





Ostfici a povlakovaci servis - Regrinding and Recoating Service

Moznost ostfeni a prepovlakovani nasich nastrojii zvySuje ekonomickou

vyhodnost vrtacich nastroji EMUGE.

Ostfici a povlakovaci servis EMUGE garantuje obnoveni originalni
geometrie a povlaku, jako u nové vyrobeného nastroje.

EMUGE

Regrinding and recoating form an essential contribution to the economically

efficient use of drilling tools.

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

Zakaznik

Customer

Doprava

Néstroje na renovaci mohou byt zaslany pfimo
do tovarny EMUGE, nebo do centraly naSeho
mistniho obchodniho zastoupeni, které

se 0 zajiSténi renovace postara. K dispozici

u nasich obchodné-technickych zastupci jsou
také specialni dopravni boxy.

Transport

The tools can be sent either to EMUGE directly,
or picked up by your local EMUGE sales contact.
Our special TOOL BOX is available for that if you
need it.

Ostreni a povlakovani
Pfed vlastnim ostfenim a povlakovanim jsou

obdrzené nastroje peclivé zkontrolovany. Pokud

to ndstroje umozriuji, jsou poté preostreny na

stejnych vyrobnich strojich a se stejnou kontro-

lou kvality, jako naSe nové vyrabéné nastroje.

Regrinding and recoating

Before the actual refitting, the tools are checked
carefully for their condition. If found suitable,
the twist drills are resharpened on production
machines, and subject to the same quality
inspection as new tools.

Dodaci lhiita

Naostfené a prepovlakované nastroje jsou
dodany bezpecné zabalené na Vasi adresu
obvykle béhem 2 - 3 tydnd po jejich obdrZeni
na renovaci.

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

Zakaznik Customer
Rozsah ostieni a popis
Regrinding list
Objednaci ¢islo
0 d Order no.
1,60 - 6,00 TZ100009.0600 °
6,10 - 8,00 TZ100009.0800 °
8,10 - 10,00 TZ100009.1000 °
10,10 - 12,00 TZ100009.1200 °
12,10 - 14,00 TZ100009.1400 °
14,10 - 16,00 TZ100009.1600 °
16,10 - 18,00 TZ100009.1800 o
18,10 - 20,00 TZ100009.2000 °
20,10 - 25,00 TZ100009.2500 °

EMUGE
[FRANKEN|
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A=I\/IILL5[= zavitové frézy MULTI - MULTI Thread Milling Cutters

60°
ey, | TIALN
Metrlcky zavit ISO DIN 13 R15 RH + LH
ISO Metric coarse thread DIN 13
Z3 - 74 | DIN 6535
N
’ﬁ, HB & =
e f
9D
Pro vnifni zavity - ‘
For internal threads H ;
Z . ]
Hloubka frézovani zavitu
Thread depth ~2xD
P 1131
1.1-2.1
Doporuéené pouziti pro material 10 K 1142
Applications — material » N 1.1-27
N (3152
S 112,21
GF-MULTI-VHM
2xD
9 dy P 9 dy R15-1KZ-HB
mm mm mm 0do l4 lo I3 z TIALN-T4
M 5 0,8 4 6 55 10,8 36 3 GF835117.0050 o
6 1 4,8 6 55 12,5 36 3 GF835117.0060 o
8 1,25 59 6 63 16,8 36 3 GF835117.0080 .
10 15 7,9 8 70 20,2 36 3 GF835117.0100 .
12 1,75 99 10 80 253 40 4 GF835117.0112 o
14 2 11,6 12 9 28,9 45 4 GF835117.0114 o
16 2 119 12 90 329 45 4 GF835117.0116 °
60°
Metricky zavit jemné stoupani IS0 DIN 13
ISO Metric fine thread DIN 13
GF-MULTI-VHM
2xD
9 dy P 0 di R15-1KZ-HB
mm mm mm 0dy l4 lo I3 z TIALN-T4
] 5 x 05 43 6 55 10,2 36 3 GF835117.0218 .
6 x 075 5 6 55 12,4 36 3 GF835117.0229 °
8 x 075 5,9 6 63 16,8 36 3 GF835117.0250 .
8 x 1 5,9 6 63 16,4 36 3 GF835117.0251 o
10 x 1 7.9 8 70 20,5 36 3 GF835117.0276 .
2 x 1 9,9 10 80 245 40 4 GF835117.0301 .
2 x 15 9,9 10 80 24,7 40 4 GF835117.0303 .
14 x 15 9,9 10 80 29,2 40 4 GF835117.0331 .
16 x 15 11,9 12 9 32,2 45 4 GF835117.0359 o

"



Zavitové frézy MULTI se srazenim 30° - MULTI Thread Milling Cutters with 30° Countersinking Step

60°

s EMUGE

cyiM. | TALN
T4
— —
Metrlcky zavit ISO DIN 13 R15 RH + LH
ISO Metric coarse thread DIN 13
Z3 - Z4 | DIN 6535
Pro vnitini zavity 7=
For internal threads ?l i )
— —
120° 9D
R (
\
Hloubka frézovani zavitu
Thread depth =~2xD
P 1.1-31 |
1.1-2.1
Doporuéené pouziti pro material 10 K 1142
Applications — material » N 1127
N 3152
S 11221
GSF-MULTI-VHM
2xD
oD P 0 dq R15-1KZ-HB
mm mm mm 0do l4 lo I3 9 dg Is Z TIALN-T4
M 5 0,8 4 6 56 10,8 36 5,3 11,2 3 GF895117.0050 °
6 1 4,7 8 62 13,5 36 6,3 13,9 3 GF895117.0060 °
8 1,25 6,5 10 74 18,1 40 8,3 18,6 3 GF895117.0080 °
10 1,5 8 10 74 23,2 40 10 23,8 3 GF895117.0100 °
12 1,75 10 14 90 25,8 45 12,3 26,5 4 GF895117.0112 °
14 2 11 16 100 31,5 43 14,3 32,5 4 GF895117.0114 °
16 2 12,5 16 100 B 48 *) *) 4 GF895117.0116 °
*) Srazeni hrany ze strany cela
Countersinking chamfer on face side
60°
J@U\C
Metricky zavit jemné stoupani IS0 DIN 13
ISO Metric fine thread DIN 13
GSF-MULTI-VHM
2xD
0 dy P 0 d R15-1KZ-HB
mm mm mm 9do l4 lo I3 9 dg Is YA TIALN-T4
M 8 x 1 6,5 10 74 18,5 40 8,3 19 3 GF895117.0251 .
0 x 1 8 10 74 22,5 40 10 23 3 GF895117.0276 °
12 x 1 10 14 90 26,8 45 12,3 27,4 4 GF895117.0301 .
12 x 15 10 14 90 26,6 45 12,3 27,3 4 GF895117.0303 .
14 x 15 11,0 16 100 31,1 48 14,3 32,1 4 GF895117.0331 °
6 x 15 12,5 16 100 35,6 48 *) *) 4 GF895117.0359 °

*) Srazeni hrany ze strany ¢ela
Countersinking chamfer on face side

o = Skladovy nastroj, cena viz cenik - Stock tool, see price list

o= Moznost doddni ve kratké Ihité, cena na pozadani - Available on short notice, price upon inquiry
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A=I\/IILL5[= zavitové frézy MULTI se srazenim 30° - MULTI Thread Milling Cutters with 30° Countersinking Step ~ GSF
60°
P
cyiM. | TiALN
T4
_— _—
Unifikovany zavit standardni stoupani ASME B1.1 R15 RH + LH
Unified coarse thread ASME B1.1
_ _—
Z3-74 | DIN 6535
Pro vnitini zavity e oo
For internal threads ?} B
—— —
120° )
) ) (
—[] i}
\
Hloubka frézovani zavitu
Thread depth =~2xD
P 11-31
1.1-21
Doporuéené pouziti pro material wB 10 K 1142
Applications — material N 1127
N (3152
S 112,21
GSF-MULTI-VHM
2xD
g dq P g dq R15-1KZ-HB
inch inch  chodi/1" tp) MM 0dy l4 lo I3 0 ds I YA TIALN-T4
15 02500 20 47 8 62 14,6 36 6,7 15,1 3 GF895117.5009 °
516 03125 18 6,1 10 74 17,6 40 8,2 18,2 3 GF895117.5010 °
38 03750 16 7.6 12 80 21,4 45 9,8 22 3 GF895117.5011 °
The 04375 14 88 14 9 24,4 45 11,4 25,2 3 GF895117.5012 .
12 05000 13 10,1 14 90 26,9 45 13 27,7 4 GF895117.5013 °
916 05625 12 11,4 16 100 31,2 48 14,6 32,1 4 GF895117.5014 °
5 06250 11 12,7 16 100 34,1 48 16 35 4 GF895117.5015 o
34 07500 10 15,2 20 110 425 50 19,4 437 5 GF895117.5016 °
773 0.8750 9 18,8 20 115 50,1 50 ) *) 5 GF895117.5017 .
1" 1.0000 8 19,9 20 115 50 50 b %) 5 GF895117.5018 °
*) Srazeni hrany ze strany cela
Countersinking chamfer on face side
60°
Unifikovany zavit jemné stoupani ASME B1.1
Unified fine thread ASME B1.1
GSF-MULTI-VHM
2xD
@ d p g d R15-1KZ-HB
inch inch  chodi/1" (p) MM 9dy l4 lo I3 0 ds Is Z TIALN-T4
/4 02500 28 4,7 8 62 14 36 6,7 14,6 3 GF895117.5043 .
546 03125 24 6,1 10 74 17,4 40 8,2 18 3 GF895117.5044 °
38 03750 24 7.6 12 80 21,7 45 98 22,3 3 GF895117.5045 o
The 04375 20 8,8 14 0 24,7 45 11,4 25,5 3 GF895117.5046 °
12 05000 20 10,1 14 9 27,6 45 13 28,5 4 GF895117.5047 .
96 05625 18 11,4 16 100 32,1 48 14,6 33 4 GF895117.5048 °
5 06250 18 12,7 16 100 349 48 16 35,9 4 GF895117.5049 °
34 07500 16 15,2 20 110 425 50 19,4 437 5 GF895117.5050 °

% B



Zévitové frézy MULTI - MULTI Thread Milling Cutters FAAMUGE

55°
cYEM. | TIALN
Whitworth trubkovy zavit DIN EN IS0 228 ks | RHLH
Whitworth pipe thread DIN EN ISO 228
Z3-75 | DIN6535
N
’ﬁ, HB B3 -
—_—
oD oD
Pro vnitini i vnéjsi zavity @, L1
For internal and external threads = |
Z J
P 1.1-31 |
1.1-21
Doporuéené pouZiti pro materidl w10 K 1142 )
Applications — material N 1.1-27 J
N 3152 |
S 112,21
GF-MULTI-VHM
R15-IKZ-HB
gD P 0 dq TIALN-T4
inch chod?/1" (tpi) mm 9 do l4 lo I3 z
G 18 28 7.9 8 70 20,4 36 3 GF835117.4035 °
1/a 19 11,0 12 90 27,3 45 4 GF835117.4036 .
3/s 19 11,9 12 90 34 45 4 GF835117.4037 °
1/2 14 13,9 14 95 42,6 45 4 GF835117.4038 .
5/8-3/4 14 15,9 16 90 37,2 48 5 GF825117.4039 °
1" 11 15,9 16 90 35,8 48 5 GF8A5117.4042 °
1) Priimér nastroje odpovidajici tomuto rozméru vnitfniho / vnéjsiho trubkového zavitu
Diameter related to internal pipe thread resp. external pipe thread
o = Skladovy nastroj, cena viz cenik - Stock tool, see price list 37

o= Moznost dodani ve kratkeé Ihiité, cena na pozadani - Available on short notice, price upon inquiry



A=I\/IILL5[= zavitové frézy MULTI - MULTI Thread Milling Cutters GF-KEG

60° s chladicimi drazkami na stopce nastroje
W c;‘;’r*f,%e TIT‘:\lléN with coolant grooves along the shank
NPT (API-LP) =¥ —— -
Americky kuzelovy zavit trubkovy ANSI/ASME B1.20.1 L5 RH + LH
American tapered pipe thread ANSI/ASME B1.20.1 o

— —

Z4 -75 | DIN 6535

N
’ﬁ, HB [a
&

—_—t ——

Pro kuzelové vnitini zavity oD T
For internal tapered threads E

9 Gg./9 thr. 7

— w“ I \ e‘
= ""‘ WA I_l e
lo ‘ I3
I
P 1.1-51 |
1.1-41
Doporuéené pouziti pro material wB 10 K 1142
Applications — material N 1.1-52
S 1.1-26 |
H 1.1-2
Nominalni rozmér GF-KEG-MULTI-VHM
Nom. size L15-SKN-HB
D P 0 d TIALN-T46
choddi/1" (tpi) mm 9 dp l4 lo I3 Z
116-1/8 27 59 8 60 13,63 36 4 GF18B209.9676 °
1/4-3/g 18 10,15 12 80 20,43 45 4 GF18B219.9677 °
1/2-3/4 14 14,25 16 85 26,27 48 4 GF18B239.9678 °
i"-2" 1172 19,6 20 95 31,98 50 5 GF18B259.9679 °

NPT/API-LP frézy jsou vyrobeny s korigovanym profilem zavitu
NPT/API-LP cutters are manufactured with a corrected profile

Aplikacni doporuceni: Aby nezlistaly na povrchu zavitu stopy po nastroji, musite pouzit NC program s najetim a vyjetim do a ze zavitu ve spirdlové interpolaci
Application recommendation: You must have an NC programme for spiral-worm keyway milling, otherwise the finished thread will have a stepped profile

==



Cirkularni zavitoveé frézy MULTI - MULTI Circular Thread Milling Cutters

60°

M <

Metrické 1SO zavity DIN 13

ISO Metric coarse thread DIN 13

Pro vnitini zavity

For internal threads

carbite| TN

21-175

&

i

0 d2

i

—d

RH + LH

DIN 6535

HAC 3
HB (&3

SN

oD

LR EMUGE

Hloubka frézovani zavitu

2xD

Thread depth
P 1151
11-4.1
Doporuéené pouziti pro material 10 K 1142
Applications — material » N 1152 |
S 1126
H 11-2 )
ZGF-MULTI-VHM ZGF-MULTI-VHM
2xD 2xD
) Prnax 0 04 HA HB
mm mm 4 I3 I5 mm 9 do z TIN TIN
M1 -Mi1,2 0,25 39 28 8 0,7 3 1 GF243705.0010 °
M1,4- M1,8 0,35 39 28 3,6 1,04 3 2 GF253705.0014 °
M2 -M23 0,45 39 28 4,6 1,52 3 3 GF253705.0020 °
M2,5 - M3 0,5 39 28 6 1,95 3 3 GF253705.0025 °
M3,5 - M4,5 0,75 42 28 9 2,78 4 8 GF253705.0035 °
M5 -M7 1,0 55 36 14 4 6 4 GF253705.0050 ° GF253105.0050 °
M8 -M107) 1,5 62 36 20 6,5 8 5 GF253705.0080 ° GF253105.0080 °
M12 -M16 7 2,0 78 40 32 99 10 5 GF253705.0112 ° GF253105.0112 °

1) Provedeni s vnitfnim privodem chladici kapaliny
Design with internal coolant supply IKZ

Césteéné vhodné také pro UN zavity
Partly suitable also for UN threads

Jiné provedeni na pozadani
Other designs upon request

o = Skladovy nastroj, cena viz cenik - Stock tool, see price list
o= Moznost doddni ve kratké Ihité, cena na pozadani - Available on short notice, price upon inquiry

=



E M U G E Technické informace - Technical Information

Rekord A-MULTI

F—

WU

* Pfimé drazky
* Nabéh bfitu typu C (2-3 stoupani)
* Pro priichozi a slepé otvory

Popis:

Specialné pro materialy s kratkou tfiskou. Drazky
mohou odvést z mista fezu pouze ¢ést trisek.

V axialnim sméru prakticky k odvodu tfisek
nedochazi.

Nedoporucujeme pouZiti tohoto nastroje

v hlubokém slepém otvoru nebo u priichoziho
otvoru v materidlu, ktery tvofi dlouhou tfisku.
Idealni pouziti do hloubky 1xD. U Sedé litiny mozno
pouzit pro slepé i priichozi zavity az do hloubky
3xD.

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

Note:

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

Rekord B-MULTI

“ATLLTY

EMUGCE

4
N

E—

* Pfimé drazky s loupacim spirdlovym bfitem
* Nabéh typu B (4-5 stoupani)
e Pro priichozi zavity

Popis:

Typicky nastroj pro priichozi zavity v materidlech
tvoficich dlouhou tfisku. Loupaci nabéh tlagi
stacené tfisky dopfedu a tim zabraruje ucpani od-
vodovych drazek. Chladici kapalina tam mUiZe neo-
mezené proudit do mista fezu. PFi reverzaci iz
nesmi nastroj odebirat material tfisky!

e Straight flutes with spiral point
e Chamfer form B (4-5 threads)
e For through hole threads

Note:

Typical tool for through hole threads in long-chipping
material. The spiral point pushes the tightly rolled
chips ahead and prevents clogging of the flutes.
Coolant-lubricant can flow freely. Do not use this
tap type for a reverse cut!

Enorm-MULTI

iy
8s
N
ur

* 35-40° pravorezné spiralové drazky
* Nabéh typu C (2-3 stoupani)

* Pro slepé zavity v materidlech davajicich
dlouhou tfisku

Popis:

Typicky nastroj pro slepé otvory v materialech
tvoficich dlouhou tfisku. Pomoci spiralovych drazek
dochazi ke snadnému a rychlému odstranéni trisky
ze slepého otvoru. Nedoporucujeme pouZzivat pro
zavity, které jsou na pocatku zavitového otvoru
osazeny vétSim prlimérem. To zplisobuje kontakt
odchazejicich tfisek s osazenym prlimérem a tim
lamani zadnich kalibrickych zub.

* 35-40° right-hand spiral flutes
e Chamfer form C (2-3 threads)

e For blind hole threads
in long-chipping materials

Note:

Typical tool for blind hole threads in long-chipping
materials. The fast spiral flutes provide good chip
removal from the blind hole.

Not to be recommended for threads beginning with
an increased diameter.

o



Technické informace - Technical Information

EMUGE

InnoForm-MULTI

F—

i)

* Tvareci zavitnik pro beztfiskovou vyrobu
vnitfnich zvitdl

* Nabéh typu C (2-3 stoupani)

* Pro slepy i priichozi zavit

Popis:

Zakladnimi vyhodami tvareni zvitll jsou v zavislosti
na obrabéném materialu prfedevsim vyborna kvalita
povrchu zavitu, ale také vyrazné vysSi staticka

a dynamicka pevnost vyrobeného zavitu.

Délka vyrabéného zavitu neni omezena mnozstvim
tfisek, které musi byt z vytvareného zavitu odvede-
ny. Velkou vyhodou tvareciho zavitniku je vysoka
stabilita a pevnost, zejména u mensich prdmeért
zavitu.

Uspésné tvareny mohou byt véechny tazné mate-
ridly. Vhodné je pouZiti spravného typu mazani. Pro
horizontalni nasazeni a priichozi otvory doporucu-
jeme pouziti olejovych drazek. (Vyjimkou jsou velmi
kratké prlichozi zavity, nebo tvareni do tenkych
plechd). Nékdy je nutné pfizplisobit obrabénému
materialu doporuceny priimér predvrtaného otvoru.

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

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

Note:

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

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

All ductile materials can be cold-formed. Sufficient
lubrication is essential. We generally recommend
using oil grooves for through hole threads and
horizontal machining. (Exception: very short through
hole threads, e.g. sheet metal components).
Sometimes, it is necessary to adjust the recommended
thread hole preparatory diameter to work conditions.

GF-MULTI

U

Zavitova fréza monolitni karbidova

* Pro vyrobu vnitfnich zavit

* Nastroj pro vyrobu jednoho rozméru zavitu
s korigovanym zdvitovym profilem

e Je nutné predvrtani otvoru pfed frézovanim
zavitu

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

* Tool for one single thread size,
with corrected thread profile

e A ready prepared thread hole is necessary

GSF-MULTI

Zavitova fréza monolitni karbidova
se srazenim hrany

* Pro vyrobu vnitfnich zavitt

* Pro vyrobu zavitu a srazeni
v jedné technologické operaci

* Nastroj pro vyrobu jednoho rozméru zavitu
s korigovanym zavitovym profilem

e Je nutné predvrtani otvoru pfed frézovanim
zavitu

Solid carbide thread milling cutters
with countersinking step

e For the production of internal threads

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

* Tool for one single thread size,
with corrected thread profile

e A ready prepared thread hole is necessary

=



E M U G E Technické informace - Technical Information

GF-KEG-MULTI

Monolitni karbidova zavitova fréza

pro kuzelové zavity

* Pro vyrobu kuzZelovych vnitfnich zaviti

 Nastroj urcen pouze pro vyrobu jednoho rozméru
zavitu, respektivé jednoho rozméru stoupani,
s korigovanym zdvitovym profilem

* Je nutna predpfiprava valcového, nebo Iépe
kuzelového otvoru, véetné srazeni hrany

Solid carbide thread milling cutters

for tapered threads

* For the production of tapered internal threads

* Tool for one single thread size, resp. for
one pitch only, with corrected thread profile

* A ready prepared cylindrical, or even better,
tapered, thread hole is necessary, including
chamfer if needed

ZGF-MULTI

Or

Karbidové cirkularni zavitoveé frézy

* Pro vyrobu vnitfnich zavitti od praméru M1

o Néstroj je vhodny pro riizné velikosti zavit(i
a stoupani (s korigovanym zavitovym profilem)

* Predpokladem pro spravnou funkci je pfedvrtany
otvor véetné nabéhu, je-li tento potfeba

Solid carbide circular thread milling cutters
* For the production of internal threads from M1
* Tool for different thread sizes and pitches,

with corrected thread profile

* A ready prepared thread hole is necessary,
including chamfer if needed

EF-Drill Micro-MULTI

* Dlouhé provedeni

» Monolitni karbid

e Povlak TIALN-T21

* Bez vnitfniho pfivodu chlazeni

« Hladka valcova stopka dle DIN 6535 HA
* 2 Bfity nastroj

* 2 Fazetkovy

» 30° Uhel stoupani sroubovice

* 118° Uhel hlavniho bfitu

* Tolerance pracovni ¢asti vrtaku h6

Popis:

Novy typ vrtaku EF-Drill Micro-MULTI je schopen
dosahovat vynikajicich vysledk( pfi vrtani Sirokého
rozsahu obrabénych materialll, a to diky specifické
geometrii pro mikro obrabéni. Velmi ddleZité

je pouZiti dobrého chlazeni.

NejlepSiho vysledku pfi vrtani je mozné dosahnout
pfi pouZiti kapaliny, €i oleje s EP aditivy.

Pfi nedostate¢ném chlazeni je nutné zajistit pro
lepSi odvod tfisek preruSovany posuv.

e Long design

e Solid carbide

e Coating TIALN-T21

 Without internal coolant supply
e Straigt shank DIN 6535 HA

e 2 Cutting edges

* 2 Margins

* 30° Helix angle

* 118° Point angle

e Cutting diameter tolerance h6

Note:

The EF-Dirill Micro-MULTI produces excellent drilling
results in a wide variety of materials thanks to its
geometry specifically adapted to micro-machining.

It is important to use a good lubricant.

The best possible drilling results can be achieved with
cutting oil or emulsion with EP additives. If cooling is
poor, it might be necessary to take measures to
improve chip evacuation.

"



Technické informace - Technical Information

EMUGE

EF-Drill MULTI

/

3xD

5xD

* Kratké provedeni

* Monolitni karbid

* Povlak TIALN-T21

* Bez vnitfniho pfivodu chlazeni
* Hladka stopka dle DIN 6535 HA
* 2 Biity

» 2 Fazetkovy

 30° Spirédla

* 140° Vrcholovy thel

* Tolerance pracovni ¢asti m7

* Dosazitelnd tolerance pfi vrtani IT9-IT10

* Dlouhé provedeni

* Monolitni karbid

* Povlak TIALN-T21

* S vnitfnim pfivodem chlazeni

* Hladkd stopka dle DIN 6535 HA
* 2 Biity

* 2 Fazetkovy

* 30° Spirdla

* 140° Vrcholovy thel

* Tolerance pracovni ¢asti m7

» Dosazitelna tolerance pfi vrtani IT9-IT10

Popis:

e Short design

e Solid carbide

e Coating TIALN-T21

e Without internal coolant supply
e Straigt shank DIN 6535 HA

e 2 Cutting edges

* 2 Margins

© 30° Helix angle

* 140° Point angle

e Cutting diameter tolerance m7
e Achievable tolerance of drilled hole IT9-IT10

* Long design

e Solid carbide

* Coating TIALN-T21

e With internal coolant supply

e Straigt shank DIN 6535 HA

e 2 Cutting edges

* 2 Margins

 30° Helix angle

* 140° Point angle

e Cutting diameter tolerance m7
e Achievable tolerance of drilled hole IT9-IT10

Note:

Vrtak EF-Drill MULTI ma pouze dva bfity pro
univerzalni nasazeni v rtiznych obrabénych
materialech.

Pro dosaZeni optimalnich vrtacich vykont a kvality
povrchu otvoru je vyZzadovana presnost obvodového
hazeni celého systému upinani vrtaku (vieteno,
upinaci pouzdro a vrtak) max. do hodnoty 0,02 mm.

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

In order to achieve the best possible drilling result
in tap hole machining, a run-out accuracy of the
entire system (spindle, tool holder and drill) of
0.02 mm is required.
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EMUGE-FRANKEN
i servisni centrum, s.r.o.
Brno-LiSen, Czech Republic
Tel. +420-544423261 - 262
info@emugefranken.cz

www.emugefranken.cz

EMUGE-FRANKEN

: nastroje spol. s.r.0.
Bratislava, Slovak Republic
Tel. +421-2-6453-6635
Fax +421-2-6453-6636
emuge@emuge.sk
www.emuge.sk

EMUGE-Werk Richard Glimpel GmbH & Co. KG
Fabrik fiir Prazisionswerkzeuge

& Niirnberger StraBe 96-100
91207 Lauf
GERMANY

. +49 9123 186-0
& +49 9123 14313

EMUGE-FRANKEN partnery v rozliénych ¢astech svéta naleznete na www.emuge-franken.com/vertrieb
EMUGE-FRANKEN sales partners, please see www.emuge-franken.com/sales

FRANKEN GmbH & Co. KG
Fabrik fiir Prazisionswerkzeuge

A& FrankenstraBe 7/9a
90607 Riickersdorf
GERMANY

. +499119575-5
& +49 911 9575-327

& info@emuge-franken.com @ www.emuge-franken.com



