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Welcome!

The UTILIS principle: We work hand in hand together with you. This allows us to know and understand what you need.
And this knowledge is our driving force for the next “multidec® innovation”.

For more than 25 years we have been developing outstanding precision tools under our own “multidec®” brand which
are specifically designed to meet the challenges of the watch, medical and dental industries. We have now gone far
beyond this, and also cover the automotive, aerospace and electronics industries, as well as many other areas.

Dear customers and partners, we are once again presenting our well-established products and also many new items
and product extensions in the usual way in this new edition. Please don’t hesitate to continue presenting us with your
challenges, so that we can collaborate to find the best solution for you.

I am certain that we'll succeed in finding it!

On behalf of the entire team, | would like to thank you for your many years of loyalty and the many exciting and

successful years to come.

We hope that our products and services bring you success and particularly
enjoyment.

Yours Sincerely,
Your Mario, CEO

Ordering is simple and straightforward

Your customer service centre
Q Fon +41 52 762 62 62

Fax +41 52 762 62 00

orders@uitilis.com

The online shop-it couldn’t be simpler!
° www.utilis.com

Your contact
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Future since 1915 - ideas change the world

UTILIS AG is one of the world’s leading providers in the area of precision tools for micro-cutting—your partner for
machining. We have been developing technologically leading solutions for more than 100 years, and provide you with
top class technology in our products and services.

In the second half of the 19th century, in 1868 to be precise, the Ernst brothers founded a mechanical workshop in
Mdllheim. On November 9th1915, this became a public limited company—the year in which UTILIS AG was born. From
then on things proceeded step by step in a continuous and committed way.

Do you know what “UTILIS" stands for?
Utilitarian: “with regard to the benefits” or “utility-based” or “person who only focuses on the benefits”

Since the establishment of the company, our declared goal has been to develop and manufacture high-quality tools
which provide our customers with a long-term benefit. We are not looking for short-term gain, but long-term value
generation by means of market leadership and differentiation.

For us as a traditional, medium-sized Swiss family-run company, it is natural to make quality and customer proximity the
highest priority. The products, technologies and services of UTILIS are something special.

Our claim: We provide you with products that set standards in all areas. We can only achieve this by our own researching,
developing and manufacturing.

We have therefore taken the conscious decision to manufacture our “multidec®” own brand products in Switzerland.
This puts us in a position to guarantee that all of our products fulfill the high UTILIS quality requirements.

In order to do this, in 2018 we set the course for the future with the completion of our extension building, among other
things. This is the only way in which we can fulfill the high quality, precision and performance capability expectations
of our customers.

We now have more than 80 employees at the Mullheim site, and are represented in more than 60 countries. This fills us
with a great deal of pride, and compels and motivates us at the same time to always be a step ahead, also in the future.



INNOVATIONS
IN THIS CATALOGUE

The revolutionary “TX+"” coating

... for maximum productivity

Bigger choice of ISO inserts

... for even more flexibility

Lasered chip breaker “GS12"

... for maximum chip control

Customer-specific special tools “multidec4you®”

... Where standard tools approach the limits of their capability

...022

..0172

...00109

...[7600

SWiss type tools

multidec

UTILIS

INNOVATIONS
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Legend

Different information about multidec® application refer to certain machining methods. In addition, simple symbols inform of the product assortment and where

additional products and technical information can be found.

Dimensions

All dimensions are in millimeter (mm); native dimensions in inch are calculated into millimeter.

Page information

[12... Seepage 12 and the following (example)

Recommended usage

@ Preferred application

O Possible application

— Application not recommended

Availability

Standard

Semi-standard (by customer request)
Standard

Semi-standard (by customer request)
discontinued

New (in this catalog)
New (in this catalog)

Important: The UHM30 carbide grade is being discontinued, and will be superseded by the new UHM20 grade.

Categorization of materials

The information on using multidec® tools refers to certain materials. The materials to be machined are
categorized in the same color throughout the entire catalog:

Order designation

To the designation of the selected type of product, the desired cutting material code must be added. Supplementing information to the grades can be found

according to the page references ([3...).

Order designation

1605-0.5-1.5L... 1605-0.5-1.5R ...
1605-1.0-2.5L ... 1605-1.0-2.5R ...
1605-1.5-3L ... 1605-1.5-3R ...

Carbide

1 @000

UHM 20

UHM20HPX 1 C® @ @

e
N
oS

UHM20TX+ O 1 0o @ @

Example: 1605-0.5-1.5 L UHM 20

Steel (non-alloyed, low alloyed and high alloyed)
Stainless steel

Titanium and Ti-alloys

Non-ferrous metals (gold, aluminum and brass)

Hard materials



Legend

Packaging information

The product labels illustrate the content of the packaging and also show the materials on which the cutting insert can be used. For this purpose, UTILIS uses the

1SO standard coding.

The UTILIS article number is generally also printed as a barcode on the UTILIS (multidec®) product packaging.

UTILIS

multidec

swiss type tools

Article no. 121114
VPGT 1003008 FL TOP UHM20 HX

multidec B

Swiss type tools

Article no. 137212 P456321

3002 - 1.50 - 8L SC UHM20 HX Barcode (DataMatrix)

4

[N Production number
Utilis AG, www mmN 1 3R 70 622

Hard materials

-

° oe/] Titanium
ili A -8555 Mditheim, www. utifis.com, +41 52 762 62 62
| vais G, O Viiliheir v.utilis.com, +41 52 762 62 6 Non-ferrous metals

Execution of holder/insert
The side on which the insert is located determines whether it is a “left-" or
“right-hand” holder. For this purpose, the holder is viewed with the insert

pointing towards the observer.

Pictures

The right-hand version of the tools is usually shown. (Exceptions are pos-
sible). The tool colours illustrated here are not binding.

Product lines

Castiron
Stainless steel
Steel

Recommended usage 08

L% 4 4

Left hand holder Neutral holder Right hand holder

To meet today’s requirements of modern production it is not necessary to use the most accurate — but to use the tools adapted to the requirements. This means,
the more accurate and sophisticated the process, the higher must be the accuracy of the produced tools. Therefore, the product range has been divided into three
different accuracy classes. Your advantage: you buy the quality, which is effectively required.

Product line

Description

The PREMIUM-LINE includes UTILIS tools with the highest accuracy requirements, especially for the production of
micro parts. Tightest dimensional tolerances, precisely executed, highest surface quality and high repeatability are
the features of this line.

The manufacturing of these high-class tools requires considerable additional cost in production, which justifies
the higher price of this product line.

The STANDARD-LINE meets the highest demands on the quality, which is demanded for Swiss type tools in
production of small parts. Tight dimensional tolerances and high surface quality are implemented. These are
quality standard tools, which are very well positioning this line in a wide range of applications.

The VALUE-LINE is based on the known positions of our STANDARD-LINE. The most important functional
elements — such as inserts and holders — are manufactured with the normal dimensional tolerances seen in the
industry. Designed for the production of low-cost components, this line offers optimal quality standards.

The greater tolerances and the reduced surface quality lower the production costs considerably, which also lowers
the price in comparison to the standard product line.

©

UTILIS

Tooling for High Technology
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Surface quality

For the definition of surface roughness measured values are defined by DIN-ISO. In particular it means:

— Single surface roughness depth Z; ... Zs
This is the vertical distance between the highest and the lowest point of the roughness profile R within a single measured length le.

—Average roughness depth R, (DIN 4768)
This is defined as the average value resulting from the single roughness depths of five successive single measured lengths .

— Average roughness value R, (DIN 4768)
This is defined as the arithmetical mean of the absolute sums of the roughness profile R within the entire measured length Ip,.

— Max. surface roughness depth Ry (DIN 4768/1)
This is the distance between the elevation and depression of the line within the measured length (reference distance) of profile filtered according to DIN
4768 sheet 1.

Average roughness value R, Single surface roughness depht Z Maximum surface roughness Ry
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Surface roughness by machining method

Surface roughness Micro finishing VVV Finishing V¥V Roughing v
Surface symbol according to ISO 1302 0.025  0.05 0.1 0.2 0.4 0.8 1.6 3.2 6.3 12.5 25 50
v v Y Y Y Y Y YV Y Y YV
Roughness index (former) N1 N2 N3 N4 N5 N6 N7 N8 N9 N10 N11 N12
Average roughness value Ra(um) 0.025  0.05 0.1 0.2 0.4 0.8 1.6 3.2 6.3 12.5 25 50
Surface roughness depth Rz (um)  0.025 0.63 1 1.6 2.5 4-6.3 10 16-25 40 63 100 160

Theoretical surface roughness

r r = Corner radius (mm) g 250
Rt= Theoretical surface roughness (um) < 00
f = Feed (mm)
150
100
f
50
0
Standard design 0.04 008 012 016 020 024 0.28

f (mm)

r=0.05mm =r=0.10mm =r=0.20mm =r=0.40mm —r=0.80mm



Improvement of feed rate by drag-cut with TOP System

By using the TOP system with drag-cut and a 93° holder the feed rate can be increased up to 2 times. This way the machining time can be decreased significantly
by keeping the same quality. On the other hand within the same machining time the surface roughness can be improved clearly.

The following example illustrates the principle exactly.

Tooling for High Technology

UTILIS

N6 ap N6

Ra 0.8pm Ra 0.8pm

R, (Rt) 6.3 gm Rz (Rt) 6.3 pm
Holder 93° Holder 93°
Corner radius 0.8 mm Corner radius 0.8 mm

multidec®-TOP insert
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Categorization of materials

Steel (non-alloyed, low alloyed and high alloyed)

Category Material
number

I 1.0116

I 1.0144
I 1.0301

| 1.0401
| 1.0402
| 1.0501
| 1.0503

| 1.0535
| 1.0570
| 1.0601

I 1.0715

I 1.0718

| 1.0721
I 1.0722
| 1.0726
I 1.0727
I 1.0728
| 1.0736

| 1.0737

1.0756
1.0757
1.0758
1.0760
1.0761
1.0762
1.0763
1.0904
1.0961
1.1121
1.1141
1.1157
1.1165
1.1167
1.1170
1.1183

| 1.1191

| 1.1203
| 1.1213
| 1.1221

1.1231
1.1274
1.1545
1.1663
1.1730
Il 1.2067
Il 1.2080
Il 1.2083
1l 1.2210
Il 1.2311
Il 1.2343
1l 1.2344
1l 1.2355
Il 1.2363

Specifications

DIN

St37-3

St44-3
C10

C15

C45

€55
St52-3, 5355 J2G3 C
C60

11 SMn 30, 9 SMn 28

11 SMnPb 30,

9 SMnPb 28

10520

10 SPb 20

35520

465 20

60520

11 SMn 37,9 SMn 36
11 SMnPb 37,

9 SMnPb 36

35SPb 20

46 SPb 20

60 SPb 20

38 SMn 28

38 SMnPb 28

44 SMn 28, ETG 100
44 SMnPb 28
55Si7

60 SiCr7

C10E Ck 10
C15E Ck15

40 Mn 4

30Mn5

36 Mn 5, GS-36 Mn 5
28 Mn 6

Cf35

C45E, Ck 45

C55E, Ck 55
Cf53
Ck 60

C675S,Ck67

€ 1005, Ck 101
C105U,C105W 1
C125W

C45W
102Cr6,100Cr6
X210Cr12
X42Cr13
115CrvV3

40 CrMnMo 7

X 38 CrMoV 5-1

X 40 CrMoV 5-1
50 CrMoV 13-15
X100 CrMoV 5-1

1SO

11 SMn 28,
95SMn 28

11 SMnPb 28,
9 SMnPb 28

11 SMnPb 35,
9 SMnPb 36

AFNOR

£24-U, E24-3, E24-4

£28-4

AF34C XC10
C18,AF37C 12,
XC 18, CC12
AF42C20,1C22,
XC25
C35,1C35,

AF 55 (35, XC38
C45,1C45,

AF 65 C45
C54,1C55,

AF 70 C55
E36-3,E36-4
€60, 1C60,

AF 70 C55

$250

S 250 Pb

10F1
10 PbF 2
35MF 6

$300
$300Pb

5557

605C7

XC 10

XC 12,XC 15,XC 18
35M5,40M5
30M5
35M5,40M5
20M5, 28 Mn 6
XC38H1TS

C 45,2 C 45,
XC 42 H1,XC 45
2.C55,XC 55 HI,
XC 54,XC 55
XC48H1TS

C60,2C60,XC60

CX 68
€100, XC 100
Y1105
Y2120

Y 100 C6
2200C 12
240C14
100C3
238CDV5
Z40CDV5

2100 CDV 5

AISI/SAE/ASTM

A573-8165,
A573 Gr. 58

A573-81

1015, 1016, 1017
1020, 1023

1035

1045, 1043

1055

1060
1213

12113

1108
11008
1140

1215
12114

AlSI 1144
9255
9262

1015

1039
1335, 1541
1330

1035

1042, 1045

1055
1050, 1055
1064

1095
W 110
W 112
L3
D3

L2

H11
H13

A2

J

S

S10C
S15C

$20CS33C
$35CS35CM
S45C S45CM

$55C 1C55
SM 50 YA
$58C

SUM 22

SUM 22 L, SUM 23 L,
SUM 24 L

SUP7
S10CS9CK
$15,S15CK

SMn 433 H, SCMn 2
SMn 438, SCMn 3
SCMn 1
$35CS35CM

S45C S45CM

$55C S55CM

S50C S50CM

$58C, S60CM,
S65CM

S70CM
SUP 4, SK 4 CSP
SK'3

SuJ 2
SKD 1
SUS 420) 2

SKD 6
SKD 61

SKD 12

Market designation Hardness

(HB)

125

125
125-155

98-178
149-225

178-225

-255
180
-255

107-169

125-155

178-214

235-290
245-310

149-184

238-280
=217
223-255

207-255

229-255

241-255
-92

190

—225
225

-250
-235

-229

=241



Categorization of materials

Steel (non-alloyed, low alloyed and high alloyed)

Category Material
number

Il 1.2365
Il 1.2379
Il 1.2419
Il 1.2436
Il 1.2510
Il 1.2516
Il 1.2542
I 1.2581
Il 1.2601
Il 1.2713
Il 1.2714
Ml 1.2735
Il 1.2738

Il 1.3243

Il 1.3255
Il 1.3343
I 1.3344
Il 1.3346
Il 1.3348
I 1.3355
Il 1.3505
Il 1.5120

Il 1.5415

Il 1.5423
Il 1.5622
11 1.5680
I 1.5710
Il 1.5732
Il 1.5736

Il 1.5752

Il 1.5755
Il 1.6510

Il 1.6511

Il 1.6523

Il 1.6546
Il 1.6580

Il 1.6582

Il 1.6587

Il 1.6657
Il 1.7015
Il 1.7033
Il 1.7034
Il 1.7035
Il 1.7045
Il 1.7103
I 1.7131
Il 1.7139
Il 1.7147
I 1.7176
Il 1.7218

Il 1.7220

Il 1.7223
Il 1.7225
Il 1.7228
Il 1.7262

Il 1.7335
Il 1.7361

Specifications
DIN

X32CrMoV 33
X155 Cr'VMo 12 1
105WCr 6
X210 CrW 12
100 MnCrW 4
120Wv 4
45WCrV 7
X30WCrvV9-3
X165 CrMoV 12
55 NiCrMoV 6
55 NiCrMoV 7
15 NiCr 14

40 CrMnNiMo 7

HS 6-5-2-5, S 6-5-2-5
HS 18-1-2-5,5 18-1-2-5

HS 6-5-2, S 6-5-2
HS 6-5-3, 5 6-5-3
HS 2-9-1,5 2-9-1
HS 2-9-2,5 2-9-2
HS 18-0-1,S 18-0-1
100 Cr6

38 MnSi 4

16 Mo 3, 15 Mo 3

16 Mo 5

14 Ni 6
X12Ni512Ni19
36 NiCr6

14 NiCr 10

36 NiCr 10

15NiCr 13, 14 NiCr 14

31 NiCr 14

39 NiCrMo 3
36 CrNiMo 4,
GS-36 CrNiMo4
20 NiCrMo 2-2,
21 NiCrMo 2
40 NiCrMo 2-2
30 CrNiMo 8
34 CrNiMo 6,
GS-34 CrNiMo 6
18 CrNiMo7-6,
17 CrNiMo 6
14 NiCrMo 13-4
15Cr3

34Cr4

37Cr4

41Crd

42Cr4

67 SiCr 5

16 MnCr 5

16 MnCrS 5

20 MnCr 5
55Cr3
25CrMo 4

34 CrMo 4

41CrMo 4
42 CriMo 4
50 CrMo 4
15 CrMo 5

13 CrMo 4-5,
13 CrMo 4-4

32 CrMo 12

1SO

AFNOR

32DCV 28
2160 CDV 12

105WCr 5, 105Wc 13

2210 CW 12-01
90 MWCV 5
200WC 20

45WCrv 8, 45WCV 20

Z30WCv9

55NCDV 7,55 NCDV 7

10NC 12

7 85WDKCV 06-05-
05-04-02

280 WKCV 18-05-04-01
2 85WDCV 06-05-04-02
2120 WDCV 06-05-01
285 DCWV 08-04-02-0
2100 DCWV 09-04-02-02

Z80WCV 18-04-01

15D3

16N 6

Z18N5,5Ni,Z10N05

15NC 11, 16 NC 11
30NC 11

12NC 15,14 NC 12,
13 NiCr 14
18NC 13

35NCD 5,40 NCD 3

20 NCD 2,22 NCD 2

40 NCD 2
30CND 8

35NCD 6

18 NCD 6
16 NCD 13

12C3,15Cr2,18C3

32C4,34Cr4
38C4
41Cr4,42C4

42 CATS

67 SiCr5

16 MC5, 16 MnCr 5
16 MnCrS 5

20 MC5

55C3

25CD4

34CD4

42 CD 4TS
42CD4

12CD 4
15CD 4.05
30CD 12

AISI/SAE/ASTM

H 10
D2

01
F1
S1
H21
H12
L6

T4

M2
M3Cl.2,M1
H41,M 1
M7

T1

52100

A 204 Gr.A

4419, 4520
A 203
2515, 2517
3135
3415

3310; 3312, 3316

9840

8615,8617, 8620
8640, 8740

4337,4340

9310
5015
5132
5140
5140
9254
5115
5115
5155
4130

4130,4135,4137

4142
4140,4142

A182-F11,F12

JIS

SKD 7

SKD 11

SKS 2, SKS 3, SKS31
SKS 3

SKD 5

SKT 4

SNC 22

SKH 55

SKH 3
SKH 51
SKH 52, SKH 53

SKH 2
SUJ2,5Ul4

STBA 12, STFA 12,
STPA 12

SB 450 M, SB 480 M

SL5N 590
SNC 236

SNC 415, SNC 415 (H)
SNC 631, SNC 631 (H)

SNC 815
SNC 836

SNCM 439

SNCM 220,
SNCM 220 (H)
SNCM 240
SNCM 431

SNCM 447

SCra15
SCra30
SCr435H
SCr440
SCr 440

SMnC 420, SMnC 420 (H)

SUP9
SCM 420, SCM 430

SCM 432, SCM 435 H,

SCCrM 3
SNB 22, SCM 440
SCM 440, SNB 7

SCM 415

SFVAF 12, STBA 20,
STBA 22

Market designation

Hardness

(HB)

-255

—240
-250

=212

375-430
296-350

159-207

=174
-255
-255
-255
-255
207
207
296372
—280
-255

-255

311-350
360-372

~
S, ]

UTILIS
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Categorization of materials

Steel (non-alloyed, low alloyed and high alloyed)

Category Material Specifications Market designation Hardness
number
DIN ISO AFNOR AISI/SAE/ASTM JIS (HB)
12 CD 9-10, SFVAF 22 A/B, _
I 1.7380 12 CrMo 9-10 - 10D 9-10 A182-F22 SCMV 4, SCPH 32-CF
I 1.7715 14 MoV 6-3 - 14 Mo 6 K11591 - - -
51 CV4,50CV4, 5 »
Il 1.8159 50Crv4 - 510V 4 6150 SUP 10 2438
Il 1.8161 58Crv4 - - - - - -255
Il 1.8507 34 CrAIMo 5 - 30 CAD 6-12 - - - -
Il 1.8509 41 CrAIMo 7-10 - 40 CAD 6-12 E 7140 SACM 1, SACM 645 - -255
Il 1.8519 31 CrMoC 9 - - - - - -248
Il 1.8522 33 CrMoV 12-9 - - - - Nitrodur 8522 -
40 CrMoV 13-9,
! 18523 39 C(rMoV 13-9 - : - : : :
Stainless steel
Category Material Specifications Market designation Hardness
number
DIN ISO AFNOR AISI/SAE/ASTM JIS (HB)
V 1.4000 X6Cr13 - 78C12,26C13 403 SUS 403 - -200
v 1.4001 X7Cr14 - Z8CI13FF 4105 SUS 410 S - 130-180
V 1.4002 X6 CrAl 13 - Z6CA13 405 SUS 405 - 130-180
\% 1.4005 X12CrS 13 - X12CS13 416 SUS 416 - -220
% 1.4006 X12Cr13 = Z10C13 410, CA-15 SUS 410 = -220
Vi 1.4016 X6Cr17 - 28C17 430 SUS 430 - 240
Vi 1.4021 X20Cr13 - - - - - -230
\ 1.4027 GX20Cr14 - Z20C13M = SCS2 = 170-240
Vi 1.4028 X30Cr13 - - - - - —245
Vi 1.4034 X46Cr13 - Z44C14 420 SUS 420 - —245
Vi 1.4035 X45CrS 13 - - 420 F SUS420F = —245
W 1.4057 X 17 CrNi 16-2 - Z15CN 16-02 431 SUS 431 - =295
V 1.4104 X 12 CrMoS 17 - Z10CF17 430 F SUS430F - -220
X6 CrMoS 17,
V 1.4105 X 4 CrMoS 18 - Z8CF17 430 FR - - -200
VI 1.4108 X30 CrMoN 15-1 - - 5898 - - 200-240
X 70 CrMo 15,
VI 1.4109 X 65 CrMo 14 - - 440 A - - —-280
v 1.4112 X90 CrMoV 18 - X90 CrMoV 18 4408 SUS 44 B - —-255
v 1.4113 X6 CrMo 17-1 - Z8CD17-01 434 SUS 434 - —-200
Vi 1.4123 X 40 CrMoVN 16-2 - 240 CDV 16-02 420 Mod - - —265
\Y 1.4125 X105 CrMo 17 - Z100CD 17 440 C SUS 440 C - —-255
v 1.4197 X 20 CrNiMoS 13-1 - - 420F Mod - - =220
\% 1.4301 X5 CrNi 18-10 - Z6CN 18-10 304,304 H SUS 304 - =215
\Y 1.4305 X8 CrNiS 18-9 X 10 CrNiS 18-9  Z 8 CNF 18-09 303 SUS 303 - -230
X2 CrNi 19-11, ) Z3CN19-11, _ N
\Y 1.4306 X2 CrNi 18-11 X2 CrNi 19-11 79 CN 1810 304L SUS 304 L,SCS 19 215
v 1.4308 X6 CrNi 18-9 - Z6CN18-10M CF-8 SCS 13 - 130-200
X 10 CrNi 18-8, . Z11CN 18-08, _ _
\Y 1.4310 X 12 CiNi 17-7 X 10 CrNi 19-8 712 CN 18-09 301,302 SUS 301
\Y 1.4311 X2 CrNiN 18-10 - Z3CN18-10Az 304 LN SUS 304 LN - -230
. Z4CND 13-4,
VI 1.4313 X3 CNi 13-4 - 76CN 13-4 CA6-NM SCS5 - -320
VI 1.4317 GX 4 CrNi 13-4 - Z8CD17-1 CA6-NM SCS6 - 230-350
X5 CrNiMo 18-10, Z6CND 17-11, _ N
v Ukl X5CrNiMo 17-12-2 Z6 CND 17-12-02 eli2 =Sl 22
X2 CrNiMo 17-12-2+5+Cu,
\% 1.4404 X2 CiNiMo 17-12-2 Z3CND17-11-02 316L SUS316 F - -215
\% 1.4408 X6 CrNiMo 18-10 - - CF-8M SCS 14 - 130-200
v 1.4410 X2 CrNiMoN 25-7-4 - 72 CND 25-07-04Az  F53 - - -230
V 1.4427 X 12 CrNiMoS 18-11 - - 316L SUS316 F - -
X 2 CrNiMoN 17-13-3, Z2CND 17-13 Az,
vi 1:4429 X 2 CrNiMoN 17-11-2 73CND17-11-03Az  TOMN SUS3T6LN : 20
V 1.4435 X2CrNiMo 18-14-3 - Z3CND 18-14-03 316L SUS 316 L, SCS 16 - =215



Categorization of materials

Stainless steel

Category Material

number
V 1.4436
V 1.4438
V 1.4441
% 1.4452
Vi 1.4460
Vi 1.4462
V 1.4501
VI 1.4507
% 1.4510
V 1.4512
VI 1.4539
Vi 1.4541
Vi 1.4542
Vi 1.4543
VI 1.4547
VI 1.4548
Vi 1.4550
V 1.4568
V 1.4570
V 1.4571
V 1.4581
V 1.4583
Vi 1.4718
% 1.4724
V 1.4742
VI 1.4757
V 1.4762
V 1.4828
V 1.4841
VI 1.4845
Vi 1.4864
Vi 1.4865
V 1.4871
V 1.4876
V 1.4878
VI 1.4923
V 1.4944
VI 1.4980
VI 1.6359
VI 2.4068
VI 2.4668
VI 2.4711

Vi CoCr

Specifications
DIN
X5 CrNiMo 17-13-3

X2 CrNiMo 18-15-4
X2 CrNiMo 18-15-3

X 13 CrMnMoN 18-14-3

X3 CrNiMo 27-5-2,
X 8 CrNiMo 27-5

X2 CrNiMoN 22-5-3

X2 CrNiMoCuWN 25-7-4
X2 CrNiMoCuN 25-6-3
X6CrTi17, X3 CrTi 17
X5CrTi12, X2 CrTi 12
X 1 NiCrMoCu 25-20-5

X6 CrNiTi 18-10

X5 CrNiCuNb 16-4,
X7 CrNiCu 16-4-4

X3 CrNiCuTiNb 12-9

X1 CrNiMoCuN 20-18-17

X5 CrNiCuNb 17-4-4
X6 CrNiNb 18-10
X7 CrNiAl17-7

X6 CrNICuS 18-9-2
X6 CrNiMoTi 17-12-2

GX 5 CrNiMoNb 19-11-2

X 10 CrNiMoNb 18-12
X 45 CrSi 9-3

X 10 CrAl 13,

X 10 CrAlSi 13

X 10 CrAl 18,
X 10 CrSiAl 18-1-1

X 80 CrNiSi 20

X 10 CrAl 24,
X 10 CrAlISi 25

X 15 CrNiSi 20-12

X 15 CrNiSi 25-20
X8 CrNi 25-21,

X 12 CrNi 25-21

X 12 NiCrSi 35-16,
X 12 NiCrSi 36-16
GX 40 NiCrSi 38-19,
GX 40 NiCrSi 38-18
X 53 CrMnNiN 21-9
X 10 NiAITi 32-21,
X10 NiCrAlITi 32-21
X 12 CrNiTi 18-9,
X8 CrNiTi 18-10

X 20 CrMoV 12-1,
X 22 CrMoV 12-1
X6 NiCrTiMoV 26-15

X6 NiCrTiMoVB 25-15 2

X 2 NICoMo 18-8-5
Nickel 201
NiCr19Fe18Nb5Mo3
Ti1AIC
CoCr20Ni15Mo7
CoCr

1SO

5832-1

AFNOR

76 CND 18-12-03
72 CND 19-15-04

Z5CND 27-05Az
72 CND 22-05-03 AZ

72 CNDUW 25-07-04 AZ

73 CNDU 25-07 AZ
28CT17
26CT12

Z 2 NCDU 25-20
Z6CNT 18-10

Z7 CNU 17-04-04

Z1 CNDU 20-18-06 AZ

76 CNNb 18-10

26 CNDT 17-12
Z4 CNDNb 18-12 M

245059
Z13C13

Z10CAS 18

212 CAS 25

Z9CN 24-13,
217 CNS 20-12

Z15 CNS 25-20

Z8 CN 25-20,
Z12CN 25-20

Z20NCS 33-16

252 CMN 21-09 Az

Z6CNT 18-10

UNS N02201

K13C20N16Fe15D7

AISI/SAE/ASTM

316
317L
316 LVM, F 138

329

329A

F55

F61

XM 8,430Ti
409

904 L

321

630, 17-4 PH
XM-16
F44

347,348
17-7 PH

316Ti

318
HNV 3

405

430
HNV6
446

309
314
3105

330

EV8
314

321

660
453

JIS

SUS 316
SUS 317L
SUS 316

SUS 3291 1,SCS 11,
SCH 11

SUS 430 LX
SUH 409

SUS 321
SCS 24, SUS 630

SUS 347

SUS 316Ti
SCS 22

SUH 1
SUS 405

SUH 21, SUS 430
SUH 4
SUH 446

SUH 309

SUH 310, SUS 310 S
SUH 330

SCH 15, SCH 16
SUH 35, SUH 36

SUS 321

Market designation

Uranus 45N
Zeron 100
Uranus 52 N

Uranus B6

Pyrodur 4718

NICROFER® 3220 h

INCOLOY® Alloy
A-286
MARVAL 18

Hardness
(HB)

-215
=215

-260

=270
-230
-185
-185
-180
-230
=215

-360

-250
-360
-230
-230
-215
=215
130-200
130-220
-300

-192

=212

—-223

223
165-225

135-205
215

=270
-200
248-341

INCONEL® Alloy 718 > 352

Phynox® KL

-
N

UTILIS
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Categorization of materials

Titanium and Ti-alloys

Category Material

number
I\ 3.7025
I\ 3.7035
\% 3.7034
\Y 3.7055
\Y 3.7064
\% 3.7065
\% 3.7115
I\ 3.7134
I\ 3.7164
\% 3.7165
\% 3.7235
I\ 3.7154
\% 3.7194
\% 3.7225
\% 9.9367

Specifications
DIN

TiCP Grade 1

TiCP Grade 2

TiCP Grade 2

Ti 3 (Grade 3)

TiCP Grade 4,

TiCP Grade 4B

TiCP Grade 4B,

TiCP Grade 4

Ti Al 2.5 5n (Grade 6)
TiCu 2

Ti6AIV4 Grade 5,
TIAI8 Mo 1V 1

TibAIV4 Grade 5

Ti 2 Pd (Grade 7)

TiAl 6 Zr 5

Ti 3Al 2.5V (Grade 9)
Ti 7 (Grade 7)
TiIAIBNb7

Non-ferrous metals (aluminum)

Category Material

number
VI 2.1871
Vil 3.0205
VII 3.0255
VII 3.0275
Vil 3.0285
VIl 3.1255
VI 3.1325
VI 3.1355
VI 3.1645
Vil 3.1655
VI 3.1754
VI 3.2163
VI 3.2315
VII 3.2371
VII 3.2373
VII 3.2381
Vil 3.2382
VII 3.2383
VIl 3.2581
Vil 3.2582
VI 3.2583
VI 3.3206
VI 3.3207
Vil 33214
VI 3.3315
VI 3.3545
Vi 3.3547
VI 3.3561
VI 3.4335
Vil 3.4345
VI 3.4365
VII 3.5101
Vil 3.5103
VII 3.5106
VII 3.5812
VII 3.5912

Specifications
DIN

G-AlCu 4TiMg
Al99

Al99.5

Al99.7

Al99.8
AlCuSiMn
AlCuMg 1
AlCuMg 2
AlCuMgPb

AlCuBiPb, AlCu 6 BiPb

G-AlCu5 Ni 1.5
G-AISi 9 Cu3
AlMgSi 1

G-AlSi 7 Mg
G-AlSi 9 Mg
G-AlSi 10 Mg
GD-AISi 10 Mg
G-AlSi 10 Mg (Cu)
G-AlSi 12
GD-AISi 12
G-AlSi 12 (Cu)

AIMgSi 0.5

E-AIMgSi 0.5
AlMgSi 0.5

AlMg 1

AlMg 4 Mn

AlMg 4.5 Mn 0.7
G-AlMg 5

AlZn 4.5 Mg 1
AlZnMgCu 0.5
AlZnMgCu1.5
G-MgZn 4 SE1Zr 1
MgSE3Zn27r 1
G-MgAg3SE27r 1
G-MgAl 8 Zn 1
G-MgAl97Zn 1

1SO
5832-2
5832-2

5832-2
5832-2

5832-2

5832-2

5832-3

5832-3

5832-11

ISO

AFNOR

135
T40
T40
T50

T60

TAGV

TAGV

TA6ND7

AFNOR

1200 (A4)
1050A

1070A

1080 A

2017 A (AU4G)
2024 (AUAGT)
2030 (AU4Pb)
2001 (AUSPbBI)

6060 (AGS)

5005 (AlMg1)
5086 (AGAMC)
5083 (AIMg5Mn0.7)

7020 (AZ5G)

7075 (AZ5GU)

AISI/SAE/ASTM

B 348, F67

B 348/265, F 67
B 348/265, F 67
F67

B 348,F67,B265

B 348, F67

B 348/TA 5E
B 348, F 67

B265, B348, 4911,
4928

B265, B348, 4911,
4928

B 348/F 67

B 348

B 348

F1295

AISI/SAE/ASTM

1000

A 360.2
A413.2
A413.0
A413.1

6063

6101
6061
5083
5083
7020
7050
7075
ZE4N
EZ33
QE 22
AZ81
AZ91

J

S

KS-40
KS-50
KS-50
KS-70

KS-85

KS-85
KS-115AS

KS-130 AV

KS-130 AV

KS-50 Pd
KS-50 Pd

J

S

Market designation

Protasul

Market designation

AVIONAL 14
AVIONAL 17
AVIONAL 24

ANTICORODAL 100

ANTICORODAL 63
-AL6060

ALDREY
ANTICORODAL 61

PERALUMAN 44

CARPENTAL

ERGAL

Hardness
(HB)

~120
~150
~150
~170

~200

~200

<260
~310

~310
~150

~150

Hardness

(HB)
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Application range for diamond 021...
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Properties and application range for diamond

Grade Norm Application range Materials (category) and hardness value (HB)/(HRC)

DIN/ISO 513

125-300
180-250
200-350
180-220
220-330
60-130
45-70 HRC

UTILIS

Toughness

Hardness

Steel non-alloyed (I)
Steel low alloyed (1)
Steel high alloyed (11l)
Stainless steel (V)
Stainless steel (V1)
Titanium (V)
Aluminum (VI1)

Brass (VIII)

Hard materials (X)

01 05 10 15 20 25 30 35 40 45 50

Synthetics reinforced/composits (IX)

Diamond

UCvD 08 = =
UPCD 15 = = | = = - B
UPCD 20 = il = - s

The exceptional hardness of diamonds in the various tool versions enables much higher cutting parameters to be achieved compared when conventional cutting
materials are used.

In addition to traditional grinding and erosion machining, the use of high tech lasers not only produces top quality cutting edges, but also enables 3D chip
removal geometries to be obtained.

UPCD15/UPCD20
UPCD (polycrystalline diamond) is a sintered diamond powder in a metallic bonding matrix. Its grain UPCD15
structure ranging from ultra-fine (UPCD20) to coarse (UPCD15) gives the UPCD varying degrees of
toughness, so greatly extending the range of possible applications.

With its diamond content of around 90 % only, UPCD has a much lower hardness and hence wear-
resistance than UCVD.

Suitable for the following materials:
— Aluminum with 8-20 % SiC

— Brass, copper and bronze

— Platinum and gold

UPCD20

UCVDO08

This diamond is produced by the CVD technique with a thickness of 0.8 mm. No binder is used. Minute
diamond crystals are separated from the gas phase into a thick polymer diamond substrate which consists
of up t0 99.9 % diamond material.

Because of its high wear resistance, the life time of this innovative cutting material is between 2 and 10
times longer than that of UPCD.

The extremely sharp cutting edge enables reduced cutting pressure to be applied, therefore achieving
excellent surface quality.

UcvDo8
Suitable for the following materials:
— CFK... up to 80 % carbon fiber
— GFK... up to 80 % glass fiber
— Plastics
— Aluminum with 8-20 % SiC
— Brass, copper and bronze
— Platinum and gold

Legend D8...

2

-

Tooling for High Technology



UTILIS

Tooling for High Technology

Properties and application range of coatings

UTILIS coating code Coating

Standard for general applications

HX TIAIN/AITIN

HPX TIAIN/AITIN

Mz TiN/TIAIN
TiSIN

X+

INNOVATION

General applications (upon customer request)

SX TiN
BX TiCN
HX-A AICIN

Special applications (upon customer request)

HX-F AICIN
DX-T Diamond DLC
DX-HC Diamond Ta-C

Materials (Category)

Steel non-alloyed

Steel low alloyed

Steel high alloyed

Stainless steel

Stainless steel

Titanium

Aluminum

Brass

Synthetics reinforced/composits

Hard materials

Characteristics

Standard allround coating for finishing and micro-finishing operations on a
wide range of materials.

Standard allround coating for roughing and finishing operations in steel and
stainless steel.

High-performance coating for micro finishing and finishing operations in
steel, stainless steel and highly heat resistant materials as well as micro
cutting of hardened steels up to 70 HRC.

A new coating technology gave rise to this high-performance hard material coating. This coating is characterised by its extremely smooth,
defect-free finish and the extreme hardness and adhesion. Its even, micro-accurate and thin coating provides maximum cutting edge quality,
even with the smallest tools. It counteracts the formation of built-up edges during deployment, and provides improved chip flow.

The surface quality and the tool life increase significantly.

This coating has now been introduced as the standard coating in all multidec® product lines.

Coating for the machining of steel materials for slow and medium cutting
speeds. Not recommended for highly heat resistant materials.

Coating with extreme hardness and outstanding toughness. Extremely
suitable for steel, stainless steel and conditionally for titanium, at slow
cutting speeds.

Universally usable coating for dry and wet machining at fast cutting speeds
in steel and stainless steel.

High-performance coating for micro finishing operations in steel and
stainless steel. Recommended for sharp edges, which are used in micro
machining.

Diamond coating for non-ferrous metals. Recommended for aluminium,
plastic, brass and copper.

High performance diamond coating for non-ferrous metals. Recommended
for aluminium alloys, platinum, silver, gold, composites and reinforced
synthetics

Legend D8...



Properties and application range of coatings

N
W

With the refinement of cutting tools with an
additional coating the wear will be decisively
reduced. Rubbing, warming up, diffusion and
oxidation decreases significantly.

Cutting process without coated tool Cutting process with coated tool

Tooling for High Technology

UTILIS

Rounded edges among coated inserts

Every coating of a carbide insert results in arounded cutting edge. The smaller the diameter of the material to be cut, the more significant are the consequences
in the cutting performance. Therefore the rounding off of the cutting edge depends on the thickness of the coated layer. As thicker the coating, as greater is the
radius created along the cutting edge.

\ r <0.002 \ r>0.002

Comparison of default hardness values

Tensile strength (N/mm?) Vickers Brinell Rockwell Shore Tensile strength (N/mm?) Vickers Brinell Rockwell Shore
HV HB HRC C HV HB HRC C
700 200 200 - 28 2030 580 527 533 68
740 210 210 - 29 2070 590 533 53.8 69
770 220 220 - 30 2100 600 533 54.4 70
810 230 230 19.2 31 2140 610 543 54.9 7
840 240 240 21.2 33 2170 620 549 55.4 72
880 250 250 23 34 2210 630 555 55.9 73
910 260 260 24.7 35 2240 640 561 56.4 74
950 270 270 26.1 36 2280 650 568 56.9 75
980 280 280 27.6 37 2310 660 574 57.4 75
1020 290 290 29 39 2350 670 581 57.9 76
1050 300 300 30.3 40 2380 680 588 58.7 77
1090 310 310 31.5 4 2410 690 595 58.9 78
1120 320 320 329 42 2450 700 602 59.3 79
1150 330 330 33.8 43 2430 710 609 59.8 80
1190 340 340 349 44 2520 720 616 60.2 81
1230 350 350 36 45 2550 730 622 60.7 82
1260 360 359 37 46 2590 740 627 61.1 83
1300 370 368 38 47 2630 750 633 61.5 83
1330 380 373 389 48 2660 760 639 61.9 84
1370 390 385 39.8 49 2700 770 644 62.3 85
1400 400 393 40.7 50 2730 780 650 62.7 86
1440 410 400 41.5 51 2770 790 656 63.1 86
1470 420 407 423 52 2800 800 661 63.5 87
1510 430 416 432 53 2840 810 666 63.9 87
1540 440 423 44 54 2870 820 670 64.3 88
1580 450 429 44.8 55 2910 830 677 64.6 89
1610 460 435 45,5 56 2940 840 682 65 89
1650 470 441 46.3 57 2980 850 = 65.3 90
1680 480 450 47 58 3010 860 - 65.7 90
1720 490 457 47.7 59 3050 870 - 66 91
1750 500 465 483 60 3080 880 = 66.3 91
1790 510 474 49 61 3120 890 - 66.6 92
1820 520 482 49.6 62 3150 900 - 66.9 92
1860 530 489 50.3 63 3190 910 = 67.2 -
1890 540 496 50.9 64 3220 920 - 67.5 -
1930 550 503 51.5 65 3260 930 - 67.7 -
1960 560 511 52.1 66 3290 940 - 68 -

2000 570 520 52.7 67
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Causes and remedies of wear

A Flank wear

B Edge chipping

C Cratering

D Plastic deformation

E Built-up edges

F Insert breakage

Reasons:

— Cutting speed too high

— Carbide grade with too little wear resistance
— Feed rate not adapted

Remedies:

— Reduce cutting speed

— Select better wear resistant carbide grade

— Adapt feed rate to cutting speed and
cutting depth (increase feed rate)

Abrasion on flank, normal wear after a certain machining time.

Reasons:

— Grade with too high wear resistance
—Vibrations

— Feed rate too high or excessive cutting depth
— Interrupted cut

— Swarf damage

Remedies:

— Use tougher carbide grade

— Use negative cutting edge geometry with chip
groove

— Increase stability (tool and work piece)

Through excessive mechanical stress at the cutting edge fracture and chipping can take place.

Reasons:

—Too high cutting speed and/or feed rate
— Rake angle too shallow

— Carbide grade with little wear resistance
— Insufficient coolant supply

Remedies:

— Reduce cutting speed and/or feed rate

— Increase coolant quantity and/or pressure, opti-
mize coolant supply

— Use carbide grade which is more resistant to
cratering

The hot chip which is being evacuated causes cratering at the rake face of the cutting edge.

Reasons:

—Too high machining temperature, resulting in
softening of substrate

— Damaged coatings

Remedies:

— Reduce cutting speed

— Choose carbide grade with higher wear resis-
tance

— Provide cooling

High machining temperature and simultaneous mechanical stress can lead to plastic deformation.

Reasons:

—Too low cutting speed
—Too small rake angle
—Wrong cutting material

— Lack of cooling/lubrication

Remedies:

—Increase cutting speed

—Enlarge rake angle

— Select more resistant coating

— Use emulsion with higher concentration

Built-up material/edges occur when the chip is not evacuated properly due to a too low cutting temperature.

Reasons:

— Excessive stress of cutting material
— Lack of stability

— Corner angle too small

— Excessive notching

Excessive stress of the insert causes breakage.

Remedies:

— Use tougher carbide grade

— Use protective edge chamfer
—Increase honing of cutting edge
— Use more stable geometry



* Further information 024...

4 increase & decrease |nspect optimise

The cutting temperature particularly the wear depends significantly on the cutting conditions (v, f and ap). Thermal causes of wear like oxidation and diffusion
increase disproportionately.

I

ve = Cutting speed
f = Feed
ap = Depth of cut

Wear

Course of a; f; ve -
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Working situations
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Turning axial

Cutting edge down

1 =am i

Turning direction

Tooling for High Technology
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Cutting edge up

Cutting edge up

s we

B Bl

Cutting edge down

Turning axial (with holder 45°)

Cutting edge down

Turning direction

Cutting edge up

Cutting edge up

s we

Cutting edge down

Situation

O NOoOUAE WN =

Situation

41
42
43
44
45
46
47
48

Execution

Holder

x — X XX XXX ™ ™

Execution

Holder

zolzg | === |—|=|=

With the illustration below it is possible to achieve up different tooling situations. Choose yours and we will recommend you the suitable tooling solution.

Insert

O 20 X0 X0 X0 X0 XD W™

Insert

Eoll Eol I I Il (B =G =G



Working situations

Turning radial outside

Cutting edge down Turning direction

" "
Cutting edge up
H Cutting edge up
~ A
'
27
Cutting edge down

Turning radial inside

Turning direction

v/

Execution of holder/insert

The side on which the insert is located determines whether it is a “left-" or “right-hand” holder. For this purpose, the holder is viewed with the insert pointing

towards the observer.

B

nd L 4

Left hand holder Neutral holder Right hand holder

Situation Execution
Holder

17 R

18 L

19 R

20 L

21 R

22 L

23 R

24 L

25 L

26 R

27 L

28 R

29 L

30 R

31 L

32 R
R=right L=left
Situation Execution

Holder

33 R

34 R

35 L

36 L

37 L

38 L

39 R

40 R
R=right L=left

Insert

=l ol ol Eol I (Gl I I [l Gl Kl il 2 55 = ==

Insert

— =z lz2 | z2 | 22 | | =

N
N
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Designation system (ISO 1832)

Indexable inserts

Form of insert

Index
\'}

D
©

a

Clearance angle

Index

Tolerance

Index

X

SE

0.025

0.13

0.13 0.05-0.15*

0.1

d+

0.025

0.025

0.04

Distinctive mark

Index
|

W |

\

N T :
|
|

U |

ET

Special shape

* Dependent on dimension of insert

il

DCGT 0702015 FN -A3 UHM 30 HX

Edge length

Index |

06 6.4
09 9.7
12 12.9
07 7.75
1 11.6
1 1.1
16 16.6
10 10

6.35
9.53
12.7

Insert thickness

Index

02
03
s
04

S

238
3.18
3.97
4.76

Chip breaker Carbide Coating
0178 020 023
Edge condition Cutting direction
Index Index
Corner radius F Sharp
L Left

Index R E Rounded
i v N Neutral H
003 0.03
006 0.06 F
008 008 R it
01 0.1
015 0.15
02 0.2
035 0.35
04 0.4
075 0.75
08 0.8



Designation system (ISO 4983)

Holder OD turning
Shaft height Shaft width Holder lenght Edge length Special shape
hy/hy b Index Iy Index | d Index
hy b 2 & LI s A y  ForSwisstype automati
E 0 K 09 97 953 s lathes
[ J F 80 12 129 127 L—I"
H 100 07 775 635 Ldy
K 125 muf
11 11.6  9.53 |
Lﬂ—‘ M 150
X Special shape " 111635 : 3
16 16.6 9.59 |
"—”v/ d 3
10 10 635 s
I
Clamping Form of insert Clearance angle Cutting direction
Index Index a Index a Index
¢ v 35° C 7 q
S Screwed D 550 wu N 0° \A‘u L Left
C 80° P 11°
N Neutral H
R Right F
Holder form
Index a Index a Index a Index a
~ o o~ o
A 90° J 93° P 117.5° Vv 72.5°
E a a
D 45° L 95° Q* 93° a X Special shape
a
o M
H 107.5° N 62.5° V] 93° ‘

* UTILIS standard

N
©

Tooling for High Technology

UTILIS



Tooling for High Technology

UTILIS

Designation system (ISO 8024)

Holder ID turning

Shaft execution Shaft diameter Holder lenght Edge length
Index dy Index Iy Index I d
F 80 06 6.4 635 P
A Steel shaft with internal cooling » 100 - o | oeg x
P 0 :
v. K 125 R Rt e [
d; M 150 07 775 635 L
\ 2
Q 180 = e
11 11.6  9.53 |
R 200
s 250 11 111 635 AN
T 300 T 16 166 959 |
X Special qN
<O
10 10 6.35 S
|

— |

Clamping Form of insert Clearance angle Cutting direction
Index Index a Index Index

¢ v 35° C 7 q
S Screwed - e ‘}q N 0° \LLQ L Left

C 80° P 11°
N Neutral H

R Right F

Holder form

Index a Index a Index a

F 90° ‘ L 95° Q 107.5°
vy 5 3
D 45° 0 95° U 93° ‘

o

J 93° Q* 92°

o
b

Special shape

* UTILIS standard



Formulas

Cutting speed (v¢)
Ve = di-m-n [m/min]
1000

Revolutions per minute (n)

vc - 1000
d1'T[

[min™]

Feedrate (vf)

vi = f-n [mm/min]

3

-

UTILIS

Tooling for High Technology



multidec®-CUT is most commonly used in OD-turning or alternatively in ID-turning. 5 systems are distinguished by the cutting depth or width and application
field of machining process. All inserts are replaceable very easy and known for its great repeat accuracy. For cutting of all common materials we offer ideal ad-
justed micrograin carbides grades (K10-K40 PVD coated and uncoated).

® .

Itidec

SWiss type tools

mu

UTILIS




Overview - multidec®-CUT

Technical information 11

Machining methods e - 34

Choice of insert 36

Application 1600/1700/3000/3600 - VoYY — 38

multidec B8

Artice 10, 126600 PaS6321
3000-08- 100LA

Designation system 43

Overview inserts and holders 500 45
Overview inserts and holders 1600 49
Overview inserts and holders 1700 97
Overview inserts and holders 3000 111
Overview inserts and holders 3600 161
Cutting specification B - " | ” - m i 168
Recommendations for thread cutting 170
Special tools — multidec4you® 600

Accessories \ 603
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Machining methods

A different combination of holder and insert allows cutting even in difficult situations.

Main-spindle left 1\ Possibilities of insert execution

¥

’

Main-spindle left

v

-

Lf Lil
[ ]
Llj Lil
[ ]
I_!N IjV
LN L

multidec®-CUT

‘

E Possibilities of insert execution

J

1
RV

2

RN RV
3

LN L
4

RN RV
5

LN L
6

LN v

7

RN R



Machining methods

Main-spindle right !

T T 0

\

J

Possibilities of insert execution

v
L
4 |
:N :V
i
4
|

Main-spindle right 1\ Possibilities of insert execution

=

4

RV

RN

LN

RN

LN

LN

RN

multidec®-CUT
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Choice of inserts multidec®-CUT

UTILIS

Application Type and chip breaker Machining Method Characteristics
36 v v vev
o [ ] [ J
o o [ J
U m ... 02 o ) [ CUT off without chip breaker
IS e - -
m 9 o ° °
[ J o =
E S == o o -
“b = .. 02GS ® o = CUT off with chip breaker
‘ g (o] (o) -
: S = o ®
%] (] [} [ )
E =: ° ° °
... 02SC ® ® ® CUT off with chip breaker
[ J o =
[ J o [ J
o [ J [ J
... 02 SPT o ) ® CUT off with chip breaker for tender material
[ J o [ J
- o )
[ J [ ) [ J
[} o [ J
...03 o ® [ Front turning without chip breaker
. - -
o [ J [}
o [} [
' o [ J [}
...03SP o ® ® Front turning with chip breaker
w— ° ° °
= o [ J
o [ ) [}
o o [}
... 03 CPTOP o ) ® Front turning with chip breaker and cutting edge “TOP"
o o [ J
= (] [ J
[ J [ [}
[ J o O
...04 o ° o Back turning without chip breaker
. - -
= o [}
' (0} [ [ J
o ° )
e/ ...04CP o ° ® Back turning with chip breaker
- ° ° °
= o [ J
o [ ] [}
o [ J [ J
' ... 04SP o ) ® Copy turning with chip breaker
[ J o [ J
- = ° ®
o [ [}
o o [ J
... 04TOP () ° ® Back turning with chip breaker and cutting edge “TOP”
[ [ ] [ )
= o [}
o [ [ J
[ J o [ J
... 05 (@) ® (@) Grooving and turning without chip breaker
' [ J o =
o [} [ J
o (e] [ ] [ ]
[ | (@] [ ) [ ]
...05CP (@) ® ® Grooving and turning with chip breaker
[ J o [ J
= = [ J
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Application OD turning

CUT off
38 Inserts 0b52...
1602...
(S 1
@3
2
=1
N
S
Sy, g
)
535
'SE Copy turning (back)
Inserts 0o64...

Threading

Inserts 070...

1606...

Grooving (axial)

Inserts 077...

1611...

i«

Front turning

Inserts

1603...

Back turning

Inserts

i[-=

Radius-grooving

Inserts

|

Chamfering

Inserts

1604...

1607...

1612...

D61...

[66...

0O7s...

079...

multidec®-CUT 1600

Copy turning (front)

Inserts

1604...

Grooving and Turning

Inserts

1605...

Grooving (radial)

Inserts

! 1610...
B

065...

068...

07e...



Application ID turning

Front turning Copy turning (front) Copy turning (back)

Inserts 0e6l... Inserts 065... Inserts 064...
1603... 1604...V SP 1604... SP

Back turning Grooving and Turning Threading

Inserts 066... Inserts 0es... Inserts 0b73...
1604... 1605... 1606...

Radius-grooving Grooving Chamfering

Inserts 075... Inserts 07e... Inserts 0b79...
1607... 1610... 1612...

Holders 080...

multidec®-CUT 1600

Allillustrations show right hand design. Left hand design is also available.

W
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Application OD turning multidec®-CUT 1700

Threading Grooving (radial) Grooving (axial)

Inserts 099... Inserts 0100... Inserts 0b101...

- 1706... ‘ 1710... 1711...

B
o

UTILIS

(1%
o
Qs i 1 [
3 < ey . |
S
-~
3=
E A
Application ID turning multidec®-CUT 1700
Threading Grooving
Inserts 099... Inserts [7100...
1706... 1710...

Holders M103...

Allillustrations show right hand design. Left hand design is also available.



Application OD turning

CUT off
Inserts
3002...
Copy turning (back)
Inserts
3004...

Threading
Inserts

3006...

D114...

0136...

0142...

Front turning

Inserts

Back turning

Inserts

! 3004...
-

Radius-grooving

Inserts

3007...

Holders

0133...

0137...

0147...

multidec®-CUT 3000

Copy turning (front)

Inserts

3004...

Grooving and Turning

Inserts

3005...

Chamfering

Inserts

! 3012...
-

Allillustrations show right hand design. Left hand design is also available.

0135...

[5140...

[148...

[150...

B
-

SWiss type tools

multidec

UTILIS
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Application OD turning

Grooving and Turning

Inserts 0163...

“ 3605...

multidec®-CUT 3600

Holders

Allillustrations show right hand design. Left hand design is also available.

0164...



Designation system

The designation of every insert and holder includes all important information according to the follwing system:

Inserts

3002 - 1.5 - 8L SC UHM20 HX

Coating

Cutting material

Chip breaker or special execution

Execution

Maximum depth (mm)

Width (mm)

Cutting design

Product line

Holders

3000 - 08 - 100 LA

offset

Execution

Length (mm)

Holders cross section (mm)

Edition

Product line

* Packaging Information 08

multidec®-CUT

multidec ¥

swiss type toois

Article no. 137212 P456321
3002 - 1.5 - 8L SC UHM20 HX

e e ce//

Utitis AG, www. utifis.com, +41 52 762 62 62

" ums

multidec ¥ |

Swiss type tools

Article no. 126600 P456321
3000-08-100 LA

() oce//

Utilis AG, www.utilis.com, +41 52 762 62 62

Legend

08...

N
W

SWISS type tools

UTILIS

multidec
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multidec®-CUT 500

The turn and cut-off system 500 is suitable for Swiss type cam lathes up to bar diameter 15mm. The
neutral cutting inserts, only available as blanks, consist of one cutting edge and will be mounted on tool
holders with a repeatability of <0.01 mm.

Even for the ground, hardened and nickel plated holders a wide range of possibilities with shank sizes
between 6 and 10mm are available. For Swiss-type automatic lathes special holders have been designed
and complete the wide range of choices.

Advantages:

— Replace brazed tools on cam machines

— Neutral inserts with mirror polished cutting face

— Coated and uncoated blanks available

—The machine operator can grind his own cutting geometries




Overview — multidec®-CUT 500

Technical information

Inserts d

501... 46
Holders ’

500... 47
Replacement and spare parts ~ 47

45



Inserts multidec®-CUT 500

Blank

® .

Itidec

1. 1

SWiss type tools

f\
(%
Lx

UTILIS
mu

501...

STANDARD-LINE

premun e

* Mirror polished

)
&J

- E LE

501...

O

‘s01-26LP..*  s0126RP.* | W | m | ® 2 8 6 178  500..
* Mirror polished

premun e

Legend D8...



Holders multidec®-CUT 500

Standard

Itidec

SWiISS type tools

UTILIS
mu

500...

L
STANDARD-LINE

500... INCH

STANDARD-LINE

Replacement and spare parts multidec®-CUT 500

TORX screwdriver [651...

Legend D8...
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multidec®-CUT 1600

The turn and cut-off system 1600 is suitable for Swiss type lathes up to bar diameter 10 mm. The cutting
inserts consist of two cutting edges.

Even for the holders a wide range of possibilities with shank sizes between 7 and 25 mm are available. For
Swiss-type automatic lathes special holders have been designed and complete the wide range of choices.

e _JEN

Advantages:

— Large selection of cutting geometries with different chip breakers especially made for smallest parts
— Full profile threading inserts starting from M 0.2 (0.06 mm pitch)

— Grooving inserts width starting from 0.05 mm

“1C" tool holder with integrated cooling

o Cost-efficient processing of modern materials increasingly requires accurate control of the coolant at the
cutting edge. Conveying the coolant as close as possible to the cutting edge is often a difficult task in the
machine rooms of Swiss type turning lathes.

The multidec®-IC program offers a wide range of holders with integrated cooling. Because of the high precision and
pressure, it is possible to discharge the chip quickly and safely from the cut-ting edge and the workpiece, which pro-
tects the cutting edge of the insert. This means significantly longer tool life as well as very reliable serial production.

Advantages:

— All'holders feature five possible connectors for the coolant supply

— Fixed coolant exit allows for small set-up in front of the holder

—With or without high pressure, the coolant medium always hits the cutting edge precisely

“TWIN" holder with and without integrated coolant supply

The “TWIN"range allows you to work with two inserts on the same holder.
Different combinations are possible, and provide the user with a high degree of flexibility. Holders are
available with shank cross-sections of 8 to 20 mm, with and without internal cooling.

Advantages:

— Twice the number of tools on the machine

—Two different turning operations are possible with a single tool holder
—All'holders with an integrated coolant supply have five connecting options

"Y-AXIS" holder with and without integrated coolant supply

Y-AXIS holders solve the chip control problems that can occur when cutting long-chip materials. With the
Y-AXIS holder, the cutting edge is offset by 90° compared to the standard holder, whereby the chips fall in
the bed of the machine. This prevents troublesome tumbling and flowing chips that can become caught
on the cutting edge and damage it.

Benefits:

— Suitable for long chipping materials

—The problem of chip control is solved

— Holders with internal cooling

— All'holders feature five possible connectors for the coolant supply



Overview — multidec®-CUT 1600

Technical information 11
Inserts Q

1601... 51
1602...,1602...V 52
1602... TOP, 1602... VTOP 54
1602... SC, 1602...V SC 55
1602... SCTOP, 1602... V SCTOP 56
1602... N SC 57
1602... SPT, 1602...V SPT 58
1602... N SPT 60
1603... 61
1603... SP 62
1603... CPTOP 63
1604... SP, 1604...V SP 64
1604... TOP 66
1604... SPTOP 67
1605... 68
1605... CP 69
1606... VP 70
1606... UN ... VP 71
1606-G ... VP 72
1606... 73
1606 HA... VP, 1606 HB... VP 74
1607... 75
1610... 76
1611... 77
1611-45... 78
1612... 79

Holders

1600..., 1600... IC 80
1600...4, ...6,...8 82
1600... A 84
1600... AV 85
1600/1600. .. TWIN, 1600/1600... ICTWIN 86
1600 YA... Y-AXIS 88
1600... 00RD. IC 89
1600... 90 STA 90
1600... 45 STA 91
1600... 90 ST 92
1600... 90 93
1600... 90RD . IC 94
1600... 6-8 90 RD . IC 95

Replacement and spare parts 95

Y

Coolant system and accessories 619




multidec®-CUT 1600

Notes
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Blank

(ST
Os
1601-4.../6.../-8... o
16018-3... Yy
g
T T o3
=
Bl
S8

STANDARD-LINE

* Mirror polished

Legend D8...



CUT off

0 .
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1602...

VALUE'L'NE

Legend D8...



CUT off

Itidec

SWiss type tools

UTILIS
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1602...V V: offset

VALUE-LINE

Legend D8...
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Inserts

! Turning and cut off

1602... TOP*

multidec®-CUT 1600

Detail TOP*

ap max

10

- o o o e e
c e e
------

STANDARD-LINE

* Description TOP

"o

1602... VTOP*

D13

Detail TOP* RVI

ap max

tp b R V: offset 7 R ™R

= . . o e e
o e e

sTANDARD-LINE

* Description TOP

013

Legend D8...



Inserts multidec®-CUT 1600

CUT off

1602... SC
= . . o e e
o e e
------
STANDARD-LINE

Itidec

SWiISS type tools

UTILIS
mu

“Ta

1602...V SC V: offset

- . . o e e
o e e
------
STANDARD-LINE

Legend Ds...
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Inserts multidec®-CUT 1600

Turning and cut off

Detail TOP*
o °

R B
1602... SCTOP* »M#

= . . o e e
o e e
------
STANDARD-LINE

* Description TOP D13

® .

dp max

Detail TOP*

dp max

R Pl “

1602...V SCTOP* b V: offset

- o o c e o
o e e
------

STANDARD-LINE

* Description TOP D13

Legend ns...



Inserts multidec®-CUT 1600

CUT off

(ST
m o
2
=
S0
Sy, Q

%)
-3:

=

AN ]

1602... N SC N: neutral

srAND"‘RD ”NE

Legend Ds...



CUT off

0 .

Itidec
swiss type tools

e

1602... SPT

UTILIS
mu

VALUE-LINE

Legend Ds...



CUT off

T

1602...V SPT

&7,

V: offset

Legend

0bs...

UTILIS

mu

Itidec

SWiss type tools




CUT off

0 .
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SWiss type tools

I RS a\R
1602... N SPT N: neutral
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Legend D8...



Inserts multidec®-CUT 1600

Front turning

@
A4
e
L R 'Cg
&5
p X
o =3
=
S&
1603...

STANDARD “NE

e

Legend Ds...



Inserts multidec®-CUT 1600

Front turning

® .

Itidec

SWiss type tools

AN

UTILIS
mu

1603... SP U...

a
R
- - e - - o
| R IIIIII

SsTANDARD-LINE

Legend ns...



Inserts multidec®-CUT 1600

! | '
A-A

6 -
15?& A——]—A Y
'/ )
é ‘@gg
a b

J\R

a
- ®© e O e e

Front turning

Itidec

SWiISS type tools

UTILIS
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1603... CP TOP*

ARD-LINE

-

STAND

* Description TOP 013

Legend Ds...



Inserts multidec®-CUT 1600

Copy turning (back)

® .

| © I

(TS

St :

e d® a

35

b 4% o B

£ O Y
1604... SP R/l‘i

= . . o e e
o e e
------
SsTANDARD-LINE

Legend ns...



Inserts multidec®-CUT 1600

Copy turning (front)

e )
| © 1)
B
=1
g
et
(%)
g
o S 3

1604...V SP V: offset

- o o o e e
o e e
------

STANDARD-LINE

Legend Ds...
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Inserts

»

Back turning

multidec®-CUT 1600

(@]

=

Lt
b 16 18°
a

= . . o e e
o e e
------
SsTANDARD-LINE

= e

* Description TOP 013

1604... TOP*

Legend D8...



Inserts multidec®-CUT 1600

Back turning

- )
(® Iy
s
R .t:q)
a ....gi
A-A ; B “:
6{g> 1 U:Eiigg

~ 5 . v

> 7 | §Em

R/ Fise
1604... SPTOP*

n......MI
sranoaro e

STANDARD-LINE

* Description TOP

Legend Ds...



Inserts multidec®-CUT 1600
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Grooving and turning
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SWiss type tools
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1605...

* ¢: maximal turning capacity
d: maximal grooving capacity

Legend D8...



Inserts multidec®-CUT 1600

Grooving and turning

A-A

Lo i

1605... CP
IIIIIIMI

Itidec

SWiISS type tools

UTILIS
mu

* ¢ maximal turning capacity
d: maximal grooving capacity

Legend Ds...
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Legend

Inserts multidec®-CUT 1600
' Threading (full profile metric)
70
VovidvY | L R
(O I _
o
Qo
+—
=1 g R
n
-E‘
S: .
) I o
E = / U
00 A 8B
1606... VP —r—— \
Order designation Carbide [H20 Standard Dimensions Holder
=L OO O] O) 080...
- e @ O o @
O e @ O o o
e O - e O -
- - @ - - ©
< | & £ & 10 NHS  NHS P h.  a,  a,
slalElalalE] DN 06-03 06-02
— — — ~N NN
=l=l===|=
= = = = = ju
=) =) =) = = =
1606-0.06-60VPL...  1606-0.06-60 VPR ... H EH N = = S0.2* 0.06 0.037 0.04 0.03 1600...
1606-0.08-60VPL...  1606-0.08-60 VPR ... H E N = = S0.3 0.08 0.049 0.05 0.04 1600...
1606-0.09-60VPL...  1606-0.09-60 VPR ... H E N - - $035 0.09 0.055 0.05 0.05 1600...
1606-0.1-60 VP L ... 1606-0.1-60 VPR ... H B N = = S04 0.1 0.061 0.06 0.06 1600...
1606-0.125-60VP L ... 1606-0.125-60 VPR ... H E N = = S0.5 0.125 0.077 0.08 0.07 1600...
1606-0.15-60VP L ...  1606-0.15-60 VPR ... H H BN - - S0.6 0.15 0.092 0.09 0.08 1600...
1606-0.175-60 VP L ... 1606-0.175-60 VPR ... H EH = = = S0.7 0.175 0.104 0.1 0.1 1600...
1606-0.2-60VP L ... 1606-0.2-60 VPR ... H EH =N = = S0.8 0.2 0.123 0.12 0.11 1600...
1606-0.225-60VP L ... 1606-0.225-60VPR ... H EH N - - S09 0.225 0.138 0.14 0.12 1600...
1606-0.25-60VP L ...  1606-0.25-60 VPR ... H ®E ®E M1/12 M1/12 S1/1.2 025 0.153 0.15 0.14 1600...
1606-0.3-60 VP L ... 1606-0.3-60 VPR ... H EH N = M 1.4 S1.4 03 0.184 0.18 0.17 1600...
1606-0.35-60VPL...  1606-0.35-60 VPR ... H B B MI16 MI16/18 - 035 0215 021 0.19 1600...
1606-0.4-60 VP L ... 1606-0.4-60 VPR ... H B N M2 M2 = 04 0245 024 022 1600...
1606-0.45-60VP L ...  1606-0.45-60 VPR ... H B B M25 M22/25 = 045 0276 0.27 0.25 1600...
-LINE
STANDARD LI
1606-0.5-60VP L ... 1606-0.5-60 VPR ... H EH N M3 M3 = 0.5 0.307 0.28 0.28 1600...
1606-0.6-60VP L ... 1606-0.6-60 VPR ... H E N = M 3.5 = 0.6 0.368 033 033 1600...
1606-0.7-60VP L ... 1606-0.7-60 VPR ... H EH B M4 M4 - 0.7 0429 039 039 1600...
1606-0.75-60VP L ...  1606-0.75-60 VPR ... H EH = = M4.5 = 075 046 041 041 1600...
1606-0.8-60VP L ... 1606-0.8-60 VPR ... H E N M5 M5 = 0.8 0491 044 044 1600...
1606-1.0-60VP L ... 1606-1.0-60 VPR ... H EH B M6/7 - - 1 0.613 0.55 0.55 1600...
1606-1.25-60VP L ...  1606-1.25-60 VPR ... H EH N M8/9 - - 1.25 0.767 0.69 0.69 1600...
* Similar to the norme
Recommendations for thread cutting 0170



Inserts multidec®-CUT 1600

Threading (full profile UN)

Itidec

60°

SWiISS type tools

0

1606... UN ..

h
<=
<
UTILIS
mu

7 13

Pitch a, a,

Recommendations for thread cutting 0170

Legend D8...



Threading (full profile pipe thread)

0 .

Itidec

SWiss type tools

Yy 55° o <
=

Z

UTILIS
mu

1606-G ...VP

Recommendations for thread cutting 0170

Legend D8...



Inserts multidec®-CUT 1600

Threading (partial profile 55°/60°)

Itidec

C

SWiISS type tools

o 1V

i
P

Pitch

= . . o e e
o e e
------
STANDARD-LINE

e

o =

UTILIS
mu

1606...

Recommendations for thread cutting 0170

Legend D8...
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Inserts multidec®-CUT 1600

Threading (full profile for implants in surgical-reconstructive medicine)

e

1606 HA... VP ...

—— €T

i
P | Pitch ar ||| &

-..
e

1606 HB... VP ...

STANDARD "'NE

Legend ns...



Inserts multidec®-CUT 1600

Radius-grooving

Itidec

SWiISS type tools

S ]

1607...

o mm
SN NGN RSN KON
i

premon-e

STANDARD-LINE

o
d
(@
C
UTILIS
mu

Legend Ds...
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Order designation

premun e

1610-0.05-0.1L.
1610-0.1-0.2 L ..
1610-0.15-0.3 L.

. 1610-0.05-0.1R ...
. 1610-0.1-0.2R ...
. 1610-0.15-03R ...

STANDARD-LINE

1610-0.24-0.51L ...
1610-0.3-06 L ...
1610-0.34-0.6 L ...
1610-0.4-0.81L ...
1610-0.44-0.8 L ...
1610-0.45-1.51L ...
1610-0.5-1.0L ...
1610-0.54-0.8 L ...
1610-0.6-1.2L ...
1610-0.64-1.0L ...
1610-0.64-1.2L ...
1610-0.65-0.7 L ...
1610-0.7-1.41L ...
1610-0.74-1.8 L ...
1610-0.85-091L ...
1610-0.85-1.2 L ...
1610-0.94-2.3 L ...
1610-0.95-1.0L ...
1610-1.0-1.14 L ...
1610-1.05-2.3 L ...
1610-1.15-2.8 L ...
1610-1.2-1.34L ...
1610-1.25-2.8 L ...
1610-1.35-33 L ...
1610-1.4-1.53 L ...
1610-1.5-3.0L ...
1610-1.55-3.8 L ...
1610-1.7-1.82 L ...
1610-1.95-2.0L ...
1610-2.25-2.01L ...
1610-2.75-2.0L ...

1610-0.24-0.5R ...
1610-0.3-06R ...
1610-0.34-0.6R ...
1610-0.4-0.8R ...
1610-0.44-0.8R ...
1610-0.45-1.5R ...
1610-0.5-1.0R ...
1610-0.54-0.8R ...
1610-0.6-1.2R ...
1610-0.64-1.0R ...
1610-0.64-1.2R ...
1610-0.65-0.7R ...
1610-0.7-1.4R ...
1610-0.74-1.8R ...
1610-0.85-0.9R ...
1610-0.85-1.2R ...
1610-0.94-2.3R ...
1610-0.95-1.0R ...
1610-1.0-1.14R ...
1610-1.05-2.3R ...
1610-1.15-2.8R ...
1610-1.2-1.34R ...
1610-1.25-2.8R ...
1610-1.35-3.3R ...
1610-1.4-1.53R ...
1610-1.5-3.0R ...
1610-1.55-3.8R ...
1610-1.7-1.82R ...
1610-1.95-2.0R ...
1610-2.25-2.0R ...
1610-2.75-2.0R ...

Carbide

1 @0 1
1000 |

UHM 10
UHM 10 HX

UHM 10X+ @ ' ® @ @

Grooving (radial)

|1 @000

UHM 20

UHM20HPX 1 C® ® ®

[120 Standard

UHM20TX+ O ' @ @ @

1SO
DIN

6799

6799

6799

6799
6799
6799
47
6799
47
6799
47
47
6799
6799
4711472
6799
6799
4711472
6799
4711472
4711472
471/472
471/472

wﬁ/vﬁ

Dimensions
a
0.05 +0.01
0.1 +0.01
0.15  +0.01
0.24  +0.04/0
03  +0.02
0.34 +0.04/0
04  +0.02
0.44  +0.04/0
045  +0.02
05 +0.02
0.54 +0.05/0
06  +0.02
0.64 +0.05/0
0.64 +0.05/0
0.65  +0.02
07  +0.02
0.74  +0.05/0
0.85 +0.02
0.85  +0.02
0.94  +0.05/0
0.95 +0.02
1 +0.02
1.05 +0.08/0
1.15  +0.08/0
1.2 +0.02
1.25 +0.08/0
1.35 +0.08/0
1.4 +0.02
1.5  £0.02
1.55 +0.08/0
1.7 +0.02
1.95  +0.02
225  £0.02
275  £0.02

[C,RC, NG, R, RT, NG, N, BT, RU, R, R, BT, NG, N, T, RC, RE, T, BT, NG, BT, BT, RC, NC, R, BT, RO, B, BT, B, R, |

multidec®-CUT 1600

0.1
0.2
0.3

0.5
0.6
0.6
0.8
0.8
1.5

0.8
1.2

1.2
0.7
1.4
1.8
0.9
1.2
23

1.14
23
2.8
1.34
2.8
33
1.53

3.8
1.82

Legend

6°
6°
6°

10°
6°
10°
6°
10°
60
60
10°
60
10°
10°
10°
60
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
10°
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1600...
1600...
1600...

1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...
1600...

08...



Inserts multidec®-CUT 1600

- Grooving (axial)

o5
S
L 3
=S
3
& P LA
- =
b RS NR DE
1611... a
srANDARD "'NE

~—  Payattention to the “working situations” for the correct selection of the combinations of tools and inserts 026...

Legend Ds...



Inserts multidec®-CUT 1600

Miniature groowing (axial)

Itidec .
swiss type tools

vm

M=

459

e
I
premon-e

UTILIS
mu

1611-45...

Legend ns...



Inserts multidec®-CUT 1600

Chamfering

— i
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1612...

STANDARD “NE

Legend Ds...



Holders multidec®-CUT 1600

Standard

Itidec .
swiss type tools

UTILIS
mu

1600... INCH

Legend ns...



Holders multidec®-CUT 1600

With internal cooling

I -
) Qu
S
| Eg
e
e~
Wi e=l="==ER 4
s =% 58
1600... IC JLL

premun e

1600... ICINCH

Scope of delivery: Holder without coolant connector
Coolant system 0619...

Legend D8...



Itidec

SWiss type tools

mu

UTILIS

Holders multidec®-CUT 1600

For 4 mm and 6 mm wide inserts

® .

1600...-4

STANDARD-LINE

B I e

1600...-6

o o0 OO0 OO Oy O

Legend ns...



Holders multidec®-CUT 1600

For 8mm wide inserts

Itidec

SWiISS type tools

UTILIS
mu

1600...-8

00 00 00 0o

Legend Ds...



Itidec .
swiss type tools

UTILIS
mu

Holders multidec®-CUT 1600

With off-set shank and insert

1600...A

STANDARD-LINE

1600... AINCH

STANDARD-LINE

Legend ns...



Holders multidec®-CUT 1600

With off-set shank

Itidec

SWiISS type tools

UTILIS
mu

1600... AV INCH

sTANDARD-LINE

Legend Ds...



Holders multidec®-CUT 1600

“TWIN" version

® .
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@S
oo
=
‘Q
~F
=
S&
1600/1600... TWIN

STANDARD-LINE

1600/1600... TWIN INCH

STANDARD-LINE

Legend ns...



Holders multidec®-CUT 1600

“TWIN" version with internal cooling

Itidec

SWiISS type tools

UTILIS
mu

1600/1600... TWIN IC

1600/1600... TWIN IC INCH

Scope of delivery: Holder without coolant connector
Coolant system 0619...

Legend D8...



8

swiss type tools

multidec

UTILIS

Holders multidec®-CUT 1600

"Y-AXIS" version with internal cooling

1600 YA... IC JLL

Order designation Dimensions Inserts

q F h b a 2 i d d D51

1600 YA-12x100-20 R IC | 12 12 100 3 20 19.5 M5 M5 16...
1600 YA-12x100-25R IC | 12 12 100 3 25 19.5 M5 M5  16...
1600 YA-12x100-30 R IC | 12 12 100 3 30 19.5 M5 M5  16...
1600 YA-16x125-20 R IC | | 16 16 125 3 20 19.5 M5 G'% 16...
1600 YA-16x125-25 R IC | 16 16 125 3 25 19.5 M5 G% 16...
1600 YA-16x125-30 R IC | 16 16 125 3 30 19.5 M5 G% 16...

1600 YA... ICINCH

Order designation Dimensions Inserts

q F h b a 7 e C d D51...

1600 YA-1/2"x100-20 R IC | 12.7 12.7 100 3 20 19.5 M5 M5 16...
1600 YA-1/2"x100-25 R IC u 12.7 12.7 100 3 25 19.5 M5 M5 16...
1600 YA-1/2"x100-30 R IC | 12.7 12.7 100 3 30 19.5 M5 M5 16...
1600 YA-5/8"x125-20 R IC W 15875 15875 125 3 20 19.5 M5 G% 16...
1600 YA-5/8"x125-25 R IC W 15875 15875 125 3 25 19.5 M5 G'% 16...
1600 YA-5/8"x125-30 R IC W 15875 15875 125 3 30 19.5 M5 G'% 16...
Usage notes:
(@—zf+x?
dmasz
To avoid problems, two Y-AXIS holders must not be
mounted directly next to each other. To prevent collisions, move back the holder in
Mount a standard tool holder between the Y-AXIS ~ accordance with the overhanging length before

holders. changing the tool position.

Scope of delivery: Holder without coolant connector
Coolant system 0619... Legend D8...



Holders multidec®-CUT 1600

With round shank

Itidec

hmax

SWiISS type tools

UTILIS
mu

1600... 00RD . IC

STANDARD-LINE

1600... 00 RD . ICINCH

STANDARD-LINE

Legend D8...



Holders multidec®-CUT 1600

With off-set shank

® .

Itidec

SWiss type tools

UTILIS
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1600... 90 STA

sTANDARD-LINE

1600... 90 STAINCH

STANDARD-LINE

Legend D8...



Holders multidec®-CUT 1600

e W With off-set shank
v L
— |
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1600... 45 STA v

Order designation Dimensions Inserts

F h b v w Nmax a [64...

STANDARD-LINE

-

1600-08x100 45 S