umc¢

T8epgocnAaBHbIU
UHCMpYyMeHm

Solid carbide
cutting tool







TBEPAIOCM/ABHbIN MHCTPYMEHT
SOLID CARBIDE CUTTING TOOLS




(um¢]

0 KOMMNAHUU UMT

UMT - 370 coBpeMeHHas KOMMNaHWs Mo NPon3BOACTBY
PEXYLLEro MHCTPYMEHTA, PACMONOXEHHAs HA TeppUTOpUM
Bonrapuw. MpoekT1poBaHWe NPOLECCOB BKIKYAET B

THE UMT COMPANY

UMT is a modern cutting tool-making company situated in
Bulgaria. The design of its processes incorporates the newest
cutting tool machinery and manufacturing concepts, enabling

cebs HosenLee 0b6opyAoBaHye U
NPOW3BOACTBEHHbBIE KOHLLENLMN,
noseonsioLme komnadum UMT
YA0BNETBOPUTH LUMPOKUIA CEKTP
MPOMBbILLEHHBIX HYXA. Komnanns UMT
NpuoepXXMBaeTCs CTaHAAPTOB KayecTsa
cornacHo IS0 9001:2015 v ropautes
HaJEXHOCTbI0, ONEPATUBHOCTbIO U
OTBETCTBEHHOCTbH) BbINOMHEHNS paboT.
KomnaHust UMT npurobpena cBol onbIT Ha

UMT to satisfy vast range
of industrial needs. The
company follows quality
standards according

to 1SO 9001:2015 and
prides itself with the
quality, efficiency and
responsibility of its

work. UMT has built
expertise on variety of

Pas3NNYHbIX MEXAYHAPOLHBIX W JIOKaIbHbIX
pblHKax, obecneynBas 6oMbLLOI Cnpoc

noTpebHOCTEl B TBEPAOCMNIaBHOM MHCTPYMEHTE
CTaHAAPTHbIX M CELManbHbIX NO3ULUIA.

NPOWU3BO/CTBEHHbIN
NOTEHUWUAN KOMMAHUU UMT

Komnanms UMT pacnonaraeT nepegoBbiM
MapKOM CTaHKOB, 4TO NO3BOJISIET NPOU3BOAUTD
UCKIOYNTENIBHO KAYeCTBEHHbIN PEXYLLN
MHCTPYMeHT. [Insi NpeLmsnoHHOro TopLEeBoro
wnudoBaHNs 1 06paboTKM KaHaBOK,
KOMMaH1s 1Cnonb3yeT psif HOBENLINX
wnucoBanbHbIX cTaHkos YITY WALTER

1 ANCA, a gns wnndoBKM UAMHAPOB -
uunmHapoLnmdgoansHble ctaHku YIMTY
ROLLOMATIC n REINECKER.

KomnaHus UMT npuMeHsieT pasnnyHble
PVD nokpbITust nocnefHero NoKoieHus, 4To
nocturaeTcs bnarogapst MCNosib30BaHMIO
BbICOKOKAY€CTBEHHOM CUCTEMBbI NMOKPbITUN
PLATIT. EcTb cobcTBEHHBIN 6peHa
MHOrOC/I0MHBIX HAHOKOMMO3UTHbBIX

international and local
markets, fulfilling large range of
requirements for standard and special
carbide tools.

THE CAPABILITIES

UMT possess cutting-edge machine
tool park, enabling it to produce
exceptionally high quality cutting
tools. For precision face and flute
grinding, the company
uses range of the latest
WALTER and ANCA
CNC grinding machines,
while for cylinder
grinding, ROLLOMATIC
and REINECKER CNC
grinding machines are
being used.

UMT also performs
variety of latest
generation PVD
coatings, making

NOKpbITUIA MMeHyeMblx nanoTEC1, nanoTEC2
1 nanoTEC3, obecneunBaoLLyx OTIMYHbIE KAYeCTBA B Ni1aHe
TBEPAOCTU, M3HOCOCTOMKOCTY M TENJIOCTOMKOCTH, @ TAKKE
COMPOTUBIEHNS TPEHNIO U CKOJIOB.

[lns npoBefeHNs 3aMepoB, TEXHNYECKOTO KOHTPONSA U

0CcMOTpa npogyKumu ncnonb3yetcs obopynosaHne WALTER
HELICHECK PRO un ALICONA, a Tak)Xe pa3fiiMyHble MUKPOCKONMbI
1 06opyaoBaHue 4Nt U3SMEPEHNI, BKNOYAs TPEXMEPHOE
ONTUYECKOE 1 MUKPO-CKAHNPOBaHWE, YTO JaeT
BO3MOXXHOCTb NPOM3BECTY 3aMepbl Ha NHBOM
PEXYLLEM UHCTPYMeHTE B Ntoboe BpeMs paboThl.

HenpeBssoiigeHHble 3D-nporpamMHble NPoAYKThI
HELITRONIC TOOL STUDIO (npepoctasnen
WALTER Machinenbau) n ToolRoom
(npenoctasneq ANCA) n3nonb3ylotca B npouecce
[Au3aitHa 1 npo3eopcTea. [porpaMmHoe
obecneyeHne No3BONSET NPOBOANTL NPAKTUHECKU
HEeorpaHMYeHHbIE TECTMPOBAHMS, KOPPEKTUPOBKM
1 BUpTYyasibHOE NPEeACTaBMEHE BCEro NpoLecca
3aTOYKM, ;0 MOMEHTA Ha4asia NPoV3BO/ACTRA,
BKJIK0Yasl He3aMeIMTENbHbINA CTapT
MPOU3BOACTBEHHOIO LMKIA.

;inanoTECZ

an excellent use

of its vacuum coating system PLATIT. Its own multilayer
nanocomposite coatings named nanoTEC1, nanoTEC2 and
nanoTEC3, deliver excellent qualities in terms of hardness, wear
and heat resistance, as well as friction and chipping resistance.

For measuring, control and inspection, WALTER HELICHECK
PRO and ALICONA, as well as various microscopes and
measuring equipment are being used, enabling three-
dimensional optical and micro scanning
to be applied at any moment on any
cutting toal.

HELITRONIC TOOL STUDIO (provided

by WALTER Machinenbau) as well

as ToolRoom (provided by ANCA)

are the superior quality 3D software
products used throughout the design to
production process. The software allows
for almost unlimited testing, adjustments
and virtual representation of the entire
grinding process, before the process
really begin, including immediate start of
the production cycle.

nanoTEC1
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YCNIOBHbIE OBO3HAYEHUA / SYMBOL LEGEND

.\‘ >. [lBoiiHol yron B nnaHe
<< i
poct Point angle

5xd [ny6uHa ceepneHus
) Drilling depth

4

3xd

&

BHyTpeHHuit nogsog COX
Internal cooling

...................... 2,3,4,5, 6 Pexxywme kpomku
@ @ Q Q 2,3,4,5,6 Flutes

HepaBsHoMepHoe pa3nonoxeHue 3y6bes
Irregular teeth

4

MHOrone3BuHBIN MHCTPYMEHT
Multiple teeth

slele]

Cchepuueckne
Ball nose

E‘x

C paguycHoit KpoMKoW
Corner radius

[psaMoyronbHble
Square

s

X C dpackoit

Chamfer

Iy

P TexHonornyeckui pagnyc

Production radius

I§

Bo3MoxHa 0bpaboTka no BceM HanpaBieHnsaM
All directions possible

KoHTypHas 1 yrnosas obpabotka
Contouring and angular plunging

Tonbko KoHTypHas obpaboTka
Contouring only

Yron Hak/ioHa BUHTOBOW KaHaBKM

36° 39° .

’-%738” ’-%737 ’-%o ’-%745 ’-%750 Helix angle

DIN | DIN | DIN | DIN s Crannapt

6527L ] 6528 | 6537K ] 6537L Standard

BIN G235 | | D 6532 dopMa XBOCTOBUKA
E} Shank type

HM Teepabii cnnas 6e3 NOKpbITUS
% Hard metal without coating

o=
S H N

-
b I’h HaHOKOMMNO3MTHOE NOKPbLITHE C
EC1 NoBbILLIEHHON TBepAoCThbio (4000 - 4500 HV)
{ High hardness nanocomposite coating (4000 - 4500 HV)
b HaHOKOMMO3WUTHOE NOKPBLITUE C BLICOKOI MPOYHOCTHIO

c2 1 nsHococTonkocTbio (4000 HV)
Nanocomposite coating with high tensile strength and wear resistance 4000 HV)
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UMT manufactures generous range of standard carbide milling

Komnanus UMT npon3BoguT LUMPOKMIA aCCOPTUMEHT CTaHAAPTHBIX
TBEPLOCNNABHBIX (hpe3, B TOM ynchne 1 dpes no ctangapty DIN.

cutters, including DIN — standard end mills. Combining the know-how
and exceptional quality, the UMT milling cutters are delivering

optimal machining performance at affordable price.

06befMHSs HOy-Xay 1 OTNIMYHOE KAYecTBo, TBEPAOCMIaBHbIE (hpesbl

UMT ontumManbHo obecneynsatoT 06paboTKy pasnnyHbIX TUMOB

obpabatbiBaeMoro MaTepuana no JOCTYMHBIM LieHaM.

06pabatbiBaemblii MaTepuan / Work material
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O6pabatbiBaeMbliit MaTepuan / Work material
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[E] TBEPOCM/ABHBI/ MIHCTPYMEHT » KOHUEBbIE ®PE3bI

UMT 9202 Z=2 DIN 92 " UMT 9203 Z-3 DIN [R2{IN

6528 h . 6528 & .
KoHueBble (hpesbl 4 =) KoHueBble thpesbi =

End mills @ W End mills @ W

@d
D d1
\KJ
|
\
i
\
i
|
Bd

D di

na
Cc2

Cc2

e Lo

9202030003800-2
9202040005000-2
9202050005000-2
9202060005700-2
9202080006300-2
9202100007200-2
9202120008300-2
9202140008300-2

EEINTR R

9203030003800-2
9203040005000-2
9203050005000-2
9203060005700-2
9203080006300-2
9203100007200-2
9203120008300-2
9203140008300-2

8 4 50

4 8 4 50
5 10 5 S0

6

8

4
5 10 5 50
6
8

10 6 57
16 8 63
10 19 10 72
12 22 12 83
14 22 14 83

10 6 57
16 8 63
10 19 10 72
12 22 12 83
14 22 14 83

16 26 16 92 9202160009200-2 16 26 16 92 9203160009200-2

18 26 18 92 9202180009200-2 18 26 18 92 9203180009200-2

20 32 20 104 9202200010400-2 20 32 20 104 9203200010400-2
® B Hannumm / In stock ® B Hannumm / In stock

DIN
UMT 9204 Z=4 taon 4.

KoHueBble ¢hpesbl

. 0.1:0.2x45°
End mills @ | !:/7@105

L1

e —— -2

Dd1,

B
N T

9204030003800-2
9204040005000-2
9204050005000-2
9204060005700-2
9204080006300-2
9204100007200-2
9204120008300-2
9204140008300-2
9204160009200-2
9204180009200-2
9204200010400-2

4 11 50
5 13 5 50
6
8

13 6 57
19 8 63
10 22 10 72
12 26 12 83
14 26 14 83
16 32 16 92
18 32 18 92
20 38 20 104

® B Hanuumu / In stock




END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekomeHgyeMble pexxnMel pe3anus ans gpes 9202, 9203, 9204 - 06paboTtka ycTynos
Recommended cutting conditions for end mills 9202, 9203, 9204 - Shoulder milling

CkopocTb
ObpabaTbiBaeMbilt MaTepuan ApI Ezi?i:m d1- AMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano 2 3 - 6 6 - &8 @8-210 | @10-214 | @14- 16 | 16 - 320
Yrnepoguctble,
nerMpOBaHHbIE CTanu,
TBepAocThio < 25 HRC <1d1 | <0.2d1 70-90 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMeHTaJ’IbeIe CcTanu,
TBepaocTbio 25-45 HRC <1d1 | <0.1d1 30-50 0.01-0.02 0.03-0.04 | 0.035-0.05 | 0.04-0.06 0.05-0.07 0.06-0.09
Alloy steel and Tool steel
25-45 HRC
gt‘;‘l’:f:ss"ftjg:e cram <1d1 | <0.1d1 | 4060 001-002 | 0025004 | 003004 | 004006 | 005007 | 0.06-0.08
(C:ZS:IiI:Ol;YQéH GG <1d1 | <0.2d1 | 100-120 0.01-0.025 | 0.03-0.04 | 0.035-0.05 | 0.04-0.06 | 0.05-0.07 | 0.06-0.09
E;ﬁ:’g"{z‘;‘gﬁ'zﬂ e GGG | 4g; | <02d1 | 804100 001-002 | 003004 | 0035005 | 004006 | 005007 | 0.06:009

PekomeHayeMble pexkMbl pesanus ana gpes 9202, 9203 - ObpaboTtka nasos
Recommended cutting conditions for end mills 9202, 9203 - Slotting

CkopocTb
; pesaHus
ObpabaTtbiBaeMbilt MaTepuan Ap Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap ano . J3-06 26 - 28 28-210 | @10-@14 | @14- 216 | @16- 320
Yrnepoguctble,
JlernpoBaHHble cTany,
TeepaocTbio < 25 HRC <0.5d1 60-80 0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
NHCTpyMeHTanbHble CTanu,
TBepAocTbio 25-45 HRC <0.2d1 25-45  0.006-0.018 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
HepaaioLume cran <0.2d1 3050 0006-002 | 0015003 | 002004 | 003007 | 0.025-006 | 0.03-007
Stainless steel
P al <0.5d1 90-110 0010025 | 002005 | 0.025-0.07 | 0.026-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
Beicokonposrbiit syryk GGG <0.3d1 7090 001002 | 002004 | 002-006 | 002-005 | 0027-0.07 | 0030.10
Nodular cast iron GGG




[E] TBEPIOCMABHbI/ MHCTPYMEHT » KOHLEBBIE ®PE3bI

UMT 9302 -2

Y IMHEHHbIE KOHLEBbIE (pe3bl

Long end mills

@)

=Y
™ 30°

0.1:0.2x45°
| ! E d1210

QD d1

@d

UMT 9304 2-4

Y LIMHEHHbIe KOHLEBbIE (hpe3bl

Long end mills

®|

-
30°

0.1:0.2x45°
| ! é d1210

Dd1

9302030006000-2 9304030006000-2
4 24 4 60 e 39302040006000-2 4 24 4 60 ® 39304040006000-2
5 26 5 75 ® 3302050007500-2 5 26 5 75 ® 3304050007500-2
6 30 6 75 e 39302060007500-2 6 30 6 75 ® | 39304060007500-2
8 30 8 75 ® 3302080007500-2 8 30 8 75 ® 3304080007500-2
10 40 10 100 e 139302100010000-2 10 40 10 100 ® 139304100010000-2
12 45 12 100 e 15302120010000-2 12 45 12 100 e 15304120010000-2
16 45 16 100 e 139302160010000-2 16 45 16 100 e 139304160010000-2

® B Hannuum / In stock ® B Hannumm / In stock

PekomeHayeMble pexxuMbl pesanuns gna dpes 9302, 9304 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9302, 9304 - Shoulder milling

CkopocTb
O6pabaTbiBaeMbl MaTepuan Ap[ EE?;:MH d1 - pMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano 2 @3 -6 6 - &8 @8-10 @10- 12 12 - 16
Yrnepoguctble,
”ErVIpOBaHHbIe CTanu,
TBepaocTbio < 25 HRC <1d1 | <0.1d1 50-60 0.005-0.01 0.01-0.02 0.02-0.03 0.02-0.04 0.03-0.06
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHcTpyMeHTanbHbIe cTany,
TBepaocThio 25-45 HRC <1d1 | <0.1d1 30-50 0.005-0.01 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05
Alloy steel and Tool steel
25-45 HRC
g't‘;‘l’:f:s:”:t‘:;e cram <id1 | <0.1d1 | 3040 0005001 | 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05
gzzt"'lvr'o‘:]ygé” Ll <1di | <0.1d1 | 3070 0005001 | 001-002 0.02-0.03 0.02-0.04 0.03-0.06
EZ‘;S;;‘;”;";T:;?} ZVG%’“ GGG | 44y | <01d1 | 3040 | 0005001 | 0005001 0.01-0.02 0.01-0.03 0.02-0.05




END MILLS - SOLID CARBIDE CUTTING TOOLS  [wima€)

UMT 9264 Z2-4

KoHueBble (hpe3bl C NepeMeHHbIM YoM
HaK/I0Ha BHTOBOMN KaHaBKM, HEPABHOMEPHbIM
pacnonoxeHnem 3y6beB 1 3aHNXEHHON LLENKOW

End mills with different helix angles, irregular

teeth and relieved neck

1

DIN [|ZR EE?
6527L | K ol
DIN 6535| | DIN 6535 0.1:0.2x45°
‘FormHA Form HB ‘ W ’
L
| L2
L
————— — Type 1
] 3 °
Q Q Q
L
L2
L1
S il B Type2

d2

Shank Style DIN 6535 HA
°

Q
nano|
i
ART No ART No

)

Shank Style DIN 6535 HB
o

3 8 18 28| 6 57
11 | 21 | 36 57

9264030005700-2 9264030005700-2-HB

4 : 6 1 ® | 9264040005700-2 | o |9264040005700-2-HB
5 13 | 21 4.6 6 57 | 1 ® | 9264050005700-2 | o |9264050005700-2-HB
6 | 13 | 21 5.5 6 57| 2 e | 9264060005700-2 | o |9264060005700-2-HB
8 [ 19 | 27 | 75 8 63 | 2 e | 9264080006300-2 | o |9264080006300-2-HB
10 | 22 | 32 95| 10 72 | 2 e | 9264100007200-2 | o |9264100007200-2-HB
12 | 26 | 38 | 115 12 83 | 2 ® | 9264120008300-2 | o |9264120008300-2-HB
14 | 26 | 38 [135]| 14 83 | 2 o | 9264140008300-2 | o |9264140008300-2-HB
16 | 32 | 44 | 155 16 92 | 2 ® | 9264160009200-2 | o |9264160009200-2-HB
18 | 32 | 44 [175]| 18 92| 2 o |9264180009200-2 | o |9264180009200-2-HB
20 | 38 | 54 [195] 20 | 104 | 2 ® | 9264200010400-2 | o [9264200010400-2-HB

® B Hanuumu / In stock

O W3rotoeneHue no 3anpocy / Produced to order only

PekoMeHnayeMble pexMbl pe3anus ans dpes 9264 - 06paboTka ycTynos v nasos
Recommended cutting conditions for end mills 9264 - Shoulder milling and slotting

CkopocTb pe3aHus

CKopocTb pesaHus

. Cutting speed Cutting speed
ObpabaTbiBaeMbli MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap ?3-26 | ¥6-08 | ¥8-210 |B10-14|314-316|316- 220
Yrnepoguctele,
JlernpoBaHHble cTanu, P
1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-

TSI 25 (I S U max 12mm 003 | 004 | 005 | 0075 | 009 | o0i1
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
VIKcTpymeHTansHbie cran, <0.7d1 0015 | 0025 | 0035 | 0045 | 0065 | 007-
TBepaocTbio 25-45 HRC <2d1 |<0.4d1 17 0.03 0.04 0.05 0075 0.09 011
Alloy steel and Tool steel max Lemm ’ ’ ’ ’ ’ ’
25-45 HRC
HepxxaBetoLume cranu 0.01- 0.02- 0.03- 0.04- 0.045- 0.055-
Stainless steel el Oehl <05d1 0025 | 0035 | 0045 | 007 | 008 | 010
Cepblit 4yryH GG <2d1 |<05d1 <1d1 0.015- | 0.025 | 0.035- | 0.045 | 0.065 0.07-
Cast iron GG ’ max 12mm 0.03 0.04 0.05 0.075 0.09 011
BeicokonpouHbiii 4yryH GGG <2d1 |<0.4d1 <1d1 0.015- 0.025- 0.035- 0.045- | 0.065- 0.07-
Nodular cast iron GGG ' max 12mm 0.03 0.04 0.05 0.075 0.09 0.11

1. BollenpyBeeHHbIE PEXUMBI YKa3aHbl 4151 XKECTKOM TEXHONOMMYECKON CUCTEMbI
2. [Ins BbIcOKONErMpoBaHHbIX cTane (>12% Cr) n HepyxaBeloLLX CTasnel, CKOpoCTb pe3aHus [oKHa BbiTh yMeHbLieHa Ha 20-30% npu Ncnonbl30BaHUM 3MYbCHN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9364 Z2-4

Y 0IMHEHHbIE KOHLEBbIE (hpe3bl C NEPEMEHHbBIM

Yr/IOM HaK/OHa BUHTOBOW KaHaBKW, HEPaBHOMEPHbIM

pacnonoXeHneM 3y6beB 1 3aHMKEHHON LLENKOW

Long end mills with different helix

angles, irregular teeth and relieved neck L2

Stock | ART No

. 9364060006300-2
8|26 | 42 | 75| 8 | 80| e | 9364080008000-2
10 | 33 [ 54 | 95] 10 | 100| e | 9364100010000-2
12 | 38 | 54 [115] 12 | 100 | e | 9364120010000-2
16 | 53 | 69 | 155 16 | 150 | e | 9364160015000-2
20 | 68 | 84 [195] 20 | 150 | e | 9364200015000-2
® B Hanunuuun / In stock
PekomeHayeMble pexvMbl pe3aHus gna dpes 9364 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9364 - Shoulder
CkopocTb
O6pabaTbiBaeMbln MaTepuan API Eesa_Hmn d1 - AMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
. L utting . . .
Work material e d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano 26 8 @10 @12 @16 @20
Yrnepoguctble,
ﬂel’VIpOBaHHble CcTanu,
TBEpAOCTBIO < 25 HRC <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHbie,
MHcTpyMeHTanbHbIe cTany,
TBEpAOCTbI0 25-45 HRC <2d1 | <0.3d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Alloy steel and Tool steel
25-45 HRC
g'tfi'i’:l‘sffft‘;*;’;em”” <15d1 | <0.2d1 0.015-0.03 | 0.03-0.04 | 0.04-0.055 | 0.055-0.07 | 0.065-0.08 | 0.075-0.09
EZ'S’::‘:O‘:]V%” £ <2d1 | <0.4d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
ﬁ;‘gﬂg"r”c‘;(gﬁ'zﬂg‘gé” GGG <2di | <0.3d1 0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08:0.10

1. BblLLenpyrBeeHHbIE PEXMMbI YKa3aHbl sl KECTKON TEXHONIOMMYECKON CUCTEMBI

2. [ina BbicokonernposaHHbix cTanei (>12% Cr) n HepxaBetoLmx cTanei, CKopoCTb pe3aHms o/KHa BbITb yMeHblueHa Ha 20-30% npy 1CroNbi30BaHM 3MYNbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion



= m#
UMT 926525 NEW = W &

BblCOKOﬂpOI/ISBO,EI,I/ITEJ'IbeIB KOHLEBbIE cbpe3b| C
DIN 6535 0.1:0.2x45°
Form HB ‘ | l{ d1210 ’

DIN 6535
Form HA

HepaBHOMEPHbLIM PacnosoXeHneM 3ybbeB ANs
AVMHaMKYeckoro hpesepoBaHus cTanen
HPC end mills with irregular teeth for machining

different types of steel

I - Type 1

ad1
ad

L1

TR - 3| Tye2

Stock | ART No
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

3 6 | 57 9265030005700-2 | © |9265030005700-2-HB
4 [ 116 [ 57 ] 1 e | 9265040005700-2 | © |9265040005700-2-HB
5 [ 1316 |57 ] 1 e | 9265050005700-2 | © |9265050005700-2-HB
6 | 13| 6 | 57 | 2 e | 9265060005700-2 | © |9265060005700-2-HB
8 |19 8 [ 63 ] 2 e | 9265080006300-2 | © |9265080006300-2-HB
1021072 2 o | 9265100007200-2 | e |9265100007200-2-HB
1226 | 1283 2 0 | 9265120008300-2 | e |9265120008300-2-HB
16 [ 321692 2 o | 9265160009200-2 | e |9265160009200-2-HB
20 [ 38 [ 20 [104] 2 o | 9265200010400-2 | e |9265200010400-2-HB
® B Hanunuun / In stock
O WaroToenenwue no 3anpocy / Produced to order only
PekomeHayeMble pexkMbl pe3anuns ana gpes 9265 - 0bpaboTka ycTynoB v nasos
Recommended cutting conditions for end mills 9265 - Shoulder milling and slotting
CkopocTb pe3aHus CkopocTb pe3aHus
. Cutting speed Cutting speed
ObpabaTbiBaeMblil MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap | Ae b Ap nano @3 | o4 | @5 | 26 | @8 | @10 | @12 | @16 | @20
YrnepogucTble,
ﬂerMpOBaHHbIE cTanu, <1d1
TBEPAOCTLIO < 25 HRC <1.5d1|<0.5d1 0.012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 |0.074 | 0.087 | 0.095
max 12mm
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHbile,
MHCprMBHTaﬂbeIe cTanu, <O 7C|1
TBEPAOCTbI0 25-45 HRC | <1.5d1|<0.4d1 ' 0.01 |0.015|0.018 | 0.022 | 0.036 | 0.045 | 0.055 | 0.067 | 0.075
max 12mm
Alloy steel and Tool steel
25-45 HRC
B B G <1.5d1|<0.3d1 <0.5d1 0008 | 0.01 | 0.014|0017| 003 | 0037 |0.043 | 005 |0.058
Stainless steel
Eggt"'ifo‘l‘]yéVG“GG <15d1|<0.5d1 ma;11d21mm 001 | 0,015 | 0.018 |0.026 | 0.045 | 0.056 | 0.067 | 0.079 | 0.09
B 5
NZ‘;ET:r"ES:t“ﬁ';'n“éggGGG <1.5d1|<0.4d1 m;ffs;m 0.009 | 0.012 | 0.015 | 0.02 | 0.034 |0.043 | 0.05 | 0.059 | 0.067

1. BbllenprBeaeHHbIE PeXXUMBI yKa3aHbl 151 KXECTKO TEXHONOTMYECKON CUCTEMBI

2. [ina BbicokonernposaHHbix cTanei (>12% Cr) n HepxaBetoLmx cTanei, CKOpoCTb Pe3aHms [0/KHa BbITb yMeHblueHa Ha 20-30% npy 1CMoNbI30BaHM 3MYNbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion



@] TBEPIOCMABHbI/ MHCTPYMEHT » KOHLEBBIE ®PE3bI

UMT 9612 z=-2 m;» UMT 9614 Z2=4

Cchepuueckue pesbl Cchepunyeckne pesbi

ﬂd{’
Ball nose end mills |'\_5'| Ball nose end mills g

@d

@di

ascol Lo | aon | L s i ascol L | aon | Lk st T
3 7 3 38 15 ° 3 10 3 38 15 °

9612030003800-1 9614030003800-1
4 8 4 50 | 20| e |9612040005000-1 4 | 11 4 50 | 20| e |9614040005000-1
5| 10 5 50 | 25| e |9612050005000-1 5 | 13 5 50 | 25| e |39614050005000-1
6 | 10 6 57 | 30| e |9612060005700-1 6 | 13 6 57 | 30| e |9614060005700-1
8 | 16 8 63 | 40| e |9612080006300-1 8 | 19 8 63 | 40| e |9614080006300-1
10 | 19 | 10 72 | 50| e |9612100007200-1 10 | 22 | 10 72 | 50| e |9614100007200-1
12 | 22 | 12 83 | 60| e [9612120008300-1 12 | 26 | 12 83 | 60| e |9614120008300-1
14 | 22 | 14 83 | 70| e |9612140008300-1 14 | 26 | 14 83 | 70| e |9614140008300-1
16 | 26 | 16 92 | 80| e |9612160009200-1 16 | 32 | 16 92 | 80| e |9614160009200-1
20 | 32 | 20 | 104 | 10.0 | e |9612200010400-1 20 | 38 | 20 | 104 | 10.0 | e |9614200010400-1
® B Hanuumu / In stock ® B Hanuumu / In stock
PekoMeHayeMble pexxuMbl pe3aHus ansa dpe3 9612, 9614 - ObpaboTtka ycTynos
Recommended cutting conditions for end mills 9612, 9614 - Shoulder milling
CkopocTb
. I pe3aHus
O6pabaTbiBaeMbln MaTepuan Ap . d1 - pMaMeTp MHCTpYMeHTa MM fz - nogaya Ha 3y6 MM
. - Cutting ) . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae @3- 4 5 - 6 26 - 28 28-210 | @10-314 | @14 - 320
YrnepogucTble,
JlervpoBaHHble cTanu,
TBEpAoCTbio < 25 HRC <0.1d1 | <0.2d1 0.005-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.07 | 0.04-0.07
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHcTpyMeHTanbHble cTany,
TBepaocTbio 25-45 HRC <0.1d1 | <0.1d1 0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 0.04-0.06 | 0.04-0.06
Alloy steel and Tool steel
25-45 HRC

Hep)KaBe}ou.wle CTanun

Stainless steel Ol | <Outich

0.004-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06

Cepoiit yyryH GG

Cast iron GG
BoicokonpouHbiit 4yryH GGG
Nodular cast iron GGG

<0.1d1 | <0.2d1 0.005-0.01 | 0.01-0.02 | 0.015-0.03 | 0.03-004 | 0.04-0.07 | 0.04-0.07

<0.1d1 | <0.2d1 0.004-0.01 | 0.01-002 | 0.0150.03 | 0.03-0.04 | 0.04-0.06 | 0.04-0.06




UMT9644Z-4 NEW

Cchepuyeckrie dpesbl C NePEMEHHBIM YTI0M HaKJIOHa
BMHTOBOW KaHaBKM 11 HEPaBHOMEPHBIM PacnooXeHNeM

3y6beB anis TpyaHoobpabaTbiBaeMbIX MaTepuanos

END MILLS - SOLID CARBIDE CUTTING TOOLS

Ball nose end mills with different helix angles and irredular
teeth for difficult to cut materials

PekomeHnayeMble pexknMbl pe3aHus ans gpes 9644
Recommended cutting conditions for end mills 9644

& Ddi

L1

@d

L1

D

3 8 6 57 . ° 1 19644030005700-2
4 | 11 6 57| 20| e 1 19644040005700-2
5| 13 6 571 25| e 1 19644050005700-2
6 | 13 6 571 30| e 2 |9644060005700-2
8 | 19 8 63| 40| e 2 19644080006300-2
10 | 22 | 10 72| 50| e 2 19644100007200-2
12 | 26 | 12 83| 60| e 2 19644120008300-2
16 | 32 | 16 92| 80| © 2 19644160009200-2
20 | 38 | 20 | 104 | 100 | © 2 19644200010400-2

® B Hanuuum / In stock

O WaroToeneHwue no 3anpocy / Produced to order only

O6pabatbiBaeMblit MaTepuan
Work material

Ae

@4»

Ap

Ae

Yrnepoguctble,
JlernpoBaHHble cTanm,
TBepaocTbio < 25 HRC
Carbon steel and

Alloy steel < 25 HRC
JlernpoBaHHbile,
MHCTpyMeHTanbHbIE CTanu,
TBepAocTbio 25-45 HRC
Alloy steel and Tool steel
25-45 HRC

HepxasetoLume cTamm
Stainless steel

<0.2d1

<0.2d1

<0.15d1

<0.3d1

<0.3d1

<0.2d1

TuTaHoBbIE CMaBbI
Titanium alloy
TutaH

Titanium <0.1d1

YKaponpoyHble cnasbl

Heat resistant alloy odelL

<0.15d1

<0.2d1

<0.2d1

<0.1d1

CKopoCTb pesaHust
Cutting speed

Ve
(m/min)

d1- AMaMeTp MHCTPYMEHTa MM
d1 - diameter in mm

fz - nogaya Ha 3y6 MM
fz - feed per tooth in mm

1. BollenprBeeHHbIe PEXUMBI YKa3aHbl [1151 JKXECTKOI TEXHONOTNYECKON CUCTEMBI
2. [ins BbicokonernpoBaHHbIx ctanei (>12% Cr) v HepaseroLwmx cTaneil, CKopocTb pesaHus A0/KHa GbiTb yMeHbLueHa Ha 20-30% npu UCMONbI30BaHUM 3MYIbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion

3 a4 5 6 8 @10 12 @16 | 220
002 | 0025 | 003 | 0035 | 005 0.06 | 0065 | 0.075 | 0.09
0.015 | 002 | 0025 | 0028 | 004 | 0048 | 0052 | 006 | 0.07
0015 | 002 | 0.025 | 0.028 | 0.04 | 0048 | 0.052 | 0.06 | 0.07
0.015 | 002 | 0025 | 0.028 | 004 | 0.048 | 0.052 | 0.06 | 0.07
0.012 | 0.015 | 0.018 | 0.02 0.03 | 0.035 | 0.04 0.05 | 006
0.01 | 0012 | 0015 | 0.018 | 0.025 | 0.032 | 0.038 | 0.046 | 0.055




[E] TBEPIOCMABHbI/ MHCTPYMEHT » KOHLEBBIE ®PE3bI

VA
UMT 92232-3 o % | uMT92247-4 o ﬂd;.
KoHuesble gpesbl =) KoHueBble hpesbl

End mills IE End mills @ IE| |—E

L1 L1

RSXFE-—-—-—-—- — Type 1 NS Tt--—---——- — Type 1

@d
D d1
Dd

L1

AN K - gl Type2

D d1

=

Stock | Type | ART No

i L e i

3 3] 38| e 2 19223030003800-2 9224030003800-2
3 7 6| 57| e 1 [9223030005700-2 3 6 57 9224030005700-2
4 8 4| 50| e 2 19223040005000-2 4 11 4 | 50 9224040005000-2
4 8 6| 57| e 1 [9223040005700-2 4 111 ] 6| 57 9224040005700-2
51 10 S| 50| e 2 19223050005000-2 5113] 5] 50 9224050005000-2
5 | 10 6| 57| e 1 [9223050005700-2 5| 13| 6| 57 9224050005700-2
6 | 10 6| 57| e 2 19223060005700-2 6 13| 6] 57 9224060005700-2
8 | 16 8| 63| e 2 19223080006300-2 6 | 13| 6| 57105 9224060005705-2
10 | 19 | 10| 72| e 2 19223100007200-2 6 13 ] 6] 5710 9224060005710-2
12 | 22 | 12 | 83| e 2 19223120008300-2 6|13 ] 6| 57[15 9224060005715-2
14 | 22 | 14 | 83| e 2 19223140008300-2 8119 8] 63 9224080006300-2
16 | 26 | 16 | 92| e 2 19223160009200-2 8119 ] 8] 6305 9224080006305-2
18 | 26 | 18 | 92| e 2 19223180009200-2 8119 ] 8] 6310 9224080006310-2
20 | 32 | 20 | 104 | e 2 19223200010400-2 8 19| 8| 63|15 9224080006315-2

10 [ 22 |10 | 72
10 [ 22 | 10 | 72|05
10 [ 22 |10 | 72| 10
10 [ 22 |10 | 72| 15
10 [ 22 |10 | 72| 20
12 | 26 | 12 | 83
12 | 26 | 12 | 83|05
12 | 26 | 12 | 83| 10
12 | 26 | 12 | 83|15
12 | 26 | 12 | 83| 20

9224100007200-2
9224100007205-2
9224100007210-2
9224100007215-2
9224100007220-2
9224120008300-2
9224120008305-2
9224120008310-2
9224120008315-2
9224120008320-2
9224120008330-2
9224140008300-2
9224160008200-2
9224160009215-2
9224160009220-2
9224160008230-2
9224160008240-2
9224180009200-2
9224200010400-2
9224200010430-2
9224200010440-2
9224200010450-2

® B Hannuum / In stock

16 [ 32 |16 | 92| 15
16 | 32 | 16 | 92| 20
16 [ 32 | 16 | 92| 3.0
16 [ 32 |16 | 92| 40
18 | 32 | 18 | 92
20 | 38 | 20 | 104
20 | 38 | 20 | 104 | 3.0
20 | 38 | 20 |104| 4.0
20 | 38 | 20 | 104| 5.0

® B Hanuumu / In stock

O|0O|0O|® | ®@|O|O|O|O|® ®O|O|0O|O|C|®@|O|O|0O|O|®@|0O|O|C|®@|O|O|0C|® @® ® e e o
PN NN RO N[RN[R N[RN[R NN RN NN RN N[N [N[ N[ [N [N [

O W3roToeneHwue no 3anpocy / Produced to order only



END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekomeHayeMble pexkMbl pe3anus ana gpes 9223, 9224 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9223, 9224 - Shoulder milling

CkopocTb
; pesaHust
ObpabaTbiBaeMbilt MaTepuan ApI . d1- AMaMeTp MHCTPYMEHTA MM fz - nogaya Ha 3y6 MM
. - Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano . 73 -6 26 - 28 28-210 | @10-014 | @14- 216 | D16- 320
Yrnepoguctble,
JlerupoBaHHble cTany,
TBepAocTbio < 25 HRC <1.5d1 | <0.2d1 | 90-100 0.01-0.03 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 0.07-0.14
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCcTpyMeHTanbHbIE CTanu,
TBeppocTbio 25-45 HRC <1.5d1 | <0.2d1 40-60 0.01-0.02 | 0.025-0.05 |0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Alloy steel and Tool steel
25-45 HRC

Hep)KaBeK]LLWIe CTanm

Stainless steel <1.5d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

Cepbiih 4yryH GG

Cast iron GG
BbicokonpoyHbin yyryH GGG
Nodular cast iron GGG

<1.5d1 | <0.2d1 = 90-110 0.01-0.03 | 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 | 0.07-0.14

<1.5d1 | <0.1d1 | 80-100 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

TuTaHoBbIE CMTaBbI

Titanium alloy <15d1 | <0.1d1 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

[ins BeIcOKonernpoBaHHbIx ctaneit (>12% Cr), HepxxaBetoLumx CTaneil 1 TUTaHOBbIX CMJ1aBoB,
CKOPOCTb pe3aHns AomkHa bbiTb yMeHbLueHa Ha 20-30% npu MCnonbi3oBaHUM 3MybCUn
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

PekomeHayeMble pexxnMbl pe3anus gns gpes 9223, 9224 - 0bpaboTtka nasos
Recommended cutting conditions for end mills 9223, 9224 - Slotting

CkopocTb
; pesaHus
ObpabaTtbiBaeMbilt MaTepuan Ap Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap ano 2 3 -6 76 - &8 @8-210 | @10-214 | @14- 16 | 16 - 320
Yrnepoguctble,
JlerupoBaHHble cTany,
TBepaocThio < 25 HRC <1d1 70-80 0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMeHTaJ’IbeIe cTanu,
TBeppocTbio 25-45 HRC <1d1 30-50 0.006-0.018 | 0.015-0.03 | 0.02-0.04 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
Hepxaseiouume crany <0.5d1 40-50 | 0006-0.02 | 0.015-003 | 0.02-0.04 | 0.02-0.05 | 0.0250.06 | 0.03-0.07
Stainless steel
GepaniyHIGG <1d1 90-110 | 0010025 | 0.02-0.05 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
Beicokonpourbiit syryk GGG <1d1 80-100 001002 | 002004 | 002-006 | 0.026-0.07 | 0027-0.07 | 003-0.10
Nodular cast iron GGG
Tvmariossie cnnasel <0.5d1 40-50  0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08
Titanium alloy

[ns BbicOKONErvpoBaHHbIX ctaneil (>12% Cr), HepXKaBetoLLMX CTaneil 1 TUTaHOBbIX CMNaBoB,
CKOPOCTb pe3aHus fomkHa 6biTb yMeHblieHa Ha 20-30% npy MCnosbi3oBaHUM 3MYJIbCUM
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9324 2-4
YanvHeHHble KoHLUeBble (pe3sbl
Long end mills

o
S

T

Ddi,

e
EEIN T

9324060007500-2
30 75 e |9324080007500-2
10 36 10 100 | e [9324100010000-2
12 | 45 | 12 | 100 | e [9324120010000-2
16 | 50 | 16 | 115 | e |9324160011500-2
20 | 55 | 20 | 120 | e |9324200012000-2
® B Hanuuum / In stock
PekoMeHayeMble pexkuMbl pe3aHus ans dpes 9324 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9324 - Shoulder milling
CkopocTb
0O6pabaTbiBaeMblit MaTepUan Ap[ Eii;:m d1 - OMamMeTp MHCTPYMeHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae | 6 8 210 @12 716 220
Yrnepoguctble,
”el’MpOBaHHble cTtanu,
TBEpAOCTbIO < 25 HRC <2.5d1 | <0.05d1 0.03-0.04 | 005006 | 006007 | 007-0.08 | 008009 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
MHCprMeHTaﬂbele CTanu,
TBepaocTbio 25-45 HRC <2d1 | <0.05d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 006-0.07 | 0.07-0.08 | 0.08-0.09
Alloy steel and Tool steel
25-45 HRC
;'g?:l‘:::':tg;ecm”” <2d1 | <0.02d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08
Eggt"'lfo‘r‘]yg‘é” G <2.5d1 | <0.05d1 003-004 | 005006 | 006007 | 007-008 | 008003 | 0090.10
El‘;'ggl*;‘;”c‘;‘:*l‘m A GGG | » 545 | <0.05ds 003-004 | 005006 | 006-007 | 007008 | 008009 | 009-0.10
Iﬁ;ﬁ?ﬁ;b;‘flg;”aab' <2di | <0.02d1 0.025-0.035 | 0.045-0.055 | 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08

[ns BbIcOKONErMpoBaHHbIX ctaneil (>12% Cr), HepXKaBetoLLMX CTaneil 1 TUTaHOBbIX CMIaBoB,
CKOPOCTb pe3aHus A0/mkHa 6biTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHWM 3MYbCUn
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9244 Z2-4

KoHueBble hpesbl ¢ NnepeMeHHbIM YTIOM HaK/I0HA BHTOBOVA
KaHaBKM 1 HEpaBHOMEPHBIM PacronoXeHNeM 3ybbeB
End mills with different helix angles and irregular teeth

L

NN Type 1
g 8
L
L1
]
g N —-—-—-—-— 3 Type2
eﬁ?’

| NN
3 8 6 57 ° 1

39°
42°

20 [

ART No

9244030005700-2

4 11 6 57| e 1 19244040005700-2
5 13 6 57| e 1 19244050005700-2
6 13 6 57| e 2 19244060005700-2
8 19 8 63| e 2 19244080006300-2
10 | 22 | 10 72 | e 2 19244100007200-2
12 | 26 | 12 83 | e 2 19244120008300-2
14 | 26 | 14 83| e 2 19244140008300-2
16 | 32 | 16 92 | e 2 19244160009200-2
18 | 32 | 18 92 | e 2 19244180009200-2
20 | 38 | 20 | 104 | e 2 19244200010400-2

® B Hannuum / In stock

PekomeHpyeMble pexuMbl pesaHus ans dpes 9244 - 06pabotka ycrynos / Recommended cutting conditions for end mills 9244 - Shoulder milling

CkopocTb
ObpabaTbiBaeMbilt MaTepuan Ap[ pesaHuns d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material I Cutting speed d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap | Ae | EnBlESZ  ©@3-06 | ©6-08 | @8-210 | @10-@14 | @14-@16 | @16- 220
Yrnepoguctble,
JlernpoBaHHble cTany,
TBEpAOCTBIO < 25 HRC <2d1 |<04d1| 120-150 = 0.015-005 | 0.03-007 | 004009 | 0045-0.10 | 0.06-0.12 | 0.07-0.16
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCprMEHTaﬂbeIE CTanu,
TBEpAOCTbIO 25-45 HRC <2d1 |<03d1|  60-80 0.012-0.04 | 0.025-0.06 |0.035-0075| 0.04-0.08 | 0.045-0.09 | 0.055-0.11
Alloy steel and Tool steel
25-45 HRC
g'g?;‘f:::ftf;ma“” <1.5d1|<0.3d1 | 70-80 0012004 | 0.025-0.06 | 0035007 | 0.04-0.08 | 0.045-0.09 | 0.055-0.11
EZ‘S’t‘"i';'O‘:]V&”GG <2d1 |<04d1| 130-160 = 0.025-007 | 0.045-0.10 | 0.06-0.13 | 0.07-0.15 | 008018 | 0.10-0.20
ﬁ‘;‘gﬁgﬂ“&‘;‘ﬁ‘mg‘gz” GGG | 54y |<03d1[ 100420 | 0021006 | 0038009 | 005011 | 006-013 | 007015 | 0080.18
m;f]'if;";‘ﬁ;;“am" <15d1 |<0.2d1 | 30-50 0015004 | 0.03-006 | 0.04-0.09 | 0.0450.10 | 0.06-0.12 | 0.07-0.16

PekoMeHzyeMble pexuMbl pe3aus A thpes 9244 - 06pabotka nasos / Recommended cutting conditions for end mills 9244 - Slotting

CkopocTb
ObpabaTbiBaeMblil MaTepuan A pesaHus d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material P Cutting speed d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap hano 23-06 | 26-28 | 28-210 | @10-@14 | @14- 216 | @16- 220
YrnepogucTble,
ﬂerMpOBaHHbIB cTanun,
TBEpAOCTbIO < 25 HRC <1d1 100-130 = 0008-0.03 | 0.017-004 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHcTpyMeHTanbHbIe cTanu,
TBEPAOCTbIO 25-45 HRC <0.7d1 50-70 0.006-0.02 | 0.015003 | 0.02-004 | 002005 | 0025006 | 0.03-007
Alloy steel and Tool steel
25-45 HRC
Hepxazelowme cranu <0.7d1 50-70 0.006-0.02 | 0.015-0.03 | 0.02-004 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
Stainless steel
Eefueri oy (T <1d1 120-140 = 001-004 | 002-005 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
BricokanpouHeiit yryH GGG <1d1 90-110 001003 | 002004 | 002006 | 0026007 | 0.027-0.07 | 0.03-0.10
Nodular cast iron GGG
TutanoBeie crnasbl <0.3d1 20-40  0.003-0015| 0.005-0.04 | 0.008-004 | 0.01-005 | 0.015-0.06 | 0.015-0.08
Titanium alloy




[E] TBEPIOCM/IABHbI/ MIHCTPYMEHT « KOHLEBBIE ®PE3bI

UMT 9544 Z-4

KoHueBble chpesbl C NepeMeHHbIM

YF/IOM HaKJ10Ha BUHTOBOW KaHaBKM W
HEpaBHOMEPHLIM PacrosioXXeHNeM 3yObeB
ons TpyaHoobpabaTbiBaEMbIX MaTEpPUAsoB
End mills with different helix angles and
irregular teeth for difficult to cut materials

DIN
6527L

Is

@ d1

C2
o B
6 13 6 57 °

©
S

nah

9544060005700-2

6 13 6 57 | 05 | o ]9544060005705-2

6 13 6 57 | 10 o [9544060005710-2

8 19 8 63 ® [9544080006300-2

8 19 8 63 | 0.5 o [9544080006305-2

8 18 8 63 | 10 | o ]9544080006310-2
10 | 22 | 10 72 ® [39544100007200-2
10 | 22 | 10 72 | 05 | o ]9544100007205-2
10 | 22 | 10 72 1 10 o [9544100007210-2
10 | 22 | 10 72 | 20 | o ]9544100007220-2
12 | 26 | 12 83 ® [59544120008300-2
12 | 26 | 12 83 | 05 | o ]9544120008305-2
12 | 26 | 12 83 | 10 o [9544120008310-2
12 | 26 | 12 83 | 20 | o ]9544120008320-2
16 | 32 | 16 92 ® [39544160009200-2
16 | 32 | 16 92 | 10 | o ]9544160009210-2
16 32 | 16 92 | 20 o [9544160009220-2
16 | 32 | 16 92 | 30 | o ]9544160009230-2
20 | 38 | 20 | 104 ® [39544200010400-2
20 | 38 | 20 | 104 | 1.0 | o |9544200010410-2
20 | 38 | 20 | 104 | 20 O [9544200010420-2
20 | 38 | 20 | 104 | 3.0 | o |9544200010430-2

® B Hanuumu / In stock

O WsroToenexue no 3anpocy / Produced to order only

PekomeHayeMble pexkuMbl pe3aHust ans dpes 9544 - 0bpaboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9544 - Shoulder milling and slotting

O6pabatbiBaeMblii MaTepuan
Work material

CkopocTb pesaHus
Cutting speed

CkopocTb pesaHus
Cutting speed

Ap Ve
(m/min)
Ae

Ve
A"@ (rmin)

d1 - AMameTp MHCTPYMEHTa MM
d1 - diameter in mm

fz - nopaya Ha 3y6 MM
fz - feed per tooth in mm

Ap Ae  iEN Ap lano
YrnepogucTble,
JernpoBaHHble cTanu, d1
TBepaocThio < 25 HRC <2d1 [<0.4d1 max 12mm
Carbon steel and
Alloy steel < 25 HRC
NernpoBaHHbie,
MHCcTpyMeHTanbHble cTanu, 0.7d1
TBeppocTbio 25-45 HRC <2d1 |<0.3d1 '12
Alloy steel and Tool steel max:Lemm
25-45 HRC
g'tfi‘l’;'l‘:::':tf:le cram <1.5d1(<0.3d1 <0.5d1
Thrasos curea 150|020 s
T
T <15d1|<0.1d1 <0.3d1
)l(apoon)qule cnnasbl <15d10.05d1 <03d1
Heat resistant alloy

1 BbILUeanBEAeHHbIE PEXUMbI yKasaHbl 4ns JKECTKOW TEXHONOMMYECKON CUCTEMBI

76 28 | o10 | o2 | o6 | 220
0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 |0.08-0.09 | 0.09-0.10
0025 | 0045

2025 | 0% 1005006|0.06:007/007-0.08|0080.09
0025 | 0035 | 0055 | 006 | 0065

0035 | 0055 | 006 | 0085 | og7 |007008
0015 | 0.045 006- | 0.065

0035 | 0055 |99°008) g5 | o7 (007008
0012 | 0015 | 0019 | 0025 | 0034 | 0042

0015 | 0018 | 0023 | 0028 | 0037 | 0043

2. [Ins BbicoKonernposaHbix craneit (>12% Cr), Hepxasetolwmx CTasei v TUTaHOBbIX CMIaBOB, CKOPOCTb Pe3aHust fOSDKHA BbiTb yMeHbLueHa Ha 20-30% npu MCMoNbi30BaHNM 3MyIbCN
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping
2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS  [wima€)

UMT 9554 =4 m-’
KoHueBble thpesbl C NEPEMEHHbBIM YT IOM

HaKJI0HAa BUHTOBOW KaHaBKW, HEPABHOMEPHbIM

pacnofioXeHneM 3ybbeB, KOPOTKON PeXxyLLEN

4aCTbi0 1 3aHMXKEHHOW LLIENKOW NS L
TpyAHooOpabaTbiBaeMbIX MaTepPManoB
End mills with different helix angles, L1
irregular teeth, short cutting length and
relieved neck for difficult to cut materials

L2

‘®d1
Od

6 . ® 19554060007500-2

6 9| 26 5.8 6 751 05 | o ]9554060007505-2

6 9| 26 58 6 75 ] 10 | o ]9554060007510-2

8 | 12 | 34 | 78 8 75 e [9554080007500-2

8 | 12 | 34 | 78 8 751 05 | o 19554080007505-2

8 | 12 | 34 | 78 8 /5] 10 | o ]9554080007510-2
10 | 15 | 42 9.7 | 10 | 100 e 19554100010000-2
10 | 15 | 42 9.7| 10 | 100 | 0.5 | o ]9554100010005-2
10 | 15 | 42 9.7] 10 [ 100 | 1.0 | o [9554100010010-2
10 | 15 | 42 97| 10 | 100 | 20 | o ]9554100010020-2
12 | 18 | 50 | 117 | 12 | 100 ® 19554120010000-2
12 | 18 | 50 | 117 | 12 | 100 | 05 | o |9554120010005-2
12 | 18 | 50 | 117 ] 12 | 100 | 1.0 | o |9554120010010-2
12 | 18 | 50 | 117 | 12 | 100 | 20 | o |9554120010020-2
16 | 24 | 65 | 155 | 16 | 115 ® 19554160011500-2
16 | 24 | 65 |155| 16 | 115 | 1.0 | o |9554160011510-2
16 | 24 | 65 |155] 16 | 115 | 20 | o |9554160011520-2
16 | 24 | 65 |155| 16 | 115 | 3.0 | o |9554160011530-2
20 | 30 | 82 | 185 20 | 140 ® 19554200014000-2
20 | 30 | 82 |1895)| 20 | 140 | 10 | o ]9554200014010-2
20 | 30 | 82 [185)| 20 | 140 | 20 | o ]9554200014020-2
20 | 30 | 82 [195| 20 | 140 | 30 | o ]9554200014030-2

® B Hanuumm / In stock
O WsroTtoenexue no 3anpocy / Produced to order only

PekoMeHayeMble pexuMbl pe3aHus ans dpes 9554 - 0bpaboTka ycTynoB 1 nasos
Recommended cutting conditions for end mills 9554 - Shoulder milling and slotting

CkopocTb pesaHus CkopocTb pesaHus
Cutti d Cutti d
ObpabaTbiBaeMbli MaTepuan LT 5o LN e d1 - AMaMeTp MHCTpYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae Ap 26 8 @10 @12 16 @20
Yrnepoguctele,
JlervpoBaHHble cTanu, <idi
TBepaocTbio < 25 HRC <1d1 [<0.4d1 max 12mm 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
MHCTpyMeHTambHbIE CTanu,
TBEpAOCTbI0 25-45 HRC Ad1 |<0.3d1 m;ffzdr;m %%2355 %%@2 0.05-0.06 |0.06-0.07|0.07-0.08| 0.08-0.09
Alloy steel and Tool steel ' ’
25-45 HRC
Hepxxasetowye ctanu 0.025- | 0.035- | 0.055- 0.06- 0.065-
Stainless steel <ldi |<2d1 <051 0035 | 0055 | 006 | 00ss | ooy |*07008
TuTaHoBble CriiaBbl 0.015- | 0.045- 0.06- 0.065-
" <1d1 [<0.2d1 <0.5d1 0035 0.055 0.05-0.06 0.065 007 0.07-0.08
T
T <1d1 |<0.1d1 <0.3d1 0012 | 0015 | 0019 | 0025 | 0034 | 0042
:Zﬂ“rg‘s’i":t::'te;lg’;“b' <1d1 |<005d1 <0.3d1 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1. BbilwenpuBefeHHbIE PEXIUMbI YKa3aHbl ANs )KECTKON TEXHONOrNYECKOl CUCTEMB
2. [ins BbicokonernpoBaxHbix cTanet (>12% Cr), HepxxaBetoLLVX CTaseil M TUTAHOBbIX CMJIaBOB, CKOPOCTb Pe3aHnst 0DKHa 6biTb yMeHblueHa Ha 20-30% npy UCMoNbl30BaHNM 3MYILCIN

1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




= m#
UMT 9545 Z=5 S @

BblCOKOI‘IpOl/I3BO,D,l/ITeanbIe KOHLEBbIE d)pe3bl C
DIN 6535( | DIN 6535 R
Form HB ‘ | l/_ ‘

HEepaBHOMEPHbIM PacnonoXeHnem 3ybbes ans Form HA
AVHaMMYecKoro (hpes3epoBaHNs HEPXKABEHOLLMX
cTanemn n TpyaHoobpabaTbiBaeMbIX MaTep1anos
HPC end mills with irregular teeth for stainless L
steel and difficult to cut materials Ll
L

——————— - Type 1
Q.

L1

ad1
od

@di
|
|
[
I
[
|
[
|
[
I
\

Type 2

ad

nam‘
ic:
ART No Stock | ART No
di(hio) L1 |de) Rz0.02)| Type
Shank Style DIN 6535 HA Shank Style DIN 6535 HB

9545030005702-2 9545030005702-2-HB
4 6 1 ® | 9545040005702-2 | o | 9545040005702-2-HB
5 13 6 57 0.3 1 e | 9545050005703-2 | o |9545050005703-2-HB
6 | 13 6 57 1 03| 2 e | 9545060005703-2 | o |9545060005703-2-HB
8 | 19 8 63 1 04| 2 ® | 9545080006304-2 | o | 9545080006304-2-HB
10 | 22 | 10 72 | 05| 2 o | 9545100007205-2 | e |9545100007205-2-HB
12 | 26 | 12 83| 05| 2 o | 9545120008305-2 | e |9545120008305-2-HB
16 | 32 | 16 92 | 05| 2 o | 9545160009205-2 | e | 9545160009205-2-HB
20 | 38 | 20 |104 | 05| 2 o | 9545200010405-2 | e |9545200010405-2-HB
® B Hannumn / In stock
O W3rotoeneHwue no 3anpocy / Produced to order only
PekoMeHayeMble pexkuMbl pesaHust ans dpes 9545 - 0bpaboTka ycTynoB 1 nasos
Recommended cutting conditions for end mills 9545 - Shoulder milling and slotting
CkopocTb pe3aHus CkopocTb pesaHus
. Cutting speed Cutting speed
O6pabatbiBaeMmblii MaTepuan d1 - AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap .- 3nano Ap Nano a3 a4 5 6 28 | @10 | v12 | @16 | @20
YrnepogucTble,
JlernpoBaHHble cTanu, <1d1
TBepgocTbio < 25 HRC <1.5d1|<0.4d1 max 12mm 0.012 | 0.018 | 0.022 | 0.029 | 0.049 | 0.06 | 0.074 | 0.087 | 0.095
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
NHcTpyMeHTanbHbIe cTany, 0741

tBepaocTbio 25-45 HRC | <1.5d1|<0.4d1 0.01 [0.015|0.018 | 0.022 | 0.036 | 0.045 | 0.055 | 0.067 | 0.075

Alloy steel and Tool steel max 12mm

25.45 HRC

AR DGR <1.5d1|<0.4d1 <0.5d1 0008 | 001 | 0014 |0.017 | 0.03 | 0.037 | 0.043 | 0.05 |0.058
Stainless steel

VTR CEIEE <1d1 |<0.3d1 <0.4d1 0.009 | 0.011 | 0.015 | 0.019 | 0.032 | 0.04 |0.048 | 0.056 | 0.064
Titanium alloy

T

Til::rl]?um <1d1 |<0.3d1 <0.4d1 0.007 | 0.009 | 0.013 | 0.016 | 0.025 | 0.034 | 0.04 |0.046 | 0.052
LETATERFERGIE | o g o <0.4d1 0.006 |0.008 | 0.01 |0.012 | 0.02 | 0.024 | 0.028 | 0.034 | 0.04

Heat resistant alloy

1. BbiLenpuBefeHHbIE PEXUMbI YKa3aHb! 47151 JKECTKOM TEXHOJIOMMYECKOM CUCTEMbI

2. [ins BbicokonernposanHbix ctanen (>12% Cr) n Hepxaserowmx cTanei, CKOpoCTb pesaHmst Lo/KHa BbiTb yMeHblueHa Ha 20-30% npu 1cronbi3oBaHUM 3MybCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping

2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion



END MILLS - SOLID CARBIDE CUTTING TOOLS  [wima€)

7 7
UMT 9226 Z-6 =5 UMT 9326 Z-6 =5
45°
KoHuesble dpesbi - Y IMHeHHbIE KOHLEBbIE (hpe3bl -
End mills Long end mills D“;“*“
L L
L1 L1
= - N °
< 5 N SNN\\N\N\\\\Sh e B S
5 N\ - : 5
Q}W& q_&'&
nam
fic:
6 | 13 | 6 | 5/ | e |9226060005700-2 6 | 30 | 6 | 75 | e |9326060007500-2
8 | 19 | 8 | 63| e [9226080006300-2 8 | 30 | 8 | 75| e [9326080007500-2
10 | 22 | 10 | 72 | e [9226100007200-2 10 | 40 | 10 [ 100 | e |9326100010000-2
12 | 26 | 12 | 83 | e |9226120008300-2 12 | 45 | 12 | 100 | e |9326120010000-2
16 | 32 | 16 | 92 | e [9226160009200-2 16 | 55 | 16 | 115 | e [9326160011500-2
20 | 38 | 20 | 104 | e [9226200010400-2 20 | 65 | 20 | 120 | e [9326200012000-2

® B Hanuumu / In stock ® B Hannumu / In stock

PekoMeHayeMble pexuMbl pe3aHust ans dpes 9226, 9326 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9226, 9326 - Shoulder milling

CkopocTb pesaHus - 9226 | CkopocTb pesaHns - 9326
. Cutting speed - 9226 Cutting speed - 9326
ObpabaTbiBaeMblit MaTepran d1- gUaMeTp MHCTpYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae Ae
Ap Ae Ap Ae 6 8 210 712 16 @20

Yrnepoguctble,
JlerupoBaHHble cTanu

. 0.05- 0.055- | 0.065- 0.075-
TBEpAOCThio < 25 HRC <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0.03-0.04 | 0.04-0.05 0,055 0,065 0.075 0,085
Carbon steel and
Alloy steel < 25 HRC
JlernpoBaHHble,
MHCTpyMeHTanbHbIE CTanu,
TBepAOCTHI0 25-45 HRC <15d1|<0.05d1 <2d1 |<0.05d1 %%2355 %%fg 060355_ 0.05-0.06|0.06-0.07 | 0.07-0.08
Alloy steel and Tool steel ' ' '
25-45 HRC
HepxasetoLme ctanu 0.025- | 0.035- | 0.045-
Stainless stecl <1.5d1 |<0.05d1 <2d1 {<0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08
Cepbiit yyryH GG ! ) 0.05- 0.055- | 0.065- | 0.075-
Cast iron GG <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0.03-0.04|0.04-0.05 0.055 0.065 0075 0085
BbicokonpouHbif 4yryH GGG 0.025- | 0.035- | 0.045-
Nodular cast iron GGG <1.5d1 | <0.1d1 <2.5d1 |<0.05d1 0035 0.045 0.05 0.05-0.06|0.06-0.07|0.07-0.08
TuTaHoBbIe cnnasbl 0.025- 0.035- | 0.045-
Titanium alloy <1.5d1 |<0.05d1 <2d1 <0.02d1 0035 0.045 0.05 0.05-0.06|0.06-0.07 | 0.07-0.08

[ns BbicokonernposaHHbix ctaneit (>12% Cr), HepxkaBetoLwmx cTaneil 1 TUTaHOBbIX CM/1aBoB,
CKOPOCTb pe3aHis JomkHa 6biTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHUY 3MYNbCUN
For high alloyed steel (>12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




[E] TBEPIOCMABHbI/ MHCTPYMEHT » KOHLEBBIE ®PE3bI

UMT 9060 Z2=-6-10

KoHuesble dhpesbl g5 06paboTku
3aKaseHHbIX MaTepuanos

End mills for hardened materials

L1

D di1
|
|
1
{
|
|
@d

6 13 6 57 6 °

9060060005700-1
8 | 19 8 63 6 e |9060080006300-1
10 | 22 | 10 | 72 6 e |9060100007200-1
12 | 26 | 12 | 83 8 e |9060120008300-1
16 | 32 | 16 92 | 10 e |9060160009200-1
® B Hannunn / In stock
PekoMeHayeMble pexkuMbl pe3anust ana dpes 9060 - 06paboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9060 - Shoulder milling and slotting
CkopocTb
, pe3aHus
0O6pabaTbiBaeMblit MaTepuan Ap[ . d1 - oMameTp MHCTPYMeHTa MM fz - nogaya Ha 3y6 MM
. | Ap Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)

Ap Ae Ap 28 -210 210 - @12 12 - 16

3akaneHble ctanun 45-55 HRC
Hardened steel 45-55 HRC

3akaneHble ctann 55-60 HRC
Hardened steel 55-60 HRC

<1dt |<0.05d1 <0.1d1 0.025-0.03 0.03-0.04 0.03-0.05

<1d1 | <0.05d1 <0.05d1 0.02-0.03 0.03-0.04 0.03-0.04




END MILLS - SOLID CARBIDE CUTTING TOOLS [E]

UMT 9654 Z=4 %;'

Cchepuyeckne hpesbl C KOPOTKOM peXYLLEN YacTbio U - 30"
3aHVXKEHHOW LUENKOoM aN1s 06paboTky 3aKaneHHbIX MaTepUasoB |'k_5'|
Ball nose end mills with short cutting length and —

relieved neck for hardened materials

L1 j"‘:’
E T—F— - Type 1
N T
o & o °
! S Q
L
L2
L1
- kel
g S - - 8| Type2
o
< S|

3 5 10 2.9 6 75| 15 °

1 [9654030007500-1
4 6 | 13 3.9 6 75| 20| e 1 |9654040007500-1
5 8 | 16 49 6 75| 25| e 1 |9654050007500-1
6 9 | 20 5.8 6 751 30| e 2 19654060007500-1
8 | 12 | 25 7.8 8 | 100 | 40| e 2 19654080010000-1
10 | 15 | 32 97| 10 | 100 | 50 | e 2 19654100010000-1
12 | 18 | 38 |117 ]| 12 [ 100 | 60 | e 2 19654120010000-1
® B Hanunuum / In stock
PekomeHayeMble pexkvMbl pesaHus ana gpes 9654
Recommended cutting conditions for end mills 9654
Ae CkopocTtb
y pesaHus
ObpabaTbiBaeMblil MaTepran Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae a3 o4 a5 76 @8 @10 @12

3akanenble ctanu 45-55 HRC
Hardened steel 45-55 HRC
3akanensble ctanu 55-60 HRC
Hardened steel 55-60 HRC

<0.02d1 | <0.03d1 [Pe[eBAss] 0.04 0.048 0.05 0.054 0.057 0.057 0.059

<0.015d1 | <0.02d1 EETe[IEE) 0.038 0.045 0.046 0.052 0.056 0.056 0.058




TBEPAOCMJIABHbIN UHCTPYMEHT « KOHLIEBBIE ®PE3bI

DIN

UMT 9412 Z2-2 6528

KoHueBble dpesbl gns
0bpaboTku antoMnHKA
End mills for aluminium

el
D

EE

RS 3
L |

HM

di (e8) L1 d (h6) L Stock | ART No

3 7 3 38 e [9412030003800-0
4 8 4 50 e [9412040005000-0
5 10 5 50 e [9412050005000-0
6 10 6 57 e [9412060005700-0
8 16 8 63 e [9412080006300-0
10 19 10 72 e [9412100007200-0
12 22 12 83 e [9412120008300-0
14 22 14 83 e [9412140008300-0
16 26 16 92 e [9412160009200-0
18 26 18 92 e [9412180009200-0
20 32 20 104 e |9412200010400-0

® B Hanuumu / In stock

UMT 9512 Z-2

KoHueBble chpesbl ¢ pagnycom
ansi 06paboTkM antoMUHNA
End mills with corner radius
for aluminium

Q 45°

@ d1
@d

I
g‘

el e L o]

9512040005003-0

6 12 6 57 0.5 e |9512060005705-0
8 | 16 8 | 63 | 05 e |9512080006305-0
8 | 16 8 | 63 | 10 ® |9512080006310-0
8 | 16 8 | 63 | 15 e |9512080006315-0
10 | 20 | 10 | 72 | 05 e |9512100007205-0
10 | 20 | 10 | 72 | 1.0 e 19512100007210-0
10 | 20 | 10 | 72 | 15 e |9512100007215-0
12 | 24 | 12 | 83 | 10 e |9512120008310-0
12 | 24 | 12 | 83 | 15 ® |9512120008315-0
12 | 24 | 12 | 83 | 20 e |9512120008320-0

® B Hanuumu / In stock

UMT 9413 2-3
KoHuesble dhpesbl gns
06paboTkM antoMUHNS
End mills for aluminium

@ d1
2
I
|
|
|
|
|

9

=
gA

N T 2 T e

9413030003800-0

i

4 8 4 50 9413040005000-0
5110 5| 50 9413050005000-0
6 | 10 6 57 9413060005700-0
8 | 16 8 | 63 9413080006300-0

10 | 19 | 10 | 72
10 | 18 | 10 | 72| 05
10 | 19 | 10 | 72| 10
12 | 22 | 12 | 83
12 | 22 | 12 | 83| 05
12 | 22 | 12 | 83| 10
14 | 22 | 14 | 83
16 | 26 | 16 | 92
16 | 26 | 16 | 92| 05
16 | 26 | 16 | 92| 10
18 | 26 | 18 | 92
20 | 32 | 20 | 104

® B Hanuumu / In stock

9413100007200-0
9413100007205-0
9413100007210-0
9413120008300-0
9413120008305-0
9413120008310-0
9413140008300-0
9413160009200-0
9413160009205-0
9413160009210-0
9413180009200-0
9413200010400-0

®|®@OCl®@e/®@ O0O|®@O|C|® @ 0 0|0

O W3roToeneHwue no 3anpocy / Produced to order only



END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekoMeHayeMble pexxuMbl pesaHus ans dpes 9412, 9413, 9512 - 06paboTka ycTynoB

Recommended cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
ObpabaTbiBaeMblit MaTepuan ADI Eeig':\m d1 - araMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material — s;eedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap | Ae HM @3-06 | ©6-08 | @8-210 |@10-@12 | @12- @16 | @16 - 2320
H 0
ﬁﬂ:‘r’n’?r'fiz':'nezﬁ'g;gﬂ%“;/‘" SiBk | 15d1|<03d1  220-230 005006 | 0.06-008 | 008011 | 0.11-0.14 | 0.14-0.18 | 0.180.20
é;s*‘t”;'l”u”n'ﬁﬁ s SP8% | 15d1|<03d1  180-190 = 0.04-006 | 0.06-007 | 0.07-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18
Eg;;:f‘:”g;““b' <15d1|<03d1  140-155 004006 | 0.06-0.07 | 007-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18

PekomeHayeMble pexkMbl pe3anus gna gpes 9412, 9413, 9512 - O6paboTtka nasos
Recommended cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
. pesaHus
ObpabaTbiBaeMbilt MaTepuan A Cuttin d1- AMaMeTp MHCTPyMEHTa MM fz - nogaya Ha 3y6 MM
Work material p speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM 3 -6 26-28 | ¥8-010 |Z10-212 | J12- 316 | 16 - &20
AT Bl Sk <Adi 180-190  002-004 | 004-006 | 006-008 | 008011 | 0.11-0.13 | 0.13-0.16
Aluminium alloy Si<8%
Antomurvessie cnnassi Si>8% Ad1 160-170  0.02-004 | 0.040.06 | 0.06-008 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Cast aluminium Si>8%
Ugetrible cnnasl <1d1 130-140  0.02-004 | 004006 | 0.06-008 | 0.080.11 | 0.11-0.13 | 0.13-0.16
Copper alloy

1. BbILLIEI'IpVIBEJJ,eHHbIE PeXnNMbl yKasaHbl Ansa HKECTKOW TEXHONIOTMYECKON CUCTEMBI

2. MNpw Bpe3aHuu NOfA, YrioM, PEKOMEHAYETCS CHU3UTb pexxuMbl pe3aHus Ha 30-60% oT ykasaHHbIX B Tabnnuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended

BbicokockopocTHble pexxuMbl pesaHus ans ¢pes 9412, 9413, 9512 - O6paboTtka yctynos
High speed cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
ObpabaTbiBaeMblil MaTepran API Eiii:m‘ d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material I speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM 3 -6 @6-28 | @8-010 | Z10-312 | @12 -D16 | 16 - B20
AniomutueBbie cnnassi Si<B% | ggq. | (03d; 360400  0.04-0.055 | 0055008 | 0.08-011 | 0.11-0.13 | 0.13-0.18 | 0.18-020
Aluminium alloy Si<8%
Antomumesble cnnassi S>8% | g4, | (034, 330-350  0.0350.045| 0045007 | 0.07-010 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17
Cast aluminium Si>8%
Eg;;:f‘:”g”asb' <08d1|<0.3d1 260280  0.035-0.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

BbicokockopocTHble pexxuMbl pesanns ans pes 9412, 9413, 9512 - O6paboTka nasos
High speed cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
© pesaHua
ObpabaTbiBaeMblil MaTepuan A Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material P speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM @3-06 | @6-28 | @8-@10 |@10-212 | @12- 216 | @16 - @520
SO A Ll S <05d1 360-380  0.02-0.04 | 0.04-006 | 0.06:007 | 0.07-008 | 0.08-0.11 |0.11-0.125
Aluminium alloy Si<8%
Antomurvessie cnnassi Si>8% <0.5d1 290-300  0.02-0.04 | 0.04-0.05 | 0.05-0.06 | 0.06-0.07 | 0.07-0.09 | 0.09-0.11
Cast aluminium Si>8%
DB C <0.5d1 210230  0.02:004 | 004005 | 005006 | 0.06-007 | 0.07-0.09 | 0.09-0.11
Copper alloy

1. BbILUEI'IpVIBE,EI,eHHbIE PeXNMbl YKasaHbl Ansa KECTKOW TEXHOOTNYECKON CUCTEMBI

2. [pun Bpe3aHuu Nog, yrnom, pekoMeHLyeTcst CHU3UTb pexxMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnumuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. In case of ramping, reduction of the above data by 30-60% is recommended




TBEPZOCMIABHbIN UHCTPYMEHT « KOHLLEBBIE ®PE3bl

i

7
UMT 9422 Z-2 = u
YaIMHEHHbIE KOHLEBbIE (hpe3bl 2

Ans 06paboTkM antoMUHNS
Long end mills for aluminium

AN\ - 3
L |

HM

di(es)| L1 d (he) L Stock |[ARTNo  *

3 18 3 60 e [9422030006000-0

4 24 4 60 e [9422040006000-0

5 26 5 75 e [9422050007500-0

6 30 6 75 e |9422060007500-0

8 30 8 75 e [9422080007500-0
10 40 10 100 e [9422100010000-0
12 45 12 100 e [9422120010000-0
16 45 16 100 e [9422160010000-0

® B Hanuumu / In stock

UMT 9423 Z2-3

YpnviHeHHble KoHLeBble (pesbl
Ans 06paboTKy antOMUHUS
Long end mills for aluminium

4

Nt

el
b s
\ "
HM
\ difeg) | Lt | dhe L |[Stock |[ARTNo °
3 18 3 60 e |5423030006000-0
4 24 4 60 ® |5423040006000-0
5 26 5 75 ® |3423050007500-0
6 30 6 75 ® |39423060007500-0
8 30 8 75 ® |35423080007500-0
10 40 10 | 100 e |59423100010000-0
12 45 12 | 100 e |5423120010000-0
16 45 16 | 100 ® |59423160010000-0

® B Hanuumu / In stock

PekoMeHayeMble pexxuMbl pesaHus ansa dpes 9422, 9423 - ObpaboTtka ycTynos
Recommended cutting conditions for end mills 9422, 9423 - Shoulder milling

CkopocTb
o pesaHus
06pabartbiBaeMblii MaTepuan API Cuttin d1 - pMaMeTp UHCTpYyMeHTa MM fz - nogaya Ha 3y6 MM
Work material — speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM @3- 06 26 - 8 28-210 | @10-212 | @12-216
ARiOMMHUERCIE EMNARKLS <8BSy S 01 5 SO 0.03-0.05 006-008 | 00850.10 | 0100.125 | 0.1250.15
Aluminium alloy Si<8%
Antomutmesble cnnassi S>8% | 4 oy, | 0154, 140-150 0.025-0.05 | 0.06-0.08 008-0.10 | 0100125 | 0.1250.15
Cast aluminium Si>8%
Bigzutlste Gy <15d1 |<0.15d1  90-100 0025-005 | 0.06-0.08 0.08-0.09 0.09-0.12 0.12-0.15
Copper alloy




END MILLS « SOLID CARBIDE CUTTING TOOLS

UMT 9453 Z2-3

KoHueBble dhpesbl C KOPOTKOW PEXYLLEN YaCTbH 1
3aHVXKEHHOW LLENKOM AN1s 06paboTky antoMmnHuS

End mills with short cutting length and
relieved neck for aluminium

Dd1

@T

’y

45°

D R0.2:0.3|

RS

|

L |
H M
ool L Livol L sk

6 9453060007500-0
6 10 26 5.6 6 75 0.5 o |9453060007505-0
6 10 26 5.6 6 75| 1.0 o ]9453060007510-0
8 12 34 74 8 75 e (9453080007500-0
8 12 34 7.4 8 75| 0.5 o 19453080007505-0
8 12 34 74 8 75| 1.0 o |9453080007510-0
10 15 42 94| 10 | 100 e [9453100010000-0
10 15 42 94| 10 | 100 | 0.5 o |9453100010005-0
10 15 42 94| 10 | 100 | 1.0 o ]9453100010010-0
10 15 42 94| 10 | 100 | 20 o [9453100010020-0
12 18 50 | 114 | 12 | 100 e |9453120010000-0
12 18 50 | 114 | 12 | 100 | 05 o |9453120010005-0
12 18 50 | 114 | 12 | 100 ] 1.0 o [9453120010010-0
12 18 50 | 114 | 12 | 100 | 2.0 o ]9453120010020-0
16 24 65 | 152 | 16 | 115 e |9453160011500-0
16 24 65 | 152 | 16 | 115| 10 o [9453160011510-0
16 24 65 | 152 | 16 | 115] 20 o 19453160011520-0
16 24 65 | 152 | 16 | 115 ] 3.0 o ]9453160011530-0
20 30 82 | 180 ] 20 | 150 e [9453200015000-0
20 30 82 | 180 | 20 | 150 | 1.0 o |9453200015010-0
20 30 82 | 180 | 20 | 150 | 2.0 o 19453200015020-0
20 30 82 | 180 | 20 | 150 | 3.0 o [9453200015030-0

® B Hanuuum / In stock

O WaroToenenue no 3anpocy / Produced to order only

PekoMenayeMble pexxuMbl pe3anus ana dpe3 9453 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9453 - Shoulder milling

CKopocTb pesaHust

BbICOKOCKOPOCTHBIN peXxmnM

y Cutting speed High Speed Cutting
ObpabaTbiBaeMblil MaTepran d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae Ae
Ap | Ae HM Ap | Ae HM 56 18 210 | @12 | @16 | @20

Antomunuessie cnnasbi Si<8% | 4 54, | .0 141 165175 <1di [<0.1d1 270310 005 | 008 | 010 | 012 | 016 | 018

Aluminium alloy Si<8%

Antomurmeseie cnnassl Si>8% | 4 5y | 14y 135-145 <idi |<0.1d1 250-270 0045 | 007 | 009 0.11 014 | 0.16

Cast aluminium Si>8%

LEE bkt <12d1|<0.1d1 105-120 <1idt |<0.1d1 195215 0045 | 007 | 009 0.11 014 | 016

Copper alloy

PekoMeHayeMble pexxuMbl pesaHuns ans tpes 9453 - 06paboTka na3oB
Recommended cutting conditions for end mills 9453 - Slotting

CKopoCTb pesaHus

BbICOKOCKOPOCTHBIN PEXUM

y Cutting speed High Speed Cutting
O6pabaTbiBaeMblit MaTepuan d1 - gMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ap HM Ap HM o6 8 @10 | @12 | @16 | @20
Aniomunnessie cnasei Si<B% | gy 435445  <04di 270290 004 | 006 | 007 | 008 | 011 | 0125
Aluminium alloy Si<8%
Antomuressie Cnnasei Si>8% | gy 490439  <04ds 220230 004 | 005 | 006 | 007 | 009 | 011
Cast aluminium Si>8%
LS Gl el <08d1  100-110  <04d1  160-180 004 | 005 | 006 | 007 009 | 011
Copper alloy

1. BblLwenpyBeAeHHbIE PEXUMbI YKa3aHbl Ast KECTKON TEXHONIOMMYECKON CUCTEMbI
2. Ecnu BbineT nHCTpyMeHTa Gonee 4d, CKOpoCTb pe3aHis JoMmKHa BbITb CHIDKEHA
3. Mpu Bpe3aHuu nog, yrnom, pekoMeH4yeTcst CHU3UTb pexxuMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnnuax
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. If the overhang length is more than 4d, cutting speed should be reduced

3. In case of ramping, reduction of the above data by 30-60% is recommended




[E] TBEPIOCMABHbI/ MHCTPYMEHT » KOHLEBBIE ®PE3bI

UMT 9652 Z2=2

Cchepuueckune hpesbl C KOPOTKOM PEXYLLEN YaCTbio U
3aHVXKEHHOW LLENKOM AN18 06paboTky antoMmnHuS

Ball nose end mills with short cutting length

and relieved neck for aluminium

(E——f————— Type 1

L2

L1

Ddi

——————————— o| Type2

di(es)| L1 L2 d2 |dme) | L

"
HM

R@1/2) | Stock | Type |ARTNo  ©

3 5 9| 27 6 751 15| e 1 138652030007500-0
4 6 12 | 37 6 75| 20| e 1 ]9652040007500-0
5 8 15 | 47 6 75 25| e 1 138652050007500-0
6 | 10 | 54 | 57 6 1100 | 30| e 2 19652060010000-0
8 | 12 | 54 | 74 8 | 100 | 40| e 2 19652080010000-0
10 | 15 | 54 | 94| 10 | 100 | 50| e 2 19652100010000-0
12 | 18 | 80 |114 | 12 | 150 | 60| e 2 19652120015000-0
16 | 24 | 80 |152 | 16 | 150 | 80| e 2 19652160015000-0
20 | 30 | 80 |190 | 20 | 150 | 100 | e 2 19652200015000-0

® B Hanuumm / In stock

PekoMeHayeMble pexxuMbl pe3aHus ans gpes 9652
Recommended cutting conditions for end mills 9652

Ae CkopocTb

. pesaHus
O6pabaTbiBaeMblit MaTepUan Cuttin d1 - AMaMeTp MHCTPYMEHTa MM
Work material Ap speedg d1 - diameter in mm

fz - nogaya Ha 3y6 MM
fz - feed per tooth in mm

Ve (m/min)
Ap Ae HM @3-06 | ©6-28 | @8-210 |@10- 212 | 12- @16 | @16 - @20
Aniomumesble cTnashi Si<B% | o4, | (93d;  130-180  0018-0.04 | 0.036-0.06 | 0.05-008 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
Aluminium alloy Si<8%
Antomutmesble cnnasei S>8% | 54, | (9341 100130 0.018-0.04 | 0.036-006 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
Cast aluminium Si>8%
Eg;;:f‘:l&”am" <0.1d1 | <0.3d1 90-130  0.011-0.03 | 0.022-0.06 | 0.03-008 | 0.04-0.12 | 0.05-0.15 | 0.06-0.20

1. Ecnu BbIneT MHCTpyMeHTa 6onee 4d, ckopocTb pe3aHust A0MmKHa BbITb CHUXKEHA

2. Npv Bpe3aHWM NOf, YTIoM, PEKOMEHAYETCS CHU3WTb PeXuMbl pe3aHis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. If the overhang length is more than 4d, cutting speed should be reduced

2. In case of ramping, reduction of the above data by 30-60% is recommended



WHCTPYMEHT MO 3ANPOCY - TOOLS ON REQUEST CNELUANBHBIE ®PE3bl « SPECIAL END MILLS @

3ANPOC / REQUEST

fata/Date: ...

KEHT / CUS OB
K BHUMaHMIO MHXKEHEPA / ATtN:

T, PO,
B NIl

Ykaxute TMn HCTpyMeHTa / Select type of tool
L

A L2

@ dr
@ d2
Bd

A L1

o°
) ©
S\ w 2
L
L3
A L2
X L1
- [
o ©
S S & Q
S

Ykaxute Bug A / Select shape A

(@ (P (9 (o

0o o o o 0O

@d MM
mm
Ad1 MM
mm
ad2 MM
mm
L MM
mm
L1 MM
mm
Lo MM
mm
L3 MM
mm
(X, o
Ch MM
mm
oCh °
Rcr MM
mm
R MM
mm
; MM
mm

[] Het/No

ObpabatbiBaemblt MaTepuan / Material to be machined: ...
BHyTpeHHee oxnaxpaeHue / Internal cooling: |:| Na/Yes

KonnuectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBKM / Helix angle: ...
Mokpeitne / Coating:  [] Ha/Yes [ ] Her/No

KoRMUECTBO, LUT. / QUANTItY, POt oo
MPUMEYHAHNSA [ NOTES:






@] TBEPOCM/ABHBI/ MIHCTPYMEHT - CBEPJIA SOLID CARBIDE CUTTING TOOLS « DRILLS

Komnanusa UMT npov3BoguT acCOPTUMEHT CTaHAAPTHBIX UMT produces general range of standard solid carbide drills
TBEpAOCMaBHbIX cBep, anvHon 3D u 5D, ¢ 1 6e3 with 3D and 5D lengths, with and without internal cooling.
BHyTpeHHero noggoga COX. Ceepna npon3sogsTcs The UMT drills are also being produced according to DIN

no ctaHgapty DIN — ¢ ycuneHHbIM XBOCTOBMKOM. standard — with reinforced shank. Thanks to the improved
Bnaropaps ynyudweHHomn pexxyLuei reometpun UMT, UMT cutting geometry, the drills are fit to machine variety
ceepsna obecneynBatoT 06paboTKy pa3NYHbIX TUMNOB of materials. The company is able to produce special carbide
obpabaTbiBaeMoro MaTepuana. drills upon request.

KoMnaHus Takxke MMeeT BO3MOXHOCTb MNOCTABKM
cneynanibHbIX TBEPAOCMIaBHbIX CBEPJI MO 3anpocy.

TABJINLIA BbIBOPA CBEPJ1/ DRILLS SELECTION CHART
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@] TBEPIOCMNABHbI/ MIHCTPYMEHT - CBEPJA

UMT 8101
LleHTpoBoYHbIe cBepsia ans ctaHkos ¢ HITY
NC center drills

L1

@d1
|
)

ART No
3 9 38 e |81010300038-1
4 10 50 e [81010400050-1
5 13 50 e 810105000501
6 13 57 e [81010600057-1
8 20 63 e 810108000631
10 22 72 e [81011000072-1
12 22 83 e 810112000831

©® B Hannumm / In stock

PekomeHayeMble pexkuMbl pe3aHuns ans ceepn 8101 / Recommended cutting conditions for drills 8101

" CkopocTb pesaHus
O6pabaTbiBaeMblit MaTepuan : d1 - pMaMeTp MHCTpYyMeHTa MM f - nopaya Ha o6opoT MMm/0b.
X Cutting speed . . o
Work material W i d1 - diameter in mm f - feed per revolution in mm/rev.

nanoTEC1 3 -24 B4 - DS &5 - 26 6 - 28 28-210 | &10-212

YrnepoaucTbie, JlervpoBaHHble CTanu,
TBEpAoCTbI0 < 25 HRC 50-70 0.05-0.08 0.06-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.26
Carbon steel and Alloy steel < 25 HRC

JlernpoBaHHble, UHCTpYMeHTasIbHbIE CTanu,

TBEpaoCTbi0 25-45 HRC 30-50 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20
Alloy steel and Tool steel 25-45 HRC

Hepxagetowwme ctanu / Stainless steel 30-40 0.03-0.07 0.04-0.09 0.06-0.11 0.06-0.12 0.09-0.12 0.12-0.18
Cepoiit wyryH GG/ Cast iron GG 60-80 0.04-0.07 0.05-0.09 0.07-0.11 0.07-0.12 0.10-0.16 0.13-0.20
puICOKOMPOUHLIA YTy GGG 40-60 003007 | 004009 | 006011 | 006-0.12 | 009-0.12 | 0.12-0.18
AntomuHmeBble cnnasbl /Aluminium alloy 100-140 0.06-0.10 0.08-0.12 0.09-0.14 0.10-0.18 0.14-0.26 0.18-0.32
MenHbie cnnasbl / Copper alloy 70-100 0.06-0.09 0.08-0.11 0.09-0.13 0.10-0.16 0.12-0.20 0.15-0.26
TuTaHoBble crinasel / Titanium alloy 20-30 0.017-0.04 | 0.027-0.05 | 0.033-0.055 | 0.037-0.063 | 0.042-0.07 | 0.047-0.08




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8211
CnupanbHble CBepNa C YCUIEHHLIM XBOCTOBMKOM
Twist drills with reinforced shank

2di

ART No

30| 20 | 6 | 62| e 74| 41 | 8 | 79| e

82110300062-1 . 82110740079-1
sl 20 6 62 o 82110310062-1 75 | 41 8 79 o 82110750079-1
3.2 20 6 62 o 82110320062-1 76 | 41 8 79 o 82110760079-1
33 20 6 62 D 82110330062-1 77 | 41 8 79 o 82110770079-1
34 | 20 6 62 o 82110340062-1 78 | 41 8 79 ° 82110780079-1
35 20 6 62 D 82110350062-1 79 | 41 8 79 o 82110790079-1
3.6 20 6 62 o 82110360062-1 80 | 41 8 79 ° 82110800079-1
37 20 6 62 D 82110370062-1 81 | 47 10 89 o 82110810089-1
38 24 6 66 o 82110380066-1 82 | 47 10 89 o 82110820089-1
89 24 6 66 o 82110390066-1 83 | 47 10 89 o 82110830089-1
4.0 24 6 66 ° 82110400066-1 84 | 47 10 89 o 82110840089-1
4.1 24 6 66 o 82110410066-1 85 | 47 10 89 [ 82110850089-1
4.2 24 6 66 ° 82110420066-1 86 | 47 10 89 o 82110860089-1
43 24 6 66 o 82110430066-1 87 | 47 10 89 o 82110870089-1
44 | 24 6 66 o 82110440066-1 88 | 47 10 89 ° 82110880089-1
45 24 6 66 D 82110450066-1 89 | 47 10 89 o 82110890089-1
4.6 24 6 66 ° 82110460066-1 9.0 | 47 10 89 ° 82110900089-1
47 24 6 66 o 82110470066-1 91 | 47 10 89 o 82110910089-1
4.8 28 6 66 o 82110480066-1 9.2 | 47 10 89 o 82110920089-1
49 28 6 66 o 82110490066-1 93 | 47 10 89 [ 82110930089-1
5.0 28 6 66 ° 82110500066-1 94 | 47 10 89 o 82110940089-1
OBl 28 6 66 o 82110510066-1 95 | 47 10 89 [ 82110850089-1
5.2 28 6 66 ° 82110520066-1 96 | 47 10 89 o 82110960089-1
5.3 28 6 66 o 82110530066-1 9.7 | 47 10 89 o 82110970089-1
54 | 28 6 66 o 82110540066-1 98 | 47 10 89 o 82110980089-1
5.5 28 6 66 o 82110550066-1 99 | 47 10 89 o 82110990089-1
5.6 28 6 66 ° 82110560066-1 100 | 47 10 89 ° 82111000089-1
5.7 28 6 66 o 82110570066-1 10.2 55 12 102 ° 82111020102-1
5.8 28 6 66 o 82110580066-1 10.3 55 12 102 o 82111030102-1
58 28 6 66 o 82110590066-1 10.5 55 12 102 ° 82111050102-1
6.0 28 6 66 ° 82110600066-1 10.8 55 12 102 ° 82111080102-1
6.1 34 8 /9 o 82110610079-1 11.0 55 12 102 ° 82111100102-1
6.2 34 8 79 o 82110620079-1 11.2 55 12 102 ° 82111120102-1
6.3 34 8 /9 o 82110630079-1 115 55 12 102 o 82111150102-1
6.4 | 34 8 79 o 82110640079-1 12.0 55 12 102 ° 82111200102-1
6.5 34 8 /9 o 82110650079-1 124 | 60 14 107 o 82111240107-1
6.6 34 8 79 o 82110660079-1 125 60 14 107 ° 82111250107-1
6.7 34 8 /9 o 82110670079-1 127 | 60 14 107 o 82111270107-1
6.8 34 8 79 ° 82110680079-1 13.0 60 14 107 ° 82111300107-1
6.9 34 8 /9 o 82110690079-1 135 60 14 107 o 82111350107-1
7.0 34 8 79 o 82110700079-1 14.0 60 14 107 ° 82111400107-1
71 | 41 8 /9 o 82110710079-1 14.5 65 16 115 ° 82111450115-1
72 | 41 8 79 o 82110720079-1 16.0 65 16 115 ° 82111600115-1
73 | 41 8 e o 82110730079-1

® B Hannumu / In stock
O W3rotoeneHwve no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8211/ Recommended cutting conditions for drills 8211

. CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opot MM/0b.
. Cutting speed . . o
Work material T d1 - diameter in mm f - feed per revolution in mm/rev.

nanoTEC1 &3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | J14- 16

Yrnepoguctbie, JlervposaHHble cTany,
TBEpaocThio < 25 HRC 80-110 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

ﬂerMpOB&HHble, MHCprMeHTaJ‘IbeIe cTann,

TBepAocTbio 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepoiit wyryH GG / Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryn GGG
Nodular cast iron GGG

m AntoMyHueBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




@] TBEPIOCMNABHbI/ MIHCTPYMEHT - CBEPJA

UMT 8221
CnupanbHble cBepa C YCUNEHHbIM XBOCTOBMKOM
Twist drills with reinforced shank

2d1

ART No

30| 28 | 6 | 66| e 74 53 | 8 | 91| e

82210300066-1 . 82210740091-1
31 28 6 66 o 82210310066-1 7.5 53 8 91 o 82210750091-1
3.2 28 6 66 o 82210320066-1 7.6 53 8 91 o 82210760091-1
3.3 28 6 66 ° 82210330066-1 7.7 53 8 91 o 82210770091-1
34 28 6 66 o 82210340066-1 7.8 53 8 91 [ 82210780091-1
35 28 6 66 ° 82210350066-1 7.9 53 8 91 o 82210790091-1
3.6 28 6 66 o 82210360066-1 8.0 53 8 91 [ 82210800091-1
3.7 28 6 66 ° 82210370066-1 8.1 61 10 103 o 82210810103-1
3.8 36 6 74 o 82210380074-1 8.2 61 10 103 o 82210820103-1
39 36 6 74 o 82210390074-1 8.3 61 10 103 o 82210830103-1
4.0 36 6 74 ° 82210400074-1 8.4 61 10 103 ] 82210840103-1
4.1 36 6 74 o 82210410074-1 8.5 61 10 103 [ 82210850103-1
4.2 36 6 74 ° 822104200741 8.6 61 10 103 ] 82210860103-1
4.3 36 6 74 o 82210430074-1 8.7 61 10 103 o 82210870103-1
4.4 36 6 74 o 82210440074-1 8.8 61 10 103 [ 82210880103-1
4.5 36 6 74 ° 82210450074-1 8.9 61 10 103 o 82210890103-1
4.6 36 6 74 ° 82210460074-1 9.0 61 10 103 [ 82210900103-1
4.7 36 6 74 o 82210470074-1 9.1 61 10 103 o 82210910103-1
4.8 44 6 82 o 82210480082-1 9.2 61 10 103 o 82210920103-1
4.9 44 6 82 o 82210490082-1 9.3 61 10 103 [ 82210930103-1
5.0 44 6 82 ° 82210500082-1 9.4 61 10 103 ] 82210940103-1
51 44 6 82 o 82210510082-1 9.5 61 10 103 [ 82210950103-1
5.2 44 6 82 ° 82210520082-1 9.6 61 10 103 ] 82210960103-1
5.3 44 6 82 o 82210530082-1 9.7 61 10 103 o 82210970103-1
5.4 44 6 82 o 82210540082-1 9.8 61 10 103 o 82210980103-1
5.5 44 6 82 o 82210550082-1 9.9 61 10 103 o 82210990103-1
5.6 44 6 82 ° 82210560082-1 10.0 61 10 103 [ 82211000103-1
5.7 44 6 82 o 82210570082-1 10.2 71 12 118 [ 82211020118-1
5.8 44 6 82 o 82210580082-1 10.5 71 12 118 [ 82211050118-1
59 44 6 82 o 82210590082-1 10.8 71 12 118 [ 82211080118-1
6.0 44 6 82 ° 82210600082-1 11.0 71 12 118 [ 82211100118-1
6.1 53 8 91 o 82210610091-1 11.2 71 12 118 [ 82211120118-1
6.2 53 8 91 o 82210620091-1 12.0 71 12 118 [ 82211200118-1
6.3 53 8 91 o 82210630091-1 12.5 77 14 124 [ 82211250124-1
6.4 53 8 91 o 82210640091-1 13.0 77 14 124 [ 82211300124-1
6.5 53 8 91 o 82210650091-1 14.0 77 14 124 [ 82211400124-1
6.6 53 8 91 o 82210660091-1 14.5 83 16 133 [ 82211450133-1
6.7 53 8 91 o 82210670091-1 16.0 83 16 133 [ 82211600133-1
6.8 53 8 91 ° 82210680091-1 © B Hanuam / In stock
6.9 53 8 91 o 82210690091-1
70 53 3 91 o 82210700091-1 O WaroToBneHwne no 3anpocy / Produced to order only
7.1 53 8 91 o 82210710091-1
7.2 53 8 91 o 82210720091-1
7.3 53 8 91 o 82210730091-1

PekoMeHayeMble pexxnMbl pe3anus gns ceepn 8221 / Recommended cutting conditions for drills 8221

. CkopocTb pesaHus
ObpabaTbiBaeMmblit MaTepuan " d1 - pMameTp MHCTpyMeHTa MM f - nogaya Ha obopoT MM/06.
. Cutting speed . . oo
Work material e d1 - diameter in mm f - feed per revolution in mm/rev.

nanoTEC1 &3 - 26 6 - &8 @8-210 | @10-212 | @12-214 | &14- 16

YrnepogucTeie, JlervpoBaHHble cTanu,
TBEpAocTbio < 25 HRC 80-110 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

ﬂerMpOBaHHbIe, MHCprMeHTaﬂbele CTanu,

TBEpaocTbio 25-45 HRC 60-90 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepbiit wyryH GG/ Cast iron GG 90-130 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryH GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 130-160 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

60-90 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8222

CnupanbHble cBepna € YCUEHHbIM XBOCTOBMKOM

1 BHyTpeHHUM noggogom COX

Twist drills with reinforced shank and internal cooling

@d1

ART No

30 | 28 | 6 | 66| 74| 53 | 8 | 91| e

82220300066-1 . 82220740091-1
3.1 28 6 66 o 82220310066-1 75 53 8 91 o 82220750091-1
3.2 28 6 66 o 82220320066-1 7.6 53 8 91 o 82220760091-1
3.3 28 6 66 ° 82220330066-1 7.7 53 8 91 o 82220770091-1
3.4 28 6 66 o 82220340066-1 7.8 53 8 91 ° 82220780091-1
3.5 28 6 66 ° 82220350066-1 7.9 53 8 91 o 82220790091-1
3.6 28 6 66 o 82220360066-1 8.0 53 8 91 ° 82220800091-1
3.7 28 6 66 ° 82220370066-1 8.1 61 10 103 o 82220810103-1
3.8 36 6 74 o 82220380074-1 8.2 61 10 103 o 82220820103-1
3.9 36 6 74 o 82220390074-1 8.3 61 10 103 o 82220830103-1
4.0 36 6 74 ° 82220400074-1 8.4 61 10 103 o 82220840103-1
4.1 36 6 74 o 82220410074-1 8.5 61 10 103 ° 82220850103-1
4.2 36 6 74 ° 82220420074-1 8.6 61 10 103 o 82220860103-1
4.3 36 6 74 o 82220430074-1 8.7 61 10 103 o 82220870103-1
4.4 36 6 74 o 82220440074-1 8.8 61 10 103 ° 82220880103-1
4.5 36 6 74 ° 82220450074-1 8.9 61 10 103 o 82220890103-1
4.6 36 6 74 ° 82220460074-1 9.0 61 10 103 ° 82220900103-1
4.7 36 6 74 o 82220470074-1 9.1 61 10 103 o 82220910103-1
4.8 44 6 82 o 82220480082-1 9.2 61 10 103 o 82220920103-1
4.9 44 6 82 o 82220490082-1 9.3 61 10 103 ° 82220930103-1
5.0 44 6 82 ° 82220500082-1 9.4 61 10 103 o 82220940103-1
5.1 44 6 82 o 82220510082-1 9.5 61 10 103 ° 82220950103-1
5.2 44 6 82 ° 82220520082-1 9.6 61 10 103 o 82220960103-1
5.3 44 6 82 o 82220530082-1 9.7 61 10 103 o 82220970103-1
5.4 44 6 82 o 82220540082-1 9.8 61 10 103 o 82220980103-1
5.5 44 6 82 o 82220550082-1 g9 61 10 103 o 82220990103-1
5.6 44 6 82 ° 82220560082-1 10.0 61 10 103 ° 82221000103-1
5.7 44 6 82 o 82220570082-1 10.2 71 12 118 ° 82221020118-1
5.8 44 6 82 o 82220580082-1 10.5 71 12 118 ° 82221050118-1
59 44 6 82 o 82220590082-1 10.8 71 12 118 ° 82221080118-1
6.0 44 6 82 ° 82220600082-1 11.0 71 12 118 ° 82221100118-1
6.1 53 8 91 o 82220610091-1 11.2 71 12 118 ° 82221120118-1
6.2 53 8 91 o 82220620091-1 11.7 71 12 118 o 82221170118-1
6.3 53 8 91 o 82220630091-1 12.0 71 12 118 ° 82221200118-1
6.4 53 8 91 o 82220640091-1 12.5 77 14 124 ° 82221250124-1
6.5 53 8 91 o 82220650091-1 13.0 77 14 124 ° 82221300124-1
6.6 53 8 91 o 82220660091-1 14.0 77 14 124 ° 82221400124-1
6.7 53 8 91 o 82220670091-1 14.5 83 16 133 ° 82221450133-1
6.8 53 8 91 ° 82220680091-1 15.0 83 16 133 o 82221500133-1
6.9 53 8 91 o 82220690091-1 16.0 83 16 133 ° 82221600133-1
7.0 53 8 91 o 82220700091-1
71 53 | 8 | 91 | o | 822207100911 © B ranusun /n stock
79 53 38 91 ° 82220720091-1 O WaroToeneHwue no 3anpocy / Produced to order only
7.3 53 8 91 o 82220730091-1

PekoMeHayeMble pexxuMbl pe3anns gns ceepn 8222 / Recommended cutting conditions for drills 8222

. CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opot MM/0b.
. Cutting speed . . o
Work material T d1 - diameter in mm f - feed per revolution in mm/rev.

nanoTEC1 &3 - 6 6 - 28 @8-210 | ©10-212 | ©12-214 | J14- 16

Yrnepoguctbie, JlervposaHHble cTany,
TBEpaocThio < 25 HRC 90-130 0.08-0.15 0.14-0.20 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
Carbon steel and Alloy steel < 25 HRC

ﬂerMpOB&HHble, MHCprMeHTaJ‘IbeIe cTann,

TBepAocTbio 25-45 HRC 70-100 0.07-0.14 0.12-0.18 0.14-0.19 0.16-0.23 0.18-0.26 0.20-0.28
Alloy steel and Tool steel 25-45 HRC
Cepoiit wyryH GG / Cast iron GG 100-140 0.10-0.18 0.17-0.24 0.20-0.30 0.22-0.35 0.26-0.40 0.28-0.42

BeicokonpoyHbiin yyryn GGG
Nodular cast iron GGG

m AntoMyHueBble cnnasbl /Aluminium alloy 150-180 0.10-0.16 0.16-0.22 0.20-0.26 0.22-0.28 0.24-0.30 0.28-0.36

80-110 0.08-0.16 0.15-0.22 0.18-0.26 0.20-0.30 0.22-0.35 0.24-0.38




@] TBEPIOCMNABHbI/ MIHCTPYMEHT - CBEPJA

UMT 8311
CnupanbHble cBepna € YCUAEHHbIM XBOCTOBMKOM [AN1S L1
06paboTku TpyaHoobpabaTbiBaEMbIX MaTePUAsOB
Twist drills with reinforced shank

for difficult to cut materials

7
|
;

ART No ART No E
30 20 | 6 | 62 74| 41 | 8 | 79

. o | 83110300062-2 . o | 83110740079-2
31| 20 6 62 o |83110310062-2 75 | 41 8 79 o |83110750079-2
32 | 20 6 62 o | 83110320062-2 76 | 41 8 79 o 183110760079-2
33 | 20 6 62 o | 83110330062-2 77 | 41 8 79 o |83110770079-2
34 | 20 6 62 o | 83110340062-2 78 | 41 8 79 o 183110780079-2
35| 20 6 62 o | 83110350062-2 79 | 41 8 79 o |83110790079-2
36 | 20 6 62 o | 83110360062-2 8.0 | 41 8 79 o ]83110800079-2
37 | 20 6 62 o | 83110370062-2 81 | 47 10 89 o |83110810089-2
38 | 24 6 66 o | 83110380066-2 8.2 | 47 10 89 o |83110820089-2
39 | 24 6 66 o | 83110390066-2 83 | 47 10 89 o | 83110830089-2
40 | 24 6 66 o | 83110400066-2 8.4 | 47 10 89 o |83110840089-2
41 | 24 6 66 o | 83110410066-2 85 | 47 10 89 o | 83110850089-2
42 | 24 6 66 o | 83110420066-2 86 | 47 10 89 o |83110860089-2
43 | 24 6 66 o | 83110430066-2 8.7 | 47 10 89 o |83110870089-2
44 | 24 6 66 o | 83110440066-2 88 | 47 10 89 o |83110880089-2
45 | 24 6 66 o | 83110450066-2 89 | 47 10 89 O |83110890089-2
46 | 24 6 66 o | 83110460066-2 9.0 | 47 10 89 o |83110900089-2
47 | 24 6 66 o | 83110470066-2 91 | 47 10 89 o |83110910089-2
48 | 28 6 66 o | 83110480066-2 9.2 | 47 10 89 o ]83110920089-2
49 | 28 6 66 o | 83110490066-2 93 | 47 10 89 o | 83110930089-2
50 | 28 6 66 o | 83110500066-2 94 | 47 10 89 o ]83110940089-2
51| 28 6 66 o | 83110510066-2 95 | 47 10 89 o |83110950089-2
52 | 28 6 66 o | 83110520066-2 96 | 47 10 89 o ]83110960089-2
53 | 28 6 66 o | 83110530066-2 9.7 | 47 10 89 o |83110970089-2
54 | 28 6 66 o | 83110540066-2 98 | 47 10 89 o |83110980089-2
55 | 28 6 66 o | 83110550066-2 99 | 47 10 89 o | 83110990089-2
56 | 28 6 66 o | 83110560066-2 100 | 47 10 89 o |83111000089-2
57 | 28 6 66 o | 83110570066-2 102 | 55 12 102 o |83111020102-2
58 | 28 6 66 o | 83110580066-2 103 | 55 12 102 o 183111030102-2
59 | 28 6 66 o | 83110590066-2 105 | 55 12 102 o |83111050102-2
6.0 | 28 6 66 o | 83110600066-2 108 | 55 12 102 o 183111080102-2
6.1 | 34 8 79 o |83110610079-2 110 | 55 12 102 o 183111100102-2
6.2 | 34 8 79 o |83110620079-2 112 | 55 12 102 o |83111120102-2
63 | 34 8 79 o | 83110630079-2 115 | 55 12 102 o 183111150102-2
6.4 | 34 8 79 o |83110640079-2 12.0 | 55 12 102 o |83111200102-2
65 | 34 8 79 o | 83110650079-2 124 | 60 14 107 o |83111240107-2
6.6 | 34 8 79 o |83110660079-2 125 | 60 14 107 o |83111250107-2
6.7 | 34 8 79 o |83110670079-2 12.7 | 60 14 107 o |83111270107-2
6.8 | 34 8 79 o |83110680079-2 13.0 | 60 14 107 o 183111300107-2
69 | 34 8 79 o | 83110690079-2 135 | 60 14 107 o |83111350107-2
70 | 34 8 79 o |83110700079-2 14.0 | 60 14 107 o |83111400107-2
71 | 41 8 79 o |83110710079-2 145 | 65 16 115 O ]83111450115-2
72 | 41 38 79 o |83110720079-2 16.0 | 65 16 115 o |83111600115-2
73 | 41 8 79 o |83110730079-2

O WsrotoeneHue no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3anus gnsa ceepn 8311/ Recommended cutting conditions for drills 8311

. CkopocTb pesaHus
0O6pabaTbiBaeMblit MaTepuan QUi Soees d1 - pMaMeTp MHCTpyMeHTa MM f - nogaya Ha obopot MMm/0b.
Work material gsp d1 - diameter in mm f - feed per revolution in mm/rev.
Ve (m/min)
ano &3- 6 26 - &8 28-210 | ©10-012 | g12-214 | J14- 016

HepxxaBetowyye ctanm
Stainless steel 30-50 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

HepxaBetowme ctanm

Stainless steel 25-45 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14
Tutan / Titanium 25-40 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

JKaponpoyHble cnnasbl

Heat resistant alloy 15-25 0.025-0.055 | 0.055-0.084 | 0.063-0.084 | 0.07-0.10 0.08-0.12 0.09-0.13




[E] SOLID CARBIDE CUTTING TOOLS « DRILLS

UMT 8322
CnupanbHble cBepa ¢ YCUAEHHbIM XBOCTOBUKOM W

BHYTpeHHUM noasogoM COX ons obpaboTkm

prnHoqﬁpaﬁaTblsaeMblx MaTepuanos 3 L =

Twist drills with reinforced shank and

internal cooling for difficult to cut materials

nafly 1oy
- ART No c2 - ART No E
e | 83220300066-2 e | 83220740091-2

3.1 28 6 66 o | 832203100662 7 5 53 8 91 o | 832207500912
32 | 28 6 | 66 | o | 832203200662 76 | 53 8 | 91 | o | 83220760091-2
33 | 28 6 | 66 | e | 832203300662 77 | 53 8 | 91 | o | 832207700912
34 | 28 6 | 66 | o | 832203400662 78 | 53 8 | 91| e | 83220/80091-2
35 | 28 6 | 66 | e | 832203500662 79 | 53 8 | 91 | o |83220/90091-2
36 | 28 6 | 66 | o | 832203600662 80 | 53 8 | 91| e | 83220800091-2
37 | 28 6 | 66 | e | 832203700662 81 | 61 | 10 | 103 | o | 832208101032
38 | 36 6 | 74 | o | 832203800742 82 | 61 | 10 | 103 | o | 832208201032
39 | 36 6 | 74 | o | 832203900742 83 | 61 | 10 | 103 | o | 832208301032
40 | 36 6 | 74 | e | 832204000742 84 | 61 | 10 | 103 | o | 832208401032
41| 36 6 | 74 | o | 832204100742 85 | 61 | 10 | 103 | e | 832208501032
42 | 36 6 | 74 | e | 832204200742 86 | 61 | 10 | 103 | o | 832208601032
43 | 36 6 | 74 | o | 832204300742 87 | 61 | 10 | 103 | o | 832208701032
44 | 36 6 | 74 | o | 832204400742 88 | 61 | 10 | 103 | e | 832208801032
45 | 36 6 | 74 | e | 832204500742 89 | 61 | 10 | 103 | o | 832208901032
46 | 36 6 | 74 | e | 832204600742 90 | 61 | 10 | 103 | e | 832209001032
47 | 36 6 | 74 | o | 832204700742 91 | 61 | 10 | 103 | o | 832209101032
48 | 44 6 | 82 | o | 832204800822 92 | 61 | 10 | 103 | o | 832209201032
49 | 44 6 | 82 | o | 832204900822 93 | 61 | 10 | 103 | e | 832209301032
50 | 44 6 | 82 | e |83220500082-2 94 | 61 | 10 | 103 | o | 832209401032
51 [ 44 6 | 82 | o | 832205100822 95 | 61 | 10 | 103 | e | 832209501032
52 | 44 6 | 82 | e |83220520082-2 96 | 61 | 10 | 103 | o | 832209601032
53 | 44 6 | 82 | o | 832205300822 97 | 61 | 10 | 103 | o | 832209701032
54 | 44 6 | 82 | o | 832205400822 98 | 61 | 10 | 103 | o | 832209801032
55 | 44 6 | 82 | o | 832205500822 99 | 61 | 10 | 103 | o | 832209901032
56 | 44 6 | 82 | e | 832205600822 100 | 61 | 10 | 103 | e | 832210001032
57 | 44 6 | 82 | o |832205/0082-2 102 | 71 | 12 | 118 | e | 832210201182
58 | 44 6 | 82 | o |83220580082-2 105 | 71 | 12 | 118 | e | 832210501182
59 | 44 6 | 82 | o | 832205900822 108 | 71 | 12 | 118 | e | 832210801182
60 | 44 6 | 82 | e |83220600082-2 110 | 71 | 12 | 118 | e | 832211001182
6.1 | 53 8 | 91 | o | 832206100912 112 | 71 | 12 | 118 | e | 832211201182
62 | 53 8 | 91 | o | 832206200912 117 | 71 | 12 | 118 | o | 832211701182
63 | 53 8 | 91 | o | 832206300912 120 | 71 | 12 | 118 | e | 832212001182
64 | 53 8 | 91 | o | 832206400912 125 | 77 | 14 | 124 | o | 832212501242
65 | 53 8 | 91 | o | 832206500912 130 | 77 | 14 | 124 | o | 832213001242
66 | 53 8 | 91 | o | 832206600912 140 | 77 | 14 | 124 | o | 832214001242
67 | 53 8 | 91 | o | 832206700912 145 | 83 | 16 | 133 | o | 832214501332
68 | 53 8 | 91 | e | 832206800912 150 | 83 | 16 | 133 | o | 832215001332
69 | 53 8 | 91 | o | 832206900912 160 | 83 | 16 | 133 | o | 832216001332
70 | 53 8 | 91 | o | 832207000912
71 53 | 8 [ 91 [ o [ 832207100912 ® Brannwm/In stock
72 53 8 91 ° 83220720091-2 O W3roToeneHwue no 3anpocy / Produced to order only
73 | 53 8 | 91 | o | 832207300912

PekoMeHoyeMble pexxnMbl pesanus ans ceepn 8322 / Recommended cutting conditions for drills 8322

; CkopocTb pe3aHus
ObpabaTbiBaeMblit MaTepuan : d1 - AMaMeTp MHCTPYMeHTa MM f - nogaya Ha o6opoT MM/06.
. Cutting speed . . o
Work material . d1 - diameter in mm f - feed per revolution in mm/rev.
Ve (m/min)
ano 3 -6 26 -8 @8-210 | ©10-212 | ¥12-o14 | D14- 16

Hepxxasetowyye ctanu
Stainless steel 40-60 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
Low alloy austenitic

Hepxxasetowe ctanu

Stainless steel 35-55 0.04-0.10 0.08-0.12 0.09-0.14 0.12-0.20 0.16-0.22 0.18-0.24
High alloy austenitic

TutaHoBble cnnaebl / Titanium alloy 35-45 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14
Twuran / Titanium 35-45 0.033-0.07 | 0.07-0.10 | 0.084-0.12 | 0.094-0.13 | 0.10-0.14 0.12-0.14

JXaponpouyHble cnnaebl

Heat resistant alloy 15-30 0.025-0.055 | 0.055-0.084 | 0.063-0.094 | 0.07-0.10 0.08-0.12 0.09-0.13




@] TBEPIOCM/ABHBI/ MIHCTPYMEHT « CBEPJIA

UMT8411Z=3 NEW
CnupanbHble cBEpa C YCUNEHHBIM XBOCTOBMKOM
Twist drills with reinforced shank

@dt
od

ART No ART No
5.0 28 6 66 o 84110500066-1 8.5 47 10 89 o 84110850089-1
51 28 6 66 o 84110510066-1 8.6 47 10 89 o 84110860089-1
5.2 28 6 66 o 84110520066-1 8.7 47 10 89 o 84110870089-1
5.3 28 6 66 o 84110530066-1 8.8 47 10 89 o 84110880089-1
5.4 28 6 66 o 84110540066-1 8.9 47 10 89 o 841108390089-1
5.5 28 6 66 o 84110550066-1 9.0 47 10 89 o 84110900089-1
5.6 28 6 66 o 84110560066-1 9.1 47 10 89 o 84110910089-1
5.7 28 6 66 o 84110570066-1 9.2 47 10 89 o 84110920089-1
5.8 28 6 66 o 84110580066-1 9.3 47 10 89 o 84110930089-1
55 28 6 66 o 84110590066-1 9.4 47 10 89 o 84110940089-1
6.0 28 6 66 o 84110600066-1 9.5 47 10 89 o 84110950089-1
6.1 34 8 79 o 84110610079-1 9.6 47 10 89 o 84110960089-1
6.2 34 8 79 o 84110620079-1 9.7 47 10 89 o 84110970089-1
6.3 34 8 79 o 84110630079-1 9.8 47 10 89 o 84110980089-1
6.4 34 8 79 o 84110640079-1 9.9 47 10 89 o 84110990089-1
6.5 34 8 79 o 84110650079-1 10.0 47 10 89 o 84111000089-1
6.6 34 8 79 o 84110660079-1 10.2 55 12 102 o 84111020102-1
6.7 34 8 79 o 84110670079-1 10.3 55 12 102 o 84111030102-1
6.8 34 8 79 o 84110680079-1 10.5 55 12 102 o 84111050102-1
6.9 34 8 79 o 84110690079-1 10.8 55 12 102 o 84111080102-1
7.0 34 8 79 o 84110700079-1 11.0 55 12 102 o 84111100102-1
7.1 41 8 79 o 84110710079-1 11.2 55 12 102 o 84111120102-1
7.2 41 8 79 o 84110720079-1 11.5 55 12 102 o 84111150102-1
7.3 41 8 79 o 84110730079-1 12.0 55 12 102 o 84111200102-1
7.4 41 8 79 o 84110740079-1 12.4 60 14 107 o 84111240107-1
7.5 41 8 79 o 84110750079-1 12.5 60 14 107 o 84111250107-1
7.6 41 8 79 o 84110760079-1 12.7 60 14 107 o 84111270107-1
7.7 41 8 79 o 84110770079-1 13.0 60 14 107 o 84111300107-1
7.8 41 8 79 o 84110780079-1 13.5 60 14 107 o 84111350107-1
7.9 41 8 79 o 84110790079-1 14.0 60 14 107 o 84111400107-1
8.0 41 8 79 o 84110800079-1 14.5 65 16 115 o 84111450115-1
8.1 47 10 89 o 84110810089-1 16.0 65 16 115 o 84111600115-1
8.2 47 10 89 o 84110820089-1
83 | 47 | 10 89 | o |84110830089-1 ® B Hanuanm / In stock
8.4 47 10 89 o 84110840089-1 O WaroToenenwue no 3anpocy / Produced to order only

PekoMeHayeMble pexxuMbl pe3aHus gns ceepn 8411/ Recommended cutting conditions for drills 8411

. CkopocTb pesaHus
O6pabaTbiBaeMmblit MaTepuan " d1 - pMaMeTp UHCTpYyMeHTa MM f - nogaya Ha obopoT MM/06.
. Cutting speed . . o
Work material VG d1 - diameter in mm f - feed per revolution in mm/rev.

nanoTEC1 &5 - 26 6 - &8 28-010 | @10-212 | @12-214 | B14- 16

YrnepoaucTeie, JlervpoBaHHble cTanu,
TBEpAoCTbo < 25 HRC 80-100 0.30-0.35 0.35-0.42 0.42-0.50 0.50-0.55 0.55-0.60 0.60-0.66
Carbon steel and Alloy steel < 25 HRC

JlervpoBaHHble, IHCTpyMeHTasbHble CTanu,
TBepaocTbio 25-45 HRC 55-70 0.24-0.29 0.29-0.34 0.34-0.40 0.40-0.44 0.44-0.48 0.48-0.52
Alloy steel and Tool steel 25-45 HRC

Cepuliit wyryH GG / Cast iron GG 80-100 0.30-0.38 0.35-0.46 0.42-0.55 0.50-0.60 0.55-0.66 0.60-0.70

BeicokonpoyHbiin yyryn GGG
Nodular cast iron GGG

m AntomuHmeBble cnnasbl /Aluminium alloy 120-160 0.32-0.38 0.37-0.46 0.44-0.55 0.52-0.60 0.58-0.66 0.64-0.70

60-80 0.26-0.32 0.30-0.38 0.36-0.46 0.44-0.52 0.48-0.56 0.50-0.58
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3ANPOC / REQUEST

Jata/Date: ...

KAMEHT / CUSTOMEI: .o
K BHUMaHMIO MHXKEHEPA / ATtN:
T, /PO
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&d MM
YkaxuTe Tun nHcTpymeHTa / Select type of tool mm
Jd1 MM
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2 mm
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] mm
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.. mm
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g N v T
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o2 °
O6pabaTbiBaembii MaTepuan / Material to be machined: ... ...
ByTperHee oxnaxgeHve / Internal cooling:  [] fa/Yes  [] Het/No
KonnyectBo 3ybbeB / Number of flutes: ...
Yron HaknoHa BUHTOBOM KaHaBkM / Helix angle: ...
Mokpbitve / Coating:  [] Hda/Yes  [] Her/No
KoAMUECTBO, LUT. / QUANTItY, POt e




[E] NPUMEYAHMA - NOTES
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YA. AHenponempoBckasq, g. 2,

117587, MockBa, Poccusda

mean./dpakc: +7 (495) 132-33-77 (MHo20kaHaAbHbIU)
e-mail: info@umtools.ru

www.umtools.ru

65 Rozova dolina blvd.,
6100, Kazanlak, Bulgaria
tel./fax: +359 431 656 66
e-mail: office@umt.bg
www.umt.bg




