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General Information on IFANGER Tools

Customary terms

Righthand:

Lefthand:

Head:
Cutter:
Shank:

Tootholder:
Tool:
HSS-CO {Kab):

HSS (Rap):

TiN-coated (TiN):

Carbide:

SRR N
al‘aly'e

Cutting part of an assembled boring tool.

Cutting part of an assembled boring, turning tool or counterbore/countersink tool.

Part carrying the head of a bering tool or the cutter of a counterbore/countersink tool,
made of ECN case-hardened.

Part carrying the cutter of a turning tool, made of case-hardened steel.

Completely assembled boring, turning tool or counterbore/countersink tool.

Cobalt and Molybdenum alloyed high speed steel with first class cutting abilities for high cutting speeds.
IFANGER boring and turning tools of cobalt steel are produced of steel equal to US standard M44 or M42
{boring tools marked with a ring).

Molybdenum alloyed high speed steel of high tenacity. Al boring tools up to size 2 as well as cutter no. 1 of turning tools
and all counterbore/countersink cutters are produced of steel equal to US standard M2.
All remaining IFANGER cutters and heads are produced of steel equal to US standard M35.

Athin, extremely hard titanium nitrid coating with excellent sliding quality is being applied in vacuo on turning tools of HSS-CO
and counterbore cutters of HSS. This permits to increase cutting speed tremendously, to prolongate tool life considerably
and to improve quality of the surface on the workpiece.

The use of TiN-coated tools is particularly recommended for machining:

- soft materials like steel up to 500 N/mm?, aluminum, capper, a.s.o.

~ materials with abrasive qualities

- high-temperature resisting alloys and stainless steel

~ internal turning of small diameters and grooving tools

—inmany cases where results with carbide tools are not satisfactory

The body of a carbide tipped tool is made of constructional steel of high tensilte strength. The carbide tip is always brazed
onthe body. All counterbore cutters and boring tools of sizes 00, 0 and 0/1 are only available with carbide tips of grade K10.
All other tools are available with carbide tips grade 1SO as per below table.

Grades of carbide and their applications

Grade Features Use for
P10 High hardness, steel, cast steel, high cutting speed, small or medium chip section
limited shock resistance
P30 Medium hardness, steel, cast steel, long chipping malleable iron, medium cutting speeds, medium to large chip
high shock resistance section, unfavourable cutting conditions, interrupted cut (large range grade P 20/P 30}
K10 High wear resistance, grey castiron, short chipping malleable iron, hardened steel, aluminum, brass, copper,
very high hardness synthetic material, glass, ebonite, hard paper
Packing Most of the cutting parts are packed in boxes of five pieces. However, they are also sold individually.
)
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Recommendations regarding cutting speeds, number of revolutions and rake angles
when turning

Material Cross section of chip Cutting speed Rake angle y for cutting tool
to be machined {feed “s” x depth of chip "t"} m/min
{tool life approx. 1h.}
for cutting tool
Section Example HSS-CO HSS TiN Carbide HSS-CO/HSS/TIN Carbide
mm? for“s” x "t” (Kob} {Rap) P30 K10 P30 K10
Steel up to 50 kg/mm? 03 0.1x3/0.2x1.5 60 40 100 200
tensile strength 06 0.3x2/0.2x3 50 35 90 200
1.5 0.3%x5/0.5%3 40 30 75 150 25 18
3 0.3x10/0.5%6 35 25 60 150
6 0.6x10/0.8x7.5 30 20 100
Steel of more than 03 0.1x3/0.2x1.5 50 35 90 150
60 kg/mm? 06 0.2x3/0.3x2 4 30 75 150
tensile strength 15 0.3x5/0.5%3 35 25 60 100 20 12
3 0.3x10/0.5%6 30 20 50 100
6 0.6x10/0.8x7.5 25 20 70
Grey castiron 0.3 0.1x3/0.2x1.5 35 25 60 150
0.6 0.2x3/0.3x2 30 25 50 100
1.5 0.3x5/0.5%3 25 20 45 100 15 10
3 0.3x10/0.5%6 20 15 35 70
6 0.6x10/0.8x7.5 15 10 50
Aluminum 0.3 0.1x3/0.2x1.5 200 150 270 500
1 0.2x5/0.4x2.5 150 100 240 400
Copper 2 0.4x5/0.2x10 100 70 180 400 30 20
5 0.4x12/0.6x8 70 50 125 300
10 0.6x17/1x10 50 40 200
Brass 0.3 0.1x3/0.2x1.5 150 100 250 400
1 0.2x5/0.4x2.5 100 70 180 300
2 0.4x5/0.2x10 70 50 125 300 5 5
5 0.4x12/0.6%8 50 35 90 200
10 0.6x17/1x10 35 25 150
Piece to be
machined Number of revolutions at cutting speed (m/min) of
@ mm 10 15 20 25 30 35 40 50 70 100 150 200 300 400 500
5 640 950 1270 1590 1910 2250 2550 3200 4450 6350 9550
6 530 800 1060 1330 1590 1860 2100 2650 3700 5300 7950
8 400 600 800 990 1190 1390 1590 1990 2800 4000 5950 7950
10 320 430 640 800 950 1110 1270 1590 2250 3200 4750 6350 9550
12 265 400 530 660 800 930 1060 1330 1860 2650 4000 5300 7950
15 210 320 420 530 640 740 850 1060 1490 2100 3200 4250 6350 8500
20 160 240 320 400 480 560 640 800 1110 1590 2400 3200 4750 6350 7950
25 127 190 255 320 380 450 510 640 890 1270 1910 2550 3800 5100 6350
30 106 160 210 265 320 370 420 530 740 1060 1590 2100 3200 4250 5300
35 91 136 180 225 275 320 360 450 640 910 1360 1820 2750 3650 4550
40 80 119 160 200 240 280 320 400 560 800 1190 1590 2400 3200 4000
50 64 95 127 160 190 225 255 320 450 640 950 1270 1910 2550 3200
60 53 80 106 133 160 185 210 265 370 530 800 1060 1590 2100 2650
80 40 60 80 99 19 140 160 200 280 400 600 800 1190 1590 1990
100 32 48 64 80 95 m 127 160 225 320 480 640 950 1270 1590
120 21 40 53 66 80 93 106 133 185 265 400 530 800 1060 1330
150 21 32 42 53 64 74 85 106 149 210 320 420 640 850 1060
200 16 24 32 40 43 56 64 80 m 160 240 320 430 640 800
250 13 19 25 32 38 45 51 64 89 127 190 255 380 510 640
300 " 16 21 27 32 37 42 53 74 106 159 210 320 420 530
400 8 12 16 20 24 28 32 40 56 80 19 160 240 320 400
500 6 10 13 16 19 22 25 32 45 64 95 127 190 255 320

[ ]
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Internal Turning with IFANGER Boring Tools

Fitting of replacement cutters on shanks

The fitting of replacement cutters must be done with great care.

Screw the cutter on by hand, without forcing it, until it is in place. Then set a narrow carrier
on it, in such a way that its screw rests on the rake of the cutter (see illustration);

finally give the lathe dog a few knocks with a hammer.

Boring tool position

The cutting edge and the axis of the tool are normally set at centre height. However, with a view to increase the
clearance angle in small bores, the cutting edge and the axis of the tool can be set 0.1 to 0.5 mm above the centre
of the bore.

Resharpening of IFANGER boring tools

The original rake angles on boring tools IFANGER are as follows:
Boring tools ASB: of HSS-CO, HSS, TiN-coated 20°
with carbide tips for steel 20°
15°

forcastiron
The cutting edge must always point to the center.

Bottoming and facing tools ECS axial: of HSS-CO, HSS, TiN-coated 20°
with carbide tips for steel 20°
for castiron 15°

Bottoming and facing tools ECS radial: of HSS-CO, HSS, TiN-coated ) -
and with carbide tips 10°

Grooving tools NUS, SEN, HAS, GRS of HSS-CO, HSS, TiN-coated 20° -

Tools FLG for cutting square threads: with carbide tips: for steel 20°

for castiron 15° !

Thread cutting tools GWS and tools TRG ‘ \ '

for cutting trapezoidal threads: axial and radial 0°

The face for chip evacuation should, if ever possible, be hollow ground.

Recommended rake angles on ASB, ECS, NUS, HAS, GRS and FLG:

Materialto be machined Rake angles
HSS-CO, HSS and TiN-coated Carbide tipped

Steel 30—50 kg/mm? 25° 20°
Steel 5080 kg/mm? 20° 15°

Grey castiron 10°-15° 10°
Aluminum 30° 20°-25°
Copper 30° 20°-25°
Brass 0°-10° 0°-10°

[ ]
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Freehand-Resharpening of Boring Tools IFANGER

Boring tools ASB and Facing and Bottoming tools ECS

Grauguss
Bronce:

Manual resharpening with IFANGER tool grinding machines for freehand grinding.  The check of the rake angle and of the height of the cutting edge can be done

Recommended equipment of grinding machines: with the IFANGER universal grinding gauge.

Grinding wheels of aluminumoxide 46 and 60 J for HSS-CO and HSS.

Grinding wheels of silicone carbide of 46 to 120 grains per square inch,
hardness H for carbide.

Internal thread cutting tools

Manual resharpening. The flow of the chip is thru the center of the V. A small-diameter grinding

Diameter of grinding wheel: 50to 100 mm. wheelwill produce a sufficient hollow-ground top.
Grinding wheels of aluminumoxide 60 J for HSS-CO and HSS.

Grinding wheels of silicone carbide 80 H or diamond grinding wheels for carbide.

Mechanical Resharpening of IFANGER Boring Tools ASB and ECS

Resharpening with sharpening fixture or mechanical sharpening machine.
Special grinding wheel of aluminumoxide for HSS-C0O and HSS.

Special diamond grinding wheel for carbide.

[ ]
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ASB

Boring Tools ASB (for thru holes) of HSS-CO (Kob), HSS (Rap) and TiN-coated

_ZFZZZZZ

§

H Koh/Rap
40°
T

l‘1

Pl —

L

How to order (example}: 10 pieces ASB-00-R-N-Rap. {Original box of 5 pieces}

ASB nos. 0000-2R

For sets refer to page 21

Size Code number Availability Recommended @ of neck & 8-h7 Length of neck Total length
ASB for righthand-side cutting minimum H of shank L, L,
bore
{for lefthand-side cutting:
replace “R” by “L") TiN TiN B/mm mm mm mm mm
0000 normal ASB-0000-R-N-... ® O 35 2 8 20 45
0000 long ASB-0000-R-T-... ® O 35 2 8 25 52
0000 short ASB-0000-R-C-... e O 35 2 8 9 35
000 normal ASB-000-R-N-... e O 4 25 8 23 49
000 long ASB-000-R-T-... () (@) 4 25 8 28 58
000 short ASB-000-R-C-... [} O 4 25 8 n 38
00 normal ASB-00-R-N-... [ J @] 5 3 8 25 52
00 long ASB-00-R-T-... [ ] (0] 5 3 8 32 64
00 short ASB-00-R-C-... [} (@] 5 3 8 13 40
0 normal ASB-0-R-N-... o (@] 6.5 4 8 29 56
0 long ASB-0-R-T-... [ J O 6.5 4 8 35 69
0 short ASB-0-R-C-... [} ¢} 6.5 4 8 16 44
0/1 normal ASB-0/1-R-N-... [ (@] 8.5 5 8 31 60
0/1 long ASB-0/1-R-T-... [} (@] 8.5 5 8 38 75
0/1 short ASB-0/1-R-C-... [} (@] 85 5 8 19 48
1 normal ASB-1-R-N-... [} O 10 6 8 33 65
1 long ASB-1-R-T-... [} (@] 10 6 8 41 82
1 short ASB-1-R-C-... ® O 10 6 8 23 53
2 normal ASB-2-R-N-... (] e} 13 8 8 — 72
2 long ASB-2-R-T-... 4 [} | © 13 8 8 — 100
a Please indicate here the alloy required
Tools for smaller bores and of different dimensions of shank on page 12.
Heads: ASBnos.3-12Ror
ADK nos. 3-10 R
Kob/Rap Shanks see page 12
How to order {example): 10 pieces ASB-6-R-Kob. (Original box of 5 pieces)
Size Code number Availability Code number for ADK Availability Recommended| & of neck Thread
ASB/ for righthand-side cutting 2nd flank relief-ground minimum H
ADK for use on boring heads bore
ASB “L ADK “R” ADK "L"
{for lefthand-side cutting: ) ) )
replace “R” by “L"} TiN [Kob | TiN TiN | Kob | Rap B/mm mm
3 ASB-3-R-... o ADK-3-R-... olo 17 10 M
4 ASB-4-A-... O ADK-4-R-... O 21 12 M8
5 ASB-5-R-... 0] ADK-5-R-... O 24 14 M10x20TPI
6 ASB-6-R-... O ADK-6-R-... o 28 16.3 M12x20TPI
7 ASB-7-R-... (0] ADK-7-R-... O 31 18.3 M14x20TP!
8 ASB-8-R-... (@] ADK-8-R-... O 34 20 M15%20TPi
9 ASB-9-R-... O 37 22 M15%20TPI
10 ASB-10-R-... (@] ADK-10-R-... (@] 42 25 M18x20TPI
11 ASB-11-R-... (@) 50 30 M21x14TP}
12 ASB-12-R-... . ® O 60 35 M25x14TPI
A Please indicate here the alloy required A

Availability: @ ex stock / O within short notice

[ ]
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Boring Tools ASB (for thru holes) with Carbide Tips

i

B

o

L1

L2

How to order (example): 5 pieces ASB-1-R-N-P30

ASB nos. 0000-000R

ASB

ASB nos. 00-2R

Size Code number Availability Recommended @ of neck & 8-h7 Length of neck Total length
ASB for righthand-side cutting minimum H of shank L L,
“R" “L bore
{for lefthand-side cutting:
replace “R” by "L") K10 | P10 | P30 | K10 | Pi0 | P30 B/mm mm mm mm mm
0000 ASB-0000-R-N-HM [} ° 32 2 8 20 45
000 ASB-000-R-N-HM [ ® 4 25 8 23 49
00 ASB-00-R-N-HM [ ] [} 5 3 8 25 64
0 ASB-0-R-N-HM [ ] () 6.5 4 8 29 69
01 ASB-0/1-R-N-HM [ ] ([ ) 85 5 8 30 75
1 ASB-1-R-N-... ® o o o o o 10 6 8 33 82
2 normal ASB-2-R-N-... ® o o o o o 13 8 8 — 72
2 long ASB-2-R-T-... ® | o o o o 13 8 10 37 100
A Please indicate here the grade of carbide required
Tools for smaller bores and of different dimensions of shank on page 12.
Heads: ASBnos.3-12Ror
ADK nos. 3—10R
Shanks see page 12
How to order {example): 5 pieces ASB-5-R-K10
Size Code number Availability Code number for ADK Availability Recommended| & of neck Thread
ASB/ forrighthand-side cutting 2nd flank relief-ground minimum H
ADK ASB for use on boring heads bore
ASB “R” ASB “L” ADK “R” ADK"L"
{for lefthand-side cutting:
replace “R" by L") K10 | P10 | P30 | K10 | P10 | P30 K10 | P10 | P30 { K10 | P10 | P30 B/mm mm
3 ASB-3-R-... ® | o o |06 o o ADK-3-R-... ® | ® ® | OO |0 17 10 M6
4 ASB-4-R-... ® o o | o o o ADK-4-R-... ® |  ® | @O O|O il 12 M8
5 ASB-5-R-... e o oo o o ADK-5-R-... ® & ® (OO |O 24 14 M10x20TPI
6 ASB-6-R-... ® | o oo o o ADK-6-R-... ® ®& @& (OO |O 28 16.3 M12x20TPI
7 ASB-7-R-... oo o (0|0 o ADK-7-8-... e/ ® ® (OO |O 31 183 M14x20TPI
8 ASB-8-R-... o o o |06 o o ADK-8-8-... ® ®& & |0 | O |0 34 20 M15x20TPI
9 ASB-9-R-... o | ® o (o o' 0 31 22 M15x20TPI
10 ASB-10-R-... e o o0 o o ADK-10-8-... ®  ® ® OO ;O 42 25 M18x20TPI
n ASB-11-R-... oo o (0 o O 50 30 M21x14TPI
12 ASB-12--... e o oo o o 60 35 M25x14TPI
A Please indicate here the grade of carbide required A
Availability: @ ex stack / O within short notice
[ ]
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ECS
Facing and Bottoming Tools ECS of HSS-CO (Kob), HSS (Rap) and TiN-coated

At

Kob/Rap

L1

L

ECS nos. 0000-2R

How to order {example): 10 pieces ECS-0-R-N-Rap. {Original box of 5 pieces)

For sets refer to page 21

Size Code number Availability Recommended @ of neck @ 8-h7 Length of neck Total length
ECS for righthand-side cutting minimum H of shank L )
“R" “L bore
(for lefthand-side cutting:
replace “R” by “L") TiN TiN B/mm mm mm mm mm
0000 normal ECS-0000-R-N-... ® o 35 2 8 20 45
0000 long ECS-0000-R-T-... ® O 35 2 8 25 52
0000 short ECS-0000-R-C-... (] O 35 2 8 9 35
000 normal ECS-000-R-N-... [} O 4 25 8 23 49
000 long ECS-000-R-T-... [ ] (0] 4 25 8 28 58
000 short ECS-000-R-C-... [ ] (0] 4 25 8 1 38
00 normal ECS-00-R-N-... [} O 5 3 8 25 52
00 long ECS-00-R-T-... [} (@] 5 3 8 32 64
00 short ECS-00-R-C-... [} (@] 5 3 8 13 40
0 normal ECS-0-R-N-... ® (@) 6.5 4 8 29 56
0 long ECS-0-R-T-... ® O 6.5 4 8 35 69
0 short ECS-0-R-C-... [} (@] 6.5 4 8 16 44
0/1 normal ECS-0/1-R-N-... [} (@] 8.5 5 8 31 60
0/1 long ECS-0/1-R-T-... ® O 85 5 8 38 75
0/1 short ECS-0/1-R-C-... ® (@) 85 5 8 19 48
1 normal ECS-1-R-N-... [ ] @] 10 6 8 33 65
1 long ECS-1-R-T-... [} (@] 10 6 8 4 82
1 short ECS-1-R-C-... [ ] (@) 10 6 8 23 53
2 normal ECS-2-R-N-... ® O 13 8 8 — 72
2 long ECS-2-R-T-... [} O 13 8 8 — 100
a Please indicate here the alloy required
Tools for smaller bores and of different dimensions of shank on page 12.
Heads: ECS nos.3-12R
Shanks see page 12
Kob/Rap
How to order (example}: 10 pieces ECS-8-R-Kab. {Original box of 5 pieces)
Size Code number Availability Recommended] (@ of neck Thread
ECS for righthand-side cutting minimum H
bore
{for lefthand-side cutting:
replace “R” by "L”) TiN B/mm mm
3 ECS-3-R-... (@) 17 10 M6
4 ECS-4-R-... O 2 12 M8

5 ECS-5-B-... O 24 14 M10x20TPI

6 ECS-6-R-... (0] 28 16.3 M12x20TPt

7 ECS-7-R-... (@) 31 18.3 M14x20TPI

8 ECS-8-R-... O 34 20 M15x20TPI

9 ECS-9-R-... O 37 22 M15x20TPI

10 ECS-10-R-... (0] 42 25 M18x20TPI

" ECS-11-R-.. (@) 50 30 M21x14TPI

12 ECS-12-R-... (@) 60 35 M25x14TPI

A Please indicate here the alloy required
Availability: @ ex stock / O within short notice

[ ]
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ECS

Facing and Bottoming Tools ECS with Carbide Tips

I 4

7 * ECS nos. 0000—-000R
H s
L
L,
How to order (example): 5 pieces ECS-2-R-N-P30
Size Code number Availability Recommended & ofneck @ 8-h7 Length of neck Total length
ECS for righthand-side cutting minimum H of shank L L,
“R” "L bore
(for lefthand-side cutting:
replace “R" by “L") K10 | P10 | P30 | K10 | P10 | P30 B/mm mm mm mm mm
0000 ECS-0000-R-N-HM [ ] ° 32 2 8 2 45
000 ECS-000-R-N-HM [ [ 4 25 8 23 49
00 ECS-00-R-N-HM [ ] [ ] 5 3 8 25 64
0 ECS-0-R-N-HM [ ] [ ] 6.5 4 8 29 69
01 ECS-0/1-R-N-HM [ [ ] 85 5 8 30 75
1 ECS-1-R-N-... e o | oo o o 10 6 8 33 82
2 normal ECS-2-R-N-... ® | & | & o o 13 8 8 — 72
2 long ECS-2-R-T-... ® (e (o o o o 13 8 10 37 100
A Please indicate here the grade of carbide required
Tools for smaller bores and of different dimensions of shank on page 12.
Heads: ECS nos.3-12R
Shanks see page 12
How to order {exampie): 5 pieces ECS-6-R-K10
Size Code number Availability Recommended; @ of neck Thread
ECS for righthand-side cutting minimum H
“R” ‘L bore
(for lefthand-side cutting:
replace “R” by “L") K10 | P10 | P30 | K10 | P10 | P30 B/mm mm
3 ECS-3-R-... ® o o o o o 17 10 M6
4 ECS-4-F-... o o 0|0 o o 21 12 M8
5 ECS-5-R-... ® | o o o o o 24 14 M10x20TPI
6 ECS-6-R-... ® | o o |0 o o 28 16.3 M12x207TPI
7 ECS-7-R-... o (o | o o ® o 31 18.3 M14x20 TPI
8 ECS-8-R-... ® o o e o o 34 20 M15x20TPI
9 ECS-9-R-... ® o o o o o 37 22 M15x20 TPI
10 ECS-10-R-... ® o | oo o | o 42 25 M18x20TPI
" ECS-11-R-... ® o oo o o 50 30 M21x14TPI
12 ECS-12-R-... ® & o o o o 60 35 M25x 14 TPI
a Please indicate here the grade of carbide required
Boring Bars MDK of Solid Carbide MDK
MDK How to order {example): 10 pieces MDK-4/0.8-HM
L Size Code number Availability | @ S-h7 | @ ofneck | Recomm. |Lengthofneck | Total length
MDK of shank H minimum L L,
ore
Carbide mm mm B/mm mm mm
4/0.8 MDK-4/0.8-HM [ 4 0.8 1 5 30
41 MDK-4/1-HM [ ] 4 1 1.2 7 30
41.2 MDK-4/1.2-HM [} 4 1.2 15 8 30
415 MDK-4/1.5-HM [} 4 15 18 9 30
4/2 MDK-4/2-HM [} 4 2 25 12 30
4/25 MDK-4/2.5-HM [} 4 25 32 12 30

More tools for use on boring heads on page 13.

Availability: @ ex stock

[ ]
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SCH

Shanks SCH for detachable Head Type for Use on Turning Lathes
LS

7/
1
How to order {example): 10 pieces SCH-6-R-N
Normal series Reinforced series for carbide tipped tools and wide overhang
Size Code number Availability] 2 8-h11 Thread Total length Size Code number Availability| @ S-hi1 Thread Total length
SCH for righthand-side of shank L SCH for righthand-side of shank L
{for lefthand-side: (for lefthand-side:
replace “R" by "L"} | “R” | "L” mm mm replace "R" by “L") [ "R" | "L mm mm
3 SCH-3-R-N oo 10 M6 100 T
SCH-3-R-T e o 10 M6 125 .
SCH-3-R-V [ I 12 M6 200 3 SCH-3-R-V [ IR | 12 M6 200
4 SCH-4-R-N [ 2N 13 M8 230 4 SCH-4-R-V [ N 14 M8 230
5 SCH-5-R-N [ I J 15 M10x20TPI 260 5 SCH-5-R-V [ N 16 M10x20TPI 260
6 SCH-6-R-N [ 2N J 17 M12x20TP] 280 6 SCH-6-R-V [ BN 18 M12x20TPI 280
7 SCH-7-R-N o o 19 M14x20TPI 310 7 SCH-7-R-V [ 2 20 M14x20TPI 310
8 SCH-8-R-N [ A 20 M15x20TP| 330 8 SCH-8-R-V [ I J 22 M15x20TPI 330
9 SCH-9-R-N o o 22 M15x20TPI 360 9 SCH-9-R-V [ 2NN 25 M15x20TPI 360
10 SCH-10-R-N [ NI 25 M18x20TPI 390 10 SCH-10-R-V [ I 30 M18x20TPI 330
" SCH-11-R-N [ 2N 30 M21x14TPI 430 n SCH-11-R-V ¢ O 35 M21x14TP| 430
12 SCH-12-R-N [ I 35 M25x14TPI 500
Ground Shanks SDK for detachable Head Type for Use on Boring Heads
and on NC/CNC Turning Machines
How to order {example): 5 pieces SDK-3-12089-R
Size @ 8-h7 Length of shank Code number Availability Thread Total length
SDK of shank L, for righthand-side L
{for lefthand-side:
mm mm replace “R" by “L") | “R" | “L” mm
3 10 79 SDK-3-10079-R ® | O M6 100
3 10 19 SDK-3-10119-R ® | O M6 140
3 12 89 SDK-3-12089-R ® O Mé 110
3 12 129 SDK-3-12129-R ® O M6 150
4 12 g7 SDK-4-12097-R [ O M8 120
4 12 147 SDK-4-12147-R ® O M8 170
5 14 74 SDK-5-14074-R ® | O | M10x20TPI 100
5 14 114 SDK-5-14114-R ® | O | M10x20TPI 140
5 14 164 SDK-5-14164-R ® | O | M106x20TPI 190
6 16 n SDK-6-16071-R ® | O | M12x20TPI 100
6 16 m SDK-6-16111-R ® | O | M12x20TPI 140
6 16 m SDK-6-16171-R [ ] O | M12x20TPI 200
L 6 18 m SDK-6-18111-R ® | O | M12x20TPI 140
6 18 m SDK-6-18171-R @ | O | M12x20TPI 200
7 18 68 SDK-7-18068-R ® | O | M14x20TPI 100
7 18 108 SDK-7-18108-R [ ] O | M14x20TPi 140
7 18 188 SDK-7-18188-R ® | O | M14x20TPI 220
8 20 70 SDK-8-20070-R ® | O | Mi5x20TPI 105
8 20 110 SDK-8-20110-R ® | O | M15x20TPI 145
8 20 185 SDK-8-20195-R [ ] O | M15x20TPI 230
8 22 70 SDK-8-22070-R ° O | M15x20TPI 105
8 22 110 SDK-8-22110-R ® | O | Mi5x20TPI 145
8 22 195 SDK-8-22195-R ® | O | M15x20TP! 230
| 10 25 108 SDK-10-25108-R ® | O | M18x20TPI 150
N\ 10 25 188 SDK-10-25188-R ® | O | M18x20TPI 230
10 25 258 SDK-10-25258-R ® | O | M18x20TPI 300
10 30 108 SDK-10-30108-R ® O | M18x20TPI 150
10 30 188 SDK-10-30188-R ® | O | M18x20TP! 230
10 30 258 SDK-10-30258-R ® | O | M18x20TPI 300

Availability: ® ex stock / O within short notice
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ADK-EDK

Boring Bars ADK and Bottoming/Facing Bars EDK of HSS-CO (Kob), HSS (Rap), TiN-coated and
with Carbide Tips for Use on Boring Heads

How to order (example}: 10 pieces ADK-6/3-R-Rap. For sets refer to page 21

Size Code number Availability Code number Availability @ S-h7 | of neckiRecomm.| Length | Total

ADK  [for righthand-side cutting - for righthand-side cutting|  EDK-...-R-. of shank H minimum| ofneck | length
or g olo|a i ololo bore L, L,
EDK ADK =|Zia s EDK Zlal@] mm mm | B/mm | mm mm
N ADK-4/1-R-... [ ] EDK-4/1-R-... ® 4 1 15 8 32
41.2 ADK-4/1.2-R-... [ ] EDK-4/1.2-R-... ® 4 1.2 2 12 35
4/15 ADK-4/1.5-R-... [ ] EDK-4/1.5-R-... ® 4 15 2.5 12 36
4/2 ADK-4/2-R-... [ ] EDK-4/2-R-... ® 4 2 35 15 38
4/2.5 ADK-4/2.5-R-... [ ] EDK-4/2.5-R-... ® 4 2.5 4 16 39
4/3 ADK-4/3-R-... [} EDK-4/3-R-... ® 4 3 5 17 40
4/4 ADK-4/4-R-... [ ] EDK-4/4-8-... ® 4 4 6.5 — 40
6/2 ADK-6/2-R-... [ ] EDK-6/2-R-... [ ) 6 2 35 20 45
6/2.5 ADK-6/2.5-R-... [ ] EDK-6/2.5-R-... [ ] 6 25 4 23 49
6/3 ADK-6/3-R-... ® EDK-6/3-R-... e 6 3 5 24 50
6/4 ADK-6/4-R-... [ EDK-6/4-R-... [ ) 6 4 6.5 26 52
6/5 ADK-6/5-R-... ([ ] EDK-6/5-8-... ® 6 5 85 28 54
6/6 ADK-6/6-R-... oo e EDK-6/6-R-... o00 6 6 10 — 56
8/2 ADK-8/2-R-... [ ] EDK-8/2-8-... ® 8 2 35 20 45
ADK-8/2-R-T-.. EDK-8/2-R-T-... 8 2 35 25 52
8/2.5 ADK-8/2.5-R-... EDK-8/2.5-8-... ® 8 25 4 23 49
ADK-8/2.5-R-T-... EDK-8/2.5-R-T-... 8 25 4 28 58
8/3 ADK-8/3-R-... EDK-8/3-R-... 8 3 5 25 52
ADK-8/3-R-T-... EDK-8/3-R-T-... 8 3 5 32 64
8/4 ADK-8/4-R-... EDK-8/4-R-... 8 4 6.5 29 56
ADK-8/4-R-T-... EDK-8/4-R-T-... 8 4 6.5 35 69
8/5 ADK-8/5-R-... EDK-8/5-R-... 8 5 8.5 31 60
ADK-8/5-R-T-... EDK-8/5-R-T-... 8 5 8.5 38 75
8/6 ADK-8/6-R-... EDK-8/6-R-... 8 6 10 33 65
ADK-8/6-R-T-... EDK-8/6-R-T-... 8 6 10 M 82
8/7 ADK-8/7-R-... EDK-8/7-R-... 8 7 115 34 68
ADK-8/7-R-T-... EDK-8/7-R-T-... 8 7 115 45 90
8/8 ADK-8/8-R-... EDK-8/8-R-... 8 8 13 — n
ADK-8/8-R-T-... - EDK-8/8-R-T-... 8 8 13 — 100
10/2 ADK-10/2-R-... EDK-10/2-R-... 10 2 35 20 46
ADK-10/2-R-T-... EDK-10/2-R-T-... 10 2 35 25 53
10/2.5 ADK-10/2.5-R-... EDK-10/2.5-R-... 10 25 4 23 51
ADK-10/2.5-R-T-... EDK-10/2.5-R-T-... 10 25 4 28 59
10/3 ADK-10/3-R-... EDK-10/3-R-... 10 3 5 25 52
ADK-10/3-R-T-... EDK-10/3-R-T-... 10 3 5 32 64
10/4 ADK-10/4-R-... EDK-10/4-R-... 10 4 6.5 28 56
ADK-10/4-R-T-... EDK-10/4-R-T-... 10 4 6.5 35 69
10/5 ADK-10/5-R-... EDK-10/5-R-... 10 5 8.5 3 60
ADK-10/5-R-T-... EDK-10/5-R-T-... 10 5 8.5 38 75
10/6 ADK-10/6-R-... EDK-10/6-R-... 10 6 10 34 64
ADK-10/6-R-T-... EDK-10/6-R-T-... 10 6 10 4 82
107 ADK-10/7-R-... EDK-10/7-R-... 10 7 115 31 68
ADK-10/7-R-T-... EDK-10/7-R-T-... 10 7 1.5 45 90
10/8 ADK-10/8-R-... EDK-10/8-R-... 10 8 13 40 72
ADK-10/8-R-T-... EDK-10/8-R-T-... 10 8 13 51 100
10/9 ADK-10/9-R-... EDK-10/9-R-... 10 9 15 43 76
ADK-10/9-R-T-... EDK-10/9-R-T-... 10 9 15 — 140
| 12/2.5 ADK-12/2.5-R-... EDK-12/2.5-R-... 12 25 4 23 52
‘ ADK-12/2.5-R-T-... EDK-12/2.5-R-T-... 12 25 4 28 60
12/3 ADK-12/3-R-... EDK-12/3-R-... 12 3 5 25 55
ADK-12/3-R-T-... EDK-12/3-R-T-... 12 3 5 34 70
12/4 ADK-12/4-R-... EDK-12/4-R-... 12 4 6.5 28 60
ADK-12/4-R-T-... EDK-12/4-R-T-... 12 4 6.5 37 76
L 12/5 ADK-12/5-R-... EDK-12/5-R-... 12 5 8.5 3t 65
ADK-12/5-R-T-... EDK-12/5-R-T-... 12 5 8.5 Ly 83
L 12/6 ADK-12/6-R-... EDK-12/6-R-... 12 6 10 34 70
H ADK-12/6-B-T-... EDK-12/6-R-T-... 12 6 10 45 90
\ b 12/7 ADK-12/7-R-... EDK-12/7-R-... 12 7 115 37 75
ADK-12/7-R-T-... EDK-12/7-R-T-... 12 7 1.5 50 98
N 12/8 ADK-12/8-R-... EDK-12/8-R-... 12 8 13 40 80
N ADK-12/8-R-T-... EDK-12/8-R-T-... 12 8 13 56 108
HM N 12/9 ADK-12/9-R-... EDK-12/9-R-... 12 9 15 43 85
Hs o H=o o ADK-12/9-R-T-.. EDK-12/9-R-T-.. 12 9 15 64 120

2,5 23 Kob/Rap
A Please indicate here alloy A
or grade required
Larger boring tools: Heads ADK/ECS pages 8-11

Shanks SDK page 12
Different boring tools: MDK page 11

Availability: @ ex stock / O within short notice
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GWS
Internal Thread Cutting Tools GWS 60° and 55° of HSS-CO (Kob), HSS (Rap) and TiN-coated

G60({55) nos. 000-2A

(5=

How to order {example): 10 pieces G60-1-A-T-Kob. (Original box of 5 pieces) For sets refer to page 21
Size Code number Availability Code number Availability |Recommended| @ ofneck @ S-h7 Length of neck| Total length
GWS Cutting form for: Cutting form for: minimum H of shank L L,
righthand thread lefthand thread bore

by forward movement TiN | byforward movement TiN B/mm mm mm mm mm

000 60° G60-000-A-... [} G60-000-B-... O 5 26 8 15 46
000 55° G55-000-A-... [ ] G55-000-B-... e} 5 2.6 8 15 46
00 60° G60-00-A-... [ ] G60-00-8-... (@] 6.5 35 8 20 50
00 55° G55-00-A-... (] G55-00-B-... O 6.5 35 8 2 50
0 60°normal G60-0-A-N-... o G60-0-B-N-... (@] 9 48 8 26 52
0 55°normal G55-0-A-N-... ® 555-0-B-N-... (@] 9 438 8 26 52
0 60°long G60-0-A-T-... [} G60-0-B-T-... o 9 4.8 8 31 64
0 55°long G55-0-A-T-... [} 555-0-B-T-... O 9 48 8 31 64
1 60°normal G60-1-A-N-... [} G60-1-B-N-... (@) n 6 8 28 56
1 55°normal G55-1-A-N-... [} G55-1-B-N-... (@] " 6 8 28 56
1 60°long G60-1-A-T-... ® G60-1-B-T-... O 1 6 8 34 70
1 55°long G55-1-A-T-... () G55-1-B-T-... O " 6 8 34 70
2 60°normal G60-2-A-N-... ® G60-2-B-N-... O 13 15 8 — 64
2 55°normal G55-2-A-N-... [ G55-2-B-N-... O 13 75 8 — 64
2 60°long G60-2-A-T-... [} G60-2-B-T-... (@] 13 15 8 — 80
2 55°long G55-2-A-T-... [} G55-2-B-T-... (@] 13 15 8 — 80

& Please indicate here the alloy required a

Heads: G60(55) nos. 3—11A and
Shanks see page 12

:/\ H ! Kob/Rap
60°
— or 55°

How to order (example): 10 pieces G60-8-A-Rap. (Original box of 5 pieces)

Size Code number Availability Code number Availability Recomm. @ of neck Thread
GWsS Cutting form for: Cutting form for: minimum H
righthand thread lefthand thread bore
by forward movement TiN | byforward movement | Kgb | TiN B/mm mm
3 60° G60-3-A-... [ ] G60-3-B-... (@] 17 10 M6
3 5%° G55-3-A-... [ 655-3-B-... O 17 10 M6
4 60° G60-4-A-... [ ] G60-4-B-... O 2 12 M8
4 55° G55-4-A-... ® G55-4-B-... @] 21 12 M8
5 60° G60-5-A-... [ ] G60-5-B-... (@] 24 14 M10x20TPI
5 55° G55-5-A-... [ ] G55-5-B-... (0] 24 14 M10x20TPI
6 60° G60-6-A-... [ ] G60-6-8-... O 28 16.3 M12x20TPI
6 55° G55-6-A-... [} G55-6-8-... O 28 16.3 M12x20TPI
7 60° G60-7-A-... [} G60-7-B-... O 31 18.3 M14x20TPI
7 55° G55-7-A-... [ ] G55-7-B-... O 31 18.3 M14x20TPI
8 60° G60-8-A-... [ ] G60-8-B-... O 34 20 M15%20TPI
8 65° G55-8-A-... ® G55-8-B-... O 34 20 M15x20TPI
9 60° G60-9-A-... ® G60-9-B-... O 37 22 M15x20TPI
9 55° G55-9-A-... L] G55-9-B-... o 37 22 M15%20TPI
10 60° G60-10-A-... [} G60-10-B-... (0] 42 25 M18%20TPI
10 55° G55-10-A-... [ ] G55-10-8-... O 42 25 M18x20TPI
1 60° G60-11-A-... (0] G60-11-B-... (€] 50 30 M21x14TPI
1 55° G55-11-A-... 4 (6] G55-11-8-... O 50 30 M21x14TPI
A Please indicate here alloy required A

The above mentioned tools for internal thread cutting are equipped with righthand-side thread of shank.
To determine correct size of tool and for different types {C+D) of internal thread cutting tools 60° and 55°, please see page 16.

Availability: @ ex stock / O within short notice

[ ]
14 " IFANGER CH-8610 USTER PHONE 0449431616 FAX 044943 16 17 www.ifanger.com



Internal Thread Cutting Tools GWS 60° and 55° with Carbide Tips

G60(55) nos. 000

How to order (example): 5 pieces G60-1-A-K10

G60(55) nos. 00-2

GWS

Size Code number Availability Code number Availability | Recommended @ of neck @ S-h1 Lengthofneck | Total length
GWS cutting form for: cutting form for: minimum bore H of shank L L,
righthand thread lefthand thread
by forward movement | K10 | P30 | byforward movement | K10 | P30 B/mm mm mm mm mm
000 60° G60-000-A-HM [ ] G60-000-B-HM ([ ] 5 26 8 15 46
000 55° G55-000-A-HM ® G55-000-B-HM [ ) 5 2.6 8 15 46
00 60° G60-00-A-HM [ ] G60-00-B-HM ® 6.5 35 8 20 50
00 55° G55-00-A-HM [ ] G55-00-B-HM ® 6.5 35 8 20 50
0 60° G60-0-A-HM [ ] G60-0-B-HM [ ] 9 48 8 22 64
0 55° G55-0-A-HM [ ] G55-0-B-HM ® 9 48 8 22 64
1 60° G60-1-A-... [ ] ® G60-1-B-... () [ ] " 6 8 30 70
1 55° G55-1-A-... [ ] [ ] G55-1-B-... [ ] [ ] 1 6 8 30 70
2 60° G60-2-A-... [ ] [ ] G60-2-B-... [ ] [ ] 13 15 8 - 80
2 55 G55-2-A-... [ ] ® G55-2-B-... [} [ ] 13 15 8 — 80
A Please indicate here the grade Iy
of carbide required
Heads: G60(55) nos.3-11A
Shanks see page 12
How to order {exampie): 5 pieces G60-6-A-P30
Size Code number Availability Code number Availability Recomm. @ of neck Thread
GWS cutting form for: cutting form for: minimum H
righthand thread lefthand thread ore
by forward movement K10 P30 by forward movement | K10 P30 B/mm mm
3 60° G60-3-A-... [ ] [ ] G60-3-B-... ° [ ] 17 10 M6
3 55° G55-3-A-... (] ® G55-3-B-... ® [ ] 17 10 M6
4 60° G60-4-A-... [ ] [ ] G60-4-B-... [} ® 21 12 M8
4 55° G55-4-A-... [ ] [ ] G55-4-B-... [ ] ([ ] 21 12 M8
5 60° G60-5-A-... [ ] [ ] G60-5-B-... [ ] (] 24 14 M10x20TPI
5 b55° G55-5-A-... [ ] [ ] G55-5-B--... [ ] [ ] 24 14 M10x20TPI
6 60° G60-6-A-... [ ] ® G60-6-B-... [ ] [} 28 16.3 M12x20TPI
6 55° G55-6-A-... [ ] ° G55-6-B-... [ ] [ ] 28 16.3 M12x20TPI
7 60° G60-7-A-... [ ] ([ ] G60-7-B-... ([ ] [ ] 31 18.3 M14x20TPI
7 55° G55-7-A-... [ ] ® G55-7-B-... [ ] [ ] 31 18.3 M14x20TPI
8 60° G60-8-A-... [ ] ® G60-8-B-... [ ] [} 34 20 M15x20TP!
8 55° G55-8-A-... [ ] ® G55-8-B-... [ ] [} 34 20 M]5x20TP1
9 60° G60-9-A-... [ ] [ ] G60-9-B-... [ ] (] 37 22 M15x20TPi
9 55° G55-9-A-... [ ] ([ ] G55-9-B-... [ ] ® 37 22 M15%20TPi
10 60° G60-10-A-... [ ] [ ] G60-10-B-... [ ] [ ] 42 25 M18x20TPI
10 55° G55-10-A-... [ ] [ ] G55-10-B-... [ ] (] 42 25 M18x20TPI
1 60° G60-11-A-... [ ] [ ] G60-11-B-... ([ ] [ ] 50 30 M21x14TPI
11 5%5° G55-11-A-... [ ] ® G55-11-B-... [} [ ] 50 30 M21x14TPI
A Please indicate here the grade of carbide required A
The above mentioned tools for internal thread cutting are equipped with righthand-side thread of shank.
To determine correct size of tool and for different types (C+D) of internal thread cutting toois 60° and 55°, please see page 16.
Availability: @ ex stock
[ ]
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Table of Pitch and Size of Threads for Internal Thread Cutting Tools

Size 000 00 0 1 2 3 4 5 6 7 8 9 10 1
Maximumpitch N mm 1.25 15 1.75 2 25 35 4 5 55 6.5 75 8 10 12
possible P inthreads perinch 20 16 14 12 10 7 6 5 41 31 3 2% i 2
Minimum bore @ Binmm 5 6.5 9 1 13 17 21 24 28 3 34 37 42 50

) metric thread M6 M8 M10 | M12-16 | M14-22 | M20-27 | M24-33 | M30-42 | M33-48 | M39-56 [from M42|from M4 |from M48|from M60
Suitable for English thread 5/6-Yg" 3 s | sy | Y- |-t | e | 12 | U2 | 19687 [ 1%-317 | 247 |from 2V

Table of Internal Thread Cutting Tools, Righthand and Lefthand

Type A
For righthand internal thread

cutting from right to left during forward
movement

{normal tool for righthand threads)

{also suitable for external lefthand
thread cutting during reverse spindle
operation)

For lefthand internal thread

cutting from left to right during forward
movement

{normal tool for lefthand threads)

{also suitable for external righthand
thread cutting during reverse spindle

TypeC
For lefthand internal thread

cutting from right to left during reverse
spindle operation

(also suitable for external righthand thread
cutting during forward movement)

requires lefthand-side threaded shank

Type D

For righthand internal thread
cutting from left to right during reverse
spindle operation

{also suitable for external lefthand thread
cutting during forward movement)

requires lefthand-side threaded shank

operation)

(SCH..L..)

When ordering GWS types B, C or D it is imperative to mark it clearly. (Types B, C
and D available in HSS-CO, TiN-coated and with carbide tips grade K10 and P30.)

Code number:

by “C".

replace letter “A” in code for type A

(SCH..L...)

Code number:
replace letter “A” in code for type A
by “D”.

RDG

G

How to order (example): 5 pieces RDG-4-28x8G-R-Kob.

Tools RDG of HSS-CO (Kob) for Cutting Round Threads, acc. to DIN 405

- Heads: RDG nos. 3-10 R
¥ Shanks see page 12

@6 Size Pitch of thread 10 TPI Pitch of thread 8 TP1 Pitch of thread 6 TP1 Pitch ofthread 4TPI Thread Lengths
ofthread | RDG Code number Code number Code number Code number Lymm | L,mm
12 0/1 RDG-0/1-12x10G-R-Kob 31 60
14 1 RDG-1-14x10G-R-Kob | 30 64
16 1/2 RDG-1/2-16x10G-R-Kob | 35 69
18 2 RDG-2-18x10G-R-Kob | — 80
20 2 RDG-2-20x10G-R-Kob RDG-2-20x8G-R-Kob — 80
22 2 RDG-2-22x8G-R-Kob — 80
22 3 RDG-3-22x10G-R-Kob M6
25 3 RDG-3-25x10G-R-Kob RDG-3-25x8G-R-Kob Mé
25 4 RDG-4-25x6G-R-Kob M8
28 4 RDG-4-28x8G-R-Kob RDG-4-28x6G-R-Kob M8
30 4 RDG-4-30x10G-R-Kob RDG-4-30x86G-R-Kob M8
30 5 RDG-5-30x6G-R-Kob M10x20TPI
32 5 RDG-5-32x8G-R-Kob M10x20TPI
35 4 RDG-4-35x10G-R-Kob M8
35 5 RDG-5-35x6G-R-Kob M10x20TPI
35 6 RDG-6-35x8G-R-Kob RDG-6-35x4G-R-Kob M12x20TPI
38 6 RDG-6-38x8G-R-Kob RDG-6-38x6G-R-Kob RDG-6-38x4G-R-Kob M12x20TPt
40 5 RDG-5-40x 10G-R-Kob M10x20TPI
40 6 RDG-6-40x8G-R-Kob RDG-6-40x6G-R-Kob RDG-6-40x4G-R-Kob M12x20TP!
45 5 RDG-5-45x10G-R-Kob M10x20 TP
45 6 RDG-6-45x8G-R-Kob M12x20TPI
45 8 RDG-8-45x6G-R-Kob RDG-8-45x4G-R-Kob M15x20TPI
50 6 RDG-6-50x10G-R-Kob M12x207PI
50 8 RDG-8-50x8G-R-Kob RDG-8-50x6G-R-Kob RDG-8-50x4G-R-Kob M15x20TPI
55 8 RDG-8-55x8G-R-Kab RDG-8-55x6G-R-Kob RDG-8-55x4G-R-Kob M15x20TPI
60 6 RDG-6-60x10G-R-Kob M12x20TPI
60 8 RDG-8-60x8G-R-Kob RDG-8-60x6G-A-Kob RDG-8-60x4G-R-Kob M15x207PI
70 8 RDG-8-70x8G-R-Kob RDG-8-70x6G-R-Kob M15x20TPI
70 10 RDG-10-70x4G-R-Kob M18x20TPI
80 8 RDG-8-80x10G-R-Kob RDG-8-80x8G-R-Kob M15x20TPI
80 10 RDG-10-80x6G-R-Kob RDG-10-80x4G-R-Kob M18x20TPI
100 8 RDG-8-100x8G-R-Kob M15x20TPI
100 10 RDG-10-100x6G-R-Kob RDG-10-100x4G-R-Kob M18x20TPI
120 10 RDG-10-120x4G-R-Kab M18x20TPI
150 10 RDG-10-150%4G-R-Kob M18x20TP!

* Availability: @ ex stock for righthand thread

16
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TRG - FLG

Tools TRG of HSS-CO (Kob), TiN-coated and Carbide Tipped for Cutting Trapezoidal Threads
Tools FLG of HSS-CO (Kob), TiN-coated and Carbide Tipped for Cutting Square Threads

TRG nos. 0-2R FLG nos. 0-2R

Heads: FLG nos.3-12R
Shanks see page 12

Heads: TRG nos.3—12R
Shanks see page 12

How to order {example): 5 TRG-4x3-R-Kob.
5 FLG-0x2-R-Kob.

Thread Size Code number for Availability Code number for Availability & S-h7|  Thread Length

Pitch |Rangeof 3| TRG | toolsforrighthand threads TRG tools for righthand threads FLG of shank

or | during forward movement during forward movement
G FLG (for lefthand threads “R” "L {for lefthand threads "L L|L
during forward movement during forward movement
replace “R” by L") replace “R" by "L’}

mm mm TRG TiN [K10{P30|Kob | TiN |K10|P30 FLG K10|P30 [Keh | TiN |K10|P30| mm mm
2 14- 10 0 TRG-0x2-R-... O | x ® O x FLG-0x2-R-... X O | x 8 — 20 | 55
2 22- 14 2 TRG-2x2-R-... 1O | x| x 1O | x| x FLG-2x2-R-... x | x O | x| x 8 — — |80
2 45- 20 3 TRG-3x2-R-... 1O | x| x O | x| x FLG-3x2-R-... x | x O x| x M6
2 90— 28| 5 TRG-5x2-R-... 1O | x| x O | x| x FLG-5%2-R-... x| x| @O x|x M10x20TPI
3 13- 10 0 TRG-0x3-R-... O | x O | x FLG-0x3-R-... X O | % 8 — 20 | 55
3 19— 14 1 TRG-1x3-R-... 1O | x| x 1O | x| x FLG-1x3-R-... x | x O | x| x 8 — 30 |64
3 32- 20 3 TRG-3x3-R-... 1O x| x 1O | x| x FLG-3x3-R-... x | x O | x| % M6
3 45— 25 4 TRG-4x3-R-... O | x| x 1O | x| x FLG-4x3-R-... x | x Ol x| x M8
3 70- 30 6 TRG-6x3-R-... 1O x| x 1O | x| x FLG-6x3-R-... X | x O x| x M12x20TPI
3 120~ 40 8 TRG-8x3-R-... 1O | x| x 1O x| x FLG-8x3-R-... X | % O | x| x M15x20TPI
4 17- 14 1 TRG-1x4-R-... O x| x O | x| x FLG-1x4-R-... X | x Ol x| x 8 — 30 | 64
4 24~ 18 2 TRG-2x4-R-... O | x| x O | x| x FLG-2x4-R-... x | % O | x| x 8 — — | 80
4 30- 20 3 TRG-3x4-R-... O x| x O x| x FLG-3x4-R-... X | % O | x| x M6
4 40— 26 4 TRG-4x4-R-... O | x| x O | x| x FLG-4x4-R-... x | x O | x| x M8
4 70- 35 6 TRG-6x4-R-... 1O | x| x O | x| x FLG-6x4-R-... x | x Q| x| x M12x20TPL
4 120— 45 8 TRG-8x4-R-... O [ x| x 1O | x| x FLG-8x4-R-... X | X O x| x M15x20TPI
5 22- 18 2 TRG-2x5-R-... O | x | x O | x| x FLG-2x5-R-... x | x Ol x| x 8 — — (80
5 30— 22 3 TRG-3x5-R-... O x| x 1O x| x FLG-3x5-R-... X | X O x| x M6
5 40— 28 4 TRG-4x5-R-... O | x| x O | x| x FLG-4x5-R-... x | x O x| x M8
5 60— 35 6 TRG-6x5-R-... O | x| x 1O | x| x FLG-6x5-R-... x | x O | x| x M12x20TPI
5 150- 45 8 TRG-8x5-R-... O | x| x Ol x| x FLG-8x5-R-... x | x Q| x| x M15x20TP!

6 34— 26 4 TRG-4x6-R-... O | x| X O x| x FLG-4x6-R-... x | x O x| x M8

§ 40~ 30 5 TRG-5x6-R-... 1O x| x 1O | x| x FLG-5%6-R-... X | X O | x| x M10x20TPI
6 50— 34 6 TRG-6x6-R-... 1O | x|x 1O | x| x FLG-6x6-R-... x | x O] x| x M12x20TPI
6 90— 45 8 TRG-8x6-R-... 1O | x| x o | x| x FLG-8X6-R-... x | x O | x| % M15x20TP!
6 180- 60 | 10 TRG-10x6-R-... 1O | x| x O | x| x FLG-10x6-R-... x | x O x| x M18x20TPI
7 48— 35 6 TRG-6x7-R-... O | x| x O | x| x FLG-6X7-R-... x | x O x| x M12x20TPI
7 60— 40 7 TRG-7x7-R-... O | x{x O | x| x FLG-7X7-R-... x | x O | x| x M14x20TPI
7 70- 45 8 TRG-8x7-R-... O | x| x Ol x| x FLG-8x7-R-... x [ x Ol x| x M15%20TPI
7 180~ 60 10 TRG-10x7-R-... Ol x|x O xx FLG-10x7-R-... x | x O | x i x M18x20TPI
8 46— 35 6 TRG-6x8-R-... O | x| x O x|x FLG-6x8-R-... X | % O | x| x M12x20TPI
8 55— 40 7 TRG-7x8-R-... O | x| x O x| x FLG-7x8-R-... X | X O | x| x M14x20TPI
8 65— 45 8 TRG-8x8-R-... O | x| x O x| x FLG-8x8-R-... x | x O | x| x M15x20TPI
8 240- 60 | 10 TRG-10x8-R-... O x| x O | x | % FLG-10x8-R-... x| x O x| x M18x207TPI
9 62— 45 8 TRG-8x9-R-... O | x| x O | x| x FLG-8x9-R-... x| x O | x| x M15x20TPI
9 240- 60 | 10 TRG-10x9-R-... (@] X O | x FLG-10x9-R-... x | x O | x| x M18x20TP|

10 65— 48 8 TRG-8x10-R-... O | x| x O | x | x FLG-8x10-R-... X | x O | x| x M15x20TPI
10 90— 66 [ 10 TRG-10x10-R-... O | x| x O | x| x FLG-10x10-R-... X | x O x| x M18x20TPI
10 240- 80 | 11 TRG-11x10-R-... Q| x| x O | x| x FLG-11x10-R-... x | x O | x | x M21x14TPI
12 80— 55| 10 TRG-10x12-R-... Qx| x Ol x| x FLG-10x12-R-... x | x O | x| x M18x20TPI
12 110- 70 " TRG-11x12-R-... O | x| x O x| x FLG-11x12-R-... X | x O | x| x M21x14TPI
12 400-100 12 TRG-12x12-R-... O | x| x O | x| x FLG-12X12-R-... X | x O | x| x M25x14TPI

Ao Please indicate here alloy or grade of carbide required &

The above mentioned TRG and FLG are for cutting single-start threads.
On request these tools are also produced for multi-start threads.

Availability: @ ex stock / O within short notice / x on request
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GRS
Thread Relief Tools GRS of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

L, |

Heads: GRS nos.3-11R
Shanks see page 12

GRS nos. 000-2R

K10/P30

K10/P30
How to order (example): 5 pieces GRS-1-R-TiN  No. 00-2

Size Code number for Availahility Recomm. Width @ of neck & 8-h7 Thread Length of neck | Total length
GRS righthand-side cutting i o minimum B H of shank Ly L,
{for lefthand-side cutting R L bore
replace “R” by “L") TiN |K10 |P30 [Kob | TIN |[K10|P30| D/mm mm mm mm mm mm
000 GRS-000-R-... [ N J Eenn 5 1.3 26 8 — 15 46
00 GRS-00-R-... [ N J Nenn ] 6.5 15 35 8 — 20 50
0 GRS-0-R-... 1 & e o' e 9 1.8 48 8 — 26 52
1 GRS-1-R-... o e e _EeRn BN n 2 6 8 — 28 56
2 GRS-2-R-... o o o cC e e 13 22 75 8 — — 64
3 GRS-3-R-... ® o o E°nn i J 17 25 10 M6
4 GRS-4-R-... o | 0|9 O 0 0 2 27 12 M8
5 GRS-5-R-... o0 @ Nonn BN | 24 3 14 M10x20TPI
6 GRS-6-R-... o e e EonE BN J 28 35 16.3 M12x20TPI
7 GRS-7-R-... oo 0| [N BN J 3 4 18.3 M14x20TPI
8 GRS-8-R-... | o & e [ONN BN J 34 45 20 M15x20TP!
10 GRS-10-R-... ® O o | Ol e|e@ 42 5 25 M18x20TPI
n GRS-11-R-... ' RO o | [N BN J 50 55 30 M21x14TPI

A Please indicate here alloy or grade of carbide required

SEN

Circlip Groove (Retaining Ring) Tools SEN of HSS-CO (Kob), HSS (Rap), TiN-coated or with Carbide Tips
for Circlip Grooves According to DIN 472

B.
1
B,

Heads: SEN nos.3-8R
Shanks see page 12

SENnos. 0+1R

B
122 Kob/Rap

K10/P30

How 1o order {example): 5 pieces SEN-1-R-1.0-Kab.

Size Code number for Availability Circlip Width For @ ofneck | @S-h7 Thread Length Total
SEN righthand-side cutting gy wp thickness | of groove bore H of shank of neck length
{for lefthand-side cutting R L B, B,-H13 0 L L
replace “R” by “L") TiN |K10|P30 TiN [K10|P30 mm mm mm mm mm mm mm
0 SEN-0-R-0.8-... [ BN ) O|® 08 0.9 8-9 4 8 — 22 52
1 SEN-1-R-1.0-... [ BN BN [ORN BN J 1.0 1.1 10-16 6 8 — 25 55
3 SEN-3-R-1.0-... [ BN BN ] ONN BN 1.0 11 17-22 0 Mé
4 SEN-4-R-1.2-... [ BN BN J O e|e 1.2 13 23-33 12 M8
6 SEN-6-R-1.5-... e o | o Ol BN ) 15 1.6 34-39 16.3 M12x20TPI
6 SEN-6-R-1.75-... ® o o (ORI BN ) 1.75 1.85 40-49 16.3 M12x20TPI
8 SEN-8-R-2.0-... [ BN BN (ORI BN ) 2.0 2.15 50-64 20 M15x20TPI
8 SEN-8-R-2.5-... [ BN BN [ONN NN J 25 2.65 65-82 20 M15x20TP{
8 SEN-8-R-3.0-... ( BN BN ) ONN BK J 3.0 3.15 85100 20 M15x20TPI]
8 SEN-8-R-4.0-... [ BN BN ] Ole|e® 40 4.15 102-200 20 M15x20TPI

a Please indicate here alloy or grade of carbide required

Availability: @ ex stock / O within short notice

[ ]
18 " IFANGER CH-8610 USTER PHONE 044943 16 16 FAX 044 943 16 17 www.ifanger.com



NUS

Groove Finishing Tools NUS of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

Heads: NUS nos.3-10R Kob/Rap

NUS nos. 000~2R
Shanks see page 12

K10/P30
No. 000

K10/P30
No. 00-2

Size Code number for Availability Recomm. | Width Max. [@ofneck | @S-h7 Thread Length Total
NUS righthand-side cutting L minimum B groove H of shank neck length
{for lefthand-side cutting bore depth T L, L,
replace “R" by “L") K10 ITiN [K10|P30| D/mm mm mm mm mm mm mm

000 NUS-000-R-... [ ] 10| @ 5 12 13 2.6 8 — 15 46
00 NUS-00-R-... [ ] o|e 6.5 15 1.6 35 8 — 20 50
0 NUS-0-R-... ([ ] |o|® 9 18 2 4.8 8 — 26 52
1 NUS-1-R-... [ BN oO|le| e il 2 23 6 8 —_ 28 56
2 NUS-2-R-... [ N} OB BN J 13 22 2.9 15 8 — — 64
3 NUS-3-R-... [ N J o|le|e 17 25 32 10 M6

4 NUS-4-R-... [ NN J O|®|® 2 3 35 12 M8

5 NUS-5-R-... [ NN OB BN J 24 35 4.2 14 M10x20TP}

6 NUS-6-R-... e 0 RN BN 28 4 4.7 16.3 M12x20TPI

8 NUS-8-R-... ® 0 RN BN J 34 5 7 20 M15x20TPI
10 NUS-10-R-... [ BN OB BN J 42 6 8.5 25 M18x20TPI

a Please indicate here alloy or grade of carbide required

HAS
Grooving Tools HAS of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

Kob/Rap

{ Heads: HAS nos.4-10R

HAS nos.2+3R
Shanks see page 12

K10/P30

K10/P30

How to order (example): 5 pieces HAS-4-R-Rap.

Size Code number for Availability Recomm. | Width Max. |@ofneck | @S-h7 Thread Length Total
HAS righthand-side cutting minimum B groove H of shank neck length
(for lefthand-side cutting bore depth T L L,
replace “R" by “L") Ko K10|P30 K10|P30| D/mm mm mm mm mm mm mm
2 HAS-2-R-... e 0 [ BN J 17 3 4 8 10 — 29 80
3 HAS-3-R-... ® | o [ BN 2 35 6 10 10 — — 85
3long HAS-3-R-T-... [ N e o 21 35 6 10 12 — 40 150
4 HAS-4-R-... ® | o [ BN ) 25 4 7 13 M8
6 HAS-6-R-... [ N [ N 34 5 10 16.3 M12x20TPI
8 HAS-8-R-... [ BN [ N 40 6.5 15 20 M15x20TPI
10 HAS-10-R-... e 0 [ K 48 8 13 25 M18x20TPI

a Please indicate here alloy or grade of carbide required

Availability: @ ex stock / O within short notice
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KGI

Standard Tool Holders for Boring Tools

Clamping holders KGI

KGl

IDH-A/IDH-B

OPR - UPR

Prisms

[ ]
20 J” IFANGER  CH-8610 USTER

How to order {example}): 5 pieces KGI

For tools For & of shank Type and Availability Measurements
of sizes mm code number mm
0000-3 8and 10 KGI [ ] 16x16x125
0000-2 8 KGI-A [ ] 12x12x100
0000--2 8 KGI-B [ 14x10x100
Shank 4 and 6 4and6 KGI-C [ ] 10x10x 90
How to order {example): 1 piece IDH-A-18
Type Code Height of center S | Measurements Bores Availability
number above tool rest HxBxL
inmm mm mm
IDH-A IDH-A-.. 12-20 30x12x150 8and 10 [ ]
Please state Height of holder H, in mm
accurate haight ifS= 12 |13 |14 |15 |16 |17 |18 |19 | 20
above tool rest H, = 1.2 132 1521721921212 232|252 | 27.2
How to order (example): 1 piece IDH-B-25
Type Code Height of center S | Measurements Bores Availability
number above tool rest HxBxL
inmm mm mm
IDH-B IDH-B-.. 21-30 40x22% 175 8and 10 [
Please state Height of holder H, in mm
decurate ge'ght its= |21 [2 (23 |24 [25 [26 [27 [28 |29 [30
above 100l rest H,= 212|232 (252 (2722921312 (332 |352(37.239.2
How to order (example}: 1 piece IDH-C-12/8
Type Code Height of center S [ Measurements Bores Availability
number above tool rest HxBxL
inmm mm mm
IDH-C IDH-C-../.. 8or100r12 20x10x100 8or10 [

PHONE 044 943 16 16

LPIease indicate & of bores (8 or 10 mm)
Please state here height of center S above tool rest {8 or 10 or 12 mm)

How to order (example): 5 pieces UPR-130

For tools Lower prisms UPR Upper prisms OPR
of sizes Type and Avail- | Measurements Type and Avail- | Measurements
code number | ability inmm code number | ability inmm
0000- 3 PR-50 [ ] 8x10x 50 PR-50 ® 8x10x 50
3-8 UPR-130 ® | 12x22x130 0PR-100 [ ] 8x14x100
6-10 UPR-150 ® | 15x25x150 OPR-125 ® 8x14x125
10-12 UPR-180 ® | 20x35x180 OPR-150 [ ] 8x14x150
How to order (example): 1 piece BPR-20
For IFANGER Size Code number Availability D Measurements
shanks no. mm inmm LxHxT
3-8 20 BPR-20 [ ] 10--20 1301612
4-12 35 BPR-35 [ ] 12-35 180x30x20

Availability: @ ex stock

FAX 044 943

16 17
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Lathe Dog for Mounting Cutters on Shanks DRH

How to order {(example): 1 piece DRH-40

DRH

Size 15 20 25 30 40 50 60
Code number DRH-15 DRH-20 DRH-25 DRH-30 DRH-40 DRH-50 DRH-60
Availability [} [} [} ® [} [ ] [}
for IFANGER cutters no. 3-5 4-6 5-8 6-9 9-12 1n-12
Sets SO and SA of Boring Tools of HSS-CO (Kob), HSS (Rap) and TiN-coated SO
> i~
\
Sets SO of boring tools {for measurements of tools, please refer to pages 8—11 and 14-15)
How to order {example}: 1 piece SO-B-Kob.
Type Code number Availability Set consisting in:
S0 Quantity 60° 55°
of set of tools ASB ASB ECS ECS GWS GWS
normal long normal long normal normal
A SO-A-... 20 00-3 - 00-3 - 0-3 0-3
B S0-B-... 32 00-3 00-3 00-3 00-3 0-3 0-3
c S0-C-... 16 00003 - 0000-3 - - -
D SO0-D-... 32 0000-3 0000-3 0000-3 00003 - -
a Please indicate here the alloy required
Sets SA of boring tools for use on boring heads (for measurements of tools, please refer to pages 12+13) SA
Type Code number Availability Setconsistingin:
SA Quantity ADK EDK
of set of tools @-h7 of shank @ of neck @-h7 of shank @ of neck
mm mm mm mm
A SA-A-... 16 8 2 -8 8 2 -8
B SA-B-... 18 10 25-10 10 2.5-10
c SA-C-... 20 12 25-12 12 25-12
a Please indicate here the alloy required
Universal Grinding Gauge for Boring and Turning Tools (same as page 31) SL
- only one grinding gauge for all IFANGER turning tools
ésag o —indispensable for correct and accurate grinding of
" Stah iber 80kg =0 IFANGER turning tools
.65 Grauguss ‘
Bronze. . - Cc =
Ll ggnBnesy dny ). % g
5 J3553twy8)sqy DA l z
039S WBpUIMBY T @
| g 0
g m
Jassawyddieay ), [
Eiseny, Stakl
bis 60kg
How to order {example): 1 piece SL-D
Grindi Marking
finding gauge German French English
Code number SL-D StL-F SL-E
Availability: @ ex stock / O within short notice Availability hd e hd
[ ]
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Turning with IFANGER Turning Tools

General remarks

The primary condition to be watched for when using IFANGER turning tools
is that the numbers indicating size of cutters and holders are identical.
Generally, the indications regarding type of tool have to be identical as well.
Inthis connexion, however, there are exceptions to the rule. In these cases,
tool holders suitable for use with such cutters are indicated in the technical
description of the cutters.

Furthermore, it is important to keep clamping faces on cutter and holder
absolutely clean, as dirt can increase tensions and brake the cutter when
being clamped into the holder.

Clamping screw for sleeve

parallel

Cutter

Ruler

Work piece

Cutter

Holder

Clamping screw for cutter

Sleeve

Roughing and side cutters

To reach best cutting capacity and tool life set the roughing cutters A, B, X
and Y and the side cutters D and E over the center at about 3% of the turning
diameter {carbide tipped cutters only 1%).

Parting cutters

When parting the cutter should be set over the center at approx. 3% of the
diameter of the groove and for a complete cut off the cutter shoulid be set
atapprox. 0.2 mm over the center. On elder lathes itis recommended to use
the holder GHS and to cut off in reverse.

Threading cutters

In comparison to the angle of screw thread the angle onthe cutter is adjusted.
Therefore, and in order to keep this adjustment upright, the rake angle
should be resharpened exactly in accordance with the IFANGER grinding
gauge (see page 31).

To reach the correct angle of inclination of the cutter in relation to the angle
of pitch on the work piece, the following procedure is recommended:

1) After having fixed the work piece on the lathe introduce the IFANGER
tool holder in the turret and tighten the fixing screw slightly. Set the cutter
at the correct height of center and give the cutter the estimated inclination
of pitch of the thread by twisting the cutter and the holder in the sleeve.
Tighten the fixing screw rigidly.

2) After having selected on the lathe the pitch required mark a few threads
on the work piece with the cutter.

3) Loosen the screw holding the sleeve in the turret. Lean a ruler against
the cutter and twist ruler, cutter and holder so that the ruler be placed
absolutely parallel to the marks of thread an the work piece. Now the
clearance angles on hoth sides of the cutter are of equal size during work.

4) Tightenthe fixing screws of the turret and check the center heights of the
cutter once more. To be adjusted if necessary.

Resharpening of IFANGER External Turning Tools of HSS-CO (Kob), HSS (Rap) and TiN-coated

IFANGER cutters are only to be resharpened on the face for chip evacuation.
Grinding wheels of aluminumoxide, grit 46 and 60, hardness J and K are
recommended.

" IFANGER CH-8610 USTER PHONE 044 943 16 16

FAX 044 943 16 17

58; Stahl iiber 80kg
*r 4 Grauguss

Rake angles can easily be checked with IFANGER grinding gauge.
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Grinding of the abrasion facet. It protects the cutter from excessive wear. Facet on the cutting angle under 77°, width 0.1 to 0.3 mm.
Use grindstones or grinding wheels of a grit of 100 or finer.
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Use of the gauge when grinding
the groove for chip evacuation.

Grinding of threading and parting off cutters on IFANGER grinding machine The only way to guarantee a correct angle of profile of thread on the

with aluminumoxide grinding wheel grit 60, hardness J or K and slight facet. work piece.

Recommended rake angles
Rake angles
Material to be machined HSS-CO, HSS and Carbide tipped
TiN-coated

Steel 30—50 kg/mm? 25° 20°
Steel 50—80 kg/mm? 20° 15°
Grey castiron 10°-15° 10°
Aluminum 30° 20°-25°
Copper 30° 20°-25°
Brass 0°-10° 0°-10°

On all cutters an abrasion facet should be applied on the cutting edge
with a whetstone.
(Whetstones available ex stock: round, triangular, square.)

Resharpening of IFANGER Turning Tools with Carbide Tips

Tools with carbide tips should always be resharpened with abundant liquid After every resharpening of a carbide cutter
cooling. To cut down the risk of cracks in the carbide tips aveid dry an abrasion facet should be applied under
resharpening and never chill warm carbide tips with liquid. an angle of 30° by means of a diamond file.
Width of facet: 0.5xfeed {diamond files avail-

Roughing cutters A, B, X and Y as well as side cutters D and E are provided
able ex stock).

with grooves for chip evacuation. These grooves shouid be adapted to the
cutting conditions and the material to be machined. Recommended grinding wheels:
grinding wheels of silicone carbide of 46 to
120 H, diamond grinding wheels, metal- or
synthetic-bonded.

[ ]
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Roughing Tools A and B of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips
Chamfering Cutters of HSS-CO {Kob) and TiN-coated

How to order (example}): 5 pieces 3-A-45-Kob.

L

P VFARGER

Roughing tool type A

Kob

Type A frighthand)

Type B {lefthand)

Chamfering cutter

Type A 45°
{righthand)

A/B

Type B 45°
{lefthand)

Size For height of centers Holder Cutter Chamfering cutter
above Measurements Code Availability Length Code Availability Code Avail-
tool restmm HxBxL number number number
normal relieved mm mm Kob|Bap | TiN |K10|P10|P30
Type A .
112 12 10x10x120 1/12-AH [ 40 1-A- EN BN N 1-A-45-...
1 16 15-12* 14x13x120 1-AH ® 40 1-A- [ BN NN BN 1-A-45-...
2 20 19-16* 18x16%140 2-AH [ ] 50 2-A- X EN BE BN 2-A-45-...
3 25 24-20% 23x19%160 3-AH [} 60 3-A- K By BN ) 3-A-45-...
4 30 29-25% 28x22x180 4-AH [ ] 70 4-A- [ B BN NN 4-A-45-...
5 36 35-30* 34%28x200 5-AH [ ] 80 5-A- BN BN N ] —
6 45 44-36* 42x32x225 6-AH ® 90 6-A- O e|e | @ —
Type B |
112 12 10x10x120 1/12-BH ® 40 1-B- [ BN NN BN | 1-B-45-...
1 16 15-12* 14x13x120 1-BH ® 40 1-B- [ AN BN BN J 1-B-45-...
2 20 19-16* 18x16x140 2-BH ® 50 2-B-... [ B N NN ] 2-B-45-...
3 25 24-20% 23x19x160 3-BH [ 60 3-B-... [ BN NN BN ] 3-B-45-...
4 30 29-25*% 28x22x180 4-BH [ ] 70 4-B- [ BN BN NN ] 4-B-45-...
5 36 35-30% 34%28x200 5-BH [} 80 5-B- Cle|le|e® —
6 45 44-36* 42%32%225 6-BH o 90 6-B- cCle|le @ —

A Please indicate hére the alloy or grade of carbide required a

* When requiring intermediate measures, please indicate height of center or of shank {quick change tool posts),
e.g. 2-AH-h.-center 18 or 2-AH-h.-shank 16.

X/Y
Semi-Inclined Roughing Tools X and Y of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

P IFANGER

Semi-inclined roughing tool type X Type X {righthand)}
How to order (example): 10 pieces 3-X-P30
Size | Forheightof centers | Measurements Type X
above tool rest of holders Holder Cutt Holder
mm HxBxL Code Avail- | Length Code ~Availability Code Avail- | Length vailability
normal | relieved mm number ability | mm number  [KobiRap|TiN|K10{P10|P30] number ability | mm iN|K10|P10{P30
m2| 12 10x10x120 | 1/12-XH ™ 40 1-X- ) e|Cc|ej@ @ i2vH ® 40 olee
1 16 |15-12% | 14x13x120 1-XH ] 40 1-X- [ 2K 2K J 1-YH [ 40 [ 2K AN ]
2 20 1 19-16% | 18x16x140 2-XH [ ] 50 2-X- [ AN 2K J 2-YH [} 50 [ AN 2K ]
3 25 | 24-20% | 23x19x160 3-XH [ ] 60 3-X- [ AN AR J 3-YH [} 60 o'o|®
4 30 29-25* | 28x22x180 4-XH ® 70 4-X- [ AN BN ] 4-YH ® 70 [ AN K
5 36 | 35-30% | 34x28x200 5-XH [ ] 80 5-X- [ 2K 3R J 5-YH [ ] 80 ( 2N BN )
A Please indicate here the alloy or grade of carbide required A
* When requiring intermediate measures, please indicate height of center or of shank
{quick change tool posts), e.g. 1-XH-h.-center 13 or 1-XH-h.-shank 11.
Availability: @ ex stock / O within short notice
[ ]
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D/E

Side Tools D and E of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

Copying Cutters with Carbide Tips

L

Kob TiN K10 .
Rap P10 .
P30 -
'\y VFANGER
Side tooltype D Type D {righthand) Type E {lefthand) Copying cutter
Type D 58° Type E58°
How to order (example): 10 pieces 3-D-Kab. (righthand)  (lefthand}
1 piece 3-DH
Size For height of centers Holder Cutter Copying cutter
above tool rest Measurements Code Avail- Length Code Availability Radius Code Availability
mm HxBxL number ability number R number
normal relieved mm mm K10|P16|P30 mm K10|P10{P30
Type D
112 12 10x10x120 1/12-DH [} 40 1-D-... [ BN BN ] 05 1-0-58-.. |® @& | @
1 16 15-12% 14x13x120 1-DH [ 40 1-D-... [ BN BN ] 05 1-D-58-.. |®@ | @ | ®
2 20 19-16* 18x16x140 2-DH [ ] 50 2-D-... [ BN BN 05 2-D-58-.. | @ | ® | @
3 25 24-20* 23x19x160 3-DH [ ] 60 3-D-... [ BN BN ] 0.5 3-D-58-.. | @ | @ | @
4 30 29-25* 28x22x180 4-DH o 70 4-D-... [ BN BN 1 4-D-58-... [ BN BN J
5 36 35-30* 34x28x200 5-DH ® 80 5-D-... [ BN BN ] 1 5D-5-. |® @ | @
TypeE
112 12 10x10x120 1/12-EH [ ] 40 1-E-... [ N NN ] 0.5 1-E-58-... [ BN BN ]
1 16 15-12* 14x13x120 1-EH ® 40 1-E-... [ BN B 0.5 1-E-58-... [ NN NN J
2 20 19-16* 18x16x140 2-EH ® 50 2-E-... [ BN BN ] 0.5 2-E-58-... [ BN NN ]
3 25 24-20* 23x19x160 3-EH [ ] 60 3-E-... [ BN BN ] 0.5 3E58-.. | @ | @ @
4 30 29-25* 28%22x180 4-EH [ ] 70 4-E-.. [ BN NN ] 1 4-E58-.. |®@ | @ | @
5 36 35-30* 34x28x200 5-EH [ ] 80 5-E-... [ BN BN ] 1 5E5-. |®@ | ®|®
a Please indicate here alloy or grade of carbide required a
* When requiring intermediate measures, please indicate height of center or of shank
{quick change tool posts), e.g. 3-DH-h.-center 22 or 3-DH-h.-shank 20.
Finishing Cutters of HSS-CO (Kob), TiN-coated and with Carbide Tips
Kob  TiN K10 Kob TiN K10 Kob TiN K10
P10 P10 P10
E P30 R P30 R P30
Finishing cutter Cranked finishing cutter Cranked corner cutter
Type P Type G Type Type U TypeV Type W
{righthand) {lefthand) {righthand) {lefthand) {righthand) {lefthand)
How to order {example): 5 pieces 3-T-P30
Tobe used on holder Cutter
TypeD TypeF Type K Type P TypeT TypeV
{only for P) .
{Meas.onp.26) | (Meas.onp.27) | (Meas.onp.29) | Radius Code Availability Radius Code Availability Radius Code Availability
R number R number number
Code |Z| Code |Z| Code |2 Kob [K10
© number | 2 number | 2 number | 2 TiN [P10 )
> z z z| mm iN|K10[P10|P30 P30 TiNIK10[P10[P30] mm TiN{K16{P 10|P 30
1 1/12-DH | @ 1/12-FH | @ 0-KH @) 125 1-P-.. ® @0 ®|1 (125 I-7T-. (AN AN BN ) 0.3 1-V-... [ A% 2K BK J
1 1-DH [ ] 1-FH [ ] 1-KH ®| 125 1-P-... ® ®|® @1 |[1.25( I-T-. ® o0 0 03 1-V-... [ 2 2K J
2 2-DH [ ] 2-FH ® 2-KH ®| 15 2-P-... ® ®|® ®|1.2515 2-T-. ® ®|® O 03 2-V-. oi®|®
3 3-DH [} 3-FH [ ] 3-KH ®| 175 3-P-... ®|® ©® @15 175 3-T-. o o @& o 05 3-V-... [ 2K BN J
4 4-DH [ 4-FH ® 4-KH @) 225 4-P-... ® e ® @2 225 47T-. ®(@® O o 05 4-V-... ol®|0®
5 5-DH ® 5-FH [ 5-KH ®| 275 5-P-... Ol e ® ®|- |- - - -
Type E Type G Typel TypeQ Type U TypeW
(only for Q)
{Meas.onp.26) | (Meas.onp.27} | (Meas.on p. 29}
1 1/12-EH | @ 1/12-GH | ® 0-LH @®| 125 ®|®|®|1 [1.25] T1-U-. Olele®|l@®] 03 1-W-... [ 2K 3R |
1 1-EH [ ] 1-GH ® 1-LH ®| 125 ® ®|®|1 |[1.25] 1-U-. Cle|®|®| 03 1-W-... [ 2 2K J
2 2-EH [} 2-GH [ ] 2-LH ®| 15 ® ®|®|1.2515 2-U-... O e|e|e| 03 2-W-... oj®|0
3 3-EH [ ] 3-GH [ ] 3-LH ®| 175 ® ® ®|15 [1.75] 3-U-. Ol@e|®|®| 05 3-W-... ( 3K AN ]
4 4-EH ® 4-GH [ ] 4-LH ®! 225 ® ® ®|(2 (225 4U-. Cle|®@| @ 05 4-W-... [ 2K BN ]
5 5-EH [} 5-GH [ 5-LH ®| 275 o000 |- - - -
Please indicate here alloy or grade of carbide required a A A

Availability: @ ex stock / O within short notice
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F/G
Parting Tools F and G of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

L B TiN K10 B
N — e P30 -
| i
T g:g & & T
—— 1 !
i \FANGER ‘ _
Parting tooltype F
Type F{righthand} Type G {lefthand)
How to order {example): 10 pieces 2-F-N-TiN {Original box of 5 pieces)
Size For height of centers Holder Cutter
abovetoolrest | Measurements Code Avail- | Length | B3, normal depth extra depth
HxBxL number ability T Code Availability T Code Availability
mm number number )
normal | relieved mm mm mm mm 1 iN |K10/P30| mm
TypeF
12 12 12x10x 10 1/12-FH [ ] 25 3 " 1-F-N-... [ BN 16 1-F-T-...
1 16 15—-12* 16x12x110 1-FH [ 25 3 n 1-F-N- [ N 16 1-F-T-...
2 20 19-16* 20x15x140 2-FH [ J 32 35 14 2-F-N-... [ BN 19 2-F-T-...
3 25 24-20% 25x18x160 3-FH ® 4 4 17 3-F-N-... [ N 24 3-F-T-...
4 30 | 28-25% | 30x21x180 4-FH ° 50 45 | B5 | 4FN-. ®| o B5 | 4FT-.
5 36 35-30* 36x25x200 5-FH ® 60 5.5 30 5-F-N-... [ K 40 5-F-T-...
Type G

112 12 12x10x110 1/12-GH ® 25 3 1 1-G-N-... [ N ] 16 1-G-T-...
1 16 15-12* 16x12x110 1-GH ® 25 3 n 1-G-N-... [ BN ] 16 1-G-T-...
2 20 19-16* 20x15x140 2-GH [ J 32 35 14 2-G-N-... [ NN ] 19 2-G-T-...
3 2% | 24-20* | 25x18x160 3-GH ] | 4 17 3-G-N-.. o|lo| «u 3-G-T-..
4 30 29-25* 30x21x180 4-GH [ ] 50 45 235 4-G-N-... [ N ] 335 4-G-T-...
5 36 35-30% 36x25%200 5-GH [ 60 55 30 5-G-N-... [ N ] 40 5-G-T-..

A Please indicate here the alloy or grade of carbide required a
* When requiring intermediate measures, please indicate height of center or of shank
{quick change tool posts), e.g. 4-FH-h.-center 28 or 4-FH-h.-shank 28.

GHS
Parting Tool Holder GHS

This toolholder is specificaily designed for use on old machines which lack rigidity.
The cutting edge of the blade faces downwards and parts
with workpiece rotating in the opposite direction to normal.

How to order (example): 1 piece 4-GHS

Size For height of centers Holder GHS Cutters for use on holder GHS
above tool rest Measurements Code Avail- | Length | B3, Normal depth Extra depth
HxBxL number ability T Code Availability T Code Availability
mm number number
normal | relieved mm mm mm mm i mm Kob
1 14 13-12* 16x12x120 1-GHS ® 25 3 " 1-G-N-... 16 1-G-T-...
2 16 15—-14* 20x15x140 2-GHS ® 32 35 14 2-G-N-... 19 2-G-T-...
3 18 17-16* 25%18x160 3-GHS ® 41 4 17 3-G-N-... 24 3-G-T-...

4 Please indicate here the alloy or grade of carbide required A
* When requiring intermediate measures, please indicate height of center or of shank
{quick change tool posts), e.g. 1-GHS-h.-center 12 or 1-GHS-h.-shank 12.

Availability: @ ex stock / O within short notice
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FSE - GSE

Circlip Groove Cutters FSE and GSE of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips
for circlip grooves according to DIN 472

Kob TiN K10
Rap P30

Holdertype F Holder type G
Cutting type FSE Cutting type GSE
{righthand} {lefthand}
How to order (example): 5 pieces 3-FSE-2.5-Kob.
| Circlip | Width | Size 1 2 3 4
thié:("' By fhs Lengthof cutter 27 3 40 4
groove Code Availability Code vailability Code Availability Code Availability
number Kobifap|TiN|K10|P30| number | TiIN|K10({P30| number Keb{Rap!|TiN|K10|P30] number | TiN|K10
Holder 1/12-FH ‘ — — . —
om | mm | Mess e 2 g 7-FH 3 |@| | FH e
08 09 |Circlipgroove | 1-FSE-0.8-... eo|@|®|2rsE08-. NOEEEEE . D000 —
10 | 11 | 1-FSE-1.0-.. ) 0|0 |@|2F5E10-.. o|e|srscio..| (@ @ @@ @ 4FsElo-. oo
12 13 1-FSE-1.2-... o |®|®|2FsE12-. ®|® | 3FSE-1.2-.. ® 0 0|0 ®|4FSE0-. 30
15 16 1-FSE-1.5-... ) @@ (@] 2F5E15-. ®|@|3rSE15-..| (@@ @®|@|®|4FSE-15-. 10
175 | 185 1-FSE-1.75-.. |®|®|®|2FSE-1.75-.. ®|®|3FSE-175-.| @@ @ @|®|4-FSE-175-. oo
20 215 1-FSE-2.0-.. | @ |®|®| 2-FSE-20-. ®|®|3FSE20-.| @@ ®|®|®|4FSE20-.. oo
25 265 — 2-FSE-25-.. ®|@|3rsE25..| (8|le o @|@|4FSE25-. 1K)
30 3.5 — — 3FSE30-.| @@ |®|®|®|4FSE30-. oo
40 4.15 — — — 4-FSE-4.0-... (30
Holder 1/12-GH — — o —
(Meas.p.27) ™ gy 2-GH 36H @ | 461 |®
0.8 0.9 | Circlipgroove | 1-GSE-0.8-... 1 O|0O|O|2-GSE-08-.. O | O | 3-GSE-0.8-... ©i0|0|0|0 —
10 1q | cuter 1-GSE-1.0-... 1olo|o|z6sE10-. o|o|s6sero-..| (ololo|o|o|46sE10-. olo
1.2 13 1-GSE-1.2-... 0|0 |O|2-68E-1.2-.. O |0 | 3-GSE-1.2-... 010 0lo|0|4-6SE-1.2-. o|o
15 16 1-GSE-1.5-... v ololol2-68E-1.5-. O| O | 3-6SE-15-.. 010|0|0|0|4GSE-15-.. o|o
175 | 185 1-GSE-1.75-.. 0|0 | O |2-65E-1.75-.. 0|0 (3-65E-1.75-.| O |0 |0|0|4-65E-1.75-.. o|o
20 2.15 1-GSE-2.0-... |0|0|0|2-65E-20-. 0|0 |368E-20-.| (010 | O|0O|O|4GSE-20-. o|o
25 265 — 2-GSE-25-.. O |0 |3686-25-.| 10 0]|0|0|0O|4-6SE-25-.. olo
30 315 — — 3-GSE-3.0-.. 01l0|0|0|0|46SE-30-. o|o
40 4.15 — — — o 4-GSE-4.0-... olo
Please indicate here alloy or grade A - A v A A
of carbide required
FR
Groove cutters with radius and clearance in all directions
Size to be used on holder Cutter Code number Availability
{measurements on page 27} Radius Grooving depth
R mm Tmm
1 1/12-FH 125 5 1-FR-Rap ®
1 1-FH 1.25 5 1-FR-Rap ®
2 2-FH 15 7 2-FR-Rap ®
3 3-FH 175 9 3-FR-Rap ®

Availability: @ ex stock / O within short notice
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Threading Tools K and L of HSS-CO (Kob), HSS (Rap), TiN-coated and with Carbide Tips

[ L Kob TiN K10
/— i Rap P30
/ LR Bl
— R R-
B,
H,
. Please note: B
Type L only indicates the position
of the cutter in the holder,
. | but not the direction of thread
Threading tool type K “ } i ‘ to be cut. Direction of thread is
Thread at60° Type K (righthand) Type L {iefthand) E:mehn;dxw;Eiﬁnﬂ'{]hae“glgg\téhe
How to order (example): 10 pieces 2-K60-N-Kob. (Original box of 5 pieces)
Size |Forheight Holder Cutter 60° Cutter 60°
of centers normal width extra width
above | Measurem. Code Avail- | Length |HSS+TiN|K10+P30 Code Availability B max. C
tool rest HxBxL number | ability B=max. | B=max. number pitch number
mm mm mm  |pitchmm|pitchmm| R:3" p|TiN [K10|P30| mm mm Rz
Type K
0 13-10 | 16x12x100 0-KH ® 40 25 3 0.07 |0/1-K60-N: [ BN BN J 35 35 03 | 0/1-K60-£-
1 17-14 | 18x15x110 1-KH [ ] 40 2.5 3 0.07 |0/1-K60-N: [ BN BN J 35 35 03 |0/1-K60-E
2 22-18 | 20x18x140 2-KH ® 50 3 35 0.1 2-K60-N- [ N BN 45 45 0.35 | 2-K60-E-
3 27-23 | 25%x22x160 3-KH [ ] 60 35 45 0.12 | 3-K60-N- [ BN BN 55 5.5 0.45 | 3-K60-F-
4 33-28 | 32x25x180 4-KH [ ] 70 45 5.5 0.2 4-K60-N- o0 |0 65 6.5 0.6 4-K60-E
5 37-34 | 36x28x200 5-KH [ ] 80 55 6.5 0.2 5-K60-N- O|®|® 85 85 0.75 | 5-K60-E-
Typel
0 13-10 | 16x12x100 0-LH [} 40 25 3 0.07 | /1-L60-N- [ BN NN ] 35 35 0.3 | 0/1-L60-E- (@]
1 17-14 | 18x15x110 1-LH ® 40 25 3 0.07 |0/1-L60-N ( BN BN 35 35 0.3 | 0/1-L60-E- 0
2 22-18 | 20x18x140 2-LH [ ] 50 3 35 0.1 2-160-N- (BN NN ] 45 45 035 | 2-L60-F- O
3 27-23 | 25x22x160 3-LH [ 60 35 45 012 | 3-L60-N [ BN AN ) 5.5 55 045 | 3-L60-E- e}
4 33-28 | 32x25x180 4-LH ° 70 45 5.5 0.2 4-L60-N-. [ BN BN 6.5 6.5 0.6 4-L60-E- (@]
5 37-34 | 36x28x200 5-LH [ ] 80 55 6.5 0.2 5-L60-N: o|e|e 85 85 0.75 | 5-L60-E- (0]
A Please indicate here alloy or grade of carbide required
IS0 threads at 60°:
On request the 60° thread cutters are also available with radius for metric bolt threads ISO. In case of such requirement, please, indicate pitch of thread.
Thread at 55°
Size {For height Holder Cutter 55° Cutter 55°
of centers normal width extra width
above |Measurem.| Code | Avail- | Length HSS+TIN K10+P30 Code Availability B max. Code Avail-
toolrest | HxBxL | number | ability B max. piteh B max. pitch number pitch number | ability
mm mm mm mm TPI mm TPI R:2® Kb 4 Bap | TN [ KIO [ PO mm TPI Ry o W
Type K
0 13-10 [16x12x100| 0-KH [ 40 25 n 3 9 007 | JIK55N-. | @@ @ @ @ 35 8 03 0/1-K55-E-.. | @) @
1 17-14 |18x15x110| 1-KH [ 40 25 n 3 9 007 | 0/I-K55N-.. | 0@ | @® @ 35 8 0.3 W1-K55-E-.. | @] @
2 22-18 |20x18x140[ 2-KH [ ] 50 3 9 35 8 0.1 2K55-N-.. | @10 © | @ @ 45 6 035 | 2K%5E-. @@
3 27-23 |25%x22x160 3-KH [ ] 60 35 8 4.5 6 0.12 3K55-N-. |99 ®|®|® 55 5 045 | 3K5%E. | @@
4 33-28 |32x25x180| 4-KH [ ] 70 45 6 5.5 5 0.2 4K55N-. | @@ |0 |®|® 65 4 0.6 4-K55-E-.. | @] @
5 37-34 |36x28x200| 5-KH [ ] 80 55 5 6.5 4 0.2 5K55-N-.. | @ @O |@|® 85 3 0.75 5-K55-E-.. | @] O
Typel
0 13-10 |16x12x100| O-LH [ ] 40 25 " 3 9 0.07 | 0/1-L55-N-.. | @ ® (@ @ 35 8 0.3 0/1-L55-E-.. | OO
1 17-14 |18x15%x110| 1-LH [ ] 40 25 1 3 9 0.07 | 01-L55N-. | @ ® ® ® 35 8 0.3 0/1-L55-E-.. | OO
2 22-18 [20x18x140| 2-LH [ ] 50 3 9 35 8 0.1 2-L55N-.. | @ ® 0 @ 45 6 0.35 2-L55-F-.. | O[O
3 27-23 [25%x22x160| 3-LH [ ] 60 35 8 45 6 0.12 3L55-N-.. | @ ®| 0| 0o 55 5 0.45 F-L55-E-.. OO
"4 33-28 {32x25x180| 4-LH [ ] 70 45 6 5.5 5 0.2 4-L55N-.. |'@ ®| ® O 65 4 0.6 4155F-.. O] 0O
5 37-34 {36x28x200| 5-LH [ ] 80 5.5 5 6.5 4 0.2 5-L55-N-.. | @ O ®|®| 85 3 0.75 5-185-E-.. [©O10O

4 Please indicate here alloy or grade of carbide required 4

Special Thread Cutters

Full profile cutters for usual pitches on threads of 60° or 55° partly available ex stock.

Cutter KRU of HSS-CO (Kob), for cutting round threads acc. to DIN 405 KRU

How to order (example): 5 pieces 2-KRU-8G-Kob.

Size 2 3 4
Length of cutter 50mm 60 mm 70mm
Code Avail- Code Avail- Code Avail-
number ability number ability number ability
Pitch Holder 2-KH [ J 3-KH ® 4-KH
Cfltter KRU TPI Measurements | 20x18x140 25x22% 160 32x25x180
(righthand) 10 Round 2-KRU-106-Kob 3-KRU-106-Kob
8 thread 2-KRU-8G-Kob 3-KRU-8G-Kob 4-KRU-8G-Kob
6 cutter 2-KRU-6G-Kob 3-KRU-6G-Kob 4-KRU-6G-Kob
Availability: @ ex stock / O within short notice 4 3-KRU-46-Kob 4-KRU-4G-Kab
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K/L30

K/L180

Trapezoidal Thread Cutters K30 and L30 of HSS-CO (Kob), Square Thread Cutters K180 and L180 of HSS-CO {Kob),
TiN-coated and with Carbide Tips

TiN-coated and with Carbide Tips

(Table at top) {Table at bottom}
Kob TiN K10+P30 Kob TiN K10/P30
Cutter K30 Cutter L30 Cutter K180 Cutter L180
(righthand) (lefthand} {righthand) (lefthand)
How to order (example): 5 pieces 3-K30-7-P30
Size 0/1 2 3 4 5
Length
of cutter 40mm 50 mm 60mm 70mm 80 mm
B Code Avail- B Code Avail- B Code Avail- B Code Avail- B Code Avail-
number ability number kability number gbility number we{bility number ability
mm ' mm mm . mm mm
Pitch | Holder 0-KH -
mm |(Meas.p.29) 1-KH 2-KH . 3-KH ® 4-KH 5-KH ®
2 | cutterfor [25] 07-k30-2-. | @lolel®| 3 | 2ks2.. | eolel@|3s| skw2. | @oee
3 |trapezoidal |25 0/7-K30-3-... 9 Cee 3 2-K30-3-... ®O®® 35| 3-K30-3-. . Ol®@® 45| 4-K30-3-... LI
4 threads |[3.5| O/1-K30-4-... O|®®| 3 2-K30-4-... O|/®®|35| 3-K30-4-... ®/0®® 45| 4-K30-4-.. (L)
5 30° 35| 0/1-K30-5-... ®C\®® 45| 2-K30-5-.. o Ol®®|35| 3-K30-5-... Q O|®®| 45| 4-K30-5-... ®® 55| 5-K30-5-... L0
6 : 45| 2K30-6-.. | @O|®@|55| 3K306.. | @Ol@® 45| 4K305-. ®(®|55| 5-K30-6-. oo
7 : 55| 3-K30-7-.. ‘ O|@®|65| 4-K30-7-... ®|®|55| 5-K30-7-... (0]
8 55| 3-K30-8-.. ' O|®®| 65| 4-K30-8-... ®|®|55| 5-K30-8-... @ o
9 65| 4-K30-9-... ®|®|85| 5-K30-9-... @0
10 . . 85 5-K30-10-... 0]
12 . ] 85| 5-K30-12-... (L)
Holder O-LH .
{Meas. p. 29) I-LH 2-LH o 3-LH o 4-LH 5-LH ®
2 | Cutterfor |25| 0/7-L30-2-... o 3| 2t302-. | pplojojo[ss| 3Lm-2.. | @Ol
3 |trapezoidal |2.5| 0/1-L30-3-... Of 3 2-130-3-... 00035 3-L30-3-... Q O[O[O| 45| 4-L30-3-... 00
4 threads |3.5| 0/1-L30-4-... Of 3 2-L30-4-... O0035 | 3-L30-4-... O O[O|O|45] 4-L30-4-... Ol0
5 30° 35| 0/1-L30-5-... Ol451 2-L30-5-... 000351 3-L30-5-... aolololasl  4-L30-5-... 20010165 | 5-L30-5-... [e]l®]
6 45|  2-130-6-.. clolololss| #306-.. .| [poloo|as| 4130-6-. | [G0[00|55| 5L30-6-.. olo
7 55| 3-130-7-... O0|0[0]65]  4-L30-7-... @ O|O[O|5.5| 5-L30-7-... O[O
8 55| 3-L30-8-.. O[0[O[0]6.5|  4-L30-8-... 00055 | 5-L30-8-... OO
9 65| 4-L30-9-.. @ OlOO|8.5| 5-L30-9-... 00
10 L 85| 5-L30-10-... O[O
12 85| 5-L30-12-... O[O
Please indicate here alloy required  a A A A A
K/I_1 80 On request we are also producing cutters for trapezoidal threads of larger pitches or ACME.
How to order (example): 5 pieces 2-K180-5-Kob.
Size 0/1 2 3 4 5
Length
of cutter 27 mm 33mm 40 mm 48 mm 55 mm
B Code Avail- B Code Avail- B Code Avail- B Code Avail- B Code Avail-
number number ability number ability number ability number ability
mm mm mm mm . mm
Pitch | Holder 0-KH -
mm |(Meas. p.29) 1-KH 2-KH ® 3-KH ® 4-KH o 5-KH
2 | cutters |25| o1-K180-2-.. 3| 2-kig0-2-. | @oel®
3 | forsquare |25 0/1-K180-3-... 3 2-K180-3-... 80 O® 35| 3-K180-3-... 9C|®
4 | threads |25| 0/1-K180-4-... 3| 2ki80-4-. | @O@@ 35| 3K180-4-.. | @O@ |45 4-KI80-4-.. o0
5 180° 3 2-K180-5-... 90 0® 35| 3-K160-5-... BO® (45| 4KI80-5-... ©®|®| 55| 5-K180-5-... o®
6 . 35| 3-K180-6-... :kiO @®| |45| 4-K180-6-... @@ 55| 5-K180-6-... ®e
7 . 45| 4-K180-7-. ©®55 | 5-K180-7-.. o0
8 45| 4-K180-8-... @ ® 55| 5-K180-8-... @@
9 , 55| 5-K180-9-... L
10 ~ 55| 5-K180-10-.. o0
Holder 0-LH
(Meas. p. 29) 1-LH 2-LH o 3-LH 4-LH & 5-LH
2 | cutters |25] 0/1-L180-2-.. 3| zi1802.. | jglojolo ,
3 | forsquare |25| 0/1-L180-3-... 3 2-1180-3-... QI0[0|0)3.5 3-L180-3-... ¢ ojelle}
4 threads |[2.5| 0/7-L180-4-... 3 2-L180-4-... QO[0|0|35 | 3-L180-4-... DI00[0145 | 4-L180-4-... le]@]
5 180° 3 2-1180-5-... O OO0 351 3-L180-5-... O|O0|45| 4-L180-5-... OO]5.5| §-L180-5-... O
6 - 35| 3-L180-6-... O O|0| 45| 4-L180-6-... O(O|5.5| 5-L180-6-... O
7 45| 4-L180-7-... O|O{ 55| 5-L180-7-... O
8 45| 4-L180-8-... O|O| 5.5 5-L180-8-... O
9 55| 5-L180-9-.. Ol
10 55| 5-L180-10-... O
Please indicate here alloy required  a A A A A

Availability: @ ex stock / O within short notice
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On request we are aiso producing cutters for square threads of larger pitches or TPI.
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Special Threading Tool Holder RS

How to order {example}: 1 piece 2-RS

RS

This holder permits to cut threads at a high number of revolutions. This is due to the fact
that the cutter can be withdrawn instantly at any time.
Moreover, feed is given during return of tool. All cutter K can be used on these holders.

Size For height of centers Measurements Code Availability Stroke
above of clamping block number
tool rest hxbxI
mm mm mm
2 18 20x19x 80 2-RS [ ] 4
3 24 30x20x 89 3-RS [ ] 4
4 26 32x23x100 4-RS [} 6
Small Tools S S
for all turning on bench lathes with height of centers of 8 mm and more.
L 857
Y

“J A~

b3
— =

Small tool type S

How to order (example): 1 piece SH D E P F
10 pieces S60
Holder Sundry Rapid bits, 6 x6 x50 mm, code number
Measurements Code Roughing Side cutting Finishing Parting off Threading without
HxBxL number right left right left profile
mm 60° 55°
13x10x95 SH S-A S-B S-D S-E S-pP S-F S60 S55 S-0
Availability o s | s i e & | & | & " .
Wrenches CLE for IFANGER Tool Holders CLE
How to order (example): 5 pieces CLE-11
For holder of size no. 0.11241 2 3 46
Spanner opening mm " 13 18 20
Code number CLE-11 CLE-13 CLE-16 CLE-20
Availability [ ] [ ] [ J [ ]

Universal Grinding Gauge SL for Boring and Turning Tools (same as page 21) SL
—only one grinding gauge for all IFANGER boring and turning tools

19893
Stahi iiber 80kg
Grauguss

—indispensable for correct and accurate grinding of
IFANGER boring and turning tools

-

68 -

Bronze . c =
N a Jq
49553 WyosIsay 4 ;
38S3UapUIMag @ 5
: 7 m
J3ssaLydAISqY. I 1}
; How to order {example): 1 piece SL-D
Eisenu, Stah!
bis B0%g Grinding gauge Marking
By s German French English
Code number SL-D SL-F SL-E
Availability ° [ ] [ ]
Availability: @ ex stock
[ ]
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IFANGER Counterbore and Countersink Tools

R BB IR

Advantages of the system

- unlimited possibilities of combination between cutter, shank and pilot

—all parts hardened

- only the cutter to be replaced after being used up

- easy resharpening of the cutters by screwing-out the hindering pilot and the long shank
- cutters to be resharpened only on the front cutting edge

How to use IFANGER counterbore and countersink tools

In arder to achieve the best results when using IFANGER counterbore and countersink tools it is recommended to use a high number of
revolutions and a small feed.

For counterbore tools up to 20 mm @, the feed per revolution should not exceed 0.05 mm.
For mass production in soft metal, copper, brass, etc., counterbore tools with corresponding cutting angles are available.

The detachable pilots are always ground below the nominal dimension of the bore in the piece to be machined. Therefore, please, watch that
there always is play for the hardened pilot of the counterbore tool in the rough drilled bore and that the pilot never jams in it.

When the pilot used is of equal diameter or only slightly larger than its thread it is recommended to place a distance sink boltinto the counter-
bore cutter between the shank and the pilot. (Ask for these bolts!)

Counterbore and countersink tools have to be resharpened on a mechanical sharpening machine. Therefore, if not adequately equipped, it is
recommended to send the tools to the producer or to a sharpening shop, when resharpening is required.

Material Alloy of m/min Recommended number of revolutions (rev/min) for counterbore cutter of ... diameter

to be counterbore

machined cutter 1 8 10 12 14 16 18 20 22 25 21 30 35 40 45 50 55 60

Steel Rapid 25 1140 | 990 800 | 660 570 500 | 440 | 400 | 360 | 320 290 | 270 230 200 180 160 140 130
TiN 40 1820 | 1590 | 1270 | 1060 910 | 800 710 | 640 580 510 | 470 420 | 360 320 280 250 230 210

Castlron Rapid 20 910 | 800 640 530 | 450 | 400 | 350 | 320 290 | 250 240 | 210 180 160 140 130 120 110
TiN 35 1590 | 1390 | 1110 | 930 800 | 700 620 560 510 | 450 | 410 370 | 320 280 250 220 200 190
Carbide tip. 60 - —| 1910 | 1590 | 1360 | 1190 | 1060 | 950 870 | 760 710 640 550 480 | 420 380 | 350 320

Aluminium Rapid 80 3640 | 3180 | 2550 | 2120 | 1820 | 1590 | 1410 | 1270 | 1160 | 1020 940 850 | 730 640 570 510 | 460 420

Copper TiN 130 5910 | 5170 | 4140 | 3450 | 2960 | 2590 | 2300 | 2070 | 1880 | 1660 | 1530 | 1380 | 1180 | 1030 920 830 | 750 690
Carbide tip. 300 - — | 9550 | 7960 | 6820 | 5970 | 5310 | 4770 | 4340 | 3820 | 3540 | 3180 | 2730 | 2390 | 2120 | 1910 | 1740 | 1590

Brass Rapid 45 2050 | 1790 | 1430 | 1190 | 1020 | 900 800 | 720 650 570 530 480 | 410 360 | 320 290 260 240
TiN 80 3640 | 3180 | 2550 | 2120 | 1820 | 1590 | 1410 | 1270 | 1160 | 1020 940 850 | 730 640 570 510 | 460 420
Carbide tip. 150 - — | 4770 | 3980 | 3410 | 2980 | 2650 | 2390 | 2170 | 1910 | 1770 | 1590 | 1360 | 1190 | 1060 950 870 800

Standardizing Table of Counterbores and Countersinks for Screw Heads

Flat counterbores according to DIN 974-1

32

#S @ M of thread M2 | M25 | M3 M4 M5 M6 M8 | M10 | M12 | M16 | M20 | M24 | M30 | M36
‘ @ S mm of bore 44 55 6,5 8 10 " 15 18 20 26 33 40 50 58
Li:i;u & B mm of passing bore fine 2,2 2,7 32 43 53 6,4 84 10,5 13 17 21 25 - -
i @ B mm of passing 24 29 34 45 55 6,6 9 " 135 | 175 22 26 33 39
‘1 98 bore medium
} Flat counterbores according to SN 213.183
T @ M of thread M2 | M25 | M3 M4 M5 M6 M8 | M10 | M12 | M16 | M20 | M24 | M30 | M36
M @ S mm of bore 43 5 6 8 10 " 15 18 20 26 33 40 48 57
& B mm of passing bore fine 2,6 31 3,6 48 58 7 9 1 13,5 175 22 26 33 39
90° countersinks according to DIN 66
9 @ M of thread M2 | M25 | M3 M4 M5 M6 M8 M10 | M12 | M16 | M20
8 @ S mm of bore 44 55 6,3 94 10,4 12,6 17,3 20 24 32 40
i @ B mm of passing bore 24 29 34 45 55 6,6 9 " 135 | 175 22
i 90° countersinks for screws with hexagon socket according to DIN 74-1
} @ M of thread M3 M4 M5 M6 M8 M10 | M12 | M16 | M20
¢B @ S mm of bore 15 10 125 | 145 19 235 28 35 415
@ B mm of passing bore 34 45 55 6,6 9 " 135 | 175 22

[ ]
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Counterbore Cutters VFL of HSS (Rap) and TiN-coated for Flat Counterbores

Shanks VMK /VKK/VSZ/VLD see page 37
Pilots VFZ/VRZ/VFR see page 38

How to order (example): 2 pieces VFL-25.5-Rap.

MT shank Counterhore cutter Counterhore cutter
VMK ) Code Availability | 1, |Thread G | Thread$ @D Code Availabiliy | 1, [Thread G | Thread S
mm number Rap{TiN| mm | forpilot | forshank mm number Rep!TIN| mm | forpilot | forshank
8.0 VFL-80-. | @ 38.0 VFL-380-. |®]O 3
8.5 VFL-8.5-... M3 385 VFL-38.5-... O
9.0 VFL-9.0-... 39.0 VEL-39.0-.. o
95 VFL95-.. s M6 395 VFL-395-... o M1820 TPI
10.0 VFL-10.0-... 40.0 VFL-40.0-... ® m
105 VFL-10.5-.. M35 105 | VA5 °
11.0 VFL-11.0-... 2 41.0 VFL-41.0-... O M8
15 VFL-11.5-... 415 VFL-41.5-... O
12.0 VFL-12.0-... 420 VFL-42.0-... O
12.5 VFL-12.5-... M45 425 VFL-42.5-... O
13.0 VFL-13.0-... i 430 VFL-43.0-... O m
135 VFL-13.5-... 435 VFL-435-... 10
14.0 VFL-14.0-... 440 VFL-44.0-... O
14,5 VFL-14.5-... 445 VFL-44.5-... O
150 VFL-15.0-.. M8 450 VFL-45.0-.. o M21x14TPI
15.5 VFL-155-... M5 455 VFL-455.. ps
16.0 VFL-16.0-... 46.0 VFL-46.0-... O
16.5 VFL-16.5-... 46.5 VFL-46.5-...  Ne
: VFL-17.0- 8 ’
Straight shank 170 G- 490 | VA-470.. [@]O|
vsz 17.5 VFL-17.5-.. 475 VFL-475-. | o
18.0 VFL-18.0-... 48.0 VFL-48.0-... O
185 VFL-18.5-... 485 VFL-48.5-... o
19.5 VFL-19.5-.. M10x20TP! 49.5 VFL-49.5-... @]
200 VFL-200-... 50.0 VFL-50.0-... o
2.5 VFL-205-... M& 50.5 VFL-50.5-... o
21.0 VFL-21.0-... 51.0 VFL-51.0-.. 1o
215 VFL-21.5-.. 515 VFL-51.5-.. o MI10 | M25x14TPI
20 | VA-220-. 520 | VFL-520-.. 0
a5 | VA-25-.. 525 | VFL-525-. o
By | V2D 530 | VAL-530-. o
240 VFL-24.0-... 54.0 VFL-54.0-... O
245 VFL-24.5-... 545 VFL-54.5-... O 53
250 VFL-25.0-
see page 37 55.0 VFL-55.0-... 10O
g:g Klf tggg 555 VFL-55.5-... o
Counterbore cutter : et 56.0 VFL-56.0-... O
VFL %5 VFL-26.5-.. 3 56.5 VFL-565-. | @O
2770 | VEL-270-.. 570 | VAL57.0-. o
75 | VA275- M7 575 | VFL-575-. 0
28.0 VFL-28.0-... 58.0 VFL-58.0-... 1 O M30
28,5 VFL-28.5-... M14x20TP! 58.5 VFL-58.5-... 10O
280 | VA-290-. 590 | VAL-590-. o
29.5 VFL-29.5-... 59.5 VFL-59.5-... O
30.0 VFL-30.0-... 36 60.0 VFL-60.0-... 10
05 | VA-305-. 605 | VA-605.. |[@ O
Rap 31.0 VFL-31.0-... a Please indicate here alloy required
315 VFL-31.5-...
320 VFL-32.0-...
325 VFL-32.5-... M15x20TPI
330 VFL-33.0-... Counterbore cutters are also available with intermediate diameter.
335 VFL-33.5-... 37
340 VFL-34.0-...
345 VFL-34.5-... For exclusive use in materials different from steel ask for counterbore
35.0 VFL-35.0-... cutters with special drill:
355 VFL-35.5-... M8 foraluminum, copper, for brass, bronze
360 VFL-36.0-... soft plastics
36.5 VFL-365-... 38
Pilots 370 VFL-37.0-... M18x20TPI
VFZVRZ 315 VFL-37.5-...
_.I;f;.., 4 Please indicate here alioy required
iE
iz

see page 38

Availability: @ ex stock / O within short notice
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VFL
Counterbore Cutters VFL, Carbide Tipped (Grade K10) for Flat Counterbores

Shanks VMK /VKK/VSZ/VLD see page 37
Pilots VFZ/VRZ/VFR see page 38

How to order (example): 1 piece VFL-20.5-HM
Important: The diameter of pilot may not be smaller than the measure “A” on the carbide tipped counterbore tool.

MT shank Counterbore cutter Counterbore cutter
VMK @D Code Avail- |1, A | ThreadG | Thread$ @D Code Avail- | |, A | ThreadG | ThreadS
mm number ability [ mm mm forpilot | forshank mm number ability | mm mm forpilot { forshank
100 | VAL-100-HM | @ % 5 360 | VAL-360-HM | @ s
105 | VAL-105-HM | @ w3 V6 365 | VFL-365-HM | @ % :
16 | VA-11.0-HM | ® 370 | VFL-37.0-HM | @
15 | VA-115HM | @ 28 | 55 315 | VFL-37.5-HM | @ 80 M7
120 | VAL-120-HM | ® 380 | VFL-380-HM | ®
125 | VFL-125-HM | @ 85 385 | VFL-385-HM | @ 95 MIgx20TP
130 | VFL-130-HM | @ 6 Mas 390 | VFL-39.0-HM | ® 105
135 | VFL-135-HM | @ . 395 | VFL-395-HM | @ :
140 | VFL-140-HM | @ ; 400 | VFL-40.0-HM | @ w0 | 115
145 | VAL-145-HM | @ M8 405 | VFL-405-HM | @ '
150 | VFAL-150-HM | @ 2 | s N0 | VA-41.0-HM | @
155 | VFL-155-HM | @ i a5 | VFAL-4L5-HM | @ 125
160 | VFL-160-HM | @ . M 20 | VA-20-HM | @ '
185 | VFL-165-HM | ® : 425 | VFL-425-HM | @
170 | VFL-17.0-HM | @ 65 430 | VAL-430-HM | @ M 1
175 | VA-175HM | @ . 435 | VFL-435-HM | @
180 | VFL-180-HM | @ . 440 | VFL-440-HM | ®
185 | VFL-185-HM | @ 445 | VFL-445-HM | @
13 M8 | Marx14TPI
190 | VAL-190-HM | @ 450 | VFL-450-HM | @
195 | VFL-195-HM | @ 455 | VFL-455-HM | @
00 | VA-200-HM | ® ? ME o 460 | VFL460-HM | @
05 | VA-205HM | @ 465 | VF-65HM | @ 15
48
20 | VFL-21L0-HM | @ . 40 | VF-a70-HM | @
25 | VA215HM | @ 475 | VRL475HM | @ "
220 | VFAL-220-HM | @ 80 | vriaagnm | @
25 | VFL225HM | @ 4 | g 185 | VAL-485HM | @ s
20 | VA-230-HM | @
s | s | o we| et o] |
240 | VFL-24.0-HM ) 9 M12x20TPI . .
u5 | VRL-25HM | @ ggg ﬁ i:gglg:m . 135
%0 | VFL-250-HM | @ 8 si0 | visroms T o
%5 | VFAL-255-HM | @ M6 a5 | vesramm | o 15
260 | VA-Z0HM | @ | a5 | g5 520 | VFL-520-HM | @
65 | VFL-265-HM | @ 25 | viessrm | e 155 M25x14TPI
270 | VAL-27.0-HM | @ 95 w0 | vissorm T o
s | 215 | VFL-275-HM | @ 7
-5 VFL 280 535 | VFL-535-HM | O
see page 37 oy el : 8 540 | VFL540-HM | @
page 85 | VFL-285-HM | @ M14x20TPI o | viisserm | 18
290 | VFL-290-HM | @ - s
Counterbore cutter 36 8.5 -55.0-
VEL 205 | VRL-295HM | @ o ﬁgggm . 185
300 | VFL-30.0-HM ° 95 : : 53
305 | VFL-305HM | @ : :gg KIFE t:zg-g:m 8 20 | Mo
10| VELSLOHM | @ | g5 | jo5° 570 | VFL-570-HM | O
315 VFL-31.5-HM [ ] ot VEL-57.5-HM o 21
320 | VFAL-320-HM | @ "5 - . M30
ws | o e | M0 A E
AIEAHEIE wg visom | 0| [,
200 VAL 34'0 ™y ° M15x20TPI 59.5 VFL-59.5-HM o}
: head 10.0 60.0-
35 | VAL-345HM | @ Sortl I AT e 25
360 | VFL-35.0-HM ) s | 10 - g
355 | VA-355-HM | @ .

see page 38

Availability: @ ex stock / O within short notice
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VKO

Countersink Cutter VKO of HSS (Rap) (for use with pilot) for Countersinks at 90°

Shanks VMK/VKK/VSZ/VLD see page 37
Pilots VFZ/VRZ/VFR see page 38

Tapershank  Straight shank How to order (example): 1 piece VK0-19.0

VMK !t vsz Important: The diameter of pilot may not be smaller than the measure “A” on the countersink cutter.
g
i 1; Countersink cutter Countersink cutter
. ] @D Code Avail-{ | A | Thread G | Thread S %] Code A | Thread G | Thread S
; | ! mm number ability | mm mm | for pilot | for shank mm number mm | for pilot | for shank
o : gg zzg:g.g:gp 4 180 | VKO-18.0-Rap 9 -
‘v - - P M3 19.0 VKO-19.0-Rap 95
I3 9.0 VK0-9.0-Rap 45 20.0 VK0-20.0-Rap M6
L3 100 | VKO0-10.0-Rap 5 M6 205 | VKO-20.5-Rap
f 104 VKO-10.4-Rap 21.0 VKO-21.0-Rap 10
J 11.0 VKO-11.0-Rap 55 M3.5 230 VK0-23.0-Rap 105
- "5 VKO-11.5-Rap 24.0 VK0-24.0-Rap 12 M12x20TPI
120 VKO-12.0-Rap 6 25.0 VKO-25.0-Rap
124 VKO-12.4-Rap Ma5 26.0 VK0-26.0-Rap M7
see page 37 130 | VKO-13.0-Rap 280 | VKO-280-Rap 13
140 | VKD-14.0-Rap 85 Vi3 300 | VKO-30.0-Rap 14 b
150 | vK0-150.h00 7| ws 399 | VKO510Fap Wi
S%ntersmk cutter 90 165 VKO- 76‘5-Raz 340 VK0-34.0-Rap 15 M8
170 | VKO-17.0-Rap 8 310 | VKO-57.0-Rap 16 M18x20TPI
40.0 VK0-40.0-Rap 17

Pilots

see page 38

VSP

Countersink Tools VSP of HSS (Rap) (for use without pilot) for Countersinks at 90°
Shanks VMK/VKK/VSZ/VLD see page 37
Tapershank  Straight shank

vsZz

VMK!i

How to order {example): 2 pieces VSP-30
i Countersink cutter
: 2D Code I A Thread S
‘ mm number ability [ mm | mm for shank
10 VSP-10-Rap | 2 1 M6
1.
: 12 VSP-12-Rap 2
: M8
‘ 15 VSP-15-Rap 33 3
j 20 | vsP-20-Rap 4 | M10x20TPI
L i 2% VSP-25-Rap 35 6 | M12x20TPI
] 30 VSP-30-Rap 36 8 | M14x20TP!
S
48k 3% | VSP-35-Rap 3 | 10 | MI5x20TPI
see page 37 20 | VSP-40-Rap 0 | 12 | Misx20TPI
Countersink cutter 90° 50 VSP-50-Rap 5 14 | M25x14TPI
VSP 60 VSP-60-Rap 16 M30

o]

Availability: @ ex stock
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VFL VKO

Small Counterbore Tools VFL of HSS (Rap) Small Countersink Tools VKO
and TiN-coated for Flat Counterbores of HSS (Rap) for Countersinks at 90°
How to order (example): 5 pieces VFL-5.0-3.1-Rap. How to order {example): 5 pieces VK0-5.0-2.7-Rap.
5 pieces VFL-7.0-TiN 5 pieces VK0-7.0-Rap.
D z L1 S Code Avail- D z L S Code Avail-
mm | mm | mm | mm number ability mm | mm | mm |} mm number ability
Rap [TiN 43 | 16 VK0-4.3-1.6-Rap |
43 | 22 | 4 | 4 | VKO-43-22-Rap
43| 16 VFL-43-16-.. |0 |0
43 | 26 VFL-43-26-. | e |0 43 25 VK0-4.3-2.5-Rap
45 | 20 4 4 VFL-45-20-.. | O | O 5.0 20 5 VK0-5.0-2.0-Rap
45 25 VFL-4,5-2,6-... olo 5.0 2.7 VKO-5.0-2.7-Rap
50 | 20 VFL-50-20-. | O | O 60 | 25 VK0-6.0-2.5-Rap
50 | 25 VFL-50-25-.. |0 |0 60 | 32 | VKO-6.0-3.2-Rap
50 | 28 VFL-50-28-.. | ® | O 63 | 32 o | VKO63:3.2Rap
20 | 31 5 |—L50ST.. (@10 66 | 25 VK0-6.6-25-Rap
55 | 25 VFL-55-25-. | O | O
66 | 32 VK0-6.6-3.2-Rap
55 | 27 VFL-5527-. | @ |0
66 | 36 VKO-66-36-Rap | @
55 | 29 VFL-5529-. | e |0 -
55 | 30 VFL-55-30-.. | O | O oMy vko70MsRap | @ |
60| 25 | 2 VFL-6025-. | OO
60 | 30 VFL-6,0-30-.. |0 |0
60 | 36 VFL-60-36-.. |® | ®
65 | 3,0 VFL-65-30-. | O | O
65 | 32 VFL-6532-. |0 |0
65 | 34 VFL-65-34-.. |0 |0 . .
6,5 35 VFL-6,5-3 5-... olo with screw-on pilot
65 | 40 6 | vr-6540-. |00 fsee page 38)
7.0 VFL-70-M3-. | @ | ®
7,2 VFL-72-M3-.. | ® | ®
15 VFL-75-M3-.. | @ | ®
go |MS" | 70 VFL-80-M3-. |® |0
85 VFL-85-M3-.. | @ | O
9,0 VFL-90-M3-.. | @ | O

Please indicate here required alloy (Rap/TiN) A

Adjustable Counterbore Tools VVF with Cutters of HSS (Rap)

A tool for short series of counterbores of different diameters. The counterbore cutter, with its eccentric thread bore,

is seated on an eccentrically turned shank thread. By rotating it suitably on the shank, the desired diameter of bore can be set
and measured from the guide roller. The counternut {lefthand thread) locks the counterbore cutter (righthand thread)
securely on the shank.

How to order {example): 2 pieces VVF-32 with 1 piece VVS-32
{pilots see page 38)

Setting range Counterhore cutter Shank MT3 PilotRoller VFR
with counternut and pilot screw

D1 oD Code number Code number Avail- Thread @ range of roller

mm mm ability mm
32-40 32 VVF-32-Rap WS§-32 + VKZ-M7 [ ] M7 10-21
40-50 40 © VVF-40-Rap

VVS-40 + VKZ-M8 [ ] M8 13-28

50-60 50 VVF-50-Rap

The rolling pilot units are identical with the ones on normal counterbore and countersink cutters as per pages 40+41.
When re-ordering roiling pilot units or parts of them, please, watch the size of thread G. Furthermore, the diameter of the
rolier pilot may under no circumstances be inferior than indicated in the above table.

Adaptor Sleeves RED ground and hardened

How to order (example): 5 pieces RED-4/3

MT outside 2 3 3 4 4 4 5 5 5
MTinside 1 1 2 1 2 3 2 3 4
Code number RED-2/1 | RED-3/1 | RED-3/2 | RED-4/t | RED-4/2 | RED-4/3 | RED-5/2 | RED-5/3 | RED-5/4
Availability ® ® [} [ [ ] [ ] ® ® [ ]

Availability: @ ex stock / O within short notice

[ ]
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Shanks VMK and VKK with Morse Taper for Counterbere/Countersink Cutters

How to order {example): 5 pieces VMK-2-14

VMK/VKK

MT shanks
VMK

Straight shanks
AV VLD

Availability: @ ex stock

for cutter Thread MT Shank long VMK Shank short VKK
of @D S l, Code number Availability l, Code number Availability
mm mm
8.0~115 M6 1 70 VMK-1-M6 ® 6 VKK-1-M6 [}
12.0-175 M8 1 70 VMK-1-M8 ® 8 VKK-1-M8 ®
18.0-215 M10x20TP! 1 70 VMK-1-10 [ ] 12 VKK-1-10 ®
22.0--26.5 M12x20TPI 2 85 VMK-2-12 [ ] 14 VKK-2-12 [ ]
27.0-305 M14x20TPI 2 85 VMK-2-14 ® 15 VKK-2-14 ®
31.0-355 M15x20TPI 2 85 VMK-2-15 [} 16 VKK-2-15 ®
3 100 VMK-3-15 [} 16 VKK-3-15 [ ]
36.0-415 M18x20TPI 3 100 VMK-3-18 ® 18 VKK-3-18 °
42.0-495 M21x14TPI 3 100 VMK-3-21 [} 22 VKK-3-21 ®
4 122 VMK-4-21 [ ] 22 VKK-4-21 ®
50.0-54.5 M25x14TPI 3 100 VMK-3-25 [} 25 VKK-3-25 ®
4 122 VMK-4-25 [ ] 25 VKK-4-25 [ ]
55.0+ M30 3 98 VMK-3-30 ® 30 VKK-3-30 [ ]
4 100 VMK-4-30 ® 30 VKK-4-30 [}
Straight Shanks without (VSZ) and with (VLD) Weldon Flats
How to order {example): 3 pieces VLD-M8
for cutter Thread Straight shank VSZ Straight shank VLD
of @D S BZ I3 Code number Availability | B@ | 13 | |, Code number Availability
mm mm mm |mm | mm
8.0-115 M6 8 94 VSZ-Mé [ 10 | 46 40 VLD-Mé6 ®
12.0-17.5 M8 10 100 VSZ-M8 [ ] 12 | 52|45 VLD-M8 [ ]
18.0-215 M10x20TPI 10 100 Vsz-10 ® 16 | 58 | 48 VLD-10 [ )
220-265 M12x20TPI 12 109 VS§z-12 [ ] 16 | 62|48 VLD-12 [}
27.0-30.5 M14x20TPI 12 107 V§Zz-14 o 20 | 68 | 50 VLD-14 [ J
31.0-35.5 M15x20TPI 12 107 VSZ-15 [ ] 20 [ 71|50 VLD-15 [ ]
36.0-415 M18x20TPI 16 106 VSZ-18 [} 25 | 81|56 VLD-18 [}
42.0-49.5 M21x14TPI 25 |83 56 VLD-21 [}
50.0-54.5 M25x14TPI 32 92|60 VLD-25 [ ]
55.0+ M30 32 92|60 VLD-30 [}
Shanks with different MT or different measurements B, |, or I, on request.
37
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VFZ

Fixed Pilot VFZ to Counterbore and Countersink Cutters

VFZ

VFZ

How to order (example): 5 pieces VFZ-M3.5-5

Important: The diameter of the fixed pilot “Z” may not be smaller than the measure “A” on carbide tipped counterbore cutters (pages 34)

or countersink cutters (page 35).

VKZ - VFR - VRZ

Pilot serew

Pilot roller
R

—

- @]

Head screw

VKS I

Rolling pilot unit
G

VKS

Head Screws VKS for Pilot Screws

for cutterof @ D Fixed pilot
HSS/TIN | Carbide G |l Code Available sizes @ Z A mm
mm mm mm|  number 35(37| 4 |42]43|45(|48] 5 |53(55|58| 6 |64(65| 7 (758 |85 9 10| M
7.0- 95 | 100-11.5 |M3 6| VFZ-M3-... [ AN [ BN BN J [ BN BN [ BN BN J
10.0-115 | 120-145 |M35 | 6| VFZ-M35-... [} [ [ BN BN BN BN BN BN BN BN BN BN ]
120-135 | 150175 (M45 | 7| VFZ-M4.5-.. [ [ ] [ BN B J
14.0-175 | 18.0-215 (M5 8| VFZ-M5-... ® [ 4 [ [ BN ]
18.0-235 | 22.0-295 (M6 9| VFZ-M6-... [ ] [ BN BN J
240-325 | 30.0-38.5 (M7 10 | VFEZ-M7-... o (o o o
33.0-445 | 39.0-515 |M8 |12 | VFZ-M8-.. [ ] [ BN BN ]
45.0-60.5 | 52.0-605 {M10 |12 | VFZ-MI0-... [ K
Intermediate sizes on request A Please indicate here required diameter
Pilot Screws VKZ, Pilot Rollers VFR and Rolling Pilot Units VRZ to Counterbore and Countersink Cutters
How to order (example): 1 piece VRZ-M8-14
Important: The diameter of pilot roller “R” may not be smaller than the measure “A” on carbide tipped counterbore cutters {page 34)
or countersink cutters (page 35).
forcutterof @D Pilotscrew Code number
with head screw Pilot
rolier VFR-...
HSS/TiN | Carbide G F Code I Rolling pilot
mm mm mm| number * | mm | unitVRZ-.. Available sizes @ R A mm
VFR-M5-... 7(75:8|85 9|95 (10/105|11[115|12]125[13]13514
12.0-135 | 150-175(M45| 5 | VKZM4.5 | @ | 10 vRzMis. @l ® @l ® @l ® o @ |e|le @ o o @@
VFR-M5-... 7175|885 9|95 10/105]11}11.5]12{125|13]135]|14
140-175180-215| M5 | 5 | vkZ-M5 | @ |10 | o (ol S gl e @l @l e o e o ® o e
885|995 (1010511 |115(12|125 13135 |14|145
VER-M6-... e o 00 00 0o 000 0 0 00
18.0-235(22.0-295| M6 | 6 | VKZ-M6 ® |12
VRZ-M6-.. (15155 |16 |16.5 |17 |17.5 |18
o o o/ o @ O
9195 10105 |11 11.512125|13|135|14]145
VER-M7-.. oo |00 0o 00000 |00
24.0-325|30.0-385| M7 | 7 | VKZ-M7 @® | 135
VRZ-M7-..  |15|155 {16 |16.5 |17 |17.5 |18 | 185 |19 19.5|20| 205 |21
o ® o & 0 o o 0 o o 060 0 o
12| 13 |14 15 {16 17
_M8- o o o & o o
33.0-445(33.0-515| M8 | 9 | VKZ-M8 ® |16 VFR-M8-...
VRZ-ME-.. (18| 19 |20| 21 |22| 23 |24 25 |26| 27 |28| 29 |30
o ® o6 o6 o o o o o o o [ J
12| 13 |14 15 [16| 17
-M8- L N N NN N A J
45.0-60.5 {52.0-60.5| M10 | 9 | VKZ-M10 | @ | 16 VFR-Mé-...
VRZ-MI0-.. (18| 19 |20 21 |22| 23 |24| 25 |26| 27 |28] 29 (30
o ® o . 06 o o 0o o o0 0 o [ J
Different sizes on request a  Please indicate here required diameter
A Tolerances of Diameters of Pilots
How to order {example): 5 pieces VKS-M4.5/M5-M3 G7orR Toierance
Thread of E H Head screw mm mm
pilot screw Code Avail- —0.05
G mm number ability =6 007
M4.5/M5 M3 59 VKS-M4.5 [ ] -0.07
6.5-10 ~0.09
Ms M4 6.9 VKS-Mé6 [
10.1-20 -0
M7 M4 79 VKS-M7 [ J ) -0.1
MeMI0 | M5 | 109 VKS-M8 ° =2 o

T ‘P—~«% m

* Availability: @ ex stock

[ ]
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Sets of Counterbore Tools SET of HSS (Rap) and TiN-coated for Flat Counterbores

How to order (example): 1 piece SET-C-MK-Rap

SetA contains: Set B equal set A plus: Set C equal set B plus:
Counterbore cutter @ D 105 115 125 135 145 155 225 245 255 275 305 355 405
{1 piece each} 16,5 1756 185 195 205
Shanks Thread: Quantity Straight MT Thread: Quantity Straight MT Thread: Quantity Straight MT
MB6: 2 & 8or 1 M12x20TP1: 3 D120r 2 M15x20TPI: 1 @120r 3
M8: 6 Z100r 1 M14x20TPI: 2 Z120r 2 M18x20TP: 1 @16or 3
M10x20TPI: 3 @10o0r 1
Fixed pilots Thread: @ Thread: @& Thread: @
{1 piece each} M3.5: 4 45 5 55 6 65 M7: 7 75 8 85 M8: 8 9 10 N
M4.5: 5 55 6 65
M5: 5 55 6 65
Mé6: 6 65 7 75
Pilot screw Thread: Quantity Thread Quantity Thread Quantity
M4.5: 2 Mé: 1 M8: 2
M5: 4 M7: 4
Mé: 3
Pilotrollers 1 piece each Thread: @ Thread: @ Thread: @
(M4.5and M5 1 piece per @, M45+M5: 7 75 8 85 9 95 10 M7: 9 95 10 105 M8: 12 13 14 15 16 17 18
asidentical) M6: 8 85 8 95 10 105 N 1 115 12 125 2021 22 24 25 28
15 12 125 13 135 13 135 14 145
14 145 15 15 16 16517
18 19 20 21
Code number Code humber Code number
Straight shanks SET-A-SZ-... SET-B-SZ-... SET-C-SZ-...
MT shanks SET-A-MK-... SET-B-MK-... SET-C-MK-...
Set AA contains: Set BB equal set AA plus: Set CC equal set BB plus:
Counterbore cutter & D 100 11.0 120 130 140 150 220 240 250 270 300 350 400
{1 piece each) 16.0 17.0 180 19.0 20.0
Shanks and pilots as set A Shanks and pilots as set B Shanks and pilots as setC
Code number Availability Code number Availability Code number Availability
TiN
Straight shanks SET-AA-SZ-... SET-BB-SZ-.. ® SET-CC-SZ-...
MT shanks SET-AA-MK-... SET-BB-MK-... [ ) SET-CC-MK-...
Piease indicate here alloy required A A A
Sets F, FF and FM contains
SET'F Of Counterbore TOOIS Of Rapld Counterbores acc. to: SN 213.183 DIN 974-2 fine DIN 974-2 medium
and TiN-coated SetF Set FF SetFM
for cylinder head bolts composed of: composed of: composed of:
— M3 VFL-6,0-3,6 VFL-6,5-3,2 VFL-6,5-3,4
MARATIN ol o M4 VFL-8,0 VFL-8,0 VFL-8,0
VSZ-M6 VSZ-M6 VSZ-M6
VFZ-M3-4,8 VFZ-M3-4,3 VFZ-M3-4,5
M5 VFL-10,0 VFL-10,0 VFL-10,0
VSZ-M6 VSZ-M6 VSZ-M6
VFZ-M3,5-5,8 VFZ-M3,5-5,3 VFZ-M3,5-5,5
M6 VFL-11,0 VFL-11,0 VFL-11,0
VSZ-M6 VSZ-M6 VSZ-M6
VFZ-M3,5-7 VFZ-M3,5-6,4 VFZ-M3,5-6,6
M8 VFL-15,0 VFL-15,0 VFL-15,0
VSZ-M8 VSZ-M8 VSZ-M8
VRZ-M5-9 VRZ-M5-8,4 VRZ-M5-9
M10 VFL-18,0 VFL-18,0 VFL-18,0
VSZ-M10 VSZ-M10 VSZ-M10
VRZ-M6-11 VRZ-M6-10,5 VRZ-M6-11
Availability Availability Availability
Rap | TiN Rap | TiN Rap | TiN
Code number SET-F-... [ ] ([ J SET-FF-... [ ] ® | SET-FM-... [ ] [ ]
Availability: @ ex stock Please indicate here required alloy A A A
[ ]
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Terms of supply

Basis of order: Our manufactures are always up-to-date, in accordance with the most recent workshop experience. The illustrations
and dimensions given in the catalogue are, therefore, not strictly binding.

Time of delivery: Normal tools according to catalogue can, as a rule, be delivered promptly from stock. Promised times of delivery will
be observed as far as possible. However, any claims for compensation because of late delivery will not be recognized.

Prices: The prices in CHF quoted in this price list, together with any increment, are for goods unpacked ex works, sales tax excluded.
For orders of a value of less than CHF 50.00 no discount can be granted. Minimum value of invoice: CHF 15.00 plus packing and ship-

ping costs.

Dispatch is effected at purchaser’s risk. If no special instructions are given for dispatching, we are free to choose the manner of
forwarding.

Packing and shipping costs are invoiced in accordance with corresponding expense.

Terms of payment: Invoices are to be settled without any deduction within 30 days from their date of issue.

Guarantee: We guarantee that our tools are accurate, efficient and of robust construction. Any parts that are evidently faulty,
possessing defects in material or hardening, will be replaced free-of-charge. For damages due to natural wear, faulty handling or
undue stressing of the tool no claims for replacement will be accepted. Any claims for compensation of damages said to be due to
faulty tools will be rejected.

Retention of title: The goods remain our property until receipt of the fully payment by us.

Place of jurisdiction: Uster (Switzerland)
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