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YHuBepcanbHbii Pe3b60BON MHCTPYMEHT 1 CnupanbHble CBEpNA
Versatile Threading Tools and Twist Drills



Pe3b60Bble NHCTPYMEHTbI
CnupanbHble CBEPNA LLMPOKOro NPUMEHEHMS

BbI BbINonHsieTe 06paboTKy pasnnyHbIX MaTepuanoB?
Pa3mepbl napTuii BbinyckaeMblx Bamu feTaneit nocTOSHHO MeHsTCS?

Bbl He X0TUTE NOKYNaTb METYMKMN, OTAENBHO ANS KXAO0ro Tuna
06pabarbiBaeMblx MaTepuanoB?

Bbl X0TeNMN 6bl COKPATUTb HOMEHKNATYPY UCNOMb3YEMOr0 UHCTPYMEHTA,
YMEHbLIKTH NNOLAAN U YNYYLIUTb OPraHU3aLmio ero XpaHeHns?

Y Hac ecTb peLieHue!

MeTumnku u packatHuku cepumn MULTI,

Pe3booBbie hpesbi cepun MULTI,

a TaKxe,

CnupanbHble ceépna cepun MULTI

BN NOArOTOBKM O0TBEPCTUI NOJ, fanbHelLuee N3roToBseHne
pe3b0bl, B T.4. AAHHbIMW METYMKaMK 1 pe3b00BbIMM (hpe3amu

MHcTpymeHTbl cepuyt MULTI MoryT ncnonb30BaTbes B CaMblX Pa3HO00pasHbIX
06nacTsx u ans 60NblUMHCTBA 06pabaTbiBaeMbIX MaTepPUanoB.

Bnarogaps Ux TeXHUYECKUM 0COGEHHOCTSAM, OHW OTINYHO NOAXOASAT KaK Ans
06paGOTKM LIMPOKOI raMMbl MaTEPUANOB C CUIbHO OTNUYAIOLLUMCS CMIEKTPOM
NErvpytoLLX 3NEMEHTOB, TaK U 1S Pa3NINyHbIX, U3MEHSIOLLMXCS YCIOBUIA UX
MPUMEHEHIUSA U NCTIONb3YEMbIX CMa304YHO-0XNTXKAAOLLIMX MaTepNaoB.

MpenmyLLecTBa, KoTopble Bbl nonyyaere:

OnvH 1 TOT XXe NPON3BOANTENb A1 PE3b6OBOr0 MHCTPYMEHTA U CBEPN

Bbicokas cTeneHb HafEXHOCTU 1 6e30MacHOCTL

BbICOKOE KA4eCcTBO 1 MOATOTOBEHHbIX OTBEPCTUIA, 11 MOCAEAYIOLLMX PE3b6
MWHIManbHbIA PUCK BbIGOPA 1 MCMONb30BAHIS HEMOAXOASALLEr0 UHCTPYMEHTA
CHWXEHNE KONMYECTBa NOTPEBASEMOrO MHCTPYMEHTA B LIENIOM

MuHUManbHBIA YPOBEHb 0TKa3a UHCTPYMeEHTa u/unu 6paka

MeHbLL€e PecypcoB, NOTPAYEHHBIX Ha 3aKa3

MuHIManbHble CKNaACKMe 3anachl MHCTPYMEHTa

MwH1ManbHoe Bpemst AOCTaBKM

MpuBnekaTenbHoe COOTHOLLEHWE LieHa-Ka4ecTBO (MPOM3BOAUTENBHOCTb 11 CTOMKOCTb)

Thread tools and twist drills
for a wide range of applications

* Do you machine different materials?
e Do you machine small and medium-sized production batches?

* You do not want to procure special tools for each material
to be machined?

* You want to keep your tool inventory compact and well organised?

We have the solution!

- MULTI taps and MULTI cold-forming taps with matching
- MULTI twist drills for tap hole machining and
- MULTI thread milling cutters.

MULTI tools can be used in a versatile range of applications in
the most common materials.

Their special technology is suitable both for various materials and
highly different alloy elements, changing conditions of applications
and coolant-lubricants.

Your advantages:

*  Only one manufacturer for threading tools and drills
* High degree of process safety

* |mproved quality of drilled holes and threads

e Reduced risk of unsuitable tool selection and use

e Reduced tool consumption

e Low level of scrap and rejects

e Less order transactions

* Reduced warehousing

e Short-term availability

o Attractive price-performance ratio
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WHcTpymeHTbl cepun MULTI - 3To BbicOYaiiLuas Nnpou3BoANTENbHOCTD,
npeBOCXOAHasA CTONKOCTb MHCTPYMEHTA W NpUBJIEKaTeNbHOE
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COOTHOLUEHME LieHa/KauyecTBO ANl AOCTUXXEHUS MaKCUManbHOW
apchekTUBHOCTHU

D

LIEHA - PRICE

Bceraa MMeloTCS B Hanu4Mmn gis Bcex, Haubosnee 4acTo

BCTPEYaloLWMXCcs CTAHAAPTOB W Pa3MepoB pe3bobl
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Pe3b6oBble (hpesbi MULTI

MeTpunyeckas pesbba IS0, DIN 13
OCHOBHOIA LLar

MeTpuyeckas pesbba IS0, DIN 13
MENKWiA Lwar

YhucuumpoBaxHas atorimosas peboa, ASME B1.1
OCHOBHOIA Luar

YrucmumpoBaHHas arormosas peaboa, ASME B1.1
MENKWIA Lwar

[roimoBas Tpy6Has pe3bba (ButsopTa)
DIN EN IS0 228

AmepukaHckas TpybHas KoHnyeckas pesbba
ANSI/ASME B1.20.1

MoaxopsT ana 00pabOTKK cnepyoWwmX rpynn
o0OpabaTblBaeMblX MaTepuanos

MeTtuukm n packatHuku MULTI
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Crann

Hepxasetowe ctanu

YyryHol

J1érkve cnnasbl

CnevuyanbHble Matepuarbl, XaponpoyHble Cryiasbl

3akanéxHble Matepuans
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MPOVU3BOJUTENIbHOCTb « CAPACITY

Available in the most common dimensions
of thread systems

ISO Metric coarse thread DIN 13

ISO Metric fine thread DIN 13

Unified coarse thread ASME B1.1

Unified fine thread ASME B1.1

Whitworth pipe thread DIN EN ISO 228

American tapered pipe thread ANSI/ASME B1.20.1

Suitable for use
in the material groups

Steel materials

Stainless steel materials

Cast materials

Non ferrous materials

Special materials

Hard materials

MULTI taps/cold-forming taps
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Excellent tool life and an attractive
cost-benefit ratio for highest productivity

MULTI thread milling cutters

MULTI thread milling cutters
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A=I\/IILL5[= Merunkn v packatnukn cepiu MULTI - MULTI Taps and MULTI Cold-Forming Taps

PekomeHpaaLuuu no BbIGOPY M peXxumam pe3aHus

Moxanyiicta, 06paTuTe BHUMaHMe:
Pexxumbl pe3aHust (B T.4. CKOPOCTb pe3anust Vg B M/MUH) YKa3aHHbIe B MPUBEAEHHOI HIDKe Tabnunue,
SBMSIOTCS CTAPTOBLIMYU 3HAYEHUSIMM, C KOTOPBIX CIEAYET HauMHaTb 06paboTKy, U KOTOpbIE fanee,
NPy HEOBXOLMMOCTU, JOIDKHbI BbITb CKOPPEKTUPOBAHBI B 3aBUCUMOCTY OT Balmx KOHKPETHbIX
ycnoBuin 06paboTkm (1cn. 060pyaoBaHKe, 06pabaTbiBaeMblii MaTepuan 1 ero CocTosHNE, TN
MCMONIb3YEMOrO OXJIXKAEHWS, CMA3KU 1 T.1.)

B KONOHKe C Hanbosee PeKOMEHAYEMbIM UHCTPYMEHTOM PEKOMEHZYeMas CKOPOCTb Pe3aHNs YKasblBaeTes
KUPHBIM LIPU(TOM, B KOIOHKE C MOAXOAALLMM UHCTPYMEHTOM CKOPOCTb Pe3aHIs YKa3blBAETCs 00bI4HbIM:

- MeTtumk / PackaTHUK, peKOMEHAyeMblii Kak NepBbIii BbiOOp
- MoaxoAswwmin METYNK / packaTHUK

‘} = Han6onee noaxogsawumin Tun cmaskm (COXK) ykasbiBaeTcs Tak:

E = Smynbcus

0

=y
YA

Macno st Hape3aHus Pesbobl

thopma 3axofHoM YacT meTymka no DIN

P = Macta ans Hape3aHus pe3bobl

LVHA 3aX0AHOI YacTU METYMKA B KONIMYECTBE HUTOK

Product finder and cutting data

Please note:

The cutting values (incl. cutting speed V¢ in m/min) listed in the respective
columns are standard values which have to be adjusted to individual work
conditions (tool clamping, workpiece clamping, etc.).

The suitability

is marked as follows:

- Tap/Cold-forming tap is very suitable
- Tap/Cold-forming tap is suitable

‘> = Suitable coolant-lubricant
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Emulsion P = Thread cutting
Thread cutting oil

DIN form / threads (chamfer length)

DIN form / threads (lead taper length)

paste

06nacTb npumeHeHus — 06pabdaTbiBaemMble MaTepuanbl
Applications — material

Mpumepbl MaTepuanos
Material examples

Kop matepuana (npumepbl)
Material numbers (examples)

Cranu Steel materials
XonoaHokaraHble cTanm, Cold-extrusion steels, Cranb 15 1.1132 Cql5
1.1 KOHCTPYKLMOHHbIE CTanm, Construction steels, < 600 H/mm2 Cr.3; BCt3cn; Ber3cnd; 6235; C13cn 1.0037 S235JR (St37-2)
ABTOMATHbIE CTaM 1 T.N. Free-cutting steels, etc. A12; A20; A40T 1.0722 10SPb20
KOHCTPYKLVOHHbIE, HENIernp. v HU3KONErnpoBaHHble CTasnu, Construction steels, Cr6cn; Cr. 45; 14XI'C; 09r2C 1.0070 E360 (St70-2)
21 LlemenTipoBaHHbIE CTaM, Cementation steels, < 800 H/mm2 18XT; 18XI-LLI; 15X 1.7131 16MnCr5
CTanbHoe MMTbE 1 T.N. Steel castings, etc. 20XMJ1; 30XMJ1; 30 XMA; 30XM-B 1.7218 GS-25CrMo4
P LleMeHTpOBaHHbIE CTanM, Cementation steels, 20XM; 30XMA; 30XM-LU 1.7320 20MoCr3
3.1 TepmooGpaboTaHHble cTanu, Heat-treatable steels, < 1000 H/mm2 38XM; 38XM-LLI; 42XM 1.7225 42CrMo4
HeTennocToitkue cTanu, NOAWNMHIKOBbIE CTanM W T.1. Cold work steels, etc. 9X; LLIX4; LLX9; LUX12; LLIX15; LUX15B 1.2067 102Cr6
Tepmoo6paboTaHHble CTanu, KOHCTP. PECCOPHO-NPYXUHHble | Heat-treatable steels, 50X; 50X DA; 50XDA 1.7228 50CrMo4
41 HeTennocTolikue cTanu, Cold work steels, < 1200 H/mm2 45X2HAM®A; 78XH3DTP; BUC-12 1.2767 X45NiCrMo4
A30TMPOBAHHbIE CTAM 1 T.N. Nitriding steels, etc. 30X3M® 1.8515 31CrMo12
BbICoKoNernpoBanHble cTam, High-alloyed steels, 4X5MOC; 38XHIMDA 1.2367 X38CrMoV5-3
5.1 HetennocToiikve ctanm, Cold work steels, < 1400 H/mm2 95X8M2r’; 95X5TMd 1.2990 X100CrMoV8-1-1
TennocToiK1e CTaIu, MHCTPYMEHTa/IbHbIE CTAN U T.N. Hot work steels, efc. 4X5M®1C; 50X2HM®H0; 7X3; 311958 1.2344 X40CrMoV5-1
Hepxaselowme cranu Stainless steel materials
1.1 DeppuTHbIE, MAPTEHCUTHBIE HEPXXABEIOLLYE CTaN Ferritic, martensitic < 900 H/mm2 | 08X13; 12 - 40X13; 20X11MH®; 07X16H4b | 1.4512 X2CrTi12/ 1.4028
M 2.1 AYCTEHUTHbIE HEPXaBeoLNe CTan Austenitic < 950 H/mm2 | 08 - 12X18H10T; 08X17H13M2T; 20X23H18 | 1.4571 X6CrNiMoTi17-12-2
3.1 AyCTEeHUTO-(heppuTHbIE (JynaeKkCHbie) Austenitic-ferritic (Duplex) < 1100 H/mMm2 03X22H5AM2; 08X25H4M2; 353 1.4462 X2CrNiMoN22-5-3
4.1 AycTeHuTo-(heppuTHble XaponpoyHble (Cynep aynnekcHbie) | Austenitic-ferritic heat-resistant (Super Duplex) < 1250 H/mm2 eppuHoke © 255; Yparyc © 2507 1.4410 X2CrNiMoN25-7-4
YyryHbl Cast materials
1.1 - : : . 100-250 H/mm2 C410; CY15; C425 EN-JL-1030 EN-GJL-200 (GG20)
7.2 | Cepuii wyryH (G Cast iron with lamellar graphite (GJL) 250-450 Hiun? €430, C135 EN-JL-1050 EN-6JL-300 (5630)
K g; BbICOKOMPOYHbIN YyryH C LIAPOBUAHBIM rpaduToM (GJS) Cast iron with nodular graphite (GJS) gggggg :;xmg g: ;g E“jgl 838 Emgjg?gg;iég%)o)
o N . ) . . 300-400 H/mm2 YBr30; YBI35 GJV 300
Cepblit BEpMUKYNAPHBIRA YyryH (GJV) Cast iron with vermicular graphite (GJV) 400-500 H/wm2 UBr40. YBr45 GIV 450
‘: KoBKuit 4yryH (cheppuTHbiit, nepanTHbIi) (GTMW, GTMB) Malleable cast iron (GTMW, GTMB) gggggg :;mz K 4|éq$5K]125 7 E“jm1 318 Emgjm\é\l 5550064 ((GGT]QNL‘%s )
JIérkue cnnasbl Non ferrous materials
ANOMUHVEBbIE CMNABbI Aluminium alloys
p - < 200 H/mm2 ALl1; ADO; Ai1; A8; AMrM1; Amu; [116 EN AW-3103 EN AW-AIMn1
Iﬁﬁ:::fm;m:” ATIOMMHHI Y ACHOPHDYEMEE Aluminium wrought alloys <350 Hium? AK7: AK8: AK12; AMI5; BJ117: AlI35 EN AW-6060_EN AW-AIMgST
5 < 550 H/mMm2 B95 / AW-7075 ( AiZn6Mg2Cu -3.4365 ) EN AW-7022 EN AW-AIZn5Mg3Cu
K Si< 7% AMr5n; AMrén; Al13; An28 EN AC-51300 EN AC-AIMg5
15 JIuTeitHble cnnasbl anoMUHUS Aluminium cast alloys 7%<Si<12% AK8M3; AII8; ANN9; AK124 EN AC-46500 EN AC-AISi9Cu3
1.6 12%<Si<17% AK17M4 GD-AISi17Cu4FeMg
MegHble cnnasbl Copper alloys
TexHU4ECKM yncTasi Mefb, HU3KONEerupe Ie cniasbl Mean | Pure copper, low-alloyed copper < 400 H/mm? MO0; M0; M1; M2; M3M1; M1E; M2 EN CW 004 A
B MefHO-LWHKOBbIE CMNaBbl (NaTyHb, ANMHHOCTPY)XXeYHble cnii.) | Copper-zinc alloys (brass, long-chipping) < 550 H/mMm2 J106; J190; JLI40C; J1LI30A3; /163 EN CW 508 L CuZn37 (Ms63)
13 MeaHO-LHKOBbIE CrNaBbl (1aTyHb, KOPOTKOCTPYXKeuHble cni.) | Copper-zinc alloys (brass, short-chipping) < 550 H/mm?2 JIC, J1C59-1; J1C60-2; 11C63-3; JA 67 EN CW 603 N CuZn36Pb3 (Ms58)
24 MepgHo-aniomuHueBble cnnasbl (6poH3a Alu-Bronze, an.ctp.) | Copper-aluminium alloys (alu bronze, long-chipping) | < 800 H/mm?2 BpAX9-4; BAXH; bpAXH10-4-4 EN CW 307 G_CuAl10Ni5Fe4
25 MefHO-0/10BsIHHbIE CriN1aBbl (6POH3A, ATMHHOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, long-chipping) < 700 H/mm2 bp0d8,5-0,3 EN CW 459 K CuSn8P
N .6 MefiHO-0/10BSHHbIE CnA1aBbl (6POH3a, KOPOTKOCTPYXKEUHbIE) Copper-tin alloys (tin bronze, short-chipping) < 400 H/mm2 BpOLC7-2-2 2.1090 CuSn7 ZnPb (Rg7)
®
g CneuuabHble cnnasbl Mey Special copper alloys 2 1 f}gg :;m; :l\’Av'KK(? @ 485 ﬁmggg z 25
MarnveBble cnnasbl Magnesium alloys
[ 31 TexHUYEeCKM YMCTbIA MarHui. [leopmupyemble cnn. markms | Magnesium wrought alloys < 500 H/mm2 MA1-MA5 3.5612 MgAI6Zn
[ 32 JIuTelHble cnnasbl MarHus Magnesium cast alloys < 500 H/mMm2 M13; MJ15; MJ16; BMJT-1 EN-MC21120 EN-MCMgAI9Zn1
CMHTETMYeCKMe MaTepuanbl Synthetics
4. Yrnennactvku, KOMNO3MLMOHHbIE (KOPOTKOCTPY)XXEYHbIE) Duroplastics (short-chipping) Bakenwt © (B,C); MepTuHakc ®; Mep Bakelit ®; Pertinax ®
4. TepmonnacTuky - Yrnennactuky (LIMHHOCTPYXKEYHbIE) Thermoplastics (long-chipping) Monuct.(PS); Moaunpon.(PP); MMMK PMMA; POM; PVC
43 KoMnoauuvoHHble, ¢ yeunerHbiMi BookHamm (< 30 %) Fibre-reinforced synthetics (fibre content < 30%) C KeBnap., YrnepoaH. CTeKNOBOJOKHOM GFK; CFK; AFK
44 KoMno3uLyoHHble, ¢ yeuneHHbIMK BolokHamm (> 30 %) Fibre-reinforced synthetics (fibre content > 30%) C KeBNap., YrnepogH. CTEKNOBOJOKHOM GFK; CFK; AFK
CnevuuanbHble Matepuasl Special materials
I'pacut Graphite W-1; 1-3; Ar-1500 B83; Ar-1500 C0-5 € 8000
Bonb(hpamo-meHble Crnasbl Tungsten-copper alloys BAI-75; B[I-20; BM-25; BM-20 W-Cu 80/20
KomnoauTHble Matepuas! Composite materials Xunut, Antoko6oHz ® Hylite; Alucobond ©
CnewvanbHble MaTepuanbl Special materials
TuTaH, TUTAHOBbIE CNNTaBbI Titanium alloys
1.1 TeXHU4YECKM YUCTbIA TUTAH W €ro cnasbl (Q, NC.-a U a+f) Pure titanium < 450 H/mMm2 BT1-00; BT1-0; BT1-2; 0T4-1; NT-7M 3.7025 Titan Gr.1-4; Ti3AI2,5V (Gr.9)
1.2 T < 0 H/mm2 | NT-3B; BT5-1; BT6; BT6c; AT6; BT3-1; BT20 | 3.7165 Ti5AI2,55n (Gr.6); TiAI6Y4
7.3 | |1TGHOBbIE CTINaBbI (0, 0-+B, N0GAE OTKATa, 3aK. v Crapenus) | Titanium alloys <1 ggo H/mm2 BTO; BT14; BT16; BT22; BT23 3.7185 TiA\4Mo4Sn(2; Ti%OVZFeSAI
S Cninasbl HUKENS, KOOabTa, Xenesa Nickel alloys, cobalt alloys and iron alloys
2.1 TexHUYECKM YNCTbIN HUKENb Pure nickel < 600 H/mMm2 HI; HM2; HIT1A; HT1A-10 2.4060 Ni 99,6
22 : < 1000 H/mMm2_| MoHenb MHXMu 28-2,5-1,5; XH70M® (3M1496) | 2.4360 Monel ©400, (NiCu30Fe)
2.3 | KaPOMIPOSHbIE CMNABLI KA OCHOBE HUKENA Nickel-base alloys = 1600 HiuwZ | XHG0I0; XH58B; XHTSMBTIO, YH7OMBTIOb | 2.4668 Inconel® 716.625:X750
2.4 < 1600 H/mm2_|40KXHM; XaitHc ® 25; Bukanno; K0aumeT ®605| 2.4964 Haynes 25™: Udimet ® 605
2.5 | KaPOTIDOSHbIE GNNaBL Ka 0CHOBE KOBaTkTa Cobalt-base alloys = 1600 H/mm2 | B3K-P; B3-14Kb; LIH2; 48KXBH; Buran-naym | 14301 Stelite 6©
26 KaponpoyHble CnnaBbl HA OCHOBE Xenesa Iron-base alloys < 1500 H/mMm2 | XH32T (3W670); XH32BTH); XH38BT (U703) | 1.4958 Incoloy © 800
3akanéHHble MaTepuanbl Hard materials
1.1 44 - 50 HRC 10rH2M®A; 10rH2M®A-BJ; 18XICH Weldox © 1100
H :g BbICOKOMPOYHbIE CTANIM, 3aKANEHHbIE CTaNM, High strength steels, hardened steels, gg - gg H:g Xapnokc® 5£0T " 52)06 (/J-\STMOKC®500T ;H\ardoxg 5(;5(%
1: 7 BbICOK0-NpoyHOe/TBEPAOE CTaNbHOE NUThE hard castings 50 63 HRC EZI’?’E(-:THH it Fgrrlgﬁ(Titanit
15 63 - 66 HRC M35, P6M5K5 HSS-E
4




MeT4ukun cepum MULTI

PackatHukm cepun MULTI

MULTI Taps MULTI Cold-Forming Taps
Rekord Rekord Rekord Rekord Enorm Enorm InnoForm InnoForm
A-MULTI A-MULTI B-MuULTI B-MULTI MULTI-R35 MULTI-R45 MULTI-SN MULTI-SN
NT2 GLT-1 NT2 GLT-1 NE2 GLT-1 NT2 TIN
vy c/23 c/23 B/4-5 B/45 c/23 c/23 c/2-3 c/2-3 AA RS
‘} E/0/P E/O/P E/O/P E/0/P E/0/P E/0/P E/O/P E/0/P ‘}
Iny6una pesbobl max. 2 X dy max. 3 x d4 max. 2,5 x d4 max. 3 X dy ny6uHa pe3bbl
W TVIN OTBEPCTUA 11 TMIN OTBEPCTUA
Thread depth Thread depth
and hole type == L == and hole type
g, ] 12 12 14 14 14 14 16 16 M 3,
£ MF 18 18 20 20 20 20 22 22 MF &
g UNC - - 24 24 24 24 - - UNC g
é UNF - - 26 26 26 26 - - UNF §
S G 28 28 30 30 30 30 = - G 5
Ve [M/MMH] MWH. per:gm MakKc. MWH. per:gu Makc. MWH. per:gm MakKc. MWH. per:gm Makc. MWH. pt::gm Makc. MWH. per:gm MakKc. MWH. pt::gm Makc. MUH. per:gm Makc. Ve [M/MMH]
5 10 20 15 25 45 5 10 20 15 25 45 15 30 45
5 10 20 10 20 40 5 10 20 10 20 40 5 8 12 10 30 40
2 8 15 5 15 25 2 8 15 5 15 25 10 15 25
5 10 15 5 10 15
5 8 12 5 8 12 5 8 121 1.1
2 5 8 2 5 8 21 |M
2 5 8 2 5 8 3.1
41
10 15 25 15 30 45 5 15 25 5 15 25 5 15 25 5 15 25
10 15 25 15 30 45 5 15 25 5 15 25 5 15 25 5 10 25
10 25 5 30 45 5 20 5 20 5 20 5 20 10 15 20 10 20 30
5 15 0 20 40 5 20 5 20 5 20 5 20
5 15 5 30 45 5 20 5 20 5 20 5 20
5 10 15 15 30 45 5 10 20 5 10 20 5 10 20 5 10 20
10 15 25 10 20 30
10 15 25 10 20 30
15 25 40 15 25 40
30 50 80 20 40 60 15 25 40 10 20 30 20 40 60
10 20 30 10 20 30 20 40 60
5 15 30 5 15 30 5 10 15
10 25 40 10 25 40 10 20 40
10 25 40 10 25 40
5 15 25 5 15 25
5 15 25 15 25
10 20 30
5 10 25 10 20 40
10 25 40
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1) OrpaHn4eHHbIe BOSMOXHOCTY MPUMEHEHNS C IMY/bCUEN

Restricted application possibilities with emulsion
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A=I\/IILL 5= cnupanshbie caépna cepiu MULTI - MULTI Twist Drills

Product finder and cutting data

PekomeHaaumm no BbIOOPY M peXxumam pe3aHus

Moxanyiicta, 06paTuTe BHUMaHMe:
B KonoHKke peKoMeHAYyeMble CivupaibHble CBEPNA yKasbIBAOTCS CyAYIOLMM 06pa3oM:

m = CnupanbHoe cBepno, peKOMEHAYEMOoe Kak nepBblid Bbioop
0O = Moaxopswee CnupanbHoe CBEPSO

Please note:

The suitability is marked as follows:

W = Twist drill is very suitable
0O = Twist drill is suitable

06nacTb npumeHeHns — 06pabdaTbiBaeMble MaTepuanbl
Applications — material

Mpumepbl MaTepuanos
Material examples

Kop matepuana (npumepbl)
Material numbers (examples)

Cranu Steel materials
XonoAHokaraHble cTanu, Cold-extrusion steels, Cranb 15 1.1132 Cql5
1.1 KOHCTpYKUMOHHbIE CTanm, Construction steels, < 600 H/mm2 Cr.3; BCt3cn; Ber3cnd; 6235; C3cn 1.0037 S235JR (St37-2)
ABTOMATHbIE CTaM 1 T.N. Free-cutting steels, etc. A12; A20; A40T 1.0722 10SPb20
KOHCTPYKLVOHHbIE, HENIernp. v HU3KONErnpoBaHHble CTasnu, Construction steels, Cr6cn; Cr. 45; 14XI'C; 09r2C 1.0070 E360 (St70-2)
21 LlemenTipOBaHHbIE CTaM, Cementation steels, < 800 H/mm2 18XT; 18XI-LLI; 15X 1.7131 16MnCr5
CTanbHoe MMTbE 1 T.N. Steel castings, etc. 20XMJ1; 30XMJ1; 30 XMA; 30XM-B 1.7218 GS-25CrMo4
P LieMeHTMpOBaHHbIE CTanN, Cementation steels, 20XM; 30XMA; 30XM-LLI 1.7320 20MoCr3
3.1 TepmooGpaboTaHHble cTanu, Heat-treatable steels, < 1000 H/mm2 38XM; 38XM-LLI; 42XM 1.7225 42CrMo4
HeTennocToiikne CTanu, NOAWNMHIKOBbIE CTanN U T.M. Cold work steels, etc. 9X; LLIX4; LUX9; LUX12; LLIX15; LUX15B 1.2067 102Cr6
Tepmoo6paboTaHHble CTanu, KOHCTP. PECCOPHO-NPYXUHHbIe | Heat-treatable steels, 50X; 50XTDA; 50XDA 1.7228 50CrMo4
4.1 HeTennocToiikue ctanu, Cold work steels, < 1200 H/mm2 45X2HAM®A; 78XH3®TP; BUC-12 1.2767 X45NiCrMo4
A30TMPOBAHHbIE CTAM 1 T.N. Nitriding steels, etc. 30X3M® 1.8515 31CrMo12
BbicokonernposanHble cTam, High-alloyed steels, 4X5MOC; 38XHIMDA 1.2367 X38CrMoV5-3
5.1 HetennocToiikve ctanm, Cold work steels, < 1400 H/mm2 95X8M2r’; 95X5TMd 1.2990 X100CrMoV8-1-1
TennocToiK1e CTaIu, MHCTPYMEHTa/IbHbIE CTAN U T.N. Hot work steels, efc. 4X5M®1C; 50X2HM®H0; 7X3; 311958 1.2344 X40CrMoV5-1
Hepxaselowme cranu Stainless steel materials
1.1 DeppuTHbIE, MAPTEHCUTHBIE HEPXXABEIOLLYE CTaN Ferritic, martensitic < 900 H/mm2 | 08X13; 12 - 40X13; 20X11MH®; 07X16H4b | 1.4512 X2CrTi12/ 1.4028
M 2.1 AYCTEHUTHbIE HEPXaBeloLne CTam Austenitic < 950 H/mm2 | 08 - 12X18H10T; 08X17H13M2T; 20X23H18 | 1.4571 X6CrNiMoTi17-12-2
3.1 AyCTEeHUTO-(heppuTHbIE ([ynaeKkCHbie) Austenitic-ferritic (Duplex) < 1100 H/mMm2 03X22H5AM2; 08X25H4M2; 3M53 1.4462 X2CrNiMoN22-5-3
4.1 AycTeHuTo-(heppuTHble XaponpoyHble (Cynep aynnekcHble) | Austenitic-ferritic heat-resistant (Super Duplex) < 1250 H/mm2 eppuHoke © 255; Yparyc © 2507 1.4410 X2CrNiMoN25-7-4
YyryHbl Cast materials
1.1 - : : . 100-250 H/mMm2 C410; CY15; C425 EN-JL-1030 EN-GJL-200 (GG20)
1.2 | Cepuii wyry (G Cast iron with lamellar graphite (GJL) 250-450 Hiun? €430, 135 EN-JL-1050 EN-6JL-300 (5630)
K g; BbICOKOMPOYHbIN YyryH C LIaPOBUAHBIM rpaduToM (GJS) Cast iron with nodular graphite (GJS) gggggg :;xmg g: ;g E“jgl 838 Emgjg?gg;iég%?)
o N . ) . . 300-400 H/mm2 YBr30; YBI35 GJV 300
Cepblit BEpMUKYNAPHBIR YyryH (GJV) Cast iron with vermicular graphite (GJV) 400-500 H/wm2 UBr40. YBr45 GIV 450
‘: KoBKuit 4yryH (cheppuTHbiit, nepanTHbIi) (GTMW, GTMB) Malleable cast iron (GTMW, GTMB) gggggg :;mz I 4|éq$5K]125 7 E“jm1 318 Emgjm\é\l 5550064 ((GGT]QNL‘%s )
JIérkue cnnasbl Non ferrous materials
ANOMUHVEBbIE CMNABbI Aluminium alloys
i - < 200 H/mm2 ALl1; ADO; [i1; A8; AMrM1; Amu; [116 EN AW-3103 EN AW-AIMn1
Iﬁﬁ:::fm;m:” IO Y ACHOPHDYEMEE Aluminium wrought alloys <350 Hium? AK7: AK8: AK12; AMI5; BJ117: AI35 EN AW-6060 _EN AW-AIMgST
5 < 550 H/mMm2 B95 / AW-7075 ( AiZn6Mg2Cu -3.4365 ) EN AW-7022 EN AW-AIZn5Mg3Cu
A Si< 7% AMr5n; AMrén; Al13; An28 EN AC-51300 EN AC-AIMg5
15 JIuTeitHble cnnasbl anoMUHUS Aluminium cast alloys 7%<Si<12% AK8M3; AII8; ANN9; AK124 EN AC-46500 EN AC-AISi9Cu3
1.6 12%<Si<17% AK17M4 GD-AISi17Cu4FeMg
MegHble cnnasbl Copper alloys
TexHU4eCcKM yncTasi Mefb, HU3KONerupe Ie cniasbl Mean | Pure copper, low-alloyed copper < 400 H/mm? MO0; M0; M1; M2; M3M1; M1E; M2 EN CW 004 A
B MefHO-LWHKOBbIE CMNaBbl (1aTyHb, ANMHHOCTPY)XXe4Hble cnii.) | Copper-zinc alloys (brass, long-chipping) < 550 H/mMm2 J106; J190; JLI40C; J1LI30A3; /163 EN CW 508 L CuZn37 (Ms63)
&) MefHO-LHKOBbIE CrNaBbl (1aTyHb, KOPOTKOCTPYXKeuHble cni.) | Copper-zinc alloys (brass, short-chipping) < 550 H/mm?2 J1C, JIC59-1; J1C60-2; 11C63-3; JA 67 EN CW 603 N CuZn36Pb3 (Ms58)
24 MepgHo-aniomuHueBble cnnasbl (6poH3a Alu-Bronze, an.ctp.) | Copper-aluminium alloys (alu bronze, long-chipping) | < 800 H/mm?2 BpAX9-4; BAXH; bpAXH10-4-4 EN CW 307 G_CuAI10Ni5Fe4
25 MeH0-0/10BsIHHbIE CrN1aBbl (6POH3A, ATMHHOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, long-chipping) < 700 H/mm2 bp0d8,5-0,3 EN CW 459 K CuSn8P
N .6 Me/iHO-0/10BSHHbIE CnAiaBbl (6POH3a, KOPOTKOCTPY)KEUHbIE) Copper-tin alloys (tin bronze, short-chipping) < 400 H/mm2 BpOLC7-2-2 2.1090 CuSn7 ZnPb (Rg7)
®
g CneuvanbHble cnnasbl Mey Special copper alloys 2 1 f}gg :;m; :l\’Av'KK(? @ 55 ﬁmggg z 25
MarnveBble cnnasbl Magnesium alloys
[ 31 TexHUYECKI YMCTbIA MarHui. [eopmupyemble cnn. markus | Magnesium wrought alloys < 500 H/mm2 MA1-MA5 3.5612 MgAI6Zn
[ 32 JIuTelHble cnnasbl MarHus Magnesium cast alloys < 500 H/mm2 M13; MJ15; MJ16; BMJ1-1 EN-MC21120 EN-MCMgAI9Zn1
CMHTETMYeCKMe MaTepuanbl Synthetics
4. Yrnennactvku, KOMNO3MLMOHHbIE (KOPOTKOCTPY)XKEYHbIE) Duroplastics (short-chipping) Bakenwt © (B,C); MepTuHakc ®; Mep! Bakelit ®; Pertinax ®
4. TepmonnacTuky - Yrnennactuk (IMHHOCTPYXKEYHbIE) Thermoplastics (long-chipping) Monuct.(PS); Moaunpon.(PP); MMMK PMMA; POM; PVC
43 KoMnoauuvoHHble, ¢ yeunerHbiMi BookHamm (< 30 %) Fibre-reinforced synthetics (fibre content < 30%) C KeBnap., YrnepogH. CTEKNOBOJOKHOM GFK; CFK; AFK
44 KoMno3uLyoHHble, C yeuneHHbIMI BoiokHamu (> 30 %) Fibre-reinforced synthetics (fibre content > 30%) C KeBnap., YrnepogH. CTEKNOBONIOKHOM GFK; CFK; AFK
CnevuuanbHble Matepuasl Special materials
I'pacut Graphite 1-1; 1-3; Ar-1500 B83; Ar-1500 C0-5 € 8000
Bonb(hpamo-meHble Crnasbl Tungsten-copper alloys BAI-75; B[-20; BM-25; BM-20 W-Cu 80/20
KomnoauTHble Matepuas! Composite materials Xunmt, Antoko6oHz ® Hylite; Alucobond ®
CnewvanbHble MaTepuanbl Special materials
TuTaH, TUTAHOBbIE CNNIaBbI Titanium alloys
1.1 TeXHU4YECKM YUCTbIA TUTAH W €ro cnasbl (Q, Nc.-a v a+f) Pure titanium < 450 H/mMm2 BT1-00; BT1-0; BT1-2; 0T4-1; NT-7M 3.7025 Titan Gr.1-4; Ti3AI2,5V (Gr.9)
1.2 T < 900 H/mm2 | NT-3B; BT5-1; BT6; BT6c; AT6; BT3-1;BT20 | 3.7165 Ti5AI2,55n (Gr.6); TiAI6Y4
7.3 | |1TGHOBbIE CTINaBbI (0, 0-+B, NOGAE OTKATa, 32K. v Crapenus) | Titanium alloys < 1250 Himm2 BTO; BT14; BT16; BT22; BT23 3.7185 TiAI4Mo4Sn(2; Ti%OVZFeSAI
S Cninasbl HUKENS, KObanbTa, Xenesa Nickel alloys, cobalt alloys and iron alloys
2.1 TexHU4ECKM YNCTbIN HUKENb Pure nickel < 600 H/mMm2 HI; HM2; HIT1A; HT1A-U] 2.4060 Ni 99,6
22 : < 1000 H/mMm2_| MoHenb MHXMu 28-2,5-1,5; XH70M® (3M1496) | 2.4360 Monel ©400, (NiCu30Fe)
2.3 | KaPOMIPOUHbIE CMNABLI KA OCHOBE HUKENR Nickel-base alloys = 1600 HiuwZ | XH60I0; XH58B; XHTSMBTIO, XH7OMBIIOb | 2.4668 Inconel® 716.625:X750
2.4 < 1600 H/mm2_|40KXHM; XaitHc ® 25; Bukannow; l0aumeT ®605| 2.4964 Haynes 25™: Udimet ® 605
25| KaPOTIDOSHbIE GNNABL Ka 0CHOBE KOBakTa Cobalt-base alloys =< 1600 H/mm2 | B3K-P; B3-14Kb; LIH2; 48KXBH; Buran-naym | 14301 Stelite 6©
26 KaponpoyHble CnnaBbl HA OCHOBE Xenesa Iron-base alloys < 1500 H/mMm2 | XH32T (3W670); XH32BTH); XH38BT (U703) | 1.4958 Incoloy © 800
3akanéHHble MaTepuansbl Hard materials
1.1 44 - 50 HRC 10rH2M®A; 10rH2M®A-BJI; 18XICH Weldox® 1100
H :g BbICOKOMPOYHbIE CTANIM, 3aKANEHHbIE CTANN, High strength steels, hardened steels, gg - gg H:g Xapnokc® 5£0T " 52)06 (/J-\STMOKC®500T ;H\ardoxg 5(;5(%
1: 7 BbICOK0-NpoYHOE/TBEPAOE CTANbHOE NUThE hard castings 50 63 HRC EZI’?’E(-:THH it Fgrrlgﬁ(Titanit
15 63 - 66 HRC M35, P6M5K5 HSS-E
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A=I\/IILL5[= cnupanshbie caépna cepiu MULTI - MULTI Twist Drills

PekomeHpauum no Boibopy u pexxumam pesanmsa  Cutting data

Moxanyiicta, 06paTuTe BHUMaHue, 4T0 B Tabnuue HuXe yKa3aHbl TOJIbKO CTapToOBble Please note that these data are standard values only.
3HayeHusl, C KOTOPbIX CNeayeT HauuHaTb 00PabOTKY.

© Mbl peKoMeHAYeM MCMo/b30BaTh CTAPTOBbIE 3HAYEHNS BbIAENEHHBIE XXMUPHBIM LWPUGTOM B KONIOHKE o \We recommend the standard values in bold print (rec.) for stable work
(rec.) B crlyyae HOPMaIbHON XXECTKOCTI cucTembl CIAL 1 Ha BbICOKONPOU3BOAMTENbHbIX CTAHKAX, conditions and for high-performance machine tools with sufficient
UMEIOLLMX JOCTATOYHO BbICOKME 060POTbI Ha LUNMHAENE. speed capability.

© Ha cTaHKax He UMEIOLLYX BbICOKMX 060POTOB Ha LUNUHAENE Mbl PEKOMEHAYEM UCTOMb30BATb e Correspondingly, the lower cutting speeds (min.) in connection with
HEBbICOKME CTAPTOBbIE 3HAYEHNS CKOPOCTU pe3aHus Vg, BblAENEHHbIE XUPHBIM LUPUTOM B KOJIOHKE higher feed values (up to max.) should be used for machine tools with
(min.), COBMECTHO C BbICOKIMM 3HAYEHUSIMI M0AAYN (L0 MaX.). lower spindle speeds.

e [Ins co3maHns onTUManbHbIX YCNOBUIA 06paboTKy AeTaneil Ha BbICOKONPONU3BOAMTENbHBIX CTaHKaX C e For optimum workpiece conditions, and for machine tools with extremely
BbICOKOI CKOPOCTbIO BPALLIEHWS LUNMHAENS, OTANYHBIM BAPUHATOM MOXET ObITb KOMOMHALWS BbICOKON high performance and high spindle speeds, the high cutting speeds
CKOPOCTY pe3aHus Vg (Max.) COBMECTHO C HEBbICOKMMU 3HAYEHNSMI NOAAYN. (max.) in connection with possibly reduced feed values can be applied.

CkopocTb pesanms Vg [M/MuH] Nopaya na o6opor f [Mm/0Gopor]
Cutting speed Vg [m/min] Feed per revolution f [mm/rev.]
Micro 3xD 5xD D=15mm D=3mm D=5mm
pekom. pekom. pekom. pekom. pekom. pekom.
MWH. rec. MaKc. MUH. rec. Makc. MUH. rec. Makc. MWH. rec. MaKc. MUWH. rec. Makc. MUWH. rec. Makc.
1.1 70 80 90 65 8 90 90 110 125 0,06 0,07 0,07 0,05 0,07 0,08 0,07 040 0,12
2.1 65 75 90 55 60 70 75 90 105 0,06 007 0,07 005 007 008 0,06 007 0,09
P 3.1 55 60 65 45 55 65 65 75 90 0,04 0,05 0,05 0,05 0,07 0,08 0,06 0,07 0,09
41 45 50 55 40 45 45 55 65 70 0,04 005 0,05 004 005 0,07 005 007 0,09
5.1 40 45 50 30 40 50 4 50 60 0,04 0,05 0,05 0,02 0,04 0,05 0,04 005 0,07
11 35 45 50 30 40 50 45 60 75 0,03 004 0,04 0,05 006 0,08 008 010 012
M| 21 25 30 35 30 40 45 0,04 0,04 0,05 0,04 005 0,07 008 010 012
31 25 30 35 25 30 35 0,03 004 0,04 0,03 0,04 0,06 0,06 0,08 0,10
41 25 30 35 25 25 30 0,03 0,04 0,04 0,03 0,04 0,06 0,06 0,08 0,10
1.1 110 130 155 100 125 150 110 135 160 0,08 0,09 0,10 0,08 0,10 0,13 011 014 017
1.2 110 130 155 80 105 125 90 115 135 0,08 0,09 0,10 0,07 0,08 0,10 0,0 0412 0,15
2.1 110 120 135 80 105 135 90 115 145 0,08 0,09 0,70 0,07 0,09 0,1 0,0 0413 0,16
K 22 80 95 110 75 95 110 90 110 125 0,07 008 0,09 0,06 0,08 0,10 008 011 014
55 65 70 65 60 70 65 70 80 0,05 0,06 0,07 0,07 0,08 0,09 0,08 0410 012
} 55 65 70 65 60 70 65 70 80 0,04 0,05 0,06 0,07 0,08 0,09 0,08 010 012
4. 55 65 70 9 105 125 100 115 135 0,05 0,06 0,07 0,07 0,08 0,10 0,09 011 014
4. 55 65 70 70 90 105 80 100 115 0,04 0,05 0,06 0,06 0,08 0,10 008 010 013
. 90 125 160 180 200 235 190 215 245 0,07 0,08 0,08 0,08 0,09 0,11 012 014 0,16
. 90 125 160 180 200 235 190 215 245 0,07 0,08 0,08 0,08 0,09 0,11 012 014 0,16
3 90 125 160 145 155 170 160 180 200 0,07 0,08 0,08 0,08 0,09 0,11 012 014 0,16
4 70 105 135 145 155 170 160 180 200 0,07 0,08 0,08 0,08 0,09 0,11 0,12 014 0,16
1.5 70 105 135 125 140 145 135 155 160 0,06 0,07 007 0,08 0,09 0,10 0,0 0412 0,4
1.6
) 95 110 135 100 115 145 0,05 0,06 0,09 0,06 0,08 0,10
. 110 120 135 125 135 140 135 145 155 0,05 0,06 007 0,04 0,06 007 0,08 0,09 010
13 110 120 135 150 180 205 160 190 215 0,05 0,06 0,07 0,08 0,09 0,10 0,09 010 0,13
2.4 45 60 65 55 70 80 0,03 005 0,05 0,05 0,06 0,07
25 60 70 95 80 100 125 0,05 0,06 007 0,06 0,07 0,08
N .6 70 80 8 80 90 100 0,05 0,06 0,07 0,06 0,07 0,08
Vi 40 40 45 45 50 55 0,02 0,03 0,03 0,03 0,04 0,05
.8 35 40 45 45 50 55 0,02 0,03 003 0,03 0,04 005
[ 31
[ 32
4.
4.
43
44
3
1.1
1.2 20 25 30 20 25 30 0,03 004 005 0,03 0,04 0,06 0,06 0,08 0,10
1.3 15 20 25 15 20 25 0,03 0,04 0,05 0,03 0,04 0,06 0,06 0,08 0,10
S 2.1
22
2.3
24
25
2.6
1.1
1.2
H 1.3
1.4
1.5




CrmpanbHble ceépna cepun MULTI
MULTI Twist Drills

Mopaya Ha oGopor f [Mm/06opoT]
Feed per revolution f [mm/rev.]

D=8mm

D=10mm

D=12mm

D=16 Mmm

D =20 mm

D =25mm

peKom.
" rec.

Makc.

PeKom.
" rec.

Makc.

WIH. " reg,

pekom.

MakKc.

MUH.

pekom.
rec.

Makc.

peKkom.
" rec.

Makc.

peKom.

rec.

Makc.

009 012 0,16 013 0,16 0,19 0,14 0,16 021 0,16 0,20 0,25 019 023 027 022 026 031
010 012 0,14 011 0,4 0,16 0,13 0,16 0,18 0,16 0,18 0,21 018 021 023 021 024 027
0,10 012 0,14 011 0,4 0,16 0,13 0,16 0,18 0,16 0,18 0,21 018 021 023 021 024 027
0,08 010 0,12 0,10 0,42 0,14 0,10 0,13 0,16 012 0,16 0,20 0,14 0,18 022 018 021 025
0,07 008 0,10 0,07 0,09 0,11 0,09 0,10 0,12 011 0,13 0,15 0,14 0,16 0,18 017 019 021
010 013 0,17 013 0,18 0,21 0,15 020 024 019 023 028 023 027 032 028 032 037 1.1
010 012 0,14 012 0,14 0,16 014 0,16 0,18 016 0,18 0,22 020 022 026 025 027 031 21
009 011 0,13 011 013 015 013 0,15 017 015 0,17 021 019 021 025 024 026 030 3.1
009 011 0,13 011 0,13 0,15 013 0,15 017 0,15 0,17 0,21 019 021 025 024 026 030 4.1
016 020 0,22 018 021 025 020 023 030 023 027 034 025 029 036 029 033 040
013 017 021 015 0,9 023 017 022 027 021 025 0,33 023 0,27 0,35 027 031 038
014 018 0,21 016 020 0,23 018 023 028 021 025 0,33 024 0,28 0,36 027 031 039
010 014 0,18 012 0,415 019 013 0,18 021 016 0,20 024 018 023 027 021 026 030
011 014 017 014 017 020 018 021 024 021 024 027 023 027 029 027 030 033
011 014 017 014 0,17 020 018 021 024 021 024 027 023 027 029 027 030 033
012 016 0,20 014 020 022 016 021 026 018 025 0,30 021 027 033 024 031 036
010 0,114 0,18 013 0,18 0,20 014 0,19 023 018 022 0,27 020 0,25 0,30 023 028 0,33
016 018 0,21 020 023 026 025 028 031 029 034 039 032 036 042 035 040 045
016 018 0,21 020 023 026 025 028 031 029 034 039 032 036 042 035 040 045
016 018 021 020 023 026 025 028 031 029 034 039 032 036 042 035 040 045
016 018 0,21 020 0,23 0,26 025 028 031 029 034 039 032 036 042 035 040 045
014 017 0,20 019 022 025 023 025 029 026 029 0,33 029 032 035 032 035 038
0,08 010 0,12 010 042 0,15 012 014 018 014 0,17 020 016 020 022 020 023 025
010 013 0,16 013 0,16 0,18 016 0,18 021 018 021 024 021 024 027 024 027 030
013 016 0,20 016 0,20 0,25 018 023 027 021 025 029 023 0,27 0,32 027 031 035
008 009 0,10 009 0,40 0,13 010 0,42 0,14 012 013 0,16 014 0,6 0,19 018 019 022
010 011 0,13 012 014 0,15 014 0,16 0,18 016 0,18 0,21 017 0,19 022 020 022 025
010 011 0,13 012 014 015 014 016 0,18 016 0,18 0,21 018 021 023 021 024 027
0,05 006 0,07 0,06 0,07 0,08 0,07_0,08 0,09 0,08 0,09 0,10 010 0,12 0,13 014 015 0,16
0,05 006 0,07 0,06 0,07 0,08 0,07_0,08 0,09 0,08 0,09 0,10 010 0,12 0,13 014 015 0,16
009 011 0,13 011 013 0,15 013 015 017 015 017 021 019 021 025 024 026 030
009 011 0,13 011 013 015 013 0,15 017 015 0,17 021 019 021 025 024 026 030
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A=I\/IILL[ 5= Peav6osbie hpeabi cepunn MULTI - MULTI Thread Milling Cutters

PekomeHaaumm no BbIOOPY M peXxumam pe3aHus

Moxanyiicta, 06paTuTe BHUMaHMe:
Pexumbl pe3aHus (B T.4. CKOPOCTb pe3aHuns Vg B M/MUH 1 nofaya Ha 3y6 fz B MM/3y6) yKasaHHble B
NpUBEEHHOI HIKE TabNuLE, IBSIOTCS CTApTOBbIMU 3HAYEHNSIMU, C KOTOPbIX CNeAyeT HaunHaTh
06paboTKy, 1 KOTOpble Aanee, Npyu He06X0AMMOCTU, AOMKHBI ObITb CKOPPEKTUPOBAHDBI B 3aBUCMMOCTH
0T Balumx KOHKPETHbIX YCNOBMIA 06paboTKy (1Cn. 060pya0BaHNe, 06pabaTbiBagMblil MaTepuan u ero
COCTOSIHME, TUMN UCNONb3YEMOr0 OXJTAXKAEHUS, CMa3Ku 1 T.14.)

B KONOHKE C HanGonee PeKOMEHAYEMbIM UHCTPYMEHTOM PEKOMEHAYEMbIE CTapTOBbIE 3HAYEHMS PEXIMOB
PE3aHus YKa3blBAIOTCS XKUPHbIM LIPUATOM, B KONIOHKE C NOAXOAALUMM UHCTPYMEHTOM - 0GbIYHbIM

LWpnGTOM:

- Pe3b0OoBas thpesa, pekomeHayemast Kak nepBblil BbIGOP
- MNopxopswas pesb6osas pesa

Ve = CKOpOCTb pe3aHusi [M/MuH]
f; = MNopava Ha 3y6 [Mm/3y6]

Product finder and cutting data

Please note:
The cutting values listed in the respective columns are standard
values which have to be adjusted to individual work conditions

(tool clamping, workpiece clamping, etc.).

The suitability is marked as follows:

- Thread milling cutter is very suitable
- Thread milling cutter is suitable

Ve = Cutting speed [m/min]
fz = Feed per tooth [mm)]

06nacTb npumeHeHns — 06pabdaTbiBaeMble MaTepuanbl
Applications — material

Mpumepbl MaTepuanos
Material examples

Kop matepuana (npumepbl)
Material numbers (examples)

Cranu Steel materials
XonoAHokaraHble cTanu, Cold-extrusion steels, Cranb 15 1.1132 Cql5
1.1 KOHCTpYKUMOHHbIE CTanm, Construction steels, < 600 H/mm2 Cr.3; BCt3cn; Ber3cnd; 6235; C3cn 1.0037 S235JR (St37-2)
ABTOMATHbIE CTaM 1 T.N. Free-cutting steels, etc. A12; A20; A40T 1.0722 10SPb20
KOHCTPYKLVOHHbIE, HENIernp. v HU3KONErnpoBaHHble CTasnu, Construction steels, Cr6cn; Cr. 45; 14XI'C; 09r2C 1.0070 E360 (St70-2)
21 LlemenTipOBaHHbIE CTaM, Cementation steels, < 800 H/mm2 18XT; 18XI-LLI; 15X 1.7131 16MnCr5
CTanbHoe MMTbE 1 T.N. Steel castings, etc. 20XMJ1; 30XMJ1; 30 XMA; 30XM-B 1.7218 GS-25CrMo4
P LleMeHTUpOBaHHbIE CTan, Cementation steels, 20XM; 30XMA; 30XM-LLI 1.7320 20MoCr3
3.1 TepmooGpaboTaHHble cTanu, Heat-treatable steels, < 1000 H/mm2 38XM; 38XM-LLI; 42XM 1.7225 42CrMo4
HeTennocToiikne CTanu, NOAWNMHIKOBbIE CTanN U T.M. Cold work steels, etc. 9X; LLIX4; LUX9; LUX12; LLIX15; LUX15B 1.2067 102Cr6
Tepmoo6paboTaHHble CTanu, KOHCTP. PECCOPHO-NPYXUHHbIe | Heat-treatable steels, 50X; 50XTDA; 50XDA 1.7228 50CrMo4
4.1 HeTennocToiikue ctanu, Cold work steels, < 1200 H/mm2 45X2HAM®A; 78XH3®TP; BUC-12 1.2767 X45NiCrMo4
A30TMPOBAHHbIE CTAM 1 T.N. Nitriding steels, etc. 30X3M® 1.8515 31CrMo12
BbicokonernposanHble cTam, High-alloyed steels, 4X5MOC; 38XHIMDA 1.2367 X38CrMoV5-3
5.1 HetennocToiikve ctanm, Cold work steels, < 1400 H/mm2 95X8M2r’; 95X5TMd 1.2990 X100CrMoV8-1-1
TennocToiK1e CTaIu, MHCTPYMEHTa/IbHbIE CTAN U T.N. Hot work steels, efc. 4X5M®1C; 50X2HM®H0; 7X3; 311958 1.2344 X40CrMoV5-1
Hepxaselowme cranu Stainless steel materials
1.1 DeppuTHbIE, MAPTEHCUTHBIE HEPXXABEIOLLYE CTaN Ferritic, martensitic < 900 H/mm2 | 08X13; 12 - 40X13; 20X11MH®; 07X16H4b | 1.4512 X2CrTi12/ 1.4028
M 2.1 AYCTEHUTHbIE HEPXaBeloLne CTam Austenitic < 950 H/mm2 | 08 - 12X18H10T; 08X17H13M2T; 20X23H18 | 1.4571 X6CrNiMoTi17-12-2
3.1 AyCTEeHUTO-(heppuTHbIE ([ynaeKkCHbie) Austenitic-ferritic (Duplex) < 1100 H/mMm2 03X22H5AM2; 08X25H4M2; 3M53 1.4462 X2CrNiMoN22-5-3
4.1 AycTeHuTo-(heppuTHble XaponpoyHble (Cynep aynnekcHble) | Austenitic-ferritic heat-resistant (Super Duplex) < 1250 H/mm2 eppuHoke © 255; Yparyc © 2507 1.4410 X2CrNiMoN25-7-4
YyryHbl Cast materials
1.1 - : : . 100-250 H/mMm2 C410; CY15; C425 EN-JL-1030 EN-GJL-200 (GG20)
1.2 | Cepuii wyry (G Cast iron with lamellar graphite (GJL) 250-450 Hiun? €430, 135 EN-JL-1050 EN-6JL-300 (5630)
K g; BbICOKOMPOYHbIN YyryH C LIaPOBUAHBIM rpaduToM (GJS) Cast iron with nodular graphite (GJS) gggggg :;xmg g: ;g E“jgl 838 Emgjg?gg;iég%?)
o N . ) . . 300-400 H/mm2 YBr30; YBI35 GJV 300
Cepblit BEpMUKYNAPHBIR YyryH (GJV) Cast iron with vermicular graphite (GJV) 400-500 H/wm2 UBr40. YBr45 GIV 450
‘: KoBKuit 4yryH (cheppuTHbiit, nepanTHbIi) (GTMW, GTMB) Malleable cast iron (GTMW, GTMB) gggggg :;mz I 4|éq$5K]125 7 E“jm1 318 Emgjm\é\l 5550064 ((GGT]QNL‘%s )
JIérkue cnnasbl Non ferrous materials
ANOMUHVEBbIE CMNABbI Aluminium alloys
i - < 200 H/mm2 ALl1; ADO; [i1; A8; AMrM1; Amu; [116 EN AW-3103 EN AW-AIMn1
Iﬁﬁ:::fm;m:” IO Y ACHOPHDYEMEE Aluminium wrought alloys <350 Hium? AK7: AK8: AK12; AMI5; BJ117: AI35 EN AW-6060 _EN AW-AIMgST
5 < 550 H/mMm2 B95 / AW-7075 ( AiZn6Mg2Cu -3.4365 ) EN AW-7022 EN AW-AIZn5Mg3Cu
A Si< 7% AMr5n; AMrén; Al13; An28 EN AC-51300 EN AC-AIMg5
15 JIuTeitHble cnnasbl anoMUHUS Aluminium cast alloys 7%<Si<12% AK8M3; AII8; ANN9; AK124 EN AC-46500 EN AC-AISi9Cu3
1.6 12%<Si<17% AK17M4 GD-AISi17Cu4FeMg
MegHble cnnasbl Copper alloys
TexHU4eCcKM yncTasi Mefb, HU3KONerupe Ie cniasbl Mean | Pure copper, low-alloyed copper < 400 H/mm? MO0; M0; M1; M2; M3M1; M1E; M2 EN CW 004 A
B MefHO-LWHKOBbIE CMNaBbl (1aTyHb, ANMHHOCTPY)XXe4Hble cnii.) | Copper-zinc alloys (brass, long-chipping) < 550 H/mMm2 J106; J190; JLI40C; J1LI30A3; /163 EN CW 508 L CuZn37 (Ms63)
&) MefHO-LHKOBbIE CrNaBbl (1aTyHb, KOPOTKOCTPYXKeuHble cni.) | Copper-zinc alloys (brass, short-chipping) < 550 H/mm?2 J1C, JIC59-1; J1C60-2; 11C63-3; JA 67 EN CW 603 N CuZn36Pb3 (Ms58)
24 MepgHo-aniomuHueBble cnnasbl (6poH3a Alu-Bronze, an.ctp.) | Copper-aluminium alloys (alu bronze, long-chipping) | < 800 H/mm?2 BpAX9-4; BAXH; bpAXH10-4-4 EN CW 307 G_CuAI10Ni5Fe4
25 MeH0-0/10BsIHHbIE CrN1aBbl (6POH3A, ATMHHOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, long-chipping) < 700 H/mm2 bp0d8,5-0,3 EN CW 459 K CuSn8P
N .6 Me/iHO-0/10BSHHbIE CnAiaBbl (6POH3a, KOPOTKOCTPY)KEUHbIE) Copper-tin alloys (tin bronze, short-chipping) < 400 H/mm2 BpOLC7-2-2 2.1090 CuSn7 ZnPb (Rg7)
2 ® ®
g CneuvanbHble cnnasbl Mey Special copper alloys 2 1 f}gg :;mz :l\’Av'KK(? @ 55 ﬁmggg © 25
MarnveBble cnnasbl Magnesium alloys
[ 31 TexHUYECKI YMCTbIA MarHui. [eopmupyemble cnn. markus | Magnesium wrought alloys < 500 H/mm2 MA1-MA5 3.5612 MgAI6Zn
[ 32 JIuTelHble cnnasbl MarHus Magnesium cast alloys < 500 H/mm2 M13; MJ15; MJ16; BMJ1-1 EN-MC21120 EN-MCMgAI9Zn1
CMHTETMYeCKMe MaTepuanbl Synthetics
4. Yrnennactvku, KOMNO3MLMOHHbIE (KOPOTKOCTPY)XKEYHbIE) Duroplastics (short-chipping) Bakenwt © (B,C); MepTuHakc ®; Mep! Bakelit ®; Pertinax ®
4. TepmonnacTuky - Yrnennactuk (IMHHOCTPYXKEYHbIE) Thermoplastics (long-chipping) Monuct.(PS); Moaunpon.(PP); MMMK PMMA; POM; PVC
43 KoMnoauuvoHHble, ¢ yeunerHbiMi BookHamm (< 30 %) Fibre-reinforced synthetics (fibre content < 30%) C KeBnap., YrnepogH. CTEKNOBOJOKHOM GFK; CFK; AFK
44 KoMno3uLyoHHble, C yeuneHHbIMI BoiokHamu (> 30 %) Fibre-reinforced synthetics (fibre content > 30%) C KeBnap., YrnepogH. CTEKNOBONIOKHOM GFK; CFK; AFK
CnevuuanbHble Matepuasl Special materials
I'pacut Graphite 1-1; 1-3; Ar-1500 B83; Ar-1500 C0-5 € 8000
Bonb(hpamo-meHble Crnasbl Tungsten-copper alloys BAI-75; B[-20; BM-25; BM-20 W-Cu 80/20
KomnoauTHble Matepuas! Composite materials Xunmt, Antoko6oHz ® Hylite; Alucobond ®
CnewvanbHble MaTepuanbl Special materials
TuTaH, TUTAHOBbIE CNNIaBbI Titanium alloys
1.1 TeXHU4YECKM YUCTbIA TUTAH W €ro cnasbl (Q, Nc.-a v a+f) Pure titanium < 450 H/mMm2 BT1-00; BT1-0; BT1-2; 0T4-1; NT-7M 3.7025 Titan Gr.1-4; Ti3AI2,5V (Gr.9)
1.2 T < 900 H/mm2 | NT-3B; BT5-1; BT6; BT6c; AT6; BT3-1;BT20 | 3.7165 Ti5AI2,55n (Gr.6); TiAI6Y4
7.3 | |1TGHOBbIE CTINaBbI (0, 0-+B, NOGAE OTKATa, 32K. v Crapenus) | Titanium alloys < 1250 Himm2 BTO; BT14; BT16; BT22; BT23 3.7185 TiAI4Mo4Sn(2; Ti%OVZFeSAI
S Cninasbl HUKENS, KObanbTa, Xenesa Nickel alloys, cobalt alloys and iron alloys
2.1 TexHU4ECKM YNCTbIN HUKENb Pure nickel < 600 H/mMm2 HI; HM2; HIT1A; HT1A-U] 2.4060 Ni 99,6
22 : < 1000 H/mMm2_| MoHenb MHXMu 28-2,5-1,5; XH70M® (3M1496) | 2.4360 Monel ©400, (NiCu30Fe)
2.3 | KaPOMIPOUHbIE CMNABLI KA OCHOBE HUKENR Nickel-base alloys = 1600 HiuwZ | XH60I0; XH58B; XHTSMBTIO, XH7OMBIIOb | 2.4668 Inconel® 716.625:X750
2.4 < 1600 H/mm2_|40KXHM; XaitHc ® 25; Bukannow; l0aumeT ®605| 2.4964 Haynes 25™: Udimet ® 605
25| KaPOTIDOSHbIE GNNABL Ka 0CHOBE KOBakTa Cobalt-base alloys =< 1600 H/mm2 | B3K-P; B3-14Kb; LIH2; 48KXBH; Buran-naym | 14301 Stelite 6©
26 KaponpoyHble CnnaBbl HA OCHOBE Xenesa Iron-base alloys < 1500 H/mMm2 | XH32T (3W670); XH32BTH); XH38BT (U703) | 1.4958 Incoloy © 800
3akanéHHble MaTepuansbl Hard materials
1.1 44 - 50 HRC 10rH2M®A; 10rH2M®A-BJ; 18XICH Weldox® 1100
H :g BbICOKOMPOYHbIE CTANIM, 3aKANEHHbIE CTANN, High strength steels, hardened steels, gg - gg H:g Xapnokc® 5£0T " 52)06 (/J-\STMOKC®500T ;H\ardoxg 5(;5(%
1: 7 BbICOK0-NpoYHOE/TBEPAOE CTANbHOE NUThE hard castings 50 63 HRC EZI’?’E(-:THH it Fgrrlgﬁ(Titanit
15 63 - 66 HRC M35, P6M5K5 HSS-E




Pe3b6oBble pesbl cepun MULTI
MULTI Thread Milling Cutters

Mopxopawias peab6osas hpesa - Thread milling cutter is suitable

[FRANKEN)

GSF-MULTI GF-MULTI GF-KEG-MULTI ZGF-MULTI
Ve f; Ve f;
TIALN ody<4mm gdy<8mm 0dy>8mm TIN gdi<4mm ody<8mm 0dy>8mm
80 - 250 0,005 - 0,04 0,04 -0,07 0,05-0,15 80 - 250 0,005 - 0,04 0,04-0,07 0,05-0,15
60 - 150 0,005 - 0,04 0,04 - 0,07 0,05-0,15 60 - 150 0,005 - 0,04 0,04 -0,07 0,05-0,15
40-120 0,005 - 0,03 0,03-0,05 0,04-0,12 40 - 120 0,005 - 0,03 0,03-0,05 0,04-0,12
40-120 0,003 - 0,02 0,02 - 0,05 0,04-0,12 40-120 0,003 - 0,02 0,02 - 0,05 0,04-0,12
40-120 0,003 - 0,02 0,02 - 0,05 0,04-0,12 40 - 120 0,003 - 0,02 0,02 - 0,05 0,04-0,12
40 - 120 0,003 -0,03 0,03-0,05 0,04-0,12 40 - 120 0,003 - 0,03 0,03 -0,05 0,04-0,12
40 - 120 0,003 - 0,03 0,03-0,05 0,04-0,12 40 - 120 0,003 - 0,03 0,03-0,05 0,04-0,12 M
30-80 0,003 - 0,02 0,02 -0,05 0,04-0,10 30-80 0,003 - 0,02 0,02 - 0,05 0,04-0,10 b
30 - 60 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 - 60 0,003 - 0,02 0,02 - 0,04 0,03-0,08 4.1
100 - 200 0,04 -0,07 0,05-0,15 100 - 200 0,04-0,07 0,05-0,15
100 - 200 0,04 -0,07 0,05-0,15 100 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04 -0,07 0,05-0,15 80 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04-0,07 0,05-0,15 80 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04-0,07 0,05-0,15 80 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04-0,07 0,05-0,15 80 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04 -0,07 0,05-0,15 80 - 200 0,04-0,07 0,05-0,15
80 - 200 0,04 - 0,07 0,05-0,15 80 - 200 0,04 - 0,07 0,05-0,15
150 - 400 0,01-0,05 0,05-0,08 0,07-0,20 150 - 400 0,01-0,05 0,05-0,08 0,07-0,20
50 - 400 0,01-0,05 0,05-0,08 0,07-0,20 50 - 400 0,01-0,05 0,05-0,08 0,07-0,20
50 - 400 0,01-0,05 0,05-0,08 0,07 -0,20 50 - 400 0,01-0,05 0,05-0,08 0,07-0,20
50 - 400 0,01-0,05 0,05-0,08 0,07 -0,20 50 - 400 0,01-0,05 0,05-0,08 0,07-0,20
50 - 400 0,01-0,05 0,05 - 0,08 0,07 -0,20 50 - 400 0,01-0,05 0,05-0,08 0,07-0,20
100 - 200 0,01-0,05 0,05-0,08 0,07-0,20 150 - 200 0,01-0,05 0,05-0,08 0,07 -0,20
50 - 400 0,008 - 0,05 0,05-0,08 0,07-0,20 50 - 400 0,008 - 0,05 0,05-0,08 0,07-0,20
50 - 400 0,008 - 0,05 0,05-0,08 0,07 -0,20 50 - 400 0,008 - 0,05 0,05-0,08 0,07-0,20
50 - 400 0,008 - 0,05 0,05 -0,08 0,07 -0,20 50 - 400 0,008 - 0,05 0,05-0,08 0,07-0,20
00 - 250 0,008 - 0,04 0,04 -0,07 0,05-0,15 00 - 250 0,008 - 0,04 0,04-0,07 0,05-0,15
100 - 250 0,008 - 0,04 0,04-0,07 0,05-0,15 100 - 250 0,008 - 0,04 0,04-0,07 0,05-0,15
100 - 250 0,008 - 0,04 0,04-0,07 0,05-0,15 100 - 250 0,008 - 0,04 0,04-0,07 0,05-0,15
40 - 80 0,003 -0,02 0,02 - 0,05 0,04-0,15 40-80 0,003 - 0,02 0,02 -0,05 0,04-0,15
30 - 60 0,003 - 0,02 0,02 - 0,05 0,04-0,15 30 - 60 0,003 - 0,02 0,02 - 0,05 0,04-0,15
150 - 400 0,01-0,05 0,05 - 0,08 0,07 -0,20 150 - 400 0,01-0,05 0,05-0,08 0,07-0,20
150 - 400 0,01-0,05 0,05-0,08 0,07-0,20 150 - 400 0,01-0,05 0,05-0,08 0,07 -0,20
100 - 400 0,01-0,05 0,05-0,10 0,08-0,25 100 - 400 0,01-0,05 0,05-0,10 0,08-0,25
100 - 400 0,01-0,05 0,05-0,10 0,08-0,25 100 - 400 0,01-0,05 0,05-0,10 0,08-0,25
80 - 120 0,01-0,05 0,05-0,10 0,08-0,25 80 - 120 0,01-0,05 0,05-0,10 0,08-0,25
80 - 120 0,01-0,05 0,05-0,10 0,08 - 0,25 80 - 120 0,01-0,05 0,05-0,10 0,08-0,25
100 - 200 0,04-0,07 0,08-0,25 100 - 200 0,04-0,07 0,08-0,25
30- 60 0,02 -0,04 0,03-0,08 30 - 60 0,02-0,04 0,03-0,08
30- 80 0,003 - 0,03 0,03-0,05 0,04-0,10 30 - 80 0,003 - 0,03 0,03 -0,05 0,04-0,10
30-80 0,003 - 0,03 0,03-0,05 0,04-0,10 30-80 0,003 - 0,03 0,03-0,05 0,04-0,10
30 - 60 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 - 60 0,003 - 0,02 0,02-0,04 0,03-0,08
30 - 60 0,003 -0,02 0,02 -0,04 0,03-0,08 30 - 60 0,003 - 0,02 0,02-0,04 0,03-0,08
30 - 60 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 - 60 0,003 - 0,02 0,02 -0,04 0,03-0,08
30-40 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 - 40 0,003 - 0,02 0,02 -0,04 0,03-0,08
30-60 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 - 60 0,003 - 0,02 0,02-0,04 0,03-0,08
30-40 0,003 - 0,02 0,02-0,04 0,03-0,08 30 - 40 0,003 - 0,02 0,02-0,04 0,03-0,08
30 - 40 0,003 - 0,02 0,02 - 0,04 0,03-0,08 30 -40 0,003 - 0,02 0,02 - 0,04 0,03-0,08
30 - 60 0,015-0,04 0,03-0,08 30 - 60 0,015-0,04 0,03-0,08
30- 60 0,015-0,04 0,03-0,08 30 - 60 0,015-0,04 0,03-0,08 ; H
3
4
15
Pe3b6oBasi thpesa, pekomenayemasi Kak nepsbiii Bbioop - Thread milling cutter is very suitable 11



L=INLJCE=  Merunku cepun MULTI - MULTI Taps

60°
DIN
371/376
r‘:f
MeTtpuueckas pe3b6a, ocHoBHow war (IS0 / DIN 13) HSSE
ISO Metric coarse thread DIN 13
Iy W R‘
I3 g S
SN
lo O “] |(
o e ——— = DIN 371
[
Io |
I I L DIN 376
[Jlonyck - Tolerance 6HX ) 6HX )
06paboTka noBepxHoCcTH / VI3HOCOCTONKOE NOKpbITHE - Coating NT2 ) GLT-1
TexHnyeckas nHdopmauus
Technical information
vy C/2-3 )| C/23 )
¢ E/O/P )| E/O/P |
max. 2 x d4
Tun oTBEPCTUS U rNy6MHA PEe3b0Obl T
Thread depth and hole type n
06nacTb NpUMeHeHMs YyryHb Cast materials ||K 1142 | K 1142
— 06pabaTbiBaemble Matepuabl Jiérkue cnnasbl Non ferrous materials | | N | 4.1 IN 156,26
Applications — material »E 4 N (4151 |
DIN 371 Apr. Ne (Kog, ans 3aka3a) - Tool ident B510D601 B510C101
Paamep Rekord Rekord
/ Dimens. 1A-MULTI 1A-MULTI
0 dq P " Code NT2 GLT-1
MM MM l4 lo I3 0 dp O
M 2 0,4 45 7 12 2,8 2,1 1,6 .0020 ° °
2,5 0,45 50 9 14 2,8 2,1 2,05 .0025 ° °
3 0,5 56 11 18 35 2,7 25 .0030 ° °
4 0,7 63 13 21 4,5 3,4 33 .0040 ° °
5 0,8 70 15 25 6 49 4,2 .0050 ) °
6 1 80 17 30 6 49 5 .0060 ° °
8 1,25 90 20 35 8 6,2 6,8 .0080 ° °
10 1,5 100 22 39 10 8 85 .0100 ° °
DIN 376 Apr. Ne (Kog Ans 3akasa) - Tool ident €510D601 €510C101
Pasmep Rekord Rekord
Dimens. 2A-MULTI 2A-MULTI
0 dq P a Code NT2 GLT-1
MM MM 4 lo 0do O
M 12 1,75 110 24 9 7 10,2 .0112 ° °
14 2 110 26 11 9 12 .0114 ° °
16 2 110 27 12 9 14 .0116 ° °
18 2,5 125 30 14 11 15,5 .0118 ° °
20 2,5 140 32 16 12 17,5 .0120 ° °
22 2,5 140 32 18 14,5 19,5 .0122 ° °
24 3 160 34 18 14,5 21 .0124 ° o

Mpumep 3akasa - Ordering example: B510D601.0020

"




CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

EMUGE

LienbHble TBEpAOCNNABHbIE CNIMPaNbHble CBEpNA DIN
JANS NOArOTOBKY OTBEPCTUIA MO, pe3bOy 6537
K+L
VHM
Carbide
I |
Iy Iy \
I3
L |
i ~< | gI EF-Dr!II Micro-MULTI
z W=r EF-Drill MULTI 3 x D
h
I lg
2| EF-Drill MULTI 5 x D
72 2FF IT9-IT10 DIN 6535
TIALN R30 ) ) &
HA
L2 @ CD 118° 140° 140°
[ny6uHa ceepneHus =
Dril depth Micro | 3xD 5xD
06nacTb NPUMEHEHMS Crann Steel materials || P [11-5.1 || P 11151 | P [1.1-51 )
~ 06patarbiBagMbie MaTepuatbi HepxaseloLvie cTam Stainless steel materials | 1.1-4.1 ] 1.1 ] 1.1-4.1 ]
Applications — material »E6 YyryHbi Cast materials || K (1142 || K (1142 || K (1142 J
Tlérkue crinasbl Non ferrous materials | | N (1.1-1.5,2.2-23| | N 1.1-15,21-28/ | N [1.1-1.5,2.1-28/
Crew, xaponpouHble crsiasbl  Special materials 1S 1213 )| S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TE109924 TA109924 TA219924
Jon. Micro + 3xD 5xD Pa3mep EF-Drill EF-Drill MULTI EF-Drill MULTI
Dimens. Micro-MULTI HA DIN6537K-HA DIN6537L-HA
Code AK-2FF AK-2FF IK-2FF
ody Tol| Iy Iy I I Iy I ly 5 od TIALN-T21 TIALN-T21 TIALN-T21
M 2 16 n6| 38 12 9,90 - - - 26 0,5 2 .0160 °
M 2,5 2,05 h6 | 38 12 9,35 — — — 26 0,6 3 .0205 °
M3 25 ne| 38 12 8,75 = = = 26 0,8 3 .0250 °
M 4 33 m7| 62 20 14 66 28 23 36 0,6 6 .0330 ° ®
M5 42 m7| 66 24 17 74 36 29 36 0,8 6 .0420 [ )
M 6 5 m7 | 66 28 20 82 44 35 36 0,9 6 .0500 ° )
M 8 68 m7| 79 34 24 91 513 43 36 1,2 8 .0680 [ )
M10 85 m7| 89 47 35 103 61 49 40 1,5 10 .0850 ° ®
ApT. No (kop ansi 3akasa) - Tool ident TA109924 TA219924
[on. 3xD 5xD Pasmep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
pdy To.| |y I I3 A Iy Iy Iy s od TIALN-T21 TIALN-T21
M12 10,2 m7 | 102 60 40 118 71 56 45 1,9 12 .1020 [ ®
Mi4 12 m7 | 102 55 40 118 71 56 45 2,2 12 .1200 ° ®
M16 14 m7 | 107 60 43 124 77 60 45 25 14 .1400 [ )
M18 155 m7 | 115 65 45 133 83 63 48 2,8 16 .1550 ° ®
M20 17,5 m7| 123 73 51 143 93 71 48 3,2 18 1750 [ )
M22 195 m7| 131 79 55 153 101 77 50 3,5 20 1950 ° ®
M24 21 m7 | 146 85 59 170 109 83 56 3.8 25 .2100 [ ®

[pyrue pa3mepbl cnmpanbHbIX CBEPN AaHHOI Cepum - CM. Ha cTp. 32
Further twist drill dimensions, see page 32

Mpumep 3akasa - Ordering example: TE109924.0160

XBOCTOBUKM CBEPJ, HAuMHas ¢ gmameTpa 6,0 MM, Mo 3anpocy MOryT 6bITb BbIMOHEHbI C NbiICKaMu, B ¢o0TB. ¢ ®opmon HB (Weldon) nnu dopmon HE (Whistle Notch)
From shank dia. 6 mm with side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums nHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

=



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

60°
DIN
M 371/376
MeTtpuueckas pe3b6a, ocHoBHow war (IS0 / DIN 13) HSSE i
ISO Metric coarse thread DIN 13
Iy Wl k’ Illkl
I3 gs gs
| 2 2X
2 O yr Th
o e —3— — ——= DIN371
h
b 0 & RE
L u K
s ] __ DIN 376 - ==
[Jonyck - Tolerance ISO 2/6H | ISO 2/6H | ISO 2/6H ) ISO 2/6H |
06paboTka noBepxHoCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1 NE2 ) GLT-1 )
TexHnyeckas nHdopmauus R RAS |
Technical information
vy B/45 ) B/45 | c/23 | c/23 |
‘} E/0/P | E/O0/P | E/0/P | E/O0/P |
max. 3 x d4 max. 2,5 X dq
Tvn oTBEpCTMS 1 rNy6UHA Pe3bObl T
Thread depth and hole type n
06nacTb NPUMeEHeHMs Cranm Steel materials |{P 1131 | [P [1.1-41 4 |P 1131 | [P (11441 |
~ 06paGaTbisaembie MaTepuantl HepxasetoLuye cTam Stainless steel materials | 1.1-3.1 1.1-3.1 )
Applications — material »E4 YyryHbi Cast materials || K [@382 ) K (1182 ) K 1432 ) K 1132 )
Tiérkve cnnasbl Non ferrous materials | N 14-6,21-5 N 14-521-5
DIN 371 Apr. Ne (kop ans 3akasa) - Tool ident B5207300 B520C300 B5503200 B550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 1B-MULTI 1B-MULTI 1-MULTI-R35 | 1-MULTI-R45
0 dq P Code NT2 GLT-1 NE2 GLT-1
MM MM l4 lo I3 0 dp O
M 2 0,4 45 4 12 2,8 21 1,6 .0020 ° ° ° °
2,5 0,45 50 5 14 2,8 2,1 2,05 .0025 ° ) ° °
3 0,5 56 6 18 38 2,7 25 .0030 ° ) ° °
4 0,7 63 7 21 4,5 3,4 33 .0040 ° ° ° °
5 0,8 70 8 25 6 49 4,2 .0050 ° ° ° °
6 1 80 10 30 6 49 5 .0060 ° ° ° °
8 1,25 90 14 35 8 6,2 6,8 .0080 ° ) ° °
10 1,5 100 16 39 10 8 85 .0100 ° ° ° °
DIN 376 Apr. Ne (Kop ans 3akasa) - Tool ident €5207300 €520C300 €5503200 €550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 2B-MULTI 2B-MULTI 2-MULTI-R35 | 2-MULTI-R45
0 dq p Code NT2 GLT-1 NE2 GLT-1
MM MM 4 lo 0do
M 12 1,75 110 18 9 .0112 ° O ° °
14 2 110 20 11 .0114 ° ° ° °
16 2 110 22 12 .0116 ° ° ° °
18 2,5 125 25 14 .0118 [ ° ° )
20 2,5 140 25 16 .0120 ° ) ° °
22 2,5 140 27 18 .0122 ° ° ° °
24 3 160 30 18 .0124 ° ° ° °

Mpumep 3akasa - Ordering example: B5207300.0020

I



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

EMUGE

LienbHble TBEpAOCNNABHbIE CNIMPaNbHble CBEpNA DIN
JANS NOArOTOBKY OTBEPCTUIA MO, pe3bOy 6537
K+L
VHM
Carbide
I |
Iy Iy \
I3
L |
i ~< | gI EF-Dr!II Micro-MULTI
z W= EF-Drill MULTI 3 x D
h
I lg
<] EF-Drill MULTI5 x D
72 2FF IT9-IT10 DIN 6535
TIALN R30 ) ) &
HA
L2 @ CD 118° 140° 140°
[ny6uHa ceepneHus =
Dril depth Micro | 3xD 5xD
06nacTb NPUMEHEHMS Crann Steel materials || P [11-5.1 ' | P 11151 | P [1.1-51 ]
~ 06patarbiBagMbie MaTepuatbi HepxaseloLwve cTam Stainless steel materials | 1.1-4.1 ] 1.1 ] 1.1-4.1 ]
Applications — material »E6 YyryHb! Cast materials || K [1.1-42 1| K [1.142 | K 1142 J
Tiérkue crnasbl Non ferrous materials | | N (1.1-1.5,2.2-23| | N 1.1-15,21-28/ | N [1.1-1.5,2.1-28/
Criew,. xaponpouHble crsiasbl  Special materials 1S 1213 )| S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TE109924 TA109924 TA219924
lon. Micro + 3xD 5xD Pa3mep EF-Drill EF-Drill MULTI EF-Drill MULTI
Dimens. Micro-MULTI HA DIN6537K-HA DIN6537L-HA
Code AK-2FF AK-2FF IK-2FF
ody To.| Iy Iy I I Iy I ly 5 od TIALN-T21 TIALN-T21 TIALN-T21
M 2 16 n6| 38 12 9,90 - - - 26 0,5 2 .0160 °
M 2,5 2,05 h6 | 38 12 9,35 — — — 26 0,6 3 .0205 °
M3 25 ne| 38 12 8,75 = = = 26 0,8 3 .0250 °
M 4 33 m7| 62 20 14 66 28 23 36 0,6 6 .0330 ° ®
M5 42 m7| 66 24 17 74 36 29 36 0,8 6 .0420 [ )
M 6 5 m7 | 66 28 20 82 44 35 36 0,9 6 .0500 ° )
M 8 68 m7| 79 34 24 91 513 43 36 1,2 8 .0680 [ )
M10 85 m7| 89 47 35 103 61 49 40 1,5 10 .0850 ° ®
ApT. No (kop ansi 3akasa) - Tool ident TA109924 TA219924
[on. 3xD 5xD Pasmep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
pdy To.| |y I I3 |1 Iy Iy Iy s od TIALN-T21 TIALN-T21
M12 10,2 m7 | 102 60 40 118 71 56 45 1,9 12 .1020 [ ®
Mi4 12 m7 | 102 55 40 118 71 56 45 2,2 12 .1200 ° ®
M16 14 m7 | 107 60 43 124 77 60 45 25 14 .1400 [ )
M18 155 m7 | 115 65 45 133 83 63 48 2,8 16 .1550 ° ®
M20 17,5 m7| 123 73 51 143 93 71 48 3,2 18 1750 [ )
M22 195 m7| 131 79 55 153 101 77 50 3,5 20 1950 ° ®
M24 21 m7 | 146 85 59 170 109 83 56 3.8 25 .2100 [ ®

[pyrue pa3mepbl cnMpanbHbIX CBEPN AAaHHOI Cepum - CM. Ha cTp. 32
Further twist drill dimensions, see page 32

Mpumep 3akasa - Ordering example: TE109924.0160

XBOCTOBMKM CBEPJ, HAuMHas ¢ gmameTpa 6,0 MM, No 3anpocy MOryT 6bITb BbIMOMHEHbI C NbiICKaMu, B ¢o0TB. ¢ ®opmon HB (Weldon) nnu dopmon HE (Whistle Notch)
From shank dia. 6 mm with side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

=



A==  packarnukm cepin MULTI - MULTI Cold-Forming Taps

60°
DIN
M 2174
et
) fl
MeTtpuyeckas pe3b6a, ocHoBHow war (IS0 / DIN 13) HSSE
ISO Metric coarse thread DIN 13
Iy § k‘
I3 2 S
I O 'll F
o e ——— = DIN 2174
[
Io |
I I L DIN2174
[Jonyck - Tolerance 6HX ) 6HX )
06paboTka noBepxHoCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1
TexHnyeckas nHdopmauus
Technical information
AR C/2-3 )| C/23 )
& | E/0/P )| E/O/P
max. 3 x d4
Tun oTBEPCTUS U rNy6MHA PEe3b0Obl T
Thread depth and hole type n
06nacTb NPUMEHeHMS Cranm Steel materials ||P 21 1| P 1131 )
— 06pagaTbiBaeMble MaTepuasl HepxasetoLume ctanm Stainless steel materials | 111
Applications — material »E 4 YyryHbl Cast materials |K [21 )| K [21 )
Jlérkve cnnasb Non ferrous materials | | N (1.5 [N 156,212
DIN 2174 Apr. Ne (Kog, ans 3aka3a) - Tool ident B5564900 B5561400
Pasmep InnoForm InnoForm
Dimens. 1-MULTI-SN 1-MULTI-SN
0 dq p " Code NT2 TIN
MM MM l4 lo I3 0 dp O
M 2 0,4 45 7 12 2,8 21 1,85 .0020 ° °
25 0,45 50 9 14 2,8 2,1 2,33 .0025 ° °
3 0,5 56 11 18 38 2,7 2,8 .0030 ° °
4 0,7 63 13 21 45 34 3,7 .0040 ° °
5 0,8 70 15 25 6 49 4,65 .0050 ° °
6 1 80 17 30 6 49 5,6 .0060 ° °
8 1,25 90 20 88 8 6,2 7,45 .0080 ° °
10 1,5 100 22 39 10 8 9,35 .0100 ° °
DIN 2174 Apr. Ne (Kop Ansi 3akasa) - Tool ident €5564900 €5561400
Pasmep InnoForm InnoForm
Dimens. 2-MULTI-SN 2-MULTI-SN
0 dq p Code NT2 TIN
MM MM 4 lo 9 do O
M 12 1,75 110 24 9 7 11,25 .0112 ° O
14 2 110 26 11 9 13,1 .0114 ) °
16 2 110 27 12 9 15,1 .0116 [ °
1) OrpaHuyeHHble BOSMOXHOCTU MPUMEHEHMS C 3MYNbCUen Mpumep 3akasa - Ordering example: B5564900.0020

Restricted application possibilities with emulsion

O ===



CnupanbHbie ceépna cepum MULTI - MULTI Twist Drills for Preparation of Thread Hole E M UE E

LienbHble TBEpAOCNNABHbIE CNIMPaNbHble CBEpNA DIN
ANS NMOAroTOBKU 0TBEPCTMIA NOA Pe3biy 6537
K+L
VHM
Carbide
h
Ip Is

y
A

gI EF-Drill Micro-MULTI
°t  EF-Drill MULTI 3 x D

ody ¢ D)

<] EF-Drill MULTI5 x D

TIALN R30 @ @ @ @ @ @

HAC S
118° 140° 140°

[ny6uHa ceepneHus =
Drill depth Micro | 3xD 5xD
06nacTb NPUMEHEHMS Crann Steel materials || P [11-5.1 | P [1.1-51 | P [1.1-51 )
~ 06patarbiBagMbie MaTepuatbi HepxaseloLuvie cTam Stainless steel materials | 1.1-4.1 )| 1.1 )| 1.1-4.1 ]
Applications — material »[E 6 YyryHbl Cast materials || K [1.1-42 1| K 1142 1| K 1342 )
JIérkue cnnasbl Non ferrous materials | | N 11.1-1.5,22-23' | N (1.1-1521-28 | N 1.1-152.1-28
CrieLL. )aponpoyHbie cnnasbl  Special materials 1S 1213 ] S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TE109924 TA109924 TA219924
Jon. Micro + 3xD 5xD Pasmep EF-Drill EF-Drill MULTI EF-Drill MULTI
Dimens. | Micro-MULTIHA | DIN6537K-HA DIN6537L-HA
Code AK-2FF AK-2FF IK-2FF
gdy Tol.| lo I3 4 lo I3 g I5 g dp TIALN-T21 TIALN-T21 TIALN-T21
M 2 1,85 n6| 38 12 9,60 - - - 26 0,6 2 .0185 °
M25 | 233 n6| 38 12 8,95 - - - 26 0,7 3 .0233 °
M3 28 m7| 57 16 11 61 22 17 36 0,5 6 .0280 ° °
M 4 37 wm7| 62 20 14 66 28 23 36 0,7 6 .0370 ° °
M5 465 m7 | 66 24 17 74 36 29 36 0,8 6 .0465 ° °
M 6 56 m7| 66 28 20 82 44 35 36 1 6 .0560 ° °
M8 745 m7| 79 41 29 91 08 43 36 1,4 8 .0745 ° °
M10 935 m7| 89 47 35 103 61 49 40 1,7 10 .0935 ° °
ApT. No (kop ansi 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pasmep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gd; Tol.| | lo I3 1 lo I3 l4 I5 g do TIALN-T21 TIALN-T21
M12 11,25 m7 | 102 66 40 118 71 56 45 2 12 1125 ° °
M14 131 m7| 107 60 43 124 7”7 60 45 2,4 14 1310 ° °
M16 151 m7 | 115 65 45 133 83 63 48 2,7 16 .1510 ° °
[pyrue pasmepbl cnpasbHbIX CBEPA AAHHOI CEpum - CM. Ha CTp. 32 Mpumep 3akasa - Ordering example: TE109924.0185

Further twist drill dimensions, see page 32

XBOCTOBMKW CBEPN, HA4NHas ¢ anameTpa 6,0 MM, N0 3anpocy MOryT 6bITb BbIMOJHEHDI C Nbickamu, B cO0TB. ¢ ®opmoit HB (Weldon) nnn ®opmoit HE (Whistle Notch)
From shank dia. 6 mm with side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list 17
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

60°
DIN
M F -
MeTpuueckas peab6a, menkuii war (1S0 / DIN 13) HSSE ﬂ )
ISO Metric fine thread DIN 13
|
-ﬂ.t
3
2
i
[
Io |
I I L DIN 374
[Jonyck - Tolerance 6HX ) 6HX )
06paboTka noBepxHOCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1
TexHnyeckas nHdopmauus
Technical information
vy C/2-3 )| C/23 )
& | E/0/P )| E/O/P

max. 2 x d4
Tvn oTBEpCTMS 1 rNy6UHA Pe3bobl T
Thread depth and hole type n
06nacTb NPUMEHeHMS YyryHbl Cast materials ||K 1142 | K 1142
~ 06paGaTbisaembie MaTepuantl JIérkue cnnasbl Non ferrous materials | | N 4.1 | |N 156,26 |
Applications — material »Z4 N 41,51 |
DIN 374 Apr. Ne (Kop ansi 3akasa) - Tool ident €510D601 €510C101
Pasmep Rekord Rekord
Dimens. 2A-MULTI 2A-MULTI
0 dq P Code NT2 GLT-1
MM MM I Ip 0 dy =
M 6 X 0,75 80 13 4,5 34 5,2 .0229 ° °
8 x 1 90 17 6 49 7 .0251 ° °
10 x 1 90 18 7 5.5 9 .0276 ° )
12 x 1 100 18 9 7 11 .0301 ° °
12 x 15 100 22 9 7 10,5 .0303 ° )
14 X 15 100 22 11 9 12,5 .0331 ) °
16 x 15 100 22 12 9 14,5 .0359 ° )
18 x 15 110 25 14 11 16,5 .0390 ° °
20 x 15 125 25 16 12 18,5 .0422 ° )
22 x 15 125 25 18 14,5 20,5 .0438 ° °
24 x 15 140 27 18 14,5 225 .0452 ° °

Mpumep 3akasa - Ordering example: C510D601.0229

O ===



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

LienbHble TBEPAOCHNABHbIE CIMPaNbHbIE CBEPNA
NS NOArOTOBKY OTBEPCTHIA NOf, Pe3boy

y
A

o
S
@I

ody ¢ D)

EF-Drill MULTI 3 x D

%51 EF-Drill MULTI 5 x D

DIN
6537
K+L

VHM
Carbide

2 2FF IT9-IT10 DIN 6535
TIALN R30 ) )
HAC S
T21 @ @ 140° 140°
[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NPUMEHEHMS Cranm Steel materials ) P 1151 )| P 1151
~ 06patarbiBagMbie MaTepuatbi HepasetoLuve ctanm Stainless steel materials | 1.1 )| 1.1-41
Applications — material w56 YyryH! Cast materials J| K142 J K 1142
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials ] S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy Tol l4 lo I3 l4 lo I3 g I5 0 dp TIALN-T21 TIALN-T21
M6x075 | 52 m7 66 28 20 82 44 35 36 0,9 6 .0520 ° °
M 8x1 7 m7 79 34 24 91 53 43 36 1,3 8 .0700 ° °
M10x 1 9 89 47 3 103 61 49 40 1,6 10 .0900 ° °
M12x 1 11 m7 | 102 55 40 118 71 56 45 2 12 1100 ° °
M12x15 |[105 m7| 102 69 40 118 71 56 45 1,9 12 .1050 ° °
M14x15 | 125 m7| 107 60 43 124 77 60 45 2,3 14 1250 ° °
M16x15 |145 m7| 115 65 45 133 83 63 48 2,6 16 1450 ° °
M18x1,5 | 165 m7 | 123 73 51 143 93 71 48 3 18 .1650 ° °
M20x15 | 185 m7| 131 79 58 153 101 7”7 50 3,4 20 .1850 o °
M22x1,5 |205 m7| 146 85 59 170 109 83 56 3,7 25 .2050 ° °
M24x15 | 225 m7| 150 91 63 170 109 83 56 4 25 .2250 ° °

[lpyrve pasmepbl CiupanbHbIx CBEPN AaHHOI CEpUM - CM. Ha CTp.

Further twist drill dimensions, see page 32

32

Mpumep 3akasa - Ordering example: TA109924.0520

XBOCTOBUKM CBEPS, HAuMHas ¢ gmameTpa 6,0 MM, Mo 3anpocy MOryT 6bITb BbIMOIHEHbI C fbICKaMu, B ¢00TB. ¢ ®opmon HB (Weldon) nnn ®opmon HE (Whistle Notch)
With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list

O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

=



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

60°
DIN
374
SI—
MeTtpuyeckas pe3b6a, menkuii war (IS0 / DIN 13) HSSE
ISO Metric fine thread DIN 13
—
l4 e
lo m| E
\ T
I I __| DIN 374 Bka
[Jlonyck - Tolerance ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H |
06paboTka noBepxHOCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1 |} NE2 ) GLT-1 )
TeXHM_qec_Kaﬂ MHq?opmaumn RS RiS |
Technical information
vy B/45 | B/45 | c/2-3 ) c/2-3 )
‘} E/QO/P E/O/P ) E/O0/P | E/O/P |
max. 3 x d4 max. 2,5 X dq
Tvn oTBEpCTMS 1 rNy6UHA Pe3bObl T
Thread depth and hole type n
——
06nacTb NpuMeHeHwst Cranm Steel materials ||P @SN | P @ P @EEION | P AT
~ 06paGaTbisaembie MaTepuantl HepxasetoLuye cTam Stainless steel materials | 1.1-3.1 ) 1.1-3.1 )
Applications — material »E4 Hyryee Cast materials | |k @S2 |k @820 |« @EE2 |« @2
Jiérkve cnnasbl Non ferrous materials | N 14-6,21-5 N 145215 |
DIN 374 Apr. Ne (kop ans 3akasa) - Tool ident €5207300 €520C300 €5503200 €550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 2B-MULTI 2B-MULTI 2-MULTI-R35 | 2-MULTI-R45
0 d P Code NT2 GLT-1 NE2 GLT-1
MM MM l o 0 dp O
M 6 X 0,75 80 13 45 34 5,2 .0229 ° ° ° °
8 x 1 90 17 6 4,9 7 .0251 ° ) ° °
10 x 1 90 18 7 53 9 .0276 ° ° ° °
12 x 1 100 18 9 7 1 .0301 ° ° ° °
12 x 15 100 22 9 7 10,5 .0303 ° ° ° °
14 X 15 100 22 11 9 12,5 .0331 ° ° ° °
16 x 15 100 22 12 9 14,5 .0359 ° ) ° °
18 X 1,5 110 25 14 11 16,5 .0390 [ ° ° °
20 x 15 125 25 16 12 18,5 .0422 ° ) ° °
22 Xx 15 125 25 18 14,5 20,5 .0438 ° ° ° °
24 x 15 140 27 18 14,5 225 .0452 [ o ° °

Mpumep 3akasa - Ordering example: €5207300.0229

o=



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

LienbHble TBEPAOCHNABHbIE CIMPaNbHbIE CBEPNA
NS NOArOTOBKY OTBEPCTHIA NOf, Pe3boy

y
A

o
S
@I

ody ¢ D)

of

EF-Drill MULTI 3 x D

| EF-Drill MULTI 5 x D

DIN
6537
K+L

VHM
Carbide

2 2FF IT9-IT10 DIN 6535
TIALN R30 ) )
HAC S
T21 @ @ 140° 140°
[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NPUMEHEHMS Cranm Steel materials ) P 1151 )| P 1151
~ 06patarbiBagMbie MaTepuatbi HepxasetoLuve ctanm Stainless steel materials | 1.1 )| 1.1-41
Applications — material w56 YyryH! Cast materials J| K142 J K 1142
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials ] S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy Tol l4 lo I3 l4 lo I3 g I5 0 dp TIALN-T21 TIALN-T21
M6x075 | 52 m7 66 28 20 82 44 35 36 0,9 6 .0520 ° °
M 8x1 7 m7 79 34 24 91 53 43 36 1,3 8 .0700 ° °
M10x 1 9 89 47 3 103 61 49 40 1,6 10 .0900 ° °
M12x 1 11 m7 | 102 55 40 118 71 56 45 2 12 1100 ° °
M12x15 |[105 m7| 102 69 40 118 71 56 45 1,9 12 .1050 ° °
M14x15 | 125 m7| 107 60 43 124 77 60 45 2,3 14 1250 ° °
M16x15 |145 m7| 115 65 45 133 83 63 48 2,6 16 1450 ° °
M18x1,5 | 165 m7 | 123 73 51 143 93 71 48 3 18 .1650 ° °
M20x15 | 185 m7| 131 79 58 153 101 7”7 50 3,4 20 .1850 o °
M22x1,5 |205 m7| 146 85 59 170 109 83 56 3,7 25 .2050 ° °
M24x15 | 225 m7| 150 91 63 170 109 83 56 4 25 .2250 ° °

[lpyrve pasmepbl CiupanbHbix CBEPN AaHHOI CEpUM - CM. Ha CTp.

Further twist drill dimensions, see page 32

32

Mpumep 3akasa - Ordering example: TA109924.0520

XBOCTOBUKM CBEPS, HAuMHas ¢ gmameTpa 6,0 MM, Mo 3anpocy MOryT 6bITb BbINOMHEHbI C fbICKaMu, B ¢o0TB. ¢ ®opmon HB (Weldon) nnn ®opmoin HE (Whistle Notch)
With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list

O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

B ¢



A=I\/IILL 5= Packaruukn cepuu MULTI - MULTI Cold-Forming Taps

60°
DIN
M F -
: 4
) il
MeTpuyeckas pe3b6a, menkuii war (IS0 / DIN 13) HSSE
ISO Metric fine thread DIN 13
Iy § k‘
I3 2 S
I O 'll F
o e ——— = DIN 2174
[
Io |
[Jonyck - Tolerance 6HX ) 6HX )
06paboTka noBepxHOCTY / MI3HOCOCTOMKOE NOoKpbITUE - Coating NT2 ) GLT-1
TexHnyeckas nHdopmauus
Technical information
AR C/2-3 )| C/23 )
& | E/0/P )| E/O/P

max. 3 x d4
Tun oTBEPCTUS U rNy6MHA PEe3b0Obl T
Thread depth and hole type n
06nacTb NPUMEHeHMS Cranm Steel materials ||P 21 1| P 1131 )
~ 06paGaTbisaembie MaTepuantl HepxasetoLuye cTam Stainless steel materials | 117
Applications — material »eE 4 YyryHbl Cast materials |K [21 )| K [21 )
Jlérkve cnnasb Non ferrous materials | | N (1.5 [N 156,212
DIN 2174 Apr. Ne (kop ans 3akasa) - Tool ident B5564900 B5561400
Pasmep InnoForm InnoForm
Dimens. 1-MULTI-SN 1-MULTI-SN
0 dq P " Code NT2 TIN
MM MM l4 lo I3 0dyp
M 6 X 075 80 13 30 6 4,9 5,7 .0229 ° °
8 x 1 90 17 35 8 6,2 7,6 .0251 ° )
10 x 1 90 18 35 10 8 9,6 .0276 ° o
DIN 2174 Apr. Ne (Kop ans 3akasa) - Tool ident 5564900 5561400
{ Pasmep InnoForm InnoForm
Dimens. 2-MULTI-SN 2-MULTI-SN
¢ dq P Code NT2 TIN
MM MM 4 lo 9 dp O
M 12 x 1 100 18 9 7 .0301 ° °
12 Xx 15 100 22 9 7 .0303 ° °
14 x 15 100 22 11 9 .0331 ° °
16 x 15 100 22 12 9 .0359 [ °
1) OrpaHNyeHHbIe BOSMOXHOCTY NPUMEHEHNS C 3MYNbCUEN Mpumep 3akasa - Ordering example: B5564900.0229

Restricted application possibilities with emulsion

%



CnupanbHbie ceépna cepum MULTI - MULTI Twist Drills for Preparation of Thread Hole E M UE E

LienbHble TBEpAOCNaBHbIE CrMpabHble CBEpPNa DIN
N9 NOArOTOBKM OTBEPCTYIA N0J Pe3boy 6537

K+L

VHM

Carbide
[
I Is
I3
e |
< = I<|  EF-DrinmuLTI3 XD

EF-Drill MULTI5 x D

22 2FF IT9-IT10 DIN 6535
W =] @ @ O vl | =
T21 HAC S

140° 140°

[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NpUMeHeHus Cramn Steel materials ) P 1151 )| P 1151
~ 06patarbiBagMbie MaTepuatbi HepxasetoLuve ctanm Stainless steel materials | 1.1 ] 1.1-41
Applications — material »E 6 YyryHbl Cast materials J K 1.1-42 ) K 1.1-42
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials ) S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy ol l4 lo I3 l4 lo I3 g I5 gdy TIALN-T21 TIALN-T21
M 6x075 | 57 m7| 66 28 20 82 44 35 36 1 6 .0570 ° °
M 8x1 76 m7| 79 41 29 91 53 43 36 1,4 8 .0760 ° °
M10x 1 96 m7| 89 47 35 103 61 49 40 1,7 10 .0960 ° °
Apr. No (kop ansi 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pasmep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy ol l4 lo I3 l4 lo I3 g I5 9 do TIALN-T21 TIALN-T21
Mi12x1 11,6 m7| 102 68 40 118 71 56 45 2,1 12 1160 ° °
M12x15 [11,35 m7| 102 55 40 118 71 56 45 2,1 12 1135 ° °
M14x15 |13,35 m7 | 107 60 43 124 77 60 45 2,4 14 1335 ° °
M16x15 [1535 m7| 115 65 45 133 83 63 48 2,8 16 .1535 ° °
[ipyrvie pa3mepbl cnpasbHbIX CBEPA AAHHOI CEpuM - CM. Ha CTp. 32 Mpumep 3akasa - Ordering example: TA109924.0570
Further twist drill dimensions, see page 32
Mo 3anpocy XBOCTOBMKM CBEPA MOTYT ObITb BbINOHEHbI C Jibickamu, B c00TB. ¢ ®opmoii HB (Weldon) nnu ®opmoit HE (Whistle Notch)
With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request
@ = CKNaackas noavums MHCTpymeHTa - Stock tool, see price list L£MLUIGE BEpyR]
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

60°
P =~ DIN
u N c o
YHucuumpoBaHHas froitmosas pesb6a ASME B1.1, ocHOBHOIA war HSSE . i 1 '
Unified coarse thread ASME B1.1
Iy W k’ I} tl
I3 g S‘ g S‘
| 23 2\
2 0 yr ur
o e ——— = =~ DIN 371
[
l2 O o
L 2
e . ~DIN376 o
[Donyck - Tolerance 2B ) 2B ) 2B ) 2B )
06paboTka noBepxHoCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1 NE2 ) GLT-1 )
TexHnyeckas nHdopmauus R | RIS |
Technical information
vy B/45 ) B/45 | c/23 | c/23 |
‘5 E/0/P E/O0/P | E/0/P | E/0/P |
max. 3 x d4 max. 2,5 X dq
Tvn oTBEpCTMS 1 rNy6UHA Pe3bObl T
Thread depth and hole type n
06nacTb NPUMeEHeHMs Cranm Steel materials | [P 11-31 || P [1.1-41 1 [P 1131 1| P 1141 |
— 06pagaTbiBaeMble MaTepuasl HepasetoLuye ctanu Stainless steel materials | 11-3.1 11-3.1 |
Applications — material »E 4 YyryHbl Cast materials ||K 1482 ) |K 1132 | K182 | K [1132
Jiérkve cnnasbl Non ferrous materials | N 1.4-6,21-5 | N 145215 |
= DIN 371 Apr. Ne (Kop ansi 3aKasa) - Tool ident B5207300 B520C300 B5503200 B550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 1B-MULTI 1B-MULTI 1-MULTI-R35 | 1-MULTI-R45
g dq P Code NT2 GLT-1 NE2 GLT-1
DI0AM novim - Gg/1" (tpi) l4 lo I3 0 dp O
Nr. 4 0.1120 40 56 1 18 816 2,7 2,35 .5003 ° ° ° °
Nr. 6 0.1380 32 56 12 20 4 3 2,85 .5005 ° ) ° °
Nr. 8 0.1640 32 63 i3 21 45 34 35 .5006 ° ) ° °
Nr.10  0.1900 24 70 15 25 6 49 39 .5007 ° ° ° °
/4 0.2500 20 80 17 30 7 515 5,1 .5009 ° ° ° °
5/16 0.3125 18 90 20 35 8 6,2 6,6 .5010 ° ° ° °
3/8  0.3750 16 100 22 39 10 8 8 5011 [ ° ° °
=~ DIN 376 Apr. Ne (Kop ans 3akasa) - Tool ident €5207300 €520C300 €5503200 €550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 2B-MULTI 2B-MULTI 2-MULTI-R35 | 2-MULTI-R45
0 d p Code NT2 GLT-1 NE2 GLT-1
ooim - doim Gg/1" (tpi) l4 lo 0 dy O
7he  0.4375 14 100 22 8 6,2 .5012 ° ° ° °
1/2 0.5000 13 110 25 9 7 10,8 5013 ° ° ° °
9/16  0.5625 12 110 26 11 9 12,2 5014 ° ° ° °
5/ 0.6250 11 110 27 12 9 13,5 .5015 ° ° ° °
3/ 0.7500 10 125 30 14 11 16,5 .5016 ° ° ° °
1" 1.0000 8 160 36 18 14,5 22,25 .5018 [ ° ° °

Mpumep 3akasa - Ordering example: B5207300.5003

"



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

EMUGE

LienbHble TBEpAOCNNABHbIE CNIMPaNbHble CBEpNA DIN
JANS NOArOTOBKY OTBEPCTUIA MO, pe3bOy 6537
K+L
VHM
Carbide
I |
Iy Iy \
I3
— 5 ‘
i ~< | gI EF-Dr!II Micro-MULTI
z W=r EF-Drill MULTI 3 x D
h
I lg
I3
] EF-Drill MULTI5 x D
72 2FF IT9-IT10 DIN 6535
TIALN R30 ) ) &
HA
L2 @ CD 118° 140° 140°
[ny6uHa ceepneHus =
Dril depth Micro | 3xD 5xD
06nacTb NPUMEHEHMS Crann Steel materials || P [11-5.1 || P 11151 | P [1.1-51 ]
~ 06patarbiBagMbie MaTepuatbi HepxaseloLwve cTam Stainless steel materials | 1.1-4.1 ] 1.1 ] 1.1-4.1 ]
Applications — material »[E 6 YyryHbl Cast materials || K [1.1-42 1| K 1142 1| K 1342 )
Tiérkue crnasbl Non ferrous materials | | N (1.1-1.5,2.2-23| | N 1.1-15,21-28/ | N [1.1-1.5,2.1-28/
Crew,. xaponpouHble crsiasbl  Special materials 1S 1213 )| S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TE109924 TA109924 TA219924
[lon. Micro + 3xD 5xD Pa3mep EF-Drill EF-Drill MULTI EF-Drill MULTI
Dimens. Micro-MULTI HA DIN6537K-HA DIN6537L-HA
Code AK-2FF AK-2FF IK-2FF
ody To.| Iy Iy I I Iy I ly 5 od TIALN-T21 TIALN-T21 TIALN-T21
Nr. 4 235 n6 | 38 12 8,95 26 0,7 3 .0235 °
Nr. 6 285 m7| 57 16 M 61 22 17 36 0,5 6 .0285 ° )
Nr. 8 35 m7| 62 20 14 66 28 23 36 0,6 6 .0350 ° )
Nr. 10 39 m7| 66 24 17 74 36 29 36 0,7 6 .0390 ° ®
1a 51 m7| 66 28 20 82 44 g8 36 0,9 6 .0510 [ )
5/16 66 m7| 79 34 24 91 53 43 36 1,2 8 .0660 ° ®
3/s 8 m7| 79 41 29 91 &3 43 36 1,5 8 .0800 ° °
Apr. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
Jon. 3xD 5xD Pasmep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
od; Tol| Iy Iy I3 B I I Iy 5 od TIALN-T21 TIALN-T21
e 94 m7 89 47 35 103 61 49 40 1,7 10 .0940 (] ®
12 (10,8 m7| 102 55 40 118 71 56 45 2 12 .1080 ° )
%6 122 m7| 107 60 43 124 7 60 45 2,2 14 1220 o ®
58 |13 m7| 107 60 43 124 77 60 45 2,5 14 .1350 ° °
34 (166 m7 | 123 73 51 143 93 71 48 3 18 .1650 o ®
1" 2225 m7 | 150 91 63 170 109 83 56 4 25 .2225 [ ®

[pyrue pa3mepbl cnpanbHbIX CBEPN AaHHOI cepum - CM. Ha cTp. 32
Further twist drill dimensions, see page 32

Mpumep 3akasa - Ordering example: TE109924.0235

XBOCTOBMKW CBEPJ, HAuNHas ¢ anameTpa 6,0 MM, N0 3anpocy MOryT BbITb BbIMOHEHDI C Nbickamu, B cO0TB. ¢ ®opmoit HB (Weldon) nnn ®opmoit HE (Whistle Notch)
From shank dia. 6 mm with side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

= o



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

60°
P =~ DIN
u N F 371/374
YHaucmumpoBaHHas ploiimoas peab6a ASME B1.1, menkuii war HSSE
Unified fine thread ASME B1.1
Iy u ﬁ i kl
I3 g 3 g S‘
| = 2
2 = Ty )
o e —3—— — =~ DIN 371
[
b 0 & RE
L u K
sl — | ——3 __| ~DIN 374 - -
[Jonyck - Tolerance 2B ) 2B 2B ) 2B )
06paboTka noBepxHOCTY / MI3HOCOCTOMKOE NoKpbITUE - Coating NT2 ) GLT-1 NE2 ) GLT-1 )
TexHnyeckas nHdopmauus R | RIS |
Technical information
vy B/45 ) B/45 | c/23 | c/23 |
‘} E/0/P | E/O0/P | E/0/P | E/O0/P |
max. 3 x d4 max. 2,5 X dq
Tvn oTBEpCTMS 1 rNy6UHA Pe3bObl T
Thread depth and hole type n
06nacTb NPUMeEHeHMs Cranm Steel materials | [P 11-31 1 |P 1141 1 [P 1131 1 [P 1144 J
— 06pagaTbiBaeMble MaTepuasl HepasetoLuye ctanu Stainless steel materials | 11-3.1 11-3.1 |
Applications — material »E4 YyryHb! Cast materials JIK @382 ) |K[11382 ) K 1132 | K 11382 )
Jiérkue cnnasbl Non ferrous materials | N 14-621-5 N 145215 |
= DIN 371 ApTt. Ne (kop ans 3akasa) - Tool ident B5207300 B520C300 B5503200 B550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 1B-MULTI 1B-MULTI 1-MULTI-R35 | 1-MULTI-R45
9 dq p Code NT2 GLT-1 NE2 GLT-1
DI0AM oM Gg/1" (tpi) l4 lo I3 g dp
Nr.10  0.1900 32 70 15 25 6 49 4,1 .5041 ° ° ° °
1/4  0.2500 28 80 17 30 7 55 55 .5043 ° ) ° °
516 0.3125 24 90 17 35 8 6,2 6,9 .5044 ° ° ° °
3/8  0.3750 24 90 18 35 10 8 85 .5045 [ o ° °
=~ DIN 374 Apr. No (kop ans 3akasa) - Tool ident €5207300 €520C300 €5503200 C550C400
Pasmep Rekord Rekord Enorm Enorm
Dimens. 2B-MULTI 2B-MULTI 2-MULTI-R35 | 2-MULTI-R45
g d p Code NT2 GLT-1 NE2 GLT-1
oM groiim - Gg/1" (tpi) l4 lo g dp O
7he 0.4375 20 100 22 8 6,2 9,9 .5046 ° ° ° °
1/2 0.5000 20 100 22 9 7 11,5 .5047 ° ) ° °
916  0.5625 18 100 22 11 9 12,9 .5048 ° ° ° °
5/ 0.6250 18 100 22 12 9 14,5 .5049 ° ° ° °
3/ 0.7500 16 110 25 14 11 17,5 .5050 [ o o °

Mpumep 3akasa - Ordering example: B5207300.5041

%



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

LienbHble TBEPAOCHNABHbIE CIMPaNbHbIE CBEPNA
NS NOArOTOBKY OTBEPCTHIA NOf, Pe3boy

y
A

< EF-Drill MULTI 3x D

ody ¢ D)

EF-Drill MULTI5 x D

DIN
6537
K+L

VHM
Carbide

EMUGE

2 2FF IT9-IT10 DIN 6535
TIALN R30 ) )
HAC S
T21 @ @ 140° 140°
[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NpUMeHeHus Cramn Steel materials ) P 1151 )| P 1151
— 06pagaTbiBaemble MaTepuarbl Hep)xaBetoLLye cTanm Stainless steel materials | 1.1 ] 1.1-4.1
Applications — material »E 6 YyryHbl Cast materials J K 1.1-42 ) K 1.1-42
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials ) S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
lon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy Tol l4 lo I3 l1 lo I3 g I5 0 do TIALN-T21 TIALN-T21
Nr. 10 41 m7| 66 24 17 74 36 29 36 0,7 6 .0410 [ °
1a 55 m7| 66 28 20 82 44 35 36 1 6 .0550 ° °
5/16 69 m7| 79 34 24 91 5 43 36 1,3 8 .0690 (] (]
3/8 85 m7| 89 47 35 103 61 49 40 1,5 10 .0850 [ °
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
lon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
gdy Tol l4 lo I3 l1 lo I3 g I5 0 do TIALN-T21 TIALN-T21
e 99 m7 89 47 3 103 61 49 40 1,8 10 .0990 (] L]
1/2 115 m7| 102 55 40 118 71 56 45 2,1 12 1150 ° °
%16 129 m7 | 107 60 43 124 77 60 45 2,3 14 1290 ° °
5/g 145 m7| 115 65 45 133 83 63 48 2,6 16 1450 ° °
3/a 175 m7| 123 73 51 143 93 71 48 3,2 18 1750 ° [

[ipyrue pa3mepbl cnpasbHbIX CBEPA AAHHOI CEpUM - CM. Ha CTp. 32
Further twist drill dimensions, see page 32

Mpumep 3akasa - Ordering example: TE109924.0410

Mo 3anpocy XBOCTOBMKM CBEP/ MOTYT GbITb BbIMOMHEHI C Jbickamu, B C00TB. ¢ dopmoii HB (Weldon) nnu ®opmoi HE (Whistle Notch)

With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

= v



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

55°
DIN
G 5156
TpyGHas pe3bba, pe3abda Bursopta ( DIN EN IS0 228 ) HSSE |
Whitworth pipe thread DIN EN ISO 228

EMUGE
“WILTI-

Hel ]« — DIN 5156

[Jonyck - Tolerance X X )
06paboTka noBepxHoCTY / MI3HOCOCTONMKOE NoKpbITUE - Coating NT2 ) GLT-1

vy C/2-3 )| cC/23 )

& | E/0/P )| E/O/P )

TexHnyeckas nHdopmauus
Technical information

max. 2 x d4
Tvn oTBEpCTMS 1 rNy6UHA Pe3bobl T
Thread depth and hole type n
06nacTb NPUMEHeHMS YyryHbl Cast materials ||K 1142 | K 1142
— 06pagaTbisagmbie MaTepual Jlérkue cnnasbl Non ferrous materials | | N 4. | |N 156,26 |
Applications — material »Z4 N 41,51 J
DIN 5156 Aprt. Ne (Kog ans 3akasa) - Tool ident C510D601 €510G101
HomuH. pasmep Pa3mep Rekord Rekord
Nominal size Dimens. 2A-MULTI 2A-MULTI
9 dyq 0 d P Code NT2 GLT-1
MM Gg/1" (tpi) 4 lo gdy O

G 1/8 9,73 28 90 18 7 5,9 8,38 .4035 ° °

1/4 13,16 19 100 22 1 9 11,8 .4036 ° °

3/8 16,66 19 100 22 12 9 15,25 .4037 ° °

1/2 20,96 14 125 25 16 12 19 .4038 ° °

3/4 26,44 14 140 28 20 16 245 .4040 ° °

Mpumep 3akasa - Ordering example: G510D601.4035

5



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

EMUGE

LienbHble TBEpAOCNABHbIE CMPaNbHble CBEPNA DIN
NS NOArOTOBKY OTBEPCTHIA NOf, Pe3boy 6537
K+L
VHM 3
Carbide
[
Ip Is
I3
— 5
< = I<|  EF-DrinmuLTI3 XD
h
Iy Iy
I3
] EF-Drill MULTI5 x D
72 2FF IT9-IT10 DIN 6535
TIALN R30 ) )
T21 HAC S
140° 140°
[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NPUMEHEHMS Cranm Steel materials ) P 1151 | P 1151
~ 06patarbiBagMbie MaTepuatbi HepasetoLuve ctanm Stainless steel materials | 1.1 )| 1.1-41
Applications — material »E 6 YyryHbl Cast materials ) K 1.1-42 ] K 1.1-42
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials )| S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
[Lon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
ody Tol| | Iy I I Iy I ly l odp TIALN-T21 TIALN-T21
G/s 88 m7 89 47 88 103 61 49 40 1,6 10 .0880 [ °
G/a 1,8 m7| 102 55 40 118 71 56 45 2,1 12 1180 ° °
G3/s 15,25 m7 | 115 65 45 133 83 63 48 2,8 16 1525 ° °
G1/2 19 m7 | 131 79 55 153 101 77 50 3,5 20 .1900 ° °
G %4 245 m7| 150 91 63 176 117 89 56 45 25 .2450 [ ®

[pyrue pasmepbl cnmpanbHbIx CBEPN AAHHON CEpuUn - CM. Ha cTp. 32
Further twist drill dimensions, see page 32

Io 3anpocy XBOCTOBMKM CBEPN MOTYT 6bITb BbIMONHEHbI C ibICKamu, B cooTB. ¢ ®opmoii HB (Weldon) nnu ®opmoii HE (Whistle Notch)
With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

Mpumep 3akasa - Ordering example: TA109924.0830

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request

= o



LA=IN\TLJCS=  Meruuxn cepun MULTI - MULTI Taps

G

Tpy6Has pe3b6a, peabda Bureopta ( DIN EN IS0 228 )

Whitworth pipe thread DIN EN ISO 228

-4 | o

DIN 5156

DIN
5156

HSSE

Jonyck - Tolerance

06paboTka noBepxHoCTY / MI3HOCOCTONMKOE NoKpbITUE - Coating NT2 ) GLT-1 |} NE2 ) GLT-1 )
TeXHM_uec_Kaﬂ MHd?OpMauMﬂ RB R4S )
Technical information
vy B/45 | B/45 | c/2-3 ) c/2-3 )
¢ E/O/P )| E/O/P )| E/O/P )| E/O/P )
max. 3 x d4 max. 2,5 x dy
Tvn oTBEpCTMS 1 rNy6UHA Pe3bObl T
Thread depth and hole type n
06naCTS npAMeHeHs Cranm Steel material | |P @SN | P @A | P @SN | P @
— 06pagaTbiBaeMble MaTepuasl HepasetoLuye ctanu Stainless steel materials | 11-3.1 | 11-3.1 |
Applications — material »E4 Hyryve Cast materials | |k @S2 |k @820 |« [@EE2N |k @z
JIérkve cnnasb Non ferrous materials | N - N _
DIN 5156 Apr. Ne (Kop Ans 3akasa) - Tool ident €5207300 €520C300 €5503200 €550C400
HomuH. pa3mep Pasmep Rekord Rekord Enorm Enorm
Nominal size Dimens. 2B-MULTI 2B-MULTI 2-MULTI-R35 | 2-MULTI-R45
g dq 0 d p Code NT2 GLT-1 NE2 GLT-1
MM Gg/1" (tpi) 4 lo gdy O
G 1/8 9,73 28 90 18 7 5.5 8,8 .4035 ° ° ° °
1/4 13,16 19 100 22 1 9 11,8 .4036 ° ) ° °
3/s 16,66 19 100 22 12 9 15,25 .4037 ° ° ° °
1/2 20,96 14 125 25 16 12 19 .4038 ° ° ° °
3/a 26,44 14 140 28 20 16 245 .4040 [ ° o °

Mpumep 3akasa - Ordering example: G5207300.4035

0 ERS



CnupanbHblie cBépna cepun MULTI - MULTI Twist Drills for Preparation of Thread Hole

EMUGE

LienbHble TBEpAOCNABHbIE CMPaNbHble CBEPNA DIN
NS NOArOTOBKY OTBEPCTHIA NOf, Pe3boy 6537
K+L
VHM 3
Carbide
[
Ip Is
I3
— 5
< = I<|  EF-DrinmuLTI3 XD
h
Iy Iy
I3
] EF-Drill MULTI5 x D
72 2FF IT9-IT10 DIN 6535
TIALN R30 ) )
T21 HAC S
140° 140°
[ny6uHa ceepneHus
Drill depth 3xD 5xD
06nacTb NPUMEHEHMS Cranm Steel materials ) P 1151 | P 1151
~ 06patarbiBagMbie MaTepuatbi HepxasetoLuve ctanm Stainless steel materials | 1.1 )| 1.1-41
Applications — material »E 6 YyryHbl Cast materials ) K 1.1-42 ] K 1.1-42
JIérkue crinasbl Non ferrous materials | N 1.1-1521-28 N 1.1-1521-28
Credl. XaponpoyHble cniasbl  Special materials )| S 1213
Apt. Ne (kop ans 3akasa) - Tool ident TA109924 TA219924
[Lon. 3xD 5xD Pa3mep EF-Drill MULTI EF-Drill MULTI
Dimens. DIN6537K-HA DIN6537L-HA
Code AK-2FF IK-2FF
ody Tol| | Iy I I Iy I ly l odp TIALN-T21 TIALN-T21
G/s 88 m7 89 47 88 103 61 49 40 1,6 10 .0880 [ °
G/a 1,8 m7| 102 55 40 118 71 56 45 2,1 12 1180 ° °
G3/s 15,25 m7 | 115 65 45 133 83 63 48 2,8 16 1525 ° °
G1/2 19 m7 | 131 79 55 153 101 77 50 3,5 20 .1900 ° °
G %4 245 m7| 150 91 63 176 117 89 56 45 25 .2450 [ ®

[pyrue pasmepbl cnmpanbHbIx CBEPN AAHHON CEpuUn - CM. Ha cTp. 32
Further twist drill dimensions, see page 32

Io 3anpocy XBOCTOBMKM CBEPN MOTYT 6bITb BbIMONHEHbI C ibICKamu, B cooTB. ¢ ®opmoii HB (Weldon) nnu ®opmoii HE (Whistle Notch)
With side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

Mpumep 3akasa - Ordering example: TA109924.0830

o = Cknaackas no3vums MHCTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - no 3anpocy - Available at short notice, price on request
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E M UG E CnupanbHbie ceépna cepum MULTI - MULTI Twist Drills for Preparation of Thread Hole

LienbHble TBEPAOCMNABHbIE CTIMPanbHbIe CBEPNA
NS NOArOTOBKY OTBEPCTHIA NOJ, Pe3boy

ody ¢ D)

s

E

DIN
6537
K+L

VHM
Carbide

EF-Drill Micro-MULTI
EF-Drill MULTI 3 x D

F==s=ec=——{ <[ EF-Drill MULTI 5 X D

TIALN
T21

-

2FF

&

J IT9-IT10 J

HAC D

DIN 6535J

v

118°

rd

140°

b

[ny6uHa ceepnexns =
Drill depth Micro 3xD 5xD
06nacTb NPUMEHEHMS Cram Steel materials || P [1.1-51 1| P (1151 1| P (1151 |
~ 06pabaTbBaeMbie MaTepuanl Hepxaselolute cTanu Stainless steel materials | 1.1-4.1 | 1.1 | 1.1-4.1 |
Applications — material »E6 YyryHbl Cast materials || K (1142 || K [11-42 || K [1.1-42 J
JIérkue cnnasbl Non ferrous materials | | N 11.1-1.5,22-23' | N (1.1-1521-28 | N (1.1-152.1-28
CreL. )aponpoyHble cniasbl  Special materials 1S 12113 J S 1213
Apr. N (kop ans 3akasa) - Tool ident TE109924 TA109924 TA219924
Micro EF-Drill EF-Drill MULTI EF-Drill MULTI
Micro-MULTI HA | DING537K-HA DIN6537L-HA
9 dy AK-2FF AK-2FF IK-2FF
n6 I Iy I3 4 g do TIALN-T21 TIALN-T21 TIALN-T21
1,60 38 12 9,9 26 2 °
1,85 38 12 9,6 26 2 °
2,05 38 12 9,35 26 3 °
2,33 38 12 8,95 26 3 °
2,35 38 12 8,95 26 3 °
2,50 38 12 8,75 26 3 °
3xD 5xD
(4] d1
m7 lh 2 I3 l Iz I3 Iy 0 dy
2,80 - 290 57 16 11 61 22 17 36 6 ° °
3,00 - 3,70 62 20 14 66 28 23 36 6 ° °
3,80 - 4,70 66 24 17 74 36 29 36 6 ) °
480 - 6,00 66 28 20 82 44 35 36 6 ° °
6,10 - 7,00 79 34 24 91 53 43 36 8 ° °
7,10 - 8,00 79 4 29 91 53 43 36 8 ° °
8,10 - 10,00 89 47 35 103 61 49 40 10 ) °
10,10 - 12,00 102 55 40 118 7 56 45 12 ° °
12,10 - 14,00 107 60 43 124 77 60 45 14 ° °
14,10 - 16,00 115 65 45 133 83 63 48 16 ) °
16,10 - 18,00 123 73 51 143 93 71 48 18 ° °
18,10 - 20,00 131 79 55 153 101 77 50 20 ° °
20,10 - 22,00 146 85 59 170 109 83 56 25 ) °
22,10 - 25,00 150 91 63 176 117 89 56 25 ° °

XBOCTOBMKY CBEPA, HA4NHAs ¢ AnameTpa 6,0 MM, N0 3anpocy MOryT ObiTb BbINOHEHbI C Nbickamu, B co0TB. ¢ ®opmoit HB (Weldon) unn dopmoit HE (Whistle Notch)
From shank dia. 6 mm with side-lock clamping (Form HB) or with inclined clamping flat (Form HE) upon request

[lpyrue pasmepbl no 3anpocy
Other sizes upon request

JloCTYNHbIE pexyLune amameTpbl cnmpanbHbix cBépn cepun MULTI [Mm]
Available cutting diameter of MULTI twist drills [mm]

160 1,85 205 233
460 4,65 4,70 480
690 7,00 7,40 7,45

2508
5,00
7,60
10,30 10,40 10,50 10,80 11,00

2,50
510
7,80

280 285 300 310 320 330 340 350 370 390 400 4710
520 530 550 555 560 5,70 580 590 6,00 620 635 6,40
800 820 850 860 880 900 930 935 940 950 960 9,80
11,20 11,25 11,85 11,50 11,60 11,80 12,00 12,20 12,50 12,70 12,90 13,00 13,10

420 430 4,50
6,50 6,60 6,80
9,90 10,00 10,20
13,35 13,50 14,00

14,60 15,00 15,10 15,25 15,35 15,50 16,00 16,50 17,50 18,50 19,00 19,50 20,60 21,00 22,25 22,50 24,50

g

@ = CKnazckas nosuums MHCTpymeHTa - Stock tool, see price list
O = Hannuue nHCTpymeHTa - no 3anpocy - Available at short notice, price on request



Cepsuc o nepeToyKe 1 NepeHaHeceHnto M3HOCOCTOMKOro NoKpeiTks - Regrinding and Recoating Service E M UE E

MepeTouka (nepelwunmdgoBKa) 1 nepeHaHeceHne N3HOCOCTONKOrO MOKPbITUS
MOTYT 6bITb CYLLLECTBEHHbIM BKJIALOM B 3KOHOMUKY 3(P(EKTUBHOIO
1CMONb30BaHMS LieNIbHbIX TBEPA0CNABHBIX CBEPSI.

lMepeToyka 1 NnepeHaHeceHNe N3HOCOCTONKOrO NOKPbITUS B koMnaHu EMUGE

Regrinding and recoating form an essential contribution to the economically
efficient use of drilling tools.

rapaHTupyeT BOCCTaHOBJIEHNE OpI/IFI/IHaJ'IbHOI7I reomMeTpum 1 opurnHanbHoro

M3HOCOCTOMKOrO MOKPbITUA NHCTPYMEHTA.

The EMUGE regrinding and recoating service guarantees the restoration of
the original geometry and the original coating of the tool.

3akasuuk

Tpancnopt

WNHCTpYMEHTbI MOryT 6bITb OTNPaBeHbl Bamu
HenocpencTeHHo B EMUGE, nn6o nepepaHbl 6nmxaniiemy
K Bam npepgcrasutenio EMUGE.

lpn HEO6X0AMMOCTH, Mbl MOXXEM MPESOCTaBUTL Bam
cnewuyanbHbli suwk TOOL BOX - ans 6onee yao6Hoi
YNaKOoBKM UHCTPYMEHTOB, OTNpaBNsieMblx Bamu ans
BOCCTAHOB/NEHUS.

lMepeToyka u nepeHaHeCceHNe NOKPbITUS

Mepe/ HaYaIoM OPUTrMHALHOrO BOCCTAHOBIIEHNA BCE
WHCTPYMEHTBI TLATESIbHO NPOBEPAIOTCS Ha NPeaMEeT X
061LIEro COCTOSAHMSA 1 BO3MOXHOIO HAMYMsA CKPbIThIX
JetheKToB. EC cnpaibHble CBEpAa OLEHUBAIOTCS
TOAHbIMY, JANee, OHI BOCCTAHAB/NBAIOTCA HA TOM e
060PY/0BAHUN 1 NOJBEPratoTCsA TOM e MPOBEpKe

Customer

Transport
The tools can be sent either to EMUGE
directly, or picked up by your local EMUGE
sales contact.

Our special TOOL BOX is available for that
if you need it.

Regrinding and recoating

Before the actual refitting, the tools are
checked carefully for their condition.

If found suitable, the twist drills are
resharpened on production machines, and
subject to the same quality inspection as
new tools.

KayecCTBa, YTO W BCE HOBbIE MHCTPYMEHTI.

0Trpyska

Yepes 2 - 3 Hepieny NEPETOYEHHbIE 1 NEPENOKPbIThIE
CBEPNa, 6epeXKHO 1 OPUrMHANBHO YMaKoBaHHbIE, OyayT
oTnpaBneHbl Bam 06paTHo, B apec ykasaHHbin Bamu.

Shipping

The reground and recoated drilling tools
are returned after 2-3 weeks to the address
specified by you, safely packed.

3akKasumk Customer
Cnncok png nepeTovku
Regrinding list
Homep 3akasa
0 d Order no.
1,60 - 6,00 TZ100009.0600 °
6,10 - 8,00 TZ100009.0800 °
8,10 - 10,00 T2100009.1000 °
10,10 - 12,00 TZ100009.1200 °
12,10 - 14,00 TZ100009.1400 °
14,10 - 16,00 TZ100009.1600 °
16,10 - 18,00 TZ100009.1800 °
18,10 - 20,00 TZ100009.2000 °
20,10 - 25,00 1Z100009.2500 (J

=



E M UG E Pe3b6oBbie thpesbl cepun MULTI - MULTI Thread Milling Cutters

60°

MeTtpuueckas pe3b6a, ocHoBHow war (IS0 / DIN 13)
ISO Metric coarse thread DIN 13

[ins BHYTpeHHen pe3b0bl
For internal threads

VHM | qan
Carbide T4
R15 RH + LH
23 -74 | DIN 6535
N
((
?’ HB &

GF

ny6uHa pe3bobl

~2xD

Thread depth
06nacTb NPUMEHEHMS Cranm Steel materials ) P 1131
— 06pagaTbiBaeMble MaTepuanl HepxxasetoLume ctanm Stainless steel materials | 11-21
Applications — material » 210 YyryHbl Cast materials ) K 1.1-42
Jlérkve cnnasbl Non ferrous materials | N 1.1-27,31-52
CneunanbHble (xaponpoyHble) Special materials | S 111221
Lar peab0bl KOMN4eCTBO GF-MULTI
3y6beB 2xD
oD P 0 d; R15-1KZ-HB
MM MM MM 0dy l4 lo I3 z TIALN-T4
M 5 0,8 4 6 5 10,8 36 8 GF835117.0050 [
6 1 4,8 6 55 12,5 36 3 GF835117.0060 °
8 1,25 59 6 63 16,8 36 3 GF835117.0080 °
10 1,5 79 8 70 20,2 36 3 GF835117.0100 °
12 1,75 99 10 80 25,3 40 4 GF835117.0112 [
14 2 11,6 12 90 28,9 45 4 GF835117.0114 °
16 2 11,9 12 90 329 45 4 GF835117.0116 °
60°
MeTtpuyeckas pe3bda, menkuii war (1S0 / DIN 13)
ISO Metric fine thread DIN 13
war pesb6bl KONMYECTBO GF-MULTI
3y0beB 2xD
oD P 0d R15-1KZ-HB
MM MM MM 0dy l4 lo I3 Z TIALN-T4
M 5 X 0,5 43 6 55 10,2 36 3 GF835117.0218 [
6 X 0,75 5 6 55 12,4 36 3 GF835117.0229 °
8 X 0,75 59 6 63 16,8 36 3 GF835117.0250 [
8 X 1 5,9 6 63 16,4 36 3 GF835117.0251 °
10 X 1 7,9 8 70 20,5 36 3 GF835117.0276 [
12 X 1 9,9 10 80 24,5 40 4 GF835117.0301 °
12 X 1,5 9,9 10 80 24,7 40 4 GF835117.0303 [
14 X 1,5 9,9 10 80 29,2 40 4 GF835117.0331 °
16 X 1.5 11,9 12 90 32,2 45 4 GF835117.0359 []

"



Pe3booBbie hpeabl MULTI - MULTI Thread Milling Cutters with 30° Countersinking Step

60°

MeTtpuyeckas pe3b6a, ocHoBHow war (IS0 / DIN 13)

ISO Metric coarse thread DIN 13

Ins BHYTpeHHen pe3b0bl
For internal threads

0 do

VHM TIALN
Carbide T4
—
R15 RH + LH
Z3-74 | DIN6535
N
((
?, HB [
120° 9D

s EMUGE

C [AONONHUTENbHOW BO3MOXXHOCTbIO
topmupoBaHus 3axopHoi packu 30°

[ny6uHa pe3bobl
Thread depth

~2xD

06nacTb NPUMEHEHMS Cranm Steel materials ) P 11-31
~ 06patarbiBagmbie MaTepuasi HepxasetoLuve cTanm Stainless steel materials | 1.1-21
Applications — material » 510 YyryHb! Cast materials J K 11-42
JIérkue cnnasbl Non ferrous materials | N 11-27,3152
CrieumanbHble (xaponpoyHble) Special materials ) S 111221
war pesbobl KONMYeCTBO GSF-MULTI
3y6beB 2xD
0D P 0 d; R15-1KZ-HB
MM MM MM 9 do l4 lo I3 9 dg Is Z TIALN-T4
M 5 0,8 4 6 55 10,8 36 5,3 11,2 8 GF895117.0050 °
6 1 47 8 62 13,5 36 6,3 139 3 GF895117.0060 °
8 1,25 6,5 10 74 18,1 40 8,3 18,6 8 GF895117.0080 °
10 1,5 8 10 74 23,2 40 10 23,8 3 GF895117.0100 °
12 1,75 10 14 90 25,8 45 12,3 26,5 4 GF895117.0112 °
14 2 11 16 100 315 48 14,3 32,5 4 GF895117.0114 °
16 2 12,5 16 100 355 48 *) *) 4 GF895117.0116 °
*) dpe3epoBaHe (acku Ha Bxoae
Countersinking chamfer on face side
60°
ﬁ
MeTtpuyeckas pe3b6a, menkuii war (IS0 / DIN 13)
ISO Metric fine thread DIN 13
war pesbobl KONMYeCTBO GSF-MULTI
3y6beB 2xD
oD p 0d; R15-1KZ-HB
MM MM MM 9do l4 lo I3 9 dg Is VA TIALN-T4
M 8 x 1 6,5 10 74 18,5 40 8,3 19 3 GF895117.0251 o
10 x 1 8 10 74 22,5 40 10 23 3 GF895117.0276 °
12 x 1 10 14 90 26,8 45 12,3 27,4 4 GF895117.0301 °
12 x 15 10 14 90 26,6 45 12,3 27,3 4 GF895117.0303 °
14 x 15 11 16 100 31,1 48 14,3 32,1 4 GF895117.0331 o
16 x 15 12,5 16 100 35,6 48 *) ") 4 GF895117.0359 °

*) ®pe3epoBaHue thacki Ha Bxoge
Countersinking chamfer on face side

@ = CKnajckas nosuums MHCTpymeHTa - Stock tool, see price list

O = Hannune nHcTpymenTa - no 3anpocy - Available at short notice, price on request

=



A=I\/IILL 5= Peav6osbiec dhpes MULTI - MULTI Thread Milling Cutters with 30° Countersinking Step

GSF

60°
P VHM TIALN C AONOJSIHUTESIbHON BO3MOXHOCTbIO
u N c Carbide T4 thopmupoBaxus 3axogHoi hacku 30°
—
YHucmumpoBaHHas proiimoasi pesb6a ASME B1.1, ocHoBHOM Liar R15 RH + LH
Unified coarse thread ASME B1.1
— —
. Z3 - Z4 | DIN 6535
Lns BHyTpeHHel pe3bobl =
For internal threads ?} he £ -,
— —
9D
— —
_T_
|
—  —
ny6uHa pe3bobl
Thread depth ~ 2 X D
0GRACTb MpUMEHeHUS Cranm Steel materials ) P 1131
— 06pabatbiBaemble MaTepuabl HepxasetoLuye cranm Stainless steel materials | 1.1-2.1
Applications — material »[E 10 YyryHol Cast materials J K 1142
JIérkue cnnasbl Non ferrous materials | N 11-27,3152
CreunanbHble (XaponpoyHble) Special materials )| S 111221
KONMYEeCTBO GSF-MULTI
3y0beB 2xD
0 dy p 0 d R15-1KZ-HB
Mol ot Gg/1" (tpi)  mM 0dp I I I3 0 ds Is Z TIALN-T4
1/a 0.2500 20 4,7 8 62 14,6 36 6,7 15,1 3 GF895117.5009 )
5/16 0.3125 18 6,1 10 74 17,6 40 8,2 18,2 3 GF895117.5010 )
3/s 0.3750 16 7,6 12 80 21,4 45 9,8 22 3 GF895117.5011 [
716 0.4375 14 8,8 14 90 24,4 45 11,4 25,2 3 GF895117.5012 °
1/2 0.5000 13 10,1 14 90 26,9 45 13 27,7 4 GF895117.5013 )
916  0.5625 12 11,4 16 100 31,2 48 14,6 32,1 4 GF895117.5014 )
5/g 0.6250 11 12,7 16 100 34,1 48 16 35 4 GF895117.5015 )
3/a 0.7500 10 15,2 20 110 42,5 50 19,4 43,7 5 GF895117.5016 [
/s 0.8750 9 18,8 20 115 50,1 50 *) *) 5 GF895117.5017 )
1" 1.0000 8 19,9 20 115 50 50 *) ) 5 GF895117.5018 [
*) ®pe3sepoBaHue hackn Ha BXOAE
Countersinking chamfer on face side
60°
YHuchmuupoBaHHas proiimosas pesb6a ASME B1.1, menkuii war
Unified fine thread ASME B1.1
KONN4eCTBO GSF-MULTI
3y6beB 2xD
@ d p 9 d R15-1KZ-HB
aioim oM Gg/1" (tpi) MM 0 dyp l4 lo I3 0 dg Is Z TIALN-T4
/4 0.2500 28 47 8 62 14 36 6,7 14,6 3 GF895117.5043 °
5/16 0.3125 24 6,1 10 74 17,4 40 8,2 18 3 GF895117.5044 )
3/8  0.3750 24 7,6 12 80 21,7 45 9,8 22,3 3 GF895117.5045 °
76  0.4375 20 8,8 14 90 24,7 45 11,4 25,5 3 GF895117.5046 )
/2 0.5000 20 10,1 14 90 27,6 45 13 28,5 4 GF895117.5047 °
916  0.5625 18 11,4 16 100 32,1 48 14,6 33 4 GF895117.5048 )
5/8 0.6250 18 12,7 16 100 34,9 48 16 359 4 GF895117.5049 [
3/a 0.7500 16 15,2 20 110 42,5 50 19,4 43,7 5 GF895117.5050 [

% B



Pe3abGoBble dhpeabi cepun MULTI - MULTI Thread Milling Cutters & &=EMUGE

55°
VHM TIALN
G Carbide | T4
Tpy6Has pe3bba, pe3abda Butsopta ( DIN EN IS0 228 ) R15 RH + LH
Whitworth pipe thread DIN EN ISO 228
Z3-75 | DIN6535
N
’ﬁ, HB (&)
e—
oD oD
Iins BHYTPEHHEN 1 HapYXXHOiA pe3b0bl @4 ___
For internal and external threads m ﬂ' 1
z
06nacTb NPUMEHEHMS Cranm Steel materials )| P 1131 J
— 06pagaTbiBaemble MaTepansl HepxaseolLive cram Stainless steel materials | 1.1-2.1 |
Applications — material »E 10 YyryHbl Cast materials | K 1.1-42 J
JIérkve cnnasbl Non ferrous materials | N 11-27,31-52
CrieumanbHble (xaponpoyHble) Special materials ) S 111221 |
KOSINYECTBO GF-MULTI
3y0ves R15-1KZ-HB
gD P 0 dy TIALN-T4
L0iiM Gg/1" (tpi) MM 0dy Iy Iy Iy 7
G 1/s 28 79 8 70 20,4 36 8 GF835117.4035 °
1/a 19 11,0 12 90 27,3 45 4 GF835117.4036 [ ]
3/s 19 11,9 12 90 34 45 4 GF835117.4037 )
1/2 14 13,9 14 95 42,6 45 4 GF835117.4038 [
5/g-3/4 14 15,9 16 90 37,2 48 5 GF825117.4039 °
1" 11 15,9 16 90 35,8 48 5 GF8A5117.4042 [
1) lnameTp, OTHOCSLMIACS K BHYTPEHHEIA TPYGHON Pe3b6e, COOTB. Hapy»HON TPYGHOII pe3be
Diameter related to internal pipe thread resp. external pipe thread
@ = CKnazckas noavums MHCTpymenTa - Stock tool, see price list LE£MLICE By
O = Hannune nHcTpymenTa - no 3anpocy - Available at short notice, price on request



2=\ UG == Peab6osbie dhpeabi cepun MULTI - MULTI Thread Milling Cutters GF-KEG

60° ¢ KaHaBkamu ans COX Bgonb XBOCTOBMKA
VHM TIALN with coolant grooves along the shank

NPT gov.p) )

AmepukaHckasa TpyOHas KoHuyeckas pesbda ( ANSI/ASME B1.20.1) L5 RH + LH
American tapered pipe thread ANSI/ASME B1.20.1

—  —

Z4 -75 | DIN 6535

N
’ﬁ, HB e
&

——  —

& |

Jinsi BHYTpEeHHE KOHNYECKOIi pe3b0bl —_—)
For internal tapered threads

9 Gg./9 thr. 7
S ( ) 5
I3
It
06nacTb NPUMEHEHMS Cranm Steel materials )| P 1151
— 06pagarbiBaemble MaTepuabl HepxaseloLLie cTanm Stainless steel materials | 1.1-4.1
Applications — material »E10 YyryHbl Cast materials | K 1.1-42
Jlérkve cnnasbl Non ferrous materials | N 1.1-52
CneunanbHble (XaponpoyHbie) Special materials ) S 11-26
3aKanéHHble Matepuansl Hard materials ) S 1112
Hom. pa3mep pesb6bl KONM4ecTBo GF-KEG-MULTI
Nom. size 3y0be8 L15-SKN-HB
D P 0 d4 TIALN-T46
Gg/1" (tpi) MM g dy 4 lo I3 7
116-1/8 27 59 8 60 13,63 36 4 GF18B209.9676 )
1/a-3/8 18 10,15 12 80 20,43 45 4 GF18B219.9677 °
12-3/a 14 14,25 16 85 26,27 48 4 GF18B239.9678 )
" -2" 1172 19,6 20 95 31,98 50 5 GF18B259.9679 [

NPT/API-LP- pe3b6oBble (hpesbl MMEOT CKOPPEKTUPOBAHHbIN Pe3b60BOI Npodunib
NPT/API-LP cutters are manufactured with a corrected profile

Pekomengaumv no npumeHenunto: Heobxoamumo umeTsb UMY ans nporpaMmupoBaHmns nepemeLLeHns pesbl No Cnupani ¢ y4ETOM M3MEHEHUS HYNIEBOM TOUKM
Ins KoM 4eTBepTH Nyt (4x90°) B COOTB. C KOI(PMULMEHTOM KOHYCHOCTM Pe3b0bl. B NpOTMBHOM Ciyyae nonyyeHHas pe3b6a 6yneT MMeTb CTyneHuaTblil Npousb.

Application recommendation: You must have an NC programme for spiral-worm keyway milling, otherwise the finished thread will have a stepped profile

o=



Peab6oBeie hpeabl MULTI - MULTI Circular Thread Milling Cutters . =N E

60°
VHM TIN
M M F = ‘
) )
MeTpuyeckas pe3bba, ocHoHow war (1S0 / DIN 13) RH + LH .
ISO Metric thread DIN 13 - IR
Z1-175 | DIN 6535
HAC3
HB (&3
oD
[Ins BHYTpeHHen pe3b0bl ————
For internal threads U \
5 -Z]!:f 777777 e . ] —
=) ﬂﬁ 777777777 N e =
¥ N
Is I3
It
[ny6uHa pe3bobl
Thread depth 2 X D
06nacTb NPUMEHEHMS Cranm Steel materials J P 1151
— 0GpagaTbiBaeMble MaTepuanl HepxxasetoLume ctanm Stainless steel materials | 1.1-4.1
Applications — material » 210 YyryHbl Cast materials ) K 1.1-42
Jlérkve cnnasbl Non ferrous materials | N 1.1-52
CneumanbHble (xaponpoytble) Special materials )| S 11-26
3aKanéHHble Matepuansl Hard materials ) S 1112
MaKCUMasbHbIi KONMYECTBO ZGF-MULTI ZGF-MULTI
Lwar pesb0bl 3y6beB 2xD 2xD
oD Prax. 0 dy IKZ-HA IKZ-HB
MM MM l4 I3 I5 MM 0dy Z TIN TIN
M1 -M1,27) 0,25 39 28 2,8 0,7 3 1 GF243705.0010 °
M1,4-M1,87) 0,35 39 28 3,5 1,04 3 2 GF253705.0014 °
M2 -M237) 0,45 39 28 48 1,52 3 3 GF253705.0020 °
M25-M3 1) 0,5 39 28 6 1,95 3 3 GF253705.0025 °
M3,5- M4,5 1) 0,75 42 28 9 2,78 4 3 GF253705.0035 °
M5 -M7 1) 1,0 55 36 14 4 6 4 GF253705.0050 ° GF253105.0050 °
M8 -M10 1,5 62 36 19,8 6,5 8 5 GF253705.0080 ° GF253105.0080 )
M12 - M16 2,0 78 40 31,8 9,9 10 5 GF253705.0112 ° GF253105.0112 °
1) McnonHeHne 6e3 0TBEPCTUiA NS BHYTpeHHero noagoaa COX [pyrve BapuaHTbl N0 pasmepy 1 KOHCTPYKLMK - 110 3anpocy
Design without internal coolant supply IKZ Other designs upon request

Takoke, NoaXopAT A METPUYECKOM pe3bObl ¢ Menkum warom (MF) n yacTu4Ho Ansi HEKOTOpbIX pe3bd cTaHpapTa UN
Suitable also for Metric fie threads (MF) and partly also for UN threads

@ = CKnazckas noavums MHCTpymenTa - Stock tool, see price list 39
O = Hannune nHcTpymenTa - no 3anpocy - Available at short notice, price on request



E M u G E TexHuyeckas uHopmauus - Technical Information

Rekord A-MULTI

F—

Ui

* [IpsiMble KaHaBKK
o 3axoaHas yacTb opmbl C (2 - 3 HUTKK)
o [Insi CKBO3HbIX 1 TNYXMX OTBEPCTUN

Npumeyanue:

MeTumKm 3TOro TMNa B OCHOBHOM NpeJHa3Ha4eHbl 4
06paboTKN KOPOTKOCTPYXKEYHbIX MaTepuanos.

B npouecce ux paboTbl NPaKTUYECKN OTCYTCTBYET
nepeMeLLeHNe CTPYXXKI B 0CEBOM HanpasieHun. Tak Kak
B KaHaBKaXx MO)XXET NOMELLATbCA TONbKO OrpaHNyeHHoe
KONMYECTBO CTPYXKKM, Mbl HE PEKOMEH/YEM UCMOMb30BaTb
3TOT TUM METYUKOB NPU Hape3aHWUn Pe3bobl B rNYGOKMX
FNYXUX UK CKBO3HbIX OTBEPCTUSX NMPY 06paboTKe
JNIMHHOCTPY)XEYHbIX MaTepumanos.

e Straight flutes
e Chamfer form C (2-3 threads)
e For blind hole and through hole threads

Note:

Especially for short-chipping material.

The flutes can hold only a part of the chips.
There is practically no chip transport in an
axial direction. We do not recommend using
this tap type in deep blind hole or through hole
threads in long-chipping material.

Rekord B-MULTI

EMUGE
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* [IpsiMble KaHABKM CO CMNPANbHOI NOLTOYKON HA
3aX0AHOIA YacTN MeTHMKa

e 3axoaHas 4actb opmbl B (4 - 5 HUTOK)
® JIns CKBO3HbIX OTBEPCTUNA

NpumeyaHue:

MeTynKm 3TOro TUMa npeaHa3HayYeHbl Ans HapesaHus
pe3b0bl B CKBO3HbIX OTBEPCTUSX B ANMHHOCTPYXKEUHbIX
matepuanax. CnupanbHas NoLTOYKa Ha 3aX0LHOM YacTy
METYMKA BbITANIKNBAET aKKypPaTHO CBEPHYTbIE 3NEMEHTbI
CTPYXKKW BNepé, NpefoTBpaLLas TeM caMbim eé
NaKeTMPOBAHME B KaHABKaXx (MX 3aKyrnopuBaHue).

Mpwn atom COX cBO6OAHO NOJAETCS B 30HY pe3aHus.

BHumanue!

He ncnonb30BaTh AaHHbIA TUN METYMKOB NPU HApPE3aHWN
pe3b0bl C FNY6MHON MEHbLLIEN, YeM ry61UHA CKBO3HOMO
0TBEPCTUS, B KOTOPOM OHa Hape3aeTcs! 3T0 Heo6Xoaumo
QNS NpefoTBpaLLEeHNss BO3MOXHOI NONIOMKM UHCTPYMEHTA,
BCNEeACTBME NonafaHns CTPYXXKN NoJ, PEXYLLYI0 KPOMKY
npu pesepce!

e Straight flutes with spiral point

e Chamfer form B (4-5 threads)
e For through hole threads

Note:

Typical tool for through hole threads in
long-chipping material. The spiral point pushes
the tightly rolled chips ahead and prevents
clogging of the flutes.

Coolant-lubricant can flow freely.

Do not use this tap type for a reverse cut!

Enorm-MULTI

EMUGE
“AIDLTT—

X

® 35° - 45° NpaBOCTOPOHHME CMpPabHbIE KAHABKM
e 3axoaHas yactb opmbl G (2 - 3 HUTKK)

o JInq rayxux OTBEPCTUN B ANIMHHOCTPY)KEYHbIX
maTepuanax

Mpumeyanue:

MeT4mKun 3TOro TUNa NpeAHasHayeHbl NS Hape3aHus
pe3b0bl B FAYXWUX OTBEPCTUAX B JJIMHHOCTPYKEYHBIX
matepuanax. Heobxoaumas 1 athPeKTMBHAA IBaKyaLms
CTPY)KKW U3 FNyXIX OTBEPCTMIA 06ECNEYNBAETCA BONbLLMMU
yrnamu nofbema CnupasibHbIX CTPYXKEYHbIX KAHABOK.

BHumaHue!

MeTumKm 3TOro TMNa He PEKOMEHLYETCS UCMOMb30BATb
npu Hape3aHun pe3b0Obl B OTBEPCTUSX, UMEIOLLUX HA
BX0/1€ YBENMYEHHbIIA AnameTp (Hanpumep, noj rofioBKy
Gontan T.4.)!

e 35°- 45° right-hand spiral flutes
e Chamfer form C (2-3 threads)

 For blind hole threads in long-chipping
materials

Note:

Typical tool for blind hole threads in
long-chipping materials. The fast spiral flutes
provide good chip removal from the blind hole.
Not to be recommended for threads beginning
with an increased diameter.

o
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© PackaTHUK npefHasHayeH Ans U3rotToB/eHus
BHYTPEHHEi pe3bObl 6ECCTPYXKEYHbIM COCOOOM
(MeTooM NnacTMyeckoi aedopmamm)

© 3axoaHas yactb opmbl G (2 - 3 HUTKK)
o 1N CKBO3HbIX W FNyX1X OTBEPCTUI

MpumeyaHue:

B 3aBuCMMOCTM OT MaTepumana 3aroToBKM,
CYLLLECTBEHHBIM MPEUMYLLECTBOM, XapaKTepHbIM A1S
pe3b0bl, NOAYYEHHON METOAOM MIACTUYECKON
Jethopmauum, SBASIETCS He TObKO OT/IMYHOE KAuecTBO
LIEPOX0OBATOCTM NOBEPXHOCTU NPOUNS PE3bObI, HO 1
60/1ee BbICOKas CTaTU4ecKas u AUHaMU4eckas npoyHoCTb
TaKoun pe3bObl.

Mpwn 3TOM, B OT/IMYME OT METYMKOB, FNy6KHA hopMupyemoi
pe3b0bl HUKAK He OrpaHnyeHa HeoOX0AUMOCTbIO YaaNleHuns
CTPYXKW 13 00pabaTbiBaeMOro 0TBEPCTUS. PackaTHUKM
06/12Aa0T NPEBOCX0AHON CTabUIBbHOCTbIO, 0CO6EHHO, NPH
06paboTKe pe3b0bl MasbiX AMAMETPOB.

MeTonom xonoaHoi aedpopmauyu MoryT 6biTb 06paboTaHbl
BCE NNACTUYHbIe MaTepuabl. [py 3TOM, KpaitHe BXKHO
NPUMEHATb NOAXOASLLYIO CMa3Ky.

JInsi CKBO3HbIX OTBEPCTMIA M NPU FOPU3OHTANBHON
00pab0TKe Mbl PEKOMEHLYEM NMPUMEHSTb PACKATHUKM,
KOTOPbIE MMEIOT KaHaBKM [15 CMA3KN.

(UckmtoyeHne cocTaBnAoT: CKBO3HbIE OTBEPCTMS C 0YEHb
manoi rny6uHomn pesb0bl, HaNpuUMep, B LeTansx n3
TOHKOJIMCTOBOIO NpoKara).

WNHoraa, B 3aBUCMMOCTY OT KOHKPETHbIX YCIOBUN
06paboTKK, HEOOXOANMO [ONONHUTESNLHO KOPPEKTUPOBATH
JvameTp cBepna, 06bINHO PEKOMEH0BAHHbIN AN
MOArOTOBKW OTBEPCTUS NOA Pe3bOy, hopMupyemyto
METOZOM MNacTUYECKOoN AedopmaLuu.

¢ Cold-forming tap for the chipless production
of internal threads

e Chamfer form C (2-3 threads)
e For blind hole and through hole threads

Note:

Depending on the workpiece material, the essential
advantages of the cold-forming of threads are not
only excellent surface quality but also higher static
and dynamic strength of the thread.

The length of the thread to be produced is not
limited by chips which must be removed. The tools
feature an excellent stability, especially with small
thread sizes.

All ductile materials can be cold-formed. Sufficient
lubrication is essential.

We generally recommend using oil grooves for
through hole threads and horizontal machining.
(Exception: very short through hole threads, e.g.
sheet metal components).

Sometimes, it is necessary to adjust the
recommended thread hole preparatory diameter to
work conditions.

GF-MULTI

LienbHble TBepAoCcNnaBHbie pe3bGoBbie (hpesbl
o JIns U3roTOBNEHMS BHYTPEHHEN PE3bObl

o (dpe3a NMeET CKOPPEKTUPOBAHHbIN NPouNb, Ans
13roTOBNEHMS TOMbKO OAHOM0 pasmepa pe3bObl

* Heo6xoauma npensaputesibHas NoAroToBKa
0TBEPCTUSA Noj, pe3bby

Solid carbide thread milling cutters
e For the production of internal threads

 Tool for one single thread size, with corrected
thread profile

* Aready prepared thread hole is necessary

GSF-MULTI

LlenbHble TBEpAOCNNABHbIE Pe3b00BbIe (hpe3bl
C BO3MOXXHOCTbIO hopMupoBaHus hacku

© JIns U3roTOBNEHNS BHYTPEHHEN Pe3bObl

o [lns n3roToBNieHUs BHYTPEHHEN pe3bObl BMECTE C
3ax0/]HON (DACcKOM 3a 0JHY OnepaLyio

* (pesa NMeET CKOPPEKTMPOBaHHbIA NpouIb, Ans
13roTOBMEHMS TOMIbKO OAHOM0 pasmepa pe3bobl

* Heo6xoauma npefgaputesibHas nogroToBka
0TBEpPCTUA Nop, pe3boy

I

Solid carbide thread milling cutters
with countersinking step

e For the production of internal threads

e For the machining of chamfer and thread
in one work process

 Tool for one single thread size, with
corrected thread profile

o Aready prepared thread hole is necessary

B
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GF-KEG-MULTI

LlenbHble TBEpAOCNNABHbIE Pe3b00BbIe (hpe3bl
ISl KOHWYECKUX pe3bo

o JInA N3roToBNEHMS BHYTPEHHEN KOHYECKOI Pe3bObl

o (Ope3a NMeeT CKOPPEKTUPOBaHHbIN NPouNb, Ans
U3rOTOBMEHMS Pa3NNYHbIX Pa3MepoB Pe3b0bl (B npedenax
YKa3aHHOro ianasoHa), C yKazaHHbIM LLarom

Heob6xoauma npeagapuTenbHas noaroToBka Kak
LIMNIMHAPUYECKOTO, A eLLe NyyLle KOHUYECKOro
0TBEPCTMSA Nop, pe3b0y, Tak 1 3aX04HON (ackm, ecnm
TakoBas TpebyeTcs

U

Solid carbide thread milling cutters
for tapered threads

» For the production of tapered internal threads

» Tool for different thread sizes (within range), but
for one pitch only, with corrected thread profile

e Aready prepared cylindrical, or even better,
tapered, thread hole is necessary, including
chamfer if needed

ZGF-MULTI

LlenbHble TBEpAOCNNaBHbIE PE3b00BbIE (hpe3bl
o [lns n3roToBneHUs BHyTpeHHeN pe3bobl oT M1

* (pesa MeeT CKOPPEKTMPOBaHHbII NPOdub 1
npejHasHayeHa ANst U3roTOBNEHNS Pa3NYHbIX
pa3mepoB M LWaroB pe3bObl, B Npejenax ykasaHHoro
JvanasoHa

* Heo6xoauma npeaBapuTesbHast NoAroToBka Kak
0TBEPCTMA MO pe3b0y, Tak 1 3aX0AHON (hacku, eciu
TakoBas TpebyeTcs

O I

Solid carbide circular thread milling cutters
* For the production of internal threads from M1

 Tool for different thread sizes and pitches,
with corrected thread profile

e Aready prepared thread hole is necessary,
including chamfer if needed

EF-Drill Micro-MULTI

 JIIMHHOE MCNoNHeHNe

o LlenbHbIn TBEPALIN CNNaB

* U3HococTonkoe nokpbitue TIALN-T21

* be3 0TBEPCTUIA Ans BHyTpeHHero nogsofa COX
* [psimon xBocTOBMK B cOOTB. ¢ DIN 6535 HA

* [IBe pexyLumx KpoMKm

o [lBe JONOSHUTENbHBIX NOAAEPKUBAIOLLNX KDOMKM
(NeHTO4KM)

* 30° yron nogbEma BUHTOBON KaHaBKM
* 118° yron npu BepLnHe
e [lnametp B fonycke hé

Mpumeyanue:

Csépna cepun EF-Drill Micro-MULTI nokasbisaiot
NPEBOCXOLHbIE PE3YNbTATbI CBEPSIEHUS NOYTM BO BCEX
CYLLECTBYIOLLMX 0OpabaTbiBAEMbIX MaTepuanax,
6narofiaps Ux reoMeTpum cneunanbHo NpeaHasHaueHHoN
QNS MeNKopasMepHon 06paboTKu.

Ba)KHO 1CN0Ib30BATL XOPOLLYIO CMA3KY.

Haunyywve pesynbTtaTbl CBEPAEHNUSI MOTYT ObITb
JOCTUTHYTbI NpU UCMoNb30BaHUK macna unm COX ¢
«EP»-npucagkamm.

Ecnu oxnaxpeHue nnoxoe, BO3MOXHO, NOTPEOYETCs
NPUHATb 40MN. MEPbI* 4K YNYULIEHNS 3BAKYALMN CTPYKKM.

e Long design

e Solid carbide

e Coating TIALN-T21

e Without internal coolant supply
e Straigt shank DIN 6535 HA

e 2 Cutting edges

e 2 Margins

e 30° Helix angle
e 118° Point angle
e Cutting diameter tolerance h6

Note:

The EF-Drill Micro-MULTI produces excellent drilling
results in a wide variety of materials thanks to its
geometry specifically adapted to micro-machining.
It is important to use a good lubricant.

The best possible drilling results can be achieved
with cutting oil or emulsion with EP additives.

If cooling is poor, it might be necessary to take
measures to improve chip evacuation.

"
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EF-Drill MULTI

5xD

© KopoTkoe ucnosHeHune

e LlenbHbin TBEPALIN CNNaB

* [3HococTonkoe nokpbiTue TIALN-T21

* be3 0TBEpCTUIA Ans BHyTpeHHero noasoaa COX
* [lpsmoi XBOCTOBYK B c0OTB. ¢ DIN 6535 HA

o [iBe pexyLLx KpOMKM

o [lBe JONONHUTENbHbIX MOLLEPKMBAIOLLMX KPOMKN
(neHTouKM)

e 30° yron nogbéma BUHTOBON KaHABKM
© 140° yron npw BepLUnHe
e [Jlnametp B gonycke m7

* TOYHOCTb AMameTpa NPOCBEP/IEHHOM0 0TBEPCTUSA
B npegenax IT9-IT10

o [INMHHOE UCTOSHEHNE

e LlenbHbin TBEPAbIN crinasl

e |13HococTonkoe nokpbiTue TIALN-T21

* C oTBepCTMAMM ANst BHYTPeHHero noasoaa COX
* [psimon xBoCcTOBMK B cOOTB. ¢ DIN 6535 HA

* [lBe pexyLumx KpoMKm

e [lBe JONONHUTENbHBIX NOAAEPKUBAIOLLNX KDOMKM
(neHTouKM)

e 30° yron nogbéma BUHTOBON KaHABKM
* 140° yron npw BepLUnHe
e [lnametp B gonycke m7

* TOYHOCTb A1amMeTpa NPOCBEPIEHHOr0 OTBEPCTMS
B npefenax [T9-IT10

Mpumeyanue:

Caépna cepun EF-Drill MULTI umetoT ToNbKO ABE
JONOHUTENbHbIE NOAAEPXKNBAIOLLINE KPOMKM (TEHTOYKM)
C LieNb0 WX YHUBEPCANbHOrO NMPUMEHEHNS B Pa3fNyHbIX
06pabaTbiBaeMbIx MaTepuanax.

[Ans BOCTUXKEHMS HanMyuLLero pesynbTara CBepsieHns
noAroTaBNNBaemMoro noj peaboy 0TBEpCTUs, TPebyeTcs
TOYHOCTb BUEHUS BCEIA CUCTEMDI (LLMMHAENb CTaHKa,

naTpoH ANs 3akpensieHuns u ceepsio) He 6onee 0,02 mm.

Short design

Solid carbide

Coating TIALN-T21

Without internal coolant supply
Straigt shank DIN 6535 HA

2 Cutting edges

e 2 Margins

30° Helix angle

140° Point angle

Cutting diameter tolerance m7

Achievable tolerance of drilled hole IT9-IT10

Long design

Solid carbide

Coating TIALN-T21

With internal coolant supply
Straigt shank DIN 6535 HA
2 Cutting edges

e 2 Margins

30° Helix angle

140° Point angle

Cutting diameter tolerance m7

e Achievable tolerance of drilled hole IT9-IT10

Note:

The EF-Drill MULTI has only two lead chamfers for
the versatile application in various materials.

In order to achieve the best possible drilling result
in tap hole machining, a run-out accuracy of the
entire system (spindle, tool holder and drill) of
0.02 mm is required.

=
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