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Application area

The new product range of twist drills EF-Drill Modular is designed in particular
for the production of drill holes with large diameters in steel materials and
cast iron but applications in non-stainless steels and cast aluminum alloys
are also possible.

The drill diameters of the EF Drill Modular range from 14 to 32 mm and thus
tie in seemlessly with the previously available dimensional range of the solid
carbide twist drill EF-Drill (3 2,8 to 16 mm).

Modular design

The modular design with exchangeable cutting heads combines maximum
flexibility with high efficiency. Thus only one holder is required to cover a
drill range of Tmm. Cutting heads with different diameters and geometries
can be used within this dimensional graduation. This results in lower overall
operating costs compared to solid carbide twist drills.

Patented interface
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The form- and force fit connection of the patented interface enables superior machining values.
Screw connections on the face provide maximum reliability and thanks to their easy access also

enable a change of the cutting head in the machine.
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Exchangeable solid carbide cutting head
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The cutting edge geometry of the solid carbide cutting head is an advanced development of our solid carbide
twist drill EF-Drill with considerably improved self-centering characteristics. The excellent self-centering feature
of the EF-Drill Modular enables an accuracy of the drilling process which meets the requirements of drilled tap
hole production, in particular also for cold-forming threads.
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Flutes
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The flutes are designed to guarantee an excellent chip evacuation

and high stability of the tool.
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Coolant supply
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ERd—71>% TIALN-T21 The exit of the coolant supply is positioned in such a way that
Coating TIALN-T21 the coolant jet is optimally directed into the area of machining.
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Thanks to the high temperature resistance of the TIALN-T21 coating

built-up cutting edges are significantly reduced and as a result the

wear due to adhesion is reduced likewise. Chipping of cutting edges

is minimized and tool life increases significantly.
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W = Very suitable
00 = Suitable

are to be found on page 6.
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Product finder and cutting data

Please note:
The suitability of the twist drills is marked in the respective columns
as follows:

The appropriate cutting speeds v, [m/min] and feed per revolution values f [mm/rev.]

EREE - wHIM

Range of application - material

FlRDRE

Tensile Strength

P TEH(DINAth)

Material examples

MREBI(JIStH)

Material numbers

AR U Cold-extrusion steels, Cq15
SR R Construction steels, < 600 N/mm?2 S235.R (S137-2) el SR
BREUSH Free-cutting steels, etc. 10SPb20 ' '
A E R R SRR Construction steels, E360 (St70-2)
Yot Cementation steels, <800 N/mm?2 16MnCr5 3350133'\2‘5%508%:\/'52!1 LSCMn,
Steel castings, etc. GS-25CrMo4 nass,
Cementation steels, 20MoCr3
Heat-treatable steels, <1000 N/mm? 42CrMo4 gé&M ggyl—?1SECH4§18'I\-/II4S4L(J] J';
Cold work steels, etc. 102Cr6 n,  obr ’
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
aasif High-alloyed steels, X38CrMoV5-3
A2 TEM(sEEEA) Cold work steels, < 1400 N/mm? X100CrMoVv8-1-1 SKD12, SKD61, SKT, SUH, SKH
A2 TERGEEEA) Hot work steels, etc. X40CrMoV/5-1
ATVLA Stainless steel materials
. 7718 NILTVHAN Ferritic, martensitic <950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M . A—RTFA Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
b A—RTHANTZ 54 ZiR%R, irHEER Austenitic-ferritic (Duplex) < 1100 N/mm? X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 | A—RTFTFANT7F1~ ZHB%R, AHEER Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
. ) . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
9 Ak Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) F0300
. . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400
U1k Cast iron with nodular graphite (GJS) 500-900 N/mm? EN-GJS-700-2 (GGG70) FCD700
_ ‘, ) ) N 2
ASE S 73 Cast iron with vermicular graphite (GJV) 2ggggg wmz gjx 328 Egﬁgg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
PISBSASK Malleable cast iron (GTMW, GTME) 500-800 \/mm2 | EN-GJMB-450-6 (GTS-45 FONW370
N Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FILZZOLES BT Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEIZOLEER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
HaS Copper alloys
Fih N o=t ] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #fig, C2400
ESi] Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801
REIES ] Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) (3560,03710
FILZE Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280
HiR Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
REIE 8 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
- " < 600 N/mm?2 AMPCO® 8
HRaE Special copper alloys < 1400 N/mm?2 (,(l\MPCO® 45:)
EESIN-Y Magnesium alloys
NTRVILER Magnesium wrought alloys < 500 N/mm? MgAI6Zn
SESIN- =] lagnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
B Synthetics
EFE{L IR Duroplastics (short-chipping) Bakelit, Pertinax
OB Thermoplastics (long-chipping) PMMA, POM, PVC
At b BiRs (Mt SH = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
AR L RS (i =5 2 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
MR Special materials
75774k Graphite C 8000
I ATV-ER Tungsten-copper alloys W-Cu 80/20
BEark Composite materials Hylite, Alucobond
FIVEE Titanium alloys
WFy> Pure titanium < 450 N/mm2 Til MHFH
PN - < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
Fovas Titanium alloys = 1250 N/mm? TiAl4Mo4Sn2 TiAldN04S2
v\ EES J/ULNEES $EES Nickel alloys, cobalt alloys and iron alloys
M=—vTIL Pure nickel < 600 N/mm2 Ni 99,6 = fii—wv )L
. N . < 1000 N/mm2 Monel 400 EXJL 400, /\XF7 04 B
=vrLEaE Nickel-base alloys <1600 N/mm? nconel 718 (> %IL 718
. ™ < 1000 N/mm?2 Udimet 605 Udimet 605
JINLRESER Cobalt-base alloys =1600 N/mm? Haynes 25 AT X 25
BEES Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
=REESH Hard materials
. 44 - 50 HRC Weldox 1100
H p 50 - 55 HRC Hardox 550 J\—RvJ 2550
d RN, STEEN. SEE R High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE R
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Coolant-lubricant recommendation

Minimum quantity lubrication (MQL)
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Cutting data

Please note that these data are standard values only.

e \We recommend the standard values in bold print (rec.) for stable work conditions
and for high-performance machine tools with sufficient speed capability.

e Correspondingly, the lower cutting speeds (min.) in connection with higher feed

values (up to max.) should be used for machine tools with lower spindle speeds.

EF-RVUIL €Y25—

e For optimum workpiece conditions, and for machine tools with extremely high
performance and high spindle speeds, the high cutting speeds (max.) in connection
with possibly reduced feed values can be applied.

D =14 mm [ D=16mm [ D =20 mm D =24 mm D =28 mm [ D =32mm
STHER ve [m/min] [El#Rd5 =D DD f [mm/U]
Cutting speed v [m/min] Feed per revolution f [mm/rev.]

min. rec. max. min. rec. max. min. rec. max. min. rec. max. min. rec. max. min. rec. max. min. rec. max.

100 140 140 015 | 0,22 | 028 | 0,18 | 0,25 | 0,31 | 0,21 | 0,28 | 0,34 | 0,26 | 0,33 | 0,39 | 0,30 | 0,37 | 043 | 0,34 | 0,41 | 047

90 115 130 0,16 | 0,23 | 0,30 | 0,19 | 0,26 | 0,33 | 0,22 | 0,29 | 0,36 | 0,27 | 0,34 | 0,41 031 | 0,38 | 045 | 0,35 | 0,42 | 0,49

70 100 110 022 | 0,27 | 031 | 025 | 0,30 | 0,34 | 0,28 | 0,33 | 037 | 0,33 | 0,38 | 042 | 037 | 0,42 | 046 | 041 | 0,46 | 0,50

60 80 100 017 | 0,22 | 0,27 | 0,20 | 0,25 | 0,30 | 0,23 | 0,28 | 0,33 | 0,28 | 0,33 | 0,38 | 0,32 | 0,37 | 042 | 0,36 | 0,41 | 0,46

50 60 70 0,16 | 0,21 | 026 | 0,19 | 0,24 | 0,29 | 022 | 0,27 | 0,32 | 0,27 | 0,32 | 0,37 | 031 | 0,36 | 0,41 | 0,35 | 0,40 | 045

M o 40 50 60 013 | 0,47 | 020 | 015 | 0,19 | 022 | 017 | 0,21 | 024 | 020 | 0,24 | 027 | 022 | 0,26 | 029 | 024 | 0,28 | 0,31

Y

100 120 165 023 1033 | 043 ] 031 | 041 | 051 [ 039 | 0,49 | 059 | 049 | 059 | 069 | 057 | 0,67 | 0.77 | 065 | 0,75 | 085

85 125 140 019 | 0,30 | 040 | 027 | 0,38 | 048 | 035 | 0,46 | 056 | 045 | 0,56 | 066 | 053 | 0,64 | 074 | 061 | 0,72 | 0,82

85 125 150 021 1031 | 040 ] 029 | 039 | 048 | 037 | 0,47 | 056 | 047 | 0,57 | 066 | 055 | 0,65 | 0.74 | 063 | 0,73 | 0,82

90 125 140 017 | 0,28 | 038 | 025 | 0,36 | 046 | 0,33 | 0,44 | 054 | 043 | 0,54 | 064 | 051 | 0,62 | 072 | 059 | 0,70 | 0,80

50 70 90 015 [ 0,24 | 033 | 023 | 0,32 | 0.41 031 | 040 | 049 | 041 | 050 | 059 | 049 | 0,58 | 067 | 057 | 0,66 | 0.75

50 70 90 015 | 0,24 | 033 | 023 | 0,32 | 041 | 031 | 0,40 | 049 | 041 | 0,50 | 059 | 049 | 0,58 | 067 | 057 | 0,66 | 0,75

90 125 140 014 | 0,22 | 029 | 022 | 0,30 | 037 | 030 | 0,38 | 045 | 040 | 0,48 | 055 | 048 | 0,56 | 0,63 | 0,56 | 0,64 | 0,71

90 90 125 013 1 0,20 | 027 | 021 | 0,28 | 035 | 0,29 | 0,36 | 043 | 039 | 0,46 | 0,53 | 047 | 0,54 | 061 | 0,55 | 0,62 | 0,69

100 150 200 030 | 0,35 | 040 | 035 | 0,40 | 045 | 040 | 0,45 | 050 | 045 | 0,50 | 055 | 050 | 0,55 | 0,60 | 0,55 | 0,60 | 0,65

80 120 160 040 | 0,45 | 050 | 045 | 0,50 | 055 | 050 | 0,55 | 060 | 055 | 0,60 | 065 | 060 | 0,65 | 070 | 065 | 0,70 | 0,75

H—
W
.5
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-BERUILAYR - Solid carbide cutting head
- SR & SFERIC R B AR N Bl - Geometry for steel materials and cast iron TIALN
-2 KA - 2 Flutes HBiE 21
2N—Yv - 2 Margins
- i o - H o
SEimA 140 Point angle 140 140°
2
2 2FF
i &) >
5= - ITo-IT11
@ STEEL
R @m
FIVTr— 3> - HHEIM 4 BREEST ) Vi1 )
Applications — material » K1.1-42 JIN 145 )
TEEZE  Tool ident TM003324
— K1 55—
06, % 2 RUILAY R4 X . HYAX EF-RUL £33
@ s Size of insert seat BE TIALN-T21
14,00 M15x1, M16 2 8 .1400 [}
14,10 MJ15x1 2 8 1410 °
14,20 2 8 1420 [}
14,30 2 8 1430 O
14,40 2 8 1440 (@]
14,50 M16x1,5 2 8 .1450 (]
14,60 M15x1 2 8 1460 ()
14,70 2 8 1470 °
14,80 2 8 1480 (]
14,90 2 8 .1490 O
15,00 M16x1 2 8 .1500 L]
15,10 MJ16x1 M16 2 8 1510 ]
15,20 2 8 1520 [}
15,30 2 8 .1530 ®
15,35 M16x1,5 2 8 .1535 [}
15,40 2 8 .1540 O
15,50 M18 2 8 1550 [}
15,60 M16x1 2 8 .1560 ]
15,70 2 8 1570 L]
15,80 2 8 .1580 °
15,90 2 8 .1590 @)
16,00 M18x2 3 9 .1600 (]
16,10 3 9 1610 O
16,20 3 9 .1620 O
16,30 3 9 .1630 O
16,40 3 9 1640 o
16,50 M18x1,5 3 9 .1650 °
16,60 3 9 .1660 O
16,70 3 9 1670 O
16,80 3 9 .1680 )
16,85 M18 3 9 .1685 ®
16,90 3 9 .1690 O
17,00 M18x1 3 9 1700 L]
17,10 MJ18x1 3 9 1710 O
17,20 3 9 1720 O
17,30 3 9 1730 (]
17,35 M18x1,5 3 9 1735 °
17,40 3 9 1740 O
17,50 M20 3 9 1750 [}
17,60 M18x1 3 9 .1760 L J
17,70 3 9 1770 O
17,80 3 9 1780 °
17,90 3 9 1790 O
18,00 M20x2 3 9 .1800 ]
18,10 3 9 1810 @)
18,20 3 9 .1820 O
18,30 3 9 1830 O
18,40 3 9 .1840 O
18,50 M20x1,5 3 9 .1850 °
18,60 3 9 .1860 O
18,70 3 9 1870 O
18,80 3 9 .1880 L]
18,85 M20 3 9 .1885 °
18,90 3 9 .1890 O
19,00 M20x1 4 11 .1900 L]
19,10 MJ20x1 4 11 1910 °
19,20 4 11 1920 °
19,30 4 11 .1930 O
19,35 M20x1,5 4 11 1935 O
19,40 4 11 .1940 O
19,50 M22 4 11 1950 °
19,60 M20x1 4 11 .1960 L]
19,70 4 11 1970 O
19,80 4 11 1980 e
@ = 1RAETEEE M - Stock tool Z3ESLA - Ordering example: TM003324.1400 7

O = BEWLWETE M - Available at short notice
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- BRERYILAYR - Solid carbide cutting head
- & SR ICRE RN Y - Geometry for steel materials and cast iron TIALN
-2 H - 2 Flutes HBIE 21
2N—YYv - 2 Margins
- el 140° - Point angle 140°
140°
@ R30
22 2FF
alg = J C; J
5|2 —
IT9-IT11 STEEL
S
FIVT—vay - @il 4 SRR ) 111 J
Applications — material » K11-42 J'N14-5 )
T EEYE - Tool ident TM003324
— 31 5=
" % % RUILAY KA X ] y4X EF-RUNL EY25
@ = Size of insert seat BE TIALN-T21
19,90 4 i 1990 (@)
20,00 M22x2 4 1A .2000 [ J
20,10 4 11 2010 (@)
20,20 4 11 .2020 O
20,30 4 11 .2030 O
20,40 4 11 .2040 @)
20,50 M22x1,5 4 11 .2050 [ ]
20,60 4 11 .2060 O
20,70 4 11 .2070 (@)
20,80 4 11 .2080 )
20,85 M22 4 11 .2085 [}
20,90 4 1A .2090 O
21,00 M22x1, M24 4 11 .2100 )
21,10 MJ22x1 4 11 2110 )
21,20 4 1 2120 (@)
21,30 4 11 2130 O
21,35 M22x1,5 4 11 2135 O
21,40 4 11 2140 O
21,50 4 11 2150 [}
21,60 M22x1 4 11 .2160 )
21,70 4 11 2170 (@)
21,80 4 11 .2180 [ J
21,90 4 11 2190 O
22,00 M24x2, M25x3 5 12,5 .2200 [ J
22,10 5 12,5 2210 O
22,20 5 12,5 2220 O
22,30 5 12,5 2230 (@)
22,40 5 12,5 .2240 @)
22,50 M24x1,5 5 12,5 2250 (]
22,60 MJ24x1,5 5 12,5 .2260 )
22,65 M24 5 12,5 .2265 [ ]
22,70 5 12,5 2270 O
22,80 5 12,5 .2280 ®
22,90 5 12,5 .2290 O
23,00 M24x1, M26x3 5 12,5 .2300 [ ]
23,10 5 12,5 2310 O
23,20 5 12,5 2320 O
23,30 5 12,5 .2330 O
23,35 M24x1,5 5 12,5 2335 (@)
23,40 5 12,5 .2340 O
23,50 M25x1,5 5 12,5 .2350 (]
23,60 MJ25x1,5 M24x1 5 12,5 .2360 )
23,70 5 12,5 2370 O
23,80 5 12,5 .2380 )
23,90 5 12,5 .2390 O
24,00 M27 5 12,5 .2400 )
24,10 MJ25x1 5 12,5 2410 )
24,20 5 12,5 .2420 O
24,30 5 12,5 .2430 O
24,40 5 12,5 .2440 O
24,50 M26x1,5 5 12,5 .2450 [ ]
24,60 MJ26x1,5 5 12,5 .2460 [ J
24,70 5 12,5 .2470 O
24,80 5 12,5 .2480 )
24,90 5 12,5 .2490 O
25,00 5 12,5 .2500 [J
25,10 5 12,5 2510 (@]
25,20 5 12,5 .2520 O
25,30 5 12,5 2530 (@]
25,40 5 12,5 .2540 O
25,50 M27x1,5 5 12,5 .2550 [ ]
25,60 MJ27x1,5 5 12,5 .2560 L]
25,65 M27 5 12,5 .2565 [ ]
25,70 5 125 .2570 O

Z3ESH - Ordering example: TM003324.2000
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-BERUILAYR - Solid carbide cutting head
- S &SR IC RN EY - Geometry for steel materials and cast iron TIALN
-2 F - 2 Flutes B 21
2N—Yv - 2 Margins
- Joimfg 140° - Point angle 140°
140°
@ R30
12 2FF
dlg = ) CD J
el —
IT9-IT11 STEEL
L i
—
FIVTr— 3> - HHEIM 4 QST ) 11 )
Applications — material » K1.1-42 JIN 145 )
TEEZE  Tool ident TM003324
-1 | 5=
06, % £ KUJLAY K4 X . 94X EF-RUL £33
@ s g Size of insert seat BE TIALN-T21
25,80 5 12,5 .2580 °
25,90 5 12,5 .2590 O
26,00 M27x1 6 15 .2600 °
26,10 6 15 .2610 O
26,20 6 15 .2620 O
26,30 6 15 .2630 O
26,40 6 15 .2640 O
26,50 M28x1,5, M30 6 15 .2650 )
26,60 MJ28x1,5 M27x1 6 15 .2660 °
26,70 6 15 .2670 O
26,80 6 15 .2680 ®
26,90 6 15 .2690 O
27,00 6 15 .2700 o
27,10 MJ28x1 6 15 2710 °
27,20 6 15 2720 O
27,30 6 15 .2730 O
27,40 6 15 2740 O
27,50 6 15 .2750 )
27,60 6 15 .2760 O
27,70 6 15 2770 O
27,80 6 15 .2780 (]
27,90 6 15 .2790 O
28,00 6 15 .2800 (]
28,10 6 15 .2810 O
28,20 6 15 .2820 O
28,30 6 15 .2830 ®
28,40 M30 6 15 .2840 °
28,50 M30x1,5 6 15 .2850 L J
28,60 MJ30x1,5 6 15 .2860 o
28,70 6 15 .2870 O
28,80 6 il .2880 [}
28,90 6 15 .2890 O
29,00 M30x1 6 15 .2900 (]
29,10 MJ30x1 6 15 .2910 o
29,20 6 15 .2920 O
29,30 6 15 .2930 O
29,35 M30x1,5 6 15 .2935 O
29,40 6 15 2040 o
29,50 M33 6 15 .2950 °
29,60 6 15 .2960 O
29,70 6 15 .2970 O
29,80 6 15 .2980 )
29,90 6 i3 .2990 O
30,00 7 17 .3000 )
30,10 7 17 .3010 O
30,20 7 17 .3020 O
30,30 7 17 .3030 O
30,40 7 17 3040 0
30,50 M32x1,5 7 17 .3050 o
30,60 MJ32x1,5 7 17 .3060 L]
30,70 7 17 .3070 O
30,80 7 17 .3080 L J
30,90 7 17 .3090 O
31,00 7 17 .3100 °
31,10 7 17 3110 O
31,20 7 17 .3120 O
31,30 7 17 3130 O
31,40 M33 7 17 .3140 )
31,50 M33x1,5 7 17 3150 (]
31,60 7 17 .3160 O
31,70 7 17 3170 O
31,80 7 17 .3180 L J
31,90 7 17 .3190 O
32,00 M36 7 17 .3200 °
@ = 1RAETEEE M - Stock tool 9

O = BEWLWETE M - Available at short notice
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- B RNYILIRT - Tool body
-RE3xD - Drill depth 3 x D
-27)b—hk - 2 Flutes 3xD R30
-2N—YY - 2 Margins
22 2FF
DIN 6535| IT9-IT10
A @
HE
g [ > L s
.6' /// \‘_277 — - 11 - - - - - - - =
s < —
I3
lp L Iy
I
T ERIFE - Tool ident TM200000 TM500000
. ke . EF-Drill Modular EF-Drill Modular
004 og; |FMIETTXL ), b s " 0 d %Qfgz DIN 6535 HA DIN 6535 HE
min max h6 3xD 3xD
14,00 14,49 2 116 65 43 48 16 1400 (] O
14,50 14,99 2 117 67 45 43 16 .1450 L] O
15,00 15,99 2 121 72 48 48 16 1500 ® O
16,00 16,99 3 127 76 51 48 18 .1600 L J O
17,00 17,99 3 130 81 54 48 18 1700 (] O
18,00 18,99 3 138 85 57 50 20 .1800 L J O
19,00 19,99 4 141 90 60 50 20 .1900 ) o)
20,00 20,99 4 154 94 63 56 25 .2000 ® O
21,00 21,99 4 158 99 66 56 25 .2100 ° )
22,00 22,99 5 162 103 69 56 25 .2200 (] O
23,00 23,99 5 166 108 72 56 25 .2300 (] O
24,00 24,99 5 170 112 75 56 25 .2400 [ J O
25,00 25,99 5 181 117 78 60 32 .2500 L] O
26,00 26,99 6 186 121 81 60 32 .2600 L] O
27,00 27,99 6 189 126 84 60 32 .2700 ® O
28,00 28,99 6 194 130 87 60 32 .2800 L J O
29,00 29,99 6 197 135 90 60 32 .2900 (] O
30,00 30,99 7 202 139 93 60 32 .3000 L J O
31,00 31,99 7 205 144 96 60 32 .3100 ) ¢)
32,00 32,99 7 210 148 99 60 32 .3200 ® O
BRERUILAYREMBULEEABGITRIY 21— BRERUIAYRICDOWTIE 7-9 R—IZ B EETWL
Delivery: without solid carbide cutting head, with Torx screws Solid carbide cutting heads, see page 7-9
A9 21—R5A/\— - Screwdriver {7 R 5" 21— - Clamping Screw
_ Y
RUJIAYRYAZ  H1X TL—RE BE RUJLAY R X B2 Mg max. BE
Size of insert seat Size Blade diameter Article no. Size of insert seat Size Article no.
2 Torx T7 2,5 TM919099 ([ ] 2 M22 x 6 x TorxT7 0,60 Nm | TM909090.0600 | ®
3 Torx T8 3,5 TM919199 [ ] 3 M2,5 x 6,5 x Torx T8 0,88 Nm | TM909191.0650 | ®
4 Torx T8 3 TM919199 [} 4 M3 x 7,5x TorxT8 1,53 Nm | TM909192.0750 | ®
5 Torx T9 4 TM919299 [ 5 M3,5 x 85x TorxT9 2,44 Nm | TM909293.0850 | ®
6 Torx T15 4 TM919399 [} 6 M4 x10 x TorxT15 3,66 Nm | TM909394.1000 | ®
7 Torx T15 4 TM919399 [ ] 7 M4,5 x 11 x TorxT15 522 Nm | TM909395.1100 | @
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Z3ESH - Ordering example: TM200000.1400



A RESHER YL - Twist drills EF-RUL EVa5— =\ =

- BN LIRT - Tool body
-RE5xD - Drill depth 5 x D
-27)L—hk - 2 Flutes 5xD R30
-2N—YY - 2 Margins
22 2FF
DIN6535| IT10-IT11
HAC D
HE
g [ S ) S =
=1 T — 1 - =
s <~ N
I3
l2 | la -
h
T ERZE - Tool ident TM210000 TM510000
. e . EF-Drill Modular EF-Drill Modular
0 dy oty |FgIETTR b Iy L 0y "gg( DIN 6535 HA DIN 6535 HE
min max h6 5xD 5xD
14,00 14,49 2 145 94 72 48 16 1400 ° O
14,50 14,99 2 147 97 75 48 16 .1450 [ )
15,00 15,99 2 153 104 80 48 16 .1500 ° )
16,00 16,99 3 161 110 85 48 18 .1600 (] °
17,00 17,99 3 166 117 90 48 18 1700 ® )
18,00 18,99 3 176 123 95 50 20 .1800 ° (]
19,00 19,99 4 181 130 100 50 20 .1900 ° )
20,00 20,99 4 196 136 105 56 25 .2000 ® )
21,00 21,99 4 202 143 110 56 25 .2100 L] o
22,00 22,99 5 208 149 115 56 25 .2200 [ @)
23,00 23,99 5 214 156 120 56 25 .2300 ° @)
24,00 24,99 5 220 162 125 56 25 .2400 ° O
25,00 25,99 5 233 169 130 60 32 .2500 ° @)
26,00 26,99 6 240 175 135 60 32 .2600 o @)
27,00 27,99 6 245 182 140 60 32 .2700 ® o)
28,00 28,99 6 252 188 145 60 32 .2800 (] @)
29,00 29,99 6 257 195 150 60 32 .2900 ° o)
30,00 30,99 7 264 201 155 60 32 .3000 ° ©)
31,00 31,99 7 269 208 160 60 32 .3100 ° @)
32,00 32,99 7 276 214 165 60 32 .3200 ® @)
BRERUIAYRERMBLUEEA BT RAIU2—[{E BERUIAYRIZDOWTIE 7-9 R—IZZBELLTW
Delivery: without solid carbide cutting head, with Torx screws Solid carbide cutting heads, see page 7-9
24Y 1 —KS5A)\— . Screwdriver {3 Z24Y) 12— - Clamping Screw
RULAYRSAZ 44X TL—RE BE RUJLAY R Z H1 X Mg max. B
Size of insert seat Size Blade diameter Article no. Size of insert seat Size Article no.
2 Torx T7 2,5 TM919099 ° 2 M2,2 x 6 x TorxT7 0,60 Nm | TM909090.0600 | ®
3 Torx T8 35 TM919199 ° 3 M2,5 x 6,5 x TorxT8 0,88 Nm | TM909191.0650 | ®
4 Torx T8 35 TM919199 ° 4 M3 x 7,5x TorxT8 1,53 Nm | TM909192.0750 | ®
5 Torx T9 4 TM919299 ° 5 M3,5 x 8,5 x TorxT9 2,44 Nm | TM909293.0850 | ®
6 Torx T15 4 TM919399 ° 6 M4 x10 x TorxT15 3,66 Nm | TM909394.1000 | ®
7 Torx T15 4 TM919399 (] 7 M4,5 x 11 x TorxT15 5,22 Nm | TM909395.1100 | ®
@ = 1RAETEEE M - Stock tool .

O = BEWLWETE M - Available at short notice
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