left Hand Helix straight flute
<130° <]30° <] 30°
ASG2210 ASG2231 ASG2270
Solid carbide Solid carbide Solid carbide
Through hole Through hole Through hole
40486.. 40403.. 40473..
DC ,o004s000s OAL L LU LPR DCONMS . ZEFP
mm mm mm mm mm mm
2,96-3,96 60 12 28 32 4 4 Xxxxx XXXXX2) XXxXxx
3,97 60 12 28 32 4 4 03970 03970 03970"
3,98 60 12 28 32 4 4 03980 03980 03980"
3,99 60 12 28 32 4 4 03990 03990 03990"
4,00 60 12 28 32 4 4 04000 04000 04000"
4,01 60 12 28 32 4 4 04010 04010 04010"
4,02 60 12 28 32 4 4 04020 04020 04020"
4,03 60 12 28 32 4 4 04030 04030 04030"
4,04-4,05 60 12 28 32 4 4 Xxxxx" XXXxx2 Xxxxx"
4,06-4,96 76 12 35 40 6 4 Xxxxx XXxxx2 Xxxxx"
4,97 76 12 35 40 6 4 04970 04970 04970"
4,98 76 12 35 40 6 4 04980 04980 04980"
4,99 76 12 35 40 6 4 04990 04990 04990"
5,00 76 12 35 40 6 4 05000 05000 05000"
5,01 76 12 35 40 6 4 05010 05010 05010"
5,02 76 12 35 40 6 4 05020 05020 05020"
5,03 76 12 35 40 6 4 05030 05030 05030"
5,04-596 76 12 35 40 6 4 Xxxxx" XXXxx2 XXXxx "
5,97 76 12 35 40 6 4 05970 05970 05970"
5,98 76 12 35 40 6 4 05980 05980 05980"
5,99 76 12 35 40 6 4 05990 05990 05990"
6,00 76 12 35 40 6 4 06000 06000 06000"
6,01 76 12 35 40 6 4 06010 06010 06010"
6,02 76 12 35 40 6 4 06020 06020 06020"
6,03 76 12 35 40 6 4 06030 06030 06030"
6,04-6,056 76 12 35 40 6 4 XXxxx XXxxx2 Xxxxx"
6,06-7,96 101 16 60 65 8 6 Xxxxx" XXXxx2 XXxxx"
7,97 101 16 60 65 8 6 07970 07970 07970"
7,98 101 16 60 65 8 6 07980 07980 07980"
P ° )
M ° )
K )
N ¢) °
S o
H e)
0 o
1) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days — v, Page 76+77

2) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 32 working days

@)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 486 08820)!
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, long

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: @ 2,96 - 5,96 mm = +0,004 mm
A folerance: 05,97 - 20,05 mm = +0,005 mm

>
n

Dc +0,004/+0,005
mm
7,99
8,00
8,01
8,02
8,03

8,04 - 8,05
8,06 - 9,96
9,07
9,98
9,99
10,00
10,01
10,02
10,03

10,04 - 10,05

10,06 - 11,96
11,07
11,98
11,99
12,00
12,01
12,02
12,03

O Tw=x=T

N =
-

DCONMS

OAL
mm
101
101
101
101
101
101
108
108
108
108
108
108
108
108
108
130
130
130
130
130
130
130
130

LPR DCONMS s ZEFP

-
<
(e}
o
o
-
L LU
mm mm mm
16 60 65
16 60 65
16 60 65
16 60 65
16 60 65
16 60 65
16 63 68
16 63 68
16 63 68
16 63 68
16 63 68
16 63 68
16 63 68
16 63 68
16 63 68
20 80 85
20 80 85
20 80 85
20 80 85
20 80 85
20 80 85
20 80 85
20 80 85

mm

[o2N NN oo NorNorNer oo o NorNorNorlorioriorNorNeor oo NorNop)

Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days
Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 32 working days

“

DBG-U DBQ
52P.57 52S.44
A I3 na_ ]38
Left Hand Helix ~ Left Hand Helix
<130° <]30°
ASG2210 ASG2231
Solid carbide Solid carbide
Through hole Through hole
40486... 40403 ...
07990 07990
08000 08000
08010 08010
08020 08020
08030 08030
Xxxxx" XXXxx2
Xxxxx XXXXX?)
09970 09970
09980 09980
09990 09990
10000 10000
10010 10010
10020 10020
10030 10030
Xxxxx" XXXXx2
Xxxxx " XXXXX?)
11970 11970
11980 11980
11990 11990
12000 12000
12010 12010
12020 12020
12030 12030
) )
° )
°
0
0
O

DBC-N

52N.17
a3
straight flute
<J30°
ASG2270
Solid carbide
Through hole

40 473 ...

07990"
08000"
08010"
08020"
08030"
Xxxxx"
XXXxx "
09970"
09980"
09990"
100007
10010"
100207
10030"
Xxxxx"
XXXxx "
119707
119807
11990"
120007
12010"
120207
120307

0
— v, Page 76+77

@)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.

For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article No. 40 486 08820)!
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KOM ET \ Performance Solid drilling and bore machining
Reamers - Fullmax

Fullmax - High-performance machine reamers, long

A extremely irregular pitch
A designed for high-speed machining
A specialised geometries and coatings

VA ALU
DBG-U DBQ DBC-N
DCONMS
|
i
:
t
!
-}
—_— <
o
&
3 |
_. 52M.57 52T.45 52Q.17
w13 a8 a8
DC straight flute straight flute straight flute
<] 60° <] 45° <] 60°
ASG2110 ASG2131 ASG2170
Solid carbide Solid carbide Solid carbide
Blind hole Blind hole Blind hole

40485.. 40402.. 40472..
DCy OAL L LU LPR DCONMS, ZEFP

mm mm mm mm mm mm
4 60 12 28 32 4 4 04000 04000 04000
5 76 12 35 40 6 4 05000 05000 05000
6 76 12 35 40 6 4 06000 06000 06000
7 101 16 60 65 8 6 07000 07000 07000
8 101 16 60 65 8 6 08000 08000 08000
9 108 16 63 68 10 6 09000 09000 09000
10 108 16 63 68 10 6 10000 10000 10000
1 130 20 80 85 12 6 11000 11000 11000
12 130 20 80 85 12 6 12000 12000 12000

P ) °

M ) )

K )

N o) )

S o

H e)

— v, Page 76+77
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, long

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings
A tolerance: 92,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

o

Dc +0,004/+0,005
mm
2,96 - 3,96
3,97
3,98
3,99
4,00
4,01
4,02
4,03
4,04-4,05
4,06 - 4,96
4,97
4,98
4,99
5,00
5,01
5,02
5,03
5,04 - 5,96
5,97
5,98
5,99
6,00
6,01
6,02
6,03
6,04 - 6,05
6,06 - 7,96
7,97
7,98

O T w=Xx=7T

VA
DBG-U DBQ
DCONMS
Z
(@)
o
5
52M.57 52T.45
Ha_J3 na_ ]38
straight flute straight flute
<]60° <] 45°
ASG2110 ASG2131
Solid carbide Solid carbide
Blind hole Blind hole
40487.. 40404...
L LU LPR DCONMS. ZEFP
mm mm mm mm
12 28 32 4 4 XXxxx XXXXX2)
12 28 32 4 4 03970 03970
12 28 32 4 4 03980 03980
12 28 32 4 4 03990 03990
12 28 32 4 4 04000 04000
12 28 32 4 4 04010 04010
12 28 32 4 4 04020 04020
12 28 32 4 4 04030 04030
12 28 32 4 4 Xxxxx " XXXXX?)
12 35 40 6 4 Xxxxx XXXXX2)
12 35 40 6 4 04970 04970
12 35 40 6 4 04980 04980
12 35 40 6 4 04990 04990
12 35 40 6 4 05000 05000
12 35 40 6 4 05010 05010
12 35 40 6 4 05020 05020
12 35 40 6 4 05030 05030
12 35 40 6 4 Xxxxx " XXXXX?)
12 35 40 6 4 05970 05970
12 35 40 6 4 05980 05980
12 35 40 6 4 05990 05990
12 35 40 6 4 06000 06000
12 35 40 6 4 06010 06010
12 35 40 6 4 06020 06020
12 35 40 6 4 06030 06030
12 35 40 6 4 XxXxxx XXXXX2)
16 60 65 8 6 Xxxxx" XXXxx2
16 60 65 8 6 07970 07970
16 60 65 8 6 07980 07980
° °
° °
°
o
o
o

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days
2) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 32 working days

ALU

DBC-N

52Q.17
a3
straight flute
<] 60°
ASG2170
Solid carbide
Blind hole

40 474 ...

XXxxx
03970"
03980"
03990"
04000"
04010"
04020"
04030"
XXXxx "
XXXxx "
04970"
04980"
04990"
05000"
05010"
05020"
05030"
XXXxx "
05970"
05980"
05990"
06000"
06010"
06020"
06030"
XXxXxx "
Xxxxx"
07970"
07980"

(e]

— v, Page 76+77

[©)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article no. 40 487 08820)!

cuttingtools.ceratizit.com
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KOMET \ Performance

Reamers - Fullmax

Fullmax - High-performance machine reamers, long

A extremely irregular pitch

A designed for high-speed machining

A specialised geometries and coatings

A tolerance: @2,96 - 5,96 mm = +0,004 mm
A tolerance: @ 5,97 - 20,05 mm = +0,005 mm

VA ALU
DBG-U DBQ DBC-N
DCONMS
i
i
|
lil
i
: -
<
o
o
5
52M.57 52T.45 52Q.17
A I3 na_ ]38 ma(_ ]38
straight flute straight flute straight flute
<] 60° <] 45° <] 60°
ASG2110 ASG2131 ASG2170
Solid carbide Solid carbide Solid carbide
Blind hole Blind hole Blind hole

40487.. 40404.. 40474..

DC ,o00am000s OAL L LU LPR DCONMS., ZEFP
mm mm mm mm mm mm

7,99 101 16 60 65 8 6 07990 07990 07990"
8,00 101 16 60 65 8 6 08000 08000 08000"
8,01 101 16 60 65 8 6 08010 08010 08010"
8,02 101 16 60 65 8 6 08020 08020 08020"
8,03 101 16 60 65 8 6 08030 08030 08030"
8,04-8,05 101 16 60 65 8 6 Xxxxx" XXXXx2 XXxxx"
8,06-9,96 108 16 63 68 10 6 XXxxx" XXXxx?2 Xxxxx"
9,97 108 16 63 68 10 6 09970 09970 09970"
9,98 108 16 63 68 10 6 09980 09980 09980"
9,99 108 16 63 68 10 6 09990 09990 09990"
10,00 108 16 63 68 10 6 10000 10000 100007
10,01 108 16 63 68 10 6 10010 10010 10010"
10,02 108 16 63 68 10 6 10020 10020 100207
10,03 108 16 63 68 10 6 10030 10030 10030"
10,04-10,05 108 16 63 68 10 6 Xxxxx" XXXxx2 XXxxx"
10,06-11,96 130 20 80 85 12 6 XXxxx" XXXxx?2 Xxxxx"
11,97 130 20 80 85 12 6 11970 11970 119707
11,98 130 20 80 85 12 6 11980 11980 119807
11,99 130 20 80 85 12 6 11990 11990 11990"
12,00 130 20 80 85 12 6 12000 12000 120007
12,01 130 20 80 85 12 6 12010 12010 12010"
12,02 130 20 80 85 12 6 12020 12020 120207
12,03 130 20 80 85 12 6 12030 12030 120307
B ° )
M o )
K °
N o )
S )
H o
0 (¢}
1) Not available ex stock, articles are non-returnable and cannot be exchanged / Delivery time 25 working days — v, Page 76+77
2) Notavailable ex stock, articles are non-returnable and cannot be exchanged / Delivery time 32 working days

@)
@ This tool concept permits numerous tolerances. For sizes covered please refer to the table on — page 80.
For xxxxx please indicate required @ in the order (e.g. @ 8.82 mm — Article no. 40 487 08820)!
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KOMET \ Performance

Reamers - Solid carbide

NC machine reamers, DIN 8093-2B

A (0.01 mm steps A (33.76-12.05 mm with protected centres
A extremely irregular pitch

A (0.6-0.94 mm similar to DIN 8093-B

A (10.95-3.75 mm with centres both ends

NC 40 430 ...
100 DC.we OAL L LU DCONMS, ZEFP
mm mm mm mm mm
DCONMS_ . 5,00 93 23 52,0 6 6 05000
5,01 93 23 520 6 6 05010
‘ 5,02 93 23 520 6 6 05020
5,03 93 23 520 6 6 05030
ol 10 5,04-530 93 23 520 6 6 XXXXx2
Sl = o 531-596 93 26 530 6 6 XXxxx?
el =l = 597 93 26 530 6 6 05970
4 5,98 93 26 53,0 6 6 05980
3 5,99 93 26 530 6 6 05990
6,00 93 26 53,0 6 6 06000
3 ‘ 6,01 93 26 53,0 6 6 06010
6,02 93 26 53,0 6 6 06020
. 6,03 93 26 53,0 6 6 06030
6,04-6,70 101 28 61,0 6 6 XXxxx2
6,71-750 109 31 68,0 8 6 XXXXX?)
_Inc - T8 751-796 117 33 770 8 6 000X
Left Hand Helix 7,97 117 33 770 8 6 07970
Solid carbide 7,98 17 33 770 8 6 07980
A
8,00 ) 08000
40430 ... 8,01 117 33 770 8 6 08010
DC.o: OAL L LU DCONMSs ZEFP 8,02 117 33 770 8 6 08020
mm mm mm mm mm 8,03 H7 gg 77,8 g g 08030
. 1) 8,04 7 17, 08040
D B ; o) 805-850 117 33 770 8 6 X7
0’75 R 0,84 45 6 80 3 4 xoxxx ) 8,51-9,04 125 36 80,0 10 6 XXXxx2
0’35 . 0’95 5 6 8‘0 3 4 xoxxx ) 9,05-9,50 125 36 80,0 10 6 XXXxx2
’ 0 gey 50 6 17' 5 3 3 00960 9,51-9,96 133 38 88,0 10 6 XXXXX2
0’97 50 6 17’5 3 3 00970" 9,97 133 38 88,0 10 6 09970
0’98 50 6 17’5 3 3 009802 9,98 133 38 88,0 10 6 09980
ozgg 50 6 17:5 3 3 009902 9,99 133 38 88,0 10 6 09990
1,00 50 6 175 3 3 010002 10,00 133 38 88,0 10 6 10000
1,01 50 6 175 3 3 010102 10,01 133 38 88,0 10 6 10010
1,02 50 6 175 3 3 010202 10,02 133 38 88,0 10 6 10020
1,03 50 6 175 3 3 010302 10,03 133 38 88,0 10 6 10030
1,04-106 50 6 175 3 3 XXXXX? 10,04 133 38 88,0 10 6 10040
1,07-1,18 50 9 175 3 3 oo 10,05 133 38 88,0 10 6 10050
119-132 50 9 175 3 3 xoox?  10,06-10,60 133 38 88,0 10 6 XXXxx2
1’33 . 1’50 50 9 180 3 3 xxxxx?  10,61-11,80 142 41 97,0 10 6 XXXxx2
151-170 50 10 180 3 3 o?  1181-11,96 151 44 1000 12 6 XK
1,71-190 50 11 18:5 3 4 XXXXX2 11,97 151 44 100,0 12 6 11970
1,01-1,97 50 12 185 3 4 XXXXXD 11,98 151 44 100,0 12 6 11980
1,98 50 12 185 3 4 01980 11,99 151 44 100,0 12 6 11990
1,99 50 12 185 3 4 01990 12,00 151 44 100,0 12 6 12000
200 50 12 185 3 4 02000 12,00 151 44 1000 12 6 12010
201 50 12 185 3 4 02010 12,02 151 44 1000 12 6 12020
2,02 50 12 18‘5 3 4 02020 12,03 151 44 100,0 12 6 12030
203 50 12 18‘5 3 4 02030 12,04 151 44 100,0 12 6 12040
2,04’_ 212 50 12 18:5 3 4 XXXXX?2 12,05 151 44 100,0 12 6 12050
213-2,36 50 12 185 3 4 XXXXx? p A
2,37-2,47 60 16 29,0 3 4 XXXXX?
2,48 60 16 29,0 3 4 02480 M
2,49 60 16 29,0 &) 4 02490 K o)
250 60 16 290 3 4 02500 o
2,51 60 16 29,0 &) 4 02510 S
2,52 60 16 29,0 3 4 02520
2,53 60 16 29,0 3 4 02530 H
2,54-265 60 16 29,0 3 4 XXXXX? 0 )
2,66-2,80 65 17 33,0 4 6 XXXXX?
2,81-2,96 65 17 330 4 6 XXXXX? = VcPage 78
2,97 65 17 33,0 4 6 02970 1) Notavailable ex stock, articles are non-returnable and cannot be exchanged /
2,98 65 17 33,0 4 6 02980 Delivery time 12 working days / Minimum order 3 pieces
g’gg gg 1; gg'g 3 g ggggg 2) Notavailable ex stock, articles are non-returnable and cannot be exchanged /
3:01 65 17 33‘0 4 6 03010 Delivery time 12 working days
3,02 65 17 33,0 4 6 03020
3,03 65 17 33,0 4 6 03030
3,04-3,35 65 18 33,0 4 6 XXXXx2 5}
3,36-3,75 75 18 43,0 4 6 XXXXX? Q This tool concept permits numerous tolerances.
3,76-3,96 75 19 430 4 6 XXXXX? Please refer to the table on — page 80 for tolerances covered.
g'gg ;g }g 228 2 g ggggg For xxxxx please indicate required @ in the order
3,99 75 19 430 4 6 03990 (e.g.@8.05 mm — Article no. 40 430 08050)!
4,00 75 19 430 4 6 04000
4,01 75 19 430 4 6 04010
4,02 75 19 430 4 6 04020
4,03 75 19 430 4 6 04030
404-425 75 19 43,0 4 6 XXXXX?
426-4,75 80 21 39,0 6 6 XXXXx?
476-496 93 23 520 6 6 XXXXX?
4,97 93 23 520 6 6 04970
4,98 93 23 520 6 6 04980
4,99 93 23 520 6 6 04990

cuttingtools.ceratizit.com 01 |63


https://cuttingtools.ceratizit.com

KOMET \ Performance

Reamers - Solid carbide

NC machine reamers, DIN 8093-2B

A (0.01 mm steps
A extremely irregular pitch
A (0.6-0.94 mm similar to DIN 8093-B

A (30.95-3.75 mmwith centres both ends

NC
100

DCONMS

DLVINVS L

97

ocoocoww®

w—
~NoN

w—=o
U

oo o ss

SIS
[N X3,
© oo

' o oocowwio !

w o W
Nwo

' oo ocowwo '
ONw

Y Y
NN o
NN
ogia

r o oocowwo ! !
ONANUIOR OO IP PR PR OO AWWWRONRZOORNNNPNDORNLOOONNNNNDRO 2O © 0=

ww
oS

| G
wo
U'IU'I—l-hU'ImU'IU’lhhhc’mhbh-hhwmwo’o‘)h__&)wwwnl\’N—lthNNNNN\IW.hNNNN—l—B

0w !

01]64

OAL

LU DCONMS ;s ZEFP

mm
17,5
17,5
17,5
17,5
17,5
17,5
17,5
18,0

=
3

OO AR R R DAL DRDDRRRLAEDRDRDDRRRERWWWWWWWWWWWWWWWWWWWWWWWWWWW

DO R R AR DRRRLADLDDIDDRRLEDRWWWLWWWWWWW

A (33.76-12.05 mm with protected centres

<0095

TiAIN

<0375
>@375

~wa[C_ T8
Left Hand Helix
Solid carbide

40 431 ...

01000"
01010"
01020"
01030"
Xxxxx"
Xxxxx"
Xxxxx"
Xxxxx"
XXXXX ")
Xxxxx"
XXXxx ")
01980
01990
02000
02010
02020
02030
XXxxx"
Xxxxx"
Xxxxx"
02480
02490
02500
02510
02520
02530
XXxxx"
XXxxx"
XXxxx"
02970
02980
02990
03000
03010
03020
03030
XXXXX ')
XxXxxx"
XXXXx ")
03970
03980
03990
04000
04010
04020
04030
XXxxx"
Xxxxx"
Xxxxx"
04970
04980
04990
05000
05010
05020
05030
XXxxx"
Xxxxx"
05970
05980

DC +0,004

5,99

10,61 - 11,80
11,81 - 11,96
11,07
11,98
11,99
12,00
12,01
12,02
12,03
12,04
12,05

O TTwnw=x=T

OAL L

mm

93
93
93
93
93
101
109
17
17
17
17
17
17
17
17
17
17
125
125
133
133
133
133
133
133
133
133

LU DCONMS ;s ZEFP

mm
53,0
53,0
53,0
53,0
53,0
61,0
68,0
77,0
77,0
77,0
77,0
77,0
77,0
770
770
770
770
80,0
80,0
88,0
88,0
88,0
88,0
88,0
88,0
88,0
88,0

mm

GO 00 00 00 00 0O 0O OO 0O OO 0O OY OY OY OY O O

[e2XorNerNerierNorYorNorNorNerNorlorNoriorlerNeror o NorNorNorNererforforkorNorRerorforNoriori el NororNorNorRorNep N op]

40 431 ...

05990
06000
06010
06020
06030
XXxxx"
XXXXx "
Xxxxx"
07970
07980
07990
08000
08010
08020
08030
08040
Xxxxx"
Xxxxx"
XXXXx "
Xxxxx"
09970
09980
09990
10000
10010
10020
10030
10040
10050
Xxxxx"
Xxxxx"
Xxxxx"
11970
11980
11990
12000
12010
12020
12030
12040
12050

[ ]
(@]
®

O
O

— v, Page 78

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged /
Delivery time 12 working days

o
@ This tool concept permits numerous tolerances.

Please refer to the table on — page 80 for tolerances covered.
For xxxxx please indicate required @ in the order
(e.g.48.05 mm — Article no. 40 431 08050)!

cuttingtools.ceratizit.com
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KOMET \ Performance

Reamers - HSS

NC machine reamers, DIN 212-3-B

A (0.01 mm steps
A tfolerance: @ 1.00 - @ 5.50 mm = +0.004 mm
A tolerance: @5.51 - @ 12.00 mm = +0.005 mm

NC
100

DCONMS

=03,75
>(03,75

OAL

L]
LU
o
=

DC AC T8
Left Hand Helix
HSS-E

40 115 ...

DC OAL L LU DCONMS s ZEFP
mm mm mm mm

3
3

0,95-0,99 34 55 125 1 3 XXxxx"
1,00 34 55 125 1 3 01000
1,01 34 55 125 1 3 01010
1,02 34 55 125 1 3 01020

1,03-1,06 34 55 125 1 3 XXxxx"

1,07-1,18 36 65 13,0 1 3 Xxxxx"

1,19-1,32 38 75 140 2 3 Xxxxx"

1,33-1,41 40 80 155 2 3 Xxxxx"

1,42-1,49 40 80 155 2 3 Xxxxx"
1,50 40 80 155 2 3 01500
1,51 43 90 16,0 2 3 01510
1,52 43 90 16,0 2 3 01520

1,63-1,70 43 90 16,0 2 3 Xxxxx"

1,71-1,90 46 10,0 19,0 2 4 XXxxx"

1,91-1,96 49 110 210 2 4 Xxxxx"
1,97 49 11,0 21,0 2 4 01970
1,98 49 11,0 21,0 2 4 01980
1,99 49 11,0 21,0 2 4 01990
2,00 49 11,0 210 2 4 02000
2,01 49 11,0 21,0 2 4 02010
2,02 49 11,0 210 2 4 02020

2,03-2,42 49 11,0 21,0 2 4 Xxxxx"

213-2,36 53 120 22,0 3 4 XXXXX ")

2,37-247 57 140 26,0 3 4 Xxxxx"
2,48 57 140 26,0 3 4 02480
2,49 57 14,0 26,0 & 4 02490
2,50 57 140 26,0 3 4 02500
2,51 57 140 26,0 3 4 02510
2,52 57 140 26,0 3 4 02520

2,53-265 57 140 26,0 3 4 xxxxx"

2,66-2,96 61 150 30,0 3 6 Xxxxx"
2,97 61 150 30,0 3 6 02970
2,98 61 150 30,0 3 6 02980
2,99 61 150 30,0 3 6 02990
3,00 61 150 30,0 3 6 03000
3,01 61 150 30,0 8 6 03010
3,02 61 150 30,0 3 6 03020
3,03 61 150 30,0 3 6 03030"

3,04-335 65 16,0 340 4 6 Xxxxx"

3,36-3,75 70 18,0 39,0 4 6 XXxxx"

3,76-3,96 75 19,0 440 4 6 Xxxxx"
3,97 75 19,0 440 4 6 03970
3,98 75 19,0 440 4 6 03980
3,99 75 19,0 440 4 6 03990
4,00 75 190 440 4 6 04000
4,01 75 190 44,0 4 6 04010
4,02 75 190 440 4 6 04020

4,03-4,25 75 19,0 440 4 6 Xxxxx"

4,26 - 4,75 80 21,0 48,0 5 6 XXxxx"

476-496 86 23,0 540 5 6 Xxxxx"
4,97 86 23,0 54,0 5 6 04970
4,98 86 23,0 54,0 5) 6 04980
4,99 86 23,0 540 5 6 04990
5,00 86 23,0 54,0 5 6 05000
5,01 86 230 540 5 6 05010
5,02 86 23,0 54,0 5 6 05020

cuttingtools.ceratizit.com

DC
mm
5,03 - 5,30
5,31 - 5,60
5,61 - 5,96
5,97
5,98
5,99
6,00
6,01
6,02
6,03
6,04-6,70
6,71-7,20
7,21-7,50
7,51- 17,96
7,97
7,98
7,99
8,00
8,01
8,02
8,03-8,20
8,21-8,50
8,51 - 8,99
9,00
9,01
9,02
9,03 - 9,20
9,21 - 9,50
9,51 - 9,96
9,97
9,98
9,99
10,00
10,01
10,02
10,03 - 10,20
10,21 - 10,60
10,61 - 11,20
11,21 - 11,80
11,81 - 11,96
11,97
11,98
11,99
12,00

© T w=x=T

L
mm
23,0
26,0
26,0
26,0
26,0
26,0
26,0
26,0
26,0
26,0
28,0
31,0
31,0
33,0
33,0
33,0
33,0
33,0
33,0
33,0
33,0
33,0
36,0
36,0
36,0
36,0
36,0
36,0
38,0
38,0
38,0
38,0
38,0
38,0
38,0
38,0
38,0
41,0
41,0
44,0
44,0
44,0
44,0
44,0

LU
mm
54,0
53,0
53,0
53,0
53,0
53,0
53,0
53,0
53,0
53,0
61,0
69,0
69,0
77,0
77,0
77,0
77,0
77,0
77,0
77,0
77,0
77,0
81,0
81,0
81,0
81,0
81,0
81,0
89,0
89,0
89,0
89,0
89,0
89,0
89,0
89,0
89,0
98,0
98,0

106,0
106,0
106,0
106,0
106,0

DCONMS ¢ ZEFP

mm

[c-Ne No o o Ne Ne NoNoNo No NorNorierNerNorNorNorNor oo Ny |

[o2NerNorNerNerNerNorNorNorNorNorNorNororNororNorNorNorNor oo rNorNorNor oo NorNorNor oo NorNorNor oo o NorNor oo o p Nop)

40 115 ...

Xxxxx"
XXXxx "
Xxxxx"
05970
05980
05990
06000
06010
06020
06030"
XxXxxx"
XXXxx "
Xxxxx"
XXxXxx "
07970
07980
07990
08000
08010
08020
XXxXxx "
XXXxx "
XXXxx "
09000
09010
09020
XXxxx"
XXXxx "
XXXxx "
09970
09980
09990
10000
10010
10020
XXXxx "
XXxXxx "
Xxxxx"
XXxxx "
Xxxxx"
11970
11980
11990
12000

)
— v, Page 79

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged /

Minimum order 5 pieces

o
@ This tool concept permits numerous tolerances.

Please refer to the table on — page 80 for tolerances covered.

For xxxxx please indicate required @ in the order

(e.g.48.03mm — Article no. 40 115 08030)!
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KOMET \ Standard

Reamers - HSS

Machine reamers, DIN 212-B

A (0.01 mm steps

A tfolerance: @ 0.95 - 550 mm=+0.004 mm
A tolerance: @5.51 - 12,00 mm = +0.005 mm

DCONMS
3
(32] (3r]
=2 =2
Vi A
g ‘
: W
4 A
DC Left Hand Helix
HSS-E
40 140 ...
DC OAL L LU DCONMS, ZEFP
mm  mm mm mm mm
0,95-1,06 34 55 13 1,0 3 Xxxxx"
1,07-1,18 36 65 14 1,1 3 Xxxxx"
1,19-1,32 38 75 15 1,2 3 Xxxxx"
1,33-1,39 40 8,0 16 14 3 XXXXX ")
1,40-1,47 40 8,0 16 1,4 3 Xxxxx"
1,48 40 8,0 16 1,4 3 01480
1,49 40 8,0 16 14 3 01490
1,50 40 8,0 16 1,4 3 01500
1,561-1,70 43 9,0 18 1,6 3 Xxxxx"
1,71-1,90 46 10,0 20 18 4 Xxxxx"
1,91-1,97 49 11,0 22 2,0 4 Xxxxx"
1,98 49 11,0 22 2,0 4 01980
1,99 49 11,0 22 2,0 4 01990
2,00 49 11,0 22 2,0 4 02000
2,01 49 11,0 22 2,0 4 02010
2,02 49 11,0 22 2,0 4 02020
2,03 49 11,0 22 2,0 4 02030
2,04 49 11,0 22 2,0 4 02040
2,05 49 11,0 22 2,0 4 02050
2,06-2,09 49 11,0 22 2,0 4 Xxxxx"
2,10-2,12 49 11,0 22 2,0 4 XXxxx"
2,13-2,36 53 12,0 24 2,2 4 XXxxx"
2,37-2,49 57 14,0 26 2,5 4 Xxxxx"
2,50-2,59 57 14,0 26 25 4 XXxxx"
2,60-2,65 57 14,0 26 2,5 4 XXxxx"
2,66-2,80 61 15,0 30 2,8 6 XXxxx"
2,81-2,94 61 150 29 3,0 6 XXxxx"
2,95 61 15,0 29 3,0 6 02950
2,96 61 150 29 3,0 6 02960
2,97 61 15,0 29 3,0 6 02970
2,98 61 150 29 3,0 6 02980
2,99 61 15,0 29 3,0 6 02990
3,00 61 150 29 3,0 6 03000
3,01 65 16,0 33 3,2 6 03010
3,02 65 16,0 33 3,2 6 03020
3,03 65 16,0 33 3,2 6 03030
3,04 65 16,0 33 3,2 6 03040
3,05 65 16,0 33 3,2 6 03050
3,06 65 16,0 33 3,2 6 03060
3,07 65 16,0 33 3,2 6 03070
3,08-3,09 65 16,0 33 3,2 6 XXXXX ")
3,10-3,35 65 16,0 33 3,2 6 Xxxxx"
3,36-3,49 70 18,0 38 35 6 Xxxxx"
3,50-3,59 70 18,0 38 B1) 6 XXXXX ")
3,60-3,75 70 18,0 38 35 6 Xxxxx"
3,76-3,81 75 19,0 46 40 6 XXXXx ")
3,82-3,94 75 19,0 46 40 6 Xxxxx"
3,95 75 19,0 46 4,0 6 03950
3,96 75 19,0 46 40 6 03960
3,97 75 19,0 46 4,0 6 03970
3,98 75 19,0 46 4,0 6 03980
3,99 75 19,0 46 4,0 6 03990
01|66

mm
4,00
4,01
4,02
4,03
4,04
4,05
4,06
4,07
4,08
4,09-4
4,21-4
4,26-4
4,76-4
4,96
4,97
4,98
4,99
5,00
5,01
5,02
5,03
5,04
5,05
5,06
5,07
5,08-5
5,21-5
5,31-5
5,95
5,96
5,97
5,98
5,99

O T w=x=T

OAL L LU DCONMS s ZEFP
mm mm mm mm

,20 75 19,0 46 4,0
,25 75 19,0 46 4,0
,75 80 21,0 51 4,5
,95 86 23,0 57 5,0

,20 86 23,0 57 5,0
,30 86 23,0 57 5,0
,94 93 26,0 56 56

[}
>
N
w
o
[$)]
~
o
o
DD DDIND NI DN DOIDDDIDDDIDDDIDNTIDDDDODD DD DD

40 140 ...

04000
04010
04020
04030
04040
04050
04060
04070
04080
XXxxx "
XXxxx "
XXxxx "
XXXxx "
04960
04970
04980
04990
05000
05010
05020
05030
05040
05050
05060
05070
Xxxxx"
XXXxx "
XXXxx "
05950
05960
05970
05980
05990

O e eOo

)
— v, Page 79

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged /
Delivery time 14 working days

@

This tool concept permits numerous tolerances.
For achievable tolerances covered, please see the table on — page 80.
For xxxxx please indicate required @ in the order
(e.g.@10.06 mm — Article no. 40 140 10060)!

Continued on next page
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KOMET \ Standard

Reamers - HSS

Machine reamers, DIN 212-B

A (0.01 mm steps

A tfolerance: @ 0.95 - 550 mm=+0.004 mm

A tolerance: @5.51 - 12,00 mm = +0.005 mm

DCONMS

DC
mm
6,00
6,01
6,02
6,03
6,04
6,05
6,06 - 6,11
6,12 - 6,34
6,35
6,36
6,71-6,94
6,95
6,96
6,97
6,98
6,99
7,00
7,01
7,02
7,03
7,04 - 7,50
7,51-7,63
7,64 -7,94
7,95
7,96
7,97
7,98
7,99
8,00
8,01
8,02
8,03
8,04
8,05
8,06 - 8,20
8,21-8,50
8,51 -8,63
8,64 - 8,95
8,96
8,97
8,98
8,99
9,00
9,01
9,02
9,03 - 9,50
9,51 - 9,63
9,64 - 9,95
9,96
9,97
9,98
9,99

OAL

OAL
mm

101
101
101
101
101
101
101
101
101
109
109
109
109
109
109
109
109
109
109
109
17
17
17
17
17
17
17
17
17
17
17
17
17
17
17
125
125
125
125
125
125
125
125
125
125
133
133
133
133
133
133

DC

LU DCONMS ., ZEFP

101

cuttingtools.ceratizit.com

mm
5,6
6,3
6,3
6,3
6,3
6,3
6,3
6,3
6,3
6,3
71
71
71
71
71
71
71
71
71
71
71
71
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
8,0
9,0
9,0
9,0
9,0
9,0
9,0
9,0
9,0
9,0
9,0
10,0
10,0
10,0
10,0
10,0

(o2l N>l ol e ol e e loriler o liorler oo Norle e lorier o iorNorieriorieorierier oo o iierierierioriierieriererierierorier e lor oo ior ol ep]

<0375
>(03,75

W

Al

Left Hand Helix
HSS-E

40 140 ...

06000
06010
06020
06030
06040
06050
Xxxxx"
Xxxxx"
06350
06360"
Xxxxx"
06950
06960
06970
06980
06990
07000
07010
07020
07030
Xxxxx"
Xxxxx"
Xxxxx"
07950
07960
07970
07980
07990
08000
08010
08020
08030
08040
08050
XXxxx"
XxXxxx"
xxxxx"
XXXXX ")
08960
08970
08980
08990
09000
09010
09020
XXXXX ")
Xxxxx"
Xxxxx"
09960
09970
09980
09990

DC OAL
mm mm
10,00 133
10,01 133
10,02 133
10,03 133
10,04 133
10,056 133
10,06 - 10,09 133
10,10 133
10,11-10,19 133
10,20 133

10,21 -10,69 133
10,70 - 11,20 142
11,21 - 11,80 142
11,81 - 11,95 151

11,96 151
11,97 151
11,98 151
11,99 151
12,00 151

O T w=XxXz=T

LU DCONMS ., ZEFP

mm

mm
10,0
10,0
10,0
10,0
10,0
10,0
10,0
10,0
10,0

DD OO

40 140 ...

10000
10010
10020
10030
10040
10050
XXxXxx "
10100
XXXxx "
10200
XXxxx "
XXxxx "
XXXxx "
XXxxx "
11960
11970
11980
11990
12000

(O3 BN Jye]

[
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1) Not available ex stock, articles are non-returnable and cannot be exchanged /
Delivery time 14 working days

o
@ This tool concept permits numerous tolerances.

For achievable tolerances covered, please see the table on — page 80.

For xxxxx please indicate required @ in the order
(e.9.@10.06 mm — Article no. 40 140 10060)!
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KOMET \ Standard Solid drilling and bore machining
Reamers - HSS

Stub reamers, DIN 8089-B

DCONMS

OAL

B n\

Left Hand Helix

DC I HSS-E
Through hole
40 145 ...

DCy, OAL L DCONMS. ZEFP

4,0 56 20 3,55 6 040
4,5 63 22 4,00 6 045
5,0 63 22 4,00 6 050
5,5 63 22 5,00 6 055
6,0 63 22 5,00 6 060
6,5 63 22 5,00 6 065
7,0 71 25 6,30 6 070
8,0 71 25 6,30 6 080
9,0 71 25 8,00 6 090
100 71 25 8,00 6 100
1,0 80 28 10,00 6 110
12,0 80 28 10,00 6 120
P )
M )
K °
N °
S [e}
H

- v, Page 79
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KOMET \ Standard

Reamers - HSS

Stub reamers, DIN 8089-B

A (0.01 mm steps

A folerance: @ 3.76 - 5.50 mm = +0.004 mm
A tolerance: @5.51 - 12,00 mm = +0.005 mm

AR
100

DCONMS

OAL

DC

DC OAL L DCONMSs ZEFP

mm mm mm
3,76-3,81 56 20
3,82-3,94 56 20

3,95 56 20
3,96 56 20
3,97 56 20
3,98 56 20
3,99 56 20
4,00 56 20
4,01 56 20
4,02 56 20

4,03-420 56 20
4,21-425 56 20
4,26-4,75 63 22
4,76-494 63 22

4,95 63 22
4,96 63 22
4,97 63 22
4,98 63 22
4,99 63 22
5,00 63 22
5,01 63 22
5,02 63 22
5,03 63 22
5,04 63 22
5,05 63 22

5,06-520 63 22
521-530 63 22
531-570 63 22
571-594 63 22

5,95 63 22
5,96 63 22
5,97 63 22
5,98 63 22
5,99 63 22
6,00 63 22
6,01 63 22
6,02 63 22

6,03-6,11 63 22
6,12-6,70 63 22
6,71-6,94 71 25

6,95 71 25
6,96 71 25
6,97 71 25
6,98 n 25
6,99 125
7,00 71 25
7,01 71 25
7,02 7 25

703-725 71 25
726-794 71 25
7,95 71 25
7,96 71 25

cuttingtools.ceratizit.com

mm
3,55
3,55
3,55
3,55
3,55
3,55
3,55
3,55
3,55
3,55
3,55
3,55
4,00
4,00
4,00
4,00
4,00
4,00

[o2le2N o> oo oo lerNeriierierierNorier oo Neorerioriierio oo ierieriorNorerioriier oo rNeriier e oo rNerioriieriorNeorNeoriier e oo Neopicr e o)

HSS-E
Left Hand Helix

40 139....

XXXxx "
Xxxxx !
03950
03960
03970
03980
03990
04000
04010
04020
XXXxXx "
Xxxxx !
XXxxx !
Xxxxx !
04950
04960
04970
04980
04990
05000
05010
05020
05030
05040
05050
Xxxxx !
Xxxxx !
Xxxxx !
XXxxx !
05950
05960
05970
05980
05990
06000
06010
06020
Xxxxx !
Xxxxx !
XXXxx "
06950
06960
06970
06980
06990
07000
07010
07020
Xxxxx !
XXXxx "
07950
07960

DC
mm
7,97
7,98
7,99
8,00
8,01
8,02
8,03
8,04
8,05- 8,20
8,21-8,50
8,51- 8,94
8,95
8,96
8,07
8,98
8,99
9,00
9,01
9,02
9,03-9,25
9,26 - 9,94
9,95
9,96
9,07
9,98
9,99
10,00
10,01
10,02
10,03 - 10,20
10,21 - 10,60
10,61 - 11,20
11,21 - 11,25
11,26 -11,94
11,95
11,96
11,97
11,98
11,99
12,00

O T w=XxXz=T

OAL L DCONMS;s ZEFP

mm

mm

mm
6,30
6,30
6,30
6,30
6,30
6,30
6,30
6,30
6,30
6,30
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
8,00
10,00
10,00
10,00
10,00
10,00
10,00
10,00
10,00
10,00

[e>NerlerNerlerNerNerNerNerNerNeorlerNeorlerNerleriererNerNeorierNeorierNeorlerierleriNerNerierNoriier NorlierNeriierierierierier]

40 139 ...

07970
07980
07990
08000
08010
08020
08030
08040
XXxxx !
Xxxxx !
XXxxx !
08950
08960
08970
08980
08990
09000
09010 "
09020
XXXXX
XXXxXX "
09950
09960
09970
09980
09990
10000
10010
10020
XXxxx !
XXXxx "
XXXxx "
XXXxx !
XXxxx !
11950
11960
11970
11980
11990
12000

O e eoO

[
— v, Page 79

1) Notavailable ex stock, articles are non-returnable and cannot be exchanged /

Delivery time 14 working days

o
@ This tool concept permits numerous tolerances.

For achievable tolerances covered, please see the table on — page 80.

For xxxxx please indicate required @ in the order
(e.g.410.06 mm — Article no. 40 139 10060)!

01169


https://cuttingtools.ceratizit.com

KOMET

Solid drilling and bore machining
Reamers - cutting data

Material examples for cutting data tables

Material sub-group

Unalloyed steel

P Low-alloy steel

High-alloy steel and
high-alloy tool steel

Stainless steel

M Stainless steel

Grey cast iron

K Spherulitic graphite
castiron

Malleable iron

Aluminium wrought alloy

Cast aluminium alloy

Copper and copper alloys
(bronze/brass)

Magnesium alloys

Heat-resistant alloys

Titanium alloys

Hardened steel

Chilled iron

Hardened cast iron

Index

P.1.1
P1.2
P1.3
P1.4
P1.5
P.2.1
P.2.2
P23
P.2.4
P.3.1
P.3.2
P.3.3
P.4.1
P.4.2
M.1.1
M.2.1
M.3.1
K.1.1
K.1.2
K.2.1
K.2.2
K.3.1
K.3.2
N.1.1
N.1.2
N.2.1
N.2.2
N.2.3
N.3.1
N.3.2
N.3.3
N.4.1
S.1.1
S.1.2
S.2.1
S.2.2
S.2.3
S.3.1

Composition / Structure / Heat treatment

<0,15%C

<0,45%C

<0,75%C

Ferritic / martensitic
Martensitic
Austenitic / austenitic-ferritic
Austenitic
Austenitic / ferritic (Duplex)
Pearlitic / ferritic

Pearlitic (martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Non-hardenable

Hardenable

<12 % Si, non-hardenable
<12 % Si, hardenable

>12 % Si, non-hardenable
Free-machining alloys, PB > 1 %

CuZn, CuSnZn

CusSn, lead-free copper and electrolytic copper

Magnesium and magnesium alloys

Fe- basis

Nior Co basis

Pure titanium

Alpha + beta alloys

Beta alloys

Annealed
Annealed
Tempered
Annealed
Tempered
Annealed
Tempered
Tempered
Tempered
Annealed
Hardened and tempered
Hardened and tempered
Annealed
Tempered
Quenched

Tempered

Age-hardened

Age-hardened

Annealed
Age-hardened
Annealed
Age-hardened

Cast

Age-hardened

Hardened and tempered
Hardened and tempered
Hardened and tempered
Hardened and tempered
Cast

Hardened and tempered

TR
420 N/mm?/ 125 HB
640N/mm? /190 HB
840 N/mm?/ 250 HB
910 N/mm?/ 270 HB
1010 N/mm?/ 300 HB
610 N/mm?/ 180 HB
930N/mm?/ 275 HB
1010 N/mm?/ 300 HB
1200 N/mm?/ 375 HB
680 N/mm? /200 HB
1100 N/mm?/ 300 HB
1300 N/mm?/ 400 HB
680 N/mm? /200 HB
1010 N/mm? / 300 HB
610 N/mm?”/ 180 HB
300HB
780 N/mm?/ 230 HB
350N/mm?/ 180 HB
500 N/mm?/ 260 HB
540 N/mm?/ 160 HB
845N/mm?/ 250 HB
440N/mm?/ 130 HB
780 N/mm?/ 230 HB
60 HB
340N/mm?/ 100 HB
250 N/mm?/ 75 HB
300N/mm? /90 HB
440N/mm? /130 HB
375N/mm?/ 110 HB
300 N/mm? /90 HB
340N/mm? /100 HB
70HB
680 N/mm? /200 HB
950 N/mm?/ 280 HB
840 N/mm?/ 250 HB
1180 N/mm? / 350 HB
1080 N/mm?/ 320 HB
400 N/mm?
1050 N/mm?/ 320 HB
1400 N/mm?/ 410 HB
46-55HRC
56-60 HRC
61-65HRC
66-70 HRC
400HB
55 HRC

Material
number
1.0401
11191
11191
11223
11223
1.7131
1.7131
1.7225
1.7225
1.4021
1.2343
1.2343
1.4016
14112
14301
1.4841
1.4462
0.6010
0.6030
0.7040
0.7070
0.8035
0.8165
3.0255
3.1355
3.2581

32134

2.0380
2.0331
2.0060
3.5612
1.4864
1.4980
24631
2.4668
24765
3.7025
3.7165

Ti555.3

Material

designation
C15
C45E
C45E
C60R
C60R
16MnCr5
16MnCr5
42CrMo4
42CrMo4
X20Cr13
X38CrMoV5-1
X38CrMoV5-1
X6Cr17
X90CrMoV18
X5CrNi18-10
X15CrNiSi25-21
X2CrNiMoN22-5-3
GG-10
GG-30
GGG-40
GGG-70
GTW-35-04
GTS-65-02
Al99,5
AlCuMg2
G-AISi12
G-AISi5Cu1Mg
G-AISi17Cu4Mg
CuZn39Pb2 (Ms58)
Cuzn15
E-Cub7
MgAI6Zn
X12NiCrSi 36-16
X6NiCrTiMoVB25-15-2
NiCr20TiAl (Nimonic80A)
NiCr19Nb5Mao3 (Inconel 718)
CoCr20W15Ni
Ti99,8
TiAl6V4

Ti-5AI-5V-5Mo-3Cr

Material
number
11141
1.0718
1.0535
1.0535
1.0727
1.6587
1.6587
1.3505
1.3505
14034
1.4034
1.4034
1.2316
1.2316
14571
1.4539
1.4501
0.6025
0.6045
0.7060
0.7080
0.8045
0.8170
3.3315
3.2315
3.2163

3.2373

2.0410
2.4070
2.0590
3.5312
1.4865
1.4876
3.4856
2.4955
1.3401

3.7034
Ti-6246
R56410

Material

designation
Ck15
9SMnPb28
€55
€55
45520
17CrNiMo6
17CrNiMo6
100Cr6
100Cr6
X46Cr13
X46Cr13
X46Cr13
X36CrMo16
X36CrMo16
X6CrNiMoTi17-12-2
X1NiCrMoCu25-20-5
X2CrNiMoCuWN25-7-4
GG-25
GG-45
GGG-60
GGG-80
GTW-45
GTS-70-02
AlMg1
AlMgSi1
G-AISi9Cu3
G-AlSi9Mg
G-AISi18CuNiMg
CuZn44Pb2
Cuzn28Sn1As
CuZn40Fe
MgAI3Zn
G-X40NiCrSi38-18
X10NiCrAITi32-20
NiCr22Mo9Nb
NiFe25Cr20NDbTi
G-X120Mn12
Ti99,7
Ti-6Al-2Sn-4Zr-6Mo

Ti-10V-2Fe-3Al

01170

* Tensile strength
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KOMET \ Performan Solid drilling and bore machining
o erto ance Reamers - cutting data

Cutting data standard values for Monomax

Grade / coating DBC DBC
Article no. / type 40648 .../56J.17 - ASG0706 40 640.../56H.17 - ASG0706
Nominal @in mm 5,6-8,899 8,9-12,00 5,6-8,899 8,9-12,00
Reaming Allowance @ 0,10-0,20 0,10-0,30 0,10-0,20 0,10-0,30
Number of flutes 4 6 4 6

Vc f f VC f f

m/min mm/rev. mmj/rev. m/min mmj/rev. mmj/rev.

Index
L2 B
R12.
2
ey § |
2
m2 [
P22
P23
e
P31
P32
P33
P4
IRz I e

Mm.1.1
M.2.1
M.3.1
K11
K.1.2
K.2.1
K.2.2
K.3.1
K.3.2
N.1.1 150 (130-300) 0,40-0,60 0,40-0,60 150 (130-300) 0,40-0,60 0,40-0,60
N.1.2 150 (130-300) 0,40-0,60 0,40-0,60 150 (130-300) 0,40-0,60 0,40-0,60
N.2.1 200 (180-300) 0,40-0,60 0,40-0,60 200 (180-300) 0,40-0,60 0,40-0,60
N.2.2 200 (180-300) 0,40-0,60 0,40-0,60 200 (180-300) 0,40-0,60 0,40-0,60
N.2.3 200 (180-300) 0,40-0,60 0,40-0,60 200 (180-300) 0,40-0,60 0,40-0,60
N.3.1
N.3.2
N.3.3
N.4.1
S.11
S.1.2
S.2.1
S.2.2
S.2.3
S.3.1
S.3.2
S.3.3
H.1.1
H.1.2
H.1.3
H.1.4
H.2.1
H.3.1

(e}
ﬂ) The cutting data depend extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.

o
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KOMET \ Performance Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for Monomax

Grade / coating HM-DBG-P HM-DBG-P
Article no. / type 40657 .../ 56H.65 - ASG3000 40652 .../56J.65 - ASG0106
Nominal @in mm 5,6-8,899 8,9-12,00 5,6-8,899 8,9-12,00
Reaming allowance @ 0,10-0,20 0,10-0,30 0,10-0,20 0,10-0,30
Number of flutes 4 6 4 6
Index Yo f f Yo f f
m/min mmj/rev. mmj/rev. m/min mmj/rev. mmj/rev.
P1.1 150 (130-200) 0,30-0,50 0,50-0,70
P1.2 150 (130-200) 0,30-0,50 0,50-0,70
P1.3 150 (130-200) 0,30-0,50 0,50-0,70
P14 150 (130-200) 0,30-0,50 0,50-0,70
P1.5 150 (130-200) 0,30-0,50 0,50-0,70
P.2.1 150 (130-200) 0,30-0,50 0,50-0,70
P.2.2 150 (130-200) 0,30-0,50 0,50-0,70
P.2.3 150 (130-200) 0,30-0,50 0,50-0,70
P.2.4 60 (50-100) 0,20-0,30 0,40-0,50 60 (50-100) 0,20-0,30 0,40-0,50
P.3.1 40 (35-60) 0,20-0,30 0,40-0,50
P.3.2 40 (35-60) 0,20-0,30 0,40-0,50
P.3.3 30 (25-50) 0,30-0,40 0,40-0,60
P.4.1 45 (35-60) 0,30-0,40 0,40-0,60
P.4.2 45 (35-60) 0,30-0,40 0,40-0,60
M1 30 (25-50) 0,30-0,40 0,40-0,60
M.2.1 30 (25-50) 0,30-0,40 0,40-0,60
M.3.1 30 (25-50) 0,30-0,40 0,40-0,60
K.1.1 150 (130-220) 0,40-0,60 0,70-0,90
K.1.2 150 (130-220) 0,40-0,60 0,70-0,90
K.2.1 175 (150-300) 0,40-0,60 0,70-0,90
K.2.2 120 (100-180) 0,30-0,50 0,50-0,70
K.3.1 150 (130-250) 0,40-0,60 0,70-0,90
K.3.2 120 (100-180) 0,30-0,50 0,50-0,70

0]
@) The cutting data depend extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.

01|72 cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

KOMET \ Performance Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for Monomax

Grade / coating DST DST
Article no. / type 40625 .../56J.93 - ASG3000 40635 .../56J.93 - ASG4000
Nominal @in mm 5,6-8,899 8,9-12,00 5,6-8,899 8,9-12,00
Reaming allowance @ 0,10-0,20 0,10-0,30 0,10-0,20 0,10-0,30
Number of flutes 4 6 4 6
Index Yo f f Yo f f
m/min mmj/rev. mmj/rev. m/min mmj/rev. mmj/rev.
P1.1 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P1.2 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P1.3 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P14 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P1.5 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P.2.1 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P.2.2 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P.2.3 150 (130-200) 0,30-0,50 0,50-0,70 150 (130-200) 0,40-0,60 0,70-0,90
P.2.4
P.3.1
P.3.2
P.3.3
P.4.1
P.4.2
M.1.1
M.2.1
M.3.1
K.1.1
K.1.2
K.2.1 175 (150-300) 0,40-0,60 0,70-0,90 175 (150-300) 0,40-0,60 0,70-0,90
K.2.2 120 (100-150) 0,30-0,50 0,50-0,70 120 (100-180) 0,30-0,50 0,50-0,70
K.3.1 150 (130-250) 0,40-0,60 0,70-0,90 120 (100-180) 0,30-0,50 0,50-0,70
K.3.2 120 (100-180) 0,30-0,50 0,50-0,70 120 (100-180) 0,30-0,50 0,50-0,70
N.1.1
N.1.2
N.2.1
N.2.2
N.2.3
N.3.1 150 (130-300) 0,40-0,60 0,60-0,90
N.3.2 150 (130-300) 0,40-0,60 0,60-0,90

0]
@) The cutting data depend extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.
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KOMET \ Performance

Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for Monomax

Grade / coating
Article no. / type
Nominal @in mm

Reaming allowance @
Number of flutes

\

®

m/min

30 (25-50)
30 (25-50)
30 (25-50)
P.4.1 45 (35-60)
45 (35-60)
45 (35-60)
45 (35-60)
30 (25-50)

HM-DBG-P
40644 ... /56H.65 - ASG0106
5,6-8,899 8,9-12,00
0,10-0,20 0,10-0,30
4 6
f f
mm/rev. mm/rev.
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60
0,30-0,40 0,40-0,60

\

m/min
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)
100 (80-140)

80 (60-130)
80 (60-130)

120 (-200)
120 (-200)
80 (-150)

HM-TiN
40605 ... /56J.71 - ASG3000
5,6-8,899 8,9-12,00
0,10-0,20 0,10-0,30
4 6
f f
mm/rev. mm/rev.
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,30-0,50 0,50-0,70
0,40-0,60 0,70-0,90
0,40-0,60 0,70-0,90
0,40-0,60 0,60-0,90
0,40-0,60 0,60-0,90
0,40-0,60 0,60-0,90

0]
@) The cutting data depend extremely on the external conditions, the material and machine type.

The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.
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KOM ET \ Performance Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for Fullmax, short

40481.../40483.../40488 .../40489 ...

Type UNI
32,97 - 4,05 24,06-6,05 26,06-755 @756 -12,05
Number of flutes 4 4 6 6
Reaming Reaming Reaming Reaming
Vo f allowance @ f allowance @ f allowance @ f allowance @

Index m/min mm/rev. mm mm/rev. mm mm/rev. mm mm/rev. mm
P11 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P1.2 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P13 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P14 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P1.5 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P.2.1 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P.2.2 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P.2.3 200 (180-250) 0,65-0,80 0,10-0,20 0,75-0,90 0,10-0,20 1,40-1,60 0,20 1,65-1,80 0,20
P.2.4 65 (55-110) 0,45-0,50 0,10-0,20 0,45-0,60 0,10-0,20 1,00-1,10 0,20 1,20-1,30 0,20
P.3.1 40 (30-80) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
P.3.2 40 (30-80) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
P.3.3 40 (30-80) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
P.4.1 45 (40-65) 0,45-0,50 0,10-0,20 0,45-0,60 0,10-0,20 1,00-1,10 0,20 1,20-1,30 0,20
P.4.2 45 (40-65) 0,45-0,50 0,10-0,20 0,45-0,60 0,10-0,20 1,00-1,10 0,20 1,20-1,30 0,20
M.1.1 40 (35-60) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
M.2.1 40 (35-60) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
M.3.1 40 (35-60) 0,40-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,10-1,40 0,20
K.1.1 200 (180-250) 0,80-1,00 0,10-0,20 0,90-1,20 0,10-0,20 1,50-1,90 0,20 1,50-1,90 0,20
K.1.2 200 (180-250) 0,80-1,00 0,10-0,20 0,90-1,20 0,10-0,20 1,50-1,90 0,20 1,50-1,90 0,20
K.2.1 225 (200-300) 0,80-1,00 0,10-0,20 0,90-1,20 0,10-0,20 1,50-1,90 0,20 1,50-1,90 0,20
K.2.2 120 (100-150) 0,60-0,90 0,10-0,20 0,70-1,00 0,10-0,20 1,20-1,60 0,20 1,20-1,60 0,20
K.3.1 225 (200-300) 0,80-1,00 0,10-0,20 0,90-1,20 0,10-0,20 1,50-1,90 0,20 1,50-1,90 0,20
K.3.2 120 (100-150) 0,60-0,90 0,10-0,20 0,70-1,00 0,10-0,20 1,20-1,60 0,20 1,20-1,60 0,20
N.1.1
N.1.2
N.2.1
N.2.2
N.2.3
N.3.1 150 (120-250) 0,50-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,40 0,20 1,40-1,70 0,20
N.3.2 100 (80-150) 0,40-0,60 0,10-0,20 0,60-0,80 0,10-0,20 1,00-1,30 0,20 1,20-1,40 0,20
N.3.3
N.4.1
S.1.1
S.1.2
S.21 40 (30-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.2.2 40 (30-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.2.3
S.3.1 30 (25-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.3.2 30(25-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.3.3
H.1.1 40 (35-60) 0,20-0,30 0,10-0,20 0,20-0,30 0,10-0,20 0,40-0,60 0,20 0,50-0,60 0,20
H.1.2 30 (25-50) 0,20-0,30 0,10-0,20 0,20-0,30 0,10-0,20 0,40-0,60 0,20 0,50-0,60 0,20
H.1.3 30 (25-50) 0,20-0,30 0,10-0,20 0,20-0,30 0,10-0,20 0,40-0,60 0,20 0,50-0,60 0,20
H.1.4
H.2.1 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20
H.3.1 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20

The cutting data depend extremely on the external conditions, the material and machine type.
The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.
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KOM ET \ Performance Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for Fullmax, long

40484 .../40485.../40486 .../ 40 487 ...

Type UNI
32,97 - 4,05 24,06-6,05 26,06-755 @756 -12,05
Number of flutes 4 4 6 6
Reaming Reaming Reaming Reaming
Vo f allowance @ f allowance @ f allowance @ f allowance @
Index m/min mm/rev. mm mm/rev. mm mm/rev. mm mm/rev. mm
P11 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P1.2 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P13 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P14 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P.1.5 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P.2.1 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P.2.2 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P.2.3 180 (160-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,40-1,80 0,20
P.2.4 80 (70-120) 0,40-0,50 0,10-0,20 0,40-0,60 0,10-0,20 0,90-1,10 0,20 1,00-1,20 0,20
P.3.1 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
P.3.2 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
P.3.3 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
P41 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
P4.2 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
M1 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
M.2.1 20 (15-40) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
M.3.1 15 (10-30) 0,32-0,50 0,10-0,20 0,32-0,50 0,10-0,20 0,48-0,60 0,20 0,48-0,60 0,20
K11 120 (100-180) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,30-1,60 0,20
K.1.2 120 (100-180) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,30-1,60 0,20
K.2.1 200 (180-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,30-1,60 0,20
K.2.2 120 (100-150) 0,50-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,00-1,30 0,20
K.3.1 200 (180-250) 0,60-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,60 0,20 1,30-1,60 0,20
K.3.2 120 (100-150) 0,50-0,60 0,10-0,20 0,50-0,70 0,10-0,20 1,00-1,30 0,20 1,00-1,30 0,20
N.1.1
N.1.2
N.2.1
N.2.2
N.2.3
N.3.1 150 (130-250) 0,50-0,80 0,10-0,20 0,70-0,90 0,10-0,20 1,30-1,40 0,20 1,40-1,70 0,20
N.3.2 100 (80-150) 0,40-0,60 0,10-0,20 0,60-0,80 0,10-0,20 1,00-1,30 0,20 1,20-1,40 0,20
N.3.3
N.4.1
S.1.1
S.1.2
S.21 40 (30-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.2.2 40 (30-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.2.3
S.3.1 30 (25-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.3.2 30 (25-60) 0,30-0,40 0,10-0,20 0,40-0,50 0,10-0,20 0,70-0,90 0,20 0,80-1,10 0,20
S.3.3
H.1.1 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20
H.1.2 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20
H1.3 30(25-50) 0,50-0,70 0,10-0,20 0,70-1,00 0,10-0,20 1,20-1,70 0,20 1,30-1,70 0,20
H.1.4
H.2.1 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20
H.3.1 40 (35-60) 0,50-0,60 0,10-0,20 0,60-0,90 0,10-0,20 1,10-1,60 0,20 1,20-1,60 0,20

The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.

(0]
(ﬂ/ The cutting data depend extremely on the external conditions, the material and machine type.
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KOMET \ Performance

Reamers - cutting data

Cutting data standard values for Fullmax, long

Type VA
Number of flutes
Vo

Index m/min

P.1.1

P.1.2

P1.3

P.1.4

P1.5

P.2.1

P.2.2

P.2.3

P.2.4

P.3.1 20 (15-40)

P.3.2 20 (15-40)

P.3.3 20 (15-40)

P41 20 (15-40)

P.4.2 20 (15-40)

M.1.1 20 (15-40)

M.2.1 15 (10-30)

M.3.1 15 (10-30)

Type ALU
Number of flutes
Vo

Index m/min

NA1 200 (180-300)

N1.2  200(180-300)

N.21  200(180-250)

N.2.2 200 (180-300)

N.23 200 (180-250)

N.3.1

N.3.2

N.3.3

N.4.1

0.3.1 250 (220-270)

@297 -4,05
4
Reaming
f allowance @
mm/rev. mm
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
@297 - 4,05
4
Reaming
f allowance @
mm/rev. mm
050-0,60  0,10-0,20
050-060  0,10-0,20
050-0,70  0,10-0,20
050-070  0,10-0,20
050-0,70  0,10-0,20
0,50-0,70 0,10-0,20

40401.../40402.../ 40403 .../40404 ...

24,06-6,05
4
Reaming
f allowance @
mm/rev. mm

0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
0,32-0,50 0,10-0,20
40471.../40 472

4,06 - 6,05

4
Reaming
f allowance @
mm/rev. mm

0,60-0,90 0,10-0,20
060-090  0,10-0,20
070-100  0,10-0,20
0,70-100  0,10-0,20
070-100  0,10-0,20
0,70-1,00 0,10-0,20

26,06-755
6
Reaming
f allowance @

mm/rev. mm
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20

...140473.../40474 ...

6,06 - 7,55

6
Reaming
f allowance @

mm/rev. mm
110-1,60 0,20
1,10-1,60 0,20
1,20-1,70 0,20
1,20-1,70 0,20
1,20-1,70 0,20
1,20-1,70 0,20

3756 -12,05
6
Reaming
f allowance @
mm/rev. mm
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
0,48-0,60 0,20
9756 -12,05
6
Reaming
f allowance @
mm/rev. mm
1,20-1,60 0,20
1,20-1,60 0,20
1,30-1,70 0,20
1,30-1,70 0,20
1,30-1,70 0,20
1,30-1,70 0,20

o
@ The cutting data depend extremely on the external conditions, the material and machine type.
The indicated values are possible values which have to be increased or reduced, inside the bracket, according to the application conditions.
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KOM ET \ Performance Solid drilling and bore machining
Reamers - cutting data

Cutting data standard values for solid carbide reamers

40430 ... 40430.../40431 ...
uncoated t0 2 0.94 mm uncoated TiAIN to@5mm to@8mm to @10 mm to@12mm
Reaming Reaming Reaming Reaming Reaming
Index v, f allowance @ v, v, f allowance @ f allowance @ f allowance @ f allowance @
m/min mm/rev. mm m/min m/min mm/rev. mm mm/rev. mm mm/rev. mm mm/rev. mm

P.1.1 20 0,10 0,10 20 30 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P1.2 20 0,10 0,10 20 30 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P1.3 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P1.4 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P1.5 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.2.1 15 0,10 0,10 15 25 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.2.2 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.2.3 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.2.4 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.3. 15 0,10 0,10 15 25 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.3.2 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.3.3 12 0,10 0,10 12 15 0,10 0,10 0,15 0,15 0,20 0,20 0,20 0,20
P.4.1

P.4.2

M.1.1 15 0,08 0,08 0,10 0,10 0,15 0,10 0,15 0,10
M.2.1 15 0,08 0,08 0,10 0,10 0,15 0,10 015 0,10
M.3.1 10 0,08 0,08 0,10 0,10 0,15 0,10 0,15 0,10
K.1.1 18 0,10 0,10 18 30 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
K.1.2 18 0,10 0,10 18 30 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
K.2.1 15 0,10 0,10 15 25 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
K.2.2 10 0,10 0,10 10 20 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
K.3.1 15 0,10 0,10 15 25 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
K.3.2 10 0,10 0,10 10 20 0,10 0,10 0,20 0,15 0,30 0,20 0,30 0,20
N.1.1 40 0,15 0,10 40 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.1.2 40 0,15 0,10 40 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.2.1 25 0,15 0,10 20 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.2.2 25 0,15 0,10 20 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.2.3

N.3.1 30 0,15 0,10 30 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.3.2 30 0,15 0,10 30 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.3.3 30 0,15 0,10 30 0,15 0,10 0,20 0,15 0,25 0,20 0,25 0,20
N.4.1

S.1.1 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.1.2 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.2.1 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.2.2 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.2.3 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.3.1 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.3.2 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
S.3.3 10 0,06 0,05 0,10 0,10 0,12 0,10 0,12 0,10
H.1.1 8 0,05 0,05 0,08 0,05 0,10 0,10 0,10 0,10
H.1.2 8 0,05 0,05 0,08 0,05 0,10 0,10 0,10 0,10

(0]
@ The cutting data is strongly influenced by external conditions, such as the stability of the tool and workpiece clamping, material and type of machine.

The specified values represent guideline cutting data that can be adjusted by approx. #£20% according to the usage conditions.
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KOM ET \ Standard Solid drilling and bore machining
Reamers - cutting data

Cutting data for HSS-E reamers

40115... 40140.../40145.../40139....
to@5mm to @8 mm to@ 12 mm to@5mm to @8 mm to@ 12 mm
Reaming Reaming Reaming Reaming Reaming Reaming
Ve f allowance @ f allowance @ f allowance @ Ve f allowance @ f allowance @ f allowance @
Index m/min mm/rev. mm mm/rev. mm mm/rev. mm m/min mm/rev. mm mm/rev. mm mm/rev. mm

P.1.1 12 0,10 0,10 0,15 0,15 0,20 0,20 15 010 010-0105 020 015-020 0,25 0,20
P12 12 0,10 0,10 0,15 0,15 0,20 0,20 12 010 010-015 020 015-0,20 0,25 0,20
P13 10 0,10 0,10 0,15 0,15 0,20 0,20 10 010 010-015 020 015-0,20 0,25 0,20
P14 10 0,10 0,10 0,15 0,15 0,20 0,20 10 008 010-015 015 0,15-0,20 0,20 0,20
P15 10 0,10 0,10 0,15 0,15 0,20 0,20 8 008 010-015 015 0,15-0,20 0,20 0,20

P21 12 0,10 0,10 0,15 0,15 0,20 0,20 10 010 010-015 020 0715-020 0,25 0,20
P22 12 0,10 0,10 0,15 0,15 0,20 0,20 8 008 010-015 015 015-020 0,20 0,20
P23 10 0,10 0,10 0,15 0,15 0,20 0,20 8 008 010-015 015 015-020 0,20 0,20
P24 10 0,10 0,10 0,15 0,15 0,20 0,20 8 008 010-015 015 015-0,20 0,20 0,20
P.3.1 12 0,10 0,10 0,15 0,15 0,20 0,20 8 008 010-015 012 015-020 0,20 0,20
P32 10 0,10 0,10 0,15 0,15 0,20 0,20 6 008 010-015 012 015-0,20 0,20 0,20
P33 10 0,10 0,10 0,15 0,15 0,20 0,20 6 008 010-015 012 015-0,20 0,20 0,20
P.4.1 6 008 010-015 012 015-0,20 0,20 0,20
P.4.2 6 008 010-015 012 015-020 0,20 0,20
M.1.1 6 0,08 0,10 012 0,15 0,20 0,20
M.2.1 4 0,08 0,10 012 0,15 0,20 0,20
M.3.1 4 0,08 0,10 012 0,15 0,20 0,20
Ki1 12 0,15 0,10 0,20 0,15 0,25 0,20 14 010 010-015 0,16 0,20 0,24 0,20
K12 12 0,15 0,10 0,20 0,15 0,25 0,20 12 010 010-015 0,16 0,20 0,24 0,20
K21 10 0,15 0,10 0,20 0,15 0,25 0,20 12 010 010-015 016 015-020 0,20 0,20
K22 10 0,15 0,10 0,20 0,15 0,25 0,20 10 010 010-015 016 015-020 0,20 0,20
K31 10 0,15 0,10 0,20 0,15 0,25 0,20 12 010 010-015 0,16 0,20 0,24 0,20
K32 10 0,15 0,10 0,20 0,15 0,25 0,20 10 010 010-015 016 015-020 0,20 0,20
N1l 15 0,15 0,10 0,20 0,15 0,20 0,20 20 0,10 0,15 0,20 0,20 0,25 0,20
N12 15 0,15 0,10 0,20 0,15 0,20 0,20 20 0,10 0,15 0,20 0,20 0,25 0,20
N.2.1 18 0,10 0,15 0,20 0,20 0,25 0,20
N.2.2 18 0,10 0,15 0,20 0,20 0,25 0,20
N.2.3

N.31 20 0,15 0,10 0,20 0,15 0,20 0,20 18 0,10 0,15 0,18 0,30 0,20 0,30
N3.2 20 0,15 0,10 0,20 0,15 0,20 0,20 15 0,10 0,15 0,18 0,30 0,20 0,30
N33 20 0,15 0,10 0,20 0,15 0,20 0,20 15 0,10 0,15 0,18 0,30 0,20 0,30
N.4.1 18 0,10 0,15 0,18 0,30 0,20 0,30
S.1.1
S.1.2
S.2.1 4 0,08 0,10 0,12 0,15 0,16 0,20
S.2.2 4 0,08 0,10 0,12 0,15 0,16 0,20
S.2.3
S.3.1 6 0,08 0,10 0,12 0,15 0,16 0,20
S.3.2 4 0,08 0,10 0,10 0,15 0,125 0,20
S.3.3
LAR
H.1.2
H1.3
H.1.4
H.2.1
H.3.1

The cutting data is strongly influenced by external conditions, such as the stability of the tool and workpiece clamping, material and type of machine.
The specified values represent guideline cutting data that can be adjusted by approx. #£20% according to the usage conditions.
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Reamers - technical information

Tolerance classes covered with 1/100 reamer

The most common tolerance is H7, so most reamers configured for an H7 fit tolerance.

With the 1/100 reamers, increments of 0.01 mm can be covered, but are also suitable for various other dimensions.
For example, a 1/100 reamer diameter 8.02 mm can be used for a 8.0 fit F7.

Other fit sizes shown in the table.

Tolerance Nominal @ in mm

zone 1,0 2,0 3,0 4,0 5,0 6,0 7,0 8,0 9,0 10,0 11,0 12,0
A9 4,29 5,29 6,29 7,30 8,30 9,30 10,30 11,32 12,32
At1 1,31 2,31 3.3 4,32 5,32 6,32 7,35 8,35 9,35 10,35 11,37 12,37
B8 415 515 6,15 7,16 8,16 9,16 10,16

B9 4,16 5,16 6,16 7 8,17 9,17 10,17 11,18 12,18
B10 117 2,17 317 417 517 6,17 719 8,19 9,19 10,19 11,20 12,20
B11 1,18 2,18 3,18 419 519 6,19 722 8,22 9,22 10,22 11,23 12,23
(of:] 4,08 5,08 6,08 7,09 8,09 9,09 10,09 11,11 1211
C9 1,07 2,07 3,07 4,09 5,09 6,09 7,10 8,10 9,10 10,10 1112 12,12
C10 1,09 2,09 3,09 410 510 6,10 712 8,12 9,12 10,12 11,14 12,14
c11 1,10 2,10 3,10 412 512 6,12 715 8,15 9,15 10,15 11,18 12,18
D7 11,06 12,06
D8 4,04 5,04 6,04 7,05 8,05 9,05 10,05 11,06 12,06
D9 4,05 5,05 6,05 7,06 8,06 9,06 10,06 11,08 12,08
D10 1,05 2,05 3,05 4,06 5,06 6,06 7,08 8,08 9,08 10,08 11,10 12,10
D11 1,06 2,06 3,06 4,08 5,08 6,08 710 8,10 9,10 10,10 1113 12,13
E7 7,03 8,03 9,03 10,03 11,04 12,04
E8 1,02 2,02 3,02 4,03 5,03 6,03 7,04 8,04 9,04 10,04 11,05 12,05
E9 1,03 2,03 3,03 4,04 5,04 6,04 7,05 8,05 9,05 10,05 11,06 12,06
F7 1,01 2,01 3,01 7,02 8,02 9,02 10,02 11,02 12,02
F8 1,01 2,01 3,01 4,02 5,02 6,02 7,02 8,02 9,02 10,02 11,03 12,03
F9 1,02 2,02 3,02 4,03 5,03 6,03 7,03 8,03 9,03 10,03 11,04 12,04
F10 4,04 5,04 6,04 7,05 8,05 9,05 10,05 11,07 12,07
G7 4,01 5,01 6,01 7,01 8,01 9,01 10,01

H7 10,01 11,01 12,01
H8 4,01 5,01 6,01 7,01 8,01 9,01 10,01 11,02 12,02
H9 1,01 2,01 3,01 4,02 5,02 6,02 7,02 8,02 9,02 10,02 11,03 12,03
H10 1,03 2,03 3,03 4,03 5,03 6,03 7,04 8,04 9,04 10,04 11,05 12,05
H11 1,04 2,04 3,04 4,05 5,05 6,05 7,06 8,06 9,06 10,06 11,08 12,08
H12 1,07 2,07 3,07 4,08 5,08 6,08 710 8,10 9,10 10,10 1113 12,13
H13 1,11 2,11 3,11 414 514 6,14 718 8,18 9,18 10,18 11,22 12,22
J6 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,00 12,00
J7 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,00 12,00
J8 1,00 2,00 3,00 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,00 12,00
JS7 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,00 12,00
JS8 1,00 2,00 3,00 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,00 12,00
Js9 1,00 2,00 3,00 4,00 5,00 6,00 7,00 8,00 9,00 10,00 11,01 12,01
K8 0,99 1,99 2,99 6,99 799 8,99 9,99 10,99 11,99
Mé 6,99 799 8,99 9,99 10,99 11,99
M7 6,99 799 8,99 9,99 10,99 11,99
M8 0,99 1,99 2,99 3,99 4,99 5,99 6,99 799 8,99 9,99 10,99 11,99
N6 3,99 4,99 5,99

N7 0,99 1,99 2,99 3,99 4,99 5,99 6,99 799 8,99 9,99 10,99 11,99
N8 0,99 1,99 2,99 3,99 4,99 5,99 6,99 799 8,99 9,99 10,98 11,98
N9 0,98 1,98 2,98 3,99 4,99 599 6,99 799 8,99 9,99 10,98 11,98
N10 0,98 1,98 2,98 3,98 4,94 598 6,98 798 8,98 9,98 10,98 11,98
N11 0,98 1,98 2,98 3,98 4,94 5,98 6,98 798 8,98 9,98 10,97 11,97
P6 0,99 1,99 2,99 10,98 11,98
P7 0,99 1,99 2,99 6,98 798 8,98 9,98 10,98 11,98
P8 0,99 1,99 2,99 3,98 4,98 5,98 10,97 11,97
R6 6,98 798 8,98 9,98

R7 3,98 4,98 598 6,98 798 8,98 9,98 10,97 11,97
S6 3,98 4,98 5,98 10,97 11,97
S7 0,98 1,98 2,98 3,98 4,98 598 6,97 797 8,97 9,97 10,97 11,97
ué 6,97 797 8,97 9,97

u7 3,97 4,97 5,97 6,97 797 8,97 9,97

X7 3,97 4,97 597

X8 0,97 1,97 2,97 6,96 7,96 8,96 9,96 10,95 11,95
X9 0,97 1,97 2,97 3,96 4,96 5,96 6,95 795 8,95 9,95

27 0,97 1,97 2,97 3,96 4,96 5,96 6,96 7,96 8,96 9,96 10,95 11,95
Z8 0,97 1,97 2,97 3,96 4,96 5,96 6,95 7,95 8,95 9,95 10,94 11,94
29 3,95 4,95 5,95

210 0,96 1,96 2,96 3,95 4,95 595 6,94 794 8,94 9,94 10,93 11,93
ZA7 0,96 1,96 2,96 3,95 4,95 595 6,94 794 8,94 9,94

ZA8 6,94 794 8,94 9,94 10,93 11,93
ZB8 0,95 1,95 2,95 3,94 4,94 5,94 10,90 11,90
ZB9 0,95 1,95 2,95 3,94 4,94 5,94 6,92 792 8,92 9,92 10,90 11,90
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Drills - technical information

Coatings

HSS drilling

TiN

A TiN coating
A Maximum application temperature: 450 °C

Solid carbide drilling

DPX74S

DRAGONSKIN

DPX74M

Reamers

DST

DBF-A

DBC

DBG-U

TiAIN

A Special TIAIN nanolayer coating
A Maximum application temperature: 1000 °C

A Universal AICrN-based monolayer coating
developed for micro tools

A High oxidation, heat and wear resistance

A Maximum application temperature 1100 °C

A Special multilayer coating
High hardness and heat resistance
A Maximum application temperature: 800 °C

>

A Cermet, uncoated

ISO | P15 | M10 | K10

A The uncoated cermet grade for finish
machining stainless and hardened steel

A Particularly wear resistant thanks to high
heat resistance

>

A AICrN Multilayer coating

A specially developed for the machining of
tempered materials < 62 HRC

A maximum application temperature: > 1100 °C

A Diamond-like carbon coating
Specially for machining non-ferrous metals
A Maximum application temperature: 400 °C

>

A AITIN Multilayer coating

A Especially for universal use in a variety of
materials as well as for the machining of
tempered materials < 62 HRC

A For high cutting speeds and suitable
for MMS application

A Maximum application temperature: 1000 °C

A TiAIN multilayer coating
A Maximum application temperature: 900 °C

cuttingtools.ceratizit.com

Ti800

TiAIN

DLC

DRAGONSKIN

DBG-P

DBC-N

DBQ

TiN

AITIN nanolayer coating

A Maximum application temperature: 1100 °C

TIAIN multilayer coating
Maximum application temperature: 900 °C

Diamond-like carbon coating
Specially for machining non-ferrous metals
Maximum application temperature: 400 °C

AITiN Multilayer coating

Especially for universal use in a variety

of materials at high cutting speeds

Suitable for MMS application

Maximum application temperature: 1000 °C

Diamond-like ta-C-Multilayer-carbon coating

Particularly hard and smooth coating and therefore

especially for machining non-ferrous metals
Maximum application temperature: 500 °C

AICrN-Multilayer-Beschichtung

Particularly suitable for machining

stainless steels and titanium

Low formation of built-up edges

Maximum application temperature: > 1000 °C

TiN multilayer coating
Maximum application temperature: 400 °C
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HSS drilling

Solid carbide drilling

Solid drilling and bore machining

Reamers

HSS taps

Circular and Thread Milling

Threading

Thread turning

Turning Tools

Multi-function tool - EcoCut

2
2
Grooving Tools
Miniature turning tools
2 . : -
= Solid Carbide milling cutters
2
- .
2 Collets and reduction sleeves
5
=

Material examples and
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External thread turning
43-63

WNT \ Performance

Premium quality tools for high performance.

The premium quality tools from the WNT Performance

product line have been designed for specific applications and are
distinguished by their outstanding performance. If you make high
demands on the performance of your production and want to
achieve the very best results, we recommend the Premium tools
in this product line.

WNT \ Standard

Quality tools for standard applications.

The quality tools of the WNT Standard product line are high
quality, powerful and reliable and enjoy the highest trust of our
customers worldwide. Tools from this product line are the first
choice for many standard applications and guarantee optimal
results.

Internal thread turning
64-69

Thread milling
24-28
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WNT Threading

Toolfinder
Overview
Tapping Thread milling
a For through holes and blind holes a Excellent surface qualities
4 Allcommon thread types a For through holes and blind holes
4 Universal application 4 Universal application
4 Static application a Various diameters with the same pitch
4 Rotating application
8-18 24-28
Circular Milling Thread turning
4 Circular milling 4 Size 06 insert
4 Slot milling 4 Size 08 insert
4 Multipurpose milling a Size 11 insert
4 Universal application a Size 16 insert
a Internal and external thread
4 Shank cross-section =8 - 25 mm
4 Universal application
30-36 43-70

Circular and slot milling
30-36

Tapping
8-18

cuttingtools.ceratizit.com 02|3
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WNT

Threading
Thread categories and thread types

Thread types

M | 1SO metric coarse thread DIN 13 UNC | Unified coarse thread ASME - B1.1 BSW | whitworth thread BS84

MF | 1SO Metric fine thread DIN 13 UNF | Unified fine thread ASME - B1.1 BSF | Whitworth fine thread

MJ | Metric thread for the aviation industry UNJC g:i:igir(])g?sr%e?;h;ad ASME - UN | Unified thread

G \S’Imfg’ﬁ_rlg‘opizp;ghmad UNJF g;"?gigg‘?ggrgj%fSME - UNEF | American Unified Thread (Extra Fine)
Tap types
Tool type Application range

m for through holes to 4xD

for blind holes up to 3xD, high helix angle for secure chip evacuation

for blind holes up to 2xD, 15°,25° or 30° helix angle

Circular and thread milling cutter types

Tool type

m Solid Carbide Circular End Milling Cutter
% Circular milling cutter with solid carbide insert

Profile Type Description

Full profile

4 Core diameter does not have to be machined
to the finished core diameter
A Aminimum infeed of 0.07 mm is required

4 Insert can only be used for one pitch

Mini Thread Turning Insert

A Froma min. core hole diameter of
@6 mmor@d8mm

02|4

:

UNI

for universal application

E Thread milling cutter

Partial profile

A Core diameter must be premachined to
the final dimension

'k A Aminimum infeed of 0.07 mmis required

a One threading insert can be used to machine
several pitches

a The threading insert can therefore be used
for any application

cuttingtools.ceratizit.com
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WNT

Threading
Symbol explanation

Explanation of symbols - Taps
Chamfer form

Form B (with spiral point,
- 4 - 5threads per chamfer)

Form C (without spiral point,
- 2 - 3threads per chamfer)

Form D (without spiral point,
- 4 - 5threads per chamfer)

Form E (without spiral point,
’q:iM 1.5- 2 threads per chamfer)

Helix angle

<J42° | Example: helix angle 42°

Tensile strength

<1100

N/mm? Example up to 1100 N/mm?

Tolerances

ISO 2 | Explanation of the tolerances can be found on
6H — Page 21

Coloured rings

WNT \

An explan

Performance

ation of the coloured rings can be

found on — Page 20

Thread types
M Explanation of the thread types can be found

on — Page 4

Tool Material

HSS-E | High-performance high speed steel

Hole type

ZE Through hole

g% Blind hole

Explanation of symbols - Circular and thread milling cutters
Applications

Version

; central internal coolant

$

; lateral internal coolant
m

VHM | Solid carbide

Thread / Flank angle
M Explanation of the thread types can be found
on — Page 4
60°
Flank angle 60°
Shank
DIN 6535
HAC D
HB(GT3

Explanation of symbols - Thread turning

Flank angle

55°

Flank angle 55°

60°

\m Flank angle 60°

cuttingtools.ceratizit.com

Full radius slot milling

Slot milling

Multipurpose milling

Chamfering and Deburring

Gear milling

IR = internal right, IL = internal left

Thread types

Explanation of the thread types can be found
on — Page 4

Main Application

= Extended application

02]5
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WNT \ Performance

Taps - Content overview

Highlights

Through hole - machine taps right-hand, Blind hole - machine taps right-hand,
type Stabil HR type SLHR
M M
A Specialist for thread production in high-strength steels A Specialist for thread production in high-strength steels
A New optimised hard material/carbon coating delivers A New optimised hard material/carbon coating delivers
the very best results the very best results
A 4D A 2xD
o b 1j
Taps Overview
3 £=3fE
@ = D) o S BIE
S 5 2 5 _£25¢glE
El 8 S E B=%2s55:sH < 2
o = o Bn O =T =8 = =
= £ 2 2DC PMKNS HO 5 S | Page No.
Sr—— Iz % - Eeen Ee il
‘ 6H M12 with reinforced shank vap.
: M2 o000
e 0 T i B
‘ M10 with reinforced shank
SNEEET | 7T RE L e ee Bown o
: 6HX M10 with reinforced shank HD
: M2 o000
I1SO 2 DIN 371
M - b
_ @ 6H M12 with reinforced shank o o
VTR : M2 o000
L TR o m|
‘ M12 with reinforced shank
‘ M3 oo oo DIN 371 iN-
i | v v e G
‘ M12 with reinforced shank
; M4x05 @ @ @ DIN 371 i
L R I ihro | T
: M10x1 with reinforced shank L
F— = : Mdx00 e e @ @
s (r] I %) ) it o
TS ! M10x1 with reinforced shank
: M4x05 @ @ @
M @ ISGCI)-IZ i D!N 3?1 vap. 12
_ ‘ M6x0,5 with reinforced shank
_ ; MEx0,75 @ @ @ DIN 374
M @ ISGCIJ_IZ = . vap. 12
‘ M12x1,5 with reduced shank
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WNT \ Performance

Taps - Content overview

Taps Overview
- O
S S 3 S 35 ¢ 3g
= = 2 £ el S 2 5 =3
§ S| 2|5 B385::E £ £
= £ =] 2DC PMKNS HO 5 S | Page No.
A - @ 150228 1/8-28 e o e®® DIN 5156 TN 13
: 1/2-14 with reduced shank
: 1/8-28 o @ @
AN o | A7 wom - DIN 5156 w | 14
: 1/2-14 with reduced shank
: 1/8-28 e @@
R o AU wom DIN 5156 w | 14
: 1/2-14 with reduced shank
p—— [vc| 17 =] 0 e W ]
‘ 3/8-16 with reinforced shank vap.
sl - 0 - % ML w | o
‘ 3/8-16 with reinforced shank b
sl | 7 (=] 0 Ree How wl
‘ 5/16-24 with reinforced shank vap.
W= - ~ = °°° HOV w |
: 5/16-24 with reinforced shank '
= ‘ Nr4-48 oo @@ DIN 371 ¥
UNJF 3BX - TiCN
WI @ 3/8-24 with reinforced shank I =
= ‘ Nrd-48 oo @@ DIN 371 ¥
UNJF 3BX - TiCN
WI @ 3/8-24 with reinforced shank I =
sem— | JT [me] 0 S0 Homn w
‘ | o38-16 with reinforced shank . |
: 1/8-40 o @ @
sweassmal o 0 e o w |/
‘ 3/8-16 with reinforced shank

[}
@ Further dimensions and taps can be found in our — main catalogue in Chapter 6 Taps

(o]
@ The cutting data is highly dependent on external conditions, such as stability of the tool and workpiece clamping, material and machine type!
The values indicated represent possible cutting data which may need to be corrected depending on operating conditions !

v
\m/_ This article can be found in our online shop at cuttingtools.ceratizit.com
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WNT \ Performance Tap - M - IS0 Metric Coarse Thread

Through hole - Machine taps, right hand

M
| |

B B B
TN IO Roassad
4-5 4-5 4-5
ISO 2 ISO 2 1SO 2X
6H 6H 6HX
nitr. + : AITiN-
vap. U HD

DCONMS
PHD
= ¢, 1
THL A3
LU
OAL
DIN 371 with reinforced shank HSS-E HSS-E HSS-PM
<]0° <J0° <J0°
<1100N/mm? <1100 N/mm? <1400 N/mm?
<4xD <4xD <4xD

22501.. 22503.. 22468 ..
TD TP OAL DCONMS DRVS PHD THL LU Flutes

mm mm mm mm mm mm mm mm

M1 025 40 2,5 21 075 5 5 2 010 v

M1,2 025 40 2,5 21 09 5 5 2 012 Y

M1,4 030 40 2,5 21 110 7 7 3 014 v

M1,6 035 40 2,5 21 125 8 1 3 016

M1,7 035 40 2,5 21 135 6 M 2 017

M1,8 035 40 2,5 21 145 6 1 2 018

M2 040 45 2,8 21 160 7 12 2 020 02000
M2 040 45 2,8 21 160 7 12 3 020

M2,2 045 45 2,8 21 15 7 12 2 022

M2,5 045 50 2,8 21 205 9 14 2 025 02500
M3 050 56 3,5 27 250 11 18 2 03000
M3 050 56 3,5 27 250 11 18 3 030 030

M3,5 060 56 4,0 30 290 12 20 3 035

M4 070 63 4,5 34 330 13 21 2 04000
M4 070 63 45 34 330 13 21 3 040 040

M5 080 70 6,0 49 420 15 25 2 05000
M5 080 70 6,0 49 420 15 25 3 050 050

M6 1,00 80 6,0 49 500 17 30 3 060 060 06000
M7 1,00 80 70 55 600 17 30 3 070

M8 125 90 8,0 62 680 20 35 3 080 080 08000
M10 1,50 100 10,0 80 850 22 39 3 100 100 10000
M2 175 110 120 90 1020 24 44 3 120

P 12 15 8
M 7 9 8

K 12 18

N 12 10
S 4

H

0

1) Tol.ISO14H<M14
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WNT \ Performance

Threading

Tap - M - ISO Metric Coarse Thread

Blind hole - Machine taps, right hand

DCONMS

™D
]
LI
|

THL

LU

DIN 371 with reinforced shank

TP
mm
0,40
0,45
0,40
0,45
0,45
0,50
0,60
0,70
0,80
1,00
1,00
1,25
1,50
1,75

PHD

e ﬁ oL
OAL

OAL DCONMS DRVS PHD

mm mm
45 2,8
45 2,8
45 2,8
50 2,8
50 2,8
56 35
56 4,0
63 45
70 6,0
80 6,0
80 70
90 8,0
100 10,0
10 12,0

cuttingtools.ceratizit.com

mm
2,1
2,1
2,1
2,1
2,1
2,7
3,0
34
49
49
55
6,2
8,0
9,0

mm
1,60
1,75
1,90
2,05
2,15
2,50
2,90
3,30
4,20
5,00
6,00
6,80
8,50
10,20

THL
mm
4,0
45
4,5
5,0
5,0
6,0
70
70
8,0
10,0
10,0
14,0
16,0
18,0

Flutes

WWWWWWWWWN NN NN

vap.

HSS-E
<J42°

<1100 N/mm?

<3xD

22518

020
022
023
025
026
030
035
040
050
060
070
080
100
120

12

12

HSS-E

<] 42°
<1100 N/mm?
<3xD

22 520 ...

020

030

040
050
060

080
100
120

15

18
12

0219
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WNT \ Performance

Threading
Tap - M - ISO Metric Coarse Thread

Blind hole - Machine taps, right hand

M
DCONMS
1T B T
THL
LU
OAL

DIN 371 with reinforced shank

02|10

TP
mm
0,50
0,70
0,80
1,00
125
1,50
175

OAL

N

DCONMS DRVS

mm
35
45
6,0
6,0
8,0
10,0
12,0

mm
2,7
34
4,9
4,9
6,2
8,0
9,0

PHD

PHD THL LU  Flutes
mm mm mm

25 1 18 3
33 13 21 3
42 15 25 3
50 17 30 3
68 20 35 3
85 22 39 3
102 24 44 3

AITiN-
HD

HSS-PM

<250
<1400 N/mm?
<2xD

22 469 ...

cuttingtools.ceratizit.com
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WNT \ Performance

Threading
Tap - MF - ISO Metric Fine Thread

Through hole - Machine taps, right hand

DCONMS
0o e
THL
LU
OAL

DIN 371 with reinforced shank

D TP
mm mm
M4x0,5 0,50
M6x0,75 0,75
M5x0,5 0,50
M6x0,5 0,50
m8x1 1,00
M10x1 1,00

T w=XxX= T

cuttingtools.ceratizit.com

PHD

ﬁ @%
&

DCONMS DRVS PHD

mm
4,5
6,0
6,0
6,0
8,0
10,0

mm
34
49
49
49
6,2
8,0

mm
3,5
52
45
55
70
9,0

LU

Flutes

A WWWwWww

UNI UNI
B B
TN Roassad

4-5 4-5
ISO 2 ISO 2

6H 6H
nitr. + TiN

vap.

HSS-E HSS-E
<]0° <J0°
<1100N/mm? <1100 N/mm?
<4xD <4xD

22590.. 22550...

040 040
062 062
050 050
060 060
084 080
102 100
12 15
7 9
12 18
12

02|11
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WNT \ Performance

Threading
Tap - MF - ISO Metric Fine Thread

Blind hole - Machine taps, right hand

MF

DCONMS
Y=~
LTHL
LU
OAL

DIN 371 with reinforced shank

OAL DCONMS DRVS

D TP
mm mm mm mm
M4x0,5 0,50 63 45
M5x0,5 0,50 70 6,0
M6x0,75 0,75 80 6,0
M6x0,5 050 80 6,0
DCONMS
eI t——
THL
OAL

DIN 374 with reduced shank

D TP

mm mm
M6x0,75 0,75
M8x0,75 0,75
M8x1 1,00
M10x0,75 0,75
M10x1 1,00
M10x1,25 1,25
Mi2x1 1,00
M12x1,25 1,25
M12x1,5 1,50

T w=XxX= T

02|12

mm
34
4,9
4,9
4,9

PHD

PHD
mm
35
4,5
52
55

% %%%

OAL DCONMS DRVS PHD

mm
80
80
90
90
90

100

100

100

100

mm
4,5
6,0
6,0
70
70
70
9,0
9,0
9,0

mm
34
49
49
55
55
55
7,0
7,0
70

mm
52
72
70
9,2
9,0
8,8
11,0
10,8
10,5

THL

o1 00 o1 o1

THL Flutes

mm
8
8
10
10
10
16
1
15
15

LU

A REAPRP,WOWPLWWW

Flutes

W www

vap.

HSS-E

<] 42°
<1100 N/mm?

<3xD

22202...

040
050
062
060

22 553 ...

062
080
082
101
100
102
120
122
124

12

12

cuttingtools.ceratizit.com
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WNT \ Performance

Threading
Tap - G - Whitworth Pipe Thread

Through hole - Machine taps, right hand

-

DCONMS

TDIN
|

THL

DIN 5156 with reduced shank

TDIN TP

mm
1/8-28 0,907
1/4-19 1,337
3/8-19 1,337
1/2-14 1,814

T w»w=XxX= T

OAL DCONMS DRVS PHD THL Flutes
mm mm mm mm mm
90 7 55 880 18
100 1 90 11,80 22
100 12 90 1525 22
125 16 120 19,00 25

S www

cuttingtools.ceratizit.com

HSS-E

<J0°
<1100 N/mm?
<4xD

22630 ...

012
025
037
050

15

18
12

02|13


https://cuttingtools.ceratizit.com

WNT

\ Performance

Threading

Tap - G - Whitworth Pipe Thread

Blind

hole - Machine taps, right hand

(¢ Salo-Rex
DCONMS
z
5=
THL

P gt

DIN 5156 with reduced shank

TDIN

1/8-28
1/8-28
1/4-19
1/4-19
3/8-19
3/8-19
1/2-14
1/2-14

T w=XxX= T

02|14

TP OAL DCONMS DRVS PHD THL Flutes

mm mm mm mm mm mm
0,907 90 7 55 880 10
0,907 90 7 55 880 10
1,337 100 1 90 11,80 15
1,337 100 1 90 11,80 15
1,337 100 12 90 1525 15
1,337 100 12 90 1525 15
1,814 125 16 12,0 19,00 17
1,814 125 16 12,0 19,00 17

OO~ D~W

ISO 228

vap.

HSS-E
<J42°

<1100 N/mm?

<3xD

22633 ...

012
025
037

050

12

12

1SO 228

vap.

HSS-E

<] 42°
<1100 N/mm?
<3xD

22 635 ...

012
025
037

050
12

12

cuttingtools.ceratizit.com
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WNT \ Performance

Threading
Tap - UNC - Unified Coarse Thread

Through hole - Machine taps, right hand

By

DCONMS
=z
R
THL
LU
OAL

DIN 371 with reinforced shank

TDIN TP OAL
mm mm

Nr.2-56 0,454 45
Nr.4-40 0,635 56
Nr.6-32 0,794 56
Nr.8-32 0,794 63
Nr.10-24 1,058 70
Nr.12-24 1,058 80
1/4-20 1,270 80
5/16-18 1,411 90
3/8-16 1,588 100

T w=XxX= T

cuttingtools.ceratizit.com

Q

o8

DCONMS DRVS PHD

mm
2,8
3,5
4,0
4,5
6,0
6,0
70
8,0
10,0

mm
2,1

2,7
3,0
34
4,9
49
55
6,2
8,0

mm
1,85
2,35
2,85
3,50
3,90
4,50
510
6,60
8,00

LU

Flutes

W W WWWWwWMNN

nitr. +
vap.

HSS-E
<]0°
<1100 N/mm?
<4xD

22572...

002
004
006
008
010
012
025
031
037

12

12
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Threading
WNT \ Performance Tap - UNC - Unified Coarse Thread

Blind hole - Machine taps, right hand

UNC UNI
C
W
2-3
2B
vap.
_ DCONMS PHD
i e 1
R 7
Q
LU
OAL
DIN 371 with reinforced shank HSS-E
<] 42°
<1100 N/mm?
<3xD
22 582 ...

TDIN TP OAL DCONMS DRVS PHD THL LU Flutes
mm mm mm  mm mm mm mm

Nr.2-56 0,454 45 2,8 21 185 45 12 2 002
Nr.4-40 0,635 56 3,5 27 235 60 18 2 004
Nr.6-32 0,794 56 4,0 30 28 70 20 3 006
Nr.8-32 0,794 63 4,5 34 350 80 21 3 008
Nr.10-24 1,058 70 6,0 49 390 100 25 3 010
1/4-20 1,270 80 70 55 510 13,0 30 3 025
5/16-18 1,411 90 8,0 62 6,60 140 35 3 031
3/8-16 1,588 100 100 80 800 160 39 3 037

12

7

12

T w=XxX= T
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Threading
Tap - UNF - Unified Fine Thread

Through hole - Machine taps, right hand

DCONMS
=z
R e -
THL
LU
OAL

DIN 371 with reinforced shank

TDIN TP

mm
Nr.4-48 0,529
Nr.6-40 0,635
Nr.8-36 0,706
Nr.10-32 0,794
1/4-28 0,907
5/16-24 1,058

T w=XxX= T

Q

o8

OAL DCONMS DRVS PHD

mm mm
56 35
56 4,0
63 4,5
70 6,0
80 70
90 8,0

cuttingtools.ceratizit.com

mm
2,7
3,0
34
49
55
6,2

mm
2,40
2,95
3,50
410
5,50
6,90

LU

Flutes

WWWwwwN

nitr. +
vap.

HSS-E

<]0°
<1100 N/mm?
<4xD

22602 ...

004
006
008
010
025
031

12

12
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Threading
Tap - UNF - Unified Fine Thread

Blind hole - Machine taps, right hand

DCONMS
=z
R
THL
LU
OAL

DIN 371 with reinforced shank

TDIN TP

mm
Nr.4-48 0,529
Nr.6-40 0,635
Nr.8-36 0,706
Nr.10-32 0,794
1/4-28 0,907
5/16-24 1,058

T w=XxX= T

02|18

OAL

Q

o8

DCONMS DRVS PHD

mm
3,5
4,0
4,5
6,0
70
8,0

mm
2,7
3,0
34
49
55
6,2

mm
2,40
2,95
3,50
410
5,50
6,90

THL
mm

10

10

LU Flutes

N
ol
WWwWwwwN

vap.

HSS-E

<] 42°
<1100 N/mm?
<3xD

22 606 ...

004
006
008
010
025
031

12

12
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Taps - Technical information

Tapped hole pilot diameter

M | ISO metric coarse threads 6H to DIN 13 and DIN ISO 965-1 (M1-M1,4 =5H)

Thread nominal @ 2D, Thread nominal @ 2D,
Core hole Core hole
D P min. max. D P min. max.

M1 0,25 0,729 0,785 0,75 M12 1,75 10,106 10,441 10,2
M1,1 0,25 0,829 0,885 0,85 M14 2,0 11,835 12,210 12
M1,2 0,25 0,929 0,985 0,95 M16 2,0 13,835 14,210 14
M1,4 0,3 1,075 1,142 1,1 M18 2,5 15,294 15744 15,5
M1,6 0,35 1,221 1,321 1,25 M20 2,5 17,294 17744 175
M1,8 0,35 1,421 1,521 1,45 M22 2,5 19,294 19,744 19,5

M2 0,4 1,567 1,679 16 M24 3,0 20,752 21,252 21
M2,2 0,45 1,713 1,838 1,75 M27 3,0 23,752 24,252 24
M2,5 0,45 2,013 2,138 2,05 M30 353 26,211 26,771 26,5

M3 0,5 2,459 2,599 2,5 M33 3,5 29,211 29,771 29,5
M3,5 0,6 2,850 3,010 2,9 M36 4,0 31,670 32,270 32

M4 0,7 3,242 3,422 33 M39 4,0 34,670 35,270 35
M4,5 0,75 3,688 3,878 3,7 M42 4,5 37129 37,799 375

M5 0,8 4134 4,334 42 M45 4,5 40,129 40,799 40,5

M6 1,0 4917 5,153 5 M48 5,0 42,587 43,297 43

M7 1,0 5917 6,153 6 M52 5,0 46,587 47,297 47

M8 1,25 6,647 6,912 6,8 M56 53 50,046 50,796 50,5

M9 1,25 7,647 7912 78 M60 53 54,046 54,796 54,5
M10 1,5 8,376 8,676 8,5 M64 6,0 57,505 58,305 58
M11 1,5 9,376 9,676 9,5 M68 6,0 61,505 62,305 62

MF | ISO metric fine threads 6H to DIN 13 and DIN ISO 965-1

Thread nominal @ @D, Thread nominal @ @D,
Core hole Core hole
D X P min. max. D X P min. max.

M2 X 0,25 1,729 1,774 1,75 M20 X 1,0 18,917 19,153 19
M2,2 X 0,25 1,929 1,974 1,95 M20 X 15 18,376 18,676 18,5
M2,5 X 0,35 2,121 2,221 2,15 M20 X 2,0 17,835 18,210 18

M3 X 0,35 2,621 2,721 2,65 M24 X 15 22,376 22,676 22,5
M3,5 X 0,35 3121 3,221 315 M30 X 2,0 27,835 28,210 28

M4 X 0,35 3,621 3,721 3,65 M36 X B 34,376 34,676 34,5

M4 X 0,5 3,459 3,599 3,5 M36 X 3,0 32,752 33,252 33
M4,5 X 0,5 3,959 4,099 4 M42 X 2,0 39,835 40,210 40

M5 X 0,5 4,459 4,599 45 M48 X 13 46,376 46,676 46,5

M6 X 0,5 5,459 5,599 515) M48 X 3,0 44752 45,252 45

M6 X 0,75 5,188 5,378 5,2 M48 X 4,0 43,670 44,270 44

M8 X 0,75 7,188 7,378 72 M56 X 15 54,376 54,676 54,5

M8 X 1,0 6,917 7153 7 M56 X 2,0 53,835 54,210 54
M10 X 0,75 9,188 9,378 9,2 M56 X 3,0 52,752 53,252 58]
M10 X 1,0 8,917 9,153 9 M56 X 4,0 51,670 52,270 52
M10 X 1,25 8,647 8,912 8,8 M64 X 3,0 60,752 61,252 61
M12 X 1,0 10,917 11153 11 M64 X 4,0 59,670 60,270 60
M12 X 15 10,376 10,676 10,5 M72 X 4,0 67,670 68,270 68
M14 X 1,25 12,647 12912 12,8 M80 X 6,0 73,505 74,305 74
M16 X 1,0 14917 15153 15 M95 X 6,0 88,505 89,305 89
M16 X 15 14,376 14,676 14,5 M110 X 6,0 103,505 104,305 104

Dimensions in mm; P=Pitch

cuttingtools.ceratizit.com 02119
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Threading
Taps - Technical information

Tap Type Explanation
Through hole tap type Stabil

l. A Forthrough holes up to 4xD
Lead Form B: 3.5-5 cutting leads,
with spiral point

Straight Flutes

Also suitable for synchronised machining,
with Wedlon flat and with extra long version
A Duetothe special geometry of the flutes,

>

> >

-/ the chips are removed in the direction of cut
|
Blind hole tap type SL

A For blind holes up to 2xD

A | ead Form C: 2-3 cutting leads,
without spiral point

A |ead Form E: 1.5-2 cutting leads,
without spiral point

A (15°25° 30°) slow right hand helix

A For steel, titanium alloys and Inconel 718

A Also suitable for synchronised machining,
with extra long version and through coolant

A Also suitable for difficult operating conditions
such as cross holes

g
|

TT—

1411.'.;.

Coloured rings - overview

il for heat resistant alloys

Type Ti, Niand AMPCO for heat-resistant steel,
titanium and Inconel

] for steel up to 1400 N/mm?

Type HR for steel up to 1400 N/mm? tensile strength

02]20

Blind hole tap type Salo-Rex

A Forblind holes up to 3xD
CEGE:M 4 Lead Form C: 2-3 cutting leads,
without spiral point

-

DRV NN

W

A

A ead Form E; 1.5-2 cutting leads,
without spiral point

A (35°,42°, 45° 50°) right hand helix

A Also suitable for syncronised machining,
with Weldon flat, with extra long version and
through coolant

A The high helix angle ensures chips are
discharged effectively against the direction
of cut

WNT \ Performance

for universal application up to 1100 N/mm?
Type UNI for the all-purpose use

cuttingtools.ceratizit.com
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Threading

Taps - Technical information

Thread tolerances and recommended manufacturing tolerances

um
+280]

+260[

+240[

+220[

+200[

+180[

+160[

+140[

+120

+100[

+80

+60

+40|

+20[

+180,

+151

140

5H

+224

+191

1180

A Internal thread ,H" Tolerance |

7H

Taps - Tolerance

+238)

224

+154

A4

Internal thread, ,G" Tolerance

[270
+256, 256

+212

5G

6G

+223

1212
7G

1 e cm—

+55

i

El
+32

0
Example of M10 in microns

Workpieces to be plated require oversize taps.
The interference depends on the coating thickness and the flank angle.

at

60° Flank angle
55° Flank angle

30° Flank angle

Application class of the tap
Designation according to

DIN
4H
6H
6G
7G

ISO
1SO1
1S02
1ISO3

Oversize 2 4 x coating thickness
Oversize 2 4.331 x coating thickness

Oversize 2 7.727 x coating thickness

Oversize radial ,y“

Tolerance class of the internal thread to be cut

4H SH
4G 5G

- (4E)

H
7G

Coating thickness

8H
8G

@

For special applications, e.g. abrasive cast iron materials or plastics other dimensions have to be chosen which are determined on previous experience.
In such cases an X" is added to the short designation of the tolerance, e.g. ISO 2X, however the tolerance zone assignment may be limited (6HX for tolerance

zone 6H and 5G). In addition it should be taken into account that the dimensions of the internal thread do not only depend on the dimensions of the tap but on
the material to be machined and all production conditions.
For first taps and intermediate taps no thread dimensions are determined.

cuttingtools.ceratizit.com
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Taps - Technical information

Troubleshooting
Poor tool life
Cause

a QOverload fractures of the cutting edge on the lead

4 Hardness or tool material not suitable for the application

a Core hole too small, or work hardened

a Insufficient lubrication or incorrect application parameters

Axial thread error
Cause

A Selected geometry is not suitable

a Spindle speed is wrong compared with feed
(synchronisation error)

4 Blind hole taps are used with high feed pressure

a Through hole taps are used with low feed pressure

Oversize thread
Cause

a Thread tolerances of tool and thread gauge do not match
a Burred tool edges after regrinding
a Cold pressure welding

Broken tool
Cause

4 Tool isworn

4 Tool has hit the bottom of the hole
4 Weld deposits

a Core hole too small

A Chip trapping

a Incorrect cutting speed

a Chip trapping in the flute

a Insufficient cooling / lubrication

02]22

Remedy

a Alonger lead or more flutes for the same lead length,
giving a greater number of cutting teeth
a Inreground tools the hardness can be reduced,
apply correct parameters for regrinding
a Increase frequency of changes or regrinding of the drill
a Use the correct operating parameters for drilling
a Select the correct lubricant and ensure adequate supply

Remedy

a Check programming and pitch control or machine
synchronisation

a Use tapping chuck with length compensation

a Increase retraction feed pessure

a Increase feed pessure

Remedy

a Check the correct tolerances for tool and thread gauge
a Carefully deburr

a Use appropriate (positive) geometry

a Reduce cutting speed

a Use different surface treatment or coating

a Use tapping chuck with length compensation

a Use appropriate lubricant

Remedy

a Employ set taps

a Use atool with lower helix

a Use tools with a shorter / longer lead

a Check the pre-drilling depth and the thread depth
4 Drill core hole deeper

a Correct cutting speed

a Use a different coating or surface treatment
a Use tool holder with length compensation

a Use suitable lubricant

a Use correct core hole

4 Change geometry and / or flute type

4 Note chip shape and chip formation

cuttingtools.ceratizit.com
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Threading

Thread milling cutters - Content overview

Thread milling cutters overview

()
o
o o
«© = ;
1= = — = kel
[} _F:’ A = § % -c% =] gf 5
> £ : Micgc= = PR
= < s @DC P MKNSH = & S = =
” IRIIL &0’ 58 @eeee .l 05 Partial | CWX |,
' i 7.8 13 20 profile | 500
IR/IL 50’ 118 @eeee ‘l M1,6
= M . - Full profile %‘gg 24
410 w3 M6
- 60° 214 ® 0000 .I M3 Ti
- - Ly FUeote | g 2
16 w(O M14
- W] 40 @®eeee 'I M5x0,5 Ti
- 0 : s PO | gy %
16w M14x1,5
— 55° 8,0 o 0000 .I G1/8-28 Ti
- 0 - 10 TUIPE | ggp 2
160 w0} G1/2-14
- 60 @®eeee 'I BSW 5/16- 18 Ti
M BSW y - Fullprofile | 54 26
99  w(O BSW 5/8 - 11
— 60 @®eeee 'I BSF 3/8-20 Ti
- 00 : 10 PP | g %
99  w(O BSF 5/8- 14
~ 18 @000 0 'I UNC 1/4-20 Ti
- 0 : o1 PP | g %
99  w(O UNC 1/2-13
- 48 @ e 660 'I UNF 1/4-28 Ti
- 00 - y y Fullprofile |- 5o 2
99  w(O UNF 1/2-20
~ 8.0 o000 o0 oI ) -
- 000 - 0530 (il | 0 2
16,0 w013 profiie
o)
@ Further dimensions and thread milling cutters can be found in our — main catalogue in Chapter 7 Circular- and Thread milling cutters
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Threading

Thread milling cutters - MicroMill system

MicroMill - Solid Carbide Circular Thread Milling Cutter - Partial profile

IR/IL
§ CWX500
607 OAL
LH DMIN
<l p——r——————
cw
wi B 2 CDX
Z|
3
(&
[a]
a8
Solid carbide
53053 ...
DC TP w1 Ccw CDX LH OAL DN DCONMS. ZEFP DMIN
mm mm mm mm  mm mm mm mm mm mm
58 05-15 2 006 091 152 58 3,5 6 3 6 010
78 05-15 2 006 091 254 68 55 8 3 8 110
78  10-20 2 012 119 254 68 5,0 8 3 8 120
P )
M )
K )
N )
S )
H °
- v,/f, Page 39
MicroMill - Solid Carbide Circular Thread Milling Cutter - Full profile
IR/IL
= CWX500
60° OAL
ﬂ/ LH DMIN
- —
[LCW %) .
M Lwi & = CDX
=z
o)
&)
a
a8
Solid carbide
53052 ...
DC Thread TP W1 CW CDX LH OAL DN DCONMS, ZEFP DMIN
mm mm mm mm mm mm mm mm mm mm
1,18 M1,6 035 040 004 019 4,0 32 0,64 3 3 1,38 160
1,38 M1,8 035 050 004 019 5,0 32 0,70 3 3 1,58 180
1,50 M2 040 056 005 022 5,0 32 0,90 3 4 1,70 200
1,95 M2,5 045 060 006 025 6,0 32 1,15 3 4 2,15 250
2,40 M3 050 060 006 0,27 7,0 32 1,60 3 4 2,60 300
280 M35 060 074 008 033 80 32 1,80 3 4 3,00 350
3,10 M4 070 082 009 038 90 4 1,98 5 4 3,30 400
3,60 M5 080 098 010 043 100 44 220 5 4 3,80 500
4,10 M6 1,00 098 013 054 122 44 270 5 4 4,30 600
P )
M )
K )
N )
S )
H °

- v,/f, Page 39

@)
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.

02|24
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WNT \ Standard Thread milling cutters - Solid carbide thread milling cutters

Thread milling cutter

A Profile corrected
A Hard machining to @ DC = 4 mm possible

IR/IL
= Ti500

<2xD

60°

PHD

== DCONMS

(a3
Solid carbide
54 800 ...
DC Thread TP APMX DCONMS. OAL ZEFP  PHD
mm mm  mm mm mm mm
2,40 M3 050 65 4 42 2 2,50 030 ¥
3,15 M4 070 9,0 6 55 3 3,30 040 2
4,00 M5 080 11,0 6 55 3 4,20 050 2
4,80 M6 1,00 13,0 6 55 3 5,00 060 2
6,00 M8 1,25 18,0 6 60 3 6,75 080
8,00 M10 1,50 21,0 8 70 3 8,50 100
9,90 M12 1,75 26,0 10 75 4 10,25 120
11,60 M14 2,00 30,0 12 85 4 12,00 140
1) DIN 6535 HA Shank / Without Through Coolant
2) Without Through Coolant
60°
MF
54 802 ...
DC Thread TP APMX DCONMS, OAL ZEFP  PHD
mm mm  mm mm mm mm
4,0 M5 0,50 11 6 55 3 4,50 050 "
4,8 M6 0,75 13 6 55 3 5,25 060 "
6,0 M8 1,00 18 6 60 3 7,00 080
8,0 M10 1,25 21 8 70 3 8,75 100
9,9 M12 1,00 26 10 75 4 11,00 120
9,9 M12 1,25 26 10 75 4 10,75 121
9,9 M12 1,50 26 10 75 4 10,50 122
11,6 M14 1,00 30 12 85 4 13,00 140
11,6 M14 1,50 30 12 85 4 12,50 141
1) DIN 6535 HA Shank / Without Through Coolant
55°
G
54 804 ...
DC Thread TP APMX DCONMS. OAL ZEFP  PHD
mm mm  mm mm mm mm
8,0 G 1/8-28 0,907 21 8 70 3 8,80 018
9,9 G 1/4-19 1,337 26 10 75 4 11,80 014
14,0 G 3/8-19 1,337 40 14 90 4 15,25 038
16,0 G1/2-14 1,814 42 16 90 4 19,00 012
P °
M °
K )
N °
S} °
H °

- v./f,Page 38

(e}
@!) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Standard Thread milling cutters - Solid carbide thread milling cutters

Thread milling cutter

A Profile corrected

IR/IL
= Ti500

<2xD

55°

PHD

== DCONMS

BSW

w3 3
Solid carbide
54 806 ...
DC Thread TP APMX DCONMS. OAL ZEFP PHD
mm mm  mm mm mm mm
6,0 BSW5/16-18 1,411 18 6 60 3 6,50 516
6,0 BSW3/8-16 1,588 18 6 60 3 790 038
80 BSW7/16-14 1814 21 8 70 3 9,25 716
80 BSwWi1/2-12 2117 21 8 70 3 10,50 012
99 BSW5/8-11 2,309 26 10 75 4 13,50 058
55°
BSF
54 808 ...
DC Thread TP APMX DCONMS. OAL ZEFP PHD
mm mm  mm mm mm mm
6,0 BSF3/8-20 1270 18 6 60 3 8,3 038
6,0 BSF5/16-22 1,155 18 6 60 3 6,8 516
80 BSF1/2-16 1588 21 8 70 3 11,1 012
8,0 BSF7/16-18 1,411 21 8 70 3 9,7 716
99 BSF5/8-14 1814 26 10 75 4 14,0 058
60°
UNC
54 810 ...
DC Thread TP APMX DCONMS. OAL ZEFP PHD
mm mm  mm mm mm mm
480 UNC1/4-20 1,270 13 6 55 3 51 014 "
6,00 UNC5/16-18 1,411 18 6 60 3 6,6 516
795 UNC3/816 1,588 21 8 70 3 8,0 038
795 UNC7/16-14 1,814 21 8 70 3 9,4 716
990 UNC1/213 1,954 26 10 75 4 10,8 012
P )
M )
K )
N )
S )
H )

1) DIN 6535 HA Shank / Without Through Coolant - v./f,Page 38

(e}
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ standard Thread milling cutters - Solid carbide thread milling cutters

Thread milling cutter

A Profile corrected

IR/IL
= Ti500

<2xD

60°

DCONMS

PHD

e P 3

ek

w3 3
Solid carbide
54 812 ...
DC Thread TP APMX DCONMS., OAL ZEFP PHD
mm mm  mm mm mm mm
4,8 UNF1/4-28 0,907 13 6 55 3 55 014 "
6,0 UNF5/16-24 1,058 18 6 60 3 6,9 516
8,0 UNF3/8-24 1,058 21 8 70 3 8,5 038
8,0 UNF7/16-20 1270 21 8 70 3 9,9 716
9,9 UNF1/2-20 1,270 26 10 75 4 11,5 012
P )
M )
K )
N )
S °
H °

1) Without Through Coolant - v,/f,Page 38

0]
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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Threading

Thread milling cutters - Solid carbide thread milling cutters

Thread milling cutter

»

<2xD

60°

MAA/

T w=XxX= T

IR/IL

TP

APMX DCONMS 4

OAL

ZEFP

QOO ROLWW

OAL

DCONMS

PHD

Ti500

w3 3
Solid carbide

54 832 ...

- v./f,Page 38

0]
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.

02|28
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Threading

Circular milling cutters - Content overview

Circular milling cutters overview

£ g _
g 3 £=3
@ E= 2 ® S ®
= 5 2c223
£ S = _255f5E
5] = IS D EB ST E =)
£ g £ | & BE822e 5
< & = gDC P M KN S H S | PageNo.
e0 o000 .I
h_l? a 017 5L8 CWX 20
) 20 78 500
58 e0 o000 .I
—_— 1 20 0|
~» 78 500
15 12 ® 060 06 O OI
E Cross-pitched - - %‘3’3( 31
6,0 37
®ee0 000 I
y Y 500 32
6,0 22
@00 00 I
1,0 12 CWX
y Y 500 33
50 22
0,2 10 ® 0 06O I
1 15- 45° ! - S| 3
3,0 22
— 05 M I CwX
* ] PDPT =12 mm 175 37 500 35
(e}
@ Further dimensions and thread milling cutters can be found in our — main catalogue in Chapter 7 Circular- and Thread milling cutters
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Threading
Circular milling cutters - MicroMill system

MicroMill - Solid Carbide Circular End Milling Cutter

W a CWX500
[7p]
OAL %
LH 8 DMIN
cw [a) \
o )
St
b4
o CDX
a8
Solid carbide
53 050 ...
DC CW. CDX LH OAL DN DCONMS., ZEFP DMIN
mm mm mm mm mm mm mm mm
0,7 08 152 58 38 6 3 6 070
0,8 08 152 58 38 6 3 6 080
0,9 08 152 58 38 6 3 6 090
1,0 08 152 58 38 6 B 6 100
1,5 08 152 58 38 6 3 6 150
0,7 12 254 68 5,0 8 3 8 170
0,8 12 254 68 5,0 8 B 8 180
0,9 12 254 68 50 8 3 8 190
1,0 12 254 68 50 8 3 8 200
1,5 12 254 68 50 8 3 8 250
2,0 12 254 68 50 8 B 8 300
P °
M )
K )
N °
S )
H )
- v,/f,Page 39
MicroMill - Solid Carbide Circular End Milling Cutter
W CWX500
90°
OAL
e DMIN
= o —
_JL.CW z o
W1 = CDX
[e]
O
[a]
a8
Solid carbide
53 051 ...
DC W1 CW  CDX LH OAL DN DCONMS. ZEFP DMIN
mm mm mm mm mm mm mm mm mm
- 2 0,2 0,8 15 58 42 6 3 6 010
2 0,2 0,8 25 68 42 6 3 6 020
- 2 0,2 1,2 25 68 50 8 3 8 110
2 0,2 1,2 35 78 50 8 3 8 120
P °
M )
K )
N °
S )
H )

- v,/f,Page 39

(e}
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Performance Circular milling cutters - MiniMill system

MiniMill - Milling insert for groove milling, cross-pitched

>
m 912 a CWX500
mm

Vo 2
15—
} R
—
'
53015...
Size DMIN INSL CW.g, PDPT W1 REL NOF
mm mm mm mm mm mm
- 12 117 15 20 35 02 6 114
12 117 20 20 35 02 6 119
. 16 157 15 25 45 072 6 314
6 157 20 25 45 02 6 319
16 157 25 25 45 02 6 324
18 177 20 40 58 02 6 419
18 177 25 40 58 02 6 424
18 177 30 40 58 02 6 429
20 197 20 50 58 02 6 469
20 197 25 50 58 02 6 474
20 197 30 50 58 02 6 479
2 217 20 45 62 02 6 820
2 217 25 45 62 072 6 825
2 217 30 45 62 02 6 830
2 217 40 45 62 02 6 840
37 367 15 120 62 01 6 865
37 367 20 120 62 02 6 870
P °
M ®
K ®
N °
S o
H
- v,/f,Page 39

(e}
@ When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Performance Circular milling cutters - MiniMill system

MiniMill - Milling insert for groove milling
2
W Gimhz a CWX500

NOF

53007 ...
Size DMIN CW,p PDPT W1 REL  NOF
mm mm mm mm  mm
10 1,0 15 350 01 3 010
10 1,5 15 350 02 &) 015
10 2,0 15 350 02 3 020
10 2,5 15 350 02 B 025
12 1,5 20 350 02 6 114
12 1,5 25 350 02 3 115
12 2,0 20 350 02 6 119
12 2,0 25 350 02 3 120
12 2,5 25 350 02 3 125
14 1,0 25 450 3 210
14 1,5 25 450 02 3 215
14 2,0 25 450 02 3 220
14 2,5 25 450 02 3 225
16 1,5 35 450 02 3 315
16 2,0 35 450 02 3 320
16 2,5 35 450 02 3 325
18 15 35 575 01 6 414
18 1,5 35 575 0.2 3 415
18 2,0 35 575 02 6 419
18 2,0 35 575 0.2 3 420
18 2,5 35 575 02 3 425
18 2,5 35 575 0.2 6 424
18 3,0 35 575 02 6 429
18 3,0 35 575 02 3 430
18 4,0 35 575 02 3 440
22 1,0 45 620 01 6 810
22 1,5 45 620 01 6 815
22 15 45 570 0,2 3 515
22 2,0 45 570 0.2 3 520
22 2,0 45 620 0,2 6 820
22 2,5 45 620 0,2 6 825
22 2,5 45 570 0,2 3 525
22 3,0 45 570 0,2 3 530
22 3,0 45 620 0,2 6 830
22 35 45 570 0,2 &) 535
22 40 45 570 0,2 3 540
22 4,0 45 620 0.2 6 840
P °
M )
K °
N °
S o
H
- v,/f, Page 39

(e}
@ When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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MiniMill - Milling insert for groove milling with full radius
W GiI:LZ g CWX500

3{0 I ow / NOF

w1 15T‘# =y q
PDPT DMIN_»

i

53 008 ...
Size DMIN CW.. PDPT W1 REL NOF
mm mm mm mm mm
[0 12 22 25 350 11 3 011
g 16 22 35 460 11 3 111
g 18 22 35 575 11 3 211
22 10 45 575 05 3 305
22 16 45 575 08 3 308
22 20 45 575 10 3 310
2 24 45 575 12 3 312
22 28 45 575 14 3 314
2 30 45 575 15 3 315
22 40 45 575 20 3 320
22 44 45 575 22 3 322
22 50 45 575 25 3 325
P °
M )
K °
N °
S o
H
- v,/f,Page 39

[e]
@ When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Performance

Threading

Circular milling cutters - MiniMill system

MiniMill - Milling insert for groove milling and chamfering

>
g 12 CWX500
mm
53009 ...
Size  DMIN CF.pe; PDPT W1 KCH PDX  NOF
mm mm mm mm ° mm
10 02 035 3,60 15 1,80 6 015
10 02 045 360 20 1,80 6 020
10 02 070 360 30 1,80 6 030
10 02 120 360 45 1,80 6 045
12 1,2 080 350 45 1,20 3 035
g 16 14 120 450 45 1,60 3 145
18 25 140 585 45 1,70 3 258
18 02 220 575 45 3,00 6 259
22 20 1,70 585 45 2,00 3 358
22 02 250 640 45 390 6 463
22 30 300 940 45 325 3 394 "
P °
M )
K °
N °
S o
H
1) Use clamping screw 73 082 006 - v,/f,Page 39

[e]
@ When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Performance Circular milling cutters - MiniMill system

MiniMill - Milling insert for part-off
A PDPT = 12,0 mm in combination with holder 53 003 624
A reduce feed rate by 50 %

>
W Q 31 — CWX500
mm || [

NOF

53 013 ... 2
Sizz DMIN CW.,,, PDPT W1 REL  NOF

mm mm mm mm  mm
37 0,5 12 56 6 705 "
37 0,6 12 57 6 706 "
37 0,8 12 6,0 6 708 "
37 1,0 12 6,2 0,1 6 710
37 1,5 12 6,2 0,1 6 715

P o

M °

K °

N °

S (¢}

H

1) The end face is not ground free to the center - v,/f,Page 39

0]
@) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.
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WNT \ Performance

Circular milling cutters - MiniMill system

MiniMill - Circular milling cutter, extra short

A Steel Version

B ~

torque moment

Nm
2,0

3,5
35

4,5
45

0
" OAL %
cw, 3
[m]
D //'77 —— -
w
o
a
m
Size DCONMS,; BDRED OAL LH DMIN Ccw CDX
mm mm mm mm mm mm mm
10 10 6,0 60 152 97/117 <335 14/25
% 10 80 60 177 137/157 <435 2,5/35
13 8,0 70 257 13,7/157 <435 25/35
18 10 9,0 60 17,0 17,7 <5,6 3,5
13 9,0 70 25,0 17,7 <5,6 3,5
22 10 11,3 60 10,7 21,7 <9,15 45
13 11,3 70 257 21,7 <9,15

MiniMill - Circular milling cutter, short

A Steel Version

B ~

(92
- OAL %
cw| 3
[m)]
=
w
o
a
[an]
Size DCONMS,; BDRED OAL LH DMIN Ccw CDX
mm mm mm mm mm mm mm
22 16 12 80 24 21,7 <9,15 45

70
7,0

torque moment
Nm
7,0

A8
Steel

53004 ...

015

217
225

417
425

610
625

s[O3
Steel

53 003 ...

624

(e}
Ql) When calculating the feedrate for circular milling it is important to know whether contour feed v; or feed on the center path vy, is used. Details on — Page 40+41.

Spare parts
Size

T08
T10
T15

Key D

80950 ...

110
112
113
M5

-

Clamping screw

73082...

006

M2,6
M3.5
M4

-

Clamping screw

73082...

002
004

(o]
@ Clamping screw 73 082 006 only for insert 53 009 394
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WNT

Threading

Circular and thread milling - Cutting data

Material examples for cutting data tables

Material sub-group

Unalloyed steel

P Low-alloy steel

High-alloy steel and
high-alloy tool steel

Stainless steel

M Stainless steel

Grey cast iron

K Spherulitic graphite
castiron

Malleable iron

Aluminium wrought alloy

Cast aluminium alloy

Copper and copper alloys
(bronze/brass)

Magnesium alloys

Heat-resistant alloys

Titanium alloys

Hardened steel

Chilled iron

Hardened cast iron

Index

Composition / Structure / Heat treatment

<0,15%C

<0,45%C

<0,75%C

Ferritic / martensitic
Martensitic
Austenitic / austenitic-ferritic
Austenitic
Austenitic / ferritic (Duplex)
Pearlitic / ferritic

Pearlitic (martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Non-hardenable

Hardenable

<12 % Si, non-hardenable
<12 % Si, hardenable

>12 % Si, non-hardenable
Free-machining alloys, PB > 1 %

CuZn, CuSnZn

CusSn, lead-free copper and electrolytic copper

Magnesium and magnesium alloys

Fe- basis

Nior Co basis

Pure titanium

Alpha + beta alloys

Beta alloys

Annealed
Annealed
Tempered
Annealed
Tempered
Annealed
Tempered
Tempered
Tempered
Annealed
Hardened and tempered
Hardened and tempered
Annealed
Tempered
Quenched

Tempered

Age-hardened

Age-hardened

Annealed
Age-hardened
Annealed
Age-hardened

Cast

Age-hardened

Hardened and tempered
Hardened and tempered
Hardened and tempered
Hardened and tempered
Cast

Hardened and tempered

TR
420 N/mm?/ 125 HB
640N/mm? /190 HB
840 N/mm?/ 250 HB
910 N/mm?/ 270 HB
1010 N/mm?/ 300 HB
610 N/mm?/ 180 HB
930N/mm?/ 275 HB
1010 N/mm?/ 300 HB
1200 N/mm?/ 375 HB
680 N/mm? /200 HB
1100 N/mm?/ 300 HB
1300 N/mm?/ 400 HB
680 N/mm? /200 HB
1010 N/mm? / 300 HB
610 N/mm?”/ 180 HB
300HB
780 N/mm?/ 230 HB
350N/mm?/ 180 HB
500 N/mm?/ 260 HB
540 N/mm?/ 160 HB
845N/mm?/ 250 HB
440N/mm?/ 130 HB
780 N/mm?/ 230 HB
60 HB
340N/mm?/ 100 HB
250 N/mm?/ 75 HB
300N/mm? /90 HB
440N/mm? /130 HB
375N/mm?/ 110 HB
300 N/mm? /90 HB
340N/mm? /100 HB
70HB
680 N/mm? /200 HB
950 N/mm?/ 280 HB
840 N/mm?/ 250 HB
1180 N/mm? / 350 HB
1080 N/mm?/ 320 HB
400 N/mm?
1050 N/mm?/ 320 HB
1400 N/mm?/ 410 HB
46-55HRC
56-60 HRC
61-65HRC
66-70 HRC
400HB
55 HRC

Material
number
1.0401
11191
11191
11223
11223
1.7131
1.7131
1.7225
1.7225
1.4021
1.2343
1.2343
1.4016
14112
14301
1.4841
1.4462
0.6010
0.6030
0.7040
0.7070
0.8035
0.8165
3.0255
3.1355
3.2581

32134

2.0380
2.0331
2.0060
3.5612
1.4864
1.4980
24631
2.4668
24765
3.7025
3.7165

Ti555.3

Material

designation
C15
C45E
C45E
C60R
C60R
16MnCr5
16MnCr5
42CrMo4
42CrMo4
X20Cr13
X38CrMoV5-1
X38CrMoV5-1
X6Cr17
X90CrMoV18
X5CrNi18-10
X15CrNiSi25-21
X2CrNiMoN22-5-3
GG-10
GG-30
GGG-40
GGG-70
GTW-35-04
GTS-65-02
Al99,5
AlCuMg2
G-AISi12
G-AISi5Cu1Mg
G-AISi17Cu4Mg
CuZn39Pb2 (Ms58)
Cuzn15
E-Cub7
MgAI6Zn
X12NiCrSi 36-16
X6NiCrTiMoVB25-15-2
NiCr20TiAl (Nimonic80A)
NiCr19Nb5Mao3 (Inconel 718)
CoCr20W15Ni
Ti99,8
TiAl6V4

Ti-5AI-5V-5Mo-3Cr

Material
number
11141
1.0718
1.0535
1.0535
1.0727
1.6587
1.6587
1.3505
1.3505
14034
1.4034
1.4034
1.2316
1.2316
14571
1.4539
1.4501
0.6025
0.6045
0.7060
0.7080
0.8045
0.8170
3.3315
3.2315
3.2163

3.2373

2.0410
2.4070
2.0590
3.5312
1.4865
1.4876
3.4856
2.4955
1.3401

3.7034
Ti-6246
R56410

Material
designation

Ck15
9SMnPb28
€55
€55
45520
17CrNiMo6
17CrNiMo6
100Cr6
100Cr6
X46Cr13
X46Cr13
X46Cr13
X36CrMo16
X36CrMo16
X6CrNiMoTi17-12-2
X1NiCrMoCu25-20-5
X2CrNiMoCuWN25-7-4
GG-25
GG-45
GGG-60
GGG-80
GTW-45
GTS-70-02
AlMg1
AlMgSi1
G-AISi9Cu3
G-AlSi9Mg
G-AISi18CuNiMg
CuZn44Pb2
Cuzn28Sn1As
CuZn40Fe
MgAI3Zn
G-X40NiCrSi38-18
X10NiCrAITi32-20
NiCr22Mo9Nb
NiFe25Cr20NDbTi
G-X120Mn12
Ti99,7
Ti-6Al-2Sn-4Zr-6Mo

Ti-10V-2Fe-3Al

cuttingtools.ceratizit.com
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WNT \ Standard Circular and thread milling - Cutting data

Cutting data standard values

SFG VHM Ti 500 SFG VHM Ti 500
54832.. 54800..,54802..,54 804,54 806..,54808..,54 810..,54 812 ..

nd 7 8mm 10-16mm 7 924-315 24 74,8-16

o m/min f, [mmy/tooth] , [mm/tooth] m/min f, [mm/tooth] f, [mmy/tooth] f, [mm/tooth]
AR 150 0,03-0,07 0,05-0,15 150 0,03-0,04 0,03-0,06 0,05-0,15
P1.2 150 0,03-0,07 0,05-0,15 150 0,03-0,04 0,03-0,06 0,05-0,15
P1.3 120 0,03-0,07 0,05-0,10 120 0,02-0,03 0,02-0,06 0,05-0,10
P.1.4 120 0,03-0,06 0,04-0,06 120 0,01-0,02 0,03-0,05 0,04-0,06
P.1.5 120 0,03-0,06 0,04-0,06 120 0,01-0,02 0,03-0,05 0,04-0,06
P.2.1 120 0,03-0,06 0,04-0,06 120 0,01-0,02 0,03-0,05 0,04-0,06
P.2.2 120 0,03-0,06 0,04-0,06 120 0,01-0,02 0,03-0,05 0,04-0,06
P23 80 0,03-0,06 0,04-0,06 80 0,01-0,02 0,03-0,05 0,04-0,06
P.2.4 70 0,03-0,06 0,04-0,06 70 0,01-0,02 0,03-0,05 0,04-0,06
P.3. 80 0,03-0,06 0,04-0,06 80 0,01-0,02 0,03-0,05 0,04-0,06
P.3.2 70 0,03-0,06 0,04-0,06 70 0,01-0,02 0,03-0,05 0,04-0,06
P.3.3 60 0,03-0,06 0,04-0,06 60 0,01-0,02 0,03-0,05 0,04-0,06
P.4.1 50 0,03-0,06 0,04-0,06 50 0,01-0,02 0,03-0,05 0,04-0,06
P.4.2 50 0,03-0,06 0,04-0,06 50 0,01-0,02 0,03-0,05 0,04-0,06
M.1.1 120 0,04-0,07 0,05-0,12 120 0,03-0,04 0,03-0,04 0,05-0,12
M.2.1 120 0,04-0,07 0,05-0,12 120 0,03-0,04 0,03-0,04 0,05-0,12
M.3.1 120 0,04-0,07 0,05-0,12 120 0,03-0,04 0,03-0,04 0,05-0,12
K.1.1 140 0,04-0,07 0,07-0,15 140 0,03-0,07 0,03-0,07 0,07-0,12
K.1.2 100 0,04-0,07 0,07-0,15 100 0,03-0,07 0,03-0,07 0,07-0,12
K.2.1 140 0,04-0,07 0,07-0,15 140 0,03-0,07 0,03-0,07 0,07-0,12
K.2.2 120 0,04-0,07 0,07-0,15 120 0,03-0,07 0,03-0,07 0,07-0,10
K.3.1 140 0,04-0,07 0,07-0,15 140 0,03-0,07 0,03-0,07 0,07-0,10
K.3.2 100 0,04-0,07 0,07-0,15 100 0,03-0,07 0,03-0,07 0,07-0,10
N.1.1 400 0,05-0,08 0,07-0,15 400 0,05-0,07 0,05-0,07 0,07-0,15
N.1.2 350 0,05-0,08 0,07-0,15 350 0,05-0,07 0,05-0,07 0,07-0,15
N.2.1 350 0,05-0,08 0,07-0,15 350 0,05-0,07 0,05-0,07 0,07-0,15
N.2.2 250 0,05-0,08 0,07-0,15 250 0,05-0,07 0,05-0,07 0,07-0,15
N.2.3 200 0,05-0,08 0,07-0,15 200 0,05-0,07 0,05-0,07 0,07-0,15
N.3.1 160 0,05-0,08 0,07-0,15 160 0,05-0,07 0,05-0,07 0,07-0,15
N.3.2 160 0,05-0,08 0,07-0,15 160 0,05-0,07 0,05-0,07 0,07-0,15
N.3.3 160 0,05-0,08 0,07-0,15 160 0,05-0,07 0,05-0,07 0,07-0,15
N.4.1 160 0,05-0,08 0,07-0,15 160 0,05-0,07 0,05-0,07 0,07-0,15
S.1.1 100 0,02-0,04 0,04-0,10 100 0,02-0,04 0,02-0,04 0,04-0,10
S.1.2 80 0,02-0,04 0,04-0,10 80 0,02-0,04 0,02-0,04 0,04-0,10
S.2.1 60 0,03-0,05 0,04-0,06 60 0,01-0,02 0,03-0,05 0,04-0,06
S.2.2 40 0,03-0,05 0,04-0,06 40 0,01-0,02 0,03-0,05 0,04-0,06
S.2.3 40 0,03-0,05 0,04-0,06 40 0,01-0,02 0,03-0,05 0,04-0,06
S.3.1 100 0,02-0,04 0,04-0,10 100 0,02-0,04 0,02-0,04 0,04-0,10
S.3.2 80 0,03-0,05 0,04-0,06 80 0,01-0,02 0,03-0,05 0,04-0,06
$.3.3 60 0,03-0,05 0,04-0,06 60 0,01-0,02 0,03-0,05 0,04-0,06
H.11 60 0,01-0,02 0,03-0,05 60 0,01-0,02 0,03-0,05
H.1.2 50 0,01-0,02 0,03-0,05 50 0,01-0,02 0,03-0,05
H.1.3 40 0,01-0,02 0,03-0,05 40 0,01-0,02 0,03-0,05
H.1.4 30 0,01-0,02 0,03-0,05 30 0,01-0,02 0,03-0,05
H.2.1 60 0,01-0,02 0,03-0,05 60 0,01-0,02 0,03-0,05
H.3.1 50 0,01-0,02 0,03-0,05 50 0,01-0,02 0,03-0,05

0]
@ The cutting data is strongly influenced by external conditions, such as the stability of the tool and workpiece clamping, material and type of machine.
The specified values represent guideline cutting data that can be adjusted by approx. #20% according to the usage conditions.

02|38 cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

Threading
WNT \ Performance Circular and thread milling - Cutting data

Cutting data standard values

MiniMill MicroMill
53007 ..,53008..,53009..,53013..,53015... 53050..,53051..,53052..,53053..
it Ve f, (drilling) f, (Threading) Ve f,
m/min [mm/tooth] [mm/tooth] m/min [mm/tooth]
P.1.1 120 (80-200) 0,03-0,10 0,05-0,20 70 (40-120) 0,01-0,05
P1.2 110 (70-190) 0,03-0,10 0,05-0,20 60 (40-110) 0,01-0,05
P13 90 (60-150) 0,03-0,10 0,05-0,20 50 (30-80) 0,01-0,05
P.1.4 90 (60-150) 0,03-0,08 0,05-0,18 50 (30-80) 0,01-0,05
P.1.5 70 (50-120) 0,03-0,08 0,05-0,18 40 (30-70) 0,01-0,05
P.2.1 90 (60-150) 0,03-0,10 0,05-0,20 50 (30-80) 0,01-0,05
P.2.2 70 (50-120) 0,03-0,08 0,05-0,18 40 (30-70) 0,01-0,05
P.2.3 60 (40-110) 0,02-0,07 0,05-0,16 40 (20-70) 0,01-0,05
P.2.4 60 (40-100) 0,03-0,07 0,05-0,16 30 (20-60) 0,01-0,04
P.3.1 60(40-100) 0,03-0,10 0,05-0,20 30 (20-60) 0,01-0,05
P.3.2 50 (30-80) 0,02-0,07 0,05-0,16 30 (20-50) 0,01-0,04
P.3.3 30 (20-60) 0,02-0,07 0,05-0,16 20 (10-40) 0,005-0,03
P.4.1 80 (50-130) 0,03-0,08 0,05-0,18 40 (30-70) 0,01-0,05
P.4.2 60 (40-110) 0,02-0,07 0,05-0,16 40 (20-70) 0,01-0,05
M.1.1 90 (60-150) 0,02-0,07 0,05-0,16 50 (30-80) 0,01-0,03
M.2.1 60 (40-110) 0,02-0,07 0,05-0,16 40 (20-70) 0,01-0,03
M.3.1 50 (30-90) 0,02-0,07 0,05-0,16 30 (20-50) 0,01-0,03
K.1.1 110 (70-190) 0,03-0,10 0,05-0,20 60 (40-110) 0,008-0,06
K.1.2 80 (50-140) 0,03-0,10 0,05-0,20 50 (30-80) 0,008-0,06
K.2.1 70 (50-120) 0,03-0,10 0,05-0,20 40 (30-70) 0,008-0,06
K.2.2 60 (40-100) 0,03-0,10 0,05-0,20 30 (20-60) 0,008-0,06
K.3.1 110 (70-190) 0,03-0,10 0,05-0,20 60 (40-110) 0,008-0,06
K.3.2 90 (60-160) 0,03-0,10 0,05-0,20 50 (30-90) 0,008-0,06
N.1.1 230 (150-390) 0,04-0,15 0,06-0,25 150 (90-260) 0,01-0,06
N.1.2 220 (140-370) 0,04-0,15 0,06-0,25 140 (90-240) 0,01-0,06
N.2.1 190 (120-320) 0,04-0,15 0,06-0,25 120 (70-210) 0,01-0,06
N.2.2 160 (110-270) 0,04-0,15 0,06-0,25 100 (60-180) 0,01-0,06
N.2.3 90 (60-160) 0,04-0,15 0,06-0,25 60 (40-110) 0,01-0,06
N.3.1 170 (110-280) 0,04-0,15 0,06-0,25 110 (70-180) 0,01-0,06
N.3.2 140 (90-240) 0,04-0,15 0,06-0,25 80 (50-150) 0,01-0,06
N.3.3 120 (80-210) 0,04-0,15 0,06-0,25 80 (50-140) 0,01-0,06
N.4.1 170 (110-280) 0,04-0,15 0,06-0,25 70 (40-120) 0,01-0,06
S.1.1 60 (40-100) 0,04-0,15 0,06-0,25 30 (20-50) 0,01-0,06
S.1.2 40 (30-70) 0,04-0,15 0,06-0,25 20 (10-30) 0,01-0,06
S.2.1 60 (40-100) 0,04-0,15 0,06-0,25 30 (20-50) 0,01-0,06
S.2.2 50 (30-80) 0,04-0,15 0,06-0,25 20 (10-40) 0,01-0,06
S.2.3 30 (20-60) 0,04-0,15 0,06-0,25 20 (10-30) 0,01-0,06
S.3.1 60 (40-100) 0,04-0,15 0,06-0,25 20 (10-40) 0,01-0,06
S.3.2 30(20-60) 0,04-0,15 0,06-0,25 20 (10-30) 0,01-0,06
S.3.3 30 (20-50) 0,04-0,15 0,06-0,25 10 (10-20) 0,01-0,06
H.1.1 50 (30-90) 0,02-0,06 0,04-0,14 20(10-40) 0,005-0,03
H.1.2
H.1.3
H.1.4
H.2.1
H.3.1 40 (30-70) 0,02-0,10 20 (10-40) 0,005-0,03

The cutting data is strongly influenced by external conditions, such as the stability of the tool and workpiece clamping, material and type of machine.
The specified values represent guideline cutting data that can be adjusted by approx. #£20% according to the usage conditions.

i

ot
o1z
o2t
012
st
@)
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Circular and thread milling - Technical information

Milling Procedures
Climb milling

Characteristics:

@ Tool rotation direction ,right*

@ Toolpath counter clockwise

@ Feed direction ,outwards”

Right hand thread

Conventional milling

Characteristics:

Tool rotation direction ,right*

Toolpath clockwise

Feed direction ,inwards"

4

Right hand thread

\>

When climb milling, the chip thickness
at the end of cut is always 0 (h=0)

h=0

h=

When conventional milling, the chip
thickness at the end of cut is always
at maximum (h=max)

max

Feed rate calculation

vi=nxf,xz

D, = Effective diameterin mm
n = RPMinmin"

f, = Feedpertoothinmm
Tips for the User

@ Peripheral feedrate v;

@ Centerline feedrate vy,

Centerline feedrate vy,

Vim = \M mm/min.
D
7 = Number of cutting edges (radial)
D = Nominal thread diameter = external profile diameter in mm
D, = Centre path diameter (D-Dy) in mm

[}
@ With thread milling there are two different programme possibilities with the feed motion of the tool.

On the one hand the machine controls the feed at the diameter of the tool, on the other hand the feed control is the tool center line.
In order to ascertain which method the machine control uses, the following method should be employed:

A Enter the thread milling routine into the control.

A Enter a safety margin into the program, so that the tool runs in air.
A Runthe program through and check the operating time.
A Compare the actual time with the calculated theoretical time.

Ifthe time is longer than the calculated time the feed is controlling the tool center line.

Ifthe time is shorter than the calculated time the feed is controlling the diameter of the tool.

02|40
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Circular and thread milling - Technical information

Numeric calculation of cutting data for thread milling

v,- 1000 d-m-n ¢ Vi Vi
[ — = - v = =
" dn v 1000 i " 1z f Zn
Milling - external contour Milling - internal contour
Vi (D +d) D vy vi-(D-d) D v
Vim= ——— - Vi = -
f D VT (D + d) f D Vf (D - d)
Helical plunging Ramping in the arc
Uarc = 0‘25 *Vim Uarc = Vi
n o= rpm rev./min. Vin = Feedrate atthe centre mm/min.
v, = Cutting speed m/min Uare = programmed ramping feed rate mm/min.
d = Tool diameter mm f, = Feed pertooth mm
= Nominal thread-@ mm z = number of cutting edges of the cutter
v; = Feedrate atthe diameter mm/min.

Correction values for the internal thread milling

The cutting edge diameter of the thread milling cutter which is entered into the
machine control, can be calculated as follows:

half the cutter @ - 0.05 x pitch p

Example: M30x3
Cutter-@: 20 mm

20
05 -(0,05-3)-9,85mm

9,85 mmiis the cutting radius to be entered into the machine control

cuttingtools.ceratizit.com
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Thread turning tools overview

Full profile Partial profile

a Improved quality of thread
a No burr formation
4 No secondary operations

a Longer service lives

4 Oneinsert can be used for several pitches

4 Reduced stock requirements
'k

—— Standard external thread turning
Full profile

M MJ || BSW || UN || UNC || UNF | UNEF

43+44 47  49+50 53+54 53+54 53+54 53+54

Partial profile suitable holder
60° 55°

AANNAAS

57 59 61

Standard internal thread turning
Full profile

M MJ || BSW || UN || UNC || UNF | UNEF

45+46 48  51+52 55+56 55+56 55+56 55+56

Partial profile suitable holder
60° 55°

AANAAS
58 60 62+63

Full profile / partial profile
Mini size 06 / 08

@ a Special inserts for low cutting speeds

4 for diameters from 6 mmto 8 mm

ph44

Mini 06 Mini 08
Full profile Full profile
M BSW M suitable holder

64 64 66
Partial profile Partial profile 69
60° 55° 60° \XSSX/

Other thread turning tools S AMS A WSA

VertiClamp 65 65 66+67 67+68

— Chapter Turning - Turning tools

UltraMini
M MF G Tr
Full profile Full profile

Partial profile Partial profile Partial profile Partial profile
— Chapter Turning - Miniature turning tools
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Threading

Thread turning tools - Full profile

Right hand external thread turning insert

A Full profile
60°
M MF
Designation Uz L
mm  mm
11 ER 0,35 0,35 1
11ER0,4 0,40 1
11 ER 0,45 0,45 1
11ER0,5 0,50 1
11ER0,6 0,60 1
11 ER 0,7 0,70 1
11 ER 0,75 0,75 1
11ER0,8 0,80 1
11ER1,0 1,00 1
11 ER 1,25 1,25 1
11ER1,5 1,50 1
11 ER 1,75 1,75 1
16 ER 0,35 0,35 16
16 ER 0,4 0,40 16
16 ER 0,45 0,45 16
16 ER 0,5 0,50 16
16 ER 0,7 0,70 16
16 ER 0,75 0,75 16
16 ER 0,8 0,80 16
16 ER1,0 1,00 16
16 ER 1,25 1,25 16
16 ER1,5 1,50 16
16 ER 1,75 1,75 16
16 ER 2,0 2,00 16
16 ER 2,5 2,50 16
16 ER 3,0 3,00 16
P
M
K
N
S
H

PDX

mm
08
0,7
0,7
0,6
0,6
0,6
0,6
0,6
0,7
08
08
08

08
0,7
0,7
0,6
0,6
0,6
0,6
0,7
08
08
0,9
1,0
11
1,2

PDY
mm
0,4
0,4
0,4
0,6
0,6
0,6
0,6
0,6
0,7
0,9
1,0
11

0,4
0,4
0,4
0,6
0,6
0,6
0,6
0,7
0,9
1,0
1,2
1,3
1,5
1,6

CCN20

ER
71220...

234

256

CWK20

ER

634

Oeeo

cuttingtools.ceratizit.com

— v, Page 72

02143


https://cuttingtools.ceratizit.com

WNT \ Performance

Threading

Thread turning tools - Full profile

Left hand external thread turning insert

A Full profile
60°
M MF
INSL
Designation [ Rk
mm  mm
11 EL 0,35 0,35 1
11 EL 0,4 0,40 1
11 EL 0,45 0,45 i
11 EL 0,5 0,50 1
11 EL 0,6 0,60 1
11 EL 0,7 0,70 il
11 EL 0,75 0,75 1l
11ELO0,8 0,80 "
11EL1,0 1,00 1}
11 EL 1,25 1,25 il
11EL1,5 1,50 1
11 EL 1,75 1,75 1
16 EL 0,35 0,35 16
16 EL 0,4 0,40 16
16 EL 0,45 0,45 16
16 EL 0,5 0,50 16
16 EL 0,7 0,70 16
16 EL 0,75 0,75 16
16 EL 0,8 0,80 16
16 EL 1,0 1,00 16
16 EL 1,25 1,25 16
16 EL 1,5 1,50 16
16 EL 1,75 1,75 16
16 EL 2,0 2,00 16
16 EL 2,5 250 16
16 EL 3,0 3,00 16
P
M
K
N
S
H

CCN20

EL
71222 ..

204
206
208
209
210
211
212
213
214
216
218
220

234
236
238
240
241
242
243
244
246
248
250
252
254
256

CWK20

7

EL
71222 ..

604
606
608
609
610
611
612
613
614
616
618
620

634
636
638
640
641
642
643
644
646
648
650
652

656

O e eoO
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Threading

Thread turning tools - Full profile

Right hand internal thread turning insert

A Full profile
60°
M MF
Designation Uz L
mm  mm
111R 0,35 0,35 1
111R 0,4 0,40 1
111R 0,45 0,45 1
111R 0,5 0,50 1
111R 0,7 0,70 1
111R 0,75 0,75 1
111R 0,8 0,80 1
111R 1,0 1,00 1
111R 1,25 1,25 1
111R1,5 1,50 1
111R 1,75 1,75 1
111R 2,0 2,00 1
111R2,5 2,50 1
16IR 0,35 0,35 16
161R 0,4 0,40 16
16 IR 0,45 0,45 16
161R 0,5 0,50 16
161R 0,7 0,70 16
16IR 0,75 0,75 16
161R 0,8 0,80 16
161R 1,0 1,00 16
16 IR 1,25 1,25 16
16IR 1,5 1,50 16
16 IR 1,75 1,75 16
16 1R 2,0 2,00 16
16IR 2,5 2,50 16
16 IR 3,0 3,00 16
P
M
K
N
S
H

PDX

mm
08
08
08
0,6
0,6
0,6
0,6
0,6
08
08
0,9
0,9
0,9

0,8
0,7
0,7
0,6
0,6
0,6
0,6
0,7
08
08
0,9
1,0
11
11

PDY
mm
0,3
0,4
0,4
0,6
0,6
0,6
0,6
0,7
0,9
1,0
11

11

11

0,4
0,4
0,4
0,6
0,6
0,6
0,6
0,7
0,9
1,0
1,2
13
15
15

CCN20

CWK20

71224 ...

204
206

210
211
212
213
214
216
218
220
222
224

234
236
238
240
241
242
243
244
246
248
250
252
254
256

634

O e eoO
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Threading

Thread turning tools - Full profile

Left hand internal thread turning insert

INSL

A Full profile
60°
M || MF
2
Designation [ Rk
mm  mm
111L 0,35 0,35 1
111L0,4 0,40 1
111L 0,45 0,45 i
111L 0,5 0,50 1
111L0,7 0,70 1
111L 0,75 0,75 il
111L0,8 0,80 1l
111L1,0 1,00 "
111L1,25 1,25 1}
111L1,5 1,50 il
111L1,75 1,75 1
111L2,0 2,00 1
111L 2,5 2,50 1
16IL 0,35 0,35 16
161L 0,4 0,40 16
16 IL 0,45 0,45 16
161L 0,5 0,50 16
161L 0,7 0,70 16
16 IL 0,75 0,75 16
161L 0,8 0,80 16
16IL 1,0 1,00 16
16 IL 1,25 1,25 16
16IL 1,5 1,50 16
16 IL 1,75 1,75 16
161L 2,0 2,00 16
161L 2,5 2,50 16
161IL 3,0 3,00 16
P
M
K
N
S
H

CCN20

71226 ...

204
206
208
210
211
212
213
214
216
218
220
222
224

234
236
238
240
241
242
243
244
246
248
250
252
254
256

CWK20

71226 ...

604
606
608
610
611
612
613
614
616
618
620
622
624

634
636
638
640
641
642
643
644
646
648
650
652

656

O e eoO
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Threading

Thread turning tools - Full profile

Right hand external thread turning insert

A Full profile
60°
MJ CCN20 CWK20
)
INSL
ER ER
71286.. 71286..
Designation TP INSL  PDX  PDY
mm mm mm mm
11 ER 1,0 1,00 11 0,7 0,8 214 614
11ER 1,25 1,25 11 08 09 216 616
11ER1,5 150 11 08 10 218 618
11ER 2,0 2,00 11 0,9 1,0 222 622
16 ER 1,0 1,00 16 07 08 244 644
16 ER 1,25 1,25 16 0,8 0,9 246 646
16 ER 1,5 1,50 16 08 10 248 648
16 ER 2,0 2,00 16 1,0 1,3 252 652
P )
M ° o
K ) °
N °
S o o
H ¢}
— v, Page 72
Left hand external thread turning insert
A Full profile
60°
ML S A CCN20 CWK20
'/
INSL
EL EL
71287.. 71287..
— TP INSL PDX PDY
Designation
mm mm mm mm
11EL1,0 1,00 1 0,7 0,8 214 614
11EL 1,25 125 11 08 09 216 616
11EL1,5 150 11 08 10 218 618
11EL 2,0 200 11 09 10 222 622
16 EL 1,0 1,00 16 07 08 244 644
16 EL 1,25 1,25 16 08 09 246 646
16 EL 1,5 1,50 16 08 10 248 648
16 EL 2,0 2,00 16 1,0 1,3 252 652
P o
M o o
K ° °
N °
S ¢} o
H o

cuttingtools.ceratizit.com
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Right hand internal thread turning insert

A Full profile

60°
ML S A CCN20 CWK20

=

INSL

IR IR
71284 .. 71284..

Designation TP INSL PDX  PDY

mm mm mm  mm
111R 1,0 1,00 1 0,7 08 214 614
111R 1,25 1,25 1 0,8 0,9 216 616
111R1,5 1,50 11 0,8 1,0 218 618
11IR2,0 2,00 11 0,9 1,0 222 622
161R 1,0 1,00 16 0,7 0,8 244 644
16 IR 1,25 1,25 16 0,8 0,9 246 646
16IR 1,5 1,50 16 0,8 1,0 248 648
16 1R 2,0 2,00 16 1,0 1,3 252 652
P ®
M ° o
K ) )
N )
S o o
H o

— v, Page 72

Left hand internal thread turning insert

A Full profile

60°

ML S A CCN20 CWK20

INSL

IL IL
71285.. 71285..

N TP INSL PDX PDY
Designation
mm mm mm mm
111L 1,0 1,00 1 0,7 0,8 214 614
111L 1,25 1,25 1 08 0,9 216 616
111L 1,5 1,50 1 08 1,0 218 618
111L 2,0 2,00 1 09 1,0 222 622
161L 1,0 1,00 16 0,7 0,8 244 644
16IL 1,25 1,25 16 0,8 0,9 246 646
16IL 1,5 1,50 16 0,8 1,0 248 648
161L 2,0 200 16 1,0 1,3 252 652
P °
M ° o
K ° °
N °
S ¢} o
H ¢)
0
— v, Page 72
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Thread turning tools - Full profile

Right hand external thread turning insert

A Full profile

55°
BSW |\ X A, CCN20 CWK20

& &

INSL

ER ER

71228.. 71228..
TPl INSL PDX  PDY

Designation "

1/ mm mm  mm
11 ER72 72 1 0,7 0,4 202 602
11 ER 60 60 1 0,7 04 204 604
11 ER 56 56 1 0,7 04 206 606
11 ER 48 48 1 0,6 0,6 208 608
11 ER 40 40 1 0,6 0,6 210 610
11 ER 36 36 1 0,6 0,6 212 612
11 ER 32 32 1 0,6 0,6 214 614
11 ER 28 28 1 0,6 0,7 216 616
11 ER 26 26 1 0,7 0,8 218 618
11ER 24 24 1 0,7 0,8 220 620
11 ER 22 22 1 0,8 09 222 622
11 ER 20 20 1 0,8 09 224 624
11ER19 19 1 0,8 1,0 226 626
11 ER 18 18 11 0,8 1,0 228 628
11 ER 16 16 1 0,9 11 230 630
11 ER 14 14 1 0,9 11 232 632
16 ER 40 40 16 0,6 0,6 240 640
16 ER 36 36 16 0,6 0,6 242 642
16 ER 32 32 16 0,6 0,6 244 644
16 ER 28 28 16 0,6 0,7 246 646
16 ER 26 26 16 0,7 0,8 248 648
16 ER 24 24 16 0,7 0,8 250 650
16 ER 22 22 16 0,8 0,9 252 652
16 ER 20 20 16 0,8 09 254 654
16 ER 19 19 16 0,8 1,0 256 656
16 ER 18 18 16 0,8 1,0 258 658
16 ER 16 16 16 0,9 11 260 660
16 ER 14 14 16 1,0 1,2 262 662
16 ER 12 12 16 1,1 1,4 264 664
16 ER 11 11 16 1,1 1,5 266 666
16 ER 10 10 16 1,1 1,5 268 668
16 ER9 9 16 1,2 1,7 270 670
16 ER 8 8 16 1,2 1,5 272 672
P )
M ) )
K ) )
N )
S o o
H ¢)
0

— v, Page 72
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Thread turning tools - Full profile

Left hand external thread turning insert

A Full profile

55°
BSW |\ X A, CCN20 CWK20

-y B

EL EL
71229.. 71229..

Designation "

1/ mm ~mm  mm
11 EL72 72 1 0,7 04 202 602
11 EL 60 60 1 0,7 04 204 604
11 EL 56 56 1 0,7 04 206 606
11 EL 48 48 1 0,6 0,6 208 608
11 EL 40 40 1 0,6 0,6 210 610
11 EL 36 36 1 0,6 0,6 212 612
11 EL 32 32 11 0,6 0,6 214 614
11 EL 28 28 11 0,6 0,7 216 616
11 EL 26 26 11 0,7 0,8 218 618
11EL24 24 1 0,7 0,8 220 620
11 EL 22 22 1 0,8 0,9 222 622
11 EL 20 20 11 0,8 0,9 224 624
11 EL19 19 1 0,8 1,0 226 626
11 EL 18 18 1 0,8 1,0 228 628
11 EL 16 16 1 0,9 11 230 630
11 EL 14 14 11 0,9 11 232 632
16 EL 40 40 16 0,6 0,6 240 640
16 EL 36 36 16 0,6 0,6 242 642
16 EL 32 32 16 0,6 0,6 244 644
16 EL 28 28 16 0,6 0,7 246 646
16 EL 26 26 16 0,7 0,8 248 648
16 EL 24 24 16 0,7 0,8 250 650
16 EL 22 22 16 0,8 0,9 252 652
16 EL 20 20 16 0,8 0,9 254 654
16 EL 19 19 16 0,8 1,0 256 656
16 EL 18 18 16 0,8 1,0 258 658
16 EL 16 16 16 0,9 11 260 660
16 EL 14 14 16 1,0 1,2 262 662
16 EL 12 12 16 1,1 1,4 264 664
16 EL 11 1 16 1,1 1,5 266 666
16 EL 10 10 16 1,1 1,5 268 668
16 EL9 9 16 1,2 1,7 270 670
16 EL 8 8 16 1,2 1,5 272 672
P )
M ) o)
K ) )
N )
S o) o
H ¢)
0
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Thread turning tools - Full profile

Right hand internal thread turning insert

A Full profile

BSW

55°

Designation

111R 48
111R 40
111R 36
111R 32
111R 28
111R 26
111R 24
111R 22
111R 20
111R 19
111R 18
111R 16
111R 14

16 IR 40
16 IR 36
16 IR 32
16 IR 28
16 IR 26
16 IR 24
16 IR 22
161R 20
16IR 19
16IR 18
16 IR 16
16 IR 14
16 IR 12
16 IR 11
16IR 10
16IR9

16IR 8

T w=Xx= T

PDX

mm
0,6
0,6
0,6
0,6
0,6
0,7
0,7
08
08
08
08
0,9
0,9

0,6
0,6
0,6
0,6
0,7
0,7
0,8
08
08
08
0,9
1,0
11
11
11
1,2
1,2

PDY
mm
0,6
0,6
0,6
0,6
0,7
0,8
0,8
0,9
0,9
1,0
1,0
11

11

0,6
0,6
0,6
0,7
0,8
08
0,9
0,9
1,0
1,0
1,1
1,2
14
15
15
1,7
15

CCN20

IR
71230 ...

206

210
212
214
216
218
220
222
224
226
228
230

240
242
244
246
248
250
252
254
256
258
260
262
264
266
268
270
272

CWK20

e

IR
71230 ...

606
608

612
614
616
618
620
622
624
626
628
630

640
642
644
646
648
650
652
654
656
658
660
662
664
666
668

672

O e eoO
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Threading

Thread turning tools - Full profile

Left hand internal thread turning insert

A Full profile

BSW

55°

Designation

111L 48
111L 40
111L 36
111L 32
111L 28
111L 26
111L 24
111L 22
111L 20
111L 19
111L 18
111L 16
111L14

16 IL 40
16 IL 36
16 IL 32
161IL 28
16 IL 26
16IL 24
16 IL 22
16IL 20
161L 19
16IL 18
16 IL 16
16IL 14
16 IL 12
16 IL 11
161L 10
161IL9

161IL 8

T w=x= 7T

PDY

INSL

CCN20

71231..

206
208
210
212
214
216
218
220
222
224
226
228
230

240
242
244
246
248
250
252
254
256
258
260
262
264
266
268
270
272

CWK20

71231..

606
608
610
612
614
616
618
620
622
624
626
628
630

640
642
644
646
648
650
652
654
656
658
660
662
664
666
668

672

O e eoO
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Thread turning tools - Full profile

Right hand external thread turning insert

A Full profile
60°
UN || UNC || UNF || UNEF|\ S A, CON20 CWK20
4
& B
INSL
ER ER
71264.. 71264..
. . TPl INSL PDX  PDY
Designation "
1/ mm mm  mm
11 ER72 72,0 1 0,8 0,4 202 602
11 ER 64 64,0 1 0,8 0,4 204 604
11 ER 56 56,0 1 0,7 04 206 606
11 ER 48 48,0 1 0,6 0,6 208 608
11ER 44 440 1 0,6 0,6 210 610
11 ER 40 40,0 1 0,6 0,6 212 612
11 ER 36 36,0 1 0,6 0,6 214 614
11 ER 32 32,0 1 0,6 0,6 216 616
11 ER 28 28,0 1 0,6 0,7 218 618
11 ER 27 27,0 1 0,7 0,8 220 620
11ER24 24,0 1 0,7 0,8 222 622
11 ER 20 20,0 1 0,8 09 224 624
11 ER 18 18,0 1 0,8 1,0 226 626
11 ER 16 16,0 11 09 11 228 628
11 ER 14 14,0 11 0,9 11 230 630
16 ER 72 72,0 16 0,8 04 232 632
16 ER 64 64,0 16 0,8 04 234 634
16 ER 56 56,0 16 0,7 04 236 636
16 ER 48 48,0 16 0,6 0,6 238 638
16 ER 44 440 16 0,6 0,6 240 640
16 ER 40 40,0 16 0,6 0,6 242 642
16 ER 36 36,0 16 0,6 0,6 244 644
16 ER 32 32,0 16 0,6 0,6 246 646
16 ER 28 28,0 16 0,6 0,7 248 648
16 ER 27 27,0 16 0,7 0,8 250 650
16 ER 24 24,0 16 0,7 0,8 252 652
16 ER 20 20,0 16 0,8 0,9 254 654
16 ER 18 18,0 16 0,8 1,0 256 656
16 ER 16 16,0 16 0,9 1,1 258 658
16 ER 14 14,0 16 1,0 1,2 260 660
16 ER 13 13,0 16 1,0 1,3 262 662
16 ER 12 12,0 16 11 1,4 264 664
16 ER 11,5 11,5 16 1,1 1,5 266 666
16 ER 11 11,0 16 1,1 1,5 268 668
16 ER 10 10,0 16 1,1 1,5 270 670
16 ER9 9,0 16 1,2 1,7 272 672
16 ER 8 8,0 16 1,2 1,6 274 674
B )
M ) o)
K ) )
N )
S o o)
H [¢)
0
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WNT \ Performance

Thread turning tools - Full profile

Left hand external thread turning insert

A Full profile
60°
UN || UNC || UNF || UNEF || X 2 CCN20 CWK20
> 3
-y B\
EL EL

71266.. 71266 ...

Designation TP‘! INSL PDX  PDY
1/ mm ~mm  mm
11 EL 72 72,0 11 0,8 0,4 202 602
11 EL 64 64,0 1 0,8 0,4 204 604
11 EL 56 56,0 1 0,7 0,4 206 606
11 EL 48 48,0 1 0,6 0,6 208 608
11 EL 44 44,0 11 0,6 0,6 210 610
11 EL 40 40,0 1 0,6 0,6 212 612
11 EL 36 36,0 11 0,6 0,6 214 614
11 EL 32 32,0 11 0,6 0,6 216 616
11 EL 28 28,0 1 0,6 0,7 218 618
11 EL27 27,0 1 0,7 0,8 220 620
11 EL24 24,0 1 0,7 0,8 222 622
11 EL 20 20,0 11 0,8 0,9 224 624
11EL18 18,0 1 0,8 1,0 226 626
11 EL 16 16,0 1 0,9 11 228 628
11EL14 14,0 1 0,9 11 230 630
16 EL 72 72,0 16 0,8 04 232 632
16 EL 64 64,0 16 0,8 04 234 634
16 EL 56 56,0 16 0,7 0,4 236 636
16 EL 48 48,0 16 0,6 0,6 238 638
16 EL 44 44,0 16 0,6 0,6 240 640
16 EL 40 40,0 16 0,6 0,6 242 642
16 EL 36 36,0 16 0,6 0,6 244 644
16 EL 32 32,0 16 0,6 0,6 246 646
16 EL 28 28,0 16 0,6 0,7 248 648
16 EL 27 27,0 16 0,7 0,8 250 650
16 EL 24 24,0 16 0,7 0,8 252 652
16 EL 20 20,0 16 0,8 0,9 254 654
16 EL 18 18,0 16 0,8 1,0 256 656
16 EL 16 16,0 16 09 11 258 658
16 EL 14 14,0 16 1,0 1,2 260 660
16 EL 13 13,0 16 1,0 1,3 262 662
16 EL 12 12,0 16 11 14 264 664
16 EL 11,5 11,5 16 11 1,5 266 666
16 EL 11 11,0 16 11 1,5 268 668
16 EL 10 10,0 16 11 1,5 270 670
16 EL9 9,0 16 1,2 1,7 272 672
16 EL 8 8,0 16 1,2 1,6 274 674
P °
M ° o
K ° o
N °
S ¢} (¢}
H o
0
— v, Page 72
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WNT \ Performance

Thread turning tools - Full profile

Right hand internal thread turning insert

A Full profile
60°
UN || UNC || UNF || UNEF||\ S A, CCN20 CWK20
3 a/ .
-~y A
IR IR

71268.. 71268..

Designation TP‘! INSL PDX  PDY
1/ mm ~mm  mm
11IR 72 72,0 11 0,8 0,3 202 602
11 IR 64 64,0 1 0,8 0,4 204 604
11 1R 56 56,0 1 0,7 0,4 206 606
111R 48 48,0 1 0,6 0,6 208 608
111R 44 44,0 11 0,6 0,6 210 610
111R 40 40,0 1 0,6 0,6 212 612
11IR 36 36,0 1 0,6 0,6 214 614
111R 32 32,0 11 0,6 0,6 216 616
111R 28 28,0 11 0,6 0,7 218 618
111R 27 27,0 1 0,7 0,8 220 620
111R 24 24,0 1 0,7 0,8 222 622
111R 20 20,0 11 0,8 0,9 224 624
11IR 18 18,0 1 0,8 1,0 226 626
11IR 16 16,0 1 0,9 11 228 628
11IR 14 14,0 1 1,0 11 230 630
16 IR 72 72,0 16 08 0,3 232 632
16 IR 64 64,0 16 0,8 04 234 634
16 IR 56 56,0 16 0,7 0,4 236 636
16 IR 48 48,0 16 0,6 0,6 238 638
16 IR 44 440 16 0,6 0,6 240 640
16 IR 40 40,0 16 0,6 0,6 242 642
16 IR 36 36,0 16 0,6 0,6 244 644
16 IR 32 32,0 16 0,6 0,6 246 646
16 IR 28 28,0 16 0,6 0,7 248 648
16 IR 27 27,0 16 0,7 0,8 250 650
16 IR 24 24,0 16 0,7 0,8 252 652
16 IR 20 20,0 16 0,8 0,9 254 654
16IR 18 18,0 16 0,8 1,0 256 656
16 IR 16 16,0 16 09 11 258 658
16 IR 14 14,0 16 1,0 1,2 260 660
16 IR 13 13,0 16 1,0 1,3 262 662
16 IR 12 12,0 16 11 14 264 664
16 IR 11,5 11,5 16 11 1,5 266 666
16 IR 11 11,0 16 11 1,5 268 668
16IR 10 10,0 16 11 1,5 270 670
16IR9 9,0 16 1,2 1,7 272 672
16IR 8 8,0 16 1,2 1,6 274 674
P °
M ° o
K ° o
N °
S ¢} (¢}
H o
0
— v, Page 72
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WNT \ Performance

Thread turning tools - Full profile

Left hand internal thread turning insert

A Full profile
60°
UN || UNC || UNF || UNEF || X 2 CCN20 CWK20
q
8 &
é' e
INSL
IL IL
71270.. 71270...
Designation TP‘! INSL PDX  PDY
1/ mm ~mm  mm
111L72 72,0 1 0,8 0,3 202 602
11 1L 64 64,0 1 0,8 04 204 604
11 1L 56 56,0 1 0,7 04 206 606
111L 48 48,0 1 0,6 0,6 208 608
111L 44 440 1 0,6 0,6 210 610
111L 40 40,0 1 0,6 0,6 212 612
111L 36 36,0 1 0,6 0,6 214 614
111L 32 32,0 1 0,6 0,6 216 616
111L 28 28,0 1 0,6 0,7 218 618
111L27 270 1 0,7 0,8 220 620
111L24 24,0 1 0,7 0,8 222 622
111L20 20,0 1 0,8 09 224 624
111L18 18,0 1 0,8 1,0 226 626
111L 16 16,0 1 09 11 228 628
111L 14 14,0 1 0,9 11 230 630
16 IL 72 72,0 16 0,8 0,3 232 632
16 IL 64 64,0 16 0,8 0,4 234 634
16 IL 56 56,0 16 0,7 0,4 236 636
16 IL 48 48,0 16 0,6 0,6 238 638
16 IL 44 44,0 16 0,6 0,6 240 640
16 IL 40 40,0 16 0,6 0,6 242 642
16 IL 36 36,0 16 0,6 0,6 244 644
16 IL 32 32,0 16 0,6 0,6 246 646
16 IL 28 28,0 16 0,6 0,7 248 648
16 IL 27 270 16 0,7 0,8 250 650
16 IL 24 24,0 16 0,7 0,8 252 652
16 1L 20 20,0 16 0,8 0,9 254 654
161L 18 18,0 16 0,8 1,0 256 656
16 IL 16 16,0 16 0,9 1,1 258 658
16 1L 14 14,0 16 1,0 1,2 260 660
16 1L 13 13,0 16 1,0 1,3 262 662
16 IL 12 12,0 16 1,1 1,4 264 664
16 IL 11,5 11,5 16 1,1 1,5 266 666
16 IL 11 11,0 16 1,1 1,5 268 668
161L 10 10,0 16 1,1 1,5 270 670
161IL9 9,0 16 1,2 1,7 272 672
161IL 8 8,0 16 1,2 1,6 274 674
B °
M ° o
K ° o
N °
S ¢} (¢}
H o
0
— v, Page 72
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Threading
WNT \ Performance Thread turning tools - Partial profile

Right hand external thread turning insert

A Partial profile

60°
CCN20 CWK20

/ Y
\
; \

INSL

PDY

ER ER

71206.. 71206..
TP INSL PDX  PDY

Designation

mm mm mm  mm
16 ER A60 05-15 16 0,8 0,9 240 640
16 ER G60 1,75-3 16 1,2 1,7 242 642
16 ER AG60 05-3 16 1,2 1,7 244 644
P )
M ) o)
K ) )
N )
S o o
H (e}

— v, Page 72

Left hand external thread turning insert

A Partial profile

60°

S A CCN20 CWK20

INSL

EL EL

71208.. 71208..

Designation TP INSL  PDX  PDY

mm mm mm  mm
16 EL A60 05-15 16 0,8 0,9 240 640
16 EL G60 1,75-3 16 1,2 1,7 242 642
16 EL AG60 05-3 16 1,2 1,7 244 644
P )
M ) o)
K ® )
N )
S o o
H [e}

— v, Page 72
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WNT \ Performance

Threading

Thread turning tools - Partial profile

Right hand internal thread turning insert

A Partial profile

60°
CCN20 CWK20
L)
. B
; PDX “
INSL
IR IR
71210... 71210..
Designation TP INSL PDX  PDY
mm mm mm mm
11 IR A0 05-15 11 08 09 210 610
16 IR ABO 05-15 16 08 09 240 640
16 IR G60 175-3 16 12 17 242 642
16 IR AG60 05-3 16 12 17 244 644
P o
M ° o
K o °
N o
S o) o)
H o
— v, Page 72
Left hand internal thread turning insert
A Partial profile
60°
S A CCN20 CWK20
B
INSL
IL IL
M212.. T71212..
. TP INSL PDX PDY
Designation
mm mm mm mm
11 IL ABO 05-15 11 08 09 210 610
16 1L AGO 05-15 16 08 09 240 640
16 1L G60 175-3 16 12 17 242 642
16 1L AG60 05-3 16 12 17 244 644
P o
M ° e}
K o °
N o
S o} e}
H o

02|58

— v, Page 72
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WNT \ Performance

Threading
Thread turning tools - Partial profile

Right hand external thread turning insert

A Partial profile

55°

CCN20 CWK20

/ Y
\
; \

PDY

T PDX
INSL
ER ER
71200.. 71200..
Designation TP'I' INSL PDX  PDY
1/ mm mm  mm
16 ER A55 48-16 16 0,8 0,9 240 640
16 ER G55 14-8 16 1,2 1,7 242 642
16 ER AG55 48-8 16 1,2 1,7 244 644
P )
M ° o
K ) )
N °
S ¢} (¢}
H o)
— v, Page 72
Left hand external thread turning insert
A Partial profile
55°
S A CCN20 CWK20
VQ> ,
INSL
EL EL
71202.. 71202..
I TPI INSL  PDX  PDY
Designation "
1/ mm mm  mm
16 EL A55 48-16 16 0,8 0,9 240 640
16 EL AG55 48-8 16 1,2 1,7 244 644
16 EL G55 14- 16 1,2 1,7 242 642
P °
M ° o
K ) )
N °
S e} e}
H o)
— v, Page 72
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WNT \ Performance

Threading

Thread turning tools - Partial profile

Right hand internal thread turning insert

A Partial profile

55°

INSL

PDX

CCN20

e

CWK20

IR IR
71204.. 71204..
Designation TPl INSL PDX  PDY
1/ mm mm  mm
11 IR AS5 48-16 11 08 09 210 610
16 IR A55 48-16 16 08 09 240 640
16 IR AGS55 48-8 16 12 17 244 644
16 IR G55 14-8 16 12 17 242 642
P o
M ° o
K o °
N o
S o) o)
H o
— v, Page 72
Left hand internal thread turning insert
A Partial profile
55°
S A CCN20 CWK20

Designation
11 1L A55
16 IL A55

16 IL AG55
16 IL G55

T w»w=XxX=Z T

02|60

PDY

INSL

TPI
1/”
48-16
48-16

14-8

PDX
mm
08
08

1,2

PDY
mm
0,9
0,9

17

IL
71203 ...

210

240

— v, Page 72
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WNT \ Performance

Thread turning tools - Tool holders

Standard External Thread Turning Holder

A Tool Holder with Approach Angle B = 1,5°

LH

HF
HF

HF

WF

LF

lllustrations show right-hand versions

Left-hand Right-hand
71281.. 71280..
Designation HF WF LF LH Insert torque moment
mm mm mm mm Nm
SE R/L 08 08 H11 8 1 100 16 1. 1,3 908 908
SER/L 1010 H11 10 12 100 18 1. 1,3 910 ¥ 910 v
SER/L 12 12 K11 12 12 125 20 1. 1,3 912 912
SER/L1212 F16 12 16 80 22 16.. 35 012 012
SER/L 16 16 H16 16 16 100 25 16.. 3,5 016 016
SE R/L 20 20 K16 20 20 125 30 16.. 35 020 020
SE R/L 25 25 M16 25 25 150 30 16.. 3,5 025 025
SER/L 3232 P16 32 32 170 30 16.. 35 032 032

1) without shim

O wy - -y

Shim Screw-U Key D Clamping screw
71950.. 71950.. 80950.. 71950..
Spare parts
for Article no.
71280908 /71 281908 T08 110 230
71280910/ 71281910 T08 110 230
71280912 /71281912 T08 110 230
71280012 ER16 /1L 16 121 234 T10 112 231
71281012 EL16/ IR 16 129 234 T10 112 231
71280016 ER16/IL16 121 234 T10 112 231
71281016 EL16/ IR16 129 234 T10 112 231
71280020 ER16/1IL16 121 234 T10 112 231
71281020 EL16/ IR16 129 234 T10 112 231
71280025 ER16/1IL16 121 234 T10 112 231
71281025 EL16/ IR16 129 234 T10 112 231
71280032 ER16/1IL16 121 234 T10 112 231
71281032 EL16/ IR16 129 234 T10 112 231

0]
@ Shims for correction of helix angle see page — Page 70.
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WNT \ Performance

Thread turning tools - Tool holders

Standard Internal Thread Turning Holder

A Tool Holder with Approach Angle B = 1,5°

[m)
L
o
Z 4 8
w D N )
24 B
A %)
LDRED 2
(@)
LF 8
lllustrations show right-hand versions
Left-hand Right-hand
71283.. 71282..
Designation H LF LDRED DCONMS BDRED WF  DMIN Insert torque moment
mm mm mm mm mm mm mm Nm
SIR 0010 H11 9,0 100 25 10 9,5 74 12 1. 1,3 011 "
SIR/L 0010 K11 140 125 25 16 10,0 74 12 1. 1,3 010 " 010 "
SIR 0013 L11 14,0 140 32 16 120 89 15 1. 1,3 013 "
SIR/L 0013 M16 140 150 32 16 13,0 10,2 16 16.. 3,5 015 " 015 "
SIR/L 0016 P16 18,0 170 40 20 150 117 19 16.. 3,5 016 " 016 "
SIR/L 0020 P16 18,0 170 40 20 195 137 24 16.. 3,5 020 020
SIR 0025 R16 226 200 40 25 245 16,2 29 16.. 3,5 026
SIR/L 0032 S16 28,8 250 50 32 315 197 36 16.. 3,5 032 032
SIR 0040 T16 36,0 300 50 40 395 237 44 16.. 3,5 040

1) without shim

O = - o=

Shim Screw-U Key D Clamping screw
71950.. 71950.. 80950.. 71950..
Spare parts
for Article no.
71282011 T08 110 230
71282010/ 71283010 T08 110 230
71282013 T08 110 230
71282015/ 71283015 T10 112 236
71282016/ 71283016 T10 112 236
71282020 EL16/ IR 16 129 234 T10 112 231
71283020 ER16/1L16 121 234 T10 112 231
71282026 EL16/ IR 16 129 234 T10 112 231
71282032 EL16/ IR 16 129 234 T10 112 231
71283032 ER16/1IL16 121 234 T10 112 231
71282040 EL16/ IR16 129 234 T10 112 231

@)
@ Shims for correction of helix angle see page — Page 70.
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WNT \ Performance

Thread turning tools - Tool holders

Standard Internal Thread Turning Holder with thro' coolant

A Tool Holder with Approach Angle B = 1,5°

o

LN

DMIN
WF

Do _

\/ BDRED

LDRED

LF

lllustrations show right-hand versions

DCONMS

Left-hand Right-hand
71283.. 71282..
Designation H LF LDRED DCONMS BDRED WF  DMIN Insert torque moment
mm mm  mm mm mm mm  mm Nm
SIR 0010 M11CB 9,0 150 25 10 9,5 74 12 1. 1,3 510 2
SIR 0012 P11CB 1,0 170 30 12 15 84 15 1. 1,3 512 2
SIR/L0010KI1IB 140 125 25 16 10,0 74 12 1. 1,3 310 310
SIR/L0013M16B 140 150 32 16 13,0 10,2 16 16 .. 35 315 315
SIR 0016 P16B 18,0 170 40 20 16,0 117 19 16 .. 35 316
SIR 0020 P16B 18,0 170 40 20 195 137 24 16 .. 35 320 Y
SIR/L0032S16B 28,8 250 50 32 31,5 197 36 16 .. 815 3320 332 1
1) with shim seat
2) Carbide version
LD wmj -y
Shim Screw-U Key D Clamping screw
71950... 71950... 80950... 71950...
Spare parts
for Article no.
71282510 T08 110 230
71282512 T08 110 230
71282310/ 71283310 T08 110 230
71282315/ 71283 315 T10 112 236
71282 316 T10 112 236
71282320 EL16/ IR 16 129 234 T10 112 231
71282332 EL16/ IR 16 129 234 T10 112 231
71283 332 ER16/1IL16 121 234 T10 112 231
o)
@ Shims for correction of helix angle see page — Page 70.
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Threading
WNT \ Performance Thread turning tools - Mini 06/08

Right hand internal thread turning insert - Mini size 06

A Full profile
A Thread production from diameter 6 mm

G
60°

Mo SA CCN1525 CCN2520

INSL

IR IR

M2m.. T71224..
TP PDX PDY INSL

Designation
mm mm mm mm
061R 0,5 0,50 0,9 0,5 6 110 35700
06 IR 0,75 0,75 0,8 0,5 6 112 36100
06IR 1,0 1,00 0,7 0,6 6 114 36500
06 IR 1,25 1,25 0,6 0,6 6 116 36700
P [ o
M ) )
K [ ] (@)
N o
S °
H o
— v, Page 72
Right hand internal thread turning insert - Mini size 06
A Full profile
A Thread production from diameter 6 mm
| NEW | | NEW |
55°
BSW |\ K A, CCN1525 CCN2520
INSL
IR IR

71230.. 71230..

Designation "

1/ mm mm mm
06 IR 26 26 0,7 0,6 6 13500 33500
06 IR 22 22 0,6 0,6 6 13100 33100
061R 20 20 0,6 0,7 6 12900 32900
061R 18 18 0,6 0,7 6 12500 32500
P ) o
M ° °
K ° (¢}
N (¢}
S °
H ¢}

— v, Page 72
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Threading
WNT \ Performance Thread turning tools - Mini 06/08

Right hand internal thread turning insert - Mini size 06

A Partial profile
A Thread production from diameter 6 mm

| NEW |
60°
CCN1525 CCN2520
C IR » !
o
!
INSL -
IR IR

7274.. T1272..
TP INSL PDX  PDY

Designation mm mm I
06 IR A60 05-1,25 6 0,6 0,6 210 30000
P ) o
M ) )
K ° o
N o
S °
H ¢}
- v, Page 72
Right hand internal thread turning insert - Mini size 06
A Partial profile
A Thread production from diameter 6 mm
| NEW_| | NEW_|

55°

LS A CON1525 CCN2520

A

IR IR
mna2r2.. 1m272..

I TPI INSL  PDX  PDY
Designation "
1/ mm mm mm
06 IR A55 48-20 6 0,5 0,6 10100 30100

[ J (@)
[ ] [
[ ] (e]
(0}
[
(¢]

T w=x= T

— v, Page 72
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Threading
WNT \ Performance Thread turning tools - Mini 06/08

Right hand internal thread turning insert - Mini size 08

A Full profile
A Thread production from diameter 8 mm

G G
60°

Mo SA CCN1525 CCN2520

—

IR IR
71224.. T71224..

INSL

TP PDX PDY INSL

Designation
mm mm  mm mm

08IR 0,5 050 06 0,5 8 14300 34300
081R 0,75 075 06 0,5 8 13700 33700
08IR1,0 1,00 06 0,6 8 13300 33300
081R 1,25 1,25 06 0,7 8 13100 33100
08IR1,5 1,50 0,6 0,7 8 12900 32900
08IR 1,75 1,75 06 0,8 8 12700 32700
08IN 2,0 200 09 40 8 125007 325007
P ° o
M ° °
K o o
N o
S °
H ¢}
1) Neutral version (N) — v, Page 72
Right hand internal thread turning insert - Mini size 08
A Partial profile
A Thread production from diameter 8 mm

E E

60°

S A CCN1525 CCN2520

LA

IN IN
M273.. T1T273..

TP INSL  PDX  PDY
mm mm mm mm
08 IN M60 175-20 8 08 4 10800 30800

[ (e]

Designation

([ ]
([ ] (¢]
o

T w=x=T

— v, Page 72
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Threading
WNT \ Performance Thread turning tools - Mini 06/08

Right hand internal thread turning insert - Mini size 08

A Partial profile
A Thread production from diameter 8 mm

|_NEw [ NEW |
60°

CCN1525 CCN2520

¢ X > o
o
!
INSL T
IR IR

7M272.. T71272..
TP PDX PDY INSL

Designation
mm mm mm mm
08 IR A60 05-125 06 0,6 8 10600
08 IR A60 05-15 06 0,7 8 30600
P ° o
M o °
K ° o
N o
S °
H ¢)
- v, Page 72
Right hand internal thread turning insert - Mini size 08
A Partial profile
A Thread production from diameter 8 mm
| NEW_| ET

55°

\ S A CON1525 CCN2520

LA

IN IN
M273.. T17T273..

I TPI INSL  PDX  PDY
Designation "
1/ mm mm mm
08 IN M55 14-11 8 0,9 4 10900 30900

[ J (©)

[ ]
[ ] (e]
(@)

T w=x=T

— v, Page 72
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Threading
WNT \ Performance Thread turning tools - Mini 06/08

Right hand internal thread turning insert - Mini size 08

A Partial profile
A Thread production from diameter 8 mm

| NEW | | NEW |
55°

CCN1525 CCN2520

b b b'
o
!
INSL 1
IR IR

7M272.. T71272..

TPI INSL PDX  PDY
1/" mm mm  mm
08 IR A55 48-16 8 0,6 0,7 10700 30700

[ (¢]

Designation

[ ]
[ (¢]
(@)

T w=x= 7T

— v, Page 72
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WNT \ Performance

Thread turning tools - Tool holders

Right Hand Internal Thread Holder - Mini size 06

0
o =
=z w o
2 5 ]
o
A\ [ @
LDRED
LF
Designation LF  LDRED DCONMS BDRED DMIN Insert torque moment
mm mm mm mm mm Nm
SIR 0005 HO6 100 12 12 51 6 06.. 0,6
SIR 0005 HO6 C 100 26 6 51 6 06.. 0,6

1) Solid Carbide Shank with Thro' Coolant

=
Key D
80950...
Spare parts
for Article no.
7128200500 T06 108
7128210500 T06 108
Right Hand Internal Thread Holder - Mini size 08
(%)
o =
Z w o
2 5 g
o
A\ [ @
LDRED
LF
Designation LF  LDRED DCONMS BDRED DMIN Insert torque moment
mm  mm mm mm  mm Nm
SIR 0007 K08 125 18 16 6,6 78 08.. 0,6
SIR 0007 K08C 125 30 8 6,6 78 08.. 0,6
SIR 0007 KO8U 125 31 16 73 9,0 08.N 0,6
1) Neutralinsertindicated by marking (N)
2) Solid Carbide Shank with Thro' Coolant
=D
KeyD
80950 ...
Spare parts
for Article no.
7128200700 T06 108
7128210700 T06 108
7128200800 T06 108

cuttingtools.ceratizit.com

Right-hand
71282 ...

00500
10500

[

Clamping screw

71950...

23800
23800

Right-hand
71282 ...

00700
107002
00800"

-

Clamping screw

71950...

23900
23900
23900

02|69
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Threading
WNT \ Performance Thread turning tools - Insert seats

L o

AE16 Al16
ER16/IL16  EL16/IR 16

71950... 71950...

Shims for Standard Threading Inserts

Pitch-
angle B

+4,5° 118 126

+3,5° 119 127

+2,5° 120 128

+1,5° 121 129

+0,5° 122 130
0° 123 131

-0,5° 124 132

-1,5° 125 133
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WNT \ Performance

Threading

Thread turning tools - Cutting data

Material examples for cutting data tables

Material sub-group

Unalloyed steel

P Low-alloy steel

High-alloy steel and
high-alloy tool steel

Stainless steel

M Stainless steel

Grey cast iron

K Spherulitic graphite
castiron

Malleable iron

Aluminium wrought alloy

Cast aluminium alloy

Copper and copper alloys
(bronze/brass)

Magnesium alloys

Heat-resistant alloys

Titanium alloys

Hardened steel

Chilled iron

Hardened cast iron

Index

Composition / Structure / Heat treatment

<0,15%C

<0,45%C

<0,75%C

Ferritic / martensitic
Martensitic
Austenitic / austenitic-ferritic
Austenitic
Austenitic / ferritic (Duplex)
Pearlitic / ferritic

Pearlitic (martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Non-hardenable

Hardenable

<12 % Si, non-hardenable
<12 % Si, hardenable

>12 % Si, non-hardenable
Free-machining alloys, PB > 1 %

CuZn, CuSnZn

CusSn, lead-free copper and electrolytic copper

Magnesium and magnesium alloys

Fe- basis

Nior Co basis

Pure titanium

Alpha + beta alloys

Beta alloys

Annealed
Annealed
Tempered
Annealed
Tempered
Annealed
Tempered
Tempered
Tempered
Annealed
Hardened and tempered
Hardened and tempered
Annealed
Tempered
Quenched

Tempered

Age-hardened

Age-hardened

Annealed
Age-hardened
Annealed
Age-hardened

Cast

Age-hardened

Hardened and tempered
Hardened and tempered
Hardened and tempered
Hardened and tempered
Cast

Hardened and tempered

TR
420 N/mm?/ 125 HB
640N/mm? /190 HB
840 N/mm?/ 250 HB
910 N/mm?/ 270 HB
1010 N/mm?/ 300 HB
610 N/mm?/ 180 HB
930N/mm?/ 275 HB
1010 N/mm?/ 300 HB
1200 N/mm?/ 375 HB
680 N/mm? /200 HB
1100 N/mm?/ 300 HB
1300 N/mm?/ 400 HB
680 N/mm? /200 HB
1010 N/mm? / 300 HB
610 N/mm?”/ 180 HB
300HB
780 N/mm?/ 230 HB
350N/mm?/ 180 HB
500 N/mm?/ 260 HB
540 N/mm?/ 160 HB
845N/mm?/ 250 HB
440N/mm?/ 130 HB
780 N/mm?/ 230 HB
60 HB
340N/mm?/ 100 HB
250 N/mm?/ 75 HB
300N/mm? /90 HB
440N/mm? /130 HB
375N/mm?/ 110 HB
300 N/mm? /90 HB
340N/mm? /100 HB
70HB
680 N/mm? /200 HB
950 N/mm?/ 280 HB
840 N/mm?/ 250 HB
1180 N/mm? / 350 HB
1080 N/mm?/ 320 HB
400 N/mm?
1050 N/mm?/ 320 HB
1400 N/mm?/ 410 HB
46-55HRC
56-60 HRC
61-65HRC
66-70 HRC
400HB
55 HRC

Material
number
1.0401
11191
11191
11223
11223
1.7131
1.7131
1.7225
1.7225
1.4021
1.2343
1.2343
1.4016
14112
14301
1.4841
1.4462
0.6010
0.6030
0.7040
0.7070
0.8035
0.8165
3.0255
3.1355
3.2581

32134

2.0380
2.0331
2.0060
3.5612
1.4864
1.4980
24631
2.4668
24765
3.7025
3.7165

Ti555.3

Material

designation
C15
C45E
C45E
C60R
C60R
16MnCr5
16MnCr5
42CrMo4
42CrMo4
X20Cr13
X38CrMoV5-1
X38CrMoV5-1
X6Cr17
X90CrMoV18
X5CrNi18-10
X15CrNiSi25-21
X2CrNiMoN22-5-3
GG-10
GG-30
GGG-40
GGG-70
GTW-35-04
GTS-65-02
Al99,5
AlCuMg2
G-AISi12
G-AISi5Cu1Mg
G-AISi17Cu4Mg
CuZn39Pb2 (Ms58)
Cuzn15
E-Cub7
MgAI6Zn
X12NiCrSi 36-16
X6NiCrTiMoVB25-15-2
NiCr20TiAl (Nimonic80A)
NiCr19Nb5Mao3 (Inconel 718)
CoCr20W15Ni
Ti99,8
TiAl6V4

Ti-5AI-5V-5Mo-3Cr

Material
number
11141
1.0718
1.0535
1.0535
1.0727
1.6587
1.6587
1.3505
1.3505
14034
1.4034
1.4034
1.2316
1.2316
14571
1.4539
1.4501
0.6025
0.6045
0.7060
0.7080
0.8045
0.8170
3.3315
3.2315
3.2163

3.2373

2.0410
2.4070
2.0590
3.5312
1.4865
1.4876
3.4856
2.4955
1.3401

3.7034
Ti-6246
R56410

Material
designation

Ck15
9SMnPb28
€55
€55
45520
17CrNiMo6
17CrNiMo6
100Cr6
100Cr6
X46Cr13
X46Cr13
X46Cr13
X36CrMo16
X36CrMo16
X6CrNiMoTi17-12-2
X1NiCrMoCu25-20-5
X2CrNiMoCuWN25-7-4
GG-25
GG-45
GGG-60
GGG-80
GTW-45
GTS-70-02
AlMg1
AlMgSi1
G-AISi9Cu3
G-AlSi9Mg
G-AISi18CuNiMg
CuZn44Pb2
Cuzn28Sn1As
CuZn40Fe
MgAI3Zn
G-X40NiCrSi38-18
X10NiCrAITi32-20
NiCr22Mo9Nb
NiFe25Cr20NDbTi
G-X120Mn12
Ti99,7
Ti-6Al-2Sn-4Zr-6Mo

Ti-10V-2Fe-3Al

cuttingtools.ceratizit.com
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WNT \ Performance Thread turning tools - Cutting data

Cutting data standard values

Mini Mini
CON1525 CON2520 B kel

Index V¢ in m/min
P4 8 20 20
P12 8% 20 @
P13 & 0 20
P14 & & s
P50 & &
P21 0 & &
P22 s & 8
P23 s & 8
P24 0 & 8
P31 s 50 s
P32 s 50 s
P33 s 50 s
P41 50 50 s
P42 50 50 s

M.1.1 40 90 60 40

.21 40 90 60 40

M.3.1 40 90 60 40

K14 60 120 120 80

K12 60 120 120 80

K.21 60 100 100 70

K.2.2 60 100 100 70

K31 50 100 100 70

K3.2 50 100 100 70

N1 500 150

N2 300 150

N.21 120 120

N.2.2 120 120

N.2.3 120 120

N.3.1 110 100

N.3.2 150 100

N.3.3 150 100

(e}
(ﬂ/ The cutting data depends extremely on the external conditions, the material and machine type.
The indicated values are possible values which have to be increased or reduced according to the application conditions.

02|72 cuttingtools.ceratizit.com
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Threading
Thread turning tools - Technical information

Pitch angle

Important Information about Standard Shims

a the pitch angle should be determined through
calculation or by using the chart below.
a the standard threading holder is supplied with a

1.5 %inclined insert seat and a shim without angular

correction.
Hence the Tool holders are delivered with an angle
of inclination g of 1.5°.

Method 1: Calculation

Calculating the helix angle B

_ 20xTP
B= "DMIN

20 = constant
B =Helixangle (°)

Without the appropriate correction of the helix angle,
the following may occur

a the profile will be distorted.

a insufficient clearance angle.

a thetool life of the insert is greatly reduced.

Example calculation

External thread M24 x 1.5

Feed towards chuck

DMIN = Nominal @: M24 = 24 mm
TP =Pitch: 1.5 mm

TP = Pitch (mm) s oicer - 20%1,5mm
DMIN = Nominal diameter (mm) 24 mm
Standard Shim B=1,25°
Method 2: Diagram
From the flank @ in the diagram, a line is drawn vertically upwards until it
intersects with the line of the pitch of the thread to be produced. In the
color-coded region in which it is now, a horizontal line to the edge of the
chart indicates the appropriate factor.
ricnte B = 4 5° B=3,5° Pitch TP
TPI
mm
A 127 -
11L Separate - 2.25 calculated pitch Shim
10+ Toolholder r 25 angle pvalue
~ 9 | 0,0°-0,99° 0,5°
s ]
5 8 L 1,0°-1,99° 1,5°
2] r 35
5 . [, 2,0°-2,99° 2,5°
=
2 5 I g-5 3,0°-3,99° 3,5°
b
8 . L6 4,0°-4,99° 4,5°
r7
31 9, 0,0°-(-0,99°) -0,5°
2] i 1,0°-(199°) 15°
1 T 24
0 200 p=0r
1 %
2 [ 14
: -
é 4 ™ [: = n,qc F7
® N 6
& 5 L5
E 6 ™ r 45
5 7 >N 4
% F 35
= 8
=
N 3
£ =15
10~ Separate - P25
1+ Toolholder N
v R J0 A R | 225

cuttingtools.ceratizit.com
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Thread turning tools - Technical information

Thread turning methods
External right-hand thread

-—)

]

Internal right-hand thread

Thread infeed methods
Radial Infeed

@

A for pitches less than 1.5 mm

4 for short chipping materials

a for machining hardened materials
4 simple and quick method

External left-hand thread

<=

=

Internal left-hand thread

-_—
<4
H
Flank infeed

137
h

a for pitches larger than 1.5 mm

A with radial penetration the effective
cutting edge length is too large,
which may lead to chattering

a with trapezoidal and ACME threads,
chip flow on three sides can be
problematic

Recommended number of cuts and cutting depths

Standard Threading Inserts

mm
Pitch (TP/TPI)

TPI
Number of passes
Number of passes (CCN7525)
Number of passes Mini Inserts

Multi edge thread turning insert

Standard Insert Insert size
IC L mm
1SO external M 3/8" 16
I1SO external M 3/8" 16
02|74

32 24 20 16 14 12 10

Pitch (TP) Number of Designation
flutes (NT)

1,0mm 3 3ER 1.01S0 3M

1,5 mm 2 3ER 1.51S0 2M

o
The machining examples 2, 4, 6 and 8

@

require negative shims!
These shims can be found on — Page 70.

Alternating infeed

Y

a with large pitches

4 for long chipping materials

a uniform wear of the cutting edges
a complicated programming process

075 100 125 150 175 200 250 300 350 400 450 500 550 6,00 800

6 5.5 5 4.5 4 3

4-7 4-8 5-9 6-10 7-12 7-12 8-14 9-16 10-18 11-18 11-19 12-20 12-20 12-20 15-24
3-4 3-5 4-6 5-6 6-8 6-8 8-10
6-11 6-12 8-14 9-15 11-18 11-18

Passes Cutting depth per pass
1 2 3
0,38 0,25
0,42 0,30 0,20

cuttingtools.ceratizit.com
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Threading

Thread turning tools - Technical information

Troubleshooting

Edge chipping

Cause

4 Common in stainless materials
A Incorrect grade

Remedy

4 Minimize tool overhang length

a Check that the insert is clamped
4 Minimize vibration

a Use atougher grade

Thermal cracking

Cause

a Insufficient coolant
a Cutting speed too high
A Incorrect grade

Remedy

A Apply coolant
4 Reduce cutting speed
a Use atougher grade

cuttingtools.ceratizit.com

Cratering

Cause

4 Common in stainless materials
a Cutting speed too high
a Incorrect grade

Remedy

4 Apply coolant
a Reduce depth of cut
a Use a harder grade

Plastic deformation

Cause

4 Infeed too large

a Insufficient coolant

a Cutting speed too high
a Incorrect grade

Remedy

A Apply coolant

4 Reduce depth of cut
a Reduce cutting speed
a Use a harder grade

Built-up edge

Cause

a Cutting speed too low
a Incorrect grade

Remedy

4 Apply coolant
a Increase cutting speed
a Use atougher grade

Brakage

Cause

4 Infeed too large

a Insufficient coolant

a Plastic deformation

a Instability

a Helix angle not appropriate
A Incorrect grade

Remedy

4 Reduce depth of cut

4 Check machine and tool stability
a Reduce cutting speed

a Check helixangle

a Use atougher grade

02|75
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WNT \ Performance
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Threading
Thread turning tools - Technical information

Overview Thread Turning Types

Further thread turning options can be found in the chapters below.

Thread turning for automatic lathes

TiAIN coated carbide insert for external threading
on automatic lathes.

Carbide indexable inserts with a pitch of
0.25 mm-2.0 with appropriate tool holders
can be found in chapter — Turning.

TC Threading System

Mono and Modular Systems for Internal and
External Thread Turning.

@—4{@ \. %

TC thread inserts with appropriate tool holders
can be found in chapter — Grooving.

UltraMini

TiN and TiAIN coated carbide cutting inserts for internal
threading from D, @ 2.4 mm.

=’ VVVVVVV

Cutting inserts for thread turning and other applications
with the appropriate tool holders can be found in chapter
— Miniature turning.

cuttingtools.ceratizit.com

MiniCut

TIiALN carbide inserts for internal threading from D, @ 8 mm.

Cutting inserts for thread turning and other applications
with the appropriate tool holders can be found in chapter
— Miniature turning.

02|77
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Coatings and Grades

HSS taps

A Vaporised

A Vaporisation (vapour-deposition) prevents cold welds
from forming on the tool and increases the surface
hardness and thus the wear resistance

vap.

Vip- A Vaporized + Nitrated
A Combination of increased surface hardness and
lubricant carrier

nitr.

A AITiN-based nanolayer hard material coating

AL A Maximum application temperature 500 °C

Thread milling cutters

A (arbide, TiAIN-coated

CWX500 A The universal carbide grade for almost all materials

Circular milling cutters

A Carbide, TiAIN-coated
CWX500 A The universal carbide grade for almost all materials
Thread turning
A Carbide, uncoated
BeLA 4 150 | M10 | K10 | N10 | S10
A The wear-resistant carbide grade for machining
aluminium and other non-ferrous metals
A Carbide, TiN-coated
CCN1525 4 150 | P25 | M25 | K25 | N25 | 025
A The coated carbide grade for machining steels and
stainless steels at low cutting speeds
02|78

TiCN

TiN

Ti500

CCN20

CCN2520

A TiCN multilayer coating

A

Maximum application temperature: 450 °C

A TiN coating

A

A
A

> > >

> > >

Maximum application temperature: 450 °C

TiAIN-coating
Maximum application temperature: 500 °C

Carbide, TiAIN-coated

ISO | P20 | M20 | K20 | S20 | H20

The all-round carbide grade for machining steels at
low cutting speeds

Carbide, TiAIN-coated

ISO | P25 | M25 | K25 | S25 | H25

The coated carbide grade for the machining of
stainless steels at medium to high cutting speeds

cuttingtools.ceratizit.com
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PROJECTS IN THE BEST OF HANDS
Smart solutions for efficient machining processes

Benefit from our innovative tool concepts, many years of experience and professional advice to
increase your productivity. You can rely on us to implement your project successfully!
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Turning
Turning tools - introduction
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Premium quality tools for high performance.

The premium quality tools from the CERATIZIT Performance
product line have been designed for specific applications and are
distinguished by their outstanding performance. If you make high
demands on the performance of your production and want to
achieve the very best results, we recommend the Premium tools
in this product line.

WNT \ Performance

Premium quality tools for high performance.

The premium quality tools from the WNT Performance

product line have been designed for specific applications and are
distinguished by their outstanding performance. If you make high
demands on the performance of your production and want to
achieve the very best results, we recommend the Premium tools
in this product line.

ISO turning

Selection of turning inserts with
common ISO geometries in various
cutting material grades.

VertiClamp

Specialised systems for use on sliding
head lathes with vertically positioned
indexable inserts.

TriClamp

ISO turning inserts with optimised
cutting edge for improving the surface
quality or increasing the feed rate.

Reverse-side machining

Flexible tool holder system for
machining on the second spindle.
There are modular, as well as
monoblock tool holders available for
turning, grooving, boring and threading
on the back of the part.

03|2

XheadClamp

Exchangeable head system for

standard turning and grooving
operations.

cuttingtools.ceratizit.com
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Turning tools -

Turning

ISO turning - Toolfinder

Coding of the chip breakers

-M50

e

v

i

l

Inserts - Basic Type Application range Material Chip breaker width
F=Fine 1 = Steel 5 = Heat Resistant alloys 1=Narrow
0 | N =Negative Inserts M = Medium 2 = Stainless steel 6 = Hard
5 | P =Positive Inserts R =Rough 3 =_CastIron 7 =Universal
4 = Non Ferrous Metals 9 =Wide
(e}
@ ) Detailed information on the chip breakers can be found in the technical appendix — pages 149-151
Symbol explanation
F Fine Machining Smooth cut
CTCP125-P| Carbide Grade M Medium Machining Irregular cutting depth
R Rough Machining Interrupted cut

o
@ ) A detailed overview of grades can be found in the technical appendix on — page 168

Toolfinder - ISO turning - application

Carblde
P M KNS
40+41

# Dlamond

TC..

Carbide

P M K N
35+36

S

Diamond
N S
37

WN..

Carbide

P MKNS
10+11

cC..

Carbide Diamond

PMKNS N S
13-15 16

cuttingtools.ceratizit.com

DN..

Carbide

P M KNS
7+8

DC..

Carbide Diamond

PMKNS N S
23-26 27

Carb|de

PMKNS

# Dlamond

03]3
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Turning

Turning tools - I1SO turning - Toolfinder

Toolfinder - negative inserts

N

Sharp

stable

Sharp

stable

gf This article can be found in our online shop at cuttingtools.ceratizit.com

0314

Fine

Medium

Fine

Medium

-F50

-M50

-M70

-F30

-M30

-M60

o Steel

= Stainless steel
>= Castiron

= Non-ferrous metals

o Heat-resistant
= Tempered steel

11

11

cuttingtools.ceratizit.com
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Turning
Turning tools - I1SO turning - Toolfinder

Toolfinder - positive inserts

2
5|1 £ sF
-SMF
E
5 -SM
(5}
=
<@
k= -SMQ
e
=
@ M25
e
=
B
=
o -M55
IS
oA
ST
S| £ 23
25P
250
E
5 27
(5}
=
29
= M81
o -
Sy
[«b]
£ F05
o
s
&
= (BT
o
=
<
S -0B2
©
£ -CB3

PPPP

P

P

PP

PPIPP

© Steel

[ ]
o
O

= Stainless steel
= Castiron

= Non-ferrous metals

o Heat-resistant
= Tempered steel

(o | - QNP
cc. DC. TC. VC. WC.

13

13+14

—_
w
5
—
o

14

14

14

14

14

15

15

15

15

41

41

41

41

23

23

24

24

24

24

25

25

25

25+26

25+26

25+26

25+26

16

16

16

16

gf This article can be found in our online shop at cuttingtools.ceratizit.com
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35

35

35

35

35

26

27

27

40

40

40

40

40

36

37

37

37

37

48

48
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Turning
Turning tools - I1SO turning - Toolfinder

Toolfinder - holders

Toolholders and boring bars for negative inserts

N

Geometry

&
A

WN..

Tool holder

12

Toolholders and boring bars for positive inserts

<
o

03]6

Tool holder

17-20

28-31

38

43

Tool holder
DirectCooling

18+19

30+31

45

Boring bars

21+22

33

39

46+47

49

cuttingtools.ceratizit.com
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Turning tools - IS0 turning - negative indexable inserts DN..

Designation S D1 IC
mm mm mm mm
DN.. 1104.. 11,6 476 3,81 9,52
E E E E E E
-F50 -F50 -F50 -M50 -M50 -M50
CTCP115-P CTCP125-P CTCP135-P CTCP115-P CTCP125-P CTCP135-P
o] [ \O\ M M
DNMG DNMG DNMG DNMG DNMG DNMG
76134.. 76134.. 76134.. 76136.. 76136.. 76136..
1SO RE
mm
110402EN 0,2 30201 50201 70201
110404EN 04 30401 50401 70401 30401 50401 70401
110408EN 0,8 30601 50601 70601 30601 50601 70601
P ° ° ° ° ) °
M o o
K (¢} o o o
N
S
H
[ NEW | =T [ NEW |
-M70 -M70 -M70
CTCP115-P CTCP125-P CTCP135-P
[elc[2] [ofe]x] [ofc]e
M M M
DNMG DNMG DNMG
76263.. 76263.. 76263..
1SO RE
mm
110408EN 0,8 30601 50601 70601
110412EN 1,2 30801 50801 70801
° ) °
(¢}
o ¢}

T w=x= T

cuttingtools.ceratizit.com — v, Page 133-147 03]7
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Turning
Turning tools - IS0 turning - negative indexable inserts DN..

[ NEW | [ NEW | [ NEW | [ NEW |
-F30 -F30 -F30 -M30 -M30 -M30
CTCM120 CTPM125 CTCM130 CTCM120 CTPM125 CTCM130
~ N
\O\ \ \ |2 \0\ \ \ \..
DNMG DNMG DNMG DNMG DNMG DNMG
75013... 75013.. 75013.. 75014.. 75014.. 75014..
1SO RE
mm
110404EN 04 10400 204 30400
110408EN 0,8 10600 206 30600 10600 206 30600
110412EN 1,2 10800 208 30800
P o) o o) o) o) o
M ) ° ° ) ) )
K
N
S ) o
H
-F32 -F32
WPU7620 WUU7620
[ofc]a] [ofc]m
F
DNGU DNGU
72494 .. 72401..
1SO RE
mm
1104008FN 0,08 50800 33800
1104015FN 0,15 51500 34500
P ) )
M o
K °
N [e} o
S [e) o
H
03]8

— v, Page 133-147
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CERATIZIT \ Performance

Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SDJN 93° - Toolholder with screw clamping

= LT e

o
)
LH H
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70699.. 70698...
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
SDJN R/L 1012 H11 10 12 100 21,3 12 3,2 DNGU 1104 010 010
SDJN R/L 1212 H11 12 12 100 21,3 12 3,2 DNGU 1104 012 012
SDJN R/L 1616 K11 16 16 125 21,3 16 3,2 DNGU 1104 016 016
SDJN R/L 2020 K11 20 20 125 213 20 3,2 DNGU 1104 020 020
SDJN R/L 2525 M11 25 25 150 21,3 25 3,2 DNGU 1104 025 025
NS
Key D Clamping screw
80950... 72950...
Spare parts
for Article no.
70698010/ 70699 010 128 007
70698012/ 70699 012 128 007
70698016/ 70 699 016 128 007
70698 020/ 70 699 020 128 007
70698 025/ 70 699 025 128 007

MaxiLock-N - PDJN 93° - Toolholder with lever clamping
i = 4 % .
q(bLH

OAL

lllustrations show right-hand versions

Left-hand Right-hand
70541.. 70540...
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
PDJN R/L 1616 H11 16 16 100 30 20 3 DN.. 1104 116 116
PDJN R/L 2020 K11 20 20 125 30 25 3 DN.. 1104 12000" 12000"
PDJN R/L 2525 M11 25 25 150 30 32 3 DN.. 1104 125007 125007

1) nickel-plated

( N e i o &

Key | Shim Assembly pin Lever Clamping screw Solid Carbide
SeatD

70950.. 70950.. 70950.. 70950.. 70950.. 70950..

for Article no.

70540116 / 70 541 116 175 122 191 121 208 120
7054012000/ 70 541 12000 175 122 191 121 208 120
7054012500/ 70 541 12500 175 122 191 121 208 120

cuttingtools.ceratizit.com 03|9


https://cuttingtools.ceratizit.com
https://cuttingtools.ceratizit.com

CERATIZIT \ Performance

Turning

Turning tools - 1SO turning - negative indexable inserts WN..

Designation L S D1 IC
mm mm mm mm
WNMG 0604.. 6,5 4,76 3,81 9,52 a]
[ NEW | [ NEW | [ NEW | [ NEW | [ NEW | [ NEW |
-F50 -F50 -F50 -M50 -M50 -M50
CTCP115-P CTCP125-P CTCP135-P CTCP115-P CTCP125-P CTCP135-P
F F F M M M
WNMG WNMG WNMG WNMG WNMG WNMG
76157.. 76157.. 76157.. 76139.. 76139.. 76139..
1SO RE
mm
060404EN 0,4 30401 50401 70401 30401 50401 70401
060408EN 0,8 30601 50601 70601 30601 50601 70601
P ° ° ° ° ° °
M o) o
K (¢} o [¢) e}
N
S
H
E E E
-M70 -M70 -M70
CTCP115-P CTCP125-P CTCP135-P
DRAGONSKIN
WNMG WNMG WNMG
76273.. 76273.. 76273..
1SO RE
mm
060408EN 0,8 30601 50601 70601
060412EN 1,2 30801 50801 70801
P () ) °
M o
K o) o
N
S
H

03]10
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CERATIZIT \ Performance

Turning tools -

Turning

ISO turning - negative indexable inserts WN..

E =T ET ET
-F30 -F30 -F30 -M30 -M30 -M30
CTCM120 CTPM125 CTCM130 CTCM120 CTPM125 CTCM130
~ Nt} e
\0\ \ \ \O\ \ \ \"
WNMG WNMG WNMG WNMG WNMG WNMG
75024.. 75024.. 75024.. 75025.. 75025.. 75025..
1SO RE
mm
060404EN 04 10400 204 30400
060408EN 0,8 10600 206 30600 10600 206 30600
060412EN 1,2 10800 208 30800
P o) o o) o) o) o
M ) ° ° ) ) )
K
N
S ) o
H
E ET
-M60 -M60 -M60
CTCM120 CTPM125 CTCM130
| (oLl
M M
WNMG WNMG WNMG
75026.. 75026.. 75026..
1SO RE
mm
060408EN 0,8 10600 206 30600
060412EN 1,2 10800 30800
P (e} [e} o)
M ) ) )
K
N
S o
H
cuttingtools.ceratizit.com — v, Page 133-147 0311
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CERATIZIT \ Performance

Turning tools - ISO turning - tool holder for external machining

MaxiLock-N - PWLN 95° - Toolholder with lever clamping

EEE

1SO designation H
mm
PWLN R/L 1616 H06 16
PWLN R/L 2020 K06 20
PWLN R/L 2525 M06 25

1) nickel-plated

Spare parts

for Article no.
7054211600/ 70 543 116
7054212000/ 70 543 12000
7054212500/ 70 543 125

03[12

B
mm

20
25

OAL
mm
100
125
150

)

[as]

OAL

lllustrations show right-hand versions

L
=
O
P
LH
LH WF
mm mm
20 225
26 250
19 320
SW2,5
SW2,5
SW2,5

torque moment

Nm

3

3

3

{

Key |
70950 ...
175
175
175

Insert

WNMG 0604
WNMG 0604
WNMG 0604

" —

Shim

70950...

122
122
122

Assembly pin

70950 ...

191
191
191

Lever

70950...

185
185
185

Left-hand
70543 ...

116
12000
125

e

Clamping screw

70950...

208
208
208

Right-hand
70542 ...

11600"
12000"
12500"

o

Solid Carbide
Seat W

70950 ...

127
127
127

cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

CERATIZIT \ Performance . , e _ Turning

Turning tools - IS0 turning - positive indexable inserts CC..

Designation S D1 IC
mm mm mm mm
CC.T 0602.. 6,4 2,38 2,8 6,35
CC.T 09T3.. 9,7 3,97 44 9,52
= E ET ET ET
-SF -SF -SF -SF -SF
CTCP115-P CTCP125-P CTCP125-P CTCP135-P CTCP135-P
o[ ]2 M M = o
F
CCMT CCGT CCMT CCGT CCMT
76253.. 76251.. 76253.. 76251.. 76253..
1SO RE
mm
060202EN 0,2 50201 70201
060204EN 0,4 30401 50401 70401
09T304EN 0,4 31601 51601 71601
09T308EN 0,8 31801 51801
P ) ) ) ) )
M o o
K ) (e} (e}
N
S
H
= [ NEW | [ NEW = E
-SMF -SMF -SMF -SM -SM
CTCP115-P CTCP125-P CTCP135-P CTCP125-P CTCP135-P
F F F M M
CCMT CCMT CCMT CCGT CCGT
76249.. 76249.. 76249.. 76250.. 76250..
1SO RE
mm
060202EN 0,2 50201 70201
060204EN 0,4 50401 70401
060208EN 0,8 50601
09T304EN 0,4 31601 51601 71601
09T308EN 0,8 31801 51801
P ) ° ) ) °
M o )
K o o )
N
S
H
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CERATIZIT \ Performance Turning

Turning tools - IS0 turning - positive indexable inserts CC..

[ NEW | =T [ NEW |
-SM -SM -SM
CTCP115-P CTCP125-P CTCP135-P
\0\ \ o \ \' '
CCMT CCMT CCMT
76252.. 76252.. 76252..
1SO RE
mm
060204EN 04 30401 50401 70401
060208EN 0,8 30601 70601
09T304EN 04 31601 51601 71601
09T308EN 0,8 31801 51801 71801
P [ ] [ ] [}
M o
K (e} o)
N
S
H
=T [ NEW | K= [ NEW |
-M25 -M25 -M25 -M55 -M55 -M55
CTCM120 CTPM125 CTCM130 CTCM120 CTPM125 CTCM130
o] -] c “'\ \O\ \ ° \ x
CCMT CCMT CCMT CCMT CCMT CCMT
75210... 75210.. 75210.. 75211.. 75211.. 75211..
1SO RE
mm
060204EN 04 10400 204 30400 10400 204
09T304EN 0,4 11600 216 31600 11600 216 31600
09T308EN 0,8 11800 218 31800 11800 218 31800
P (@] (@] (] O o (o]
M ) ° ) ) ) )
K
N
S o o
H
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CERATIZIT \ Performance

Turning

Turning tools - IS0 turning - positive indexable inserts CC..

ET ET
-23P -25P -25P -25Q -25Q
H216T H210T CTPX710 H210T CTPX710
DRAGONSKIN
~ @) N
lofe]=] [ofe]] [o]8] ]
9./ (= =
F F M M
CCGT CCGT CCGT CCGT CCGT
70255.. 70248.. 70248.. 70248.. 70248..
1SO RE
mm
060202FN 0,2 652 636 70200
060204FN 04 654 638 70400 678 75400
09T302FN 0,2 639 71400
09T304FN 04 656 640 71600 680 76600
09T308FN 0,8 658 641 71800 681 76800
P ) )
M ° °
K o o )
N ) ) ) ) )
S [e) ° o) °
H
E ET ET ET
-M81 -27 -27 -27 -29 -29 -F05
CWN2120 H10T CWN15 CTPX715 H216T CTPX715 CTPX710
IDRAGONSKIN DRAGONSKIN DRAGONSKIN
ofels] [olcl2] [elc]2] [elc]2] [ofe]2] [ofe]2]
M M M M M M F
CCXT CCGT CCGT CCGT CCMT CCMT CCET
70254... 70254.. 70254.. 70254.. 70245.. 70245.. 76243..
1SO RE
mm
060201FN 0,1 10100
060202FN 0,2 100 600 300 80200 10200
060204EN 0,4 60400 70400
060204FN 0,4 102 602 302 80400 10400
09T302FN 0,2 104 604 304 81400
09T304EN 04 61600 71600
09T304FN 04 106 606 306 81600
09T308EN 0,8 61800 71800
09T308FN 0,8 108 608 308 81800
P ) ) )
M ) ) ° ) )
K ) (e} (e} [e}
N [e) ) ) ) ° ) )
S ) ) )
H

cuttingtools.ceratizit.com
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CERATIZIT \ Performance

Turning tools - IS0 turning - positive indexable inserts CC..

CCGT

Designation

CCGT 0602..
CCGT 09T3..

CCGT

mm
6,4
9,7

mm
2,38
397

D1 IC
mm mm
2,8 6,35
44 9,52

A TCE(NOI) = Design and number of equipped cutting edge corners

1SO

060202FN
060202FN
060202FN
060204FN
060204FN
060204FN
060208FN
060208FN

09T302FN
09T302FN
09T302FN
09T304FN
09T304FN
09T304FN
09T308FN
09T308FN

O T w=Xx=7T

03|16

TCE
(NoI)
A1)
A1)
A1)
A(1)
A1)
A(1)
A1)
A()

A(1)
A(1)
A(1)
A(1)
A(1)
A(1)
A(1)
A(1)

-CB1 -CB1 -Q-CB2 -CB3 -CB1 -CB2
CTDPD20 CTDPD20 CTDPS30 CTDPU20 CTDCD10 CTDCD10
ol]2] [ofc]2] [olc]Z] [elc]x] [o[<]x] [o]c]]
- - -~ - - )

& & & & & &

F F M R F M
DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND
CCGT CCGT CCGT CCGT CCGT CCGT
71300.. 71305.. 71306.. 71302.. 71300.. 71301..

302 30200
202
102
304 304
104 204
104 204
30600
10600
31200
212
112
314 314
114 214
114 214
31600
118 218
[ ] [ ] [ ] [ ] [ ] [
[} [ ] [ ] [ ] [ )] [ ]

— v, Page 136+137
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SCFC 90° - Toolholder with screw clamping

mm Apun (P

LH H
OAL

lllustrations show right-hand versions

Left-hand Right-hand
70761.. 70760 ..

1SO designation H B OAL LH WF  torque moment Insert

mm mm mm mm mm Nm
SCFC R 0808 D06 8 8 60 10 10 1,2 CC.. 0602 008
SCFC R/L 1010 E06 10 10 70 10 12 1,2 CC.. 0602 010 010
SCFC R/L 1212 F09 12 12 80 13 16 3,2 CC..09T3 012 012
SCFC R/L 1616 H09 16 16 100 13 20 3,2 CC..09T3 016 016
- 0 m & Wi
Key D Combination Key Clamping screw Carbide type C Threaded sleeve

80950.. 70950.. 70950.. 70950.. 70950...

Spare parts
for Article no.

70760 008 110 112
70760010/ 70761010 110 112
70760012 /70761012 113 113
70760016 /70761016 398 113 165 17

MaxiLock-S - SCAC 90° - Toolholder with screw clamping

A forsliding head lathes

I H' L
%Qo H
LH
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70757 ... 70756 ...
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
SCAC R/L 0808 D06 8 8 60 9 8 1,2 CC.. 0602 008 008
SCAC R/L 1010 E06 10 10 70 9 10 1,2 CC.. 0602 010 010
SCAC R/L 0808 K06 8 8 125 9 8 1,2 CC.. 0602 108 108
SCAC R/L 1010 M06 10 10 150 9 10 1,2 CC.. 0602 110 110
SCAC R/L 1212 F09 12 12 80 13 12 3,2 CC..09T3 012 012
SCAC R/L 1616 H09 16 16 100 13 16 3,2 CC..09T3 116 116
SCAC R/L 1212 M09 12 12 150 13 12 3,2 CC..09T3 112 112
SCAC R/L 1414 M09 14 14 150 13 14 3,2 CC..09T3 114 114
— 8 wms 2 o
Key D Combination Key Clamping screw Carbide type C Threaded sleeve
80950.. 70950.. 70950.. 70950.. 70950...
Spare parts
for Article no.
70756108 /70 757 108 110 112
70756 008 /70757 008 110 112
70756110/ 70757 110 110 112
70756010/ 70757 010 110 112
70756112 /70 757 112 113 113
70756012 /70 757 012 113 113
70756114 / 70 757 114 113 113
70756116 /70757 116 398 113 165 171
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Turning tools - ISO turning - tool holder for external machining

MaxiLock-S - SCAC 90° DC - Tool holder with screw clamping

A forsliding head lathes

] Direct
Cooling
lllustrations show right-hand versions
Left-hand Right-hand
70766 .. 70766 ..
1SO designation H B 0AL LH WF  CNT CRNT torque moment Insert
mm mm mm mm mm Nm

SCACR/L1212F09DC 12 12 80 13 12 M6 M6 3,2 CC..09T3 01201 01200

SCACR/L1212M09DC 12 12 150 13 12 M6 M6 3,2 CC.. 0973 11201 11200

SCACR/L1616 HO9DC 16 16 100 13 16 G1/8" M6 3,2 CC.. 0973 01601 01600
Clamping screw Carbide type C Grubscrew Grubscrew Threaded sleeve
70950.. 70950.. 70950.. 70950.. 70950...

Spare parts

for Article no.

7076601200/ 70 766 01201 859 86700

7076611200/ 70 766 11201 859 86700

7076601600/ 70 766 01601 87900 165 88000 86700 17

@ - O ¢ w
Sealing plugs DC Key D 0-Ring Coolant nozzle Coolant screw
DC plug

70950... 80950.. 70950.. 70950.. 70950...

Spare parts

for Article no.

7076601200/ 70 766 01201 120

7076611200/ 70 766 11201 120

7076601600/ 70 766 01601 87600 120 88100 87700 294
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SCDC 45° - Toolholder with screw clamping

450

[t

1SO designation

SCDC L 0808 K06
SCDC L 1010 M06
SCDC L 1212 M09
SCDC L 1414 M09

Spare parts
for Article no.
70752008
70752010
70752012
70752014

mm

10
14

mm

10
14

OAL

mm
125
150
150
150

=l |

,

;

LH H
OAL

LH WF  torque moment Insert
mm mm Nm

13 4 1,2 CC.. 0602
13 5 1,2 CC.. 0602
18 6 3,2 CC..09T3
18 7 3,2 CC..09T3

T08
T08
T15
T15

Key D

80950 ...

110
110
113
113

MaxiLock-S - SCDC 45° DC - Tool holder with screw clamping

Direct

Cooling

1SO designation

SCDC L 0808 K06 DC
SCDC L 1010 M06 DC
SCDC L 1212 M09 DC
SCDC L 1414 M09 DC

Spare parts
for Article no.
70767 00801
70767 01001
70767 01201
70767 01401

cuttingtools.ceratizit.com

mm

10
14

mm

10
14

OAL
mm
125
150
150
150

LH
mm
13
13
18
18

@1 \ ]
& CRNT %
LH
OAL
WF  CNT CRNT torque moment Insert
mm Nm
4 M5 M5 1,2 CC.. 0602
5 M6 M6 1,2 CC.. 0602
6 M6 M6 3,2 CC..09T3
7 G1/8" M6 3,2 CC..09T3
- =
Cylindrical screw Key D
83950.. 80950...
157 039
039
120
120

M2,5x6
M2,5x6
M3,5x11
M3,5x11

Neutral

70752 ...

008
010
012
014

-

Clamping screw

70950 ...

112
112
113
113

Coolant screw
plug

70950 ...

294

L

Clamping screw

70950...

112
112
113
113

Neutral

70767 ...

00801
01001
01201
01401

Grubscrew

70950 ...

86700
86700
86700
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Turning tools - ISO turning - tool holder for external machining

IsoClamp - SCLC 95° - Toolholder with screw clamping

A forsliding head lathes

s @ | //
$
OAL
lllustrations show right-hand versions
Left-hand Right-hand
72353.. 72352..
1SO designation H B 0AL  WF Insert
mm mm mm mm
SCLC R/L 0808 HO6 8 8 100 8 CC.. 0602 008 008
SCLC R/L 1010 H06 10 10 100 10 CC.. 0602 010 010
SCLC R/L 1212 H09 12 12 100 12 CC..09T3 012 012
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
72352008 /72 353 008 T08 110  M2,5x6 112
72352010/ 72353 010 T08 110 M2,5x6 112
72352012 /72353012 T15 113 M3,5x11 113

IsoClamp - SCLC 95° - Tool holder with thro' coolant

A forsliding head lathes

\_W_/ * L;LL 7%‘:::74,:/%::‘7 = E
R CRNT E 9y
O
- OAH
OAL

lllustrations show right-hand versions

Left-hand Right-hand
72351.. 72350..
1SO designation H B 0AL LH WF  CNT CRNT Insert
mm mm mm mm mm
SCLC R/L 0808 H06 IC 8 8 100 16 8 M5 M5 CC.. 0602 008 008
SCLC R/L 1010 HO6 IC 10 10 100 16 10 M5 M5 CC.. 0602 010 010
SCLC R/L 1212 H09 IC 12 12 100 19 12 M5 M5 CC..09T3 012 012
SCLC R/L 1616 K09 IC 16 16 125 19 16 M5 M5 CC..09T3 016 016
W - =g
Cylindrical screw Key D Clamping screw
72950.. 80950.. 70950...
Spare parts
for Article no.
72350008/ 72 351008 011 110 112
72350010/ 72 351010 011 110 112
72350012 /72351012 011 113 113
72350016/ 72 351016 011 113 113
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Turning tools - IS0 turning - boring bars for internal machining

MaxiLock-S - SCLC 95° - Boring bar with screw clamping

A A..=withthro' coolant
A S, =without thro' coolant

()
R =
o 5
(@)
LLLLL LSS 8 |
zZ
HETE e = |
LDRED H
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70717... 70716...
1SO designation DCONMS H OAL LDRED WF DMIN torque moment Insert
mm mm mm mm mm mm Nm
AO8F SCLC R/L 06 8 76 80 17 5 1 1,2 CC.. 0602 208 208
S08H SCLC R/L 06 8 72 100 5 1 1,2 CC.. 0602 008 008
A10H SCLC R/L 06 10 9,5 100 19 7 13 1,2 CC.. 0602 210 210
S10K SCLC R/L 06 10 9,0 125 7 13 1,2 CC.. 0602 010 010
A12K SCLC R/L 06 12 15 125 22 9 16 1,2 CC.. 0602 212 212
S$12Q SCLC R/L 06 12 11,0 180 9 16 1,2 CC.. 0602 012 012
A16M SCLC R/L 06 16 140 150 50 9 18 1,2 CC.. 0602 116 116
A16M SCLC R/L 09 16 150 150 29 1 20 3,2 CC..09T3 216 216
S16R SCLC R/L 09 16 145 200 1 20 3,2 CC..09T3 016 016
A20Q SCLC R/L 09 20 18,5 180 32 13 25 3,2 CC..09T3 220 220
S$20S SCLC R/L 09 20 18,0 250 13 25 3,2 CC..09T3 020 020
A25R SCLC R/L 09 25 23,0 200 36 17 32 3,2 CC..09T3 225 225
S$25T SCLC R/L 09 25 23,0 300 17 32 3,2 CC..09T3 025 025
- g
Key D Clamping screw
80950.. 70950..
Spare parts
for Article no.
70716008 / 70 717 008 110 116
70716208 /70717 208 110 116
70716010/ 70717 010 110 116
70716210/ 70717 210 110 116
70716012 /70717 012 110 116
70716212 /70 717 212 110 116
70716116 /70717 116 110 116
70716016 /70717 016 113 110
70716216 /70717 216 113 110
70716020/ 70 717 020 113 110
70716220/ 70717 220 113 304
70716025/ 70717 025 113 113
70716225/ 70717 225 113 304
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Turning tools - IS0 turning - boring bars for internal machining

MaxiLock-S - SCLC 95° - Boring bar with screw clamping

A Type: Solid carbide

[0}
R =
(U 5
3
AL o |
Zz
sy = | _
LDRED H e"
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70719.. 70718..
1SO designation DCONMS H OAL LDRED WF DMIN torque moment Insert
mm mm mm mm mm mm Nm
E08H SCLC R/L 06 8 76 100 6 11 1,2 CC.. 0602 008 008
E10K SCLC R/L 06 10 9,0 125 22 7 13 1,2 CC.. 0602 010 010
E12Q SCLC R/L 06 12 1,5 180 26 9 16 1,2 CC.. 0602 012 012
E16R SCLC R/L 09 16 150 200 34 1 20 3,2 CC..09T3 016 016
E20S SCLC R/L 09 20 185 250 38 13 25 3,2 CC..09T3 020 020
E25T SCLC R/L 09 25 230 300 43 17 32 3,2 CC.. 0973 025 025
- -
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70719008/ 70718 008 T08 110 M2,5x5 116
70719010/70718010 T08 110  M2,5x5 116
70719012 /70718012 T08 110  M2,5x5 116
70719016 /70718016 T15 113 M3,5x7,2 110
70719020/ 70718 020 T15 113 M3,5x8,6 304
70719025/ 70718 025 T15 113 M3,5x11 113
. o . . .
MaxiLock-S - SCFC 90° - Boring bar with screw clamping
[ zf )
= Lf DA Vo—— — =
a 31 ) [© H %)
UL =
LDRED zZ
o
OAL [&]
=)
lllustrations show right-hand versions
Left-hand Right-hand
70793.. 70792..
1SO designation DCONMS H OAL LDRED WF DMIN torque moment Insert
mm mm mm mm mm mm Nm
AO08F SCFC R/L 06 8 7,6 80 17 5 11 1,2 CC.. 0602 208 208
A10H SCFC R/L 06 10 9,5 100 19 7 13 1,2 CC.. 0602 210 210
A12K SCFC R/L 06 12 1,5 125 22 9 16 1,2 CC.. 0602 212 212
- A
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70792208 /70793208 T08 110 M2,5x5 116
70792210/70793 210 T08 110 M2,5x5 116
70792212 /70793 212 T08 110 M2,5x5 116
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Turning tools -

Turning

ISO turning - positive indexable inserts DC..

Designation D1
mm mm mm mm
DC.T 0702.. 775 2,38 28 6,35
DC.T 11T3.. 11,60 3,97 4.4 9,52
[ NEW | = [ NEW | [ NEW | [ NEW | [ NEW | [ NEW |
-SF -SF -SF -SF -SMF -SMF -SMF
CTCP115-P CTCP125-P CTCP125-P CTCP135-P CTCP115-P CTCP125-P CTCP135-P
DxAcoNsm
\O\ M N [o] < [ \O\ M [o] < [
F F
DCMT DCGT DCMT DCMT DCMT DCMT DCMT
76259.. 76257.. 76259.. 76259.. 76265.. 76265.. 76265..
1SO RE
mm
070202EN 0, 50201
070204EN 04 30401 50401 70401 50401 70401
070208EN 0,8 70601
11T304EN 04 31601 51601 71601 31601 51601 71601
11T308EN 0,8 31801 51801 71801 31801 51801 71801
p o o ° () ° ) °
M o ¢}
K o o o o o
N
S
H
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Turning tools -

Turning
ISO turning - positive indexable inserts DC..

ET E E =T ET ET ET
-SM -SM -SM -SM -SM -SMQ -SMQ
CTCP115-P CTCP125-P CTCP125-P CTCP135-P CTCP135-P CTCP115-P CTCP125-P
® "y "y ~
\O\ \ \ \O\ \ \
DCMT DCGT DCMT DCGT DCMT DCMT DCMT
76258.. 76256.. 76258.. 76256.. 76258.. 76195.. 76195..
1SO RE
mm
070202EN 0,2 50201 70201
070204EN 04 30401 50401 70401 30401 50401
070208EN 0,8 30601 50601 70601
11T304EL 04 51601
11T304EN 04 31601 51601 71601 51501
11T304ER 04 51701
11T308EN 0,8 31801 51801 71801 51801
11T312EN 1,2 52001
P ) ) ) ) ) ) )
M ) )
K ) o) ) e) o)
N
S
H
E E ET ET
-M25 -M25 -M25 -M55 -M55 -M55
CTCM120 CTPM125 CTCM130 CTCM120 CTPM125 CTCM130
~ ‘~ ~ -
0[] H o[c]2] [ofe]x] [ofc]e
M M M
DCMT DCMT DCMT DCMT DCMT DCMT
75213... 75213.. 75213.. 75214.. 75214.. 75214..
1SO RE
mm
070202EN 0,2 10200 202 30200
070204EN 04 10400 204 30400 10400 204 30400
070208EN 0,8 10600 206 30600
11T302EN 0,2 11400 214 31400
11T304EN 04 11600 216 31600 11600 216 31600
11T308EN 0,8 11800 218 31800 11800 218 31800
P o o ) ) ) o
M ) ) ) ) ) )
K
N
S ) o
H
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CERATIZIT \ Performance Turning

Turning tools - IS0 turning - positive indexable inserts DC..

-FM37 -FM37 -FM37
WUuU7610 WPU7610 WPU7620
m m )
[o[e]=] [ofe]=]| |ofe]x
F F F
DCGT DCGT DCGT
72400.. 72400.. 72400..
1SO RE
mm
0702006FN 0,06 006 706 506
0702015FN 0,15 015 715 515
0702035FN 0,35 035 735 535
11T3008FN 0,08 038 738 538
11T3015FN 0,15 045 745
11T3035FN 0,35 065 765 565
P (e} ) )
M ° o
K o) )
N [} [e} o)
S o) ) o
H
[ NEW | [ NEW |
-23P -25P -25P -25Q -25Q -27 -27
H216T H210T CTPX710 H210T CTPX710 H10T CWN15
ole]=] [ofe]=] [elc]=] [ole]=] [e[<]z] [e][z]=] [o]c]x]
~ (= -
/ = 7 -
F F M M M
DCGT DCGT DCGT DCGT DCGT DCGT
70261.. 70263.. 70263.. 70263.. 70263.. 70260.. 70260..
1SO RE
mm
070202FN 0,2 632 70200 600 300
070204FN 04 654 634 70400 602 302
11T302FN 0,2 635 71400 604 304
11T304FL 04 670 75700
11T304FN 04 664 636 71600 660 75600 606 306
11T304FR 04 680 75800
11T308FL 0,8 672
11T308FN 0,8 666 638 71800 662 76000 608 308
11T308FR 0,8 682
P ) )
M ) ® fe)
K o [e) [e) o)
N ) ) ) ) ) ) )
S o ) o °
H
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CERATIZIT \ Performance Turning

Turning tools - IS0 turning - positive indexable inserts DC..

[ NEW | [ NEW | [ NEW | [ NEW |
-M81 -27 -29 -29 -F05
CWN2120 CTPX715 H216T CTPX715 CTPX710
~ f\ N
[o[e \O\ \v \ \ \0\
M
DCXT DCGT DCMT DCMT DCET
70260.. 70260.. 70246.. 70246.. 76254...
1SO RE
mm

0702005FN 0,05 10200
070201FN 0,10 10400
0702015FN 0,15 10600
070202FN 0,20 100 80200 10800
070204FN 0,40 102 80400
070204EN 0,40 60400 70400
11T3005FN 0,05 11400
11T301FN 0,10 11600
11T3015FN 0,15 11800
11T302FN 0,20 104 81400 12000
11T304EN 0,40 61600 71600
11T304FN 0,40 106 81600 12200
11T308EN 0,80 61800 71800
11T308FN 0,80 108 81800
P ) ) )
M ° ) ° °
K ) ) )
N ) ) ) ) )
S ° ° °
H
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Turning tools - IS0 turning - positive indexable inserts DC..

DCGT

Designation

DCGT 0702..
DCGT 11T3..

DCGT

mm
775
11,60

D1 IC
mm mm
2,8 6,35
44 9,52

A TCE(NOI) = Design and number of equipped cutting edge corners

1SO

070201FN
070202FN
070202FN
070204FN
070204FN
070208FN
070208FN

11T301FN
11T302FN
11T302FN
11T304FN
11T304FN
11T308FN
11T308FN

Sl o =x=|%.

RE
mm
0,1

0,2
0,2
0,4
0,4
0,8
0,8

0,1
0,2
0,2
04
04
0,8
0,8

TCE
(NOI)
A(1)
A(1)
A(1)
A(1)
A(1)
A(1)
A(1)

A(1)
A(1)
A(1)
A(1)
A(1)
A(1)
A(1)

cuttingtools.ceratizit.com

LE
mm
3.8
2,6
37
2,3
34
2,0
3,0

4.8
2,6
47
2,3
43
2,0
4,0

-CB1 -CB1 -CB2 -CB3 -CB1 -CB2
CTDPD20 CTDPS30 CTDPS30 CTDPU20 CTDCD10 CTDCD10
olcls] [efo]z] [elc]2] [o[c]<] [elc[x] [o]c]]
F F M R F M
DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND
DCGT DCGT DCGT DCGT DCGT DCGT
71310.. 71310.. 71311.. 71312.. 71310.. 71311..
10100 20100
302 30200
102 202 202
304 304
104 204 204 204
308
108 208
11100 21100 21100
31200 31200
112 212 212
314 314
114 214 214 214
318 318
118 218 218 218
[ ] [ [ [ [ [ ]
[ ] [ ) [ ) [ ) [ ] [ ]
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SDJC 93° - Toolholder with screw clamping

A forsliding head lathes

{ [T
\ E [ m
R H
LH
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70685.. 70684 ...
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
SDJC R/L 0808 HO7 8 8 100 13,0 8 1,2 DC.. 0702 108 108
SDJC R/L 1010 HO7 10 10 100 13,0 10 1,2 DC.. 0702 110 110
SDJC R/L 1212 HO7 12 12 100 145 12 1,2 DC.. 0702 112 112
SDJC R/L 1616 K07 16 16 125 33,0 16 1,2 DC.. 0702 116 116
SDJC R/L 1212 H11 12 12 100 22,0 12 32 DC.. 1173 212 212
SDJC R/L 1616 K11 16 16 125 33,0 16 3,2 DC.. 11T3 216 216
SDJC R/L 2020 K11 20 20 125 20 DC.. 1173 220 220
Key D Clamping screw
80950... 72950 ...
Spare parts
Insert
DC.. 0702 T08 110 002
DC.. 11T3 T15 113 006

IsoClamp - SDJC 93° - Tool holder with thro' coolant

A for sliding head lathes

w7

o

n)

z

= T
CNT

T

OAH

OAL

lllustrations show right-hand versions

Left-hand Right-hand
72357 .. 72356 ...
1SO designation H B 0AL LH WF  CNT CRNT Insert
mm mm mm mm mm
SDJC L 0808 HO7 IC 8 8 100 17 8 M5 M5 DC.. 0702 008
SDJC R/L 1010 HO7 IC 10 10 100 17 10 M5 M5 DC.. 0702 010 010
SDJC R/L 1212 HO7 IC 12 12 100 17 12 M5 M5 DC.. 0702 012 012
SDJC R/L 1616 K07 IC 16 16 125 17 16 G1/8" M5 DC.. 0702 016 016
SDJC R/L 1010 H11IC 10 10 100 22 10 M5 M5 DC.. 1173 110 110
SDJC R/L 1212 H11IC 12 12 100 22 12 M5 M5 DC.. 1173 112 112
SDJC R/L 1616 K11 IC 16 16 125 22 16 G1/8" M5 DC.. 11T3 116 116
SDJCR/L2020K11IC 20 20 125 22 20 G1/8" M5 DC.. 11T3 120 120
W - wg
Cylindrical screw Cylindrical screw Key D Clamping screw
72950.. 72950.. 80950.. 72950..
Spare parts
Insert CNT
DC..0702 M5 011 110 002
DC..0702 G1/8" 010 011 110 002
DC.. 11T3 M5 011 113 006
DC.. 1173 G1/8" 010 011 113 006
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SDAC 90° - Toolholder with screw clamping

A forsliding head lathes

} w
\ E / m
Q)Q H
LH
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70789.. 70788..
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
SDAC R/L 0808 K07 8 8 125 14 8 1,2 DC.. 0702 008 008
SDAC R/L 1010 M07 10 10 150 14 10 1,2 DC.. 0702 010 010
SDAC R/L 1212 M07 12 12 150 14 12 1,2 DC.. 0702 012 012
SDAC R/L 1414 M11 14 14 150 21 14 3,2 DC.. 11T3 014 014
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70788008 /70789008 T08 110  M2,5x6 112
70788010/ 70789010 T08 110  M2,5x6 112
70788012/70789012 T08 110  M2,5x6 112
70788014 /70789014 T15 113 M3,5x11 113
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SDAC 90° DC - Tool holder with screw clamping

A forsliding head lathes

] Direct
Cooling
Left-hand Right-hand
70711.. 70771..
1SO designation H B 0AL LH WF  CNT CRNT torque moment Insert
mm mm mm mm mm Nm

SDACR/L0808 KO7DC 8 8 125 14 8 M5 M5 1,2 DC.. 0702 00801 00800

SDAC R/L 1010 M07DC 10 10 150 14 10 M6 M6 1,2 DC.. 0702 01001 01000

SDACR/L1212M07DC 12 12 150 14 12 M6 M6 1,2 DC.. 0702 01201 01200

SDACR/L1212M11DC 12 12 150 21 12 M6 M6 3,2 DC.. 1173 11201 11200
as - = @
Cylindrical screw Key D Clamping screw Grubscrew
83950.. 80950.. 70950.. 70950..

Spare parts

for Article no.

7077100800 157 110 112

7077100801 157 039 112

7077101000/ 7077101001 039 112 86700

7077101200/ 7077101201 039 112 86700

7077111200/ 70771 11201 113 113 86700

MaxiLock-S - SDNC 62.5° - Toolholder with screw clamping
(] = <> 55 o

o

)
or H
OAL
Neutral
70 680 ...
1SO designation H B OAL WF  torque moment Insert
mm mm mm mm Nm

SDNC N 0808 D07 8 8 60 40 1,2 DC.. 0702 008
SDNC N 1010 E07 10 10 70 5,0 1,2 DC.. 0702 010
SDNC N 1212 F07 12 12 80 6,0 1,2 DC.. 0702 012
SDNC N 1616 H11 16 16 100 8,0 3,2 DC.. 11T3 016
SDNC N 2020 K11 20 20 125 10,0 3,2 DC.. 11T3 020
SDNC N 2525 M11 25 25 150 12,5 3,2 DC.. 11T3 025

— e g & W

Key D Combination Key Clamping screw Solid Carbide Threaded sleeve

SeatD
80950.. 70950.. 70950.. 70950.. 70950...

Spare parts
for Article no.
70680008 110 112
70680010 110 112
70680012 110 112
70680016 398 113 106 17
70680020 398 113 106 171
70680 025 398 113 106 17
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Turning tools - ISO turning - tool holder for external machining

MaxiLock-S - SDNC 62.5° DC - Tool holder with screw clamping

] Direct
Cooling
Neutral
70774 ...
1SO designation H B OAL  WF  CNT CRNT torque moment Insert
mm mm mm  mm Nm
SDNC N 1212 F07 DC 12 12 80 6,0 M6 M6 1,2 DC.. 0702 01200
SDNC N 1212 M07 DC 12 12 150 6,0 M6 M6 1,2 DC.. 0702 11200
SDNC N 1212 M11 DC 12 12 150 6,0 M6 M6 3,2 DC.. 1173 21200
SDNC N 1616 H11 DC 16 16 100 80 G1/8" M6 3,2 DC.. 11T3 01600
SDNC N 2020 K11 DC 20 20 125 10,0 G1/8" M6 3,2 DC.. 1173 02000
SDNC N 2525 M11 DC 25 25 150 125 G1/8" M6 3,2 DC.. 11T3 02500
Clamping screw Solid Carbide Grubscrew Grubscrew Threaded sleeve
SeatD
70950.. 70950.. 70950.. 70950.. 70950...
Spare parts
for Article no.
7077401200 857 86700
7077411200 857 86700
7077401600 87900 106 88000 86700 171
7077402000 87900 106 88000 86700 171
7077421200 859 86700
7077402500 87900 106 88000 86700 171
@ -O ¢ W
Sealing plugs DC Key D 0-Ring Coolant nozzle Coolant screw
DC plug
70950.. 80950.. 70950.. 70950.. 70950...
Spare parts
for Article no.
7077401200 039
7077411200 039
7077401600 87600 120 88100 87700 294
7077402000 87600 120 88100 87700 294
7077421200 120
7077402500 87600 120 88100 87700 294
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - SDNC 62.5° - Toolholder with screw clamping

1)
g H
OAL
Neutral
70784 ...
1SO designation H B OAL  WF torque moment Insert
mm mm mm mm Nm
SDNC N 0808 K07 8 8 125 4 1,2 DC.. 0702 008
SDNC N 1010 M07 10 10 150 5 1,2 DC.. 0702 010
SDNC N 1212 M07 12 12 150 6 1,2 DC.. 0702 012
SDNC N 1414 M11 14 14 150 7 3,2 DC.. 11T3 014
e b -
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70784008 T08 110  M2,5x6 112
70784010 T08 110 M2,5x6 112
70784012 T08 110  M2,5x6 112
70784014 T15 113 M3,5x11 113
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Turning tools - IS0 turning - boring bars for internal machining

MaxiLock-S - SDUC 93° - Boring bar with screw clamping

A A..=withthro' coolant

A S, =without thro' coolant

[

1SO designation

$12Q SDUC R/L 07
A12K SDUC R/L 07
S$16R SDUC R/L 07
A16M SDUC R/L 07
$20S SDUC R 07

A20Q SDUC R/L 07
$20S SDUCR 11

A20Q SDUCR/L 11

Spare parts
Insert

DC.. 0702
DC.. 11T3

MaxiLock-S - SDUC 93° - Boring bar with screw clamping

A Type: Solid carbide

[t

1SO designation

E12Q SDUC R/L 07
E16R SDUC R/L 07
E20S SDUC R/L 11
E25T SDUC R/L 11

Spare parts

for Article no.
70739012/70738012
70739016 /70738 016
70739120/ 70738120
70739125/70738 125

DCONMS

DCONMS

cuttingtools.ceratizit.com

H
mm
11,0
11,5
15,0
15,0
18,0
18,5
18,0
18,5

H
mm
11,5
15,0
18,5
23,0

Dﬂ DCONMS
T

DMIN
WH,
\‘?‘?
@
Q

lllustrations show right-hand versions

OAL LDRED WF DMIN torque moment Insert
mm mm mm mm Nm

180 9 17 1,2 DC.. 0702
125 22 9 16 1,2 DC.. 0702
200 1 21 1,2 DC.. 0702
150 29 1 20 1,2 DC.. 0702
250 13 25 1,2 DC.. 0702
180 32 13 25 1,2 DC.. 0702
250 13 25 3,2 DC.. 11T3
180 32 13 25 3,2 DC.. 11T3

S S S

OAL

DCONMS

lllustrations show right-hand versions

LDRED WF DMIN torque moment Insert
mm mm mm Nm
26 9 16 1,2 DC.. 0702
34 1 20 1,2 DC.. 0702
38 13 25 3,2 DC.. 11T3
43 17 32 3,2 DC.. 11T3

Left-hand
70737 ...

012
212
016
216

220

320

Key D

80950...

>

e

L

Left-hand

70739...

012
016
120
125

110
113

Key D

80950 ...

110
110
113
113

Right-hand

70736 ...

012
212
016
216
020
220
120
320

L

Clamping screw

70950 ...

112
110

Right-hand

70738 ...

012
016
120
125

-

Clamping screw

70950 ...

112
112
304
113

0333
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Turning tools - IS0 turning - boring bars for internal machining

MaxiLock-S - SDQC 107.5° - Boring bar with screw clamping

)

R =

b

(B 5

AL 8 |
P4
E ém 8 S
LDRED ‘ H
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70741.. 70740...
1SO designation DCONMS H OAL LDRED WF DMIN torque moment Insert
mm mm mm mm mm mm Nm
A10H SDQC R/L 07 10 9,0 100 22 7 12,5 1,2 DC.. 0702 210 210
A12K SDQC R/L 07 12 15 125 22 9 16,0 1,2 DC.. 0702 212 212
A16M SDQC R/L 07 16 150 150 29 1 20,0 1,2 DC.. 0702 216 216
A20Q SDQC R/L 07 20 18,5 180 32 13 25,0 1,2 DC.. 0702 220 220
A25R SDQC R/L 11 25 23,0 200 36 17 32,0 3,2 DC.. 1173 225 225
- g &
Key D Combination Key Clamping screw Solid Carbide Threaded sleeve

SeatD

80950.. 70950.. 70950.. 70950.. 70950...

Spare parts
for Article no.

70740210/ 70741210 110 112
70740212 /70741 212 110 112
70740216/ 70 741 216 110 112
70740220/ 70 741 220 110 112
70740225/ 70 741 225 398 113 106 17

MaxiLock-S - SDXC 93° - Boring bar with screw clamping

[}
. =
b4
(L] 8
[&]
LLLLLLL LS 5] 1
zt T — 5 g
3 §1 €N CcDX
93° 1 H
LU
LF
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70733.. 70732..
1SO designation DCONMS H LF OAL LU WF DMIN CDX torque moment Insert
mm mm mm mm mm mm mm mm Nm
A12K SDXC R/L 07 12 115 125 1370 24 9 16 45 1,2 DC.. 0702 212 212
A16M SDXC R/L 07 16 150 150 1620 36 11 20 45 1,2 DC.. 0702 216 216
A20Q SDXC R/L 11 20 185 180 1965 40 13 25 6,5 3,2 DC.. 1173 220 220
A25R SDXC R/L 11 25 230 200 2168 50 17 32 95 3,2 DC.. 1173 225 225
- NS
Key D Clamping screw
80950... 70950...
Spare parts
for Article no.
70733212 /70732212 110 112
70733216/ 70732216 110 112
70733220/70732220 113 304
70733225/70732225 113 304

03|34 cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

CERATIZIT \ Performance

Turning

Turning tools - IS0 turning - positive indexable inserts TC..

Designation L S D1 IC
mm mm mm mm
TCMT 0902.. 9,6 2,38 2,5 5,56
TC.T 1102.. 11,0 2,38 2,8 6,35 s
E [ NEW | [ NEW | [ NEW | [ NEW | = E
-SF -SMF -SMF -SM -SM -SM -SM
CTCP125-P CTCP115-P CTCP135-P CTCP115-P CTCP125-P CTCP135-P CTCP135-P
DRAcoNsm
[o]o]<] \O\ M \O\ M [ofc]d] [o]c]m
F M M
TCMT TCMT TCMT TCMT TCMT TCGT TCMT
76275.. 76284.. 76284.. 76274.. 76274.. 76270.. 76274..
1SO RE
mm
090204EN 0,4 50401 70401
110202EN 0,2 71401
110204EN 0,4 51601 31601 51601 71601
110208EN 0,8 51801 31801 71801 31801 71801
P ) ) ) ) ) ) )
M o o o
K o) o) (e} (e}
N
S
H
= = ET ET
-M25 -M25 -M25 -M55 -M55 -M55
CTCM120 CTPM125 CTCM130 CTCM120 CTPM125 CTCM130
[E1E M [ \O\ M X
TCMT TCMT TCMT TCMT TCMT TCMT
7%217... 75217.. 75217.. 75218.. 75218.. 75218..
1SO RE
mm
090204EN 04 10400 204 30400
110204EN 04 11600 216 31600 11600 216 31600
P ) o o (e} (e} o)
M ) ) ° ° ° )
K
N
S o) o
H
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Turning
Turning tools - IS0 turning - positive indexable inserts TC..

TCGT
ET
=27 -27 -27
H10T CWN15 CTPX715
M M M
TCGT TCGT TCGT
70276.. 70276... 70276..
1SO RE
mm
110202FN 0,2 600 300 71400
110204FN 04 602 302 81600
P ®
M o °
K ) o
N ) ) )
S )
H
03|36
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Turning
Turning tools - IS0 turning - positive indexable inserts TC..

TCGT / TCGW

Designation L S D1 IC
mm mm mm mm

TCG. 0902.. 9,6 2,38 25 5,56

TCG. 1102.. 11,0 2,38 28 6,35

TCGW / TCGT

A TCE(NOI) = Design and number of equipped cutting edge corners

1SO RE TCE LE
mm (NOI) mm

090202FN 0,2 A(1) 37

090204FN 04 A(1) 34

090208FN 0,8 A(1) 3,0

110202FN 0,2 A(1) 37

110204FN 04 A(1) 34

110208FN 0,8 A(1) 3,0

P

M

K

N

S

H

cuttingtools.ceratizit.com

K%ﬁ =

E E
-CB1 -CB2
CTDPD20 CTDPD20 CTDPD20 CTDPS30 CTDPS30
o] Bfc]x] [olc][2] [o[c]] [e]c[Z]
-~ -~ -~ - -
A 4 v A 4 A 4 v
F F F M F
DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND
TCGW TCGT TCGT TCGT TCGT
71140.. 71184.. 71325.. 71326.. 71184..
100 112 212 20001
102 114 214 20101
104 10001
106 10101 122 222
108 10201 124 224 20201
110 10301
[ [ [ ] [} [}

— v, Page 136+137
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Turning tools - IS0 turning - tool holder for external machining

MaxiLock-S - STAC 90° - Toolholder with screw clamping

A forsliding head lathes

(U] L .
@
Q)QO H
LH
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70769.. 70768..
1SO designation H B 0AL LH WF  torque moment Insert
mm mm mm mm mm Nm
STAC R/L 1010 K09 10 10 125 12 10 1 TC.. 0902 010 010
STAC R/L 1212 K11 12 12 125 15 12 1,2 TC.. 1102 012 012
STAC R 1414 K11 14 14 125 15 14 1,2 TC..1102 014
- b -
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70769012/ 70768 012 T08 110  M2,5x6 112
70768 014 T08 110 M2,5x6 112

MaxiLock-S - STCC 90° - Toolholder with screw clamping
\_ﬁ_/ S m
s i

LH H
OAL
Neutral
70782 ...
1SO designation H B 0AL LH  torque moment Insert
mm mm mm mm Nm
STCC N 0808 K09 8 8 125 11 1 TC.. 0902 008
STCC N 1010 K11 10 10 125 15 1,2 TC.. 1102 010
STCC N 1212 K11 12 12 125 15 1,2 TC.. 1102 012
STCC N 1414 K11 14 14 125 21 1,2 TC.. 1102 014
STCC N 1616 K11 16 16 125 24 1,2 TC.. 1102 016
- A
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70782010 T08 110  M2,5x6 112
70782012 T08 110  M2,5x6 112
70782014 T08 110  M2,5x6 112
70782016 T08 110  M2,5x6 112
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Turning tools - IS0 turning - boring bars for internal machining

MaxiLock-S - STFC 90° - Boring bar with screw clamping

A A..=withthro' coolant
A S, =without thro' coolant

7]
R =
=z
o 5
o
LS LSS v a
sl e
LDRED H
OAL
lllustrations show right-hand versions
Left-hand Right-hand
70729.. 70728..
1SO designation DCONMS H OAL LDRED WF DMIN torque moment Insert
mm mm mm mm mm mm Nm
A10H STFC R/L 09 10 9,5 100 19 7 13 1 TC.. 0902 210 210
A12K STFC R/L 11 12 15 125 22 9 16 1,2 TC.. 1102 212 212
A16M STFCR/L 11 16 150 150 29 11 20 1,2 TC.. 1102 216 216
- b -
Key D Clamping screw
80950 ... 70950 ...
Spare parts
for Article no.
70729212 /70728 212 T08 110  M2,5x6 112
70729216/ 70728 216 T08 110 M2,5x6 112
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Turning tools - I1SO turning - positive indexable inserts VC..

Designation S D1 IC
mm mm mm
VC.T 1103.. 3,18 29 6,35
E E E E ET ET ET
-SF -SF -SF -SMF -SMF -SMF -SMF
CTCP115-P CTCP125-P CTCP135-P CTCP115-P CTCP125-P CTCP135-P CTCP135-P
DRAGONSKIN JDRAGONSKIN JDRAGONSKIN
F F F
VCGT VCGT VCGT VCMT VCMT VCGT VCMT
76277.. 76277.. 76277.. 76288.. 76288.. 76285.. 76288..
1SO RE
mm
110302EN 0,2 31401 51401 71401 71401
110304EN 04 31601 51601 71601 31601 51601 71601
110308EN 0,8 31801 51801 71801
P ) ) ) ) ) ) o
M o) e) o)
K ) ) o (e}
N
S
H
E ET
-25P -25P -25Q -27 -27 -27
H210T CTPX710 H210T H10T CWN15 CTPX715
VCGT VCGT VCGT VCGT VCGT VCGT
70282.. 70282.. 70282.. 70280.. 70280.. 70280..
1SO RE
mm
110302FN 0,2 638 71400 606 306 81400
110304FL 04 670
110304FN 04 640 71600 608 308 81600
110304FR 04 680
110308FN 0,8 610 310 71800
P ° )
M ) e) )
K o o o) o
N ) ) ) ) ) )
S ) ) o )
H
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Turning tools - I1SO turning - positive indexable inserts VC..

N
-F05
CTPX710
SIEIE
F
VCET
76 255 ...
1SO RE
mm
1103005FN 0,05 11400
1103015FN 0,15 11800
110301FN 0,10 11600
110302FN 0,20 12000
110304FN 0,40 12200
P )
M )
K
N )
S ®
H
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Turning

Turning tools - I1SO turning - positive indexable inserts VC..

Designation L S D1 IC
mm mm mm mm
VCGT 1103.. 11,1 3,18 29 6,35
A TCE(NOI) = Design and number of equipped cutting edge corners
-CB1 -CB1 -CB2 -CB3 -CB1 -CB2
CTDPD20 CTDPS30 CTDPS30 CTDPU20 CTDCD10 CTDCD10
o] [olcls] [olc]2] [elc]2] [e[<][2] (o]
- - - ’. - -
F F M R F M
DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND DIAMOND
VCGT VCGT VCGT VCGT VCGT VCGT
71330.. 71330.. 71331.. 71332.. 71330.. 71331..
1SO RE TCE LE
mm (NOI) mm
110301FN 01 A(1) 3,0 31000
110301FN 01 A(1) 54 11000
110302FN 0,2 A(1) 3,0 312 312
110302FN 0,2 A(1) 46 112 21200 212
110304FN 04 A(1) 3,0 314 314
110304FN 04 A(1) 39 114 214 214 214
110308FN 0,8 A(1) 3,3 21800
P
M
K
N ° ° ° ° ° °
S
H

03|42

— v, Page 136+137

cuttingtools.ceratizit.com


https://cuttingtools.ceratizit.com

CERATIZIT \ Performance

Turning tools - ISO turning - tool holder for external machining

MaxiLock-S - SVJC 93° - Toolholder with screw clamping

[t

1SO designation

SVJC R/L 0808 H11
SVJC R/L 1010 H11
SVJC R/L 1212 H11
SVJC R/L 1616 K11

Spare parts
Insert
VC.. 1103

mm

10
12
16

mm

10
12
16

OAL
mm
100
100
100
125

Wl

OAL

lllustrations show right-hand versions

[T
= ®
)

WF  torque moment
mm Nm

8 1,2

10 1,2

12 1,2

16 1,2

Insert

VC.. 1103
VC.. 1103
VC.. 1103
VC.. 1103

MaxiLock-S - SVAC 90° - Toolholder with screw clamping

A for sliding head lathes

[t

1SO designation

SVAC R/L 0808 H11
SVAC R/L 1010 H11
SVAC R/L 1212 H11

Spare parts

for Article