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General definition
i.e. Steel, Stainless Steel...

P v@nN s H

Definition
by structure/composition
i.e. Plain Carbon Steel, Alloy Steel...
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WORKPIECE MATERIAL GROUPS (WMG)

Definition
by hardness/ultimate tensile strength
i.e. 160<220 HB, 620 <900 N/mm? ...

P
2 | ]|
2 BEE
s HEE
4 BN

ABOUT DORMER PRAMET’S WORKPIECE MATERIAL CLASSIFICATION

Workpiece Material Groups (WMG) are used to support easy and
reliable selection of the right cutting tool and starting values for
machining conditions in particular applications.

Dormer Pramet classifies workpiece materials into six different
coloured groups;

¢ Blue: Steel and cast steel (P-group)

¢ Yellow: Stainless steel (M-group)

¢ Red: Cast iron (K-group)

¢ Green: Non-ferrous metals (N-group)

¢ Brown: High-temperature alloys (S-group)

¢ Grey: Hardened materials (H-group)

Each of these are divided into subgroups on the basis of their structure
and/or composition. For example, P-group steel and cast steel is split
into four subgroups, namely;

¢ P1-Free machining steel

e P2 —Plain carbon steel

e P3 - Alloy steel

e P4 —Tool steel

A final division includes material properties, such as hardness and
ultimate tensile strength. This is to provide our customers with a
complete tool recommendation, including starting values for cutting
speed and feed.

The table on the next page includes a description of each workpiece
material group, as well as examples of commonly used designations.
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CUTTING TOOL PARAMETERS ACCORDING TO ISO 13399

All cutting tools are defined by a number of parameters according to the standard ISO 13399. This list contains all the parameters used in this

catalogue and their definitions.

ISO 13399 is an international cutting tool information standard. It pro-
vides dimensions and parameters in a neutral format that is indepen-
dent of any particular system or company nomenclature. When cut-
ting tools are clearly defined according to a global standard, all types
of software can process the electronic data more quickly, improving
the quality of communication and helping to make the exchange of

EXAMPLES ONLY!

DCON MS
DC

information run smoothly. By supporting a common language in our
cutting tool descriptions will assist this system to system communi-
cation. It will save you significant amount of time, providing an easier
gathering of high-quality data across our 40,000 solid and indexable
tools. By using a ISO 13399 compliant system, there will be no need to
manually interpret data and key-enter it into your system.

LU

. ‘ | —q

DF

DC

A
Y

Y

DCON MS

—

LPR ‘ LS

OAL

LF

LPR

4o

I

LU
150 13399 | description 150 13399 | description
BD Body diameter DF Flange diameter
BDX Body diameter maximum DH Head diameter
CZC MS Connection size code machine side GPD Guide pilot diameter
D1 Fixing hole diameter GPL Guide pilot length
DC Cutting diameter H Shank height
DCN Cutting diameter minimum HSD Size of drive part
DCON MS Connection diameter machine side IC Inscribed circle diameter
DCON WS Connection diameter workpiece side LCF Length chip flute
DCX Cutting diameter maximum LCOL Collet length
DHUB Hub diameter LDC Distance reference point PK
FLGT Flange thickness LH Head length
IC Inscribed circle diameter LS Shank length
L Cutting edge length LSC Clamping length
LB Body length NOF Number of flutes
LF Functional length PLGL Plug length
LPR Protruding length RCSK Radius countersunk
LU Usable length RE Corner radius
OAL Overall length SDI Step diameter increments
RE Corner radius SDL Step diameter length
S Insert thickness SDL_1 Step diameter length first cutting step
WF Functional width SDL_2 Step diameter length second cutting step
APMX Depth of cut maximum TDZ Thread diameter size
D1 Fixing hole diameter THLGTH Thread length
DC_1 Cutting diameter first cutting step WSC Clamping width
DC_2 Cutting diameter second cutting step
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DRILLS — PAGE OVERVIEW

1 R100 2DORMER

Improved wear resistance for increased productivity and extended tool life. A 120°, 4-facet point helps with self-centering and reduces

Solid Carbide Jobber Drill, Bright Finish o
cutting forces. Can be used with all (NC machine applications.

1%}
=
z
o
(&)
[s]
(6] 4 .
=] ~)
LCF
DIN OAL
HM 338 4xD
™ —
120° Bright
u@-ﬂsy @ h7

Workpiece material group suitability, starting values for cutting speed (m/min) and feed Alpha Code. Tables with feed per revolution can be found starting from page 65.

Z1s  wm115s ?i85S ?7s5s 7166 S 7166 S ?153S ?45S 71405 ?134S ?27s 757 56T
»168T 55T 1447 60T 46T w137 1557 7427 7317 26T 7227 63T 47T
N1.1 N1.2 N1.3 N2.1 N2.2 N2. N3.1 N3.2 N4.1 N4.2 H1.1 H2.1 H2.2
w377 71200V P50V #1100V R172V @S5V P12V 423V E250V W60 X W100V P156S ?133S 21365

N N
S K
- w

H3.1 H3.2
»37S  m30S
Product DC DC LCF OAL DCON MS Product DC DC LCF OAL DCON MS
[mm] [inch] [mm] [mm] [mm] [mm] [inch] [mm] [mm] [mm]

R1001.0 1.00 0.0394 12.0 340 1.00 R1003.6 3.60 0.1417 39.0 70.0 3.60
R1001.1 1.10 0.0433 14.0 36.0 1.10 R1003.7 3.70 0.1457 39.0 70.0 3.70
R1001.2 1.20 0.0472 16.0 38.0 1.20 R1003.8 3.80 0.1496 430 750 3.80
R1001.3 130 0.0512 16.0 38,0 1.30 R1003.9 3.90 0.1535 430 750 3.90
R1001.4 1.40 0.0551 18.0 40.0 1.40 R1004.0 4.00 0.1575 43.0 75.0 4.00
R1001.5 1.50 0.0591 18.0 40.0 1.50 R1004.1 4.10 0.1614 43.0 75.0 4.10
R1001.6 1.60 0.0630 200 430 1.60 R1004.2 420 0.1654 430 750 420
R 170 0.0669 20 430 1.70 R1004.3 430 0.1693 470 80.0 430
R1 1.80 0.0709 2N 46.0 1.80 R1004.4 440 0.1732 47.0 80.0 440
R1001.9 1.90 0.0748 220 46.0 1.90 R1004.5 4.50 0.1772 47.0 80.0 4.50
R1002.0 2.00 0.0787 2.0 49.0 2.00 R1004.6 460 0.1811 47.0 80.0 4.60

Pos. Description Pos. Description

0 Designation of drill 0 Product features

0 Product description 0 Material group recommendations incl. speed and feed guidance

e lllustrative picture o Product code

o Schematic drawing of tool o Product dimensions

Typical page with drills displayed — specific page details will differ.
12



GENERAL ICONS

B Primary use

APPLICATION ANGLE

—%— 60° Countersink Centre Drill

<> Drill Point 118°
118°

<> it point 120°
120°

SO Drill Point 122°
122°

]
<@> Drill Point 130°

130°

\/ﬁ@ Drill Point 135°
135°

BASIC STANDARD GROUP (BSG)

BS

328 BS 328 — Drills and Reamers Standards

DIN  DIN 1869 /1 Straight Shank Extra Long
1869-1  Drill Standards

DIN  DIN 1869 /2 - Straight Shank Extra Long
1869-2  Drill Standards

DIN  DIN 1869 /3 — Straight Shank Extra Long
1869-3  Drill Standards

DIN  DIN 1870 (1) — Morse Taper Shank Extra Long
1870(1)  Drill Standards

DIN  DIN 1870 (2) — Morse Taper Shank Extra Long
1870(2)  Drill Standards

DIN

1897 DIN 1897 — Stub Drill Standards

COATING
Aluminium Chromium Nitride (with smoothing

Alcrona Top prOCESS)

Bright (uncoated)
Bright

Bright and TiN (Tip Coating)

TiN-Tip

R

=

90°/120°
v

180°
-

180°
—ﬁ—
90°

T

B

L2

140°

DIN
1899

DIN
333A

DIN
333R

DIN
338

DIN
340

DIN
341

DIN
345

Bronze

Bright ST

ST

44

SOLID CARBIDE & HSS DRILLS —ICONS OVERVIEW

Possible use

Radius Countersink Centre Drill

Spot Drill Point 90°/120°

Spot-weld Drill Point 180°

Step-drill (for fasteners) 180° Counterbore

Step-drill (for fasteners) 90° Counterbore

Drill Point 140°

DIN 1899 — Micro Drill Standards

DIN 333A — Centre Drill Standards

DIN 333R - Straight Shank
Countersink Standards

DIN 338 — Straight Shank Drill Standards

DIN 340 — Taper Length Drill Standards

DIN 341 — Morse Taper Shank Long
Drill Standards

DIN 345 — Morse Taper Shank Drill Standards

Bronze Tempered (Bronze Oxide) Surface
Treatment

Combination Bright and Steam Tempered

Steam Tempered (Steam Oxide) Surface
Treatment

90°
Pre-Drill with 90° Chamfer (for tappin
~ (for tapping)

1 o
-@— Spot Drill Point 150°

%— Spot Drill Point 90°

2200 oot Drill Point 120°

8%;\‘7 DIN 8037 — Carbide Tipped Drill Standards
8%';\14 DIN 8374 — Subland Drill Standards
8?;\16 DIN 8376 — Step Drill Standards
8?;\‘7 DIN 8377 — Subland Drill Standards
DIN

ANSI DIN/ANSI Standards

aporMER - Dormer Standards

NAS

907 NAS907 — Aerospace Drill Standards

< Titanium Aluminium Nitride (with smoothing
TANTop | PrOCess)

TIAIN

Titanium Aluminium Nitride Coating

Titanium Nitride Coating
TiN





























https://instagram.com/dormerprametsocial
https://twitter.com/dormerpramet
https://youtube.com/dormerpramet
https://facebook.com/dormerprametsocial
https://linkedin.com/company/dormerpramet
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M Primary use

P71 Possible use
25
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SOLID CARBIDE & HSS DRILLS = TECHNICAL INFO

Drill Nomenclature

Overall Length

B Body
Shank Length . - Flute Length >
. Margin width Land width| _Web at
Straight point
¥ shank JWeb at back
. N — s e Wi Drill
Q Axis - SN S - % diameter hisel
ise
‘L Shank Y Flutes ~poin Chisel edge
diameter Neck angle edlgS:
Lead 2x VIEW

-~ " e angle

Tang YTaper shank

Y Cp— ”777%

Tang Straight shank
with Tang

o e

Axis — The imaginary straight line which forms the longitudinal
centre line of a drill.

Backtaper — A slight decrease in diameter from front to back in
the body of a drill.

Body — The portion of a drill extending from the shank or neck to
the outer corners of the cutting lips.

Body Clearance Diameter — The portion of the land that has been
cut away so it will not bind against the walls of the hole.
Chisel-Edge — The edge at the end of the web that connects the
cutting lips.

Chisel-Edge Angle — The included angle between the chisel-edge
and cutting lip, as viewed from the end of a drill.

Clearance Diameter — The diameter over the cut away portion of
the drill lands.

Drill — A rotary end cutting tool having one or more cutting lips,
and having one or more helical or straight flutes for the passage of
chips and the admission of a cutting fluid.

Drill Diameter — The diameter over the margins of a drill
measured at the point.

Flute Length — The length from the outer corners of the cutting
lips to the extreme back of the flutes. Includes the sweep of the
tool used to generate the flutes and therefore does not indicate
the usable length of flutes.

Flutes — Helical or straight grooves cut or formed in the body of
a drill to provide cutting lips, permit removal of chips, and allow
cutting fluid to reach the cutting lips.

Helix Angle — The angle formed by the leading edge of the land
with a plane containing the axis of a drill.

Land — The peripheral portion of the body between adjacent
flutes.

Land Width — The distance between the leading edge and heel of
the land; measured at a right angle to the leading edge.

Lead — The axial advance of a leading edge of the land in one turn
around the circumference.

Lip Relief Angle — The axial relief angle at the outer corner of the
lip; measured by projection to a plane tangent to the periphery at
the outer corner of the lip.

Lips — The cutting edges of a two flute drill extending from the
chisel- edge to the periphery.

Clearance
diameter

Helix Lip

angle relief angle
Body
diameter
clearance

Margin — The cylindrical portion of the land, which is not cut
away, to provide clearance.

Neck — The section of reduced diameter between the body and
the shank of a drill.

Overall Length — The length from the extreme end of the shank
to the outer corners of the cutting lip. It does not include the co-
nical shank end often used on straight shank drills, nor the conical
cutting point used on both straight and taper shank drills.

Point — The cutting end of a drill, made up of the ends of the lands
and the web. In form, it resembles a cone, but departs from a true
cone to furnish clearance behind the cutting lips.

Conventional — Conventional Points with 118° included point an-
gles are the most commonly used because they provide satisfac-
tory results in a wide variety of materials. A possible limitation is
that the straight chisel edge contributes to wandering at the drill
point, often making it necessary to spot the hole for improved ac-

_—

Split — Split-Points (commonly called Crankshaft Points) were
originally developed for use on drills designed for deep oil holes
in automotive crankshafts. Since its inception, the split-point has
gained widespread use and is applied to both 118° and 135° in-
cluded point angles. Its main advantages are the ability to reduce
thrust and eliminate wandering at the drill point. This is a distinct
advantage when the drill is used in a portable drill or in drilling ap-
plications where bushings cannot be used. The split-point also has
two positive rake cutting edges extending to the centre of the drill,
which can assist as a chipbreaker to produce small chips which can
readily be ejected.

177
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REAMERS AND COUNTERSINKS — PAGE OVERVIEW

2IDORMER

Carbide Straight Shank Machine Reamer with H7 Accuracy, Bright Finish

Designed to provide a finish within the limits of H7 hole tolerance. For superior performance and extended tool life when 0
reaming hard and abrasive materials. The spiral flute design, with extremely unequal spacing between the flutes, reduces

vibration and improves hole roundness, size and surface finish.

(2]
=
4
[]
(8]
o
] |
o I
LCF
LB
HM DIN
Bright 8093 OAL
@ =3 B
H7

Workpiece material group suitability, starting values for cutting speed (m/min) and feed Alpha Code. Tables with feed per revolution can be found starting from page 251.

PL1  PL2  PL3 P21 P22 P23 P31 P32 P33 P4l MLl M1.2

P42 Pa3
m23B m2%B m27B m208B m18B m16C W68 m13B | m108 msC m7C Zioc 4L]¢
M1 w22 23 K KB kS K22 K23 K31 K32 K33 K51 K52
719C w7c 7168 m20D m15D H11D LV m17D W14D m18D W14D H11D m19D m15D
S8 N1 N12 N3 N21 N22 N23T N3l N3.2 N33 N4l N42
H11D 60D mW45D  W30D W38D M350  M25D  MG4E  M3BE WI9E  m35C  m30C
DCON MS tolerance h6; DC>= 14 mm Carbide Tipped.

Product DC OAL LCF LB NOF  DCON MS Product DC OAL LCF LB NOF  DCON MS
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm]
B4001.0 1.00 340 5.5 15.00 3 1.00 B4004.5 4.50 80.0 21.0 52.00 6 4.50
B4001.2 1.20 38.0 75 16.50 3 1.20 B4005.0 5.00 86.0 2.0 58.00 6 5.00
B4001.4 1.40 40.0 8.0 18.00 3 1.50 B4005.5 5.50 93.0 26.0 57.00 6 5.60
B4001.5 1.50 40.0 8.0 18.00 3 150 B4006.0 6.00 93.0 26.0 57.00 6 5.60
B4001.6 1.60 4.0 9.0 20.00 3 1.60 B4006.5 6.50 101.0 28.0 65.00 6 6.30
B4001.8 1.80 46.0 10.0 22.00 4 1.80 B4007.0 7.00 109.0 310 73.00 6 7.10
B4002.0 2.00 49.0 1.0 24.00 4 2.00 B4008.0 8.00 17.0 330 81.00 6 8.00
B4002.2 2.20 53.0 120 25.00 4 2.20 B4009.0 9.00 125.0 36.0 85.00 6 9.00
B 2.50 57.0 14.0 0 4 2.50 B40010.0 1000  133.0 38.0 93.00 6 10.00
Ba 2.80 61.0 15.0 GO 6 3.00 B40012.0 1200 1510 40  111.00 6 10.00
B4003.0 3.00 61.0 15.0 33.00 6 3.00 B40014.0 14.00  160.0 470  115.00 6 12.50
B4003.2 3.20 65.0 16.0 37.00 6 3.20 B40016.0 16.00  170.0 520 125.00 6 12.50
Pos. Description Pos. Description

G Designation of drill e Product features

0 Product description o Material group recommendations incl. speed and feed guidance
e lllustrative picture o Product code

o Schematic drawing of tool o Product dimensions

Typical page with reamers/countersinks displayed — specific page details will differ.
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B400 D/DORMER

Carbide Straight Shank Machine Reamer with H7 Accuracy, Bright Finish

Designed to provide a finish within the limits of H7 hole tolerance. For superior performance and extended tool life when reaming hard and
abrasive materials. The spiral flute design, with extremely unequal spacing between the flutes, reduces vibration and improves hole roundness,
size and surface finish.

L
DCON MS

DIN
HM
Bright 8093 - OAL -
(E = B
H7

Workpiece material group suitability, starting values for cutting speed (m/min) and feed Alpha Code. Tables with feed per revolution can be found starting from page 251.

P11 (P12 (P13 (P21 (P22 P23 P31 (P32 (P33 (P41 (P42 P43 M1l M12
H23B W26B W2/B H208B W18B W16C W68 H138B W11C H10B W3( w7 ?10C Z8(
m21 w22 w23 Kl K2 S G5 B2 @8 GE B2 B8 BE S2
?9( 7 PI6B W20D W15D W11D W21D W7D W14D W18D W14D Hm11D W19D W15D
(88 nN11 N2 N3 N21  N22 N23  N3.1  N3.2 N33 N4l  N42

H11D 160D W45D W30D W38D W35D 25D W64E H38E PI19E ?135C ?130C

DCON MS tolerance h6; DC>= 14 mm Carbide Tipped.

DC 0AL LCF LB NOF  DCON MS DC 0AL LCF LB NOF  DCON MS
Product Product

(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm)
B4001.0 1.00 34.0 55 15.00 3 1.00 B4004.5 4.50 80.0 21.0 52.00 6 4.50
B4001.2 1.20 38.0 75 16.50 3 1.20 B4005.0 5.00 86.0 23.0 58.00 6 5.00
B4001.4 1.40 40.0 8.0 18.00 3 1.50 B4005.5 5.50 93.0 26.0 57.00 6 5.60
B4001.5 1.50 40.0 8.0 18.00 3 1.50 B4006.0 6.00 93.0 26.0 57.00 6 5.60
B4001.6 1.60 43.0 9.0 20.00 3 1.60 B4006.5 6.50 101.0 28.0 65.00 6 6.30
B4001.8 1.80 46.0 10.0 22.00 4 1.80 B4007.0 7.00 109.0 31.0 73.00 6 7.10
B4002.0 2.00 49.0 11.0 24.00 4 2.00 B4008.0 8.00 17.0 33.0 81.00 6 8.00
B4002.2 2.20 53.0 12.0 25.00 4 2.20 B4009.0 9.00 125.0 36.0 85.00 6 9.00
B4002.5 2.50 57.0 14.0 29.00 4 2.50 B40010.0 10.00 133.0 38.0 93.00 6 10.00
B4002.8 2.80 61.0 15.0 33.00 6 3.00 B40012.0 12.00 151.0 440 111.00 6 10.00
B4003.0 3.00 61.0 15.0 33.00 6 3.00 B40014.0 14.00 160.0 47.0 115.00 6 12.50
B4003.2 3.20 65.0 16.0 37.00 6 3.20 B40016.0 16.00 170.0 52.0 125.00 6 12.50
B4003.5 3.50 70.0 18.0 42.00 6 3.50 B40018.0 18.00 182.0 56.0 137.00 6 14.00
B4004.0 4.00 75.0 19.0 47.00 6 4.00 B40020.0 20.00 195.0 60.0 147.00 6 16.00
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Feed rates

IS0 group

1.00
0.030
0.035
0.040
0.050
0.065
0.090

- m O A ™ >

= o

1.50
0.045
0.055
0.065
0.080
0.100
0.140

1.00

2.00
0.055
0.072
0.085
0.110
0.140
0.180

0.10
0.08
0.10
0.10
0.05
0.05

3.00
0.078
0.110
0.135
0.160
0.180
0.260

5.00

4.00
0.090
0.130
0.160
0.180
0.215
0.305

44

Feed per revolution (fn in mm/rev)
Depending on the working conditions
it might be necessary to adjust these

values +

5.00
0.100
0.150
0.185
0.200
0.250
0.350

15 %.

6.00
0.125
0.165
0.200
0.235
0.300
0.395

7.00
0.137
0.172
0.210
0.253
0.325
0.417

8.00
0.150
0.180
0.220
0.270
0.350
0.440

Machining allowance when using
amachine reamer (MA in mm)
Premachined hole diameter
PHD = DC— MA.

5.00

0.15
0.10
0.15
0.15
0.10
0.05

8.00

8.00

0.20
0.10
0.20
0.20
0.10
0.10

REAMERS FEED RATE CHART

—_

Alpha Code).

the table.

e

. Find your Alpha Code in the left column of the table.
. The intersection (cell) of the Diameter and Alpha Code is the feed per
revolution (f )

How to use this table to find the feed per revolution (f ):
. Find your Alpha Code on the product page (example: 21C, “C" is the

. Find the closest diameter for your cutting application in the top row of

o DC(mm)

10.00
0.170
0.210
0.260
0.320
0.390
0.500

12.00
0.185
0.240
0.285
0.360
0.430
0.550

15.00
0.210
0.270
0.325
0.400
0.485
0.610

16.00
0.220
0.280
0.335
0.410
0.500
0.630

20.00
0.250
0.310
0.390
0.470
0.530
0.700

25.00
0.280
0.360
0.440
0.540
0.640
0.800

30.00
0.320
0.400
0.480
0.600
0.750
0.930

40.00
0.390
0.500
0.600
0.730
0.910
1.200

50.00
0.440
0.550
0.680
0.850
1.100
1.500

80.00
0.500
0.600
0.750
0.950
1.200
1.650

the table.

Stainless Steel the IS0 Group Code is“M")

Machining Allowance (MA)

the premachined hole diameter (PHD).

How to use this table to get to the right premachined hole
diameter (PHD):

1. Find the diameter range for your cutting application in the top row of
2. Find your 1S0 Group Code in the left column of the table (example: For
3. The intersection (cell) of the Diameter Range and ISO Group Code is the

4. Subtract the Machining Allowance from the reaming diameter to get to

(example: for a 6mm hole in steel (P) the PHD is 5.85mm)

o DC(mm)

12.00

12.00

0.20
0.20
0.20
0.20
0.15
0.10

16.00

16.00

0.30
0.20
0.30
0.30
0.20
0.15

30.00

30.00

0.30
0.30
0.30
0.30
0.20
0.20

80.00

Be cautious with the machining tolerances of drills, the tool diameter is not the same as the hole diameter produced!

Note: The recommended allowance when using a hand reamer is 0.05 to 0.10 mm.
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Reamer Definitions / Nomenclature

A

mmON® >

Tang or Square Drive
Recess Diameter
Recess Length

Cut Length

Bevel Lead Length

Diameter

O 0 N & 1 A W N =

Width of Land

Circular Land

Clearance
Clearance Angle
Centre Hole
Flute

Heel

Cutting Edge

Face

44

10
1
12
13

REAMING — TECHNICAL INFO

G  Bevellead

H  BevelLead Angle
I  HelixAngle

J  BodyLlength

K  ShankLength

L  OverallLength

10
11

Width of Primary Clearance
Width of Secondary Clearance
Primary Clearance Angle

Secondary Clearance Angle
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Reaming

To obtain the best results when using reamers it is essential to make
them ‘work’. It is a common fault to prepare holes for reaming with
too little stock left in the starting hole diameter. If insufficient stock
is left in the hole before reaming, the reamer will rub, quickly show
wear and will result in loss of diameter. It is equally important for
performance not to leave too much stock in the hole. (See Stock
removal below).

1. Select the optimum type of reamer and the optimum speeds and
feeds for the application. Ensure that pre-drilled holes are the
correct diameter.

2. The workpiece must be held rigid and the machine spindle should
have no play.

3. The chuck for straight shank reamers must be of good quality and
in good working condition. If the reamer slips in the chuck and the
feed is automatic, breakage of the reamer may occur.

Stock removal

M4

REAMING — TECHNICAL INFO

. Keep tool overhang from machine spindle to a minimum.
. Use recommended lubricants to enhance the life of the reamer

and ensure the fluid reaches the cutting edges. As reaming is not
a heavy cutting operation, soluble oil 40:1 dilution is normally
satisfactory. Air blasting may be used with grey cast iron, if dry
machining.

. Do not allow the flutes of a reamer to become blocked with chips.

Retract if necessary to empty the flutes, this can help to prevent
poor hole quality and breakage of the tool.

. Before the reamer is reground, check concentricity between

centres. In most instances only the bevel lead will need regrinding.

. Keep reamers sharp. Frequent regrinding is good economy, but

it is important to understand that reamers cut only on the bevel
and taper leads and not on the lands. Consequently only these
leads need regrinding. Accuracy of regrinding is important to hole
quality and tool life.

The recommended stock removal in reaming is dependent on the application material and the surface finish of the pre-drilled hole. General

guidelines for stock removal are shown in the following tables:

Size of reamed

When pre-drilled When pre-core-drilled

hole (mm)
Below 4 0.1 0.1
Over4to 11 0.2 0.15
Over 11 to 39 03 0.2
Over 39 to 50 0.4 03

Hand/Machine reaming

Size of reamed

hole (inches) When pre-drilled

When pre-core-drilled

Below 3/16” 0.004" 0.004"
3/16" to 12" 0.008" 0.006"
%"to 1.%2" 0.010" 0.008"

1.%2"to 2" 0.016" 0.010"

Although both hand and machine reamers offer the same capability regarding finished hole size, the use of each must be considered according
to the application. A hand reamer, for reasons of alignment, has a long taper lead, whereas a machine reamer has only a 45 degree bevel lead.
A machine reamer cuts only on the bevel lead while a hand reamer cuts on the bevel lead as well as the taper lead.
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REAMING — TOLERANCE LIMITS = TECHNICAL INFO

Tolerance limits

e

A

1. On the cutting diameter of standard reamers
The diameter (DC) is measured across the circular land immediately behind the bevel or taper lead. The tolerance is in accordance with DIN
1420 and is intended to produce H7 holes.

Reamer tolerance Reamer tolerance
Diameter (mm) Tolerance Limit (mm) Diameter (mm) Tolerance Limit (mm)
Over Up to and including High Low Over Up to and including tigh Low
+ + + +
- 3 0.008 0.004 18 30 0.017 0.009
6 0.010 0.005 30 50 0.021 0.012
6 10 0.012 0.006 50 80 0.025 0.014
10 18 0.015 0.008

2. H7 hole tolerance
The most common tolerance on a finished hole is H7 (see table below). For any other tolerance the figure and table below (in Note 3) can be
used to calculate the reamers tolerance location and width

Hole tolerance Hole tolerance
Diameter (mm) Tolerance Limit (mm) Diameter (mm) Tolerance Limit (mm)
Over Up to and including High Low Over Up to and including High Low

+ + + +

- 3 0.010 0 18 30 0.021 0

6 0.012 0 30 50 0.025 0

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

3. Other hole tolerances when it is necessary to define the dimensions of a special reamer intended to cut to a specific tolerance, e.g. D8, this
well proven guide can be used.

Diameter tolerance width (.m)

Tolerance width over 1 over 3 over 6 over 10 over 18 over 30 over 50 over 80
(microns) incl. 3 incl. 6 incl. 10 incl. 18 incl. 30 incl. 50 incl. 80 incl. 120
IT5 4 5 6 8 9 n 13 15
IT6 6 8 9 N 13 16 19 22
IT7 10 12 15 18 21 25 30 35
IT8 14 18 22 27 33 39 46 54
IT9 25 30 36 43 52 62 74 87
IT10 40 48 58 70 84 100 120 140
IT11 60 75 90 10 130 160 190 220
IT12 100 120 150 180 210 250 300 350

A= Hole tolerance
= | B | B = Reamer tolerance
= A 2 IT = Tolerance width
e % D, = Max. diameter of hole
=] sl s D_. = Min.diameter of hole
S| © d = Nominal diameter
5 £ d,...= Max. diameter of reamer
a o fT d, .= Min.diameter of reamer
©

e.g. 10 mm hole with tolerance D8, Max dia = 10.062, Min dia = 10.040, Hole tolerance (IT8) = 0.022

Maximum limit: 0.15 x hole tolerance (IT8) = 0.0033, rounded up = 0.004
Minimum limit: 0.35 x hole tolerance (IT8) = 0.0077, rounded up = 0.008
Maximum limit for reamer = 10.062 — 0.004 = 10.058
Minimum limit for reamer = 10.058 — 0.008 = 10.050
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INDEXABLE DRILLS — PAGE OVERVIEW
Pos. Description Pos. Description

Designation of drill Radial setting (mm)

Material group recommendations Adjustable sleeve
Clamping system of insert Group of compatible inserts with chip breaker UD "2
Tool description Group of compatible inserts with chip breaker SD ™2
Illustrative picture Weight (kg)
Schematic drawing of tool Group of spare parts "
Product features Compatible inserts with chip breaker UD
Product applications

Compatible inserts with chip breaker SD

Tool code

@ Tool dimensions

U Code of Group of compatible inserts and spare parts is used only for purposes of this catalogue. It cannot be used for orders.

Spare parts

© 00 0606 0 06
©® 6 © 6 6 6 6 O 6

2 External (SCET) and internal (XPET) inserts must always have the same chip breaker (please note: UD chip breaker is not visibly included in designation of XPET inserts — e.g. XPET 0502AP);
info needed for correct choice of chip breaker (UD vs SD) can be found on the insert packaging.
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DRILLS — PAGE OVERVIEW

1 H 8 5 1 2 DORMER

HYDRA Body 1.5XD, with Coolant Feed, Bright Nickel Plating
Used with R950, R960 and R970 HYDRA heads. A range of head diameters can be used with the same body. Coolant holes aligned with the heads

-
z offer efficient cooling. Flanged shank prevents the drill from wandering in the holder. Nickel Plated surface protects from rust and corrosion, and
s / improves chip evacuation.

© Hvora

DCON MS

LS

OAL
HSS 2DORMER 1.5xD )
:i! ~ ]‘ M 1s0 9766
= B T
= R
Bright Ni 150 9766

é
¢
é

Four (4) screws and one (1) screwdriver are included with a drill body, DCON MS tolerance hé.

DCONMS DCON MS LU OAL LS ADINTMS
Product
[inch] [mm] [mm] [mm] [mm]
H85131/64 5/8 15.88 25.50 88.5 47.6 Cylindrical
H8511/2 5/8 15.88 25.80 88.8 47.6 Cylindrical
H85117/32 5/8 15.88 30.90 939 476 (ylindrical
H85112.0 - 16.00 25.50 88.5 480 150 9766
H85112.5 - 16.00 25.80 88.8 48.0 150 9766
H85113.0 - 16.00 27.00 90.0 48.0 150 9766
H85114.0 - 16.00 30.90 939 480 150 9766
H8519/16 3/4 19.05 3030 939 50.8 (ylindrical
H85139/64 3/4 19.05 3230 97.3 50.8 (ylindrical
64 3/4 19.05 6 99.9 50.8 Cylindrical
16 3/4 19.05 1014 50.8 (ylindrical
H85123/32 3/4 19.05 39.00 1040 50.8 (ylindrical
H85115.0 - 20.00 32.30 97.3 50.0 150 9766
H85116.0 - 20.00 34.90 99.9 50.0 150 9766
H85117.0 - 20.00 36.40 1014 50.0 150 9766
H85118.0 - 20.00 39.00 1040 50.0 150 9766
H85119.0 - 25.00 40.40 M4 56.0 150 9766
H85120.0 = 25.00 43.00 114.0 56.0 150 9766
uoc1m” n Rl AAEN 11CC Caen [[NaXey/~3
Pos. Description Pos. Description
G Designation of drill e Product features
0 Product description o Product code
0 lllustrative picture o Product dimensions
o Schematic drawing of tool

Typical page with drilling holder displayed — specific page details will differ.
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GENERAL ICONS

B Primary use

BASIC STANDARD GROUP (BSG)

aporMER - Dormer Standards

COOLANT SUPPLY PROPERTY (CSP)

é
: Through Tool Coolant

GENERAL FEATURES OF TOOLS

@ 1 effective tooth per revolution

A Monoblock design

INSERT CUTTING EDGE

( S Rounded edge with facet

OPERATIONS DRILLING

&

Blind hole boring

Blind hole drilling

Boring

Boring through cross holes

Boring up to a shoulder

Drill exit on inclined surface

B EE

M4

EXCHANGEABLE HEAD & INDEXABLE DRILLS —ICONS OVERVIEW

Pl Possible use

CLAMPING DESIGNATION

S S — Screw clamp

CUTTING DIAMETER TOLERANCE ZONE CLASS (TCDC)

h7 — Industry Standard Tool Tolerance Zone

h7  (based on diameter range)

O Possibility of use for eccentric machining

= Universal shank

150 9766

INSERT FEATURES

L

Heavy working conditions

Universal wide range option

&

5

Drilling across an existing hole

Drilling of stacked materials

Drilling onto curved surface

Drilling onto inclined surface

Helical interpolation boring

Helical interpolation drilling

For tough machined materials (long chip)

APPLICATION ANGLE

Ah>
140°

COATING

Bright Ni

Drill Point 140°

Bright Nickel Plating

' l Special TIAIN Coating (+ Silicon + Chromium)

Ti-phon

CUTTING DIRECTION

®

Right Hand Rotation / Cutting

MATERIAL CODE (BMC)

HM

HSS

tI’ ‘ Q-

i)

Hard Material (Solid Carbide)

High Speed Steel Tool Material

Chamfering (beveling)

Interrupted cut

Through hole boring

Through hole drilling

Welded joint drilling
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OTHER ICONS

I'ep Clamping torque of screw (Nm)
Nm

TECHNICAL PAGES

Feed (mm/rev)

f
=>
O Very high cutting speed, excellent system

rigidity (stable working conditions)

(\ High cutting speed, high system
rigidity (stable working conditions)

USABLE LENGTH DIAMETER RATIO (ULDR)

1.5%D  1.5xD Usable Tool Depth to Diameter Ratio

12xD  12xD Usable Tool Depth to Diameter Ratio

3xD  3xD Usable Tool Depth to Diameter Ratio

M4

EXCHANGEABLE HEAD & INDEXABLE DRILLS —ICONS OVERVIEW

SHANK
m:ﬂ . . . .
= (ylindrical Shank with Flange 150 9766 Cylindrical Shanks (with or without

1S0 9766 Flat)
DIN

esasne  DIN 6535 — HB (Weldon) or HE (Whistle Notch)
653I5NHE Shank

( ™ High cutting speed, system rigidity slightly Low cutting speed, low system rigidity
./ limited (depth of cut changing) \ (interrupted cut)
Medium cutting speed, system rigidity limited Very low cutting speed, very low system rigidi-
t (slightly interrupted cut) X ty (very unstable working conditions)
5xD 5D Usable Tool Depth to Diameter Ratio 2xD 2D Usable Tool Depth to Diameter Ratio
8xD  8xD Usable Tool Depth to Diameter Ratio 4xD  4xD Usable Tool Depth to Diameter Ratio



HYDRA DRILLS




HYDRA
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HIGH PERFORMANCE REPLACEABLE HEAD DRILLS

Interchangeable solid carbide head drills for high performance machining of steels, stainless steels and cast iron. Fail-safe
head location can be changed without ejecting the drill from the machine. Available with coolant feed and a choice of HSS
bodies from 1.5xD for improved rigidity in shallow hole and plate drilling, through to 12xD for deeper hole applications.

FEATURES AND BENEFITS

¢ Consistently high performance, even after numerous
head changes.

¢ Reduction in inventory costs — one body can fit
multiple solid carbide head sizes.

¢ Versatile — cylindrical shank with flat allows use in
multiple types of holder.

MATERIAL

PREMIUM MICROGRAIN CARBIDE (Heads)

¢ Micrograin carbide provides an excellent combination
of hardness and toughness, resulting in high wear
resistance and longer tool life.

HARDENED STEEL (Body)

¢ Hardened steel with high gloss nickel plating for high
resistance to wear and corrosion.

HEAD TYPES

STEEL

272

STAINLESS STEEL

¢ Easy and quick head changes with minimal
interruptions to the production process. Heads can
be changed without removing the body from the
machine.

¢ Exact fit of head to body maximises tool rigidity for
superior hole accuracy and precise tolerances.

COATING

TITANIUM ALUMINIUM NITRIDE BASED COATING
PROVIDES:

¢ High toughness and oxidisation resistance.

¢ Qutstanding wear protection in abrasive materials like
Cast Iron.

¢ High hardness at high temperatures created when
drilling Cast Irons.

¢ Increased tool life and productivity.

CAST IRON



I GEOMETRY

CORNER DESIGN

¢ A strong corner design increases stability during
drilling and reduces the forces encountered during
breakthrough of the exit surface.

¢ This improves the quality of the exit surface and helps
prevent “exit burst” which can occur when drilling
granular materials.

POINT GEOMETRY
¢ 140 degree split point geometry provides good

centering capabilities and low thrust forces when
drilling most materials.

44

HIGH PERFORMANCE REPLACEABLE HEAD DRILLS

I A COMPLETE RANGE

¢ Available in 1.5xD, 3xD, 5xD, 8xD and 12xD lengths
incorporating coolant holes to improve cutting
efficiency and swarf evacuation, resulting in higher
productivity.

e Metric: 12.00 mm to 42.00 mm.

¢ Fractional: 15/32 inch to 1.5/8 inch.

¢ Best results are obtained using hydraulic holders.
Can also be held in ER and Weldon type toolholders.

I BODY LENGTHS

1.5xD 3xD

5xD
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Tool materials

High Speed Steel

Carbide materials

Carbide Materials
(or Hard Materials)

Surface Coatings

Bright Nickel Plating

Ti-phon
(TIAICrSiN)

274

HSS

HM

Bright

Ti-phon

M4

HYDRA DRILLS — NAVIGATOR TOOL MATERIALS

A medium-alloyed high speed steel that has good machinability and good performance. HSS exhibits hardness, toughness and wear
resistance characteristics that make it attractive in a wide range of applications, for example in drills and taps.

A sintered powder metallurgy substrate, consisting of a metallic carbide composite with binder metal. The most central raw material is
tungsten carbide (WC). Tungsten carbide contributes to the hardness of the material. Tantalum carbide (TaC), titanium carbide (TiC) and
niobium carbide (NbC) complements WC and adjusts the properties to what is desired. These three materials are called cubic carbides.
(obalt (Co) acts as a binder and keeps the material together.

(arbide materials are often characterised by high compression strength, high hardness and therefore high wear resistance, but also by
limited flexural strength and toughness. Carbide is used in taps, reamers, milling cutters, drills and thread milling cutters.

Bright Nickel Plated surface protects hardened steel body from rust, corrosion and also improves chip evacuation.

Ti-phon Coating is a coating similar to TIAIN but with the addition of Chromium (Cr) and Silicon (Si) which is specially formulated for Hydra
Heads to prevent edge build-up and greatly improve chip flow. This coating exhibits high hot hardness, high oxidation resistance and
superior lubricity when used on tools for machining applications involving heavy mechanical and thermal stresses, high speeds and high
feed rates. These coating properties translate into superior wear resistance and edge strength.
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DORMER JPRAMET

TOGETIRER

DORMER 2 PRAMET

Savings Calculator
Price per insen or 1001 Existing Mo

0,00

Our entire assortment of
rounds tools and indexables

is included within the
machining calculator app.
That‘s more than 40,000 items!

Whatever your machining we‘re
likely to have something for it.

EuR

Nimbar af insarts per Exisling New

tool
0,00 0,00

Mumber of components  EXIStinG New
par adge set (eal lite)

Simply Reliable. 0,00

Max. indexes per inser Existing

or tool
0,00

£ Download on the
. Tonl B¢ ineart maet par Enisling
App Store component
0,0000

GETITON
»

Google Play = —
component
= Download on Savinge per batch or

4t AppGallery

www.dormerpramet.com @ DORMER 5] PRAMET
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INDEXABLE DRILLS — OVERVIEW

Working length 2xD 3xD 4xD 5xD XPET..AP SCET..-UD  XPET..AP-SD  SCET..-SD
rﬂ"
I
Picture \ ’
) —
[ '] ¢ ¢
Coolant ¢ '] [ () - - - -
[ ® [ ¢
(M} 313 315 318 320 324 33 324 33
Drill type 802D 803D 804D 805D - - - -
Drill tolerance +0.05 +0.05 +0.05 +0.05 - - - -
Hole tolerance * 0/+0.2 0/+0.3 0/+0.4 0/+0.5 - - - -
Surface finish * R2-6pm  R2-6pym R2-6pm R 2-6um - - - -
Diameter range 15.0-40.0  15.0-58.0 17.0-580  19.0-31.0 - - - -
|| | ] || ||
|| | ] || ||
|| | ] || ||
|| | ] || ||
|| ||
M2 || ||
M3 || ||
Application areas M4 ] ]
|4 | ] | 4 4
|4 | ] | 4 |4
|4 | ] | 4 |4
|4 | ] |4 4
|4 | ] |4 |4
S1 .4 4]
S2 .4 4]
S3 .4 4]
S4 |4 4]

*The tolerance of drilled hole and surface finish are heavily dependent on machining conditions.
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INDEXABLE DRILLS — GRADES NAVIGATOR

Grade description

Grade Identification
Area of Application
Cutting speed
Resistance to adverse
Working Conditions
Coating

Substrate

Coolant benefit

I colour
FGM

B B | Application
Feed

. This grade is recommended for the peripheral insert in indexable drills, it is more
suited to higher cutting speeds and feeds.

M15 - M30
D9335 eyl w el __af( _Laf(] w0
4

|
M5 - M30 M E This is a universal grade for the peripheral insert in indexable drills, it can be used
D8330 B = el o1 w0 - = ™ for most materials and stands out for it's operational reliability.
4
|
M20 - M40 W £ This grade is a universal grade for the central insert in indexable drills, it is an
D8345 EET = et T _awnl] o 3 B extremely tough suited to most materals.
4
Substrat Coating
submicronH  WC-Co based substrate fine grained (< 1 pm) MT-CVD  Medium-temperature chemical method of coating
FGM Functionally graded substrate PVD Low-temperature physical method of coating

Benefits of Cutting Fluid

+++ Use of coolant is essential
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INSERTS —1SO CODE DESIGNATION

A 2 e e
S C E T

ANSI

Insert shape Insert clearance angle Insert type

H 0 p R A B N 2 ‘ez
= \E v A
@ 0O O -
; ) \  HE U
s T C D \P \E M A dan
7 15 G %z
BANS. | B
E F 1L O A
E M v W 2 25;’& B 2=
] %=
B B = & ° " ) o I
B - A 7
L A B K - ( »- e
P 0 ) %=
Spedial
- - - ' 11? X Spedial
3
Tolerances
(mm) (")
M) S() IC(+) M) &) IC(+)
A 0.005 0.025 0.025 .0002" 001" .0010"
F 0.005 0.025 0.013 .0002" 001" .0005"
C 0.013 0.025 0.025 .0005” 001" 0010
H 0.013 0.025 0.013 .0005" 001" .0005"
E 0.025 0.025 0.025 0010 001" 0010
G 0.025 0130 0.025 .0010” 005" 0010
) 0.005 0.025 0.05-0.13 .0002" 001" .002-0.005"
K 0.013 0.025 0.05-0.13 .0005" 001" .002-0.005"
L 0.025 0.025 0.05-0.13 0010 001" .002-0.005"
M 0.08-0.18 0.130 0.05-0.13 .003-0.007" 005" .002-0.005"
N 0.08-0.18 0.025 0.05-0.13 .003-0.007" 001" .002-0.005"
U 0.05-0.38 0.130 0.05-0.13 .005-0.015" 005" .003-0.010"
&
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INSERTS —

ISO CODE DESIGNATION

05 02 04

o0
Ub
-
ub

Insert cutting edge length (insert size) Insert thickness Insert nose radius
d=IC D M Vv W K ' RE
T w oD
MmQQQ!A!!!!JAIS » » oo
5/32" 1.2 ! ! 04 04 1/64"
4.76 04 08 04 05 04 04 08 L3 s 08 08 132
dilti 19 12 12 3/64"
5.56 05 09 05 06 05 05 09 03 mm 0 :
7/32" 18 16 16 1/16"
6.35 03 02 04 08 1 06 07 08 08 11 04 06 01 159 e 24 24 3/32"
14" 2 ) 32 /8"
7.94 04 03 05 07 13 08 09 06 07 13 05 07 UL 198 | S
5/16" 25 02 238 33
9.525 - 05 04 07 09 16 093 M09 09 16 06 09 16 0 S - Round inserts
127 07 05 09 12 2 115 1B 1 2 08 1 B 397 | 537"
12" 4 ‘ ‘
15.875 09 06 11 15 27 1619 16 15 27 10 15 04 476 3/16"
5/8" 5 5 d=IC
19.05 n o 1B 19 3/19 B 19 19 33 13 1 05 556 732
Ll 6 06 635 14 ,
25.40 410 18 25 44 25 31 26 25 4 1725 () 00
iP 8 07 794 5/16"
s BB N M R B R34 03 0 o2 | s (mm) MO
11/4 10
| ANSI e 8
‘ 5 | | 6 | | 7 | Insert cutting edge design
Inscribed Insert Insert nose
circle thickness radius
UF ) sharpedges (UE) Rounded edges

98 == _§
U7 Edgeswith facet
Ag
0 0

{US) Rounded edges with facet

0 ) Rounded edges with
Symbol < e )
- d=1C ymbol (mm) 0 02 00 | e Edges with double facet double facet
(mm) () 11588 /16 0.5 0198 | 1/128"
12 3969 | 53 B o o TR
15 4716 | 316 .
. 2 35| A 39 e Feed direction
18 555 | 132 25 | 398 | sar
2 630 | A : : 4 1588 | 116
25 7938 | 56 335 :Zzz jgi 5 1984 | s/l R
" 0
3 9ss | TR 6 23, | 3 Feed «— N d ==}
4 m700 12 5 7'938 e 7 2778 | /64" et <« —
5 15875 | 58 . 9~525 e 8 3175 | 178" — Feed Feed Feed
6 19050 | 34 - ; .
8 25.400 I 8 12.700 12" 12 4.763 3/16
10 31750 | 54 9 14288 96" W | 5556 | 137 Chip breaker designation
12 38100 | 64 10 15875 | 58 16 6350 | 14
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CODE KEY FOR DRILLS

12 3 5 6
8 05 D - 19 - 95 - S 25

*Marking is valid for types produced from 2011

Indexable drill *

Tool type Approximate length Variant Cutting diameter
02 2xDC
15.5 DC=15.5mm
03 3xDC .
8 Indexable drill D Drill
04 4% DC
19 DC= 19mm
05 5xDC
I T
Max. drilling depth Type of shank Shank diameter
35 DCON MS =25
35 mm E Whistle Notch 25 mm
95 95mm 32 DCON MS = 32mm
S 150 9766
140 140mm 40 DCON MS = 40mm
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I s

4xD 804D Indexable Insert Drill body with Internal Coolant Feed

1’ High performance indexable insert drill body for drilling blind and through holes. Also, potentially cross hole, off center and stack drilling, helical
interpolation, plunging, drilling on concave or angled surfaces, drilling with interrupted cuts, chamfer drilling and boring. Available from @17 up
to @58 mm in 4xD.

[ Is [ o4
Q - B -zl &
o (@ o
1 | S
ay
- LPR ole LS .
- OAL -

4xD @E
® Q

(L 4 4

En e e = w'n) wtn ([P e o el |
o ZE o = U = | = ;
Product = é 3 = - = § = D D @E eg d
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm)
804D-17-68-525 17 68.00 149 93 56 73 25 35 0.10 0.50 - GI300  GI313 034  HMOO1
804D-18-72-525 18 7200 153 97 56 77 25 35 0.35 0.25 - G301  GI314 035  HMO002
804D-19-76-525 19 76.00 157 101 56 815 25 35 0.15 0.45 - G301  GI314 036  HMO002
804D-20-80-525 20 80.00 161 105 56 85 25 35 0.10 0.45 - G302 GI315 037  HMO003
804D-21-84-525 21 84.00 165 109 56 89.5 25 35 0.10 0.50 - G302 GI315 039  HMO03
804D-22-88-525 22 88.00 169 113 56 94 25 35 0.45 0.50 - G303  GI316  0.41  HMO004
804D-23-92-525 23 9200 173 17 56 98.5 25 35 0.35 0.50 - G304  GI317 044  HMO005
804D-24-96-525 24 9.00 177 121 56 103 25 35 0.15 0.50 - G304  GI317 045  HMO005
804D-25-100-532 25 100.00 185 125 60 105 32 42 0.15 0.50 - GI304 GI317  0.67 HMOOS
804D-26-104-532 26 10400 189 129 60 109.5 32 42 0.10 0.50 - G304  GI317 070  HMO005
804D-27-108-532 27 108.00 193 133 60 14 32 42 0.50 0.30 - GI305 GI318  0.71  HMO006
804D-28-112-532 28 11200 197 137 60 118.5 32 42 0.30 0.50 - G306  GI319  0.75  HMO007
804D-29-116-532 29 11600 201 141 60 123 32 42 0.20 0.50 - GI306 GI319  0.78  HMOO07
804D-30-120-532 30 12000 205 145 60 127.5 32 42 0.15 0.50 - GI306  GI319  0.82  HMO007
804D-31-124-532 31 12400 209 149 60 132 32 42 0.15 0.50 - G306  GI319  0.85  HMO007
804D-32-128-532 32 12800 213 153 60 136.5 32 Lyl 0.50 0.30 - G307 GI320 090 HMO008
804D-33-132-532 33 13200 217 157 60 141 32 42 0.50 0.50 - GI307 GI320 095 HMO08
804D-34-136-532 34 13600 221 161 60 145.5 32 42 0.25 0.50 - G307  GI320  0.99  HMO008
804D-35-140-532 35 14000 225 165 60 149 32 42 0.25 0.50 - GI308  GI321  1.04  HMO009
804D-36-144-532 36 14400 229 169 60 153.5 32 42 0.10 0.50 - G308  GI321  1.05 HMO009
804D-37-148-532 37 148.00 233 173 60 158 32 42 0.10 0.50 - GI308  GI321  1.11 HMO09
804D-38-152-532 38 15200 237 177 60 162.5 32 42 0.50 0.50 - GI308  GI321  1.18  HMO009
804D-39-156-532 39 156.00 241 181 60 167 32 42 0.40 0.50 - GI309  GI322  1.25 HMO009
804D-40-160-532 40  160.00 245 185 60 171.5 32 42 0.20 0.50 - G309 GI322 133 HMO009
804D-41-164-540 4 164.00 259 189 70 172 40 50 0.20 0.50 - G309 GI322  1.68  HMO009
804D-42-168-540 42 168.00 263 193 70 176.5 40 50 0.15 0.50 - G309 GI322 176  HMO09
804D-43-172-540 43 17200 267 197 70 181 40 50 0.10 0.50 - GI309 GI322  1.83  HMO009



GI300
GI301
Gl302
G303
GI304
GI305
GI306
GI307
GI308
GI309
GI310
Gi3Nn
GI312
G313
GI314
GI315
GI316
GI317
GI318
GI319
GI320
GI321
GI322
GI323
GI324
GI325

?

[
HMO001
HM002
HMO003
HMO004
HMO005
HMO006
HM007
HMO008
HMO009
HMO010

Product

804D-44-176-540
804D-45-180-540
804D-46-184-540
804D-47-188-540
804D-48-192-540
804D-49-196-540
804D-50-200-540
804D-51-204-540
804D-52-208-540
804D-53-212-540
804D-54-216-540
804D-55-220-540
804D-56-224-540
804D-57-228-540
804D-58-232-540

v

US 2245-T07P
US 2205-T07P
US 2205-T07P
US 2506-T07P
US 2507-T08P
US 3007-T09P
US 3007-T09P
US 3510-T15P
US 3510-T15P
US 4011-T15P

DC

(mm)
44
45
46
47
48
49
50
51
52
53
54
55
56
57
58

APMX

(mm)

176.00
180.00
184.00
188.00
192.00
196.00
200.00
204.00
208.00
212.00
216.00
220.00
224.00
228.00
232.00

()e®

OAL

(mm)
271
275
279
283
287
291
295
299
303
307
3N
315
319
323
327

XPET 0502AP
XPET 0602AP
XPET 0602AP
XPET 0703AP
XPET 0703AP
XPET 0903AP
XPET 0903AP
XPET 11T3AP
XPET 11T3AP
XPET 12T3AP
XPET 1504AP
XPET 1504AP
XPET 1904AP
XPET 0502AP-SD
XPET 0602AP-SD
XPET 0602AP-SD
XPET 0703AP-SD
XPET 0703AP-SD
XPET 0903AP-SD
XPET 0903AP-SD
XPET 11T3AP-SD
XPET 11T3AP-SD
XPET 12T3AP-SD
XPET 1504AP-SD
XPET 1504AP-SD
XPET 1904AP-SD

Q

0.9
0.9
0.9
1.2
1.2
2.0
2.0
3.0
3.0
35

LPR

(mm)
201
205
209
213
217
21
225
229
233
237
241
245
249
253
257

LS

(mm)
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70

M4

£
3 =
=
(mm) (mm)
185.5 40
187.5 40
192 40
196.5 40
201 40
205.5 40
208.5 40
213 40
217.5 40
222 40
226.5 40
231 40
2355 40
240 40
2445 40
'
US 2245-T07P
US 2245-107P
US 2205-T07P
US 2506-T07P
US 3007-T08P
US 3007-T09P
US 3009-T09P
US 3508-T15P
US 5012-T15P
US 5012-T15P

DF

(mm)
50
55
55
55
55
55
58
58
58
58
58
58
58
58
58

(mm)
0.50
0.50
0.50
0.50
0.50
0.30
0.15
0.15
0.50
0.50
0.50
0.50
0.50
0.35
0.15

D":
(mm)

0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50
0.50

%

GI310
GI3MN
GI3MN
Gi3Nn
Gi3NM
Gi3N"
Gi3N"
GI3N
GI312
GI312
GI312
G312
GI312
G312
GI312

SCET 050204-UD
SCET 050204-UD
SCET 060204-UD
SCET 060204-UD
SCET 070308-UD
SCET 070308-UD
SCET097308-UD
SCET 09T308-UD
SCET 120408-UD
SCET 120408-UD
SCET 120408-UD
SCET 150512-UD
SCET 150512-UD
SCET 050204-SD
SCET 050204-SD
SCET 060204-SD
SCET 060204-SD
SCET 070308-SD
SCET 070308-SD
SCET 09T308-SD
SCET09T308-SD
SCET 120408-SD
SCET 120408-SD
SCET 120408-SD
SCET 150512-SD
SCET 150512-SD

Q)

0.9
0.9
0.9
1.2
2.0
2.0
2.0
3.0
5.0
5.0

%R |

G323 191
G324 2.02
G324 212
G324 2.2
G324 233
G324 245
G324 2.58
G324 2.68
G325  2.64
G325 276
G325 290
G325 3.00
G325 3.5
G325 330
G325 3.46
e
FLAGTO7P
FLAGTO7P
FLAGTO7P
FLAGTO7P
FLAGTO8P
FLAGTO9P
FLAGTO9P
FLAGT15P
FLAGT15P
FLAGT15P

HMO010
HM010
HMO010
HMO010
HMO010
HMO010
HM010
HMO010
HMO010
HMO010
HMO010
HMO010
HM010
HM010
HM010

319
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5xD 805D Indexable Insert Drill body with Internal Coolant Feed

High performance indexable insert drill body for drilling blind and through holes. Also, potentially cross hole, off center and stack drilling, helical
interpolation, plunging, drilling on concave or angled surfaces, drilling with interrupted cuts, chamfer drilling and boring. Available from 819 up
to @31 mm in 5xD.

|
|
|
|
|
|
DCON MS
DF

LPR LS
OAL

5xD @ =
1SO 9766

2 O
et (e o ey oy o'y o)

(L 4 4

-

L

= o = = | = ;
Product = é 3 = - = § = D D @E eg d
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm)

805D-19-95-525 19 95.00 176 120 56 100.5 25 35 0.15 0.45 - GI301  GI314 038  HMO02
805D-20-100-525 20 100.00 181 125 56 105 25 35 0.10 0.45 - GI302  GI315 040  HMO03
805D-21-105-525 21 105.00 186 130 56 110.5 25 35 0.10 0.50 - G302  GI315 042  HMO03
805D-22-110-525 22 11000 191 135 56 116 25 35 0.45 0.50 - G303 GI316  0.45 HMO004
805D-23-115-525 23 115.00 196 140 56 1215 25 35 0.35 0.50 - G304 GI317  0.48  HMOO05
805D-24-120-525 24 12000 201 145 56 127 25 35 0.15 0.50 - G304  GI317 049  HMO005
805D-25-125-532 25 12500 210 150 60 130 32 42 0.15 0.50 - G304 G317 072 HMO005
805D-26-130-532 26 13000 215 155 60 135.5 32 42 0.10 0.50 - G304  GI317 075  HMO005
805D-27-135-532 27 13500 220 160 60 141 32 42 0.50 0.30 - GI305 GI318 078  HMOO6
805D-28-140-532 28 14000 225 165 60 146.5 32 42 0.30 0.50 - G306  GI319  0.82  HMO007
805D-29-145-532 29 14500 230 170 60 152 32 42 0.20 0.50 - GI306  GI319  0.86  HMO007
805D-30-150-532 30 15000 235 175 60 157.5 32 42 0.15 0.50 - G306  GI319  0.90  HMO007
805D-31-155-532 31 155.00 240 180 60 163 32 42 0.15 0.50 - GI306 GI319  0.95 HMOO07

el @) )&

GI301 XPET 0602AP SCET 050204-UD

GI302 XPET 0602AP SCET 060204-UD

GI303 XPET 0703AP SCET 060204-UD

GI304 XPET 0703AP SCET 070308-UD

GI305 XPET 0903AP SCET 070308-UD

GI306 XPET 0903AP SCET 09T308-UD

G314 XPET 0602AP-SD SCET 050204-SD

GI315 XPET 0602AP-SD SCET 060204-SD

GI316 XPET 0703AP-SD SCET 060204-SD

GI317 XPET 0703AP-SD SCET 070308-SD

GI318 XPET 0903AP-SD SCET 070308-SD

320
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US 2205-T07P
US 2205-T07P
US 2506-T07P
US 2507-T08P
US 3007-T09P
US 3007-T09P

)

XPET 0903AP-SD

Q)

0.9
0.9
1.2
1.2
2.0
2.0

44

v

US 2245-T07P
US 2205-T07P
US 2506-T07P
US 3007-T08P
US 3007-T09P
US 3009-T09P

[ole®

SCET 097308-SD

)

0.9
0.9
1.2
2.0
2.0
2.0

=

FLAGTO7P
FLAGTO7P
FLAGTO7P
FLAGTO8P
FLAGTO9P
FLAGTO9P

321



rotating the sleeve.

Diameter adjustment range is 0.4 - -0.2; center height adjustment range is 0.2 - -0.15.

DCON WS DCON MS
Product
(mm) (mm)
EP253253 25.00 32.00
EP324058 32.00 40.00

322
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EP - Indexable Insert Drill Adjustment Sleeve
Sleeve to adjust indexable insert drill diameter. Can be used in @32 or @40 mm weldon tool holders. The outside drill diameter is adjusted by

OAL

LCOL

DCON MS

BD

(mm)

53.00
58.00

e

OAL LCOL
(mm) (mm)

53.0 43

58.0 53

D/PRAMET

0.15
0.20












44

D/PRAMET

Q IC D1 L S
80°

(mm) (mm) (mm) (mm)
0302 5.556 2.85 3.80 238 RE
0402 6.350 3.15 430 2.38
0503 7.938 3.20 5.40 3.18
06713 9.525 3.72 6.50 397 \, .
0804 12.700 430 8.70 4.76

o
N

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

i M N s H
Product Ve f ap 7d f ap 7d f ap 7d f ap Ve f ap 74 f ap
(mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm)

U §

Geometry 45 for finish to rough machining, and continuous to interrupted cuts.

§

WCMX 06T308E-45 D8330 08 M 165 015 - w95 014 - W55 015 - - - - - - - - _

v WU §

Geometry 46 for fine to finish machining, and continuous to interrupted cuts.

F

WCMX 030208E-46 D8330 03 M 165 015 - w95 014 - M 15 015 - =0 =0 -
WCMX 040208E-46 D8330 08 M 165 015 - ®W 95 014 - M5 015 - - - - - - - - _

i s CU% (G

Geometry 47 for finish to semi-rough machining, and continuous to interrupted cuts.

&

WCMX 050308E-47 D8330 03 M 165 020 - ® 95 018 - M 15 020 - =0 =0 =

01 r2s SUS (S

Geometry 48 for finish to semi-rough machining, and continuous to interrupted cuts.

ﬁ

WCMX 080412E-48 D8330 12 M 165 022 - wm 95 020 - W5 02 - - - - - - - - - _

326
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INDEXABLE DRILLS
TECHNICAL INFORMATION
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L1 176

[ 186

2 190

D 264

3271

£ 297

2 307

[ 327

350

359

376

[0 381

[ 404

418

429

DRILLS

L
—
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<
x
L
o
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DRILLS

44

HOLEMAKING — GENERAL CONTENT

WMG & I1SO 13399

INSTRUCTIONS

SOLID CARBIDE DRILLS

HSS DRILLS

CUTTING FLUIDS

TECHNICAL INFORMATION

REAMERS AND COUNTERSINKS

INSTRUCTIONS

HYDRA DRILLS

TECHNICAL INFORMATION

INDEXABLE DRILLS

TECHNICAL INFORMATION

INSTRUCTIONS

BORING HEADS

BORING ACCESSORIES

INSERTS

ARBORS

BORING KITS

TECHNICAL INFORMATION

w
S
©
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INSERTS — PAGE OVERVIEW

2PRAMET

[mm) [mm] [mm] [mm]

0602 6.350 2.80 6.40 2.38
0602-SF3 6.350 2.80 6.40 2.58
0803-AL 7.940 3.40 8.10 3.43
0803-SF3 7.940 3.40 8.10 3.43
0973 9.525 4.40 9.70 3.97
09T3-SF3 9.525 4.40 9.70 4.22
1204 12.700 5.50 12.90 4.76
1204-SF3 12.700 5.50 12.90 5.01

" P M N S H
Product Ve f ap ve f ap ve f ap ve f ap Ve f ap Ve f ap
[mm] [m/min] (mm/rev]  [mm] [m/min]  (mm/rev] ~ [mm] [m/min] (mm/rev]  [mm] (m/min] (mm/rev]  [mm] [m/min]  (mm/rev]  [mm] [m/min] (mm/rev]  [mm]

@\ @ AL geometry with highly positive design for fine-finish to rough machining, continuous to slightly interrupted cuts.

CCGT 060202F-AL HF7 0.2 - - - - - - - - - H360 012 10 - - - - - -
#_&Q = = = = = = -@ - Em360 012 10 - - - = = =
(CGT 060204F-AL _ - - - - - - - - MW 300 024 1.0 - - - - - -
T0315 04 - - - - - - - - - H300 024 10 - - - - - -
CCGT 080302F-AL T0315 0.2 - - — - - - - -  _— ®m360 012 10 _ _ _
CCGT 080304F-AL HF7 0.4 - - - - - - - - - W 300 024 10 - - - - - -
T0315 04 - - - - - - - - - W 300 024 10 - - - - - -
CCGT 09T302F-AL HF7 0.2 - - - - - -~  — ®m 360 012 10 _ o
T0315 0.2 - - - - - - - - - H360 012 10 - - - - - -
CCGT 09T304F-AL HF7 0.4 - - - - - - - - - W 300 024 15 - - - - - -
T0315 04 - - - - - - - - - W 300 024 15 - - - - - -
CCGT 09T308F-AL HF7 0.8 - - - - - - - - - W20 048 15 - - - - - -
T0315 038 - - - - - - - - - W20 048 15 - - - - - -
IEM'%I W7 04 - - - - - - M- - - m30 0424 - - - - - -
[T0315] 04 - - - - - - - - - M 300 024 24 - - - - - -
CCGT 120408F-AL HF7 0.8 - - - - - - - - - M 200 048 24 - - - - - -
315 08 . - - B - - _ mo00 048 24 - - - - - _

CCGT120404F-ALET0315 Use full insert specification code when ordering!

A A

~ Grade

Include colon

ISO insert code

Typical page with boring inserts — specific page details will differ.
350
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44

Description

INSERTS — PAGE OVERVIEW

Description

Designation of insert

Schematic drawing of insert

Table with insert sizes (mm)

Picture of representative insert

Profile of main cutting edge

Icons — specific features and cutting edge type

@ 6 6 0 O

1SO insert code

Grade

Insert radii (mm)

Geometry description

Application area of insert

351
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BORING TOOLS AND ARBORS — PAGE OVERVIEW

REAEEEO e @

75° Roughing Boring Head, Large Bore - 3220 up to 500 mm
High performance 75 large boring head for roughing. Suited for through, blind and cross hole boring and chamfering. Available to utilise CC.., TC..
or CN... type inserts and for hole diameter range @220 up to @500 mm with arbor sizes from 300 up to 500 mm. High accuracy and repeatability. e

BDX
DCON MS
T
| |
= =
| | | | w
Y
I
Wlle:
DCN - DCX

)
®

DCON - B ? k i
broduct acws ov oo x OOy m & % (o (o [

[mm] [mm] [mm] [mm] [mm]
D 30075300 300 220.00 320.00 202 60.00 90.00 3(T75300 US0625 HXK5 TC.16T3.. US0415-T15P SDRTI5P HXK5 HXK4  9.40
D 30075 402 300 220.00 320.00 202 60.00 90.00 3(CT75402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXK4 9.37
D 30075 402N 300 220.00 320.00 202 60.00 90.00 3CT75402N US0625 HXK5 CN..1204. US0613-H25 HXK2.5 HXK5 HXK4 9.37
D 00 290.00 400 272 60.00  90.00 300 K 167, 4157 DR X 4
D 02 290.00 400 272 60.00  90.00 402 K 2 513 DR X 4
N ANN7E ANIN Ann Jannn 400 nn 7 ANNN 0NN ATTEANMN  1ISNAIE  HYKE (N 1904 HISNAT.HIE  HYKI & HYKE HYKA 1708

1 69871-BS 2/PRAMET

DIN 69871 Shank Tool Holder for Boring Heads

DIN 69871 highly rigid tool holder (for ATC) for boring heads, available in 30, 40 and 50 tapers. Different length arbors available. Coupling sizes
22-160 mm can be used with EXT-BS extenders, RED-BS reducers and LA-BS enlargers. Internal coolant available. For applications requiring high
accuracy and repeatability.

" o LF

LPR
o |e]
° D
= Ja)
z [
Q
O
a
LU
“
P Q acms BD DCONWS LF LPR 1 B W
mm] [mm] mm] [mm] mm]
AS 330022100 R 30 22 22.00 12.00 138.00 104 100.00 v US 0608 0.72
AS 330027 055R 30 27 27.00 15.00 90.00 48 55.00 v US 0609 0.56
AS 330027 100 R 30 27 27.00 15.00 138.00 9% 100.00 v US 0609 0.68
AS3 060 R 32.00 20.00 51 60.00
AS3 00R 32.00 20.00 93 100.00
AS 340 022 080 R 40 22 22.00 12.00 118.00 84 80.00 v US 0608 1.14

Typical page with boring heads and arbors displayed — specific page details will differ.
352



Pos. Designation

Designation of boring head/arbor

Material group recommendations

(Clamping system of insert

Ilustrative picture

Tool description

Schematic drawing of tool

Achievable quality of surface

Product features

Product applications

Tool code

Size code of head/arbor ?

© 60600000006 006

o

Tool dimensions

" Tool code designation is included in product pages
2 Boring head and arbor have to have the same size code to guarantee compatibility.

3 See schematic drawing for type of arbor.

44

BORING TOOLS AND ARBORS — PAGE OVERVIEW

Pos.

O © 0 O 66 6 © 6 6 6 6

Designation

(artridge

(artridge screw

Key for cartridge screw

Group of compatible inserts

Insert screw

Key for insert screw

Adjusting key for head

Locking key for head

Weight (kg)

Internal supply of coolant

Clamping screw for head

Arbor size ¥

353
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DORMER JPRAMET

EVERY
MIAT ERIAL

Machining steel, stainless steel, cast iron, super-alloys or non-ferrous materials,
all are covered within our calculator app. Download it from your app store today.
Simply Reliable.

Carbon steel
Free machining sulfurized
(HB < 220, Rm = 830 Njmm?)

Turiing diamiter

4.00

Cudliling spesd
345

90.00

L1
Faed per revolution

0.01

O@ﬂ.

waail Facabook WhatsApp Download on the
' App Store

Copy

Add Tags

GETITON
® Google Play

Download on

AppGallery

www.dormerpramet.com 5] DORMER @ PRAMET



GENERAL ICONS

B Primary use

Pl Possible use

GENERAL FEATURES OF TOOLS

@ 1 effective tooth per revolution

@ 2 effective teeth per revolution

OPERATIONS DRILLING

Blind hole boring

B & Boring through cross holes

FEATURES

ﬂ First choice
il
2 Forshort chipping materials

AL For tough materials (long chipping)

- R
Heavy working conditions
® y 9

OTHER

Q Taper size

44

@ Finishing — very good surface quality
@ Medium machining — good surface quality

!ﬁ Adjustable diameter of tool

@ Boring up to a shoulder
m Chamfering (beveling)

(HSC High Speed Cutting
=i | Large overhang

¥
¥ Thin-walled and slim workpieces

i’} Universal wide range option

TECHNICAL PAGES

Feed (mm/rev)

Very high cutting speed, excellent system
rigidity (stable working conditions)

2 O I~

High cutting speed, high system
rigidity (stable working conditions)

High cutting speed, system rigidity slightly
limited (depth of cut changing)

S~
\, J

BORING —ICONS OVERVIEW

@ Roughing — unlimited surface roughness

@ Chamfering (beveling) in hole

L1 ]| Through hole boring

Edge with facet
Rounded edge
Rounded edge with double facet

Rounded edge with facet

m @ ®mE

Sharp edge

Medium cutting speed, system rigidity limited
(slightly interrupted cut)

/'b

Low cutting speed, low system rigidity
(interrupted cut)

Vad

Very low cutting speed, very low system
X rigidity (very unstable working conditions)

355



Description
Boring diameter
Hole tolerance
Max. Boring depth
Entry angle
Adjustment precision (mm/)

a8y

44

D75/D90

24-82

19

5%xD

75°190°

361,364

BORING SYSTEMS — NAVIGATOR

ROUGHING HEADS

D75-BB/D90-BB

D75-¢/D90-C
80-220 220-500
Im9 19
4xD 360 mm
75°/90° 75°/90°
362, 365 363, 366

BORING KITS — @ 420 — 427

356

|
,,,,,,
T |

| |
,,,,,,,
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BORING SYSTEMS — NAVIGATOR

FINISHING HEADS MICRO BORING HEADS

F75/F90 F75-C/F90-C F75-BB/F90-BB MB-H
24-82 80-220 220-500 8§-38
17 17 17 IT6

5xD 4xD - 104 mm
75°/90° 75°/90° 75°/90° -

0.002 0.002 0.002 0.002
367,370 368,371 369,372 373

BORING BARS

1SO BARS 1S0 BARS A042 CHAM-BS CART-BS INSERTS
374 375 380 378 388

357



44

BORING SYSTEMS — NAVIGATOR

ARBORS
69871-BS BT-BS HSK-BS 2080-BS MOR-BS WEL-BS
150 30, 40, 50 150 30, 40, 50 50A, 63A, 100A 150 40, 50 MORSE WELDON
L1 406 ) 408 £ 410 a4 L q3 g4

ACCESSORIES
EXT-BS RED-BS LA-BS
415 416 47

BORING KITS — 2 420 — 427
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BORING HEADS
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BORING HEAD DESCRIPTION

HEEE EFEE BN ErEn
D 042 75 402N

- - 5 3 B ¢

Type of tool Size Cutting edge angle Inserts pocket code
022 75 300 TC..16T3.
027 90 400 (C..0602..
D Roughing Head
032 401 (C..0803..
042 402 (C..1204..
054 409 (€C..09T3..
068 402N (N..1204..
A Finishing Head
085
100
200
300
400
500

360
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75° Roughing Boring Head, Small Bore - 824 up to 82 mm
High performance 75° small boring head for roughing. Suited for through, blind and cross hole boring and chamfering. Available to utilise CC..,
TC.. or CN.. type inserts and for hole diameter range 024 up to #82 mm with arbor sizes from 22 up to 54 mm. High accuracy and repeatability.

BDX

DCON MS
-

DCN - DCX

2/PRAMET

S(P)

\AAL

=

=

Product

D 02275 400
D 02775 401
D 02775 409
D 03275 401
D 03275 409
D 04275 300
D 04275 402
D 04275 402N
D 05475300
D 05475 402
D 05475 402N

Zcms

DCN

(mm)
24.00
29.00
29.00
39.00
39.00
49.00
49.00
53.00
63.00
63.00
63.00

DCX

(mm)
30.00
40.00
40.00
50.00
50.00
65.00
65.00
65.00
82.00
82.00
82.00

BDX

(mm)

DCON MS LF
(mm) (mm)
12.00 34.00
15.00 42.00
15.00 42.00
20.00 45.00
20.00 45.00
24.00 56.00
24.00 56.00
24.00 56.00
28.00 66.00
28.00 66.00
28.00 66.00

cal

7

.. 0602..
.. 0803..
.. 09T3..
.. 0803..
.. 09T3..
.. 16T3..
.. 1204..
.. 1204..
.. 16T3..
.. 1204..
.. 1204..

& £ %

US 0206-T08P
US 0307-T10P
US 0408-T15P
US 0307-T10P
US 0408-T15P
US 0415-T15P
US 0513-T20P
US 0613-H25
US 0415-T15P
US 0513-T20P
US 0613-H25

SDRTO8P
SDRT10P
SDRT15P
SDRT10P
SDRT15P
SDRT15P
SDRT20P
HXK 2.5
SDRT15P
SDRT20P
HXK 2.5

HXK 2
HXK2
HXK 2
HXK 2.5
HXK 2.5
HXK 3
HXK 3
HXK 3
HXK 3
HXK3
HXK 3

s

HXK 3
HKX 4
HKX 4
HKX 4
HKX 4
HXK 5
HXK 5
HXK 5
HXK 6
HXK 6
HXK 6

0.10
0.17
0.17
0.27
0.27
0.54
0.54
0.53
1.07
1.07
1.03
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75° Roughing Boring Head, Medium Bore - 380 up to 6220 mm
High performance 75° medium boring head for roughing. Suited for through, blind and cross hole boring and chamfering. Available to utilise CC..,
TC.. or CN.. type inserts and for hole diameter range @80 up to @220 mm with arbor sizes from 68 up to 200 mm. High accuracy and repeatability.

BDX

f— D e

DCON MS

@ oy

DCON =~ 8
e (ZCMS DN DX BDX e LF O - @E W /g ﬂ m
(mm) (mm) (mm) (mm) (mm)
D 06875 300 68 8000 10200 68 3600 8600 2(T75300 USO0616 HXK5 TC.1673. USO408-TISP SDRTISP HXK4 HXK8  2.16
D 06875 402 68  80.00 10200 68 3600 86.00 2(T75402 USO0616 HXK5 CC.1204. US0509-T20P SDRT20P HXK4 HXK8  2.15
D 06875 402N 68  80.00 10200 68 3600 86.00 20T75402N USO0616 HXK5 CN..1204. USO0613-H25 HXK2.5 HXK4 HXK8  2.21
D 08575 300 85 10000 12500 85  50.00 100.00 3CT75300 USO0625 HXK5 TC.16T3.. USO0415-T1SP SDRTISP HXK5 HXK8  4.16
D 08575 402 85  100.00 12500 85  50.00 100.00 3CT75402 US0625 HXK5 CC.1204. USO0513-T20P SDRT20P HXK5 HXK8  4.13
D 08575 402N 85 10000 12500 85  50.00 100.00 3CT75402N US0625 HXK5 CN..1204. USO0613-H25 HXK25 HXK5 HXK8 4.3
D 10075 300 100  125.00 160.00 110  60.00 100.00 3CT75300 US0625 HXK5 TC.16T3. USO415-T15P SDRTISP HXK5 HXK8  6.57
D 10075 402 100 12500 160.00 110  60.00 10000 3CT75402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXKS  6.55
D 10075 402N 100 12500 160.00 110  60.00 10000 3CT75402N US0625 HXK5 CN.1204. US0613-H25 HXK25 HXK5 HXKS 657
D 20075 300 200 16000 22000 145  60.00 10000 3CT75300 US0625 HXK5 TC.1673.. USO0415-T15P SDRTISP HXKS HXKS  8.87
D 20075 402 200 16000 22000 145  60.00 10000 3CT75402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXKS 8.8
D 20075 402N 200 16000 22000 145  60.00 10000 3CT75402N US0625 HXK5 CN.1204. US0613-H25 HXK2.5 HXK5 HXKS 895
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75° Roughing Boring Head, Large Bore - 8220 up to 500 mm
High performance 75° large boring head for roughing. Suited for through, blind and cross hole boring and chamfering. Available to utilise CC.., TC..
or CN.. type inserts and for hole diameter range 220 up to @500 mm with arbor sizes from 300 up to 500 mm. High accuracy and repeatability.

BDX
DCON MS

T
] ]

7= F=5

] ] ] ] w

-
E
@ 5

DCN - DCX

» e Ny )
broduct acws oon oox  Bx PO a @E o® < m m
(mm) (mm) (mm) (mm) (mm)
D 30075 300 00 22000 32000 202 6000 9000 3CT75300 US0625 HXK5 TC.16T3. USO4I5TISP SDRTISP HXKS HXK4 9.40
D 30075 402 300 22000 32000 202 6000 9000 3CT75402 US0625 HXKS (C.1204. USOS13-T20P SDRT20P HXKS HXK4 937
D 30075 402N 300 22000 32000 202 6000 9000 3CT75402N US0625 HXKS CN.1204. USO6T3H25 HXK25 HXKS HXK4 937
D 40075 300 400 29000 40000 272 6000 9000 3CT75300 US0625 HXK5 TC.T6T3. USO41STISP SDRTISP HXK5 HXK4 1292
D 40075 402 400 29000 40000 272 6000 9000 3CT75402 USO625 HXK5 CC.1204. USOS13-T20P SDRT20P HXKS HXK4 1295
D 40075 402N 40 29000 40000 272 6000 9000 3CT7SA02N US0625 HXKS CN.1204. USO63-HZS HXK25 HXKS HXK4 1298
D 50075 300 500 37000 50000 352 6000 9000 3CT75300 US0625 HXKS TC.16T3. USO41STISP SDRTISP HXKS HXK4 1674
D 50075 402 500 37000 50000 352 6000 9000 3CT75402 US0625 HXKS CC.1204. USO513-T20P SDRT20P HXK5 HXK4 1674
D 50075 402N 500 37000 50000 352 6000 90.00 3CT75402N USO625 HXKS CN.1204. USO6I3-HZS HXK25 HXKS HXK4 1674
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90° Roughing Boring Head, Small Bore - 324 up to 82 mm
High performance 90° small boring head for roughing. Suited for through, blind hole and cross hole boring. Available to utilise CC.., TC.., CN.. type
inserts and for hole diameter range 024 up to @#82 mm with arbor sizes from 22 up to 54 mm. High accuracy and repeatability.

BDX

DCON MS
|

I
DCN - DCX

oy =

\AAd

& (o (7
Product (ZcMs DN DCX BDX  DCONMS LF Ox o® £ 5 5

(mm) (mm) (mm) (mm) (mm)
D 02290 400 22 24.00 30.00 22 12.00 3400  (C.0602.. US0206-TOBP  SDTTO8P HXK 2 HXK 3 0.10
D 02790 401 27 29.00 40.00 27 15.00 4200  (C.0803. USO0307-T10P  SDRT1OP HXK 2 HXK 4 0.17
D 02790 409 27 29.00 40.00 27 15.00 42.00 (C..09T3..  US0408-T15P  SDRT15P HXK 2 HXK 4 0.17
D 03290 401 32 39.00 50.00 32 20.00 4500  (C.0803.. US0307-T10P  SDRT10P  HXK2.5 HXK 4 0.03
D 03290 409 32 39.00 50.00 32 20.00 45.00 (C..09T3.. US0408-T15P  SDRT15P  HXK2.5 HXK 4 0.27
D 04290 300 42 49.00 65.00 42 24.00 56.00 TC..16T3..  US0415-T15P  SDRT15P HXK 3 HXK 5 0.54
D 04290 402 42 49.00 65.00 42 24.00 56.00  (C.1204. US0513-T20P  SDRT20P HXK 3 HXK 5 0.54
D 04290 402N 42 53.00 65.00 42 24.00 56.00  (N..1204. US0613-H25  HXK2.5 HXK 3 HXK 5 0.53
D 05490 300 54 63.00 82.00 54 28.00 66.00 TC.16T3..  US0415-T15P  SDRT15P HXK 3 HXK 6 1.06
D 05490 402 54 63.00 82.00 54 28.00 66.00 (C..1204.. US0513-T20P  SDRT20P HXK 3 HXK 6 1.06
D 05490 402N 54 63.00 82.00 54 28.00 66.00  (N..1204. US0613-H25  HXK2.5 HXK 3 HXK 6 1.06
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90° Roughing Boring Head, Medium Bore - 380 up to 220 mm
High performance 90° medium boring head for roughing. Suited for through, blind hole and cross hole boring. Available to utilise CC.., TC.., CN..
type inserts and for hole diameter range @80 up to 3220 mm with arbor sizes from 68 up to 200 mm. High accuracy and repeatability.

BDX

DCON MS

@ .

s I = = S

\AAL

DCON = P
o (CMs DN DX BDX e LF o] . @E W A ﬂ m
(mm) (mm) (mm) (mm) (mm)
D 06390 300 68  80.00 10200 68 3600 8600 20T90300 US0616 HXKS TC.16T3.. USO408-T15P SDRTISP HXK4 HXKS  2.17
D 06390 402 68  80.00 10200 68 3600 8600 20T90402 US0616 HXK5 (C.1204. US0509-T20P SDRT20P HXK4 HXK8  2.15
D 06390 402N 68 8000 10200 68 3600 8600 2(T90402N US0616 HXK5 CN.1204.. USO613-H25 HXK25 HXK4 HXKS 218
D 08590 300 85 10000 12500 85  50.00 10000 3CT90300 US0625 HXK5 TC.16T3.. USO415-T15P SDRTISP HXK5 HXKS 452
D 08590 402 85 10000 12500 85  50.00 10000 3CT90402 US0625 HXKS (C.1204. USO0513-T20P SDRT20P HXK5 HXKS  4.12
D 08590 402 N 85 10000 12500 85  50.00 10000 3CT90402N US0625 HXKS5 CN.1204.. US0613-H25 HXK25 HXK5 HXK8  4.17
D 10090 300 100 12500 160.00 110  60.00 100.00 3CT90300 US0625 HXK5 TC.16T3. US0415-T15P SDRTISP HXK5 HXK8  6.54
D 10090 402 100 12500 160.00 110  60.00 100.00 3CT90402 US0625 HXK5 (C.1204.. USO513-T20P SDRT20P HXK5 HXK8  6.56
D 10090 402N 100 12500 160.00 110  60.00 100.00 3CT90402N US0625 HXK5 CN..1204. US0613-H25 HXK2.5 HXK5 HXKS  6.40
D 20090 300 200 160.00 22000 145  60.00 100.00 3CT90300 USO0625 HXK5 TC.16T3. US0415-T15P SDRTISP HXK5 HXK8  8.90
D 20090 402 200 16000 22000 145  60.00 100.00 3(T90402 US0625 HXK5 CC.1204.. US0513-T20P SDRT20P HXK5 HXKS  8.89
D 20090 402 N 200 16000 22000 145  60.00 100.00 3CT90402N US0625 HXK5 CN..1204. US0613-H25 HXK2.5 HXK5 HXK8 891
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90° Roughing Boring Head, Large Bore - 3220 up to 500 mm
High performance 90° large boring head for roughing. Suited for through, blind hole and cross hole boring. Available to utilise CC.., TC.., CN.. type
inserts and for hole diameter range 080 up to @220 mm with arbor sizes from 68 up to 200 mm. High accuracy and repeatability.

LF

.
@ A
DCN - DCX

@@

\AAd

DCON - < (o] F %
broduct acMs DN DO BX e IF ﬂ G & £ (% (o

(mm) (mm) (mm) (mm) (mm)
D 30090 300 300  220.00 320.00 202 60.00 90.00 3C(T90300 US0625 HXK5 TC.16T3.. US0415-T15P SDRT15P HXK5 HXK4  9.45
D 30090 402 300 220.00 320.00 202 60.00 90.00 3(T90402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXK4  9.47
D 30090402 N 300  220.00 320.00 202 60.00 90.00 3CT90402N US0625 HXK5 CN..1204.. US0613-H25 HXK2.5 HXK5 HXK4 9.56
D 40090 300 400  290.00 400.00 272 60.00 90.00 3CT90300 US0625 HXK5 TC.16T3.. USO0415-T15P SDRT15P HXK5 HXK4 12.98
D 40090 402 400  290.00 400.00 272 60.00 90.00 3(T90402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXK4 12.98
D 40090402 N 400  290.00 400.00 272 60.00 90.00 3CT90402N US0625 HXK5 CN..1204. US0613-H25 HXK2.5 HXK5 HXK4 12.98
D 50090 300 500 370.00 500.00 352  60.00 90.00 3(T90300 US0625 HXK5 TC.16T3.. US0415-T15P SDRT15P HXK5 HXK4 16.58
D 50090 402 500 370.00 500.00 352  60.00 90.00 3(T90402 US0625 HXK5 (C.1204.. US0513-T20P SDRT20P HXK5 HXK4 16.74
D 50090402 N 500 370.00 500.00 352 60.00 90.00 3CT90402N US0625 HXK5 (N..1204. US0613-H25 HXK2.5 HXK5 HXK4 16.63
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75° Finishing Boring Head, Small Bore - 324 up to §82 mm
High performance 75° small boring head for finishing. Suited for through and blind hole boring, chamfering by helical interpolation and cross
hole boring. Available in CC.. and TC.. type inserts. Available for hole diameter range 024 up to @82 mm in sizes from 22 up to 42 mm. High
accuracy and repeatability.

BDX

DCON MS

DCN - DCX

LF

2/PRAMET

S

\AAL

=

& 6 e

Product

A 02275 400
A 02775 401
A 02775 409
A 03275 401
A 03275 409
A 04275300
A 05475300

ZCMms

22
27
27
32
32
42
54

DCN

(mm)
24.00
29.00
29.00
39.00
39.00
49.00
63.00

DCX

(mm)
30.00
40.00
40.00
50.00
50.00
65.00
82.00

BDX

(mm)
22
27
27
32
32
42
54

DCON MS

(mm)
12.00
15.00
15.00
20.00
20.00
24.00
28.00

LF

(mm)
34.00
42.00
42.00
45.00
45.00
56.00
66.00

& & <

(C.. 0602..
(C..0803..
(C.. 09T3..
(C..0803..
(C.. 09T3..
TC.. 16T3..
TC.. 16T3..

US 0206-T08P
US 0307-T10P
US 0408-T15P
US 0307-T10P
US 0408-T15P
US 0307-T10P
US 0415-T15P

SDRT08P
SDRT10P
SDRT15P
SDRT10P
SDRT15P
SDRT10P
SDRT15P

o

HXK 2
HXK2
HXK 2
HXK 2.5
HXK 2.5
HXK3
HXK 3

o

HXK 3
HXK 4
HXK 4
HXK 4
HXK 4
HXK'5
HXK 6

0.10
0.17
0.17
0.26
0.26
0.51
1.01
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75° Finishing Boring Head, Medium Bore - 380 up to 220 mm

High performance 75° medium boring head for finishing. Suited for through and blind hole boring, chamfering by helical interpolation and cross
hole boring. Available in CC.., TC.., CN.. type inserts. Available for hole diameter range @80 up to @220 mm in sizes from 68 up to 200 mm. High
accuracy and repeatability.

BDX

DCON MS

DCN - DCX

\AAd

pn & i g (=

» e )y~ B
oroduct acMs oo box X Rl L a @E o® < ﬂ ﬂ
(mm) (mm) (mm) (mm) (mm)
A 06875 300 68 8000 10200 68 3600 8600 20175300 USO616 HXK5 TC.16T3. USO408TISP SDRTISP HXK5 HXKS 2.02
A 06875 402 68 8000 10200 68 3600 8600 20775402 USO616 HXKS CC.1204. US0509T20P SDRT20P HXKS HXKS 2.03
106875 402 N 68 8000 10200 68 3600 8600 2T75402N USO616 HXKS CN.1204. USO613-HZ5 HXK25 HXKS HXKS 2.04
108575 300 85 10000 12500 8 5000 10000 3CT75300 US0625 HXK5 TC.16T3. USO4ISTISP SDRTISP HXK6 HXKS 3.89
A 08575 402 85 10000 12500 85 5000 10000 3CT75402 US0625 HXK5 (C.1204. USO513T20P SDRT20P HXK6 HXKS 3.8
A 08575 402 N 85 10000 12500 85 5000 10000 3CT75402N US0625 HXKS CN.1204. USO613-H25 HXK25 HXK6 HXKS 3.90
A10075 300 100 12500 16000 110 6000 10000 3CT75300 US0625 HXKS TC.16T3. USO415TISP SDRTISP HXK6 HXKS 6.22
A10075 402 100 12500 16000 110 6000 10000 3CT75402 US0625 HXK5 CC.1204. USOS13-T20P SDRT20P HXK6 HXK8 6.24
A10075 402 N 100 12500 16000 110 6000 10000 3CT75402N US0625 HXK5 CN.1204. USO613-H25 HXK25 HXK6 HXKS 6.25
A20075 300 200 16000 22000 145 6000 10000 3CT75300 US062S HXKS TC.16T3. USO415TISP SDRTISP HXKG HXKS 830
A20075 402 200 16000 2000 145 6000 10000 3CT75402 US0625 HXKS CC.1204. USOST3-T20P SDRT20P HXK6 HXKS 833
A20075 402 N 200 16000 2000 145 6000 10000 3CT75402N US0625 HXKS CN.1204. USO613-H25 HXK25 HXK6 HXKS 833
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75° Finishing Boring Head, Large Bore - 3220 up to 500 mm

High performance 75° large boring head for finishing. Suited for through and blind hole boring, chamfering by helical interpolation and cross
hole boring. Available in CC.., TC.., CN.. type inserts. Available for hole diameter range @220 up to @500 mm in sizes from 300 up to 500 mm. High
accuracy and repeatability.

BDX
DCON MS ‘
T
] ]
] ]
=) =
[ [ "
-
T
Wlep
DCN - DCX

\AAL

@j B fh R &

DCON = P
o (CMs DN DOX BDX e LF O] . @E W A ﬂ m
(mm) (mm) (mm) (mm) (mm)
A30075 300 300 22000 32000 202 60.00 90.00 3CT75300 USO0625 HXK5 TC.1673. USO415-T1SP SDRTISP HXK5 HXK4 8.75
A 30075 402 300 22000 32000 202 60.00 90.00 3(T75402 US0625 HXK5 (C.1204. USO513-T20P SDRT20P HXK5 HXK4 8.75
A30075 402N 300 22000 32000 202 60.00 90.00 3CT75402N US0625 HXK5 CN..1204. USO0613-H25 HXK25 HXK5 HXK4 830
A 40075 300 400 29000 40000 272 60.00 90.00 3CT75300 USO0625 HXK5 TC.1673.. USO415-T1SP SDRTI5P HXKS HXK4 12.20
A 40075 402 400 29000 40000 272 60.00 90.00 3CT75402 USO0625 HXK5 CC.1204.. USO513-T20P SDRT20P HXKS HXK4 12.20
A 40075 402 N 400 29000 40000 272 60.00 90.00 3CT75402N US0625 HXK5 CN.1204. USO0613-H25 HXK25 HXK5 HXK4 1215
A 50075 300 500 370.00 50000 352  60.00 90.00 3(T75300 USO0625 HXK5 TC.16T3. USO415-T15P SDRTISP HXK5 HXK4 16.31
A 50075 402 500 37000 50000 352  60.00 90.00 3(T75402 USO0625 HXK5 CC.1204.. USO513-T20P SDRT20P HXK5 HXK4 16.31
A 50075402 N 500 37000 50000 352  60.00 90.00 3CT75402N USO0625 HXK5 CN.1204. USO613-H25 HXK25 HXKS HXK4 16.00
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90° Finishing Boring Head, Small Bore - 924 up to #82 mm
High performance 90° small boring head for finishing. Suited for through, blind hole and cross hole boring. Available in CC.., TC.., CN.. type inserts.
Available for hole diameter range 24 up to #82 mm in sizes from 22 up to 54 mm. High accuracy and repeatability.

BDX

DCON MS

i R

\AAd

o] F F
broduct acMs b doC BOX DONMS  LF G o A g g

(mm) (mm) (mm) (mm) (mm)
A 02290 400 22 24.00 30.00 22 12.00 3400  (C.0602.  US0206-T08P  SDRTO8P HXK 2 HXK 3 0.10
A 02790 401 27 29.00 40.00 27 15.00 4200  (C.0803. US0307-T10P  SDRT10P HXK 2 HXK 4 0.17
A 02790409 27 29.00 40.00 27 15.00 4200  (C.09T3..  US0408-T15P  SDRT15P HXK 2 HXK 4 0.16
A 03290300 32 39.00 50.00 32 20.00 4500  TC.16T3..  US0408-T15P  SDRTI5P  HXK2.5 HXK 4 0.26
A 03290 401 32 39.00 50.00 32 20.00 4500  (C.0803.  US0206-TO8P  SDRTO8P  HXK2.5 HXK 4 0.26
A 03290409 32 39.00 50.00 32 20.00 4500  (C.09T3..  USO0408-T15P  SDRTI5P  HXK2.5 HXK 4 0.26
A 04290300 42 49.00 65.00 42 24.00 56.00  TC.16T3..  US0415-T15P  SDRT15P HXK 3 HXK'5 0.51
A 04290 402 42 49.00 65.00 42 24.00 56.00  (C.1204..  US0513-T20P  SDRT20P HXK 3 HXK 5 0.51
A 04290402 N 42 49.00 65.00 42 24.00 56.00  (N..1204..  US0613-H25 HXK 2.5 HXK 3 HXK 5 0.50
A 05490 300 54 63.00 82.00 54 28.00 66.00  TC.16T3..  US0415-T15P  SDRT15P HXK 3 HXK 6 1.01
A 05490 402 54 63.00 82.00 54 28.00 66.00  (C.1204. US0513-T20P  SDRT20P HXK 3 HXK 6 1.03
A 05490402 N 54 63.00 82.00 54 28.00 66.00  (N..1204.  USO0613-H25 HXK 2.5 HXK 3 HXK 6 1.01
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90° Finishing Boring Head, Medium Bore - 380 up to 220 mm
High performance 90° medium boring head for finishing. Suited for through, blind hole and cross hole boring. Available in CC.., TC.., CN.. type
inserts. Available for hole diameter range @80 up to @220 mm in sizes from 68 up to 145 mm. High accuracy and repeatability.

BDX

DCON MS

®

@4

9
©fe ‘\fo
L 4 4 v DCN - DCX

LB = I 5 ==

\AAL

S P 8
roduct acMs ooN bk Box DL ﬂ @E o® £ ﬂ m
(mm) (mm) (mm) (mm) (mm)
106890300 68 8000 10200 68 3600 8600 20790300 USO616 HXK5 TC.16T3. USO408TISP SDRTISP HXK5 HXKS 203
106890 402 68 8000 10200 68 3600 8600 2T90402 USO616 HXKS CC.1204. USOS09-TISP SDRTISP HXKS HXKS 203
106890 402 N 68 8000 10200 68 3600 8600 2CT90402N USO616 HXK5 CN.1204. USO613-H25 HXK25 HXKS HXKS 260
108590300 8 10000 12500 85 5000 10000 3CT90300 US0625 HXK5 TC.16T3. USO415TISP SDRTISP HXK6 HXKS 3.90
A08590 402 85 10000 12500 85 5000 10000 3CT90402 USO625 HXKS (C.1204. USOST3-T20P SDRT20P HXK6 HXKS 3.88
A08590 402 N 85 10000 12500 85 5000 10000 3CT90402N US0625 HXKS CN.1204. USO613-H25 HXK25 HXK6 HXKS 404
A10090300 100 12500 16000 100 6000 10000 3CT90300 US0625 HXKS TC.T6T3. USO415TISP SORTISP HXK6 HXKS 624
A10090 402 100 12500 16000 100 6000 10000 3CT90402 US0625 HXK5 CC.1204. USOST3T20P SDRT20P HXK6 HXKS 624
A10090 402 N 100 12500 16000 100 6000 10000 3CT90402N US0625 HXK5 CN.1204. USO613-H25 HXK25 HXK6 HXK8 6.26
A20090300 200 16000 22000 145 6000 10000 3CT90300 US0625 HXKS TC.16T3. USO415TISP SDRTISP HXKG HXKS 830
A20090 402 200 16000 22000 145 6000 10000 3CT90402 US0625 HXKS (C.1204. USOST3T20P SDRT20P HXKG HXKS 829
A20090 402 N 200 16000 22000 145 6000 10000 3CT90402N US0625 HXKS CN.1204. USO6T3-H25 HXK25 HXK6 HXKS 833
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ELITE

90° Finishing Boring Head, Large Bore - 3220 up to 500 mm
High performance 90° large boring head for finishing. Suited for through, blind hole and cross hole boring. Available in CC.., TC.., CN.. type inserts.
Available for hole diameter range 8220 up to @500 mm in sizes from 202 up to 352 mm. High accuracy and repeatability.

BDX
DCON MS
e
i 0l
| |
=5 P=5
i i 2
4
@ A
DCN - DCX

@ o il EE (e

DCON e
e mMs DN DX BDX pc LF o9 . @E W A m m
(mm) (mm) (mm) (mm) (mm)
A30090 300 300 22000 32000 202 60.00 90.00 3CT90300 US0625 HXK5 TC.16T3. USO415-T15P SDRTISP HXKS ~HXK4 874
30090 402 300 22000 32000 202 60.00 90.00 3CT90402 US0625 HXK5 (C.1204.. USO513-T20P SORT20P HXKS ~HXK4 882
A30090 402N 300 22000 32000 202 60.00 90.00 3(T90402N US0625 HXK5 (N.1204. USO613-H25 HXK25 HXKS HXK4 875
40090 300 400 29000 40000 272 6000 90.00 3CT90300 US0625 HXK5 TC.16T3.. US0415-T15P SDRTISP HXK5 ~ HXK4 1219
A40090 402 400 29000 40000 272 6000 90.00 3(T90402 US0625 HXKS (C.1204.. US0513-T20P SDRT20P HXK5 ~ HXK4  12.50
40090 402N 400 29000 40000 272 6000 90.00 3(T90402N US0625 HXK5 (CN.1204. US0613-H25 HXK25 HXKS ~HXK4 1220
A50090 300 500 37000 500.00 352  60.00 90.00 3CT90300 US0625 HXK5 TC.16T3. USO415-T1SP SDRTISP HXKS ~ HXK4  16.08
A50090 402 500 37000 500.00 352  60.00 90.00 3CT90402 US0625 HXK5 (C.1204. USO513-T20P SDRT20P HXKS ~ HXK4  16.20
A50090 402 N 500 37000 50000 352  60.00 90.00 3(T90402N US0625 HXK5S N.1204.. USO613-H25 HXK25 HXKS HXK4  16.00
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Micro Boring Head, Ultra Small Bore - 38 up to 38 mm
High performance, high accuracy micro boring head with high repeatability. Suited for through, blind, shoulder and cross hole boring. Head size
can carry boring tools from 6.0 up to #16.0 mm. Available in sizes from 27 up to 42 mm.

o)
o
x

o
Q
o
=
=
wn

=0}
-]

©

DCON WS

95°
DCN - DCX 954/

i oh gE (G

\AAL

- ]
Product ZCcms DCN DCX BDX DCON MS DCON WS LB m m

(mm) (mm) (mm) (mm) (mm) (mm)
A 027 006 27 8.00 20.00 27 15.00 6.00 50.00 HXK 2 HXK 4 0.20
A 027008 27 10.00 21.00 27 15.00 8.00 50.00 HXK 2 HXK 4 0.19
A 032008 32 10.00 21.00 32 20.00 8.00 58.00 HXK 2.5 HXK 4 0.32
A 032010 32 13.00 25.00 32 20.00 10.00 58.00 HXK 2.5 HXK 4 0.32
A 042010 42 13.00 29.00 42 24.00 10.00 70.00 HXK 3 HXK 5 0.64
A 042012 42 16.00 34.00 42 24.00 12.00 70.00 HXK 3 HXK 5 0.64
A 042016 42 20.00 38.00 42 24.00 16.00 70.00 HXK 3 HXK 5 0.62
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ISO BARS

Product

SO6E SELPR 05-B
SO8F SCLCR 06-B
$10G SCLCR 06-B
S12H SCLCR 06-B
$16J SCLCR 09-B
$16J STFCR 09-B
$16J STFCR 16-B
(08G SCLCR 06
(10J SCLCR 06
(12K SCLCR 06
C16L SCLCR 09

374

DCON MS

(mm)
6.00
8.00
10.00
12.00
16.00
16.00
16.00
8.00
10.00
12.00
16.00

44

Boring Bars for Micro Boring Head - Shank Diameter @6 up to 316 mm
Suited for blind, through, shoulder and cross hole boring. Available in EP., TC.. and CC.. type inserts.

DC

(mm)
8.00
10.00
13.00
16.00
20.00
20.00
20.00
10.00
13.00
16.00
20.00

OAL

(mm)
70.0
80.0
90.0
100.0
110.0
110.0
110.0
90.0
110.0
125.0
140.0

LPR

(mm)
46
50
54
64
74
74
74
60
74
89
104

DCON MS

N

EP. 0502..
0602..
0602..
0602..
09T3..
0902..
1613..
0602..
0602..
0602..
09T3..

(C.
(C.
(C.
.
TC.
TC.
(C.
C.
(C.
(C.

US 0205-T07P
US 0205-T08P
US 0206-T08P
US 0206-T08P
US 0408-T15P
US 0206-T07P
US 0408-T15P
US 0205-T08P
US 0206-T08P
US 0206-T08P
US 0408-T15P

SDRTO7P
SDRT08P
SDRTO8P
SDRTO8P
SDRT15P
SDRTO7P
SDRT15P
SDRTO8P
SDRTO8P
SDRTO8P
SDRT15P

Carbide

D/PRAMET

0.04
0.04
0.06
0.11
0.18
0.18
0.18
1.00
0.13
0.20
0.38
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ISO BARS A042 2PRAMET

Boring Bars for Micro A042 Micro Boring Head
‘i @ Boring bars with oversized shank diameter @16 mm. Suited for blind, through, shoulder and cross hole boring. Available in EP., TC.. and (C.. type
. inserts.

=
| E—

P

R
Product peN Dk v QA W Az

(mm) (mm) (mm)
$06/16 SELPR 05 8.00 26.00 25.00 EP. 0502.. US 0205-T07P SDRTO7P 0.08
S06/16 STFCR 06 8.00 26.00 25.00 TC..06T1.. US 0405-T06P SDRTO6P 0.08
$08/16 SCLCR 06 10.00 28.00 35.00 (C..0602.. US 0205-T08P SDRTO8P 0.09
$08/16 STFCR 06 10.00 28.00 35.00 TC.. 06T1.. US 0405-T06P SDRTO6P 0.07
$10/16 SCLCR 06 13.00 31.00 45.00 (C.. 0602.. US 0206-T08P SDRTO8P 0.10
$10/16 STFCR 09 13.00 31.00 45.00 TC.. 0902.. US 0206-107P SDRTO7P 0.10
$12/16 SCLCR 06 16.00 34.00 57.00 (C..0602.. US 0206-T08P SDRTO8P 0.13
$12/16 STFCR 09 16.00 34.00 57.00 TC.. 0902.. US 0206-T07P SDRTO7P 0.13
$16/16 SCLCR 09 20.00 38.00 73.00 (CC..09T3.. US 0408-T15P SDRT15P 0.18
$16/16 STFCR 09 20.00 38.00 73.00 TC..0902.. US 0206-107P SDRTO7P 0.18
$16/16 STFCR 16 20.00 38.00 73.00 TC..0902.. US 0408-T15P SDRT15P 0.18
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BORING ACCESSORIES




M4

ACCESSORIES - CARTRIDGES DESCRIPTION

1 2 3
2CT 90 402 N S

5 > 5 3 J + |

Type of tool Cutting edge angle Inserts pocket code Variant
2(T 30 300 TC.16T3.
3T 45 402 (C..1204.. S Staggered
75 402N (N..1204..
90

Symmetrical boring Staggered boring

N
s Jew| ||
77777 0.5 mm
}
D1 B
D2
Ds
2CT 0O OO0 + 2€T 0O OO0 2CT OO 0O0O0OS + 2CT OO 00O

3CT 00000 + 3CT 0O Oooo 3CT 0O O0Oos + 3Cr 00 00O
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CH-BS Chamfering Ring for Boring Heads
45° chamfering ring for boring head system, sizes from 22 up to 42 mm to hold DC.. 1173.. Inserts, and sizes from 54 up to 200 mm to hold DC..
1504.. inserts.

DCON MS

®

" .

R (e
roduct acms DCON MS B 0AL G el A g

(mm) (mm) (mm)
CHo022 22 22.00 43.00 24.0 DC. 11T3.. US 0408-T15P SDRT15P HXK 4 0.11
CH o027 27 27.00 48.00 24.0 DC. 11T3.. US 0408-T15P SDRT15P HXK 4 0.13
CHO032 32 32.00 62.00 30.0 DC. 11T3.. US 0408-T15P SDRT15P HXK 5 0.29
CH 042 42 42.00 72.00 30.0 DC.. 11T3.. US 0408-T15P SDRT15P HXK 5 0.38
CHo54 54 54.00 94.00 40.0 DC.. 1504.. US 0513-T20P SDRT20P HXK 6 0.89
CH 068 68 68.00 110.00 40.0 DC.. 1504.. US 0513-T20P SDRT20P HXK 8 1.23
CH 085 85 85.00 145.00 55.0 DC.. 1504.. US 0513-T20P SDRT20P HXK 10 2.70
CH100 100 100.00 170.00 60.0 DC.. 1504.. US 0513-T20P SDRT20P HXK 14 4.14
CH200 200 100.00 200.00 60.0 DC.. 1504.. US 0513-T20P SDRT20P HXK 14 5.80
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BORING INSERTS
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VYMENITELNE BRITOVE DESTICKY - NAVIGATOR

CCGT CCGW CBN CCMT ccmMw
0 388 0 390 o0 390 0 393
CNGA CBN (d\'[c]c] CNMA CNMG
394 395 L 395 396
DCMT DCMW DCMW PCD
0 398 0 399 0 399
| EPGX | EPMT
400 400
TCGT TCMT TCMW

O\

V-

o

401

402

403

w

82


















44

D/PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm)
0602 6.350 2.80 6.40 2.38
0602-SF3 6.350 2.80 6.40 2.58
0803-AL 7.940 3.40 8.10 3.43
0803-SF3 7.940 3.40 8.10 3.43
0913 9.525 4.40 9.70 3.97
09T3-SF3 9.525 440 9.70 4.22
1204 12.700 5.50 12.90 4.76 s
1204-SF3 12.700 5.50 12.90 5.01 ~~

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

RE P M N S H
Product Ve f ap 7d f ap 7d f ap 7d f ap Ve f ap 74 f ap
(mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm)
gt l
AL geometry with highly positive design for fine-finish to rough machining, continuous to slightly interrupted cuts.
(CGT 060202F-AL HF7 0.2 - - - - - - - - - m3x 01210 - - - - - -
T0315 02 - - - - - -B- - -®m30012 10 - - - - - -
(CGT 060204F-AL HF7 0.4 - - - - - - 04 0 - - - - - -
T0315 04 e - - - - - - m30 04 10 - - - =0
(CGT 080302F-AL 10315 02 - - - - - - - - - m3%0 01210 - - - - - -
(CGT 080304F-AL HF7 0.4 - = - - - -0 - - - m3 0410 - - - - - -
T0315 04 - - - - - - - - - m30 0410 - - - - = =
(CGT 09T302F-AL HF7 0.2 === - - - - - - m3%0 012 10 - - - - - -
T0315 02 - - - - - - - - - m3% 01210 - - - - - -
CCGT 09T304F-AL HF7 0.4 - = - - - - - - - m3 0415 - - - -
T0315 04 - - - - - - H - - - m30 0415 - - - - = =
(CGT 09T308F-AL HF7 08 - - - - - -H- - - m2x 08 15 - - - - - -
T0315 08 - - - - - -M- - - mx0 o048 15 - - - - - -
CCGT 120404F-AL HF7 0.4 - = - - - -l - - - m30 04 24 - - - - -
T0315 04 - - - - - - B - - - m30 04 24 - - - - = =
(CGT 120408F-AL HF7 08 - - - - - - H - - - m2x0 048 24 - - - - - -
10315 08 - - - - - -l - - - muo 048 24 - - - - - -
2%\ #ij ﬁ
i % FF2 geometry with positive design for fine-finish to finish machining, continuous to slightly interrupted cuts.
(CGT 09T302E-FF2 7325 02 ®150 005 10 - - - M - - - - - - - - - - -
T9325 02 MW 150 0.05 1.0 - - - u 115 0.05 1.0 - - - - - - - - =
o §U% E
il
NF1 geometry with positive design for fine-finish to medium machining and continuous cuts.
(CGT 060204E-NF1 T6310 04 M 140 010 0.8 W 110 0.09 08 . - - - P 360 012 08 M 38 007 06 P 25 015 1.0
17325 04 ®» 140 0.10 0.8 M 110 0.09 08 . - - - - - - W 45 007 06 - - -
CCGT 060208E-NF1 T6310 0.8 W 140 012 08 M 110 0.11 08 . - - - P 360 014 08 W 45 011 06 P 30 015 1.0
17325 08 » 140 012 0.8 W 110 0.11 08 . - - - - - - W 45 011 06 - - -
CCGT 09T304E-NF1 T6310 04 M 140 010 12 M 110 0.09 1.2 . - - - 360 012 12 W 38 007 10 ?m 25 015 1.0
17325 04 ®» 140 010 12 M 110 0.09 1.2 . - - - - - - W 45 007 1.0 - - -
CCGT 09T308E-NF1 T6310 0.8 M 140 014 12 M 100 013 1.2 . - - - P 330 017 1.2 W 41 013 1.0 & 25 015 1.0
17325 08 » 140 014 12 W 100 013 1.2 . - - - - - - W 45 013 1.0 - - -
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Product

(CGT 060202E-SF3
(CGT 060204E-SF3

(CGT 080302E-SF3

CCGT 080304E-SF3
(CGT 09T302E-SF3
CCGT 09T304E-SF3
(CGT 09T308E-SF3

CCGT 120408E-SF3

(CGT 060202EL-SI

(CGT 060204EL-SI
CCGT 09T304EL-SI

CCGT 120408EL-SI

44

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

"
(mm)

©

o

20
HO7 0.2
T6310 0.2
T8315 0.2
Ho7 0.4
T6310 0.4
T8315 0.4
T6310 0.2
18315 0.2
HO7 0.4
T6310 0.4
T8315 0.4
Ho7 0.2
T6310 0.2
T8315 0.2
Ho7 0.4
T6310 0.4
18315 0.4
HO7 0.8
T6310 0.8
T8315 0.8
HO7 0.8
T6310 0.8
T8315 0.8

e

18330
T8430
18315
T8330
T8430
T8315
T8330
T8430
T8330
18430

0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8

v

P

f

ap

(m/min)  (mm/rev)  (mm)

Tl E

SF3 geometry with highly positive design for fine to finish machining, and continuous cuts.

150
150
140
140
150
150

NN

NNNN

N

140
¥ 140
” 150
» 150
¥ 140
¥ 140
¥ 140
¥ 140
» 140
¥ 140

0.05
0.05
0.10
0.10
0.05
0.05
0.10
0.10
0.05
0.05
0.10
0.10
0.10
0.10
0.12
0.12

0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
0.8
0.8
1.0
1.0
1.0
1.0

1.0
1.0

EENEENEENEENEENEEEENERERN

11 8

EL-SI geometry with positive left-handed design for fine-finish machining, and continuous cuts.

140
140
140
140
140
130
130
130
130
130

EEEENEENER

0.10
0.10
0.12
0.12
0.12
0.17
0.17
0.17
0.23
0.24

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0

vC

(m/min)

110
110
110
95
110
110
110
110
95
110
110
110
110
110
95
110
110
110
110
110
105
110
110

110
110
110
110
110
100
100
100
95
95

M

f

(mm/rev)

0.05
0.05
0.05
0.09
0.09
0.09
0.05
0.05
0.09
0.09
0.09
0.05
0.05
0.05
0.09
0.09
0.09
0.09
0.09
0.09
0.12
0.12
0.12

0.09
0.09
0.11
0.11
0.1
0.15
0.15
0.15
0.21
0.22

ap

(mm)

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
1.0
0.8
0.8
0.8
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0

Ve

(m/min)

15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
15
110
110
110

NN NN NN NN NN NN NSNS NN YN NN NY YN YY ™

15
15
110
110
110
105
105
105
¥ 9
7| 95

NN NN NN XYN

K

f

(mm/rev)

0.05
0.05
0.05
0.10
0.10
0.10
0.05
0.05
0.10
0.10
0.10
0.05
0.05
0.05
0.10
0.10
0.10
0.10
0.10
0.10
0.12
0.12
0.12

0.10
0.10
0.12
0.12
0.12
0.17
0.17
0.17
0.23
0.24

ap

(mm)

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
1.0
0.8
0.8
0.8
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0

Ve

f

ap

(m/min)  (mm/rev)  (mm)

360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360
360

0.06
0.06
0.06
0.12
0.12
0.12
0.06
0.06
0.12
0.12
0.12
0.06
0.06
0.06
0.12
0.12
0.12
0.12
0.12
0.12
0.14
0.14
0.14

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
1.0
0.8
0.8
0.8
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0

NEENEENEENEENEENENEENERE

NNNNNNNNNN

vC

S

f

(m/min) ~ (mm/rev)

45
45
38
34
38
34
45
38
34
38
34
45
45
38
34
38
34
y
45
My
38
45
38

38
38
f
38
38
38
34
34
38
34

0.04
0.04
0.04
0.07
0.07
0.07
0.04
0.04
0.07
0.07
0.07
0.04
0.04
0.04
0.07
0.07
0.07
0.08
0.08
0.08
0.11
0.1
0.11

0.08
0.08
0.10
0.10
0.10
0.15
0.15
0.15
0.21
0.22

ap

(mm)

0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.8
0.8
0.8
0.6
0.6
0.6
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8

0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.8
0.8

NNNN NN

NN

vC

(m/min)

30
30

26
26
30
30

26
26

30
30

26
26

30
34

30
30

H

f

(mm/rev)

0.15
0.15

0.15
0.15
0.15
0.15

0.15
0.15

0.15
0.15

0.15
0.15

0.15
0.15

0.15
0.15

ap

(mm)

1.0
1.0

1.0
1.0
1.0
1.0

1.0
1.0

1.0
1.0

1.0
1.0

1.0
1.0

1.0
1.0
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CCGW CBN 2PRAMET
Q IC D1 L S
(mm) (mm) (mm) (mm)
0602 6.350 2.80 6.50 2.38
0973 9.525 4.50 9.70 3.97

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

M N S H
Prod RE
roduct Ve f ap 7d f ap 7d f ap 7d f ap Ve f ap 74 f ap
(mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm)
CdE
For finish machining.
(CGW 060204E-B TB310 04 . - = = - - = u 15 010 04 - - - ®m 9 007 03 ® 70 015 1.0
CCGW 09T304E-B T30 04 | - - - - - - @500 04 - - - ¥ 9% 007 03 M 70 015 10
— o
- &l @
For finish machining.
(CGW 060204501020B  TB310 0.4 . - = = - - = u 15 010 04 - - - ®m 9% 007 03 W 70 015 1.0
((GW 0973045010208 TB310 04 | - - - - - — P 115010 04 - - - ® 9 007 03 M 70 015 10
CCMT OPRAMET
g IC D1 L S
(mm) (mm) (mm) (mm) Qg/
0602 6.350 2.80 6.40 2.38 1
0803 7.940 3.40 8.10 3.18
0913 9.525 440 9.70 3.97 O -
1204 12.700 5.50 12.90 4.76 - o
Y NS
%, L S

Product
Ve f ap 74 f ap Ve f ap Ve f ap 74 f ap Ve f ap
(mm) (m/min) (mm/rev)  (mm) (m/min) (mm/rev)  (mm) (m/min) (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) ~(mm/rey)  (mm) (m/min) (mm/rev)  (mm)
on & 803 F]) {6

1@ FF geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.
(CMT 060202€-FF 78330 02 M 140 010 10 m 110 009 10 [ - - - - = - - = - - - -
T8430 02 M 140 010 10 W 110 009 10 || - - - - - =
CCMT 060204E-FF 8330 04 M 140 012 10 m 110 011 10 | - - - - = - - = - o0
T8430 04 M 140 012 10 W 110 011 10 | - - - - - - - - - - - -
CCMT 09T304E-FF 78330 04 M 140 012 12 ®m 110 011 12 || - - - - = - - = = - - -
T8430 04 M 140 012 12 W 110 011 12 ) - - - == - =
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M K N S H
Product @ Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap Ve f ap
(mm) (m/min) ~ (mm/rev) ~ (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm)

@\iﬁ?:ﬂﬁﬁ

FF2 geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.

CCMT 060202E-FF2 T8330 0.2

W 150 005 08 - - - m 115 005 08 - - - - - = -~ _

T8430 02 M 150 005 038 - - - 115 005 08 = = = - - - - - _

79325 02 M 150 005 038 - - - 115 005 08 = o = - - - - - _

TT010 02 W 150 0.05 05 - - - - - - - - _ - -~ _

CCMT 060204E-FF2 T8330 04 W 140 0.12 1.0 - - - W10 012 10 - - - - - - - _
T8430 04 M 140 072 10 - - - ®m10 012 10 - - - - - - - - _

79325 04 M 140 072 10 - - - 110 012 10 = o = - - - - - _

11010 04 M 140 0.12 05 - - - - - _ - - - - -

(CMT 080302E-FF2 78330 02 M 150 005 038 - - - m 115 005 08 = = = = = = - - -
T8430 02 M 150 005 038 - - - 115 005 08 = = o= - - = - - _

79325 02 M 150 005 038 - - - 115 005 08 = = = - - - - - _

TT010 02 W 150 0.05 05 - - - - - _ - - - - -

(CMT 080304E-FF2 78330 04 M 140 012 1.0 - - - m110 012 10 = = = = = = - - -
T8430 04 W 140 0.12 1.0 - - - ®m10 012 10 - - - - - = - - _

79325 04 M 140 072 10 - - - 110 012 10 = = = - - - - - _

11010 04 W 150 0.06 0.5 - - - - - _ - - - - -

CCMT 080308E-FF2 78330 08 MW 130 0.17 1.0 - - - W 105 017 10 - - - - - - - _
T8430 08 M 130 0.17 1.0 - - - ®m 105 017 10 - - - - - = - - _

79325 08 M 130 017 10 - - - 105 017 10 = = = - - - - - _

CCMT 09T304E-FF2 78330 04 M 140 012 12 - - - m110 012 12 = = o = = = = = =
T8430 04 M 140 012 12 - - - P10 012 12 - - - - - = -~ _

T9325 04 M 140 012 1.2 - - - P10 012 12 - - - - - = - - _

11010 04 m 150 0.06 0.5 = = = - - - - - - - -~ _

CCMT 09T308E-FF2 78330 0.8 M 130 017 12 - - - W05 017 12 = = o = = = = = =
T8430 0.8 MW 130 017 12 - - - 105 017 12 - - - - - = -~ _

T9325 08 M 130 017 1.2 - - - 105 017 12 - - - - - = - - _

TT010 08 M 140 0.0 038 - - - - - - - - - - - _

) E

FM geometry for finish to semi-rough machining, and continuous to slightly interrupted cuts.

CCMT 060202E-FM 78330 02 MW 140 0.0 10 M 110 0.09 10 ® 115 010 1.0 2 360 0.12 1.0 - = = - - -
T8430 02 MW 140 0.0 10 M 110 0.09 10 ® 115 0.10 1.0 P 360 0.12 1.0 = = = - - -
T9325 02 M 140 010 1.0 M 110 0.09 1.0 P 115 0.10 1.0 = = = - - - - - -
CCMT 060204E-FM T8330 04 M 140 015 1.0 M 100 014 1.0 P 110 015 1.0 P 330 0.18 1.0 = = = - - -
T8430 04 MW 140 015 1.0 M 100 0.14 10 ® 110 015 1.0 P 330 0.18 1.0 - = = - - -
T9325 04 MW 140 015 1.0 M 100 0.15 1.0 ® 110 0.15 1.0 = = = - - - - - -
CCMT 060208E-FM T8330 08 M 130 020 1.0 M 100 018 1.0 P 100 020 1.0 P 300 024 1.0 = = = - - -
T8430 08 W 130 020 1.0 M 100 0.18 1.0 P 100 020 1.0 P 300 024 1.0 = = = - - -
T9325 08 W 130 020 1.0 M 100 0.18 1.0 # 100 0.20 1.0 - = = - - - - - -
CCMT 09T302E-FM T8330 02 W 140 0.0 12 M 105 0.09 12 ® 115 010 12 P 360 0.12 1.2 - - - - - -
T8430 02 M 140 070 12 W 110 0.09 12 ® 115 010 12 ® 360 012 1.2 = = = - - -
T9325 02 M 140 010 1.2 W 110 0.09 12 P 115 0.10 1.2 = = = - - - - - -
CCMT 09T304E-FM 78330 04 MW 140 015 12 MW 100 0.14 12 ® 110 015 12 P 330 018 1.2 = = = - - -
T8430 04 MW 140 015 12 M 100 0.14 12 ® 110 015 12 P 330 018 1.2 - - - - - -
T9325 04 W 140 015 12 W 100 015 12 ® 110 0.15 1.2 = = = - - - - - -
CCMT 09T308E-FM T8330 08 W 130 020 1.2 M 100 018 1.2 P 100 020 1.2 P 300 024 1.2 = = = - - -
T8430 08 W 130 020 12 M 100 0.18 1.2 # 100 020 12 P 300 024 1.2 = = = - - -
T9325 08 W 130 020 12 W 100 0.18 1.2 ¥ 100 020 1.2 - - - - - - - - -
CCMT 120404E-FM T8330 04 W 140 015 17 W 95 0714 17 ® 110 015 17 ® 330 018 1.7 = = = - - -
T8430 04 M 140 015 17 M 100 014 17 ® 110 015 1.7 ® 330 018 1.7 = = = - - -
T9325 04 W 140 015 17 W 100 0.15 17 ® 110 0.15 17 = = = - - - - - -
CCMT 120408E-FM T8330 08 W 130 020 17 M 100 0.18 1.7 ® 100 020 17 P 300 024 1.7 = = = - - -
T8430 08 M 130 020 1.7 M 100 018 1.7 P 100 020 1.7 P 300 024 1.7 = = = - - -
T9325 08 W 130 020 17 M 100 0.18 1.7 | 100 020 1.7 = = = - - - - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M K N S H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
(mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) (mm/rev)  (mm)

A

18" EM2 geometry for finish to medium machining, and continuous to interrupted cuts.

CCMT 080304E-FM2 T8330 04 W 140 012 10 ® 95 011 10 M 10 012 1.0 - - - - - - - - -
T8430 04 W 140 072 1.0 ® 105 011 1.0 ® 110 012 1.0 = = = - - - - - -
T9325 04 M 140 012 1.0 P 110 011 1.0 ® 110 012 1.0 = = = = = = - - -
CCMT 080308E-FM2 T8330 08 W 130 017 1.0 P 100 015 1.0 M 105 017 1.0 = = = - = = - - -
T8430 08 W 130 0.17 1.0 ® 100 0.15 1.0 # 105 0.17 1.0 - - - - - - - - -
T9325 08 M 130 017 1.0 P 100 015 1.0 ® 105 017 1.0 = = = - - - - - -
CCMT 09T304E-FM2 T8330 04 M 140 012 1.0 P 95 011 1.0 M 110 012 1.0 = = = = = = - - -
T8430 04 W 140 012 1.0 P 105 011 1.0 ® 110 012 1.0 = = = = = = - - -
T9325 04 W 140 012 10 ® 110 011 1.0 # 110 0.12 1.0 - = = - - - - - -
C(CMT 09T308E-FM2 T8330 08 M 130 017 1.0 P 100 015 1.0 M 105 017 1.0 = = = - - - - - -
T8430 08 W 130 017 1.0 P 100 015 1.0 ® 105 017 1.0 = = = = = = - - -
T9325 08 W 130 017 1.0 P 100 015 1.0 ® 105 0.17 1.0 = = = = = = - - -
CCMT 120408E-FM2 78330 08 W 130 020 15 ® 95 0.8 15 M 100 020 1.5 - = = - - - - - -
T8430 08 W 130 020 15 P 95 018 1.5 P 100 020 15 = = = - - - - - -
T9325 08 W 130 020 15 P 100 0.18 1.5 ® 100 020 15 = = = = = = - - -

v B

NF2 geometry with positive design for fine-finish to semi-rough machining, and continuous cuts.

(CMT 060202E-NF2 T6310 02 # 140 0.10 08

M| 110 0.09 08 # 115 0.0 08 ® 360 012 08 M 38 0.08 0.6 = = =
T9325 02 ® 140 0.0 08 W 110 0.09 0.8 P 115 0.10 0.8 - - - ®B 4 008 06 = = =
CCMT 060204E-NF2 Ho7 0.4 - - - m 8 011 08 P 110 012 08 P 360 0.14 08 W 34 011 06 = = =
T6310 04 ® 140 012 08 W 110 0.11 0.8 ® 110 0.12 0.8 P 360 0.14 08 M 38 0.11 06 - - -
T9325 04 ® 140 012 08 M 110 011 0.8 ® 110 0.12 0.8 - - - B 4 011 06 = = =
(CMT 080304E-NF2 T9325 04 ® 140 012 1.0 W 110 011 1.0 ® 110 0.12 1.0 - - - B 4 011 08 = = =
CCMT 080308E-NF2 T9325 08 ® 130 017 1.0 W 100 015 1.0 ® 105 0.17 1.0 - - - ®Z 4 014 08 = = =
CCMT 09T304E-NF2 HO7 0.4 = = - 8 011 12 P 110 012 12 ® 360 014 1.2 W 30 011 1.0 = = =
T6310 04 » 140 012 12 W 110 011 12 ® 110 012 12 » 360 014 1.2 W 34 011 1.0 = = =
T9325 04 ® 140 012 1.2 W 110 011 1.2 P 110 0.12 1.2 - - - B4 011 10 = = =
CCMT 09T308E-NF2 T6310 08 ® 140 014 12 W 100 013 1.2 ® 110 014 12 P 330 017 12 W 41 013 1.0 = = =
T9325 08 ® 140 014 12 W 100 013 1.2 P 110 0.14 1.2 - - - ® 45 013 1.0 - - -
=) B '@
| C Ic. R
; = [ g::is 12 RF geometry for semi-rough to rough machining, and continuous to interrupted cuts.
12,7 25
CCMT 060202E-RF 17335 02 ® 140 015 1.0 2 100 0.14 1.0 - - - - - - - - - - -
CCMT 060204E-RF T5315 04 ® 140 0.15 1.0 - - - | 110 015 1.0 - - = = = - 35 015 1.0
17335 04 ® 140 015 1.0 P 100 015 1.0 = = = = = = = = = > = =
CCMT 09T304E-RF 17335 04 ® 130 020 15 » 100 018 15 = = = = = = - - - - - _
CCMT 09T308E-RF T5315 08 P 130 020 15 - - - 1100 020 15 - = = - - - m 3 015 10
17335 08 ® 130 020 1.5 P 100 0.18 1.5 - - = = = = = = = = = =
CCMT 120408E-RF T5315 08 » 130 022 22 - - - W10 022 22 = = = - - - PB 3 015 10
17335 08 ® 130 022 22 ?m 95 022 22 = = = > = o > = o = = =

027§ ﬂ'l @

17°

RM geometry for semi-rough machining, and continuous to interrupted cuts.

C(CMT 09T304E-RM T8330 04

W 120 027 22 W 8 024 22 W 9 027 22 - - - ®m 2 019 1.8 W 20 015 1.0

T8430 04 W 120 027 22 M 75 024 22 # 95 027 22 - - - &b 23 019 1.8 m 19 015 1.0

T9325 04 M 120 027 22 M 95 024 22 ® 95 027 22 - - - B3 019 18 = = =

CCMT 09T308E-RM 78330 08 W 120 030 22 W 9% 027 22 W 9% 030 22 - - - ®m 3 024 18 m 23 015 1.0
T8430 08 W 120 030 22 W 9 027 22 # 9 030 22 - - - ®m 26 024 1.8 W 23 015 1.0

T9325 08 M 120 030 22 M 90 027 22 # 9 030 22 - - - B34 024 18 = o =
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

RE P M N S H
Product Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap Ve f ap
(mm) (m/min) ~ (mm/rev) ~ (mm) (m/min)  (mm/rev)  (mm) (m/min) (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) (mm/rev)  (mm)

11§

1,0 30°
UR geometry for fine to finish machining, and continuous to slightly interrupted cuts.

TCMT 16T304E-UR T8330 04 W 135 012 08 ®m 80 0.11 08 . 110 012 0.8 = = = = = = - - -
T8430 04 M 140 012 08 P 8 0.11 038 ! 110 012 0.8 = = = = = = - - -
T9325 04 W 130 018 08 P 100 0.16 08 ! 105 018 0.8 = = = = = = - - -
11310 04 W 140 012 08 P 110 0.11 038 . - = = - - - - - - - - -
TCMT 16T308E-UR T8330 08 W 130 017 08 ® 9% 0.15 08 . 105 017 0.8 = = = = = = - - -
T8430 08 M 130 017 08 P 90 0.15 038 ! 105 0.17 0.8 = = = = = = - - -
T9325 08 W 130 017 08 P 100 0.15 08 ! 105 017 0.8 = = = = = = - - -

O PRAMET

Q IC D1 L S 60°

(mm) (mm) (mm) (mm)

1613 9.525 4.40 16.50 3.97 RE

Ic
D1

RE P M N S H
Product Ve f ap Ve f ap /d f ap Ve f ap 74 f ap 74 f ap
(mm) (m/min) ~ (mm/rev)  (mm) (m/min) ~ (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min)  (mm/rev)  (mm) (m/min) (mm/rev)  (mm) (m/min)  (mm/rev)  (mm)

ol B

For fine-finish to semi-rough machining, and continuous to slightly interrupted cuts.

TCMW 167304 T5305 04 = = = = = = . 15 010 1.5 = = = - - - 3 015 10
15315 04 = = = = = = . 15 010 1.5 = = = - - - m26 015 10
T6310 04 = = = > = = . 8 010 15 = = = - - - 15 015 10
TCMW 161308 T5305 08 = = = = = 0= . 105 0.18 1.5 = = = - - - ®m 3 015 10
15315 08 = = = = = = . 105 0.18 1.5 = = = - - - m26 015 10
16310 03 = = = = = = . 8 018 15 = = = - - - m15 015 10
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BORING ARBORS
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ARBORS - DESCRIPTION

BN Bl BFEE EYEE
AS 3 30 022 100 R

Arbor type Cone Size Length LU Variant
AS3 DIN 69871 30 022 055 55 mm
R Internal coolant

BT3 MAS BT 40 027 100 100mm
HSK HSK 63A 032
0TT3 DIN 2080 50 042
3 MORSE 05 054
B WELDON 25 068
P EXTENSION 085
R REDUCTION 100
ADT ADAPTOR 200
300
400
500

405



M4

69871-BS 2 PRANET

DIN 69871 Shank Tool Holder for Boring Heads

DIN 69871 highly rigid tool holder (for ATC) for boring heads, available in 30, 40 and 50 tapers. Different length arbors available. Coupling sizes
22-160 mm can be used with EXT-BS extenders, RED-BS reducers and LA-BS enlargers. Internal coolant available. For applications requiring high
accuracy and repeatability.

'_:.: LF
LPR
o |@
ol o

= a

% m

]

LU
Product Q (ZCMmS BD DCON WS LF LPR W N W
(mm) (mm) (mm) (mm) (mm)

AS330022100R 30 22 22.00 12.00 138.00 104 100.00 v US 0608 0.72
AS 330027 055R 30 27 27.00 15.00 90.00 48 55.00 v US 0609 0.56
AS 330027 100 R 30 27 27.00 15.00 138.00 96 100.00 v US 0609 0.68
AS 330032060 R 30 32 32.00 20.00 96.00 51 60.00 v US 0810 0.51
AS330032100R 30 32 32.00 20.00 138.00 93 100.00 v Us 0810 0.74
AS 340022 080 R 40 22 22.00 12.00 118.00 84 80.00 v US 0608 1.14
AS 340022 100 R 40 22 22.00 12.00 138.00 104 100.00 v US 0608 1.24
AS 340 027 055 R 40 27 27.00 15.00 90.00 48 55.00 v US 0609 1.05
AS 340027 100R 40 27 27.00 15.00 138.00 96 100.00 v US 0609 1.30
AS 340027 130R 40 27 27.00 15.00 168.00 126 130.00 v US 0609 1.43
AS 340032060 R 40 32 32.00 20.00 96.00 51 60.00 v US 0810 1.10
AS 340032 100R 40 32 32.00 20.00 138.00 93 100.00 v US 0810 1.35
AS 340032 130R 40 32 32.00 20.00 168.00 123 130.00 v Us 0810 1.52
AS 340042 075R 40 42 42.00 24.00 112.00 56 75.00 v Us1014 1.16
AS 340042160 R 40 42 42.00 24.00 182.00 126 160.00 4 Us1014 1.90
AS 340 042 200 R 40 42 42.00 24.00 222.00 166 200.00 v Us1014 2.37
AS 340054 120R 40 54 54.00 28.00 142.00 76 120.00 v US 1219 1.58
AS 340054160 R 40 54 54.00 28.00 182.00 116 160.00 v Us1219 2.28
AS 340054 200 R 40 54 54.00 28.00 222.00 156 200.00 v Us1219 293
AS 340 068 160 R 40 68 68.00 36.00 183.00 97 160.00 v US 1625 2.36
AS 340 068 200 R 40 68 68.00 36.00 223.00 137 200.00 v US 1625 3.50
AS 340 085200 R 40 85 85.00 50.00 224.00 124 200.00 v US 1630 3.96
AS 340100200 R 40 100, 200 100.00 60.00 224.00 124 200.00 v US 2032 5.21
AS 350 022 080 R 50 22 22.00 12.00 118.00 84 80.00 v US 0608 3.43
AS 350022 100R 50 22 22.00 12.00 138.00 104 100.00 4 US 0608 3.40
AS 350 027 055 R 50 27 27.00 15.00 90.00 48 55.00 4 US 0609 3.30
AS 350 027 100 R 50 27 27.00 15.00 138.00 96 100.00 v US 0609 3.48
AS 350027 130R 50 27 27.00 15.00 168.00 126 130.00 v US 0609 3.48
AS 350032060 R 50 32 32.00 20.00 96.00 51 60.00 v Us 0810 2.98
AS350032130R 50 32 32.00 20.00 168.00 123 130.00 v Us 0810 371
AS 350032160 R 50 32 32.00 20.00 198.00 153 160.00 v Us 0810 3.95
AS 350042 075R 50 42 42.00 24.00 112.00 56 75.00 v US 1014 332
AS 350042 160 R 50 42 42.00 24.00 198.00 142 160.00 v US 1014 4.26
AS 350042 200 R 50 42 42.00 24.00 238.00 182 200.00 v Us1014 474
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Product

AS350054090R
AS350054160 R
AS 350054200 R
AS350068115R
AS 350068 200 R
AS 350068 260 R
AS 350085200 R
AS 350085260 R
AS350085320R
AS350100190R
AS350100260 R
AS350100320R
AS 550160

50
50
50
50
50
50
50
50
50
50
50
50
50

ZCMms

54

54

54

68

68

68

85

85

85
100, 200
100, 200
100, 200

300, 400, 500

BD

(mm)
54.00
54.00
54.00
68.00
68.00
68.00
85.00
85.00
85.00
100.00
100.00
100.00
100.00

DCON WS

(mm)
28.00
28.00
28.00
36.00
36.00
36.00
50.00
50.00
50.00
60.00
60.00
60.00
60.00

M4

LF

(mm)
128.00
198.00
238.00
151.00
223.00
283.00
224.00
284.00
344.00
214.00
284.00
344.00
160.00

LPR

(mm)
62
132
172
65
137
197
124
184
244
14
184
244
70

LU

(mm)
90.00
160.00
200.00
115.00
200.00
260.00
200.00
260.00
320.00
190.00
260.00
320.00
125.00

NENENENENENENENENENANEN E

7

Us 1219
Us1219
Us1219
US 1625
US 1625
US 1625
US 1630
US 1630
US 1630
US 2032
US 2032
US 2032
US 1240

3.39
4.74
5.48
3.66
5.81
7.48
6.21
8.91
11.50
6.52
10.85
14.47
5.55
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BT-BS D/PRAMET

MAS 403-BT Shank Tool Holder for Boring Heads

MAS 403-BT highly rigid tool holder (for ATC) for boring heads, available in 30, 40 and 50 tapers. Different length arbors available. Coupling sizes
22-160 mm can be used with EXT-BS extenders, RED-BS reducers and LA-BS enlargers. Internal coolant available. For applications requiring high
accuracy and repeatability.

LF

LPR
© |®|
el 2
2 8
2
LU
Product Q (ZCMmS BD DCON WS LF LPR W N W
(mm) (mm) (mm) (mm) (mm)
BT330022100R 30 22 22.00 12.00 125.00 91 100.00 v US 0608 0.56
BT 330027 055R 30 27 27.00 15.00 77.00 35 55.00 4 US 0609 0.41
BT 330027 100 R 30 27 27.00 15.00 125.00 83 100.00 v US 0609 0.69
BT 330032060 R 30 32 32.00 20.00 83.00 38 60.00 v US 0810 0.47
BT330032100R 30 32 32.00 20.00 125.00 80 100.00 v Us 0810 0.70
BT330042075R 30 42 42.00 24.00 100.00 44 75.00 v Us1014 0.56
BT 340022 050 R 40 22 22.00 12.00 80.00 46 50.00 v US 0608 1.02
BT 340022080 R 40 22 22.00 12.00 110.00 76 80.00 v US 0608 1.16
BT 340022 100R 40 22 22.00 12.00 130.00 96 100.00 4 US 0608 1.14
BT 340027 055R 40 27 27.00 15.00 82.00 40 55.00 v US 0609 1.06
BT 340027 100 R 40 27 27.00 15.00 130.00 88 100.00 v US 0609 1.26
BT 340027 130R 40 27 27.00 15.00 160.00 118 130.00 v US 0609 1.39
BT 340032 060 R 40 32 32.00 20.00 88.00 43 60.00 v Us 0810 1.00
BT340032100R 40 32 32.00 20.00 130.00 85 100.00 4 Us 0810 1.31
BT340032130R 40 32 32.00 20.00 160.00 115 130.00 4 Us 0810 1.50
BT 340042 075R 40 42 42.00 24.00 104.00 48 75.00 4 US1014 1.14
BT 340042 160 R 40 42 42.00 24.00 190.00 134 160.00 v Us1014 2.05
BT 340042 200 R 40 42 42.00 24.00 230.00 174 200.00 v Us1014 239
BT 340054090 R 40 54 54.00 28.00 120.00 54 90.00 v Us1219 1.13
BT 340 054 160 R 40 54 54.00 28.00 190.00 124 160.00 v US 1219 2.55
BT 340054 200R 40 54 54.00 28.00 230.00 164 200.00 v Us1219 3.10
BT 340068 160 R 40 68 68.00 36.00 181.00 95 160.00 v US 1625 246
BT 340068 200 R 40 68 68.00 36.00 221.00 135 200.00 v US 1625 3.64
BT 340 085 200 R 40 85 85.00 50.00 220.00 120 200.00 v US 1630 4.04
BT 340100200 R 40 100 100.00 60.00 220.00 120 200.00 4 US 2032 4.95
BT 350022 080 R 50 22 22.00 12.00 121.00 87 80.00 4 US 0608 3.95
BT 350022 100 R 50 22 22.00 12.00 141.00 107 100.00 4 US 0608 3.50
BT 350027 055R 50 27 27.00 15.00 93.00 51 55.00 v US 0609 3.68
BT 350027 100 R 50 27 27.00 15.00 141.00 9 100.00 v US 0609 4.00
BT350027 130R 50 27 27.00 15.00 171.00 129 130.00 4 US 0609 4.14
BT 350032 060 R 50 32 32.00 20.00 99.00 54 60.00 v Us 0810 3.67
BT 350032 130R 50 32 32.00 20.00 171.00 126 130.00 v USs 0810 4.24
BT350032 160 R 50 32 32.00 20.00 201.00 156 160.00 4 Us 0810 4.56
BT 350042 075R 50 42 42.00 24.00 115.00 59 75.00 v US1014 3.84
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Product

BT 350042160 R
BT 350042200 R
BT 350054090 R
BT 350054160 R
BT 350054200 R
BT 350068 115R
BT 350068 200 R
BT 350 068 260 R
BT 350085 200 R
BT 350085 260 R
BT 350085 320R
BT350100170R
BT 350100260 R
BT 350100320R
BT 550160

50
50
50
50
50
50
50
50
50
50
50
50
50
50

ZCMms

Lyl

4

54

54

54

68

68

68

85

85

85
100, 200
100, 200
100, 200

300, 400, 500

BD

(mm)
42.00
42.00
54.00
54.00
54.00
68.00
68.00
68.00
85.00
85.00
85.00
100.00
100.00
100.00
100.00

DCON WS

(mm)
24.00
24.00
28.00
28.00
28.00
36.00
36.00
36.00
50.00
50.00
50.00
60.00
60.00
60.00
60.00

M4

LF

(mm)
201.00
241.00
131.00
201.00
241.00
154.00
242.00
302.00
242.00
302.00
362.00
195.00
302.00
362.00
160.00

LPR

(mm)
145
185
65

135
175
68

156
216
142
202
262
95

202
262
70

LU

(mm)
160.00
200.00

90.00
160.00
200.00
115.00
200.00
260.00
200.00
260.00
320.00
170.00
260.00
320.00
125.00

SN RN N N N N N NENENENAN

7

Us1014
US 1014
Us1219
Us1219
Us 1219
US 1625
US 1625
US 1625
US 1630
US 1630
US 1630
US 2032
US 2032
US 2032
US 1240

4.89
5.25
3.90
539
5.98
4.09
6.66
8.18
7.40
9.89
12.76
51
12.34
14.50
6.05
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D/PRAMET

HSK Shank Tool Holder for Boring Heads

HSK highly rigid tool holder (for ATC) for boring heads, available in 50A, 63A or 100A taper. Coupling sizes 22 up to 160 mm can be used in
combination with EXT-BS extenders, RED-BS reducers and LA-BS enlargers. Internal coolant available. For applications requiring high accuracy
and repeatability.

LU

DCON WS
BD

LF

)
Product Q ZCms BD DCONWS LF LPR Il B g¥

(mm) (mm) (mm) (mm) (mm)
HSK 050A 022 055 50 22 22.00 12.00 81.00 47 55.00 - US 0608 0.49
HSK 050A 027 065 50 27 27.00 15.00 91.00 49 65.00 - US 0609 0.49
HSK 050A 032 075 50 32 32.00 20.00 101.00 56 75.00 - Us 0810 0.66
HSK 050A 042 090 50 42 42.00 24.00 116.00 60 90.00 - Us 1014 0.71
HSK 063A 022 055 63 22 22.00 12.00 81.00 47 55.00 - US 0608 0.07
HSK 063A 027 065 63 27 27.00 15.00 91.00 49 65.00 - US 0609 0.76
HSK 063A 032 075 63 32 32.00 20.00 101.00 56 75.00 - Us 0810 0.82
HSK 063A 042 090 63 42 42.00 24.00 116.00 60 90.00 - Us 1014 0.96
HSK 063A 054110 63 54 54.00 28.00 136.00 70 110.00 - Us1219 1.26
HSK 063A 068 145 63 68 68.00 36.00 171.00 85 145.00 - US 1625 1.81
HSK 100A 022 055 100 22 22.00 12.00 89.00 55 55.00 - US 0608 2.28
HSK 100A 027 065 100 27 27.00 15.00 99.00 57 65.00 - US 0609 234
HSK 100A 032 075 100 32 32.00 20.00 104.00 59 75.00 - Us 0810 2.73
HSK 100A 042 090 100 42 42.00 24.00 119.00 63 90.00 - Us1014 245
HSK 100A 054 110 100 54 54.00 28.00 139.00 73 110.00 - Us 1219 2.79
HSK 100A 068 145 100 68 68.00 36.00 174.00 88 145.00 - US 1625 3.52
HSK 100A 085 165 100 85 85.00 50.00 194.00 94 165.00 - US 1630 415
HSK 100A 100 185 100 100, 200 100.00 60.00 214.00 14 185.00 - US 2032 5.63
HSK 550 160 100 300, 400, 500 100.00 60.00 170.00 80 140.00 - US 1240 5.24
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2080-BS D/PRAMET

DIN 2080 Shank Tool Holder for Boring Heads

DIN 2080 highly rigid tool holder (for MTC) for boring heads in 40 and 50 taper. Different length arbors available. Coupling sizes 22 - 160 mm can
be used in combination with EXT-BS extenders, RED-BS reducers and LA-BS enlargers. Internal coolant available. For applications requiring high
accuracy and repeatability.

LF

LPR
© @® |
D

g 3

3 -

g

LU |
Product Q ZCMS BD DCONWS LF LPR W N W
(mm) (mm) (mm) (mm) (mm)

0TT 340022 080 R 40 22 22.00 12.00 95.00 61 80.00 v US 0608 0.88
0TT 340022100 R 40 22 22.00 12.00 115.00 81 100.00 v US 0608 0.94
0TT 340027 055 R 40 27 27.00 15.00 67.00 25 55.00 v US 0609 0.86
0TT340027 100 R 40 27 27.00 15.00 115.00 73 100.00 v US 0609 1.00
0TT340027130R 40 27 27.00 15.00 145.00 103 130.00 4 US 0609 1.12
0TT 340032 060 R 40 32 32.00 20.00 73.00 28 60.00 v Us 0810 0.90
0TT340032100R 40 32 32.00 20.00 115.00 70 100.00 v Us 0810 1.10
0TT340032130R 40 32 32.00 20.00 145.00 100 130.00 v US 0810 1.22
0TT 340 042 075R 40 42 42.00 24.00 89.00 33 75.00 4 US1014 0.89
0TT 340042 160 R 40 42 42.00 24.00 175.00 119 160.00 4 Us1014 1.73
0TT 340 042 200R 40 42 42.00 24.00 215.00 159 200.00 4 Us1014 2.30
0TT 340 054 090 R 40 54 54.00 28.00 105.00 39 90.00 v Us1219 1.08
0TT 340054160 R 40 54 54.00 28.00 175.00 109 160.00 v Us1219 2.23
0TT 340 054200 R 40 54 54.00 28.00 215.00 149 200.00 4 Us 1219 3.06
0TT 340 068 160 R 40 68 68.00 36.00 175.00 90 160.00 v US 1625 240
0TT 340068 200 R 40 68 68.00 36.00 216.00 130 200.00 v US 1625 3.73
0TT 340 085 200 R 40 85 85.00 50.00 211.00 m 200.00 v US 1630 4.03
0TT 340100 200 R 40 100, 200 100.00 60.00 211.00 m 200.00 v US 2032 5.05
0TT 350022 080 R 50 22 22.00 12.00 99.00 65 80.00 v US 0608 298
0TT350022 100 R 50 22 22.00 12.00 119.00 85 100.00 v US 0608 297
0TT 350027 055 R 50 27 27.00 15.00 71.00 29 55.00 4 US 0609 293
0TT 350027 100 R 50 27 27.00 15.00 119.00 77 100.00 v US 0609 3.01
0TT 350027 130R 50 27 27.00 15.00 149.00 107 130.00 v US 0609 3.10
0TT 350032 060 R 50 32 32.00 20.00 77.00 32 60.00 v US 0810 2.81
0TT350032130R 50 32 32.00 20.00 149.00 104 130.00 4 Us 0810 3.24
0TT 350032160 R 50 32 32.00 20.00 179.00 134 160.00 4 Us 0810 3.26
0TT 350042 075R 50 42 42.00 24.00 93.00 37 75.00 4 Us1014 2.74
0TT 350042160 R 50 42 42.00 24.00 179.00 123 160.00 v Us1014 3.64
0TT 350 042 200 R 50 42 42.00 24.00 219.00 163 200.00 v Us1014 4.05
0TT 350 054 090 R 50 54 54.00 28.00 109.00 43 90.00 v Us1219 3.02
0TT 350054160 R 50 54 54.00 28.00 179.00 13 160.00 v Us1219 415
0TT 350054200 R 50 54 54.00 28.00 219.00 153 200.00 v US 1219 5.08
0TT 350068 115R 50 68 68.00 36.00 132.00 46 115.00 v US 1625 3.20
0TT 350 068 200 R 50 68 68.00 36.00 220.00 134 200.00 v US 1625 5.54

4n



Product

0TT 350 068 260 R
0TT350085200R
0TT 350085 260 R
0TT350085320R
0TT350100170R
0TT 350100 260 R
0TT350100320R
0TT 550 160

50
50
50
50
50
50
50
50

ZCMS

68

85

85

85
100, 200
100, 200
100, 200

300, 400, 500

BD

(mm)
68.00
85.00
85.00
85.00
100.00
100.00
100.00
100.00

DCONWS

(mm)
36.00
50.00
50.00
50.00
60.00
60.00
60.00
60.00

M4

LF

(mm)
280.00
221.00
281.00
341.00
193.00
281.00
341.00
160.00

LPR

(mm)
194
121
181
241
93
181
241
70

LU

(mm)
260.00
200.00
260.00
320.00
170.00
260.00
320.00
125.00

ANENENENENENEN

7

US 1625
US 1630
US 1630
US 1630
US 2032
US 2032
US 2032
US 1240

1.22
6.21
9.07
11.84
5.60
10.78
15.10
5.90
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MOR-BS PRAMET

Morse Taper Shank Tool Holder for Boring Heads

5 Morse Taper highly rigid tool holder for boring heads. Different length arbors available. Coupling sizes 22 up to 160 mm can be used in
combination with EXT-BS extenders, RED-BS reducers and LA-BS coupling enlargers. Internal coolant available. For applications requiring high
accuracy and repeatability.

LF
LPR
,,,,,, 3 —
=== > : T
g q
= o
[}
(@]
[a]
LU

)
B, CCT™S cZeMs BD DCON WS LF LPR Il B P

(mm) (mm) (mm) (mm) (mm)

305022 100 5 22 22.00 12.00 112.00 78 100.00 - US 0608 1.64
305022130 5 22 22.00 12.00 142.00 108 130.00 - US 0608 1.76
305 027 055 5 27 27.00 15.00 65.00 23 55.00 - US 0609 1.58
305027 100 5 27 27.00 15.00 113.00 Al 100.00 - US 0609 1.69
305027130 5 27 27.00 15.00 143.00 101 130.00 - US 0609 1.84
305032060 5 32 32.00 20.00 70.00 25 60.00 - Us 0810 1.54
305032130 5 32 32.00 20.00 143.00 98 130.00 - Us 0810 1.95
305032160 5 32 32.00 20.00 173.00 128 160.00 - US 0810 2.13
305 042 075 5 42 42.00 24.00 83.00 27 75.00 - Us1014 1.50
305042130 5 42 42.00 24.00 188.00 86 130.00 - Us1014 218
305042160 5 42 42.00 24.00 218.00 116 160.00 - Us1014 2.51

305054160 5 54 54.00 28.00 172.00 106 160.00 - Us 1219 3.00
305054 200 5 54 54.00 28.00 212.00 146 200.00 - Us1219 3.63

305 068 140 5 68 68.00 36.00 146.00 60 140.00 - US 1625 2.53

305 068 200 5 68 68.00 36.00 212.00 126 200.00 - US 1625 447
305 068 260 5 68 68.00 36.00 272.00 186 260.00 - US 1625 6.20
305 085 200 5 85 85.00 50.00 216.00 116 200.00 - US 1630 5.40
305 085 260 5 85 85.00 50.00 276.00 176 260.00 - US 1630 8.45
305 085 320 5 85 85.00 50.00 336.00 236 320.00 - US 1630 0.01

305100 260 5 100, 200 100.00 60.00 276.00 176 260.00 - US 2032 7.95
305100320 5 100, 200 100.00 60.00 336.00 236 320.00 - US 2032 11.39
505160 5 300, 400, 500 100.00 60.00 146.00 56 140.00 - US 2032 470
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WEL-BS D/PRAMET

WELDON Shank Tool Holder for Boring Heads

Weldon highly rigid tool holders for boring heads, shank diameters from 20 up to 40 mm. Different length arbors available. Coupling sizes 22 up
to 42 mm can be used in combination with EXT-BS extenders and RED-BS reducers. Internal coolant available. For applications requiring high
accuracy and repeatability.

LF

SOmAN_

CCTMS

DCON WS
BD

q
Product T™s Zcms BD DCON WS LU Bﬁ** W

(mm) (mm) (mm)

B 020 022 050 20 22 22.00 12.00 50.00 - US 0608 0.17
B 020 022 100 20 22 22.00 12.00 100.00 - US 0608 0.34
B 025 027 055 25 27 27.00 15.00 55.00 - US 0609 0.17
B 025 027 100 25 27 27.00 15.00 95.00 - US 0609 0.46
B 032032 060 32 32 32.00 20.00 60.00 - US 0810 0.43
B 032032100 32 32 32.00 20.00 100.00 - US 0810 0.69
B 032032160 32 32 32.00 20.00 160.00 - Us 0810 m
B 032042090 32 32 32.00 24.00 90.00 - US 0810 0.71
B 040 042 090 40 42 42.00 24.00 90.00 - US 1014 0.98
B 040 042160 40 4 42.00 24.00 160.00 - US 1014 1.79



Product

P022030R
P 027 030R
P032035R
P 042040R
P054050R
P 068 060 R
P 085070 R
P 100080 R
P 022020
P 022030
P 027 030
P 027 045
P 032035
P 032052
P 042040
P 042060
P 054050
P 054075
P 068 060
P 068 090
P 085070
P 085 105
P 100080
P 100120

EXT-BS

ZCMS

22

27

32

42

54

68

85
100, 200

22

22

27

27

32

32

L)

Ly}

54

54

68

68

85

85
100, 200
100, 200
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EXT-BS Boring Head Extension Arbor

D/PRAMET

Boring head extension adaptor. Coupling sizes from 22 up to 200 mm and different lengths available. Internal and external coolant options

available. Suited for all applications requiring high accuracy and repeatability.

DCON MS
DCON WS
DB

] o--o-zzziid
LB
BD DCON MS DCON'WS LB Bq%
(mm) (mm) (mm) (mm)
22.00 12.00 12.00 30.00 v
27.00 15.00 15.00 30.00 4
32.00 20.00 20.00 35.00 v
42.00 24.00 24.00 40.00 v
54.00 28.00 28.00 50.00 v
68.00 36.00 36.00 60.00 v
85.00 50.00 50.00 70.00 v
100.00 60.00 60.00 80.00 v
22.00 12.00 12.00 20.00 -
22.00 12.00 12.00 30.00 -
27.00 15.00 15.00 30.00 -
27.00 15.00 15.00 45.00 -
32.00 20.00 20.00 35.00 -
32.00 20.00 20.00 52.00 -
42.00 24.00 24.00 40.00 -
42.00 24.00 24.00 60.00 -
54.00 28.00 28.00 50.00 -
54.00 28.00 28.00 75.00 -
68.00 36.00 36.00 60.00 -
68.00 36.00 36.00 90.00 -
85.00 50.00 50.00 70.00 -
85.00 50.00 50.00 105.00 -
100.00 60.00 60.00 80.00 -
100.00 60.00 60.00 120.00 -

i

US 0608
US 0609
US 0810
US 1014
Us1219
US 1625
US 1630
US 2032
US 0608
US 0608
US 0609
US 0609
US 0810
US 0810
US 1014
Us 1014
Us1219
Us1219
US 1625
US 1625
US 1630
US 1630
US 2032
US 2032

0.09
0.13
0.20
0.40
0.85
1.61
2.88
4.48
0.06
0.09
0.13
0.19
0.20
0.30
0.40
0.60
0.87
130
1.63
2.44
2.86
4.46
4.44
6.91
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RED-BS D/PRAMET

RED-BS Boring Head Reducer Arbor
Boring head reducer adaptor. Coupling sizes from 27 up to 100 mm and in different lengths available. External coolant only. Suited for all
applications requiring high accuracy and repeatability.

BD
DCON WS
N\
@
DCON MS
BDX

LB

)
R, zcms BDX DCON MS BD DCONWS 1B FLGT B g¥

(mm) (mm) (mm) (mm) (mm) (mm)

R027 022 036 22 27.00 15.00 22 12.00 26.00 10 - US 0608 0.11
R 042 022 058 22 42.00 24.00 22 12.00 48.00 10 - US 0608 0.31
R 032022 040 22 32.00 20.00 22 12.00 30.00 10 - US 0608 0.17
R 054 022 086 22 54.00 28.00 22 12.00 76.00 10 - US 0608 0.51
R 068 022 102 22 68.00 36.00 22 12.00 90.00 12 - US 0608 0.90
R 054027 080 27 54.00 28.00 27 15.00 70.00 10 - US 0609 0.63
R032027 034 27 32.00 20.00 27 15.00 24.00 10 - US 0609 0.18
R 042027 050 27 42.00 24.00 27 15.00 40.00 10 - US 0609 0.33
R 068 027 095 27 68.00 36.00 27 15.00 83.00 12 - US 0609 0.97
R 042 032 046 32 42.00 24.00 32 20.00 36.00 10 - US 0810 0.36
R 054032076 32 54.00 28.00 32 20.00 66.00 10 - US 0810 0.63
R068 032090 32 68.00 36.00 32 20.00 78.00 12 - US 0810 1.08
R 054042070 4 54.00 28.00 4 24.00 60.00 10 - US 1014 0.81
R 068 042 082 4 68.00 36.00 4 24.00 70.00 12 - US 1014 1.26
R 085 042 095 42 85.00 50.00 42 24.00 83.00 12 - US 1014 2.06
R 068 054 072 54 68.00 36.00 54 28.00 60.00 12 - Us 1219 1.51
R 085 054 090 54 85.00 50.00 54 28.00 78.00 12 - Us1219 2.44
R 085 068 100 68 85.00 50.00 68 36.00 88.00 12 - US 1625 332
R 100 085 100 85 100.00 60.00 85 50.00 88.00 12 - US 1630 5.05
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LA-BS D/PRAMET

LA-BS Boring Head Enlarger Adaptor
Boring head enlarger adaptor. Available in coupling size 100 mm and in different lengths to increase versatility. External coolant only. Suited for
all applications requiring high accuracy and repeatability.

DCON MS

LB
o

BD

@)

“
Product acms BD DCON MS LB B P

(mm) (mm) (mm)

ADT 100 050 300, 400, 500 100.00 60.00 50.00 - US 1240 435
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BORING KITS
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BORING KITSBORING GRADES — DESCRIPTION

1 2 B 3 N 4 N 5

BS 54 KIT RC

8-43

-+ 5 > 4 33 J 4 ] 5

Type of tool Size Type 1SO BARS type Hole diameter range
for insert shape C 843 (mm)
BS Boring systems 54 KIT Set of tools RC “K _ 950p
8-100 (mm)
. 8-170 (mm)
TC forinsert shape T
K =90°
8210 (mm)
|
%
LA
al
LAl
from @8 @38 @56 @85 @125 @ 165
to @43 @59 @100 ?130 @170 @210
Range Components Order reference AN
@8~@a3 420
424
@8~@100 421
425
P8~@170 422
426
98~@210 423
427

419



BS 54 KIT RC 8-043

A

ORDER REFERENCE:

®8-43

&
B8
@
®

I —

0

8
_ e il

44

BORING KITS

420

Description Marking Insert pes.
Boring head BS 05416 - 1
Boring bar 6 mm BS 06 16 R02 EP. 0502.. 1
Boring bar 8 mm BS 08 16 RO3 (C.. 0602.. 1
Boring bar 10 mm BS 1016 R03 (C.. 0602.. 1
Boring bar 12 mm BS 1216 R03 (C.. 0602.. 1
Boring bar 16 mm BS 16 16 R04 (CC..09T3.. 1
Hexagonal key 3 HK 03 - 1
Hexagonal key 5 HK 05 - 1
Hexagonal key 6 HK 06 - 1
Torx key 7 TK07 - 1
Torx key 8 TK08 - 1
Torx key 15 TK15 - 1



BS 54 KIT RC 8-100

“ 98-100

ORDER REFERENCE:

44

BORING KITS

Description Marking Insert pcs.
Boring head BS 054 16 - 1
Boring bar 6 mm BS 06 16 R02 EP. 0502.. 1
Boring bar 8 mm BS 08 16 R03 (C..0602.. 1
Boring bar 10 mm BS1016 R03 (C.. 0602.. 1
Boring bar 12 mm BS 1216 R03 (C.. 0602.. 1
Boring bar 16 mm BS 16 16 R04 (C..09T3.. 1
Boring bar 34 mm BS 3416 R04 (C..09T3.. 2
(artridge BS 2CT R04 (C..09T3.. 1
Location sleeve BS 16 M10 - 1
Hexagonal key 3 HK 03 - 1
Hexagonal key 5 HK 05 - 1
Hexagonal key 6 HK 06 - 1
Hexagonal key 8 HK 08 - 1
Torx key 7 TK07 - 1
Torx key 8 TK08 - 1
Torx key 15 TK15 - 1
Cartridge screw (51025 - 1

421



BS 54 KIT RC 8-170

“ #8-170

ORDER REFERENCE:

44

BORING KITS

422

Description Marking Insert pes.
Boring head BS 05416 - 1
Boring bar 6 mm BS 06 16 R02 EP. 0502.. 1
Boring bar 8 mm BS 08 16 R03 (C..0602.. 1
Boring bar 10 mm BS 1016 R0O3 (C.. 0602.. 1
Boring bar 12 mm BS 1216 R03 (C.. 0602.. 1
Boring bar 16 mm BS 16 16 R04 (C..0973.. 1
Boring bar 34 mm BS 34 16 R04 (C..09T3.. 2
Cartridge BS 2CT R04 (C..0973.. 1
Counterweight BS 2CW - 1
Small plate BS SP 85130 - 1
Medium plate BSSP 125170 - 1
Location sleeve BS16 M10 - 1
Adjusting key AK 03 - 1
Hexagonal key 4 HK 04 - 1
Hexagonal key 5 HK 05 - 1
Hexagonal key 6 HK 06 - 1
Hexagonal key 8 HK 08 - 1
Torx key 7 TKO7 - 1
Torx key 8 TK08 - 1
Torx key 15 TK15 - 1
Insert fixing screws D2721 - 4
Cartridge screw (51025 - 1
Counterweight screw (50825 - 1
























General definition
i.e. Steel, Stainless Steel...

P v@nN s H

Definition
by structure/composition
i.e. Plain Carbon Steel, Alloy Steel...

44

WORKPIECE MATERIAL GROUPS (WMG)

Definition
by hardness/ultimate tensile strength
i.e. 160<220 HB, 620 <900 N/mm? ...

P
2 | ]|
2 BEE
s HEE
4 BN

ABOUT DORMER PRAMET’S WORKPIECE MATERIAL CLASSIFICATION

Workpiece Material Groups (WMG) are used to support easy and
reliable selection of the right cutting tool and starting values for
machining conditions in particular applications.

Dormer Pramet classifies workpiece materials into six different
coloured groups;

¢ Blue: Steel and cast steel (P-group)

¢ Yellow: Stainless steel (M-group)

¢ Red: Cast iron (K-group)

¢ Green: Non-ferrous metals (N-group)

¢ Brown: High-temperature alloys (S-group)

¢ Grey: Hardened materials (H-group)

430

Each of these are divided into subgroups on the basis of their structure
and/or composition. For example, P-group steel and cast steel is split
into four subgroups, namely;

¢ P1-Free machining steel

e P2 —Plain carbon steel

e P3 - Alloy steel

e P4 —Tool steel

A final division includes material properties, such as hardness and
ultimate tensile strength. This is to provide our customers with a
complete tool recommendation, including starting values for cutting
speed and feed.

The table on the next page includes a description of each workpiece
material group, as well as examples of commonly used designations.
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WORKPIECE MATERIAL GROUP (WMG)
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Attention: During the entire mounting process the brake screw (pos.
2) must be released.

How to fit the large diameter boring head on the taper

Remove the position screws (pos. 1) and push along the slides until
the four coupling screw sockets appear. Put together the taper face
with the four screw sockets over the head’s back end, then fit and
tighten the 4 coupling screws.

FINISHING

M12X40

Speeds and feeds
Ultimate or optimum speeds and feeds will depend upon material,
machine and setup conditions, as well as tool overhang.

Boring depth — tool overhang for roughing and finishing

Under conditions suited for carbide tooling depths of 5x @ for rough
boring and 3x @ for finish boring are achievable. With the increasing
overhang, the mechanical stability of the tool body decreases. Over-
length tools will have a tendency for deflections as well as harmonic
(high pitch) chatter. Harmonic chatter can cause movement of adjus-
ting components inside the boring head leading to off-size or tapered
holes.

In many cases the high pitch harmonic chatter can be dampened by
increasing the feed and (or) lowering the cutting speed.

Please note that the cutting behavior will also change with the amount
of slide block (insert holder) extension from the boring head requiring
adjustments regarding speeds and feeds.

Boring depth — tool overhang for micro boring heads

The maximum boring depth with steel boring bars should not exceed
5x bar diameter and 7x bar diameter with solid carbide bars. We re-
commend to shorten the bars to the shortest overhang necessary ac-
cording to the required boring depth.

For heavy duty roughing applications the largest available corner ra-
dius should be selected unless otherwise specified. For finish boring
with very little stock removal the smallest available corner radius is
most advantageous to minimize lateral tool deflection. This can be
especially important on applications involving long overhangs.
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Mounting the slides on the head

Insert both slides into the V guides, push them along until they face
the nut thread holes. Fit the screws (pos. 1) and tight them lightly. The
function of these screws is dual, fixing the slide into the V guides and
linking both the slide with the bronze lead nut. Finally check that the
slide (slides in roughing) glides smoothly.

ROUGHING

Rough boring head 75° vs. 90°

The 75° rough boring head should be used whenever a lot of stock
is being removed and no square shoulder is required inside blind or
stepped bores. The 75° lead has a tendency to self-centre to the pre-
existing hole and therefore are very stable. If this pre-existing hole is
off-centre, shifted or off-angle then it is recommended to use the 90°
boring head since the 90° lead angle will have less tendency to follow
the pre-existing hole.

Amount of stock removal

The maximum stock removal for rough boring may have to be decrea-
sed on very tough materials, extended overhangs as well as for exten-
ded slide blocks.

Insert corner radius

For heavy duty roughing applications the largest available corner ra-
dius should be selected unless otherwise specified. For finish boring
with very little stock removal the smallest available corner radius is
most advantageous to minimize lateral tool deflection. This can be
especially important on applications involving long overhangs.

4 Cutting edges per insert

The 80° diamond shaped insert normally provides two cutting edges.
However, all four cutting edges can be used if a 75° and a 90° rough
boring head within the same size range is utilized. The same is pos-
sible between a 75° rough boring head and a 90° finish boring head.
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MIRLY

RELIABLE

As a professional you can judge the quality of work by just
looking at the chip. Our chip is a clean and uncomplicated
shape that in itself tells a story. It is a clear and consistent
signal and that’s why we use it as a symbol for being

Simply Reliable.

DORMER ) PRAMET

Austria
T:+31 10 2080 240
info.at@dormerpramet.com

Belgium & Luxembourg
T:+32 3 440 59 01
info.be@dormerpramet.com

Brazil
T: +55 11 5660 3000
info.or@dormerpramet.com

Canada
T: (888) 336 7637
En Frangais: (888) 368 8457

cs.canada@dormerpramet.com

China
T: +86 21 2416 0508
info.cn@dormerpramet.com

Croatia
T: +385 98 407 489
info.hr@dormerpramet.com

Czech Republic
T: +420583 381 111
info.cz@dormerpramet.com

Denmark
T: 808 82106
info.se@dormerpramet.com

Finland
T: 0205 44 7003
info.fi@dormerpramet.com

France
T: +33 (0)2 47 62 57 01
info.fr@dormerpramet.com

www.dormerpramet.com

youtube.com/dormerpramet

Germany
T: +49 9131 933 08 70
info.de@dormerpramet.com

Hungary
T: +36-96 / 522-846
info.hu@dormerpramet.com

India
T:+91 11 4601 5686
info.in@dormerpramet.com

Italy
T:+3902 307054 44
info.it@dormerpramet.com

Kazakhstan
T:+7 771 305 11 45
info.kz@dormerpramet.com

Mexico
T: +52 (555) 7293981
cs.mexico@dormerpramet.com

Netherlands
T: +31 10 2080 240
info.nl@dormerpramet.com

Norway
T:80010 113
info.se@dormerpramet.com

Poland
T: +48 32 78-15-890
info.pl@dormerpramet.com

Portugal
T:+3512142454 21
info.pt@dormerpramet.com

facebook.com/dormerprametsocial

Romania
T: +4(0)730 015 885
info.ro@dormerpramet.com

Russia
T: +7 (495) 775 10 28
info.ru@dormerpramet.com

Slovakia
T: +421 (41) 764 54 60
info.sk@dormerpramet.com

Slovenia
T: +385 98 407 489
info.si@dormerpramet.com

Spain
T: +34 935717722
info.es@dormerpramet.com

Sweden

responsible for Iceland

T: +46 35 16 52 96
info.se@dormerpramet.com

Switzerland
T:+31 10 2080 240
info.ch@dormerpramet.com

Turkey
T:+90 533 212 45 47
info.tr@dormerpramet.com

Ukraine

T: +38 067 566 38 80

T: +38 067 566 81 51
info.ua@dormerpramet.com

linkedin.com/company/dormerpramet

United Kingdom
responsible for Ireland

T: 0870 850 4466
info.uk@dormerpramet.com

United States of America
T: (800) 877-3745
cs@dormerpramet.com

instagram.com/dormerprametsocial

Other countries

South America
T: +55 11 5660 3000
info.bor@dormerpramet.com

Adria
T: +420 583 381 527
info.rcee@dormerpramet.com

Rest of the World

Dormer Pramet International UK
T: +44 1246 571338
info.int@dormerpramet.com

Dormer Pramet International CZ

T: +420 583 381 520
info.int.cz@dormerpramet.com
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