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KomPass REAMING — BENEFITS for you

Perfect reaming technology to new dimensions.

With over a hundred years of experience and expertise, the KOMET brand is
synonymous with premium solutions in all aspects of machining. We offer our
customers innovative, tailored solutions that make their production more cost-
effective at every processing stage of the specific machining operation.

For the economic fine machining of bores, the comprehensive tool programme of
standardised KOMET Monomax® monoblock tools, KOMET® Fullmax solid
carbide reamers and tailor-made multiblade stepped reamers and on to customer-
specific special tools, guarantees accurate, economic and reliable machining.

KOMET Deutschland GmbH is part of the CERATIZIT Group, which operates on an
international scale.

CERATIZIT is a high-tech engineering group that specialises in tool engineering
and hard material technologies. The company is privately owned and has its
headquarters in Mamer, Luxembourg. It operates over 70 sales offices and
employs over 9000 members of staff at its 34 production sites around the globe.
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KOMET ® Tool selection

Help table for reaming

Tool Adjust-
structure  ability
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=  Accuracy

Steel

Stainless steel

Cast iron
Non-ferrous metals
Superalloys and
titanium

Hardened material

- D 2,96 - 20,05 IT7  monolithic fix P M K N s
KOMET® Fullmax

o
=
~
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©n

- @ 5,60 - 25,89 IT6 monolithic adjustable
KOMET Monomax ®

<

KOMET® Rapid set head moduar

@ 12,00 - 30,00
ithi i P M K N S
- KOMET® hi.max IT7 monolithic fix

- @ 12,00 - 40,00 IT7 modular fix P M K [N S
KOMET REAMAX?®

- @ 18,00 - 30,00 :
KOMET REAMAX® TS fix IT7 modular fix P M K I[N S

KOMET REAMAX® TS ARSI EIEREISs
@ 42,00 - 70,00 fix/
IT6 dul ) P M K N S
- KOMET REAMAX® TS Duo MOGUT adjustable

@ 60,60 - 110,59

IT6 modular adjustable P M K N S
KOMET® Duomax

@ 60,60 - 110,59

KOMET® Cutting ring IT6 modular adjustable P M K N S

270,00 - 100,00 - 17 modular fix P K N
KOMET® Freemax




KOMET® Tool selection

Help table for reaming
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KOMET © Fullmax

High performance for universal use
KOMET is expanding its solid carbide reaming range with a completely overhauled universal reaming tool, available
from stock in the main dimensions both with H7 tolerance and in 1/100 dimensions.

The combination of knowledge and experience gained with the previous product line has enabled us to systemati-
cally develop the cutting geometry and achieve incredibly high cutting performance in various different materials
— even those hardened up to HRC62. At the same time, the modified cutting edge pitch reduces chatter marks and
improves chip formation.

In addition to optimal cutting edge cooling, the targeted coolant also aids smooth evacuation of chips that are
formed. A high-performance coating completes the new design, and can be used for various different materials,
thus also contributing to longer tool life, as a result of significant improved wear resistance.

These characteristics and properties combine to create the kind of precision for which KOMET is known on the mar-
ket, as well as its high standards of dimensional accuracy and surface finish quality.

Individually configurable dimensions can be supplied in the diameter range from 2,96 to 20,05 mm. In addition,
preferred ranges are available from stock for diameters 4 to 12 mm and 16 mm. There are separate variants matched
to blind hole and through hole machining.

BENEFITS for you:

B Top performance for many different materials

B New high-performance for universal use

B Optimised geometry for top cutting performance

B Minimal costs per hole as a result of high cutting data and tool life
W Available from stock with dimensions H7 and 1/100 mm

KOMET® Fullmax K: Outstanding surface quality and long tool life thanks to the optimal combination of geometry
and coating.

KOMET® Fullmax N: The extremely smooth coating affords outstanding surface quality, and the chip breaker ge-
ometry yields optimal chip formation.

KOMET® Fullmax H: Excellent surface quality with minimal cutting edge preparation. Optimal combination of ge-
ometry and coating for use in materials with a hardness of up to 62 HRC.
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KOMET SERVICE® (Chapter 11)

The KOMET SERVICE® TOOL lifeBoxicon
describes tools that are available for the
high quality cost-efficient refurbishment
of tools.




KOMET ® Fullmax

Tool recommendation

|  Mochinng_________________|

Order No.

o Material ASG = cutting geometry
° = . example
= T .
r_? = E 8 Material material code l:l:l:l E:I] E @
= == & /DIN
£ O c = Universal Special Universal Special Universal Special Universal Special
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 52P.57 52P.57 52M.57 52M.57
Y| 1.0044 (52575R) ASG 2210 ASG 2210 ASG 2110 ASG 2110
o 8‘ 8 non-alloy / :8222 25259;) 52P57 52P57 52M57 52M57
Nmp o o alfey iz 17131 (1eMncrs)  ASG 2210 ASG 2210 ASG 2110 ASG 2110
— = ead aloys 10718 52P.57 52P.57 52M.57 52M.57
) (OISTEED) ASG 2210 ASG 2210 ASG 2110 ASG 2110
n' |
o S e 17225 2ot CREEE 52P.57 52M.57 52M.57
TISA ol B e ASG 2210 ASG 2210 ASG 2110 ASG 2110
= § high alloy steels }§%§1(?§;z§é?-5) 52P.57 52P.57 52M.57 52M.57
=R Movi2) ASG 2210 ASG 2210 ASG 2110 ASG 2110
; HSS
o 8 special al\oy_s: Inconel, ?912‘152!\%2]!\3;3) 52P57 52P57 52M57 52M57
N ~ Hastelloy, Nimonic, stc. gglA6)31 (Nimonic ASG 2210 ASG 22 1 0 ASG 21 »]0 ASG 21 10
v
= g titanium, 37115 52M.57 52M.57
N < titanium alloys (TiAI5SN2.5) ASG 21 10 ASG 21 10
- o eas | GOCNITSTY) 52P57 52P57 52M.57 52M.57
© OSSN ASG 2210 ASG 2210 ASG 2110 ASG 2110
S g 8 stainless steels 13;;1 Eﬁg&tﬁm} 52P.57 52P.57 52M.57 52M.57
o Ti17-12-2) ASG 2210 ASG 2210 ASG 2110 ASG 2110
o 8 siEitss ) e 52P.57 52P.57 52M.57 52M.57
™~ I (IEICEEEES $i38-18) ASG 2210 ASG 2210 ASG 2110 ASG 2110
o S gray castron 06025 (EN-GIL-250) 52P.57 52).65 52P.57 52J.65 = 52M.57 = 52K.65 52M.57  52K.65
& - 06035 ENGL350 AGG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
= D aloygaycastion 06580 52P.57 52).65 52P.57 52J.65  52M.57 = 52K.65 52M.57  52K.65
€9 ~ (CcEhic2eR) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
S § S spheroidal graphite  0.7040 52P.57 52).65 52P.57 52J.65 = 52M.57 = 52K.65 52M.57  52K.65
oy cstionfertic  (EN-GIS40019) AGG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o= S shersalguphite  EN-GI55007) 50P57 52065  52P57 5265 52M.57  52K.65 52M.57  52K.65
& o costion fertcperiic 8763 (0 ooy ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG2110 ASG 2350 ASG 2110 ASG 2350
S 8 g Mecwlgwhc 0% . 5P57 5265  52P57 52065 52M57  52K65 52M57  52K.65
= R N malleable ron 08165 (GTs-65  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
= S alloyed spheroidal  0.7661 (EN-GISA- 52P.57 52).65 52P.57 52).65 = 52M.57  52K.65 52M.57  52K.65
= N grephite castiron - XNICr20-2) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
g S vermicularcastion EN-GVTI<02 52P.57 52).65 52P.57 52J.65 52M.57 52K.65 52M.57 52K.65
- ™ BHD 0 ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
S o b Gl 5257  52N.17  52P57  52N.A7  52M57  52Q.17  52M57  52Q.17
N O bronze goodeut 2118200 ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170
% S copperalloy brass, 2050 52P.57 52N.17 52P.57 52N.17 ~ 52M.57  52Q.17 52M.57  52Q.17
_ = bronzeaveragecut o060 ecusn)  ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170
= rcv:. © wrought aluminium 33315 (AIMg1) 52N.17 52N.17 52Q.17 52Q.17
- @ [l SHEE (AN ASG 2270 ASG 2270 ASG 2170 ASG 2170
WD Sonecion  apser 52N.17 52N.17 52Q.17 52Q.17
— magnesium alloy (G-AISI9Mg wa) ASG 2270 ASG 2270 ASG 2170 ASG 2170
g g cstalum. aloy: 3.2381.01(G- 52N.17 52N.17 52Q.17 52Q.17
= S R ASG 2270 ASG 2270 ASG 2170 ASG 2170
B hardened steels 52P.57 52G.55 52G.55  52M.57  52H.55 52H.55
S s e ASG 2210 ASG 2360 ASG 2360 ASG 2110 ASG 2360 ASG 2360
2 3 hardened steels 52P.57 52G.55 52G.55  52M.57  52H.55 52H.55
& © PEBe, S ASG 2210 ASG 2360 ASG 2360 ASG 2110 ASG 2360 ASG 2360
8 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 2,96 — 20,05 mm

Universal reamer
radially cooled, left slant,
for through hole machining

KOMET® Fullmax

Solid carbide reamer

Material %
M S S @02@3 02@3

DIN 6535
HA

N

Special reamer
radially cooled, straight,
for through hole machining

Universal / Special reamer
centrally cooled, straight,
for blind hole machining

Custom reaming tool - selection options!

% =
utting

material,
Order No. Order No. coating
L E Y]
Universal 52P.57 52M.57 DBG-U
Special
Fullnaxk 265 52K.65 DBG-P
Special
Fullmaxn ~ 22N-17 52Q.17 DBC-N
Special
FullmaxH 22853 52H.55 DBF-A

Order example:

Order No. 52P.57 - Bore diameter 4,02 mm - Bore tolerance *3:%> - Material EN-GJS-400-15

Cutting speed and feed universal reamer see pages 14-15 / special reamer see pages 16-17.

@D

2,96 - 4,05

4,06 - 6,05

6,06 - 8,05

8,06 - 10,05
10,06 - 12,05
12,06 - 14,05
14,06 - 16,05
16,06 - 18,05
18,06 - 20,05

For in-stock H7 series and 1/100 dimensions see pages 10-13.

Dimensions
«Be
Cylindrical 10
shank e
Bdxc L b a y4
4x28 60 32 12 4 0,005-0,01
6x36 76 40 12 4 0,01-0,03
8x36 101 65 16 6 0,03-0,05
10x40 108 68 16 6 0,05-0,09
12x45 130 85 20 6 0,09-0,15
14x45 130 85 20 6 0,15-0,22
16x48 150 102 20 6 0,22-0,31
18x48 150 102 20 6 0,31-0,42
20x50 160 110 20 6 0,42-0,51



KOMET® Fullmax @ 417 — 1647 mm

Universal reamer

Material %
PMKN S
o =

DIN 6535
HA

A—

radially cooled, left slant,
for through hole machining

2D

centrally cooled, straight,
for blind hole machining

Diameter H7 - available from stock

M TE T [(HIEL]
P2
g

@D @Bdxc L b a z (g Order No. Order No.
- ~ DBG-U DBG-U

4H7 4 x 28 60 32 12 4 0,01 52P.57.04H7 52M.57.04H7
5H  6x36 76 40 12 4 0,02 52P.57.05H7 52M.57.05H7
6"  6x36 76 40 12 4 0,03 52P.57.06H7 52M.57.06H7
7% 8x36 101 65 16 6 0,05 52P.57.07H7 52M.57.07H7
8"  8x36 101 65 16 6 0,05 52P.57.08H7 52M.57.08H7
9" 10 x 40 108 68 16 6 0,08 52P.57.09H7 52M.57.09H7
10" 10 x 40 108 68 16 6 0,09 52P.57.10H7 52M.57.10H7
19712 x 45 130 85 20 6 0,15 52P.57.11H7 52M.57.11H7
1247 12 x 45 130 85 20 6 0,15 52P.57.12H7 52M.57.12H7
16" 16 x 48 150 102 20 6 0,31 52P.57.16H7 52M.57.16H7

Cutting speed and feed see pages 14-15.

10




@ 417 — 1657 mm

radially cooled, straight,
for through hole machining

KOMET ® Fullmax

Special reamer N

Material
N

AN ——
Do

® =

DIN 6535
HA

centrally cooled, straight,
for blind hole machining

Diameter H7 - available from stock

’IOH7
‘I’|H7
12417
16H7

Cutting speed and feed see pages 16-17.

@dxc

4 x 28
6 x 36
6 x 36
8 x 36
8 x 36
10 x 40
10 x 40
12 x 45
12 x 45
16 x 48

60
76
76
101
101
108
108
130
130
150

b

32
40
40
65
65
68
68
85
85
102

12
12
12
16
16
16
16
20
20
20

N

o OO0 OO0 OO0 O O O O b~ b

=}

(kg
0,01
0,02

0,03
0,05
0,05
0,08
0,09
0,15
0,15
0,31

[T TE 1]

Order No.
DBC-N

52N.17.04H7
52N.17.05H7
52N.17.06H7
52N.17.07H7
52N.17.08H7
52N.17.09H7
52N.17.10H7
52N.17.11H7
52N.17.12H7
52N.17.16H7

(YR ]

Order No.
DBC-N

52Q.17.04H7
52Q.17.05H7
52Q.17.06H7
52Q.17.07H7
52Q.17.08H7
52Q.17.09H7
52Q.17.10H7
52Q.17.11H7
52Q.17.12H7
52Q.17.16H7




KOMET ® Fullmax

1/100 Dimensions — available from stock

radially cooled, left slant,
for through hole machining

2D

centrally cooled, straight,
for blind hole machining

TOE T (YR

B= =

o1~ [AsG 2210 éASG 2110 ¢
"’ o7

&
@D Order No. Order No. Ddxc L b a z g
DBG-U DBG-U ~ ~
3,970 52P.57.0397 52M.57.0397
3,980 52P.57.0398 52M.57.0398
3,990 52P.57.0399 52M.57.0399
4,000 52P.57.0400 52M.57.0400 4%28 60 32 12 4 0,01
4,010 52P.57.0401 52M.57.0401
4,020 52P.57.0402 52M.57.0402
4,030 52P.57.0403 52M.57.0403
4,970 52P.57.0497 52M.57.0497
4,980 52P.57.0498 52M.57.0498
4,990 52P.57.0499 52M.57.0499
5,000 52P.57.0500 52M.57.0500 6x36 76 40 12 4 0,02
5,010 52P.57.0501 52M.57.0501
5,020 52P.57.0502 52M.57.0502
5,030 52P.57.0503 52M.57.0503
5,970 52P.57.0597 52M.57.0597
5,980 52P.57.0598 52M.57.0598
5,990 52P.57.0599 52M.57.0599
6,000 52P.57.0600 52M.57.0600 6x36 76 40 12 4 0,03
6,010 52P.57.0601 52M.57.0601
6,020 52P.57.0602 52M.57.0602
6,030 52P.57.0603 52M.57.0603
6,970 52P.57.0697 52M.57.0697
6,980 52P.57.0698 52M.57.0698
6,990 52P.57.0699 52M.57.0699
7,000 52P.57.0700 52M.57.0700 8x36 101 65 16 6 0,05
7,010 52P.57.0701 52M.57.0701
7,020 52P.57.0702 52M.57.0702
7,030 52P.57.0703 52M.57.0703
7,970 52P.57.0797 52M.57.0797
7,980 52P.57.0798 52M.57.0798
7,990 52P.57.0799 52M.57.0799
8,000 52P.57.0800 52M.57.0800 8x36 101 65 16 6 0,05
8,010 52P.57.0801 52M.57.0801
8,020 52P.57.0802 52M.57.0802
8,030 52P.57.0803 52M.57.0803

Tolerance: ¥3,970 — 5,030 mm = +4u / ©5,970 — 16,030 mm = +5p
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KOMET ® Fullmax

1/100 Dimensions — available from stock

19 %O Fit sizes which can be used

..,970 u7 X7 Example: Blind hole @ 9 N8

..,980 N10 N11 R7 @ Tolerance N8 = @ .. ,990
® .. 9% M8 N7 @ N8 N9 © Blind hole

..,000 17 18 JS7 158 1S9 @ Bore diameter 8,990 mm

~,010 G7 H8 Oder No. 52M.57.0899

..,020 F8 H9

..,030 E8 F9 H10

ONEDn eYIEd]

—_— . —_— B
&1~ [ASG 2210 «?ASG 2110 ¢
"’ o7

&
@D Order No. Order No. Ddxc L b a z g/
DBG-U DBG-U ~ ~
8,970 52P.57.0897 52M.57.0897
8,980 52P.57.0898 52M.57.0898
o 8,990 52P.57.0899 52M.57.0899
9,000 52P.57.0900 52M.57.0900 10x40 108 68 16 6 0,08
9,010 52P.57.0901 52M.57.0901
9,020 52P.57.0902 52M.57.0902
9,030 52P.57.0903 52M.57.0903
9,970 52P.57.0997 52M.57.0997
9,980 52P.57.0998 52M.57.0998
9,990 52P.57.0999 52M.57.0999
10,000 52P.57.1000 52M.57.1000 10x40 108 68 16 6 0,09
10,010 52P.57.1001 52M.57.1001
10,020 52P.57.1002 52M.57.1002
10,030 52P.57.1003 52M.57.1003
10,970 52P.57.1097 52M.57.1097
10,980 52P.57.1098 52M.57.1098
10,990 52P.57.1099 52M.57.1099
11,000 52P.57.1100 52M.57.1100 12x45 130 85 20 6 0,15
11,010 52P.57.1101 52M.57.1101
11,020 52P.57.1102 52M.57.1102
11,030 52P.57.1103 52M.57.1103
11,970 52P.57.1197 52M.57.1197
11,980 52P.57.1198 52M.57.1198
11,990 52P.57.1199 52M.57.1199
12,000 52P.57.1200 52M.57.1200 12x45 130 85 20 6 0,15
12,010 52P.57.1201 52M.57.1201
12,020 52P.57.1202 52M.57.1202
12,030 52P.57.1203 52M.57.1203
15,970 52P.57.1597 52M.57.1597
15,980 52P.57.1598 52M.57.1598
15,990 52P.57.1599 52M.57.1599
16,000 52P.57.1600 52M.57.1600 16x48 150 102 20 6 0,31
16,010 52P.57.1601 52M.57.1601
16,020 52P.57.1602 52M.57.1602
16,030 52P.57.1603 52M.57.1603

Tolerance: 3,970 — 5,030 mm = +4p / ©5,970 — 16,030 mm = +5p




KOMET ® Fullmax

Recommended cutting data — universal reamer

Guideline values for reaming Cutting speed v¢ (m/min) _

optimum - maximum

. DBG-U
= . Material example
S ~ o Material .
= = | = material code/DIN
= < € a
.© = 4}
5 22 c
= T = °
© £e o
> wv o< ac
1.0037 (S235JR)
S =< 500 non-alloy steels 1.0715 (11SMn30) 180
1.0044 (S2575JR) 250
o 500- non-alloy / ]8(5)3(5) EEZS%?) 180
o~ 900 low alloy steels 17131 (16MnCr5) 250
< <500 eadlalloys 1.0718 (11SMnPb30) 1;:(?
o
o 900 non alloy / low alloy steels: heat resistant struc- 1.7225 (42CrMo4) 180
" > tural, heat treated, nitride and tools steels 1.1221 (C60E) 250
o ' 1.2341 (6CrMo15-5) 180
< >900 high alloy steels 1.2601 (X165CrMoV12) P
N HSS
o : : - 2.4668 (NiuCr19Fe19Nb5Mo3) 40
s 250 special alloys: Inconel, Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A) co
wn
— titanium, ) 30
= 400 titanium alloys 3.7115 (TIAI5Sn2.5) o
2 =600 stainless steels 14200 (NI, 40
o = 1.4401 (X5CrNiMo17-12-2) 80
— 1.4511 (X3CrNb17) 40
= g <900 stainless steels 1.4571 (X10CrNiMo-
Ti17-12-2) 60
o . ; 1.4713 (X10CrAlSi7) 40
~ = 900 stainless / fireproof steels 1.4862 (X8NICrSi38-18) co
o : 0.6025 (EN-GJL-250) 120
© 180 gray castiron 0.6035 (EN-GJL-350) 180
= 250 allo i 0.6660 (GGL-NiCr20 2 90
0 y gray cast iron y (¢ iCr. ) e
g <600 130 spheroidal graphite cast iron, ferritic 0.7040 (EN-GJS-400-15) 22(5)(?
- 0.7050 (EN-GJS-500-7) 200
¥ 5 230 spheroidal graphite cast iron, ferritic / perlitic ~ 0.7055 (GGG-55)
0.8055 (GTW-55) 250
o . ) ) "
2 spheroidal graphite cast iron, perlitic 0.7060 (EN-GJS-600-3) 120
S >600 250 maeaple iron 0.8165 (GT5-65) 190
= ' : : 0.7661 920
= 200 alloyed spheroidal graphite cast iron (EN-GISAXNICr20-2) 50
o~
! . . 5.2200 (EN-GJV-350) 920
=) 300 vermicular cast iron 5.2300 (EN-GJV-450) 130
2 90 copper alloy, brass, 2.0375 (CuZn36Pb3) 150
— lead-alloy bronze, lead bronze: good cut 2.1182.01 (G-CuPb15Sn) 250
= . 2.0550 (CuZn40A12) 100
o 100 copper alloy, brass, bronze:average cut 2.0060 (E-Cu57) 150
o
3 L 3.3315 (AlMg1)
=2 ) 60 wrought aluminium alloys 3.0517 (AIMnCu)
— cast aluminium alloy:
™ 75  Si-content <10% ggg% 2361-(AG|MAE?;)9M wE)
= magnesium alloy : : 9
o - .
- cast aluminium alloy: ;
= 100 i content > 10% 3.2381.01 (G-AISi10Mg)
o
2 hardened steels 40
w1400 <55 HRC 60
o
2 hardened steels 30
o 1800 > 55 HRC, = 62 HRC 50
P MK N S
Reaming allowance in diameter (mm) <55 HRC

> 55 HRC

14




KOMET® Fullmax

Recommended cutting data — universal reamer

_ Feed f (mm/rev)

optimum - maximum optimum - maximum

sl %_"4* =

©297- @406- @606- ©@756- @1206- ©1606- ©@297- @406- @606- ©@756- @12,06- @ 16,06-

4,05 6,05 7,55 12,05 16,05 20,05 4,05 6,05 7,55 12,05 16,05 20,05
%24 o4 %26 326 326 %6 pod] L4 %6 %6 326 %6
0,60 0,70 1,30 1,40 1,50 1,80 0,60 0,70 1,30 1,40 1,50 1,80
0,80 0,90 1,60 1,80 1,90 2,20 0,80 0,90 1,60 1,80 1,90 2,20
0,60 0,70 1,30 1,40 1,50 1,80 0,60 0,70 1,30 1,40 1,50 1,80
0,80 0,90 1,60 1,80 1,90 2,20 0,80 0,90 1,60 1,80 1,90 2,20
0,60 0,70 1,30 1,40 1,50 1,80 0,60 0,70 1,30 1,40 1,50 1,80
0,80 0,90 1,60 1,80 1,90 2,20 0,80 0,90 1,60 1,80 1,90 2,20
0,60 0,70 1,30 1,40 1,50 1,80 0,60 0,70 1,30 1,40 1,50 1,80
0,80 0,90 1,60 1,80 1,90 2,20 0,80 0,90 1,60 1,80 1,90 2,20
0,40 0,40 0,90 1,00 1,00 1,30 0,40 0,40 0,90 1,00 1,00 1,30
0,50 0,60 1,10 1,20 1,30 1,50 0,50 0,60 1,10 1,20 1,30 1,50
0,30 0,40 0,70 0,80 0,90 1,10 0,30 0,40 0,70 0,80 0,90 1,10
0,40 0,50 0,90 1,10 1,10 1,30 0,40 0,50 0,90 1,10 1,10 1,30
0,30 0,40 0,70 0,80 0,90 1,10 0,30 0,40 0,70 0,80 0,90 1,10
0,40 0,50 0,90 1,10 1,10 1,30 0,40 0,50 0,90 1,10 1,10 1,30
0,40 0,50 1,00 1,10 1,20 1,40 0,40 0,50 1,00 1,10 1,20 1,40
0,60 0,70 1,30 1,40 1,50 1,70 0,60 0,70 1,30 1,40 1,50 1,70
0,40 0,50 1,00 1,10 1,20 1,40 0,40 0,50 1,00 1,10 1,20 1,40
0,60 0,70 1,30 1,40 1,50 1,70 0,60 0,70 1,30 1,40 1,50 1,70
0,40 0,50 1,00 1,10 1,20 1,40 0,40 0,50 1,00 1,10 1,20 1,40
0,60 0,70 1,30 1,40 1,50 1,70 0,60 0,70 1,30 1,40 1,50 1,70
0,60 0,70 1,30 1,30 1,60 1,90 0,60 0,70 1,30 1,30 1,60 1,90
0,80 0,90 1,60 1,60 2,00 2,20 0,80 0,90 1,60 1,60 2,00 2,20
0,50 0,50 1,00 1,00 1,30 1,50 0,50 0,50 1,00 1,00 1,30 1,50
0,60 0,70 1,30 1,30 1,60 1,80 0,60 0,70 1,30 1,30 1,60 1,80
0,60 0,70 1,30 1,30 1,60 1,90 0,60 0,70 1,30 1,30 1,60 1,90
0,80 0,90 1,60 1,60 2,00 2,20 0,80 0,90 1,60 1,60 2,00 2,20
0,60 0,70 1,30 1,30 1,60 1,90 0,60 0,70 1,30 1,30 1,60 1,90
0,80 0,90 1,60 1,60 2,00 2,20 0,80 0,90 1,60 1,60 2,00 2,20
0,50 0,50 1,00 1,00 1,30 1,50 0,50 0,50 1,00 1,00 1,30 1,50
0,60 0,70 1,30 1,30 1,60 1,80 0,60 0,70 1,30 1,30 1,60 1,80
0,40 0,40 0,80 0,80 1,00 1,20 0,40 0,40 0,80 0,80 1,00 1,20
0,50 0,60 1,00 1,00 1,30 1,50 0,50 0,60 1,00 1,00 1,30 1,50
0,40 0,40 0,80 0,80 1,00 1,20 0,40 0,40 0,80 0,80 1,00 1,20
0,50 0,60 1,00 1,00 1,30 1,50 0,50 0,60 1,00 1,00 1,30 1,50
0,50 0,70 1,30 1,40 1,60 1,90 0,50 0,70 1,30 1,40 1,60 1,90
0,80 0,90 1,40 1,70 1,90 2,20 0,80 0,90 1,40 1,70 1,90 2,20
0,40 0,60 1,00 1,20 1,30 1,60 0,40 0,60 1,00 1,20 1,30 1,60
0,60 0,80 1,20 1,40 1,60 1,80 0,60 0,80 1,20 1,40 1,60 1,80
0,20 0,20 0,40 0,50 0,50 0,60 0,20 0,20 0,40 0,50 0,50 0,60
0,30 0,30 0,60 0,60 0,70 0,80 0,30 0,30 0,60 0,60 0,70 0,80
0,20 0,20 0,40 0,50 0,50 0,60 0,20 0,20 0,40 0,50 0,50 0,60
0,30 0,30 0,60 0,60 0,70 0,80 0,30 0,30 0,60 0,60 0,70 0,80

0,10-0,20 0,10-020 0,20 020 020030 030 0,0-020 0,10-020 0,20 020 020030 030

0,10-0,20 0,10-020 0,20 0,20 0,20 020  0,10-020 0,10-020 0,20 0,20 0,20 0,20
0,10 0,10 0,10 0,10 0,20 0,20 0,10 0,10 0,10 0,10 0,20 0,20

Please observe further application and safety instructions (chapter 11). 15




KOMET® Fullmax K|N|H

Recommended cutting data — special reamer

Guideline values for reaming

DBG-P

ASG2350 ﬁiiﬂiiﬂl

KOMET® Fullmax K e

o Cutting Feed f (mm/rev), optimum - maximum
: Material example
S o | o [ material code/glN speed 2 o o o @ o
o _E g Ve 297- 4,06- 606- 7,56- 12,06- 16,06-
g &5 ¢ (m/min) 405 6,05 7,55 12,05 16,05 20,05
= o = ° .
© = optimum Lo o oA A Lo o
5 2g & pimuM g6 36 s | 38 s | Hed
o 1.0037 (S235JR)
— =500 non-alloy steels 1.0715 (11SMn30)
1.0044 (S2575JR)
S N ot o
o~ 900 low alloy steels 17131 (16MnCr5)
~ <500 lead alloys 1.0718 (11SMnPb30)
o
o 900 non alloy / low alloy steels: heat resistant struc- 1.7225 (42CrMo4)
" > tural, heat treated, nitride and tools steels 1.1221 (C60E)
o . 1.2341 (6CrMo15-5)
< >900 high alloy steels 1.2601 (X165CrMoV12)
N HSS
3 250 special alloys: Inconel, Hastelloy, Nimonic, stc. 5226381 (?I’jl?nigr?ize;gx?SM@)
)
— titanium, )
= 400 titanium alloys 3.7115 (TIAI5Sn2.5)
(=} A 1.4306 (X2CrNi19-11)
© =600 sl sl 1.4401 (X5CrNiMo17-12-2)
— 1.4511 (X3CrNb17)
= g <900 stainless steels 1.4571 (X10CrNiMo-
Ti17-12-2)
o . . 1.4713 (X10CrAlSi7)
~ = 900 stainless / fireproof steels 1.4862 (X8NICrSi38-18)
o ; 0.6025 (EN-GJL-250) 200 08 090 150 1,50 1,80 220
180 gray cast iron ' ' ' ' ' '
S0 o 0.6035 (EN-GJL-350) 250 1,00 120 1,90 19 230 2,60
250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 0,60 0,70 1,20 1,20 1,50 1,80
130 0,90 1,00 1,60 1,60 1,90 2,20
g <600 130 spheroidal graphite cast iron, ferritic 0.7040 (EN-GJS-400-15) 225 0,80 0,90 1,50 1,50 1,80 2,20
300 1,00 1,20 1,90 1,90 2,30 2,60
- 0.7050 (EN-GJS-500-7)
== 230 spheroidal graphite cast iron, ferritic / perlitic ~ 0.7055 (GGG-55) 225 080 09 150 1,50 1,80 2,20
0.8055 (GTW-55) 300 1,00 1,20 1,90 1,90 2,30 2,60
g > 600 250 spheroidal graphite cast iron, perlitic 0.7060 (EN-GJS-600-3) 120 0,60 0,70 1,20 1,20 1,50 1,80
= malleable iron 0.8165 (GTS-65) 150 0,90 1,00 1,60 1,60 1,90 2,20
— . ) . 0.7661 90 0,50 0,60 1,00 1,00 1,20 1,50
= 200 alloyed spheroidal graphite cast iron (EN-GISAXNICr20-2) 0 A 0',80 e 1"20 i 1"70
N ' : 5.2200 (EN-GJV-350) 90 050 060 100 100 1,20 1,50
o 300 vermicular cast iron ' ' ' ' ' '
= 5.2300 (EN-GJV-450) 130 070 08 120 120 150 1,70
< copper alloy, brass, 2.0375 (CuZn36Pb3)
~ 90
— lead-alloy bronze, lead bronze: good cut 2.1182.01 (G-CuPb15Sn)
:i 100 copper alloy, brass, bronze:average cut %8328 EE—UCZlTé%AD)
=2 P 60 wrought aluminium alloys 3.3315 (AMgf)
™ 9 W 3.0517 (AIMnCu)
— cast aluminium alloy:
™ 75  Si-content <10% ggg% 2361-(AG|MAE?;)9M wE)
= magnesium alloy : : 9
o - .
- cast aluminium alloy: ;
= 100 i content > 10% 3.2381.01 (G-AISi10Mg)
o
5 <2000 Eaégeﬂgg steels
= hardened steels
O > 55 HRC, < 62 HRC
3% 9% on om 3% o

Reaming allowance in diameter (mm)

16



KOMET® Fullmax K |N|H

Recommended cutting data — special reamer

] KOMET® Fullmax N KOMET® Fullmax H

DBC-N DBF-A
ASG2170/ ASG2270 e} PRI — e (et |
Cutting Feed f (mm/rev), optimum - maximum Cutting Feed f (mm/rev), optimum - maximum
speed @ @ @ @ @ @ speed @ @ @ @ @ @
Ve 297- 4,06- 606- 756- 12,06- 16,06- Ve 297- 4,06- 606- 756- 12,06- 16,06-

(m/min) 405 605 7,55 12,05 16,05 20,05  (m/min) 405 605 755 12,05 16,05 20,05
optimum  sl24  we4 g6 26 ee g6 optimum  sleq gleq k6 de6 de6 36

maximum maximum

150 0,50 0,60 1,10 1,20 1,20 1,20

250 0,60 0,90 1,60 1,60 1,80 1,80

100 0,40 0,50 0,90 0,90 0,90 0,90

150 0,50 0,70 1,30 1,30 1,40 1,40

200 0,50 0,60 1,10 1,20 1,20 1,20

300 0,60 0,90 1,60 1,60 1,80 1,80

200 0,50 0,70 1,20 1,30 1,30 1,30

300 0,70 1,00 1,70 1,70 2,00 2,00

200 0,50 0,70 1,20 1,30 1,30 1,30

250 0,70 1,00 1,70 1,70 2,00 2,00
40 0,20 0,20 0,40 0,50 0,50 0,60
60 0,30 0,30 0,60 0,60 0,70 0,80
30 0,20 0,20 0,40 0,50 0,50 0,60
50 0,30 0,30 0,60 0,60 0,70 0,80

<55 HRC 0,10-0,20 0,10-0,20 0,20 0,20 0,20 0,20
0,10- 0,10- 0.20 0,20 0,20- 0,30

B30 > 55 HRC 010 010 010 010 020 020

Please observe further application and safety instructions (chapter 11). 17




KOMET Monomax®

One-piece tools — known as monoblock tools — are one of KOMET®'s specialities. The demands which have been
made over decades are reflected in an enormous number of types and variations. This successful tool programme
has been completely revised and standardised by efficient manufacturing.

BENEFITS for you:

W Designed for small hole diameters

B Can be adjusted for extremely small hole tolerances

B Extremely high process reliability through mono construction
M Precision ground to size

w

=
—h
—

Application:

- Non-alloy and low alloy steels

Stainless, heat resistant and high alloy steels

- Grey cast iron and spheroidal graphite cast iron

- Copper alloys, brass and bronze

- Aluminium

- Titanium, titanium alloys, CGI and plastic on request

Versions:

Short and long versions

Lateral and central coolant outlet for best possible use
- Cutting materials, uncoated and coated carbide or DST
- Diameter 5,600 — 25,899 mm

18




KOMET"

KOMET Monomax ® Page

1
|

Reaming tool - short version
@ 5,600 — 25,899 mm 20-21

Reaming tool — long version
@ 5,600 — 25,899 mm 22-23

Reaming tool — Morse taper

w

@ 5,600 — 25,899 mm 24

([T
Diameter H7 - available from stock 26 - 27
Recommended cutting data 28-29

KOMET SERVICE® (Chapter 11)

The KOMET SERVICE® TOOL lifeBoxicon

describes tools that are available for the

high quality cost-efficient refurbishment
of tools.




KOMET Monomax®

Tool recommendation — short version

|  Machining_________________|

Order No.
=3 Material ASG = cutting geometry
o ~ 2 : example
= T 1
S E g Ml eraicode || | =[] =N =]
S 92 ¢ /DIN
— = ==
T £c
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 56).93 56).71 56H.93 56H.71
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg :EZSQS?) 56J.93 56J.71 56H.93 56H.71
N o owelley sizels 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 8 ead aloys 1.0718 56J.93 56J.71 56H.93 56H.71
) (ASHITEED) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' 1
s 8 s e e 561.93 561.71 56H.93 56H.71
o R E e ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }2236121((65?\6/‘50%?-5) 56J.71 56J.71 S6H.71 56H.71
SN MoV12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
= £ titanium, 37115 56J.21 56H.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 561.65 561.65 56H.65 56H.65
© W oo b ASG 0106 ASG 0106 ASG 0106 ASG 0106
S g 8 stainless steels 13;;1 Eﬁg&tﬁm} 56J.65 56).65 56H.65 56H.65
) <) Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 stainless / 1“112;2()&%%@?7) 56J.65 56J.65 56H.65 56H.65
~ fireproof steels si38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 56J.65 56J.65 56H.65 56H.65
€ = DEESEVEEED) ASG 3000 ASG 3000 ASG 3000 ASG 3000
- D sloy araycastion 06560 56J.65 56J.65 56H.65 56H.65
& ~ (CELRCER) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyondal gr{aphite 0.7040 56J.93 56J.65 56H.93 56H.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
M= % sphe(oida\ graphite : ?é;?g?s-soo-n 56J.93 56J.65 56H.93 56H.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S 2 ig?t‘*"r‘;‘;’j"‘pg[ﬁgch“e ("E-ngj’s_sooa) 56J.93 56J.65 56H.93 56H.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 56J).65 56J.65 56H.65 56H.65
= N | graphite castifon | XNiCr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 56J.65 56J.65 56H.65 56H.65
- ® S Al ASG 3000 ASG 3000 ASG 3000 ASG 3000
= o [ e é%%g?” 56J.93 56.71 56H.93 56H.71
= bronze:goodcut (e on0L ASG 3000 ASG 3000 ASG 3000 ASG 3000
: 8 Et‘;(;));)ZeErIa;l;)ey’,abreascsl;t (26?13?1?10AI2) 56]71 56J71 56H71 56H71
— = - averag 2.0060 (E-Cu57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= er:. o wrought aluminium  3.3315 (AIMg1) 56J.17 56J.17 56H.17 56H.17
- s I/ (Y ASG 0706 ASG 0706 ASG 0706 ASG 0706
= 0 emalmely (22 (GRS 56J.17 56J.17 56H.17 56H.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 56J.17 56J.17 56H.17 56H.17
= Sl R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o 1= ardened steels
) < 24(; HRg e
o ardened steels
© 2 24[; HRg, ts 5‘5 HRC

20 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 5,600 — 25,899 mm

| xover |

Reaming tool - short version

KOMET Monomax®

Material

PMKN S

@

D=

O

GE D|N7835
o) ==

radially cooled, A 0 ]
for through hole machining S) | S .
b C
f
a
centrally cooled, A o f
for blind hole machining S | e | g )
b c
f
Custom reaming tool - selection options!
Dimensions
E Cutting
material, Cylindrical
Order No. Order No. coating -
@D @dxc L b f a
LI 21 [¥] B -~ -
56J.93 - 56H.93 DST
5,600 - 8,899 12x45 85 40 0,1 9,5
56J.67 - 56H.67 DJC
561.65 56H.65 DBG-P 8,900 - 15,899 12x45 95 50 0.1 9.5
56J.37 56H.37 DBG-N
56J.17 56H.17 DBC 15,900 - 18,899 16x50 100 50 0,1 9,5
56J.71 56H.71 TiN
18,900 - 25,899 20x60 120 60 0,1 9,5
56J.21 56H.21 HM

Order example:

Order No. 56J.93 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (5235JR) or ASG3000 (Cutting geometry)

Cutting speed and feed see pages 28-29.




KOMET Monomax®

Tool recommendation - long version

|  Machining_________________|

Order No.
=3 Material ASG = cutting geometry
o ~ 2 : example
= T .
o B Ml erscode || | ] = 1] =5 =]
S 92 ¢ /DIN
— ~ O
T £c
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 56R.93 56R.71 56Q93 56071
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 56R.93 56R.71 56Q93 56071
Nmp o o alfey iz 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- § ad alloys 10718 56R.93 56R.71 56Q.93 56Q.71
I (s ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' |
o S T B e 56R.93 56R.71 56Q.93 56Q.71
TISA el e (e, Dty PP (2 ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§éf-5) S6R.71 56R.71 56Q71 56Q71
=R Movi2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
= g titanium, 37115 56R.21 56Q.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 56R.65 56R.65 56Q.65 56Q.65
© aor O ASG 0106 ASG 0106 ASG 0106 ASG 0106
S g 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 56R.65 56R.65 56065 56065
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 stainless / 1‘&122()&%%@?7) 56R.65 56R.65 56Q65 56065
™~ fiseoiitecs si38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o ) F— 0.6025 (EN-GJL-250) 56R.65 56R.65 56Q.65 56Q.65
& - AR ELEE) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= D aloygaycastion 06580 56R.65 56R.65 56Q.65 56Q.65
€9 ~ (CcEhic2eR) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyonda\ gr{aphite 0.7040 56R.93 56R.65 56Q93 56065
oy | = [EEmiEEEHEEEE ASG 3000 ASG 3000 ASG 3000 ASG 3000
g Q wheodumne  @Hos00 56R.93 56R.65 56Q.93 56Q.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
B = 2 Rl S L 56R.93 56R.65 56Q.93 56Q.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 56R.65 56R.65 56Q.65 56Q.65
= N grephite castiron - XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 56R.65 56R.65 56Q.65 56Q.65
- ™ BHD 0 ASG 3000 ASG 3000 ASG 3000 ASG 3000
S %‘E:zzgz’sg?m 56R.93 56R.71 56Q.93 56Q.71
- bronze: good cut 2119200 ASG 3000 ASG 3000 ASG 3000 ASG 3000
: 8 Et‘;(;));)ZeErIa;l;)ey’,abreascsl;t féigigOAIZ) 56R71 56R71 56071 56071
o - averag 20060 (E-Cu57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
e o wrought aluminium  3.3315 (AIMg1) 56R.17 56R.17 56Q.17 56Q.17
- @ [l SHEE (AN ASG 0706 ASG 0706 ASG 0706 ASG 0706
pe 0 Seomeni o 3prae 56R.17 56R.17 56Q.17 56Q.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 56R.17 56R.17 56Q.17 56Q.17
= S R ASG 0706 ASG 0706 ASG 0706 ASG 0706
(=4 araened steels
E S e
o ardened steels
k_O' 2 24[; HRg, ts 5‘5 HRC

22 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 5,600 — 25,899 mm KOMET Monomax®

Reaming tool - long version

Y m— Material QE
= win: | [ (%] (#F

DIN?SSS
==

radially cooled,
for through hole machining
a

-

@D

centrally cooled,
for blind hole machining

Custom reaming tool - selection options!

Dimensions
E Cutting

material, Cylindrical
Order No. Order No. coating -
@D @dxc L b f a
1 21 [¥] & ~ ~
56R.93 - 56Q.93 - DST 5,600 - 8,899 12x45 130 85 0.1 9,5
56R.67 - 56Q.67 - DJC
8,900 - 9,899 12x45 130 85 0.1 9,5
56R.65 56Q.65 DBG-P
56R.37 56Q.37 DBG-N 9,900 - 15,899 12x45 160 115 0,1 9,5
56R.17 56Q.17 DBC
15,900 - 18,899 16x50 180 130 0,1 9,5
56R.71 56Q.71 TiN
S6R 21 56Q.21 M 18900-25899  20x60 200 140 0.1 9,5

Order example:
Order No. 56R.93 - Bore diameter 21 mm - Bore tolerance H6 - Material 1.0037 (5235JR) or ASG3000 (Cutting geometry)

Cutting speed and feed see pages 28-29.
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KOMET Monomax®

Reaming tool

Material DIN 228

PVKNS :f""”A

conventional machining
-
o -\ ! |
Q
b
f L

@ 5,600 — 25,899 mm

|= rouer |

@_H- ------- -H-H_-_- Cutting
material,
Order No. coating
@D
LR Y]
5,600-8,899
8,900-9,899
56X.21 HM 9,900-15,899

15,900-18,899

18,900-25,899

Order example:

' Order No.
099.03.002

Custom reaming tool - selection options!

Dimensions
ohe
Morse L
taper 2
MK L b a f z
2 90 85 9,5 0,1 4
2 90 85 9,5 0,1 6
2 120 115 9,5 0,1 6
2 135 130 9,5 0,1 6
2 145 140 9,5 0,1 6

Order No. 56X.21 - Bore diameter 21 mm - Bore tolerance H6 - Material 1.0037 (S235JR) or ASG3000 (Cutting geometry)

24



KOMET Monomax®

Design your own tool!

Is there no solution in the standard range? Are the dimensions not what you require?

Easy Special makes it possible for you create your own combination of standard modules in the widest variety of dimensions.
Select the basic type, define the effective length and choose the desired adapter for the tool.

Examples:

Extra long Monomax® reamer
with cylindrical shank

Monomax® reamer
with DAH ® / HSK adaptor




KOMET Monomax ® @ 67 — 2047 mm

Reaming tool - short version

® =

DIN 1835

Material
P KN

o —=c

Diameter H7 — available from stock

R N —— _ ) B
e e — N
D -
<S>
@D @dxc L b f a z g Order No. Order No. Order No.
~ o~ = DST DST DBG-P

6" 12x45 85 40 0,1 95 4 56J.93.06H7N 56J.93.06H7D 56J.65.06H7N
8" 12x45 8 40 01 95 4 56J.93.08H7N 56J.93.08H7D 56J.65.08H7N
10" 12x45 95 50 0,1 95 6 56J.93.10H7N 56J.93.10H7D 56J.65.10H7N
12" 12x45 95 50 0,1 95 6 56J.93.12H7N 56J.93.12H7D 56J.65.12H7N
147 12x45 95 50 0,1 95 6 56J.93.14H7N 56J.93.14H7D 56J.65.14H7N
15" 12x45 95 50 0,1 95 6 56J.93.15H7N 56J.93.15H7D 56J.65.15H7N
16" 16x50 100 50 0,1 95 6 56J.93.16H7N 56J.93.16H7D 56J.65.16H7N
18" 16x50 100 50 0,1 95 6 56J.93.18H7N 56J.93.18H7D 56J.65.18H7N
20" 20x60 120 60 0,1 95 6 56J.93.20H7N 56J.93.20H7D 56J.65.20H7N

Diameter H7 - available from stock

2D

@dxc

6" 12 x45

8H7
1 OH7
1 2H7
14
‘I 5H7
I
18
207

12 x 45
12 x 45
12 x 45
12 x 45
12 x 45
16 x 50
16 x 50
20 x 60

85
85
95
95
95
95
100
100
120

40
40
50
50
50
50
50
50
60

0,1
0,1
0,1
0,1
0,1
0,1
0,1
0,1
0,1

1 o

9,5
9,5
9,5
9,5
9,5
9,5
9,5
9,5
9,5

o OO OO0 oo o0 o O b b

PN?
PN?

&7\ | AsG 3000

Order No.

TiN

56J.71.06H7N
56J.71.08H7N
56J.71.10H7N
56J.71.12H7N
56J.71.14H7N
56J.71.15H7N
56J.71.16H7N
56J.71.18H7N
56J.71.20H7N

" material group 12.0 - 2 material group 12.1 - 3 material group 12.0 ] 12.1

Cutting speed and feed see pages 28-29.
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Order No.

TiN

56J.71.06H7D
56J.71.08H7D
56).71.10H7D
56).71.12H7D
56J.71.14H7D
56J.71.15H7D
56J.71.16H7D
56J.71.18H7D
56J.71.20H7D



@ 617 — 207 mm

KOMET Monomax®

Reaming tool - long version

® >

P KN

DIN?SSS
=3

Material

Diameter H7 - available from stock

B == _., N — —
r 4 =
@D @dxc L b f a z % Order No. Order No. Order No.
~ ~ ~ DST DST DBG-P
6" 12x45 130 8 0,1 95 4 56R.93.06H7N 56R.93.06H7D 56R.65.06H7N
87 12x45 130 8 0,1 95 4 56R.93.08H7N 56R.93.08H7D 56R.65.08H7N
10" 12x45 160 115 0,1 95 6 56R.93.10H7N 56R.93.10H7D 56R.65.10H7N
1277 12 x45 160 115 0,1 95 6 56R.93.12H7N 56R.93.12H7D 56R.65.12H7N
147 12x45 160 115 0,1 95 6 56R.93.14H7N 56R.93.14H7D 56R.65.14H7N
15%7 12 x45 160 115 0,1 95 6 56R.93.15H7N 56R.93.15H7D 56R.65.15H7N
16" 16x50 180 130 0,1 95 6 56R.93.16H7N 56R.93.16H7D 56R.65.16H7N
18" 16x50 180 130 0,1 95 6 56R.93.18H7N 56R.93.18H7D 56R.65.18H7N
20" 20x60 200 140 0,1 95 6 56R.93.20H7N 56R.93.20H7D 56R.65.20H7N
Diameter H7 - available from stock
PN? PN?
N = | PN PN’
e He——1 o, . — —-—
< ¥
@D @dxc L b f a Z ﬁl'? Order No. Order No.
~ ~ ~ TiN TiN
6" 12x45 130 8 0,1 95 4 56R.71.06H7N 56R.71.06H7D
87 12x45 130 8 0,1 95 4 56R.71.08H7N 56R.71.08H7D
10" 12x45 160 115 0,1 95 6 56R.71.10H7N 56R.71.10H7D
127 12 x45 160 115 0,1 95 6 56R.71.12H7N 56R.71.12H7D
147 12x45 160 115 0,1 95 6 56R.71.14H7N 56R.71.14H7D
1587 12 x45 160 115 0,1 95 6 56R.71.15H7N 56R.71.15H7D
16" 16x50 180 130 0,1 95 6 56R.71.16H7N 56R.71.16H7D
18" 16x50 180 130 0,1 95 6 56R.71.18H7N 56R.71.18H7D
207 20x60 200 140 0,1 95 6 56R.71.20H7N 56R.71.20H7D

" material group 12.0 -

2 material group 12.1 - 3 material group 12.0 ] 12.1

Cutting speed and feed see pages 28-29.




KOMET Monomax®

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

- optimum - maximum optimum - maximum
z
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
= o EE material code/DIN
— = a
g 5 ¢ a = 5 =
L = ° [CEEG N 9 v v
= < S 5 €& @ @ @ z = 5 ¥ @ @ @ =z =
> & T 0O O OO O F I O 0o o 0o Ao E T
1.0037 (5235JR)
i’- = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (S2575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
" 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
o 900 heat resistant structural, ~ 1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
mn > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 12601 (X165CrMov12) p J e 2
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
e Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
v
N titanium, . 8 8
= 400 titanium alloys 3.7115 (TIAI5SN2.5) o o
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
¢ =600 siEitzEs sitzelk 1.4401 (X5CrNiMo17-12-2) 60 0 8 60 0 8
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : : 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % = I % = B
o . 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
9 V0 farmy st e 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
;,- 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 90 50 10 90 90 50 10
130 130 90 15 120 120 90 15
o spheroidal graphite cast 175 175 175 175 12 150 150 150 150 12
=600 130 ; a 0.7040 (EN-GJS-400-15
&2 iron, ferritic : J 300 300 300 300 18 180 180 180 180 18
v = 230 spheroidal graphite cast 07020 (RLEIE007) 950 150 150 150 12120 120 120 120 12
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 18 160 160 160 160 18
S 600 250 iperodaigaphiecast o060 @N-GIs600-3) 120 120 120 120 12 120 120 120 120 12
= melEsEe e 0.8165 (GTS-65) 180 180 180 180 15 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
= cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
o 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
= 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
o~ 90 lead-alloy bronze, lead g‘ﬁg E)C1U(ZGn-3CsuPFPbB1)SSn) 150 120 15 150 120 15
— bronze: good cut 1182, 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
— bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) o0 % P %
pe 75 Sastaluminium alloy: 3.3561 (G-AlMg5) 200 15 150 15
— magnesium alloy 3.2373.61 (G-AlSi9Mg wa) 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
< 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) 300 o P P
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET Monomax®
Recommended cutting data

Feed f (mm/rev)

optimum - maximum optimum - maximum
ASG3000, ASG0106, ASGO3 ASG4000, ASG09B
ASGO07, ASG02 ASGO09, ASG1405, ASG1406
?5,6 @89 @ 12,01 © 22,01 ?5,6 @89 @ 12,01 @ 22,01
- 8,899 - 12,00 -22,00 - 25,899 - 8,899 - 12,00 - 22,00 - 25,899
%4 6 36 H6 %4 6 386 #6
0,30 0,50 0,70 0,90 0,40 0,70 0,90 1,20
0,50 0,70 1,00 1,30 0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90 0,40 0,70 0,90 1,20
0,50 0,70 1,00 1,30 0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90 0,40 0,70 0,90 1,20
0,50 0,70 1,00 1,30 0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90 0,40 0,70 0,90 1,20
0,50 0,70 1,00 1,30 0,60 0,90 1,20 1,50
0,20 0,40 0,50 0,60
0,30 0,50 0,70 0,90
0,20 0,40 0,50 0,60
0,30 0,50 0,70 0,90
0,20 0,30 0,40 0,50
0,30 0,40 0,60 0,70
0,30 0,40 0,60 0,80
0,40 0,60 0,80 1,10
0,30 0,40 0,60 0,70
0,40 0,60 0,80 1,00
0,30 0,40 0,60 0,70
0,40 0,60 0,80 1,00
0,30 0,40 0,60 0,70
0,40 0,60 0,80 1,00
0,40 0,70 0,90 1,10
0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90
0,50 0,70 1,00 1,30
0,40 0,70 0,90 1,10
0,60 0,90 1,20 1,50
0,40 0,70 0,90 1,10
0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90
0,50 0,70 1,00 1,30
0,30 0,40 0,60 0,70
0,40 0,60 0,80 1,00
0,30 0,40 0,60 0,70
0,40 0,60 0,80 1,00
0,40 0,60 0,80 1,10
0,60 0,90 1,20 1,50
0,30 0,50 0,70 0,90
0,50 0,70 1,00 1,30
0,40 0,60 0,80 1,10
0,60 0,90 1,20 1,50
0,40 0,60 0,80 1,10
0,60 0,90 1,20 1,50
0,40 0,60 0,80 1,10
0,60 0,90 1,20 1,50
0,10-0,20 0,10-0,30 0,20-0,30 0,20-0,40 0,10-0,20 0,10-0,30 0,20-0,30 0,20-0,40

Please observe further application and safety instructions (chapter 11). 29
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KOMET® Rapid set head

BENEFITS for you:

B Modular tooling system

M Simple and fastchangeability

B Left hand fluted cuttingblades for highest productivity
B Perfect accuracy

M Various cutting materialsand coatings

30
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KOMET® Rapid set head Page

__“

———

Replaceable insert

—_———
——

@ 9,60 — 60,00 mm 32-33
Holder 34 ;
HIJ‘
Assembly instructions 35 i
Recommended cutting data 36 — 37
T
|
L
Il
W
b
-
i
KOMET SERVICE® (Chapter 11) .

The KOMET SERVICE® TOOL lifeBoxicon
describes tools that are available for the

P A—
high quality cost-efficient refurbishment

of tools. ﬁ

31
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KOMET® Rapid set head

Tool recommendation

|  Mochinng__________________|

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T 1
= E g M eraicode || | =] =N =]
S 92 ¢ /DIN
— = ==
o o5
S Hhee T
= u8\ non-alloy steels 183?; ﬁﬁm)so) 340.92 340.70 340.93 340.71
Y| 1.0044 (52575R) ASG 05 ASG 05 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 340.92 340.70 340.93 340.71
N o owelley sizels 1.7131 (16MnCr5) ASG 05 ASG 05 ASG 3000 ASG 3000
- 3 lead allogs 10718 340.92 340.70 340.93 340.71
) (ASHITEED) ASG 05 ASG 05 ASG 3000 ASG 3000
n' 1
s 8 o bt chna e 340.92 340.71 340.93 340.71
ol R :'r; drlZZLtf:e}fd' At 1122 (E30E) ASG 05 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§éf-5) 340.71 340.71 340.71 340.71
SN MoV12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
W 80A)
= g titanium, 37115 340.21 340.21 340.21 340.21
N < titanium alloys (TiAI5Sn2.5) ASG 03 ASG 03 ASG 03 ASG 03
© 8 messess  Dacmusin 340.65 340.65 340.65 340.65
O Wi m‘}‘;ﬁif’“" ASG 0106 ASG 0106 ASG 0106 ASG 0106
S N 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 340.65 340.65 340.65 340.65
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 3 stainless / }‘jlggz‘x&%mf”’ 340.65 340.65 340.65 340.65
~ fireproof steels si38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 340.65 340.65 340.65 340.65
€ = OES ) ASG 3000 ASG 3000 ASG 3000 ASG 3000
— 2 aloy graycastiron  0.6660 340.65 340.65 340.65 340.65
& ~ (ST ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyonda\ gr{aphite 0.7040 340.93 340.65 340.93 340.65
@ | = [EEilEmEs s (EEEE) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g Q wheodumne  @Hos00 340.93 340.65 340.93 340.65
o A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S 2 igi‘fﬁg‘:f‘pﬂ[ﬁg?“e ("E-ngj’s_sow 340.93 340.65 340.93 340.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 340.65 340.65 340.65 340.65
= N | graphite castifon | XNiCr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 340.65 340.65 340.65 340.65
= ) S Al ASG 3000 ASG 3000 ASG 3000 ASG 3000
S g Emmdentes, cumses 34071 340.71 340.71 340.71
— bronze: good cut {5 ey ASG 3000 ASG 3000 ASG 3000 ASG 3000
: 8 Et‘;(;));)ZeErIa;l;)ey’,abreascsl;t féigigOAIZ) 340.71 340.71 340.71 340.71
= — BEEEY 2.0060 (E-Cu57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
> 2 8 V\Illrought aluminium 33;:322“92) 340.21 340.21
— el : neu ASG 02 ASG 02
| ek 34021 340.21
— magnesium alloy (G-AlSi9Mg wa) ASG 3000 ASG 3000
(=} O  cast alum. alloy: 3.2381.01(G- 340.21 340.21
& ©  sicontent >10% AlSi10Mg) ASG 3000 ASG 3000
o 1= ardened steels
) < 24(; HRg e
o 9 ardened steels
L\g' 2 24[; HRg, ts 5‘5 HRC

32 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 9,60 — 60,00 mm KOMET® Rapid set head

Replaceable insert

Material
PMKN S @

radially cooled, left slant,
for through hole machining

@D

Holder
- )34
centrally cooled, straight, g
for blind hole machining
radially cooled, straight, A
for through hole machining Q

Custom reaming head - selection options!

Dimensions
% % Cutting min. diameter
material, for face
Order No. Order No. coating machining
@D D x a I
[0 81 ITI&EITIE ~ ~ ~
340.92 - 340.93 - DST 9,60-12,59 @D -3,1 9,5 "
340.66 _ 340.67 _ DIC 12,60 - 15,59 @D -3,6 10,5 11
15,60 - 18,59 @D -4,6 10,5 11
340.62 340.65 DBG-P
18,60 — 24,00 @D -5,1 10,5 11
340.37 340.38 Ziten 24,01 -30,10 @D -6,0 10,5 11
340.20 340.21 HM 40,01 - 60,00 @D -8,0 16 17

Order example:
Order No. 340.92 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASGO5 (Cutting geometry).

Cutting speed and feed see pages 36 - 37.



KOMET® Rapid set head
Holder

DIN 1835

=

@ dhe

short version long version

for

@D Order No. L b c d hé % Order No. L b c d hé %
9,60-12,59 540.66.000 95 50 45 12 540.36.000 158 113 45 12
12,60 - 15,59 540.66.001 108 60 48 16 540.36.001 159 111 48 16
15,60 — 18,59 540.66.002 110 60 50 20 540.36.002 171 121 50 20
18,60 - 24,00 540.66.003 130 80 50 20 540.36.003 191 141 50 20
24,01 -30,10 540.66.004 158 98 60 25 540.36.004 219 159 60 25
30,11 -40,00 540.66.005 164 104 60 25 540.36.005 225 165 60 25
40,01 -50,70 540.66.006 184 104 80 32 540.36.006 283 203 80 32
50,71 - 60,00 540.66.007 183,5 1085 80 32 540.36.007 2835 2085 80 32

o | o | @ | o | 6 | ©® | @ |
Operating key Differential Differential Bush Threaded Screw Screw

screw screw pin short version long version

@D Size Order No. Order No. Order No. Order No. Order No. Order No. Order No.

09,60 - 12,59 - - - - - 540.04.001 540.04.002

12,60-15,59 SW2 18050 10020 340.15.001 340.83.001 340.33.001 540.03.001 = =
15,60-18,59 SW2,5 18050 10025 340.15.002 340.83.002 340.33.002 540.03.002 = =
18,60 -24,00 SW3 18050 10030 340.15.003 340.83.003 340.33.003 540.03.003 = =
24,01-30,10 Sw4 18050 10040 340.15.004 340.83.004 340.33.004 540.03.004 = =
30,11-40,00 Sw4 18050 10040 340.15.004 340.83.004 340.33.004 540.03.004 = =
40,01-50,70 SW6 18050 10060 340.15.005 340.83.005 340.33.005 540.03.005 = =
50,71 -60,00 SW6 18050 10060 340.15.005 340.83.005 340.33.005 540.03.005 = =

Supply includes holder:

@ 9,60 - 12,59: Screw (&) or (?) (depending on short or long holder version)

@ 12,60 - 60,0: Operating key (1), differential screw (2), bush (@), threaded pin &).
Please order differential screw (3) separately if required.

Please order rapid set head separately.
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KOMET ® Rapid set head

Assembly instructions

/\ Each Rapid set head is delivered with slightly greased taper.
Do not wipe off! Taper must be slightly greased with
copper grease (Order-No.: 15K.10.10001)!

Clean taper in holder thoroughly — free of grease

Differential screw one rotation into the Head (counter-
clockwise thread).

Before tightening turn the drive keys of the rapid set head
against the direction of machining until it hits the holder.

Dia. Starting torque M

range (Nm)
12,60 - 15,59 0,7-0,9
15,60 — 18,59 1,1-1,4
18,60 — 24,00 1,8-2,3
24,01 - 40,00 30-38
40,01 - 60,00 52-6,6

Tightening the left-/right screw.
Observe the specified starting torque M in the index table.

Rapid Set Heads up to Diameter 12,59 mm are assembled
with a clamping screw at the back of the holder. The screw
has a counter-clockwise thread.
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KOMET® Rapid set head

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

- optimum - maximum optimum - maximum
z
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
= o EE material code/DIN
= £ 3
= <) I e = el =
L = ° G} G} G} G}
= g © I = o o = = I = o o = =
> & T [a} [a) [a) [a) = T (a) [a) [a) [a) = T
1.0037 (5235JR)
S = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 1200 120 80 8
1.0044 (S2575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
" > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 12601 (X165CrMov12) e > e >
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
o Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
w
N titanium, . 8 8
= 400 titanium alloys 3.7115 (TIAI5SN2.5) o e
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
¢ =600 siEitzEs sitzelk 1.4401 (X5CrNiMo17-12-2) 60 0 8 60 0 8
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : : 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % P . ” P .
o : 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
9 V0 {army st e 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
;,- 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 90 50 10 90 90 50 10
130 130 90 15 120 120 90 15
g <600 130 _spherfoid_al_graphite @St (7040 (EN-GJS-400-15) 175 175 175 175 12 150 150 150 150 12
iron, ferritic 300 300 300 300 18 180 180 180 180 18
v = 230 spheroidal graphite cast 07050 EREIZS007) 450 150 150 150 12120 120 120 120 12
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 18 160 160 160 160 18
o spheroidal graphite cast
= =16000 1250) ion) perlitic 0.7060 (EN-SGJS—GOO—a) 120 120 120 120 12 120 120 120 120 12
= melEsEe e 0.8165 (GTS-65) 180 180 180 180 15 150 150 150 150 15
= 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
= cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
o 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
= 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
~ 90 lead-alloy bronze, lead %?%g E)C1U(ZGn-3CsuPerB1)SSn) 150 120 15 150 120 15
— bronze: good cut 1182, 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
— bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 . 3.3315 (AIMg]1
=2 ) 60  wrought aluminium alloys 30517 EA”\/IEC)U) lg lg
= 75 Seomentcion 33561 (G-AMGS) 15 15
2 magnesium alloy 3.2373.61 (G-AlSi9Mg wa) 30 30
o L
g cast aluminium alloy: : 12 12
= 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) %6 20
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET ® Rapid set head
Recommended cutting data

Feed f (mm/rev)

optimum - maximum optimum - maximum optimum - maximum
E ASG3000, ASG0106, ASGO3, E ASG4000, ASG0O9B, ASG1402 %E ASGO5, ASG0502, ASG04
ASGO07, ASG02 ASGO09, ASG1405, ASG1406
@ 9,60 - © 15,60 - ®30,11 - @ 9,60 - © 15,60 - ®30,11 - @?960- @1260- @1860- ©30,11-

15,59 30,10 60 15,59 30,10 60 12,59 18,59 30,10 60
%4 6 %6 %4 36 #6 WA w4 36 36
0,30 0,90 1,10 0,40 1,20 1,40 0,60 0,80 1,20 1,40
0,50 1,30 1,50 0,60 1,50 1,90 0,80 1,00 1,50 1,90
0,30 0,90 1,10 0,40 1,20 1,40 0,60 0,80 1,20 1,40
0,50 1,30 1,50 0,60 1,50 1,90 0,80 1,00 1,50 1,90
0,30 0,90 1,10 0,40 1,20 1,40 0,60 0,80 1,20 1,40
0,50 1,30 1,50 0,60 1,50 1,90 0,80 1,00 1,50 1,90
0,30 0,90 1,10 0,40 1,20 1,40 0,60 0,80 1,20 1,40
0,50 1,30 1,50 0,60 1,50 1,90 0,80 1,00 1,50 1,90
0,20 0,60 0,70

0,30 0,90 1,10

0,20 0,60 0,70

0,30 0,90 1,10

0,20 0,50 0,60

0,30 0,70 0,90

0,30 0,80 0,90

0,40 1,10 1,30

0,30 0,70 0,90

0,40 1,00 1,20

0,30 0,70 0,90

0,40 1,00 1,20

0,30 0,70 0,90

0,40 1,00 1,20

0,40 1,10 1,30

0,60 1,50 1,90

0,30 0,90 1,10

0,50 1,30 1,50

0,40 1,10 1,30

0,60 1,50 1,90

0,40 1,10 1,30

0,60 1,50 1,90

0,30 0,90 1,10

0,50 1,30 1,50

0,30 0,70 0,90

0,40 1,00 1,20

0,30 0,70 0,90

0,40 1,00 1,20

0,40 1,10 1,20

0,60 1,50 1,70

0,30 0,90 1,00

0,50 1,30 1,40

0,30 0,90 1,10

0,50 1,30 1,50

0,40 1,10 1,20

0,60 1,50 1,90

0,40 1,10 1,20

0,60 1,50 1,90

IS
b

0,10-0,30 0,20-0,40 0,20-0,40 0,10-0,30 0,20-0,40 0,20-0,40 0,10-0,30 0,20-0,40 0,20-0,40 0,20-0,40 ﬁ
Please observe further application and safety instructions (chapter 11). 37
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KOMET® hi.max

With the completely redeveloped KOMET® hi.max monoblock tool, we have succeeded in producing the perfect
upgrade to our proven KOMET reaming tools. The new KOMET® hi.max stands out thanks to its extremely high
level of stability, which guarantees reliable use and excellent machining performance.

With the KOMET® hi.mayx, it is no longer necessary to fit individual tool parts (thanks to the monoblock design).
This makes the tool significantly easier to handle and use.

BENEFITS for you:
B High machining performance due to combination of cutting topography and cutting material
W Diameter is easy to measure thanks to the cutting edges arranged opposite one another in pairs

B Carbide and cermet versions (uncoated and coated) available for machining various material groups in accordance
with the ISO standard

W EASY-TO-USE principle: No accessories, no adjusting, no fitting of individual parts

B Optimum stability and process capability thanks to monoblock design and solid carbide or solid cement cutter part
B Low-cost H7 preferred range with universal geometry for machining through holes and blind holes

B High-performance Cermet H7 preferred range with special geometry for machining steel

B Cylindrical shank similar to DIN 1835

B Comes in 3xD and 5xD versions

M Dimeter range 12 - 30 mm
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L | KOMET® hi.max Page

Reaming tool - short version
i " @ 12,000 - 30,000 mm 40 - 41
I ' Reaming tool - long version

@ 12,000 - 30,000 mm 42 - 43

Diameter H7 - available from stock 44 — 45

: Recommended cutting data 46 - 47

KOMET SERVICE® (Chapter 11)

The KOMET SERVICE® TOOL lifeBoxicon
describes tools that are available for the
high quality cost-efficient refurbishment = KOMET
of tools.

,
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KOMET® hi.max

Tool recommendation: Reaming tool — short version

|  Mochinng_________________|

Order No.
o Material ASG = cutting geometry
° <~ £ . example —
= T 1
s 92 ¢ /DIN
L < 9 q 9 5 9 q 9 q 5 A
rE*E ge = Universal Special Universal Special Universal Special Universal Special Universal Special
wnee I
Q 1.0037 (S235JR)
o o 58N.58 58N.92  58N.58 58M.57 58M.93 58M.57 58N.57  58N.93
B oAy steels O e ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
oS8 nonaloy/ 1 0eae (et 58N.58  58N.92  58N.58 58M.57 58M.93  58M.57 58N.57  58N.93
N & low alloy steels T Gevncrs) ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
- 3 . 1.0718 58N.58  58N.92  58N.58 58M.57 58M.93 58M.57 58N.57  58N.93
N (11SMnPb30) ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
o
non alloy/low alloy steels:
o 8 heat resistant structur- 1.7225 (42CrMo4) 58N.58 58N.92 58N.58 58M.57 58M.93 58M.57 58N.57 58N.93
™ % aLﬂ'leail Utea:ed' nitride 1.1221 (C60E) ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
and tools steels
o 8 hahaloystees  1oeonocieece 38N.58  58N.93  58N.58 58M.57 58M.93 58M.57 58N.57  58N.93
< ? Mov12) ASG 2210 ASG 3000 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000

; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
— 8 titanium, 3.7115 58N.21 58M.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
1.4306
o § P (X2CNi19-11) 58N.65 58N.65 58M.65 58M.65 58N.65
© 2 14401 OG- ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 1.4511 (X3CrNb17)
- 8 . 17 58N.65 58N.65 58M.65 58M.65 58N.65
ERCI S A T OOEmIME ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 3 stainless / ey v 58N.65 58N.65 58M.65 58M.65 58N.65
~ fireproof steels S ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o S graycastiron 06025 EN-GL250)  58N.58  58N.65 58N.58  58N.65 58M.57 58M.65 58M.57 58M.65 58N.57 = 58N.65
% ® 06035 EN-GIL350)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
= B lyemyesimn |05 58N.58 58N.65 58N.58 58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
o .Y (GGLNIC202)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o § Q spheroidal graphite 07040 58N.58 58N.65 58N.58 58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
o § O cationferiic  EN-GIS40015)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
0.7050
| Q spheroidal graphite  (EN-GJ5-5007) 58N.58 58N.65 58N.58 58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
o Q castron fertisperic 0.7055 (61955 ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
=R 58N.58  58N.65 58N.58  58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
© VR levleron 08165 (oTs.65)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
s S dlloyedspheroidal  0.7661 EN-GIsA- 58N.58  58N.65 58N.58  58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
e R graphite castiron  XNICr20-2) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o S vermicur castion NGV Ti<02 58N.58 58N.65 58N.58 58N.65 58M.57 58M.65 58M.57 58M.65 58N.57  58N.65
g * ENGVTi>02  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
2.0375
2 O e g CuZn36b3) 58N.58  58N.17  58N.58  58N.17 58M.57 58M.17 58M.57 58M.17 58N.57  58N.17
o O bronze: good cut (26-1_;32,50115%) ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170
= g copperalloy brass, %0 ) 58N.58 58N.17 58N.58 58N.17 58M.57 58M.17 58M.57 58M.17 58N.57 58N.17
o = bronzeaverage cut 5ol ey ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170
_|S o wrought aluminium  3.3315 (AIMg1) 58N.17 58N.17 58M.17 58M.17 58N.17
i) © alloys 3.0517 (AIMnCu) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
= w [Cebmeley (2 (G 58N.17 58N.17 58M.17 58M.17 58N.17
0 ey | ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
2 g wstaum.aloy 32381016 58N.17 58N.17 58M.17 58M.17 58N.17
i = Sicontent>10%  AlSi1OMg) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
o 38 hardened steel
w9 Sasre
o 8 hardened steels
O > 45 HRC, = 55 HRC

40 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 12,000 - 30,000 mm KOMET ® hi.max

Reaming tool - short version

= i | | Q) B B

DIN 1835

radially cooled, left slant, a ©
for through hole machining Q — T e =3
Q
b C
L
-
centrally cooled, straight, =) B S
for blind hole machining ©
b C
L
ﬁ
radially cooled, straight, o _ e 2
for step hole Q a
b C

Custom reaming tool - selection options!

Dimensions
| EF—F  cuting
material, «Be

i Cylindrical T

Order No. Order No. coating yshank ’
@D @dxc L b a Y4

LI 521 [H] [¥] & ~
58N.92 - 58N.93 58M.93 - BN | 12:000=14,099 0 (16048 1 195 T [RA7 T Fe e
14100-16,099  16x48 95 47 6 6
58N.82 - 58N.85  58M.85 - DJP 16,100- 18,099  16x48 100 52 6 6
58N.62 58N.65 58M.65 peGp  18100-200%9  20x30 120 70 6 8
20,100-22,099  20x50 120 70 6 8
>8N.58 >8N.57 >8M.57 DBGU  22100-24099 25x56 120 64 6 8
26,100-28,099  25x56 135 79 7 8
58N.21 58M.21 HM 28,100-30,000  25x56 135 79 7 8

Order example:
Order No. 58N.58 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASG2210 (Cutting geometry)

Cutting speed and feed see pages 46-47.

Patent applied for inside and outside Germany



KOMET® hi.max

Tool recommendation: Reaming tool — long version

|  Mochinng_________________|

Order No.
o Material ASG = cutting geometry
e} o @ :
& & T Material example,
= SE B material code
s 92 ¢ /DIN
L < 9 q 9 5 9 q 9 q 5 A
rE*E ge = Universal Special Universal Special Universal Special Universal Special Universal Special
wnee I
Q 1.0037 (S235JR)
o 3 58U.58 58U.92 58U.58 58T.57  58T.93  58T.57 58U.57  58U.93
B oAy steels O e ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
oS8 nonaloy/ 1 0eae (et 58U.58  58U.92 58U.58 58T.57  58T.93  58T.57 58U.57  58U.93
N3RS low alloy steels 17131 (lovncis)  ASG 2210 ASG 05  ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
- 8 —— 10718 58U.58 58U.92 58U.58 58T.57  58T.93  58T.57 58U.57  58U.93
N oD (115MnPb30) ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
o
non alloy/low alloy steels:
o 8 heat resistant structur- 1.7225 (42CrMo4) 58U.58 58U.92 58U.58 58T.57 58T.93 58T.57 58U.57 58U.93
o X c - izt i) i L (G513 ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
and tools steels
o 8 hahaloystees oo e 58U58  58U.93  58U.58 58T.57  58T.93  58T.57 58U.57  58U.93
5 Q e ASG 2210 ASG 3000 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000

; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
— 8 titanium, 3.7115 58U.21 58T.21
N < titanium alloys (TiAI5Sn2.5) ASG 03 ASG 03
1.4306
o § P (X2CrNi19-11) 58U.65 58U.65 58T.65 58T.65 58U.65
o 4401 OX5CNE - ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 1.4511 (X3CrNb17)
=) . ) 58U.65 58U.65 58T.65 58T.65 58U.65
ERCI S A T GOEmIME TG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 3 stainless / ey veme” 58U.65 58U.65 58T.65 58T.65 58U.65
~ fireproof steels ) ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o S graycastion 06025 ENGIL250)  58U.58  58U.65 58U.58 58U.65 58T.57  58T.65 58T.57  58T.65 58U.57 58U.65
0 ® 06035 ENGIL350)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
= B e L5 58U.58 58U.65 58U58 58U.65 58T.57 58T.65 58T.57 58T.65 58U57 58U.65
[ ~ (GGLNICr202)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o § Q sphercidal graphite  0.7040 58U.58 58U.65 58U58 58U.65 58T.57 58T.65 58T.57 58T.65 58U.57 58U.65
o \§ & castionferic  (EN-GIS-400-15)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
0.7050
= Q  spheroidal giaphite  (EN-GJS-500-7) 58U.58 58U.65 58U58 58U.65 58T.57 58T.65 58T.57 58T.65 58U.57 58U.65
o o cstion, fericperic 0.7055 (0)59) - ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
=R 58U.58 58U.65 58U.58 58U.65 58T57 58T.65 58T57  58T.65 58U57  58U.65
S © allesbleion 081651565  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
S S aloyed spheroidal 07661 EN-GISA-  58U.58  58U.65 58U.58  58U.65 58T.57  58T.65 58T.57  58T.65 58U.57  58U.65
S R graphite castiron  XNiCr20-2) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o S ermicuarcastion | EVGVTI<02 58U.58 58U.65 58U58 58U.65 58T.57 58T.65 58T.57 58T.65 58U.57 58U.65
= * EN-GVTi>02  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
2.0375
2 O e eteag CUZN3EPD3) 58U.58 58U.17 58U58 58U.17 58T.57 58T.17 58T.57 58T.17 58U57 58U.17
o O bronze: good cut 218201 ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170
9 (G-CuPb155n)
= g copperalloy brass, %0 ) 58U.58 58U.17 58U58 58U.17 58T.57 58T.17 58T.57 58T.17 58U57 58U.17
o = bronze:average cut  57neecien  ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170
= o wroughtaluminium 33315 (AIMg1) 58U.17 58U.17 58T.17 58T.17 58U.17
fa © alloys 3.0517 (AIMnCu) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
= i [Eoam el |2 AN 58U.17 58U.17 58T.17 58T.17 58U.17
g ™ agnesumaloy | (G-AISOMgwa) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
2 g wstaumaloy 32381016 58U.17 58U.17 58T.17 58T.17 58U.17
X — Sicontent>10%  AlSi10Mg) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
o S hardened steel
w9 Sasre
o 8 hardened steels
O > 45 HRC, = 55 HRC

42 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 12,000 - 30,000 mm KOMET ® hi.max

Reaming tool - long version
Y N Material
= ks | (@ (B B

radially cooled, left slant,
l._.l for through hole machining

DIN 1835

=3

=
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|

b C
L
3 centrally cooled, straight,
“= for blind hole machining
[a) L e e
Q
b C
L
a radially cooled, straight,
for step hole
a o e e
Q
b C
L
Custom reaming tool - selection options!
Dimensions
= €E Cutting
material,
i Cylindrical
Order No. Order No. coating yshank
@D @dxc L b a
00 BT 4 U] B :
58U.92 _ 53U.93 58T.93 _ DST 12,000 - 14,099 16 x 48 160 112 6 6
14,100 - 16,099 16 x 48 160 112 6 6
58U.82 - 58U.85  58T.85 - DJP 16,100- 18,099  16x48 180 132 6 6
58U.62 58U.65 58T.65 DBG-P 18,100 - 20,099 20 x 50 200 150 6 8
20,100 - 22,099 20 x 50 200 150 6 8
58U.58 58U.57 58T.57 DBG-U  27100-24,099  25x56 200 144 6 8
58U.17 58T.17 DBC 24,100 - 26,099 25 x 56 200 144 6 8
26,100 - 28,099 25 x 56 210 154 7 8
58U.21 58T.21 HM 28,100-30,000  25x56 210 154 7 8

Order example:
Order No. 58U.58 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASG2210 (Cutting geometry)

Cutting speed and feed see pages 46-47.

Patent applied for inside and outside Germany



KOMET® hi.max @ 1217 — 30" mm

Universal reamer

B B

DIN 1835

=3

radially cooled, left slant,
for through hole machining
a

oD
|
|
|
|
|
|
|
|
|
% dug

centrally cooled, straight,
for blind hole machining
a

[a)
a _ R
b C
L
Diameter H7 - available from stock
[TTE TIe« [HES e«
D —— ———
[N a S
ASG 2210 ASG 2110
Gl
A
@D @dxc L b a z Order No. Order No.
~ ~ DBG-U DBG-U

2% 16 x 48 95 47 6 6 0,092 58N.58.12H7 58M.57.12H7
4l 16 x 48 95 47 6 6 0,093 58N.58.14H7 58M.57.14H7
157 16 x 48 95 47 6 6 0,098 58N.58.15H7 58M.57.15H7
1617 16 x 48 95 47 6 6 0,099 58N.58.16H7 58M.57.16H7
1847 16 x 48 100 52 6 6 0,113 58N.58.18H7 58M.57.18H7
20" 20 x 50 120 70 6 8 0,184 58N.58.20H7 58M.57.20H7
22" 20 x50 120 70 6 8 0,186 58N.58.22H7 58M.57.22H7
2447 25 x 56 120 64 6 8 0,319 58N.58.24H7 58M.57.24H7
257 25 x 56 120 64 6 8 0,320 58N.58.25H7 58M.57.25H7
26" 25 x 56 120 64 6 8 0,321 58N.58.26H7 58M.57.26H7
28" 25 x 56 135 79 7 8 0,446 58N.58.28H7 58M.57.28H7
30" 25 x 56 135 79 7 8 0,452 58N.58.30H7 58M.57.30H7

Cutting speed and feed see pages 46-47.

I "




@ 1247 — 30" mm

radially cooled, left slant,
for through hole machining
a

KOMET® hi.max

Special reamer P

B

DIN 1835

=3

[a)
b C
L
centrally cooled, straight,
for blind hole machining
-
[
a R S
b C
L
Diameter H7 — available from stock
[T
S ul P So—o . I
9 ASG 05 27\ | ASG 3000
5
@D  @dxc L b a kg] Order No. Order No.
~ = DST DST
1247 16 x 48 95 47 6 6 0,092 58N.92.12H7 58M.93.12H7
1477 16 x 48 95 47 6 6 0,093 58N.92.14H7 58M.93.14H7
1577 16 x 48 95 47 6 6 0,098 58N.92.15H7 58M.93.15H7
16" 16 x 48 95 47 6 6 0,099 58N.92.16H7 58M.93.16H7
18" 16 x 48 100 52 6 6 0,113 58N.92.18H7 58M.93.18H7
20" 20 x 50 120 70 6 8 0,184 58N.92.20H7 58M.93.20H7
227 20 x 50 120 70 6 8 0,186 58N.92.22H7 58M.93.22H7
24%7 25 x 56 120 64 6 8 0,319 58N.92.24H7 58M.93.24H7
2517 25 x 56 120 64 6 8 0,320 58N.92.25H7 58M.93.25H7
26" 25 x 56 120 64 6 8 0,321 58N.92.26H7 58M.93.26H7
2817 25 x 56 135 79 7 8 0,446 58N.92.28H7 58M.93.28H7
30" 25 x 56 135 79 7 8 0,452 58N.92.30H7 58M.93.30H7

Cutting speed and feed see pages 46-47.

Patent applied for inside and outside Germany




KOMET ®

hi.max

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

optimum - maximum

optimum - maximum

=
1S
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
=Y = T material code/DIN
—_ v
g & 2 a 2 a 2
[ c o
=1 2 | = 5 = 8 B B8 = 5 = 8 8 & =
= i T la} [a) (=) [a) [a) T [a) [a) [a) [a) [a) T
1.0037 (5235JR)
i’- = 500 non-alloy steels 1.0715 (11SMn30) 150 150 150 120 120 120
1.0044 (S2575JR) 200 200 200 160 160 160
o 500- non-alloy / 19950 552595? 150 150 150 120 120 120
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 200 160 160 160
~ <500 lead alloys 1.0718 (11SMnPb30) 123(? 12?(? 1238 11;? 1&) 11;?
(-9
non alloy / low alloy steels:
o 900 heat resistant structural, 1.7225 (42CrMo4) 150 150 150 120 120 120
mn > heat treated, nitride and 1.1221 (C60E) 200 200 200 160 160 160
tools steels
o : 1.2341 (6CrMo15-5) 150 150 150 120 120 120
i -°0 high alloy steels 12601 (X165CtMoV12) 00 200 200 160 160 160
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
e Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
wv
— titanium, ) 8 8
= 400 titanium alloys 3.7115 (TiAI5Sn2.5) o o
o : 1.4306 (X2CrNi19-11) 40 40
<
o = 600 stainless steels 1.4201 (X5CrNiMo17-12-2) 60 60
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 30
Ti17-12-2) 50 50
o . : 1.4713 (X10CrAlSi7) 30 30
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % %
S : 0.6025 (EN-GJL-250) 180 120 120 120
b 180 gray cast iron 0.6035 (EN-GJL-350) 210 180 180 180
250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) ?3% 193% 193% 193%
g =600 130 _spherfoid_al_ graphite cast (2040 (EN-GJ5-400-15) 175 175 200 200 150 150 150 150
iron, ferritic 300 300 250 250 180 180 180 180
- = 230 spheroidal graphite cast 07030 ERGISS007) 450 150 200 200 120 120 150 150
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 160 160 180 180
S 600 250 pacommorhtecst 07060 EN-Gis-600-3) 120 120 120 120 120 120 120 120
- malleable iron 0.8165 (GT5-65) 180 180 150 150 150 150 150 150
s 200 alloyed spheroidal graphite  0.7661 90 90 90 90
= cast iron (EN-GJSA-XNiCr20-2) 130 130 130 130
o~
g ' : 5.2200 (EN-GJV-350) 90 90 90 90
=) 300 vermicular cast iron 52300 (EN-GIV-450) . I T e
o e ity oS, 2.0375 (Cuzn36Pb3) 150 150 120 120
o 90 Iead-allloy bronze, lead 2.1182.01 (G-CuPb155n) 50 BT 20 B
bronze: good cut
S 100 copper alloy, brass, 2.0550 (Cuzn40AI2) 100 100 100 100
= bronze:average cut 2.0060 (E-Cu57) 150 150 150 150
o
=2 r‘w_q 60  wrought aluminium alloys ggg}; Eﬁ:mgé)u) 2328 ‘Izgg
— cast aluminium alloy:
: ; 3.3561 (G-AIMg5) 200 150
i) 75 Si-content <10% 3.2373.61 (G-AISI9Mg wa) - 200
magnesium alloy
o -
g cast aluminium alloy: : 200 150
= 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) - 200
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
o 1800 > 45 HRC, =< 55 HRC

Reaming allowance in diameter (mm)
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KOMET ® hi.max

Recommended cutting data

_ Feed f (mm/rev)

optimum - maximum
——— P - o AT ! : AT : &
& & ASG 05 S & ASG 2270 & ASG 2350 ASG 0106 & ASG 03 ASG 3000
g e, Lo oy ) gy, gy, o, gy,

@12- ©18,1- @12- @18,1- @ 12- @18,1- @ 12- @181- ©12- @ 18,1- @12- B 18,1- @ 12- ¥ 18,1- @ 12- G 18,1- B 12- P 18,1-
18,099 30,0 18,099 30,0 18099 300 18099 30,0 18099 30,0 18,099 30,0 18,099 30,0 18,099 30,0 18,099 30,0
B6 s 6 L8 k6 fe8 (6 (L8 6 o8 L6 L8 6 8 Pe6 W8 k6 Ax8

1,20 1,8 1,20 180 1,20 1,80 0,90 1,50
1,50 2,20 1,50 2,40 1,50 2,20 1,20 2,00
1,20 1,8 1,20 1,80 1,20 1,80 0,90 1,50
1,50 2,20 1,50 2,40 1,50 2,20 1,20 2,00
1,20 1,8 1,10 180 1,20 1,80 0,90 1,50
1,50 2,20 1,40 2,40 1,50 2,20 1,20 2,00
1,20 18 1,170 1,80 1,20 1,80 0,90 1,50
1,50 2,20 1,40 2,40 1,50 2,20 1,20 2,00
0,90 1,20 0,90 1,20 0,60 1,00
1,15 1,50 1,15 1,50 0,80 1,40
0,70 1,2
1,00 1,60

0,70 1,20

0,90 1,60

0,70 1,20

0,90 1,60

0,70 1,20

0,90 1,60
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,10 1,50 1,10 1,50 1,10 1,50
1,70 2,30 1,70 2,30 1,70 2,30
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,10 1,50 1,10 1,50 1,10 1,50
1,70 2,30 1,70 2,30 1,70 2,30
0,90 1,20 0,90 1,20 0,90 1,20
1,30 1,80 1,30 1,80 1,30 1,80
0,90 1,20 0,90 1,20 0,90 1,20
1,30 1,80 1,30 1,80 1,30 1,80
1,20 1,70 1,20 1,70 1,20 1,60 1,20 160
1,90 2,50 1,90 2,50 1,80 2,40 1,80 2,40
1,00 1,40 1,00 1,40 09 1,20 0,9 1,20
1,50 2,10 1,50 2,10 1,40 1,90 1,40 1,90

1,20 1,60 1,20 1,60
1,80 240 1,80 2,40

1,30 1,70 130 1,70
200 270 2,00 2,70

1,30 1,70 1,30 1,70
2,00 2,70 2,00 2,70

0,20- 0,20- 0,20- 0,20- 0,20- 0,20-
030 040 030 040 030 040

0,20- 0,20- 0,20- 0,20- 0,20- 0,20- 0,20 -

0,20 - 03 0,20 -
030 040 030 040 030 040 0,30

0,30 ! 0,30 03

0,3

Please observe further application and safety instructions (chapter 11). 47




KOMET REAMAX®

The new dimension in high performance reaming

More performance. More flexibility.

The modular reaming tool consists of a tool holder with cylindrical
shaft and the KOMET REAMAX® -replaceable insert. A high pre-
cision short taper ensures the connection between the replaceable
insert and the collet. Precise repeatability of the diameters and
an immediate continuation of machining with a new insert are
guaranteed.

The high-speed reaming tools KOMET REAMAX® provide maxi-
mum cutting capacity through multiple cutting edges and offers all
the advantages of replaceable cutting inserts in one system.

- Maximum efficiency and complete process reliability

- Low vibrations during maximum cutting speed

- No re-setting when blades are replaced

- Maximum flexibility for combining cutting materials and coatings
along with diameters and geometry of the replaceable inserts are
available and can be chosen for each specific application

- Made to measure, available within the shortest time
- Precise repeatability
- Maximum replacement accuracy

- Designed especially for inner coolant supply and minimal lubri-
cation

48

Simple possible replacement

The KOMET REAMAX® replaceableinsert
is fixed on to the tool holder with a tie-rod
andaclamping nut. Thereisno need fortime
and cost intensive setting to the final size
as the inserts are manufactured specifically
for each application to the exact diameter
and tolerance.

With KOMET REAMAX® replacement
time is no idle time.

Application:

All current materials

Through holes and blind bores
3xDand5x%xD

High speed — up to 300 m/min
Feed — up to 2.4 mm/rev



BENEFITS for you:

M Precision ground for guaranteed qualityModular
tool system

B Maximum stability through tensile stress for the
most demanding machining tasks

B Extremely high repeatability through a tapered flat
bearing face

B Extremely high machining performance for the
greatest efficiency

B Minimum quantity lubrication (MQL) optimised for
environmentally friendly use

& KOMET"

KOMET REAMAX®

Replaceable insert
@ 12,000 - 40,000 mm

Diameter H7 - available from stock

Recommended cutting data

Holder

Assembly instructions

Assembly parts / Accessories

KOMET SERVICE® (Chapter 11)

The KOMET SERVICE® TOOL lifeBoxicon
describes tools that are available for the
high quality cost-efficient refurbishment
of tools.

Page 1
|
50 - 51 u
52 %
I
54 - 55 .
53 3
i
56 | |
57 4

49



KOMET REAMAX®

Tool recommendation

|  Machining_________________|

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T .
o B Ml erscode || | ] = 1] =5 =]
S 92 ¢ /DIN
— ~ O
T £c
> Hhee T
= u8\ non-alloy steels : gg?; ﬁﬁm)so) 640.92 640.70 640.93 640.71
Y| 1.0044 (52575R) ASG 05 ASG 05 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 640.92 640.70 640.93 640.71
N o owelley sizels 1.7131 (16MnCr5) ASG 05 ASG 05 ASG 3000 ASG 3000
— = ead aloys 10718 640.92 640.70 640.93 640.71
IR (OISTEED) ASG 05 ASG 05 ASG 3000 ASG 3000
n' |
o 8 s e e 640.92 640.71 640.93 640.71
TISA el et ey IR (S ASG 05 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§é?-5) 640.71 640.71 640.71 640.71
=R Movi2) ASG 0106 ASG 3000 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
- O titanium, 37115 640.21 640.21
LN Sr titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 640.65 640.65 640.65 640.65
© aor O ASG 0106 ASG 0106 ASG 0106 ASG 0106
S N 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 640.65 640.65 640.65 640.65
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 siEitss ) s 640.65 640.65 640.65 640.65
~ fireproof steels size-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
[S) N I— 06025 (EN-GIL-250) 640.65 640.65 640.65 640.65
® - 060 ENELE0 ASG 3000 ASG 3000 ASG 3000 ASG 3000
= D aloygaycastion 06580 640.65 640.65 640.65 640.65
€9 ~ (CcEhic2eR) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o § 8 spheroidal gr{aphite 0.7040 640.93 640.65 640.93 640.65
oy | = [EEmiEEEHEEEE ASG 3000 ASG 3000 ASG 3000 ASG 3000
g Q wheodumne  @Hos00 640.93 640.65 640.93 640.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
B = 2 Rl S L 640.93 640.65 640.93 640.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 640.65 640.65 640.65 640.65
= N grephite castiron - XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 640.65 640.65 640.65 640.65
- ™ T WS ASG 3000 ASG 3000 ASG 3000 ASG 3000
S o b Gl 640.93 640.71 640.93 640.71
= O bronze:goodcut ! 12200 ASG 3000 ASG 3000 ASG 3000 ASG 3000
(: 8 copper alloy, brass, féigigOAlz) 640.71 640.71 640.71 640.71
N = bronzetaveragecut 5 o6 (e cusy) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= er:. © Wrought aluminium  3.3315 (AIMg1) 640.27 640.27 640.27 640.27
- @ [l SHEE (AN ASG 0706 ASG 0706 ASG 0706 ASG 0706
= 0 Seomeni o 3prae 640.27 640.27 640.27 640.27
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 640.27 640.27 640.27 640.27
= S R ASG 0706 ASG 0706 ASG 0706 ASG 0706
g 8 hardened steels 64065 64065
S s AR ASG 2360 ASG 2360
g 8 hardened steels 640.65 640.65
- & LIRS ASG 2360 ASG 2360
50 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 12,000 - 40,000 mm KOMET REAMAX®

Replaceable insert

oo o] | ) 08RO

radially cooled, left slant,

for through hole machining g a S | I
a

radially cooled, straight, ol @ ]

for blind hole machining

/\ Please note: Don't use @ 12,000 - 12,500 for blind hole machining

Custom reaming head - selection options!

Dimensions
Cutting min. diameter oo
LS

material, for face ]
Order No. Order No. coating machining

@D @ x a f z
1 21 [¥] & ~ ~ ~
640.92 - 640.93 = DST 12,000 - 15,999 @D-25 9,0 0,5 6
640.66 = 640.67 = DJC
16,000 - 21,999 @D -3,0 9,0 0,5 6
640.62 640.65 DBG-P
640.36 640.37 DBG-N 22,000 - 25,999 @D-3,0 9,0 0,5 8
640.26 640.27 pES 26,000 - 32,000 @D - 4,0 9,0 0,5 8
640.70 640.71 TiN
640.20 640.21 HM 32,001 - 40,000 @D - 4,0 9,0 0,5 8

Order example:
Order No. 640.92 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASG3000 (Cutting geometry).

Cutting speed and feed see pages 54-55.

Patent applied for inside and outside Germany



KOMET REAMAX®

Replaceable insert

Material
P KN e : ? @

@ 1547 — 40" mm

@D
D x

=
(B

Diameter H7 - available from stock

IRNR=N [(TT]ew OB PK

$

@D @x a f zZ (g Order No. Order No. Order No.
~ ~ ~ ~ DST DST DBG-P

197 [ 125 | © 0,5 6 640.93.15H7N 640.93.15H7D 640.65.15H7N
1@ | 13 9 0,5 6 640.93.16H7N 640.93.16H7D 640.65.16H7N
18" 15 9 0,5 6 640.93.18H7N 640.93.18H7D 640.65.18H7N
201 17 9 0,5 6 640.93.20H7N 640.93.20H7D 640.65.20H7N
22719 9 0,5 8 640.93.22H7N 640.93.22H7D 640.65.22H7N
2457 21 9 0,5 8 640.93.24H7N 640.93.24H7D 640.65.24H7N
259 22 9 0,5 8 640.93.25H7N 640.93.25H7D 640.65.25H7N
2817 24 9 0,5 8 640.93.28H7N 640.93.28H7D 640.65.28H7N
30" 26 9 05 8 640.93.30H7N 640.93.30H7D 640.65.30H7N
40" 36 9 0,5 8 640.93.40H7N 640.93.40H7D 640.65.40H7N

" material group 12.0

Cutting speed and feed see pages 54-55.
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-_ short version long version

for

@ DH7

1547
167
1847
201
QM7
249
25H7
28H7
30H7
401

for

@D

12,000 - 15,999

16,000 - 21,999

22,000 - 25,999

26,000 - 32,000

32,001 - 40,000

KOMET REAMAX®

Holder
suitable for éE D|N7835
MQL G —

/\ Please note:
Not suitable for shrinking

@ dne

:====<|==:

Order No.

640.01.001

640.01.002

640.01.003

640.01.005

640.01.006

107

119

140

160

199

3xD

3xD

3xD

3xD

3xD

C

48

50

56

56

60

2d

16

20

25

25

32

5

0,11

0,18

0,34

0,46

0,86

Order No.

640.81.001

640.81.002

640.81.003

640.81.005

640.81.006

137

169

196

226

270

b

5xD

5xD

5xD

5xD

5xD

Supply includes: Holder with assembly parts (page 57). Please order replaceable insert separately.

Patent applied for inside and outside Germany




KOMET REAMAX®

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

- optimum - maximum optimum - maximum
z
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
= o EE material code/DIN
—_ v
g 5 ¢ a = o =z
L = ° [CEEG N v v v
1] < S 5 Y @ @ @ z =S H ¥ &8 @a @& =z S
> & T 0O O O O O F I O 0o o 0O Ao e T
1.0037 (5235JR)
S = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (S2575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
mn > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 1.2601 (X165CrMoV12) = BB e
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
e Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
wv
N titanium, . 8 8
.~ 400 el Eleys 3.7115 (TIAI5Sn2.5) 5 ht
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
o =600 stainless steels 1.4401 (X5CrNiMo17-12-2) 60 10 2 &0 70 s
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : : 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % = B o B
o . 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
9 V0 farmy st e 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 90 50 10 90 90 50 10
130 130 90 15 120 120 90 15
S _gop 130 sPheroidal graphite cast 2040 N Gjs-400-15) 175 175 175 175 12 150 150 150 150 12
®2 iron, ferritic 300 300 300 300 18 180 180 180 180 18
v = 230 spheroidal graphite cast 07020 (RLEIE007) 950 150 150 150 12120 120 120 120 12
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 18 160 160 160 160 18
S 600 250 iperodaigaphiecast o060 eN-GIs600-3) 120 120 120 120 12 120 120 120 120 12
= melEsEe e 0.8165 (GTS-65) 180 180 180 180 15 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
= cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
o 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
= 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
I 90 lead-alloy bronze, lead %‘ﬁ;g E)C1U(ZGn-3CsuPFPbB1)SSn) 150 120 15 150 120 15
— bronze: good cut 1182, 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
— bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) o0 % s =
— cast aluminium alloy:
™ 75  Si-content <10% ggg% (661%’\/5?)9,\/1 200 15 150 15
- magnesium alloy ZIBE (CARENE e 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
=< 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) 300 o P P
o
: hardened steels 40 40
w1400 <45 HRC o -
o
2 hardened steels 30 30
w1800 > 45 HRC, = 55 HRC 50 50

Reaming allowance in diameter (mm)
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KOMET REAMAX®
Recommended cutting data

Feed f (mm/rev)

optimum - maximum optimum - maximum optimum - maximum
- ASG3000, ASG0106, ASGO3 - ASG4000, ASG0O9B, ASG1402 ASGO05, ASG0502, ASG04
ASGO07, ASG02 ASGO09, ASG1405 ASG1406
@12 - ?22- @ 32,001 - @12 - ?22- @ 32,001 - @12 - ?22- @ 32,001 -
21,999 32,000 40 21,999 32,000 40 21,999 32,000 40

%6 %8 %8 %6 %8 %8 %6 *8 %8
0,90 1,50 1,50 1,10 1,80 1,80 1,10 1,80 1,80
1,20 2,00 2,00 1,40 2,40 2,40 1,40 2,40 2,40
0,90 1,50 1,50 1,10 1,80 1,80 1,10 1,80 1,80
1,20 2,00 2,00 1,40 2,40 2,40 1,40 2,40 2,40
0,90 1,50 1,50 1,10 1,80 1,80 1,10 1,80 1,80
1,20 2,00 2,00 1,40 2,40 2,40 1,40 2,40 2,40
0,90 1,50 1,50 1,10 1,80 1,80 1,10 1,80 1,80
1,20 2,00 2,00 1,40 2,40 2,40 1,40 2,40 2,40
0,60 1,00 1,00

0,80 1,40 1,40

0,60 1,00 1,00

0,80 1,40 1,40

0,50 0,90 0,90

0,70 1,20 1,20

0,70 1,20 1,20

1,00 1,60 1,60

0,70 1,20 1,20

0,90 1,60 1,60

0,70 1,20 1,20

0,90 1,60 1,60

0,70 1,20 1,20

0,90 1,60 1,60

1,00 1,80 1,80

1,40 2,40 2,40

0,90 1,50 1,50

1,20 2,00 2,00

1,00 1,80 1,80

1,40 2,40 2,40

1,00 1,80 1,80

1,40 2,40 2,40

0,90 1,50 1,50

1,20 2,00 2,00

0,70 1,20 1,20

0,90 1,60 1,60

0,70 1,20 1,20

0,90 1,60 1,60

1,00 1,70 1,70

1,40 2,40 2,40

0,80 1,40 1,40

1,20 2,00 2,00

1,00 1,70 1,70

1,40 2,40 2,40

1,00 1,70 1,70

1,40 2,40 2,40

1,00 1,70 1,70

1,40 2,40 2,40 5
0,40 0,60 0,60 T
0,80 1,00 1,00 -
0,40 0,60 0,60

0,80

0,10-0,30

1,00

0,20-0,40

1,00

0,20-0,40

0,10-0,30

0,20-0,40 0,20-0,40 0,10-0,30 0,20-0,40 0,20-0,40 ﬁ
Please observe further application and safety instructions (chapter 11). 55



KOMET REAMAX®

Assembly instructions

56

Clean taper/contactface thoroughly (grease free).
Apply light grease on tie bar thread (5.

Locate tie bar (8) on insert and holder.
Important note: for nominal size 3, 4 and 5, fit with
marking on tie bar and insert aligned.

Draw in tie bar with the clamping nut. Before tightening,

turn insert and tie bar clockwise until it stops.
Tighten the clamping nut as far as possible using the

torque key to the specified starting torque M.

Dia. Starting

range torque M

12,000 - 15,999 4-5Nm

16,000 - 21,999 6-7 Nm

22,000 - 25,999 10-12 Nm

26,000 - 32,000 18-20 Nm

32,001 - 40,000 26-28 Nm

Removing the replaceable insert:
Loosen the clamping screw.
Pull tie bar from holder and insert.

Locate operating key (3) in insert and loosen insert by
turning.



KOMET REAMAX®

Assembly parts / Accessories

® Replaceable insert Holder ® @ 8

Operating key Open-end wrench
C3= i— :
for for
@D @ DH7  Width Short version Long version Starting  Width across Order No.
across flats Order No. L Order No. L torque M flats
12,000-15,999 15 SW 4 18050 10040 100 18050 20040 200 4-5Nm SW 12 18589 00012
16H7
16,000-21,999 18 SW 5 18050 10050 100 18050 35050 350 6-7 Nm SW 14 18589 00014
20H7
22H7
22,000 - 25,999  24% SW7 18050 10070 100 18050 35070 350 10-12 Nm SW 19 18589 00019
25H7
28H7
26,000 - 32,000 304 SW 8 18050 10080 100 18050 35080 350 18-20 Nm SW 22 18589 00022
32,001 — 40,000 40 SW 10 18050 20100 200 18050 35100 350 26-28 Nm SW 27 18589 00027
./ o / ©® | o | ©® |
Tie bar Seeger ring Clamping nut Clamping nut
DIN short version long version
for for I=t=] 472
@D @ DH7 Order No. Order No. Order No. Order No.
12,000 - 15,999  15% 640.03.001 55232 01010 640.04.001 640.84.001
16H7
16,000 - 21,999 18" 640.03.002 55232 01210 640.04.002 640.84.002
20H7
22H7
22,000 —25,999 24 640.03.003 55232 01610 640.04.003 640.84.003
25H7
28H7
26,000 - 32,000 30% 640.03.004 55232 01610 640.04.005 640.84.005
32,001 - 40,000 40" 640.03.005 55232 02210 640.04.006 640.84.006

Supply includes holder: tie-rod, Seeger ring and clamping nut.

Patent applied for inside and outside Germany



KOMET REAMAX® TS

Modular Reaming System

Unlimited flexibility and cost-effectiveness: KOMET REAMAX?® TS isauniform clamping system with a standardised
separation point for all reaming heads, offering flexibility and cost-effectiveness thanks to fast and high-precision
tool changing.

KOMET REAMAX® TS guarantees a maximum of system modularity thanks to a versatile and clearly structured
range of reaming heads which can handle all commonly encountered diameter ranges and machining requirements.
Tool costs and logistical expenditure are thereby reduced to a minimum.

Application: e N

- All current materials =Y
- Through holes and blind bores i
- Small bore tolerances

- Upto5xD |
- High speed - up to 300 m/min J g
- Feed — up to 2.4 mm/rev f B e,

»
EEEEm
o

A connection for maximum production reliability

—

fer of the torque which occurs during reaming and the
concentricity required for precision machining. |
KOMET REAMAX® TS is designed for high speed
machining.

Adjustable for small tolerances
To compensate for wear and to meet tolerances as small
adjustable. Maximum repeatable accuracy is achieved

This high-precision connection guarantees safer trans- r

as IT4, all KOMET REAMAX?® TS multi-flute tools are
without pre-setting, i.e.

- Longer tool life

- Maximum performance

- Extremely tight bore tolerances
- Less machine down time

W 3y

IY
Mg
W12

NL.:.'-L"I.;II':'{'_I

XYY

L |

BENEFITS for you:

B High-precision ground for the highest quality

W Modular tool system for the highest flexibility

B Compensation for wear through simple readjustment
M Integrated concentricity adjustment for short lengths
B Can be adjusted for extremely small hole
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KOMET REAMAX® TS Page

The use of inserts is revolutionizing reaming with
multiple blade reamers and setting new levels in Reaming head REAMAX® TS fix
precision and function.

@ 18,000 — 30,000 mm 60 - 61
Each insert has two effective cutting edges. Diameter H7 - available from stock 62 - 63
Unlike boring tools, inserts for reaming tools are Recommended cutting data 64— 65

ground as a complete set directly on the basic ele-
ment in their specific insert pocket.

Reaming head REAMAX?® TS
The positions of the individual cutting edges on an @ 18,000 — 65,000 mm 66 — 67
insert are precisely defined during manufacturing
and application. Cutting edges ground in a single
operation ensure the degree of precision required
for high precision bore machining.

Diameter H7 - available from stock 68 — 69
Recommended cutting data 70-71

Indexable insert reaming head REAMAX® TS Duo
Numerous cutting materials and coatings for machin-

ing an extremely wide variety of materials. @ 42,000 - 70,000 mm 72-75
Recommended cutting data 76 -77
Holder 78 -79
Assembly instruction 80
Assembly parts / Accessories 81

KOMET SERVICE® (Chapter 11)

The KOMET SERVICE® TOOL lifeBoxicon

describes tools that are available for the

high quality cost-efficient refurbishment
of tools.

59




KOMET REAMAX® TS fix

Tool recommendation

|  Mochinng_________________|

Order No.
o Material ASG = cutting geometry
o | & . xampl
= SE 8 material code
= 9Z < /DIN
Y < . . . . . . . . . .
i |2 2 Universal Special Universal Special Universal Special Universal Special Universal Special
> Hhee T
(=4 1.0037 (5235JR)
o 3 7 78N.58  78N.92  78N.58 78M.57 78M.93 78M.57 78N.57  78N.93
B oAy steels O e ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
oS8 nonaloy/ 1 0eae (et 78N.58  78N.92  78N.58 78M.57  78M.93  78M.57 78N.57  78N.93
N2 & low alloy steels 17131 (lovncis)  ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
- 3 . 10718 78N.58  78N.92  78N.58 78M.57 78M.93 78M.57 78N.57  78N.93
~N 9 (11SMnPb30) ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
= o non alloy/low alloy steels:
o o heat resistant structural, 1.7225 (42CrMo4) 78N.58 78N.92 78N.58 78M.57 78M.93 78M.57 78N.57 78N.93
@l < iz eied, il L (T ASG 2210 ASG 05 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
and tools steels
o 8 hahaloystees  1oeonoeece 78N.58  78N.93  78N.58 78M.57  78M.93 78M.57 78N.57  78N.93
5 Q e ASG 2210 ASG 3000 ASG 2210 ASG 2110 ASG 3000 ASG 2110 ASG 2110 ASG 3000
; HSS
2.4668 (NiuCr-
o O special alloys: Inconel, 19Fe19Nb5Mo3)
7o) ﬂ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
W 80A)
— 8 titanium, 3.7115 78N.21 78M.21
N < titanium alloys (TiAI5Sn2.5) ASG 03 ASG 03
o 1.4306
o g e (X2CINi19-11) 78N.65 78N.65 78M.65 78M.65 78N.65
© 4401 (5CN- - ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 1.4511 (X3CrNb17)
- S . ) 78N.65 78N.65 78M.65 78M.65 78N.65
ERCI S A T OOEmIME ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 siEitss ) Ve veme” 78N.65 78N.65 78M.65 78M.65 78N.65
N fireproof steels SRR ASG 0106 ASG 0106 ASG 0106 ASG 0106 ASG 0106
o S gray castiron 06025EN-GL250)  78N.58  78N.65 78N.58  78N.65 78M.57 78M.65 78M.57 78M.65 78N.57 = 78N.65
o < 06035 EN-GIL-350)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
i B |amyoeyesim |0 78N.58  78N.65 78N.58 78N.65 78M.57 78M.65 78M.57 78M.65 78N.57 = 78N.65
oo ~ (GGL-NICr202)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
7 o § Q  spheroidal graphite 07040 78N.58  78N.65 78N.58  78N.65 78M.57 78M.65 78M.57 78M.65 78N.57  78N.65
o ] — costionferiic  (EN-GIS400-15)  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
0.7050
= Q  spherodal graphite  (EN-GJ5-500-7) 78N.58  78N.65 78N.58 78N.65 78M.57 78M.65 78M.57 78M.65 78N.57  78N.65
, o Q0 cast ron, feritic/peritic 8;8?2%?,@?5) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
o 9 o spheroidal graphite 0.7060
S S R Geronpuitc (ENGS6003) 78N.58  78N.65 78N.58 78N.65 78M.57 78M.65 78M.57 78M.65 78N.57  78N.65
S| D | ™ [l 08165(GTs.65  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
p Q dlloyed spheroidal 07661 (EN-GIsA-  78N.58  78N.65 78N.58  78N.65 78M.57 78M.65 78M.57 78M.65 78N.57 = 78N.65
g  graphitecastiron  XNiCr20-2) ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
& S — EN-GIV Ti < 0,2 78N.58  78N.65 78N.58  78N.65 78M.57 78M.65 78M.57 78M.65 78N.57  78N.65
o O vermicular cast iron " .
2 @ ENGIVTI>02  ASG 2210 ASG 2350 ASG 2210 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350 ASG 2110 ASG 2350
2.0375

9 2 O e eteag CUZN3EPD3) 78N.58 78N.17 78N.58 78N.17 78M.57 78M.17 78M.57 78M.17 78N.57  78N.17
o O bronze: good cut 218201 ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170

f\ 9 (G-CuPb155n)

y = g copperalloy brass, %0 ) 78N.58  78N.17 78N.58  78N.17 78M.57 78M.17 78M.57 78M.17 78N.57  78N.17
o — bronzeaveragecut 5 poen e cisy)  ASG 2210 ASG 2270 ASG 2210 ASG 2270 ASG 2110 ASG 2170 ASG 2110 ASG 2170 ASG 2110 ASG 2170
=) o Wwrought aluminium  3.3315 (AIMg1) 78N.17 78N.17 78M.17 78M.17 78N.17

—|@ O alloys 3.0517 (AIMnCu) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
= w [Cebmeley (2 (G 78N.17 78N.17 78M.17 78M.17 78N.17
@ ™ nagnesumaloy  (G-AISI9Mg wa) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
2 g castalum aloy: 3.2381.01(G- 78N.17 78N.17 78M.17 78M.17 78N.17
3 S |SremmEnisiorn  (ARIEYE) ASG 2270 ASG 2270 ASG 2170 ASG 2170 ASG 2170
o 38 hardened steel
w9 SastRe
o 8 hardened steels
\‘2 0 > 45 HRC, = 55 HRC

60 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 18,000 — 30,000 mm KOMET REAMAX® TS fix

Reaming head

= oicns |G (38 R

radially cooled, left slant,
for through hole machining

Holder

centrally cooled, straight,
for blind hole machining

radially cooled, straight,
for step hole

Pull stud included
with the holder

Custom reaming head - selection options!

Dimensions
@ Cutting
material, ole

i [ <~
Order No. Order No. coating !
@D a 12 VA
L =511 [H] [E] B ~ ~

78N.92 - 78N.93 78M.93 - DST 18,000 - 19,999 6 20 8
78N.82 - 78N.85 78M.85 - DJP AUy 2B 5 4 8
22,000 - 24,099 6 20 8

78N.62 78N.65 78M.65 DBG-P
24,100 - 26,099 6 20 8

78N.58 78N.57 78M.57 DBG-U
26,100 - 26,999 7 20 8
78N.17 78M.17 DBC 27,000 - 28,099 7 25 3
78N.21 78M.21 HM 28,100 - 30,000 7 25 8

Order example:
Order No. 78N.58 - Bore diameter 21 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASG2210 (Cutting geometry)

Cutting speed and feed see pages 64-65.

Patent applied for inside and outside Germany



KOMET REAMAX® TS fix @ 1817 — 30" mm

Universal reaming head

w8 R R

radially cooled, left slant,
for through hole machining

Holder

centrally cooled, straight,
for blind hole machining

Pull stud included
with the holder

Diameter H7 - available from stock

Z z Z . ése 2210 é

@D a 12 i Order No. Order No.
~ ~ ~ DBG-U DBG-U

187 6 20 8 0,041 78N.58.18H7 78M.57.18H7
2017 6 20 8 0,053 78N.58.20H7 78M.57.20H7
2217 6 20 8 0,067 78N.58.22H7 78M.57.22H7
2417 6 20 8 0,070 78N.58.24H7 78M.57.24H7
250 6 20 8 0,092 78N.58.25H7 78M.57.25H7
2617 6 20 8 0,113 78N.58.26H7 78M.57.26H7
2817 7 25 8 0,176 78N.58.28H7 78M.57.28H7
307 7 25 8 0,196 78N.58.30H7 78M.57.30H7

Cutting speed and feed see pages 64-65.
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KOMET REAMAX® TS fix

Special reaming head P

= TR R R

radially cooled, left slant,

for through hole machining y
Holder

centrally cooled, straight,
for blind hole machining

Pull stud included
with the holder

Diameter H7 - available from stock
[(ITw [
. o o
o o o
> O ]

g S
@D a 12 z i Order No. Order No.
~ ~ ~ DST DST

18t7 6 20 8 0,041 78N.92.18H7 78M.93.18H7
2017 6 20 8 0,053 78N.92.20H7 78M.93.20H7
2217 6 20 8 0,067 78N.92.22H7 78M.93.22H7
2447 6 20 8 0,070 78N.92.24H7 78M.93.24H7
25 6 20 8 0,092 78N.92.25H7 78M.93.25H7
2647 6 20 8 0,113 78N.92.26H7 78M.93.26H7
287 7 25 8 0,176 78N.92.28H7 78M.93.28H7
307 7 25 8 0,196 78N.92.30H7 78M.93.30H7

Cutting speed and feed see pages 64-65.

Patent applied for inside and outside Germany



KOMET REAMAX® TS fix

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

optimum - maximum

optimum - maximum

S
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
= o EE material code/DIN
—_ v
g & 2 a2 a >
° G] G] @) U] G] v
= g © I 5 I} ) @ = 1% = I} @ @ =
> & T a [a) [a) [a) [a) T [a) [a) [a) [a) [a) T
1.0037 (5235JR)
i’- = 500 non-alloy steels 1.0715 (11SMn30) 150 150 150 1200 120 120
1.0044 (S2575JR) 200 200 200 160 160 160
A 3 non-alloy / .
o 500 I o = 150 150 150 120 120 120
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 200 160 160 160
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 150 120 120 120
o 200 200 200 160 160 160
non alloy / low alloy steels:
o 900 heat resistant structural, 1.7225 (42CrMo4) 150 150 150 120 120 120
mn > heat treated, nitride and 1.1221 (C60E) 200 200 200 160 160 160
tools steels
o : 1.2341 (6CrMo15-5) 150 150 150 120 120 120
N >0 high alloy steels 1.2601 (X165CrMoV12) 200 200 200 160 160 160
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
e Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
wv
N titanium, . 8 8
= 400 titanium alloys 3.7115 (TIAI5SN2.5) s o
=} : 1.4306 (X2CrNi19-11) 40 40
<
¢ =600 siEitzEs sitzelk 1.4401 (X5CrNiMo17-12-2) 60 60
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 30
Ti17-12-2) 50 50
o . : 1.4713 (X10CrAlSi7) 30 30
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % 50
o . 0.6025 (EN-GJL-250) 180 120 120 120
© 180 gray cast iron 0.6035 (EN-GJL-350) 210 180 180 180
;,- 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 90 90 90
130 130 130 130
o spheroidal graphite cast 175 175 200 200 150 150 150 150
=600 130 ; a 0.7040 (EN-GJS-400-15
®2 iron, ferritic : J 300 300 250 250 180 180 180 180
v = 230 spheroidal graphite cast 07030 ERGISS007) 450 150 200 200 120 120 150 150
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 160 160 180 180
S 600 250 ipeodagephiecast o060 eN-GIs6003) 120 120 120 120 120 120 120 120
- malleable iron 0.8165 (GTS-65) 180 180 150 150 150 150 150 150
s 200 alloyed spheroidal graphite  0.7661 90 90 90 90
= cast iron (EN-GJSA-XNiCr20-2) 130 130 130 130
o~
g ' : 5.2200 (EN-GJV-350) 90 90 90 90
=) 300 vermicular cast iron 2300 (EN-GJV-420) . .~
o copper alloy, brass,
~ 90 lead-alloy bronze, lead g?%; E)C1UZGnSCGPerB1)5S 150 150 120 120
= bronze: good cut A IR0 (Eaursfw 250 250 180 180
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 100 100 100 100
— bronze:average cut 2.0060 (E-Cu57) 150 150 150 150
o
2 - 3.3315 (AIMg1) 200 150
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) P o
— cast aluminium alloy:
™ 75  Si-content <10% ggg% (661%’\/,&9\;)9“,1 wa) 200 150
= magnesium alloy o303 9 300 200
o L
g cast aluminium alloy: : 200 150
= 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) - 200
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET REAMAX® TS fix

Recommended cutting data

_ Feed f (mm/rev)

optimum - maximum
——— P - o AT ! : AT : &
& & ASG 05 S & ASG 2270 & ASG 2350 ASG 0106 & ASG 03 ASG 3000
g e, Lo oy ) gy, gy, o, gy,

@18 ©18,1- @18- ©18,1- @ 18- B 18,1- P 18- P 18,1- B 18- @ 18,1- D18 B 18,1- B 18- B 18,1- @18 @ 18,1- @ 18 B 18,1-
18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099 18,099 30,099
W6 X8 X6 L8 K6 k8 W6 LB K6 ®B L6 X8 L6 K8 L6 X8 6 8

1,20 18 120 180 120 1,80 0,90 1,50
1,50 2,20 1,50 2,40 1,50 2,20 1,20 2,00
1,20 18 120 180 120 1,80 0,90 1,50
1,50 2,20 1,50 2,40 1,50 2,20 1,20 2,00
1,20 18 1,170 180 120 1,80 0,90 1,50
1,50 2,20 1,40 2,40 1,50 2,20 1,20 2,00
1,20 18 1,10 180 1,20 1,80 0,90 1,50
1,50 2,20 1,40 2,40 1,50 2,20 1,20 2,00
0,90 1,20 0,90 1,20 0,60 1,00
1,15 1,50 1,15 1,50 0,80 1,40
0,70 1,2
1,00 1,60

0,70 1,20

0,90 1,60

0,70 1,20

0,90 1,60

0,70 1,20

0,90 1,60
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,10 1,50 1,10 1,50 1,10 1,50
1,70 2,30 1,70 2,30 1,70 2,30
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,40 1,90 1,40 1,90 1,40 1,90
2,00 2,70 2,00 2,70 2,00 2,70
1,10 1,50 1,10 1,50 1,10 1,50
1,70 2,30 1,70 2,30 1,70 2,30
0,90 1,20 0,90 1,20 0,90 1,20
1,30 1,80 1,30 1,80 1,30 1,80
0,90 1,20 0,90 1,20 0,90 1,20
1,30 1,80 1,30 1,80 1,30 1,80
1,20 1,70 1,20 1,70 1,20 1,60 1,20 160
1,90 2,50 1,90 2,50 1,80 2,40 1,80 2,40
1,00 1,40 1,00 1,40 09 1,20 09 1,20
1,50 2,10 1,50 2,10 1,40 1,90 1,40 1,90

1,20 1,60 1,20 1,60
1,80 240 1,80 2,40

1,30 1,70 130 1,70
200 270 2,00 2,70

1,30 1,70 1,30 1,70
2,00 2,70 2,00 2,70

0,20- 0,20- 0,20- 0,20- 0,20- 0,20-

0,20- 0,20- 0,20- 0,20- 0,20- 0,20- 0,20 -
030 040 030 040 030 040

0,20 - 03 0,20 -
030 040 030 040 030 040 0,30

0,30 ! 0,30 03

0,3

Please observe further application and safety instructions (chapter 11). 65




KOMET REAMAX® TS

Tool recommendation

|  Machining_________________|

Order No.
=3 Material ASG = cutting geometry
o ~ 2 : example
= T .
2 By Vel eraicode || ] = 1] =5 =]
S 92 ¢ /DIN
— ~ O
o Lo 5
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 75).93 75).71 75H.93 75H.71
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 75).93 75J.71 75H.93 75H.71
Nmp o o alfey iz 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 3 ad alloys 10718 75).93 75J).71 75H.93 75H.71
) QISED) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' |
o S e e s e 751,93 75).71 75H.93 75H.71
TISA il QO (R LA ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§éf-5) 75).71 75).71 75H.71 75H.71
STESA Mov12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
= £ titanium, 37115 75J).21 75H.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 751.65 751.65 75H.65 75H.65
© ENAS ASG 0106 ASG 0106 ASG 0106 ASG 0106
S g 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 75).65 75J.65 75H.65 75H.65
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 Stainless / ot 75J.65 75J.65 75H.65 75H.65
™~ I (IEICEEEES $i38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 75J).65 75J).65 75H.65 75H.65
& - AR ELEE) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= R oy graycastion 0550 75J.65 75).65 75H.65 75H.65
€9 ~ (CcEhic2eR) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyonda\ gr{aphite 0.7040 75J.93 75).65 75H.93 75H.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
M= % sphe(oida\ graphite : ?é;?g?s-soo-n 75).93 75J).65 75H.93 75H.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
= 3 2 ;ggegg?‘pg;;gj“e e 003 75J.93 75).65 75H.93 75H.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 75J.65 75).65 75H.65 75H.65
= N grephite castiron - XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 75J).65 75J).65 75H.65 75H.65
- ™ T WS ASG 3000 ASG 3000 ASG 3000 ASG 3000
2.0375
= O e eteag CUZN3EPD3) 75).93 75).71 75H.93 75H.71
= O bronze:goodcut ! 12200 ASG 3000 ASG 3000 ASG 3000 ASG 3000
: 8 copper alloy, brass, féigigOAIZ) 75J).71 75).71 75H.71 75H.71
& —  bronze: average cut 5 060 (¢ 57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= © wroughtaluminium 33315 (AIMg1) 75J.17 75).17 75H.17 75H.17
- ) [els ELES T (P ASG 0706 ASG 0706 ASG 0706 ASG 0706
— um. B g (G-
o 0 Scomenicion 37361 75117 75117 75H.17 75H.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 75).17 75).17 75H.17 75H.17
= S R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o (=4 araened steels
) = 24(; HRg tee
o ardened steels
© 2 24[; HRg, b 5‘5 HRC

66 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 18,000 — 65,000 mm KOMET REAMAX® TS

Reaming head

Material
PMKNS é%

radially cooled, A
for through hole machining Q
Holder
] )78
[a)
centrally cooled, a

for blind hole machining

Pull stud included
with the holder

Custom reaming head - selection options!

Dimensions
éEE Cutting min. diameter b

material, for face 10
Order No. Order No. coating machining
@D D x a 12 z i3

1 21 [¥] & ~ ~ ~
75).93 - 75H.93 - DST 18,000 - 21,999 @D - 4,0 6,0 20 6 0,03
75).67 - 75H.67 - DJC 22,000 - 26,999 @D -4,2 6,0 20 6 0,04

75).85 75H.85 DJP 27,000 - 31,799 @D-54 6,0 25 6 0,04

75165 75H.65 DBG-P 31,800 - 34,999 @D - 6,0 6,0 25 8 0,05

75).37 75H.37 DBG-N

25117 25117 DBC 35,000 - 41,999 @D - 6,9 6,0 25 8  0,13-0,15

75171 75H.71 TiN 42,000 - 51,999 @D -7,5 6,0 30 8  0,20-025

75J.21 75H.21 HM 52,000 - 65,000 @D -8,8 8,0 35 10 035-045

Order example:
Order No. 75J.93 - Bore diameter 21 mm - Bore tolerance H6 - Material 1.0037 (S235JR) or ASG4000 (Cutting geometry).

Cutting speed and feed see pages 70-71.
Patent applied for inside and outside Germany 67 I




KOMET REAMAX® TS @ 1817 — 5447 mm

Reaming head

Material
P KN

@D
min. @ x

for face machining
U
1l
1
1
I

Pull stud included
with the holder

Diameter H7 - available from stock

N g e EA000L
@ o ASG4000|
2 ]

a S
@D D x a 12 z % Order No. Order No.
~ = =~ ~ DST DST

1817 14 6 20 6 0,026 75J.93.18H7N 75J.93.18H7D
20 16 6 20 6 0,033 75J.93.20H7N 75J).93.20H7D
22 17,8 6 20 6 0,039 75J.93.22H7N 75J.93.22H7D
2447 19,8 6 20 6 0,043 75J.93.24H7N 75).93.24H7D
25} 20,8 6 20 6 0,044 75J.93.25H7N 75J.93.25H7D
2647 21,8 6 20 6 0,047 75).93.26H7N 75J.93.26H7D
287 22,6 6 25 6 0,078 75J.93.28H7N 75J.93.28H7D
307 24,6 6 25 6 0,080 75J.93.30H7N 75J.93.30H7D
32 26 6 25 8 0,090 75J.93.32H7N 75J.93.32H7D
35H7 28,1 6 25 8 0,130 75J.93.35H7N 75J).93.35H7D
4017 33,1 6 25 8 0,144 75J.93.40H7N 75J.93.40H7D
4247 34,5 6 30 8 0,206 75).93.42H7N 75).93.42H7D
504 42,5 6 30 8 0,226 75J.93.50H7N 75J.93.50H7D
5417 45,2 8 35 10 0,371 75J.93.54H7N 75J.93.54H7D

1 GJS (spheroidal graphite cast iron) - 3 material group 12.0 - 4 material group 12.1 - 9 material group 12.0&12.1

Cutting speed and feed see pages 70-71.
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KOMET REAMAX® TS

Reaming head

Holder
)78

_ Diameter H7 - available from stock

o | e o o femee | e e [

(T T1E 11 L] p N [ P N’

O] K = =_J|p N =! P NY

ASG 3000 ASG 3000 ——
Order No. Order No. Order No. @D

DBG-P TiN TiN
75J.65.18H7N 75).71.18H7N 75).71.18H7D 187
75J.65.20H7N 75J.71.20H7N 75J).71.20H7D 2017
75J.65.22H7N 75J.71.22H7N 75).71.22H7D 22
75J).65.24H7N 75J.71.24H7N 75).71.24H7D 2417
75J).65.25H7N 75J).71.25H7N 75).71.25H7D 25
75).71.26H7N 75).71.26H7D 2647
75).65.28H7N 75).71.28H7N 75).71.28H7D 2847
75J.65.30H7N 75).71.30H7N 75).71.30H7D 307
75J).65.32H7N 75J.71.32H7N 75).71.32H7D B
75J.65.35H7N 75J.71.35H7N 75J).71.35H7D 8o
75J).65.40H7N 75J).71.40H7N 75).71.40H7D 407
75).71.42H7N 75).71.42H7D 427
75J.65.50H7N 75).71.50H7N 75J.71.50H7D 50
75J.71.54H7N 75J).71.54H7D 5417
Patent applied for inside and outside Germany 69 I



KOMET REAMAX® TS

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

. optimum - maximum optimum - maximum
<
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
S I= o Material .
= o EE material code/DIN
— v
g 5 ¢ o =z o =
2 5 ° v U U v U U
= < S 5 ¥ 2 3 aaa z 3 5 Y% a0 aaz 3
> & T 0O O OO OO E I O N0 Qo0 Qoo fFE T
1.0037 (5235JR)
i’- = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (52575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
m > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 12601 (X165CrMov12) Y i -
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
Ln Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
v
N titanium, . 8 8
.~ 400 it alleys 3.7115 (TIAI5Sn2.5) o o
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
o =600 stainless steels 1.4401 (X5CrNiMo17-12-2) 60 i - o i -
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : ' 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % B . % N .
S : 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
® 50 | gy ezsiiman 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
o 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 193% 193% 300 11(5) 192% 192% 300 11(5)
S _gop 130 sPheroidal graphitecast 2040 N Gis-400-15) 175 175 175 175 175 12 150 150 150 150 150 12
@ iron, ferritic 300 300 300 300 300 18 180 180 180 180 180 18
= 230 spheroidal graphite cast 07050 (EREIZS007) 950 150 150 150 150 12 120 120 120 120 120 12
o iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 250 18 160 160 160 160 160 18
S 600 250 iperodaigiaphitecast o060 en-Gis-600-3) 120 120 120 120 120 12120 120 120 120 120 12
— malleable iron 0.8165 (GT5-65) 180 180 180 180 180 15 150 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
- cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
=) 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
- 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
o~ 90 lead-alloy bronze, lead g‘ﬁg E)C1U(ZGn-3CsuPFPbB1)SSn) 150 120 15 150 120 15
= bronze: good cut : . 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
= bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) - = - o
— cast aluminium alloy:
™ 75  Si-content <10% gg;’% (661?\6"\/,'5\‘?)91\/1 200 15 150 15
\ magnesium alloy £33 ASIENE wE) 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
< 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) - P P 0
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET REAMAX® TS
Recommended cutting data

Feed f (mm/rev) - with face cut, feed reduced by 30%

optimum - maximum optimum - maximum
ASG3000, ASG0106, ASG03, ASG0706 ASG4000, ASG09B, ASG1402
ASGO07, ASG02 ASGO09, ASG1405, ASG1406
D18 - ©22- ?31,8- @52 - @18 - @22- ©31,8- @52 -
21,999 31,799 51,999 65 21,999 31,799 51,999 65

g<§:g6 Z(Z)ZG Z(Z)ZS §(Z)210 2(2)26 Z(Z)ZG 2(2328 §(Z)210
0,80 1,00 1,30 1,90 1,00 1,20 1,70 2,40
1,10 1,40 1,90 2,80 1,30 1,70 2,30 3,40
0,80 1,00 1,30 1,90 1,00 1,20 1,70 2,40
1,10 1,40 1,90 2,80 1,30 1,70 2,30 3,40
0,80 1,00 1,30 1,90 1,00 1,20 1,70 2,40
1,10 1,40 1,90 2,80 1,30 1,70 2,30 3,40
0,80 1,00 1,30 1,90 1,00 1,20 1,70 2,40
1,10 1,40 1,90 2,80 1,30 1,70 2,30 3,40
0,50 0,70 0,90 1,30

0,80 1,00 1,30 2,00

0,50 0,70 0,90 1,30

0,80 1,00 1,30 2,00

0,40 0,60 0,80 1,10

0,60 0,80 1,10 1,70

0,60 0,80 1,10 1,60

0,90 1,20 1,60 2,40

0,60 0,80 1,10 1,50

0,90 1,10 1,50 2,30

0,60 0,80 1,10 1,50

0,90 1,10 1,50 2,30

0,60 0,80 1,10 1,50

0,90 1,10 1,50 2,30

0,90 1,20 1,60 2,30

1,30 1,70 2,30 3,40

0,80 1,00 1,30 1,90

1,10 1,40 1,90 2,80

0,90 1,20 1,60 2,30 1,20 1,50 2,00 2,90
1,30 1,70 2,30 3,40 1,60 2,00 2,70 4,10
0,90 1,20 1,60 2,30 1,20 1,50 2,00 2,90
1,30 1,70 2,30 3,40 1,60 2,00 2,70 4,10
0,80 1,00 1,30 1,90 1,00 1,20 1,70 2,40
1,10 1,40 1,90 2,80 1,30 1,70 2,30 3,40
0,60 0,80 1,10 1,50

0,90 1,10 1,50 2,30

0,60 0,80 1,10 1,50

0,90 1,10 1,50 2,30

0,90 1,10 1,50 2,10

1,30 1,70 2,30 3,10

0,70 0,90 1,20 1,70

1,10 1,40 1,90 2,60

0,90 1,10 1,50 2,20

1,30 1,70 2,30 3,40

0,90 1,10 1,50 2,20

1,30 1,70 2,30 3,40

0,90 1,10 1,50 2,20

1,30 1,70 2,30 3,40

0,20-0,30 0,20-0,30 0,30-0,40 0,30-0,50 0,20-0,30 0,20-0,30 0,30-0,40 0,30-0,50

Please observe further application and safety instructions (chapter 11). 71




KOMET REAMAX?® TS Duo

Tool recommendation

|  Machining_________________|

Order No.
o Material ASG = cutting geometry
° = . example
= T .
o B Ml erscode || | ] = 1] =5 =]
S 92 ¢ /DIN
— ~ O
o o5
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 77).93 7171 77H.93 77H.71
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 77).93 77J.71 77H.93 77H.71
Nmp o o alfey iz 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 3 ad alloys 10718 77).93 77).71 77H.93 77H.71
) (s ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' |
o S e e s e 77,93 77071 77H.93 77H.71
TISA IR e, G PP () ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§éf-5) 7.7 7171 77H.71 77H.71
STESA Movi2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
= £ titanium, 37115 77).21 77H.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
- o eas | GOCNITSTY) 77).65 77).65 77H.65 77H.65
© ENAS ASG 0106 ASG 0106 ASG 0106 ASG 0106
S g 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 771.65 771.65 77H.65 77H.65
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 siEitss ) s 77).65 77).65 77H.65 77H.65
™~ I (IEICEEEES $i38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o ) F— 0.6025 (EN-GJL-250) 77).65 77).65 77H.65 77H.65
& - AR ELEE) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= R oy graycastion 0550 77).65 77).65 77H.65 77H.65
€9 ~ (CcEhic2eR) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyonda\ gr{aphite 0.7040 77).93 77).65 77H.93 77H.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
M= % sphe(oida\ graphite : ?é;?g?s-soo-n 77).93 77).65 77H.93 77H.65
o B ASG 3000 ASG 3000 ASG 3000 ASG 3000
S 8 Q e Enons0a) 77).93 771.65 77H.93 77H.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 77).65 77).65 77H.65 77H.65
= N grephite castiron - XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
N S vermicularcastion EN-GVTI<02 77]).65 77).65 77H.65 77H.65
- ™ BHD 0 ASG 3000 ASG 3000 ASG 3000 ASG 3000
2.0375
= O e eteag CUZN3EPD3) 77).93 77).93 77H.93 77H.93
= O bronze:goodcut ! 12200 ASG 3000 ASG 3000 ASG 3000 ASG 3000
= g copperalloy brass, %0 ) 77).71 77).71 77H.71 77H.71
& = bronze:average cut e cyi57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
> 2 o Wwrought aluminium  3.3315 (AIMg1) 77).17 77).17 77H.17 77H.17
- @ [l SHEE (AN ASG 0706 ASG 0706 ASG 0706 ASG 0706
— um. B g (G-
0 Sneiaon e 77117 77117 77HA7 77HA7
- magnesium alloy  (G-AISI9Mg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 77).17 77).17 77H.17 77H.17
= S R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o (=4 araened steels
) = 24(; HRg tee
o ardened steels
k_O' 2 24[; HRg, ts 5‘5 HRC

72 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 42,000 — 70,000 mm KOMET REAMAX® TS Duo

Indexable insert reaming head

Material
PVKNS @ 6%

radially cooled,
for through hole machining

Holder
)78

centrally cooled,
for blind hole machining .

@D
N

Pull stud included
with the holder

Custom reaming head - selection options!

Dimensions
— i
) )
Cutting ol

material, Preferred ©
Order No. Order No. coating diameter

@D 2D a 12 z
U =21 [ B ~ -

77).93 = 77H.93 = DST

771,67 _ 77H.67 _ DJC 42,000 - 51,999 42 9,0 30 6
77).85 77H.85 DJP
77). 77H. -
)65 65 DBG-P 52,000 - 55,999 54 9,0 35 6
77).37 77H.37 DBG-N
77).17 77H.17 DBC
7.7 77H.7 TiN 56,000 - 70,000 60 9,0 35 8
77).21 77H.21 HM

New tool order example: Example Order No. 77J.93
Bore diameter 65 mm - Bore tolerance H6 - Material 1.0037 (S235JR) or ASG4000 (Cutting geometry).
Supply includes: Reaming head mounted with inserts and clamping screws NOO 57710 (S3090-9IP 2,25Nm).

Retipping order example: Example Order No. 77R.93
A reaming head sent back to KOMET by the customer will be delivered fitted with indexable inserts and clamping screws. It is
also possible to order one or two indexable insert sets for this reaming head (example Order No. 775.93).

Screwdriver see chapter 11.

Cutting speed and feed see pages 76-77.

Patent applied for inside and outside Germany



KOMET REAMAX?® TS Duo

Tool recommendation

|  Mochinng____________________

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T .
2 By Vel eraicode || ] =[] =5 =]
S 92 ¢ /DIN
— ~ O
o o5
> Hhee T
= u8\ non-alloy steels 183?;:%23?30) 76).93 76).71 76H.93 76H.71
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8‘ 8 non-alloy / }gggg 25259;) 76).93 76J.71 76H.93 76H.71
Nmp o o alfey iz 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 3 ad alloys 10718 76).93 76).71 76H.93 76H.71
) QISED) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' |
o S e e s e 761.93 76J.71 76H.93 76H.71
TISA il QO (R LA ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§éf-5) 76).71 76).71 76H.71 76H.71
SN Mov12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
= £ titanium, 37115 76J.21 76H.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 76).65 76).65 76H.65 76H.65
© ENAS ASG 0106 ASG 0106 ASG 0106 ASG 0106
S g 8 stainless steels 13;;1 Ei?gé’;‘lslut))- 761.65 76).65 76H.65 76H.65
o Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 Stainless / ot 76J.65 76J.65 76H.65 76H.65
™~ I (IEICEEEES $i38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 76J).65 76J).65 76H.65 76H.65
& - AR ELEE) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= R oy graycastion 0550 76J.65 76J.65 76H.65 76H.65
€9 ~ (CcEhic2eR) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o % 8 spheyonda\ gr{aphite 0.7040 76J.93 76J.65 76H.93 76H.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
M= % sphe(oida\ graphite : ?é;?g?s-soo-n 76).93 76J).65 76H.93 76H.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
= 3 2 iggfggj‘*‘pg;;gji‘e e 003 76J.93 76J.65 76H.93 76H.65
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 76J.65 76J.65 76H.65 76H.65
= N grephite castiron - XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g S vermicularcastion EN-GVTI<02 76J).65 76J).65 76H.65 76H.65
- ™ T WS ASG 3000 ASG 3000 ASG 3000 ASG 3000
S o b Gl 761.93 761.93 76H.93 76H.93
= O bronze:goodcut ! 12200 ASG 3000 ASG 3000 ASG 3000 ASG 3000
: 8 copper alloy, brass, féigigOAIZ) 76J.71 76J.71 76H.71 76H.71
& —  bronze: average cut 5 060 (¢ 57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= © wroughtaluminium 33315 (AIMg1) 76J.17 76).17 76H.17 76H.17
- ) [els ELES T (P ASG 0706 ASG 0706 ASG 0706 ASG 0706
pe 0 Seomeni o 3prae 76).17 76).17 76H.17 76H.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 76).17 76).17 76H.17 76H.17
= S R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o (=4 araened steels
) = 24(; HRg tee
o ardened steels
© 2 24[; HRg, b 5‘5 HRC

74 We are happy to take inquiries concerning tools for materials without a recommendation.




@ 42,000 — 70,000 mm KOMET REAMAX® TS Duo

Indexable insert reaming head

Material
PMKNS 6%

radially cooled,
for through hole machining

Holder
)78

centrally cooled,
for blind hole machining 5

@D
N

Pull stud included
with the holder

Custom reaming head - selection options!

Dimensions
— i
) )
Cutting ol

material, Preferred ©
Order No. Order No. coating diameter

@D 2D a 12 z
U =21 [ B ~ -

76J.93 = 76H.93 = DST

76..67 _ 76H.67 _ DJC 42,000 - 51,999 42 9,0 30 6
76).85 76H.85 DJP
76). 76H. -
6.65 6H.65 DBG-P 52,000 - 55,999 54 9,0 35 6
76).37 76H.37 DBG-N
76).17 76H.17 DBC
76).71 76H.71 TiN 56,000 - 70,000 60 9,0 35 8
76).21 76H.21 HM

New tool order example: Example Order No. 76J.93
Bore diameter 65 mm - Bore tolerance H6 - Material 1.0037 (S235JR) or ASG4000 (Cutting geometry).
Supply includes: Reaming head mounted with inserts and clamping screws NOO 57710 (S3090-9IP 2,25Nm).

Retipping order example: Example Order No. 76R.93
A reaming head sent back to KOMET by the customer will be delivered fitted with indexable inserts and clamping screws. It is
also possible to order one or two indexable insert sets for this reaming head (example Order No. 765.93).

Screwdriver see chapter 11.

Cutting speed and feed see pages 76-77.

Patent applied for inside and outside Germany



KOMET REAMAX?® TS Duo

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

. optimum - maximum optimum - maximum
<
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
S I= o Material .
= o EE material code/DIN
— v
g 5 ¢ o =z o =
2 5 ° v U U v U U
= < S 5 ¥ 2 3 aaa z 3 5 Y% a0 aaz 3
> & T 0O O OO OO E I O N0 Qo0 Qoo fFE T
1.0037 (5235JR)
S = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (52575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
m > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 12601 (X165CrMov12) Y i -
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
Ln Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
wv
N titanium, . 8 8
.~ 400 it alleys 3.7115 (TIAI5Sn2.5) e o
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
o =600 stainless steels 1.4401 (X5CrNiMo17-12-2) 60 e - o e -
— 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : ' 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % B . % B .
S : 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
o 50 | gy ezsiiman 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
o 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 193% 193% 300 11(5) 192% 192% 300 11(5)
S _gop 130 sPheroidal graphitecast 2040 N Gis-400-15) 175 175 175 175 175 12 150 150 150 150 150 12
@ iron, ferritic 300 300 300 300 300 18 180 180 180 180 180 18
= 230 spheroidal graphite cast 07050 (ERSIZ5007) 950 150 150 150 150 12 120 120 120 120 120 12
o iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 250 18 160 160 160 160 160 18
S 600 250 iperodagaphitecast o060 en-Gis600-3) 120 120 120 120 120 12120 120 120 120 120 12
— malleable iron 0.8165 (GT5-65) 180 180 180 180 180 15 150 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
- cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
(=) 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
- 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
I 90 lead-alloy bronze, lead g‘ﬁg E)C1U(ZGn-3CsuPFPbB1)SSn) 150 120 15 150 120 15
= bronze: good cut : . 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
= bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) - = - o
— cast aluminium alloy:
™ 75  Si-content <10% gg;’% (661?\6"\/,'5\‘?)91\/1 200 15 150 15
\ magnesium alloy £33 ASIENE wE) 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
=< 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) - P P P
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET REAMAX® TS Duo
Recommended cutting data

Feed f (mm/rev) - with face cut, feed reduced by 30%

optimum - maximum optimum - maximum
ASG3000, ASG0106, ASGO3, ASG0706 ASG4000, ASG1402
ASGO07, ASG02 ASG09, ASG1405, ASG1406
@ 42 - 55,999 @56-70 @ 42 - 55,999 @ 56-70
e e s e 6 e
1,00 1,50 1,20 1,90
1,40 2,30 1,70 2,70
1,00 1,50 1,20 1,90
1,40 2,30 1,70 2,70
1,00 1,50 1,20 1,90
1,40 2,30 1,70 2,70
1,00 1,50 1,20 1,90
1,40 2,30 1,70 2,70
0,70 1,10
1,00 1,60
0,70 1,10
1,00 1,60
0,60 0,90
0,80 1,30
0,80 1,30
1,20 1,90
0,80 1,20
1,10 1,80
0,80 1,20
1,10 1,80
0,80 1,20
1,10 1,80
1,20 1,90
1,70 2,70
1,00 1,50
1,40 2,30
1,20 1,90
1,70 2,70
1,20 1,90
1,70 2,70
1,00 1,50
1,40 2,30
0,80 1,20
1,10 1,80
0,80 1,20
1,10 1,80
1,10 1,70
1,70 2,50
0,90 1,40
1,40 2,10
1,10 1,70
1,70 2,70
1,10 1,70
1,70 2,70
1,10 1,70
1,70 2,70
0,30-0,40 0,30-0,50 0,30-0,40 0,30-0,50

Please observe further application and safety instructions (chapter 11). 77




KOMET REAMAX® TS
Holder

)

=5

@D

b (? 18,000 - 26,999)

Adjustment screw

b (© 27,000 - 41,999)

/\ Please note:
Holder is pre-
clamped and set to
a concentricity of

@ dhe ‘

Pull stud

Pull stud

78

DAH81

< 0.005 mm

ABS® adaptors
see catalogue
"KomPass DRILLING".

DAH® compensation
holder see chapter 9.

For fitting instructions and accessories see pages 80-81.



KOMET REAMAX® TS
Holder

~ DIN 1835

for for short version long version Pull studs
@ DH7 @D Order No. L b ¢ @d &  OrderNo. L b ¢ @d &  OrderNo.
18" 18,000 - 19,999 75A.40.13010 130 80 50 20 0,2 75A.40.15010 190 140 50 20 0,3 15E.30.10010
20%7 20,000 -21,999 75A.40.13020 130 80 50 20 0,2 75A.40.15020 190 140 50 20 0,3 15E.30.10020
224
AL
S5 22,000 -26,999 75A.40.13030 130 80 50 20 0,3 75A.40.15030 210 160 50 20 0,4 15E.30.10030
26H7
28H7
30%7 27,000 - 34,999 75A.40.13040 176 120 56 25 0,5 75A.40.15040 236 180 56 25 0,7 15E.30.10040
32H7
35H7
40 35,000 -41,999 75A.40.13050 176 120 56 25 0,6 75A.40.15050 256 200 56 25 1,0 15E.30.10050
427
. 42,000-51,999 75A.40.13060 180 120 60 32 0,9 75A.40.15060 280 220 60 32 1,5 15E.30.10050
5447 52,000 - 70,000 75A.40.13070 180 120 60 32 1,0 75A.40.15070 280 220 60 32 1,0 15E.30.10070
DAH® Zero
for for short version long version Pull studs
@ DH7 @D OrderNo. L b ¢ @d@dl & OrderNo. L b ¢ @d@dl % Order No.
18" 18,000 - 19,999 75A.41.13010 145 80 50 20 24 0,2 75A.41.15010 205 140 50 20 24 0,3 15E.30.10010
20" 20,000-21,999 75A.41.13020 145 80 50 20 25 0,3 75A.41.15020 205 140 50 20 25 0,4 15E.30.10020
22H7
24H7
S5H7 22,000 -26,999 75A.41.13030 145 80 50 20 26,5 0,3 75A.41.15030 225 160 50 20 26,5 0,4 15E.30.10030
26H7
28H7
30" 27,000 -34,999 75A.41.13040 176 120 56 25 26 0,5 75A.41.15040 236 180 56 25 26 0,7 15E.30.10040
32H7
35H7
40 35,000 -41,999 75A.41.13050 176 120 56 25 29 0,5 75A.41.15050 256 200 56 25 29 1,05 15E.30.10050

for for Pull studs

@ DH7 @D Order No. L ABS 2 Order No.
@d

35H7

404 35,000 -41,999 75A.60.13050 110 32 0,42 15E.30.10050

42

. 42,000 -51,999 75A.60.13060 115 32 0,53 15E.30.10050

547 52,000 - 70,000 75A.60.13070 125 40 0,83 15E.30.10070

for for short version long version Pull studs
@ DH7 @D Order No. L b DAH 2 Order No. L b DAH 2 Order No.

42w

SoH 42,000-51,999 75A.30.13060 138 120 81 0,9 75A.30.15060 238 220 81 1,5 15E.30.10050

5447 52,000 - 70,000 75A.30.13070 138 120 81 1,0 75A.30.15070 238 220 81 2,0  15E.30.10070

Supply includes: Holder with pull stud.
Please order reaming head separately.

Patent applied for inside and outside Germany 79




KOMET REAMAX® TS

Assembly instructions

Clean taper/contact face thoroughly (grease free).
Screw pull stud (8) into reaming head and tighten with open-end wrench

®.

\

\

X

Without fully releasing them, open clamping jaws (2) with key 3. Insert
reaming head (@).

Close clamping jaws (2 Dia. Starting
with key (3), using range torque M
recommended torque. 18,000 - 19,999 1,5Nm
When inserting the reaming = 20,000 - 21,999 2,5Nm
head (@ itis drawn into its 22,000 - 26,999 4 Nm
final position by closing the 27,000 - 34,999 5Nm
clamping jaws . 35,000 — 41,999 6 Nm

42,000 - 51,999 10 Nm

52,000 - 70,000 13 Nm

When removing the reaming head (@) it is pushed out of its position by
the clamping jaws (@) which allows for easy removal from the holder:
Without fully releasing them, open clamping jaws (2) with the key (3),
remove the reaming head (@.

Adjusting to compensate for wear
Bore tolerances up to IT4 can be achieved by readjusting the reaming
head using the hexagonal key @).

Make sure that the insert seats (5) and inserts are absolutely clean/
grease-free. If necessary, use compressed air to remove dust particles!

e All inserts and insert seats are marked with letters (8). This ensures
correct assignment to the insert seat.

¢ The number markings (7) ensure that all inserts are positioned
correctly.

e Tighten the screw (8 NOO 57710 (S3090-9IP) to 2.25 Nm.
Screwdriver see chapter 8.



KOMET REAMAX® TS

Operating Instruction DAH® Zero

Aligning the DAH® Zero holder:
The tool is recommended for a maximum radial alignment
of 20 ym.

1. Loosen all adjustment screws and pretension to 1 Nm
(new tools are delivered already adjusted).

2. Place um dial against the steady rest bearing position.

3. Using the dial, determine the point of greatest runout
error by turning the tool.

4. Using an Allen key, turn the appropriate adjustment
screw clockwise (1) until half of the runout error is
corrected. Then over-tension by approx. 5 pm.

5. Loosen the opposite adjustment screw (2) by the amount
of over-tension.

6. Set all 4 adjustment screws until runout is less than 2 p.

Please note:

¢ Based on adjustment steps 1 to 6, the runout must be checked and, if necessary, realigned when the adapter is exchanged,
the application is changed, every time after wear compensation is adjusted and before every re-use.

* When in use, adjustment screws must always be tightened to 1T Nm.

® The max. readjustment torque is 4.5 Nm.

Assembly parts / Accessories (* not included in supply)

/o | o | 6 | _© |

Operating key* Hexagonal key* Pull studs Open-end wrench*
L for pull studs
or 3 % @EZ@ ==
@D Order No. L Width across flats Order No. Order No.
Size WAF WAF
18,000 — 19,999 LO5 01240 (8IP/1,5 Nm) SW 4 15E.30.10010 18589 10005 (SW 5)
20,000 - 21,999 18050 10025 (SW2,5/2,5 Nm) 100 SW 5 15E.30.10020 18589 10005 (SW 5)
22,000 - 26,999 18050 10030 (SW3/4 Nm) 100 SW 5 15E.30.10030 18589 10006 (SW 6)
27,000 - 34,999 18050 10030 (SW3/5 Nm) 100 SW 8 15E.30.10040 18589 10008 (SW 8)
35,000 - 41,999 18050 10030 (SW3/6 Nm) 100 SW 6 15E.30.10050 18589 10010 (SW 10)
42,000 -51,999 18050 10040 (SW4/10 Nm) 100 SW 8 15E.30.10050 18589 10010 (SW 10)
52,000 - 70,000 18050 10050 (SW5/13 Nm) SW 10 15E.30.10070 18589 10013 (SW 13)

Caution!
e Uneven angle division !
¢ Two cutting edges are at 180° from each other =

2 measuring teeth.
= * Measure the diameter at the front of the reaming
head (due to tapering, see illustration).
¢ Avoid damaging the cutting edges
— REAMAX® TS Duo:

The measuring tooth is located at letter A and is also marked on the holder with a spot. When
indexing the insert, the diameter must be readjusted.

Patent applied for inside and outside Germany 8
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KOMET ® Cutting ring

We have put our entire wealth of experience into the
generation of KOMET® cutting ring, called Duomax.

The KOMET® cutting ring for reaming basic and
through holes is established and often copied due to
its cost-effectiveness. This is one of the modular multi-
blade tooling systems that features the easily replace-
able KOMET® cutting ring on the holder. The user
gets a finish-ground tool which does not require any
time-consuming setting and adjustment work to the
individual cutters.

The indexable inserts for reaming have two fully utilis-
able cutting edges. Each set of indexable inserts saves
you a retipping cycle and thereby reduces tool costs and
time as well as effort spent on logistics. When retip-
ping is required after delivering double the tool life,
this is also much easier to do in comparison with the
soldered KOMET® cutting ring, because the number
of machining steps in the process has been reduced. In
connection with this, the tool life of the basic body is
also longer, because it is no longer subjected to thermal
stress. In addition, the precision and stability of the basic
body has been further improved through optimisation
of the basic shape.

82

A variety of cutting tool materials and coatings enable
the individual adaptation of reamers to machining as-
signments and perfect processing of a wide variety of
materials. In the future, a variety of coatings for this
will be conceivable that cannot be used on soldered
tools. Overall the flexibility with regard to selecting the
cutting material and coating for reaming processes will
significantly increase productivity. Moreover, tolerance
and geometry changes can be accomplished quickly and
with little effort.

Variant:

- Diameter from 60,600 — 110,599 mm

- Hole tolerances of = IT5

- Use with cast metal, solutions for steel, stainless
steels, aluminium and other materials to follow

BENEFITS for you:

B Retipping for extremely high cost efficiency

B For large hole diameters

B Modular multi-blade tooling system

B Compensation for wear through simple
readjustment

B A variety of cutting materials and coatings

B Extremely high flexibility




KOMET"

Page
KOMET® Duomax
Indexable insert cutting ring 84 — 85
@ 60,600 — 110,599 mm
Assembly instructions 86 — 87
Recommended cutting data 88 — 89
KOMET® Cutting ring
Cutting ring 90 - 91
@ 60,600 — 110,599 mm
Assembly instructions 92 -93
Recommended cutting data 94 — 95
Holder 96 - 101
The cutting ring system is one of the modulartool ranges
from KOMET®. The ring has support zones for non-
deformational accommodation of the cutting forces.
Expansion zones permit an elastic expansion of the ring
for compensating for wear on the cutters.
Through repeated regrinding, the service life of the ring
can be increased many times over. Cutting edge wear is
compensated-all functional surfaces are fully reground.
Regroundtools have the same functionality asnew ones.
BENEFITS for you:
M For large hole diameters
B Multiple blade
B Modular
B Compensation for wear through simple
readjustment
B A variety of cutting materials and coatings
B Can be reground and refitted with cutters for
extremely high cost efficiency
KOMET SERVICE® (Chapter 11)
The KOMET SERVICE® TOOL lifeBoxicon
describes tools that are available for the
pA—

high quality cost-efficient refurbishment
of tools.




KOMET ® Duomax

Tool recommendation

|  Machining_________________|

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T 1
S _E g Ml eraicode || | =[] =N =]
5 |B2lE /DIN
+ E -
S ZE 8
_ o 8 10037 (S235R) 33G.93 33G.71 33G.93 33G.71
- non-alloy steels 1.0715 (115Mn30)
” VI 1.0044 (S2575JR) ASG 4000 ASG 4000 ASG 3000 ASG 3000
i [S) 8 =] non-alloy / 10050 :E{_g? 33G.93 33G.71 33G.93 33G.71
l N o owelley sizels 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 8 ead aloys 1.0718 33G.93 33G.71 33G.93 33G.71
) (ASHITEED) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' 1
O D hent rssant ool 17225 (2ot 33G.93 33G.71 33G.93 33G.71
o R I ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§é?-5) 33G.71 33G.71 33G.71 33G.71
TSN MoV12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
ﬂ ; :
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
W 80A)
= £ titanium, 37115 33G.21 33G.21
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
© 8 messess  Dacmusin 33G.65 33G.65 33G.65 33G.65
© W oo b ASG 0106 ASG 0106 ASG 0106 ASG 0106
S ; § stainless steels 13;;1 Ei?gé’;‘lslut))- 33G.65 33G.65 33G.65 33G.65
v Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 stainless / 1‘&122()&%%@?7) 33G.65 33G.65 33G.65 33G.65
~ fireproof steels si38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 33G.65 33G.65 33G.65 33G.65
€ = DEESEVEEED) ASG 3000 ASG 3000 ASG 3000 ASG 3000
- D sloy araycastion 06560 33G.65 33G.65 33G.65 33G.65
& ~ (CELRCER) ASG 3000 ASG 3000 ASG 3000 ASG 3000
7 o § 8 spheroidal gr{aphite 0.7040 33G.93 33G.65 33G.93 33G.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
& g Q wheodumne  @Hos00 33G.93 33G.65 33G.93 33G.65
: e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
2 S R favenverc  Enesan 33G.93 33G.65 33G.93 33G.65
— A ™ malleable iron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g g alloyed spheroidal  0.7661 (EN-GISA- 33G.65 33G.65 33G.65 33G.65
= N | graphite castifon | XNiCr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
~ o - . EN-GJV Ti < 0,2 33G.65 33G.65 33G.65 33G.65
o O vermicular cast iron EN-GIV Ti > 0.2
= 6 ASG 3000 ASG 3000 ASG 3000 ASG 3000
2.0375
9 = 2 f;%?gnjﬁy;oﬁ’;;ﬂea g Cotniseoa) 33G.93 33G.71 33G.93 33G.71
= bronze:goodcut (e on0L ASG 3000 ASG 3000 ASG 3000 ASG 3000
\ : 8 E<;‘;(;)7;)Zeer:a;l;)ey’,ak;reascsl;t féigigOAIZ) 33G71 33G71 33G71 33G71
! = - 2.0060 (E-Cu57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= 2 o wrought aluminium  3.3315 (AIMg1) 33G.17 33G.17 33G.17 33G.17
- s I/ (Y ASG 0706 ASG 0706 ASG 0706 ASG 0706
o 0 Seomeni o 3prae 33G.17 33G.17 33G.17 33G.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 33G.17 33G.17 33G.17 33G.17
= Sl R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o 1= ardened steels
) < 24(; HRg e
o ardened steels
© 2 24[; HRg, & 5‘5 HRC

84 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 60,600 — 110,599 mm KOMET ® Duomax

Indexable insert cutting ring

Material
PMKN S

Holder
b 96 - 101

for through hole machining

@D

<1J Face cut

12 @ -4,5mm

Custom cutting ring — selection options!

Dimensions
Cutting ol
material, Diameter Preferred e
Order No. coating range diameter
@D @D a 12 YA
LTS 15 TEE ~ ~
33G.93 _ DST 62 10,3 19,6 6
33G.67 - DJC 65 10,3 B 6
60,600 - 79,599 70 10,3 19,6 6
33G.85 DJP 7 103 196 6
33G.65 DBG-P 75 10,3 19,6 6
33G.37 DBG-N 80 10,3 19,6 8
90 10,3 19,6 8
33G.17 DBC 79,600 - 100,599
i 92 10,3 19,6 8
33G.71 Ui 100 10,3 19,6 8
33G.21 HM 100,600 - 110,599 110 10,3 19,6 10

New tool order example: Example Order No. 33G.93

Bore diameter 62 mm - Bore tolerance H7 - Material 1.0037 (S235JR) or ASG3000 (Cutting geometry).

Supply includes: Cutting ring mounted with inserts and clamping screws NOO 57710 (S3090-9IP 2,25Nm).

Retipping order example: Example Order No. 33R.93

A cutting ring sent back to KOMET by the customer will be delivered fitted with indexable inserts and clamping screws. It is
also possible to order one or two indexable insert sets for this cutting ring (example Order No. 335.93).

Screwdriver see chapter 11.

Cutting speed and feed see pages 88 - 89.

Patent applied for inside and outside Germany



KOMET ® Duomax

Measuring tooth A

“tooth

Assembly instructions inserts

Assembly instructions on holder for through hole machining

Arrow markings:

— light grease
Face surfaces on holder and Duomax are grease-
free

Positioning of the drive pins to the right of letter A (the
measuring tooth is located at letter A and is also marked
on the holder with a spot).

Before tightening and adjusting turn the Duomax against
the direction of machining until hitting the drive pins.

Please observe the marking on holder and Duomax ,
check alignment of the coolant bores.

Adjust the diameter to the middle of the tolerance
(counter-clockwise thread).

The diameter can only be measured at the marked cut-
ting edges (measuring tooth A) due to unequal angular
position!

If the diameter was set too large, the conical ring must
be loosened and the Duomax readjusted.

Cleaning:

Make sure that the insert seats (3) and inserts are absolutely
clean/grease-free. If necessary, use compressed air to remove
dust particles!

Montage:
e All inserts and insert seats are marked with letters ().

This ensures correct assignment to the insert seat.

e The number markings (2) ensure that all inserts are posi-

tioned correctly.

e Tighten the screw @) N00 57710 (S3090-9IP)to 2.25 Nm.

Screwdriver see chapter 11.



KOMET ® Duomax

Assembly instructions on holder for blind hole machining

Arrow markings:
- —> light grease

- -~
e 0 & Face surfaces on holder and Duomax are grease-
free

Positioning of the drive pins to the right of letter A (the measuring
tooth is located at letter A and is also marked on the holder with a
spot). Before tightening and adjusting turn the Duomax against the
direction of machining until hitting the drive pins.

Measuring tooth A

Screw the nut onto the holder with the smooth face against the bush.
Mount the Duomax with the conical screw. After fastening the conical
screw check that there is space between bush and Duomax. Fasten
conical screw according to index table.

Starting
torque M

120 - 140 Nm
180 - 220 Nm

Please observe the marking on holder and Duomax, check alignment of
the coolant bores. Adjust the diameter to the middle of the tolerance.

The diameter can only be measured at the marked cutting edges
(measuring tooth A) due to unequal angular position!

If the diameter was set too large, the nut must be loosened and the
Duomax readjusted.

Measuring tooth A

Measuring the diameter:
The measuring tooth is located at letter A and is also marked on the holder with a spot (5.

Caution!

e Uneven angle division !

e Two cutting edges are at 180° from each other = measuring tooth A.

e Measure the diameter at the front of the cutting ring (due to tapering,
see illustration).

e Avoid damaging the cutting edges

e When indexing the insert, the diameter must be readjusted.

e Delivery includes: Duomax with mounted inserts.



KOMET ® Duomax

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

. optimum - maximum optimum - maximum
<
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
S I= o Material .
= o EE material code/DIN
— v
g 5 ¢ o = o =
2 5 ° v U U v U U
= < S 5 ¥ 2 3 aa z 3 5 Y% a0 aaz 3
> & T 0O OO OO O E I O N0 QOO0 Qoo fFE T
1.0037 (5235JR)
S = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (52575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
m > heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 12601 (X165CrMov12) Y i -
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
Ln Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
wv
N titanium, . 8 8
~ 400 el Eleys 3.7115 (TIAI5Sn2.5) 5 s
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
o =600 stainless steels 1.4401 (X5CrNiMo17-12-2) 60 ol s o i -
— 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : ' 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % . % B .
o . 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
S0 50 | gy ezsiiman 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
o 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 193% 193% 300 11(5) 192% 192% 300 11(5)
S _gop 130 sPheroidal graphite cast 2040 N Gjs-400-15) 175 175 175 175 175 12 150 150 150 150 150 12
@ iron, ferritic 300 300 300 300 300 18 180 180 180 180 180 18
= 230 spheroidal graphite cast 07050 (EREIZS007) 950 150 150 150 150 12120 120 120 120 120 12
o iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 250 18 160 160 160 160 160 18
S 600 250 iperodagiaphitecast o060 en-Gis600-3) 120 120 120 120 120 12120 120 120 120 120 12
— malleable iron 0.8165 (GT5-65) 180 180 180 180 180 15 150 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
- cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
(=) 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
= 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
o copper alloy, brass,
o~ 90 lead-alloy bronze, lead %‘ﬁ;g E)C1U(ZGn-3CsuPFPbB1)SSn) 150 120 15 150 120 15
= bronze: good cut 1182, 320 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
= bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) - = - o
— cast aluminium alloy:
™ 75  Si-content <10% ggg% (661%'\/5?)9,\/1 200 15 150 15
\ magnesium alloy i ASEMg W) 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
E 100 Si-content > 10% 2201 (EASIENS 300 20 200 20
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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_ Feed f (mm/rev)

optimum - maximum

ASG3000, ASG0106, ASGO3, ASG0706
ASGO07, ASG02

KOMET ® Duomax

Recommended cutting data

optimum - maximum

ASG4000, ASG1402

ASGO09, ASG1405, ASG1406

@ 60,600 - ?79,6 - ?100,6 - @ 60,600 - ?79,6 - ?100,6 -
79,599 100,599 110,599 79,599 100,599 110,599
326 %% 8 %210 %26 pod:] %2 10
1,10 1,50 1,90 1,40 1,90 2,40
1,70 2,30 2,80 2,00 2,70 3,40
1,10 1,50 1,90 1,40 1,90 2,40
1,70 2,30 2,80 2,00 2,70 3,40
1,10 1,50 1,90 1,40 1,90 2,40
1,70 2,30 2,80 2,00 2,70 3,40
1,10 1,50 1,90 1,40 1,90 2,40
1,70 2,30 2,80 2,00 2,70 3,40
0,80 1,10 1,30
1,20 1,60 2,00
0,90 1,30 1,60
1,40 1,90 2,40
0,90 1,20 1,50
1,30 1,80 2,30
0,90 1,20 1,50
1,30 1,80 2,30
0,90 1,20 1,50
1,30 1,80 2,30
1,40 1,90 2,30
2,00 2,70 3,40
1,10 1,50 1,90
1,70 2,30 2,80
1,40 1,90 2,30
2,00 2,70 3,40
1,40 1,90 2,30
2,00 2,70 3,40
1,10 1,50 1,90
1,70 2,30 2,80
0,90 1,20 1,50
1,30 1,80 2,30
0,90 1,20 1,50
1,30 1,80 2,30
1,20 1,70 2,10
1,90 2,50 3,10
1,00 1,40 1,70
1,50 2,10 2,60
1,30 1,70 2,20
2,00 2,70 3,40
1,30 1,70 2,20
2,00 2,70 3,40
1,30 1,70 2,20
2,00 2,70 3,40

0,30-0,50 0,30-0,50 0,30-0,50 0,30-0,50 0,30-0,50 0,30-0,50

Please observe further application and safety instructions (chapter 11).
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KOMET ® Cutting ring

Tool recommendation

|  Mochinng____________________

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T 1
S E g Ml eraicode || | =] =N =
= Oz /DIN
L c<£ 35
5 %2 &
> Hhee T
o o 3 110037/(2351R) 300.45 300.05 300.45 300.05
N non-alloy steels 1.0715 (115Mn30)
” Y 1.0044 (S2575JR) ASG 4000 ASG 4000 ASG 3000 ASG 3000
L o o9 non-alloy / MO (2255) 300.45 300.05 300.45 300.05
o low alloy steels 1105351(C55)
l N o Y 1.7131 (16MnCrS) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 8 ead aloys 1.0718 300.45 300.05 300.45 300.05
) (ASHITEED) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n' 1
O D hent rssant ool 17225 (2ot 300.45 300.05 300.45 300.05
o R I ASG 4000 ASG 3000 ASG 3000 ASG 3000
= § high alloy steels }§%§1(?§;z§é?-5) 300.05 300.05 300.05 300.05
TSN MoV12) ASG 0106 ASG 0106 ASG 0106 ASG 0106
; HSS
o 8 special alloys: Inconel, ?912‘152&2]&;3)
N ~ Hastelloy, Nimonic, stc. §64A6)31 (Nimonic
v
= g titanium, 37115 300.25 300.25
N < titanium alloys (TiAI5SN2.5) ASG 03 ASG 03
o 8 . Caemite-11) 300.65 300.65 300.65 300.65
o © stainless steels 1.4401 (X5CrNi-
Vi e ASG 0106 ASG 0106 ASG 0106 ASG 0106
S ; § stainless steels 13;;1 Ei?gé’;‘lslut))- 300.65 300.65 300.65 300.65
v Ti17-12-2) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o 8 stainless / 1‘&122()&%%@?7) 300.65 300.65 300.65 300.65
~ fireproof steels si38-18) ASG 0106 ASG 0106 ASG 0106 ASG 0106
o N I— 0.6025 (EN-GJL-250) 300.65 300.65 300.65 300.65
€ = DEESEVEEED) ASG 3000 ASG 3000 ASG 3000 ASG 3000
- D sloy araycastion 06560 300.65 300.65 300.65 300.65
& ~ (CELRCER) ASG 3000 ASG 3000 ASG 3000 ASG 3000
7 o § 8 spheroidal gr{aphite 0.7040 300.45 300.65 300.45 300.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
& g Q wheodumne  @Hos00 300.45 300.65 300.45 300.65
: e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
= § 2 ig?f;‘;‘;’f“{)g;ﬁg?i‘e ("E-Zlf’gj’s_sooa) 300.45 300.65 300.45 300.65
— A ™ malleable iron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
- O  alloyed spheroidal 07661 (EN-GJSA- 300.65 300.65 300.65 300.65
= N grephitecastiron  XNICr20-2) ASG 3000 ASG 3000 ASG 3000 ASG 3000
o~ o - . EN-GJV Ti < 0,2 300.65 300.65 300.65 300.65
= @ TS evaTi> 0z ASG 3000 ASG 3000 ASG 3000 ASG 3000
0 S g Emmdentes, cumses 300.45 300.05 300.45 300.05
= bronze:goodcut (e on0L ASG 3000 ASG 3000 ASG 3000 ASG 3000
\f\ : 8 Et‘;(;));)ZeErIa;l;)ey’,abreascsl;t (ZC?JgigOAIZ) 30005 30005 30005 30005
! = = : averag 2.0060 (E-Cu57) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= er:. o wrought aluminium  3.3315 (AIMg1) 300.17 300.17 300.17 300.17
- s I/ (Y ASG 0706 ASG 0706 ASG 0706 ASG 0706
o 0 Seomeni o 3prae 300.17 300.17 300.17 300.17
— magnesium alloy (G-AlISigMg wa) ASG 0706 ASG 0706 ASG 0706 ASG 0706
g g cstalum. aloy: 3.2381.01(G- 300.17 300.17 300.17 300.17
= Sl R ASG 0706 ASG 0706 ASG 0706 ASG 0706
o 1= ardened steels
) < 24(; HRg e
o ardened steels
© 2 24[; HRg, & 5‘5 HRC

90 We are happy to take inquiries concerning tools for materials without a recommendation.



@ 60,600 — 110,599 mm KOMET ® Cutting ring

Material
PMKN S

Holder
)96 - 101

for through hole machining

@D
D x

a Face cut

@ -84 mm

Custom cutting ring — selection options!

Dimensions
_ HM, TiN
Cutting min. diameter DBG-N DST
materlal, for face DBG-P DJC
Order No. coating machining DBC
@D D x a 12 12
LTS 15 T ~ ~ ~ ~
300.45 = DST
00l08 B DJC 60,600 - 79,599 @D -8,4 16,0 18,5 175
300.65 DBG-P
300.07 DBG-N 79,600 - 100,599 @D -8,4 16,0 18,5 17,5
300.17 DBC
300.25 il 100,600 - 110,599 @D -84 16,0 18,5 17,5
300.05 TiN

Order example:
Order No.300.45 - Bore diameter 71 mm - Bore tolerance H6 - Material 1.0037 (S235JR) or ASG4000 (Cutting geometry).

Cutting ring from dia. 17,60 to 60,59 mm and @ 110,60 to 300,59 mm on request.

Cutting speed and feed see pages 94 - 95.



KOMET ® Cutting ring

Assembly instructions on holder for through hole machining

Arrow markings:

— light grease
Face surfaces on holder and cutting ring are grease-
free

The position for the drive pins is marked with a lobe or in
red.

Before tightening and adjusting turn the cutting ring
against the direction of machining until hitting the drive
pins.

lobe
(measuring teeth)

Please observe the marking on holder and cutting ring,
check alignment of the coolant bores.

Adjust the diameter to the middle of the tolerance
(counter-clockwise thread).

The diameter can only be measured at the marked cutting
edges due to unequal angular position!

(measuring teeth)

Measure the diameter

If the diameter was set too large, the conical ring must be
loosened and the cutting ring readjusted.
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KOMET ® Cutting ring

Assembly instructions on holder for blind hole machining

Arrow markings:

— light grease
Face surfaces on holder and cutting ring are grease-
free

The position for the drive pins is marked with a lobe or in
red.

Before tightening and adjusting turn the cutting ring
against the direction of machining until hitting the drive

pin.

lobe
(measuring teeth)

Screw the nut onto the holder with the smooth face
against the bush. Mount the cutting ring with the conical
screw.

After fastening the conical screw check that there is space
between bush and ring.

Fasten conical screw according Dia. Starting
to index table — torque M
' 60 90— 110 Nm

61-79 120-140 Nm
80-100 180-220Nm

Please observe the marking on holder and cutting ring,
check alignment of the coolant bores.

Adjust the diameter to the middle of the tolerance.

The diameter can only be measured at the marked cutting
edges due to unequal angular position!

lobe
(measuring teeth)

Measure the diameter

If the diameter was set too large, the nut must be loosened
0 |

and the cutting ring readjusted.




KOMET ® Cutting ring

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) _

- optimum - maximum optimum - maximum
z
=
£ 3xD 5xD
S = ' Material example Reamers short Reamers long
3 c o Material :
= o EE material code/DIN
— = a
g B ¢ a = 5 =
L = ° [CEEG N v v v
= < S 5 ¥ @ @ @ z = K ¥ @ @ @ =z =
> & T 0O O O O O F I O 0o o 0O Ao e T
1.0037 (5235JR)
S = 500 non-alloy steels 1.0715 (11SMn30) 150 150 100 8 120 120 80 8
1.0044 (S2575JR) 200 200 140 10 160 160 120 10
o 500- non-alloy / o = 150 150 100 8 120 120 80 8
N 900 low alloy steels 1.7131 (16MnCr5) 200 200 140 10 160 160 120 10
~ <500 lead alloys 1.0718 (11SMnPb30) 150 150 100 30 120 120 80 30
o 200 200 140 45 160 160 120 45
non alloy / low alloy steels:
S 900 heat resistant structural,  1.7225 (42CrMo4) 150 150 100 7 120 120 80 7
o heat treated, nitride and 1.1221 (C60E) 200 200 140 9 160 160 120 9
tools steels
o ' 1.2341 (6CrMo15-5) 30 5 30 5
< >900 high alloy steels 1.2601 (X165CrMoV12) = BB .
N HSS
S 250 special alloys: Inconel, 2.4668 (NiuCr19Fe19Nb5Mo3)
o Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
v
N titanium, . 8 8
.~ 400 el Eleys 3.7115 (TIAI5Sn2.5) 5 e
=} : 1.4306 (X2CrNi19-11) 45 30 6 45 30 6
<
o =600 stainless steels 1.4401 (X5CrNiMo17-12-2) 60 10 2 &0 70 s
- 1.4511 (X3CrNb17)
= 5 <900 stainless steels 1.4571 (X10CrNiMo- 30 20 5 30 20 5
Ti17-12-2) 50 35 6 50 35 6
o : : 1.4713 (X10CrAISi7) 30 20 5 30 20 5
< >900 stainless / fireproof steels 4 "j0e> (Canicrsizg-18) % = B o B
o . 0.6025 (EN-GJL-250) 150 150 80 15 120 120 80 15
9 V0 farmy st e 0.6035 (EN-GJL-350) 220 220 130 25 150 150 120 25
;,- 250 alloy gray cast iron 0.6660 (GGL-NiCr20 2) 90 90 50 10 90 90 50 10
130 130 90 15 120 120 90 15
o spheroidal graphite cast 175 175 175 175 12 150 150 150 150 12
=600 130 ; a 0.7040 (EN-GJS-400-15
®2 iron, ferritic : J 300 300 300 300 18 180 180 180 180 18
v = 230 spheroidal graphite cast 07020 RLEE007) 950 150 150 150 12120 120 120 120 12
e iron, ferritic / perlitic 0.8055 (GTW-55) 250 250 250 250 18 160 160 160 160 18
S 600 250 iperodaigaphiecast o060 eN-GIs600-3) 120 120 120 120 12 120 120 120 120 12
= melEsEe e 0.8165 (GTS-65) 180 180 180 180 15 150 150 150 150 15
s 200 alloyed spheroidal graphite  0.7661 70 70 40 9 70 70 40 9
= cast iron (EN-GJSA-XNiCr20-2) 100 100 60 12 100 100 60 12
o~
(=) 300 vermicular cast iron 5.2200 (EN-GJV-350) 80 80 50 9 80 80 50 9
= 5.2300 (EN-GJV-450) 130 130 70 12 130 130 70 12
~ 90 oSy o epg 20375 (Cuzn36Pb3) 150 120 15 150 120 15
= bronze: good cut 2.1182.01 (G-CuPb155n) 30 200 30 200 150 30
:i 100 <opper alloy, brass, 2.0550 (CuZn40AI2) 80 12 80 12
— bronze:average cut 2.0060 (E-Cu57) 150 20 120 20
o
2 - 3.3315 (AIMg1) 150 15 150 15
=2 ) 60  wrought aluminium alloys 3.0517 (AIMnCu) 00 % s =
p 75 gﬁ‘oﬂt’eﬂ”ﬂrg;”oyz 3.3561 (G-AlMg5) 200 15 150 15
— magnesium alloy 3.2373.61 (G-AlSi9Mg wa) 300 30 200 30
o L
g cast aluminium alloy: N 200 12 150 12
=< 100 ¢ Zontent > 10% 3.2381.01 (G-AISi10Mg) 300 o P P
o
. hardened steels
w1400 <45 HRC
o
g hardened steels
© 1800 > 45 HRC, = 55 HRC

Reaming allowance in diameter (mm)
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KOMET ® Cutting ring

Recommended cutting data

Feed f (mm/rev)

optimum - maximum optimum - maximum
ASG3000, ASG0106, ASGO03, ASG0706 ASG4000, ASG09B, ASG1402
ASGO07, ASG02 ASGO09, ASG1405, ASG1406
17,6 - @22 - @32- @50 - ©796- ©1006- ©@17,6- @22 - ?32- @50 - ©796- ©1006 -

22 32 50 79,59 100,59 300,59 22 32 50 79,59 100,59 300,59
k6 %6 %6 %6 %8 10 %26 %6 %6 %6 %8 22 10
0,80 1,00 1,00 1,10 1,50 1,90 1,00 1,20 1,20 1,40 1,90 2,40
1,10 1,40 1,40 1,70 2,30 2,80 1,30 1,70 1,70 2,00 2,70 3,40
0,80 1,00 1,00 1,10 1,50 1,90 1,00 1,20 1,20 1,40 1,90 2,40
1,10 1,40 1,40 1,70 2,30 2,80 1,30 1,70 1,70 2,00 2,70 3,40
0,80 1,00 1,00 1,10 1,50 1,90 1,00 1,20 1,20 1,40 1,90 2,40
1,10 1,40 1,40 1,70 2,30 2,80 1,30 1,70 1,70 2,00 2,70 3,40
0,80 1,00 1,00 1,10 1,50 1,90 1,00 1,20 1,20 1,40 1,90 2,40
1,10 1,40 1,40 1,70 2,30 2,80 1,30 1,70 1,70 2,00 2,70 3,40
0,50 0,70 0,70 0,80 1,10 1,30

0,80 1,00 1,00 1,20 1,60 2,00

0,60 0,80 0,80 0,90 1,30 1,60

0,90 1,20 1,20 1,40 1,90 2,40

0,60 0,80 0,80 0,90 1,20 1,50

0,90 1,10 1,10 1,30 1,80 2,30

0,60 0,80 0,80 0,90 1,20 1,50

0,90 1,10 1,10 1,30 1,80 2,30

0,60 0,80 0,80 0,90 1,20 1,50

0,90 1,10 1,10 1,30 1,80 2,30

0,90 1,20 1,20 1,40 1,90 2,30

1.30 1,70 1,70 2,00 2,70 3,40

0,80 1,00 1,00 1,10 1,50 1,90

1,10 1,40 1,40 1,70 2,30 2,80

0,90 1,20 1,20 1,40 1,90 2,30

1,30 1,70 1,70 2,00 2,70 3,40

0,90 1,20 1,20 1,40 1,90 2,30

1,30 1,70 1,70 2,00 2,70 3,40

0,80 1,00 1,00 1,10 1,50 1,90

1,10 1,40 1,40 1,70 2,30 2,80

0,60 0,80 0,80 0,90 1,20 1,50

0,90 1,10 1,10 1,30 1,80 2,30

0,60 0,80 0,80 0,90 1,20 1,50

0,90 1,10 1,10 1,30 1,80 2,30

0,90 1,10 1,10 1,20 1,70 2,10

1,30 1,70 1,70 1,90 2,50 3,10

0,70 0,90 0,90 1,00 1,40 1,70

1,10 1,40 1,40 1,50 2,10 2,60

0,90 1,10 1,10 1,30 1,70 2,20

1,30 1,70 1,70 2,00 2,70 3,40

0,90 1,10 1,10 1,30 1,70 2,20

1,30 1,70 1,70 2,00 2,70 3,40

0,90 1,10 1,10 1,30 1,70 2,20

1,30 1,70 1,70 2,00 2,70 3,40

0,20-0,30 0,20-0,30 0,20-0,40 0,30-0,50 0,30-0,50 0,30-0,50 0,20-0,30 0,20-0,30 0,20-0,40 0,30-0,50 0,30-0,50 0,30-0,50

Please observe further application and safety instructions (chapter 11). 95




KOMET ® Cutting ring

Holder for through hole machining

DIN 1835

—

' |
1
al o 0 e 1V ) B e (N _;_f:’
Q
Q 2 Q
| 3
| P—
f | b c
L

short version T [ ——

Hook spanner  Conical ring Positioning pin

Pre-
ferred Diameter @ E DIN1810A D
) &N — oD

diameter range

@D @D Order No. @dxc L b @e f % Order No. Size Order No. Order No.
62

65 6;)(’)6!?;)9_ 503.76.008 32x60 189,5 105 40,0 24,5 1,81 099.00.090 34-36 301.80.006 300.30.007
70 '

72 70,600 -

25 79,599 503.76.009 32x60 189,5 105 40,0 24,5 2,00 099.00.090 34-36 301.80.006 300.30.007
80 79,600 -

%0 90 599 503.76.010 40x70203,5 105 56,2 28,5 3,40 099.00.092 45-50 301.80.007 300.30.008
92 90,600 -

100 100,509 503.76.011 40x70203,5 105 56,2 285 6,14 099.00.092 45-50 301.80.007 300.30.008

long version Fet e e ]

Hook spanner ~ Conical ring  Positioning pin

Pre-
ferred Diameter E 7 \IILIL D T

diameter range

@D @D Order No. @dxc L b @e f % Order No. Size Order No. Order No.
5

65 67066359‘ 504.76.009 32x60321,5 237 40,0 245 346  099.00.090 34-36 301.80.006  300.30.007
70 '

7270600 o0) 26010 32x603215 237 40,0 245 3,87  099.00.090 34-36 301.80.006  300.30.007
75 79,599 .76. X , ! , , .00. - .80. .30.

80 79,600 -

oo obsss SUATE0NT 40x703385 240 562 285 614  099.00.092 4550 301.80.007  300.30.008
92 90,600 -

o 10059 SOATE012 40x703385 240 562 285 099.00.092 4550 301.80.007  300.30.008

Supply includes: Holder with (@), (2) and (3. Please order cutting ring separately.

Cylindrical shank with flat available on request
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KOMET ® Cutting ring

Holder for blind hole machining

B | S

DIN 1835

i_z' 3 0
D v ,4E,7_ 4 - S —— e —— = S —— _[3%
Ql Q 1 Q
f b C
L

short version o e e e

Conical screw Bush

0% e L TR == 1 [ O]

diameter range
@D @D OrderNo. OrderNo. @dxc L b @e f Order No. Order No. Order No. Order No. Order No.

DIN 1810 A

62
65 67066339‘ 513.76.008 513.81.008 32x60166,510537,0 1,5 1,78 510.55.007 510.45.007 350.14.002 510.15.008 350.23.002 5525
70 '

72 70,600 - 52-
7o rosgs 51376009 513.81.009 32x60166510537,0 1,5 1,76 510.55.007 510.45.007 350.14.002 510.15.009 35023.002 ¢
80 79,600~ £13 76 010 513.81.010 40x70176,510553.2 1,5 3,13 510.55.008 510.45.008 350.14.003 510.15.010 350.23.003 o5
oo obsos 51376010 51381, x70176,510553,2 1,5 3,13 510.55.008 510.45.008 350.14.003 510.15.010 350.23.003 °o
92 90,600 - 68-
513.76.011 513.81.011 40x70176,510553,2 1,5  510.55.008 510.45.008 350.14.003 510.15.011 350.23.003
100 100,599 75
_-m--

Conical screw Bush

i E@@ == | [ O

diameter range
@D @D OrderNo. OrderNo. @dxc L b @e f Order No. Order No. Order No. Order No. Order No.

DIN 1810 A

62
65 67066359‘ 514.76.008 514.81.008 32x60298,5237 37,0 1,5 2,90 510.55.007 510.45.007 350.14.002 510.15.008 350.23.002 5525
70 '

72 70,600 - 52-
25 79599 514.76.009 514.81.009 32x60298,5237 37,0 1,5 3,01 510.55.007 510.45.007 350.14.002 510.15.009 350.23.002
80 79,600 — 68-
0 90,599 514.76.010 514.81.010 40x70311,5240 53,2 1,5 4,90 510.55.008 510.45.008 350.14.003 510.15.010 350.23.003
92 90,600 - 68-
100 100,599 514.76.011 514.81.011 40x70311,5240 53,2 1,5 5,55 510.55.008 510.45.008 350.14.003 510.15.011 350.23.003 __

Supply includes: Holder with (D, (2), ® and (@). Please order cutting ring separately.

Cylindrical shank with flat available on request
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KOMET ® Cutting ring

Holder for through hole machining

@D
De
|
|
|
|
i
DAH

Lh

| o | | @ | 0 |

Nut Hook spanner ~ Conical ring  Positioning pin
Pre- @
ferred Diameter BRI
diameter range E ) e
@D @D OrderNo. DAH L b @e f &  OrderNo. Size Order No. Order No.
~
62
65 6;)665059_ 507.02.043 81 141,5 99 40,0 245 1,70 099.00.090 34-36 301.80.006 300.30.007
70 '
72 70,600 -
75 79 599 507.02.044 81 1415 99 40,0 24,5 190 099.00.090 34-36 301.80.006 300.30.007
62
65 OO, 50702008 115 146 96 400 245 2,50 099.00.090 34-36 301.80.006  300.30.007
70 '
72 70,600 - 702 1 7
=F 79599 507.02.009 115 146 96 40,0 24,5 2,79 099.00.090 34-36 301.80.006 300.30.00
80 79,600 -
90 90 599 507.02.010 115 150 96 56,2 28,5 3,80 099.00.092 45-50 301.80.007 300.30.008
92 90,600 -
507.02.011 115 150 96 56,2 28,5 4,22 099.00.092 45-50 301.80.007 300.30.008
100 100,599
100,600
110 ~110599 507.02.012 115 158 97 73,4 355 550 099.00.095 58-62 306.20.001 300.30.008

Supply includes: Holder with (@), (2) and (3. Please order cutting ring separately.
DAH® adaptors see chapter 9.

Further holders on request
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KOMET ® Cutting ring

Holder for blind hole machining

= e

@D
De
DAH

it

Conlcal screw Bush Nut

f:rrree-d Diameter E@@ El% &= | @ E

diameter range
@D @D OrderNo. OrderNo. DAH L b @e f Order No. Order No. Order No. Order No. Order No.
~ g

<<
=
©
=
=

62
65 67066589‘ 517.76.008 517.81.008 115 147 120 37,0 1,5 2,52 510.55.007 510.45.007 350.14.002 510.15.008 350.23.002 %25
70 '

72 70,600 - 52-
7c 7oy 51776009 51781009 115 147 120370 1,5 2552 510.55.007 510.45.007 350.14.002 510.15.009 350.23.002 7
80 79,600 - 68-
oo ohsgy 51776010 51781010 115 157 130 532 1,5 395 510.55.008 510.45.008 350.14.003 510.15.010 35023003 %
92 90,600 - 68-
100 100590 51776011 51781011 115 157 130 532 1,5 433 510.55.008 510.45.008 350.14.003 510.15.011 35023003 %

Supply includes: Holder with (), @), (3 and (@). Please order cutting ring separately.
DAH® adaptors see chapter 9.

Further holders on request




KOMET ® Cutting ring

Holder for through hole machining

ABS

@D

o | | o | 0 |

Nut Hook spanner ~ Conical ring  Positioning pin

Pre-
ferred Diameter @ E AN\ D1E10n D
[ -

diameter range

@D @D OrderNo.  ABS L b @e f &  OrderNo. Size Order No. Order No.
~
60,600 —
62 65 599 508.53.020 50 1435 105 40,0 24,5 1,95 099.00.090 34-36 301.80.006 300.30.007
65 65,600 -
= 20,599 508.53.021 63 1495 105 40,0 24,5 2,33 099.00.090 34-36 301.80.006 300.30.007
72 70,600 -
75 79 599 508.53.009 63 149,5 105 40,0 24,5 2,50 099.00.090 34-36 301.80.006 300.30.007
80 79,600 —
%0 90 599 508.53.010 63 153,5 105 56,2 28,5 3,55 099.00.092 45-50 301.80.007 300.30.008
92 90,600 -
508.53.011 63 1535 105 56,2 285 3,93 099.00.092 45-50 301.80.007 300.30.008
100 100,599
100,600
110 ~110.599 508.53.022 80 167 106,5 73,4 355 6,21  099.00.095 58-62 306.20.001 300.30.008

Supply includes: Holder with (@), (2) and (3. Please order cutting ring separately.
ABS® adaptors see catalogue "KomPass DRILLING".

Further holders on request




KOMET ® Cutting ring

Holder for blind hole machining

Be

@D
De
|
|
|
|
i
ABS

Conlcal screw Bush Nut

}‘(—F:rrree-d Diameter E@@ El% &= | @ E

diameter range
@D @D OrderNo. OrderNo. ABS L b @e f Order No. Order No. Order No. Order No. Order No.
kg

~

<<
=
©
=
=

62 6gé6§§9‘ 518.78.013 518.82.013 50 120,5 105 37,0 1,5 1,75 510.55.007 510.45.007 350.14.002 510.15.008 350.23.002 5525
05 65600~ c10 98014 518.82.014 63 126,5 105 37,0 1,5 2,15 510.55.007 510.45.007 350.14.002 510.15.008 350.23.002 >
o ess 51878 82. 5105 37,0 1,5 2,15 510.55. 45. 14, 15. 2300 %
72 70,600 - 52-
1o tees 51878009 51882009 63 1265105 37,0 1,5 223 51055.007 51045.007 350.14.002 510.15.009 350.23.002 ¢
80 79,600 - 68-
oo obsos 51878010 51882010 63 1265 105 53,2 1,5 3,29 510.55.008 510.45.008 350.14.003 510.15.010 350.23.003 5
92 90,600 - 68-
1o 100505 51878011 51882011 63 1265105 53,2 1,5 3,60 510.55.008 51045.008 350.14.003 510.15.011 350.23.003 5

Supply includes: Holder with (@), (2), ® and (@). Please order cutting ring separately.
ABS® adaptors see catalogue "KomPass DRILLING".

Further holders on request

Patent applied for inside and outside Germany




KOMET ® Freemax
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Indexable insert technology has revolutionised
reaming with multiple-cutting-edge reamers and
has set new standards in terms of cost efficiency and
functionality.

We have always focused on minimising tool wear and
thus ensure maximum productivity at our customers.
We have now applied this approach to our reaming
tools and simplified handling at the same time. One
new feature of our KOMET® Freemax is that the
user can choose the position of the inserts, similar to
how other machiningtools currently work. This means
that they are easier to fit, quicker and more reliable.

The KOMET® Freemax has three cutting edges per
insert, making handling for the user extremely flexible.
This makes our KOMET® Freemax truly unique.

BENEFITS for you:

B Triple-edged indexable inserts that can be freely
assigned

B Coated carbide and cermet inserts available for
machining all material groups in accordance with
the I1SO standard

B The clear assignment of each cutting edge by
marking on figures prevents incorrect positioning

B High level of stability thanks to the tangential
fitting of the indexable inserts

W High-precision ground indexable inserts for
maximum quality

B Can be fitted in KOMET DAH ® compensating
holders or with ABS® connection

B EASY-TO-USE principle: Handling is
straightforward and the need for adjustments is
minimal

B DBG-P coating for better performance

& KOMET"

KOMET® Freemax Page
Diameter H7 - available from stock 104
Indexable insert set

@ 69,900 - 100,100 mm 106 - 107
Holder 105
Assembly instructions 108
Recommended cutting data 109

e
@40 -70 mm
@70-100mm |
@ > 100 mm
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KOMET ® Freemax

Indexable insert set

P KN

Material

&

@D

7017
75H7
80H7
85H?
9QH7
9g5H?

100"

0 00 O W O O

8

@70-75mm

éeASG 3000

Order No.
DST

71G.93.0700N
71G.93.0750N
71H.93.0800N
71H.93.0850N
71H.93.0900N
71H.93.0950N
71H.93.1000N

[T 1w

ASG4000
“-
Order No.
DST
71G.93.0700D
71G.93.0750D
71H.93.0800D
71H.93.0850D
71H.93.0900D
71H.93.0950D
71H.93.1000D

250

Diameter H7 — available from stock

[

= 1]
==

Ymaterial group 9.0 9.1 10.0 - 2 material group 12.0 - ¥ material group 12.0 | 12.1

Cutting speed and feed see page 109.

Order No.
DBG-P
71G.65.0700N
71G.65.0750N
71H.65.0800N
71H.65.0850N
71H.65.0900N
71H.65.0950N
71H.65.1000N

P K N?

@ 70" — 100" mm

[TTE >
~ =y

25°

Order No.
DBG-P
71G.65.0700D
71G.65.0750D
71H.65.0800D
71H.65.0850D
71H.65.0900D
71H.65.0950D
71H.65.1000D



| . DpAH- ] _______ABsc | |

Order No.

72A.30.07000
72A.30.07500
72A.30.08000
72A.30.08500
72A.30.09000
72A.30.09500
72A.30.10000

Supply includes: Holder with clamping screw.
Please order insert separately. Screwdriver see chapter 11.

DAH

81

81

115
115
115
115
115

@ d1

38
38
55
55
55
55
55

117

117
121,5
121,5
121,5
121,5
121,5

b

99
99
96
96
96
96
96

()]

14

NN NN NN

5

1.8
2,0
33
3,5
3,7
3,9
4,2

KOMET ® Freemax

Order No.

72A.60.07000
72A.60.07500
72A.60.08000
72A.60.08500
72A.60.09000
72A.60.09500
72A.60.10000

ABS

63
63
63
63
63
63
63

@ d1

50
50
60
60
60
60
60

DAH® adaptors see chapter 9./ ABS® adaptors see catalogue "KomPass DRILLING".

Further holders on request

Patent applied for inside and outside Germany

L

125
125
125
125
125
125
125

[

NN N NN

(ko)
2,7
2,9
32
34
3,7

43

Holder

ABS63

I co| | e o[ o femee | e e [

Clamping
screw

tm ©

Order No.
Article

NOO 56861
S4514-20IP
4,3 Nm

105




KOMET ® Freemax

Tool recommendation

|  Mochinng____________________

Order No.
o Material ASG = cutting geometry
o ~ 2 : example
= T 1
o cE g M raeracode ] | = 1 (Y] =
5 92 & /DIN
— =1 ==
T £c
> Hhee T
o § non-ally steels }ggf;:ﬁgm’so) 71G.93 | 71H.93 71G.65 | 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
Y| 1.0044 (52575R) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o 8' e non-alloy / }ggggﬁ? 71G.93 | 71H.93 71G.65 | 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
N o Il siels 17131 (16MnCr5) ASG 4000 ASG 4000 ASG 3000 ASG 3000
- 3 lead alloys 1.0718 71G.93 | 71H.93 71G.65 | 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
IR GITSHTIRE) ASG 4000 ASG 4000 ASG 3000 ASG 3000
n- 1
o 8 Rea resont sracur. 17225 (42C1Mod) 71G.93 | 71H.93 71G.65| 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
TISA :Ldﬁzz‘lsts’f:e}fd Qe pzzicect) ASG 4000 ASG 4000 ASG 3000 ASG 3000
o § high alloy steels }’_2236‘:;1‘(5;1’“6@%?_‘5) 71G.93 | 71H.93 71G.65 | 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
SN MoV12) ASG 3000 ASG 3000 ASG 3000 ASG 3000
; HSS
2.4668 (NiuCr-
o 8 special alloys: Inconel, 19Fe19Nb5Mo3)
N ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic
80A)
v
— O itanium, .
LN Sr :itanium alloys 3(T7i/l\1555n2.5)
= 1.4306
o S ' (X2CrNi19-11)
o © stainless steels 1.4401 (X5CrNi-
Vi Mo17-12-2)
o 1.4511 (X3CrNb17)
E ; 8 stainless steels 1.4571 (X10CrNiMo-
v Ti17-12-2)
o " 14713 (X10CrAIST7)
E % ?\traeprisosf/steels ;gs_ﬁgxamc"
o S [ 0.6025 (EN-GJL-250) 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
& & OB ASG 3000 ASG 3000 ASG 3000 ASG 3000
= 2 [ . 0.6660 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
d). =3 alloy gray cast iron (GGL'N\C[ZO 2)
ASG 3000 ASG 3000 ASG 3000 ASG 3000
o § Q  spheroidal graphite  0.7040 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
o Vi — cast iron, ferritic (EN-GJS-400-15) ASG 3000 ASG 3000 ASG 3000 ASG 3000
g Q wheodumne  @Hos00 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
e A e ASG 3000 ASG 3000 ASG 3000 ASG 3000
o 8 | @ |Pecklegemrie  (OME 71G.65| 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
o LN  cast iron, perlitic (EN-GJS-600-3)
= ‘R~ maleableiron 0.8165 (GTS-65) ASG 3000 ASG 3000 ASG 3000 ASG 3000
= O  alloyed spheroidal 07661 (EN-GJSA- 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
o IS graphite cast iron XNiCr20-2)
— Ql ASG 3000 ASG 3000 ASG 3000 ASG 3000
o S vermicur castion NGV Ti<02 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
= m ENGIVTI> 02 ASG 3000 ASG 3000 ASG 3000 ASG 3000
2.0375
2 o f;%’fg[ljy%y;oz’;jead Cuzn36Pb3) 71G.93 | 71H.93 71G.65 | 71H.65 71G.93 | 71H.93 71G.65 | 71H.65
= O bronze:goodcut ! 12200 ASG 4000 ASG 4000 ASG 3000 ASG 3000
:j S copper alloy, brass, féigigOAIZ) 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65 71G.65 | 71H.65
= —  bronze: average cut 5’466 (E-Cus7) ASG 4000 ASG 4000 ASG 3000 ASG 3000
S wrought aluminium .
= f: 8 aIonsght I ggglgéﬁmg&)
— cast alum. alloy: 3.3561 (G-AIMg5)
P 2 Sicontent <10% 3.2373.61
— magnesium alloy (G-AISi9Mg wa)
(=} O cast alum. alloy: 3.2381.01(G-
i ©  sicontent >10% AlSi10Mg)
o 1= ardened steels
) g 24(; HRg e
o g ardened steels
© o 24[; HRg, b 5‘5 HRC
106 We are happy to take inquiries concerning tools for materials without a recommendation.



Q 7057-E8 _ 10057—E8 mm

—‘ ST e
|
|

@ 70578 _ 75578 \
Shathd FG _

@ 8057-E8 ‘_ 10057—E8

Custom indexable insert set — selection options!

@70-75 @ 80- 100

Cutting
material,
coating
Order No. Order No.
7=6 =8
71G.93 71H.93 DST
71G.65 71H.65 DBG-P

Order example:

Order No. 71G.93 - Bore diameter 70 mm - Bore tolerance S7 - Material 1.0037 (S235JR) or ASG3000 (Cutting geometry).

Cutting speed and feed see pages 109.

Patent applied for inside and outside Germany

@D

70
75
80
85
90
95
100

KOMET ® Freemax

Indexable insert set

P KN

Material

&

Dimensions

Achievable tolerance
range

S7-E8
S7-E8
S7-E8
S7-E8
S7-E8
S7-E8
S7-E8

7,0
7,0
7,0
7,0
7,0
7,0
7,0




KOMET ® Freemax

Assembly instructions

Cleaning

9 Make sure that the end faces and contact surfaces
on basic bodies and indexable inserts are absolutely clean/
grease-free. If necessary, remove tiny dust particles with
compressed air.

Assembly

All indexable inserts have number markings (). During
assembly, make sure that all indexable inserts are fitted
with the same cutting edge (number markings 1, 2, 3).
Place the indexable insert on the collar and on the positi-
oning pin 2. Tighten the clamping screw (3) to a defined
torque => use a torque wrench.

Perform exactly the same procedure when switching from
cutting edge 1 to cutting edge 2 or 3.

Diameter range 70 - 100 mm
Torque 4,30 Nm
Clamping screw NOO 56861
S4514-201P
Torgue tool LO5 00961
Replaceable blade LO5 00770




KOMET ® Freemax

Recommended cutting data

Guideline values for reaming Cutting speed v¢ (m/min) Feed f (mm/rev)

optimum optimum optimum optimum
-~ maximum maximum maximum maximum
>
° K;E\ E3 Material Material example, Reamers short Reamers long ASG 3000 ASG 4000
(®)] g
= SE B material code / DIN 3xD 5xD ©696- ©796- $696- B796-
= D‘E g 1 I ’ '
L < o 79,599 100,599 79,599 100,599
& Z2c & DST  DBGP  DST  DBG-P : ) s
=[G o6 k8 ke ks
=] 1.0037 (S235JR)
° 3 non-alloy steels 1.0715 (115Mn30) 150 150 120 120 1,10 1,50 1,40 1,90
Vi 1.0044 (52575JR) 200 200 160 160 1,70 2,30 2,00 2,70
©3g  nonaloy/ R 150 150 120 120 1,0 150 1,40 1,90
NR O low alloy steels 1.7131 (16MnCr5) 200 200 160 160 1,70 2,30 2,00 2,70
o
S 2 lead alloys 1.0718 (115MnPb30) 150 150 120 120 1,10 1,50 1,40 1,90
v 200 200 160 160 1,70 2,30 2,00 2,70
5 non alloy / low alloy steels:
o 8 heat resistant structural,  1.7225 (42CrMod4) 150 150 120 120 1,10 1,50 1,40 1,90
m O heat treated, nitride 1.1221 (C60E)
A 200 200 160 160 1,70 2,30 2,00 2,70
and tools steels ! ‘ ’ !
o
o o . 1.2341 (6CrMo15-5) 150 150 150 120 0,80 1,10
6 high alloy steels ’ U
SN ? 1.2601 (X165CrMoV12) 200 200 200 160 1,20 1,60
= HSS
S QR special alloys: Inconel, ﬁ?’\(ﬂsgg)(NiuCHQFewN—
[Ta} ~ Hastelloy, Nimonic, stc. 2.4631 (Nimonic 80A)
(%]
— 9 titanium, )
= titanium alloys 3.7115 (TIAI5Sn2.5)
o 8 1.4306 (X2CrNi19-11)
o © stainless steels 1.4401 (X5CrNi-
Vi Mo17-12-2)
_ 9 1.4511 (X3CrNb17)
=5 S stainless steels 1.4571 (X10CrNiMo-
Y Ti17-12-2)
o 8 stainless / 1.4713 (X10CrAlSi7)
~ ? fireproof steels 1.4862 (X8NiCrSi38-18)
o Q ’ 0.6025 (EN-GJL-250) 150 120 1,40 1,90
oo @ [eey st 0.6035 (EN-GJL-350) o0 150 A0 5710
= R alloy gray cast iron 0.6660 (GGL-NICr20 2) 90 90 1,10 1,50
S o~ 130 130 1,70 2,30
o . .
© S Q sheroidalgraphitecast 7040 en.GIs400-15) 175 175 150 150 1,40 1,90
G2l | fronifemitic 300 300 180 180 2,00 2,70
' : 0.7050 (EN-GJS-500-7,
U= Q spheroidal graphite cast (7030 ENSS-5007) 150 150 120 120 1,40 1,90
@ ol iron, ferritic/perlitic 0.8055 (GTW-55) 250 250 160 160 2,00 2,70
g § Q  spheroidal graphite cast 0.7060 (EN-GJS-600-3) 120 120 120 120 1,10 1,50
= K « iron perlitic malleable iron  0.8165 (GTS-65) 180 180 150 150 1,70 2.30
- g alloyed spheroidal 0.7661 (EN-GJSA- 70 70 0,90 1,20
= & graphite cast iron XNiCr20-2) 100 100 130 180
o~ o : ; EN-GJV Ti < 0,2 80 80 0,90 1,20
9 (‘(VD'] vermicular cast iron EN-GJV Ti > 0’2 e 150 1130 1180
= S enaloy onserlead 20375 (Cuznsert) 150 150 120 120 1,20 1,70
- bronze: good cut 2.1182.01 (G-CuPb155n) B83q 300 180 180 1,90 2,50
= O copper alloy, brass, bronze: 2.0550 (CuZn40AI2) 100 100 1.00 1,40
& S average cut 2.0060 (E-Cu57) 150 150 150 )
o
Zm 8 wrought aluminium alloys ggg}; gﬁ:mg&)
— cast alum. alloy: 3.3561 (G-AlMg5)
- L0 Si-content <10% 3.2373.61 (G-AlSi9Mg
— magnesium alloy wa)
e 8 castalum. alloy: 3.2381.01(G-AISiI10Mg)
= S Si-content >10% : : 9
o 3 hardened steels
oS < 45 HRC
o 3 hardened steels
© > 45 HRC, < 55 HRC
Please observe further application and safety instructions (chapter 11). 109




KOMET ® Compensating Holder
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KOMET DAH® compensating holders are static
compensating systems, floating holder DPS are
dynamic compensating systems. Axis and con-
centricity errors are compensated for extremely
simply.

Using the patented KOMET DAH® theconcen-
tricity of reamingtoolsand all rotating machining
tools can be adjusted quickly, effortlessly and with
utmost precision on the machine.

Precision bore machining can therefore be ex-
ecuted with extremely high cutting speeds and
feed values.

The bore quality achieved, such as circularity,
cylindricity and surface finishing, leaves nothing
to be desired.

The use of the KOMET DAH® enables you to
machine precision bores up to tolerance class IT 4.

BENEFITS for you:

B Compensation systems for p-precise concen-
tricity

M Easy correction of concentricity and axis error

MW Optimised for extremely high speeds

MW Designed for internal coolant supply

M Tools rotating concentrically guarantee long
tool life

Compensating holder

DAH® Compensating holder

with HSK-A adaptor

with ABS® adaptor

with taper shank

Assembly instructions
Assembly parts / accessories

Adaptor for DAH®

with expanding chuck
with ABS® adaptor

DAH ® 50 HS Compensating holder
for high speed machining

DPS Floating holder

with VDI connection
with cylindrical shank

& KOMET"

Page

112
112
113
114
115

16 -117

118 -119

120 -121




KOMET DAH® Compensating holder
with HSK adaptor DIN 69893 A

m with internal coolant supply

DAH @ d1
@ d2

KKK J-
XOONXX
—

Supply includes: DAH® compensating holder complete with assembling screws. DAH® Assembly parts see page 115.

HSK-A
DAH
Order No. @ d1 HSK-A @ d2 11 12 =
(kgJ
545.07.011 63 63 50 66 12 1,47
545.07.002 81 40 65 52 12 0,97
545.07.003 81 50 65 66 12 1,39
545.07.004 81 63 65 66 12 1,78
545.07.009 81 80 65 76 12 2,62
545.07.010 81 100 65 76 12 3,58
545.07.005 115 80 100 76 16 1,75
545.07.006 115 100 100 79 16 518
with ABS® adaptor
B with internal coolant supply 7
o ®
: T
|3
3| e
2 I

773 Supply includes: DAH® compensating holder complete with assembling screws. DAH® Assembly parts see page 115.
! ABS ® adaptors see catalogue "KomPass DRILLING"
ABS ®
DAH
Order No. @ d1 ABS @ d2 11 12 =
545.00.001 81 40 65 50 12 0,90
545.00.003 81 50 65 50 12 1,45
545.00.002 115 63 100 54 16 2,75

112 Patented design



DAH @ d1

d2

Supply includes: DAH® compensating holder complete with assembling screws. DAH® Assembly parts see page 115.

Order No.

545.10.010
545.10.011
545.10.001
545.10.003
545.10.004

DAH
@ d1

63
63
81
81
115

DAH @ d1

@ d2

XXXX

SK

30
40
40
50
50

Supply includes: DAH® compensating holder complete with assembling screws. DAH® Assembly parts see page 115.

JIS B 6339 AD/B

Order No.

545.77.011
545.77.001
545.77.003
545.77.004

DAH
@ d1

63
81
81
115

BT

40
40
50
50

KOMET DAH® Compensating holder
with taper shank DIN 69871 AD/B

with internal coolant supply ®
long version on request |

DIN 69871 AD/B

@ d2

50
50
65
65
100

with taper shank JIS B 6339 AD/B (MAS 403 BT)

with internal coolant supply m
long version on request |

@ d2

50
65
65
100

51
51
51
51
69

59
59
70
88




KOMET DAH® Compensating holder

Assembly instructions

Clean grinding surfaces thoroughly
dry and free of grease.

Pre-load evenly with the 6 assembling screws (2)
(pressing the spring washer level)

Adjusting the DAH® must be done in the machine on
the spindle where the tool will be in use afterwards!

Determine the highest point by rotating (largest
concentricity error).

Rotate the threaded pin @) to the highest point.

Correct half of the measured runout error by inserting the
thread pin @).

Repeat this procedure until the runout error is < 5 p.

Center the indicator on the gauge line.

Tighten the assembling screw (2) DAH  Starting torque
cross-wise. Please observe the @ d1 M
specified starting torque M in the 63 7-9Nm
index-table. After fastening, fix the 81 7-9Nm
adjusting ring (@) by locking the 115 25-35Nm
thread pin @).

Finally check the runout once more.
«should be» <5 p




KOMET DAH® Compensating holder

AMAAAAAAAAN
K
XS0
”""0’0’3’330’01

g5

Adjusting ring Assembling screw Spring washer
for
DAH
@ d1 Order No. Article Order No. Order No.
63 545.25.010 M5%x22 55011 05022 545.27.001
81 545.25.001 M5x22 55011 05022 545.27.001
115 545.25.002 M8x30 55011 08030 545.27.002

Assembly parts ABS®

ABS location hole ABS location spigot
ABS Order No. ABS Order No.
Spares assortment (O Spares assortment @
32 NO0O 15261 32 NOO 17661
40 NO0O 15271 40 NOO 17671
50 NO0O 15281 50 NOO 17681
63 NOO 15291 63 NO0O0 17691
80 NO0O 15301 80 NOO 17701

Individual spares (spares assortment) are supplied for replacement purposes only.

Any other use is not permitted and represents an infringement of the patent.

Assembly parts / Accessories

Thread pin Thread pin
Article Order No. Article Order No.
M8x6 5505108006 M6x8 55052 06008
M8x6 5505108006 M6x10 55052 06010
M8x8 55051 08008 MS8x10 55052 08010

Assembly parts HSK-A
HSK-A Coolant supply unit

fih— O

HSK-A  Order No. Order No.
Spares assortment Oring
40 51391 00040 2x 52911 00751

50 51391 00050 2x 52911 00920
1x 52911 01025
1x 52911 01020
80 51391 00080 2x 52911 01320
100 5139100100 2x 5291101430

63 51391 00063

Supply includes HSK-A spares
assortment: Coolant tube, locking
collar and two O rings.

11




KOMET DAH® Adaptor

Expanding chuck for tools with cylindrical shank

m with internal coolant supply

M length adjustment from outside

Supply includes: DAH® adaptor complete. Adaptor sleeve see page 117.

@ d2

uJ

@ d1

545.62.017
545.62.018

D 63
@ d2
@d

@ d1

Expanding chuck

Order No. @d DAH @ d1 @ d2 L b c =
(kg
545.62.004 12 63 49,5 24 70 52 35-45 0,43
545.62.014 12 81 64,5 24 70 52 35-45
545.62.015 16 81 64,5 34 75 57 39-49
545.62.016 20 81 64,5 37 75 57 41 -51 0,78
545.62.017 25 81 64,5 50 110 52 46 - 56 1,43
545.62.018 32 81 64,5 60 115 59 51-61 1,72
for tools with ABS® connection
H with internal coolant supply
L
b
o [ =[5
Q : =
e
< L L
Supply includes: DAH® adaptor complete. Further ABS® adaptors see catalogue "KomPass DRILLING"
ABS®
ABS
Order No. @d DAH @ d1 L b S
545.40.006 32 63 49,5 42 24
545.40.007 32 81 64,5 35 17
545.40.001 40 81 64,5 35 17 0,44
545.40.003 50 81 64,5 65 47 0,83
545.40.004 50 115 99,5 46 20,5 1,19
545.40.002 63 115 99,5 52 26,5 1,46
545.40.005 80 115 99,5 110 85 3,12

Patented design



KOMET ® Adaptor sleeve

QS o P___H S
ST T o] ©
L‘ #J
Adaptor sleeve

Order No. @d @d1 @d2 L1 L2 S
(ko)

LO1 14291 3

LO1 14301 4

LO1 14311 5 12 16,5 45 2 0,1

LO1 14321 6

LO1 14331 8

LO1 14261 3

LO1 14271 4

LO1 14281 5

LO1 14201 6

LO1 14211 8 20 24 50,5 2 0,1

LO1 14221 10

LO1 14231 12

LO1 14241 14

LO1 14251 16

LO1 14400 6

LO1 14410 8

LO1 14420 10

LO1 14430 12

L01 14440 > 25 29 54,5 2 0,1

LO1 14450 16

LO1 14460 18

LO1 14470 20

LO1 14501 6

LO1 14511 8

LO1 14521 10

LO1 14531 12

LO1 14540 14 32 355 60,5 2 0,3

LO1 14551 16

LO1 14561 18

LO1 14571 20

LO1 14581 25

for expanding chuck




KOMET DAH® 50 HS Compensating holder

High speed machining — with maximum quality

For maximum precision and concentricity

KOMET DAH® 50 HS compensatingholders ensure that the
tool runs concentrically. They allow precision adjustment of the
tool in the pm range at the cutter eliminating any machine
spindle error.

Maximum concentricity guarantees reliable production within
extremely close tolerances.

BENEFITS for you:

B Proven hydro-expansion clamping
B Maximum concentricity and repetition accuracy

< 1 p for uniform blade contact
B Extremely simple concentricity adjustment
B Compact design

Simple handling - reduced machine idle times

In comparison to previous solutions the hydro-expansion chuck
is integrated into the new compensating holders. This means
one less interface.

The quality of the bore, including surface quality, circularity,
roundness and parallelism and above all the dimensional ac-
curacy are improved considerably.

This significantly increases the process reliability with multiple
blade reamers.

B Optimum vibration damping for excellent surface
quality

B Flexible clamping range with reduction sleeves

B Speeds up to 25.000 rpm

M For minimal lubrication (MLC)

Four adjustable screws allow rapid and precise adjustment of
the concentricity of the multiple blade reamer, reducing con-
centricity errors to virtually zero. The extremely slim design of
these new compensating holders ensures that they fit easily
into practically all tool magazines.

The KOMET DAH® 50 HS compensating holders enable the concentricity of a tool to be adjusted with
p-precision at the bezel position, thereby eliminating any machine spindle error.

Simple, time-saving control using adjustment ring
with adjustment screw.

Alignment module:
1 adjustment ring, 4 adjustment screws

Connection on tool-side
with hydro-expansion chuck

Tightening screw
for clamping tool




KOMET DAH® 50 HS
with HSK adaptor

with internal coolant supply |
clamping range @ 3-25mm |

L1

o
Q
3| 3| R
Q Q| Q T
HSK
HSK
Order No. @d @ d1 @ d2 @ d3 L L1 C =)
54B.10.00030 63 20 41 50 110 63,1 52,5 1,30
54B.10.00040 63 25 50,5 60,5 135 72,1 57 2,16
with taper shank DIN 69871 AD
L with internal coolant supply m
0 i clamping range @ 3-20 mm |
C Sw4
o N = S
| T| © 1 | _ ! '__
Q| 9 © [
DIN 69871 AD
Order No. SK @ d1 @ d2 @ d3 L L1 c %
54B.90.00030 40 20 41 50 110 65 41 1,50
with taper shank JIS B 6339 AD (MAS 403 BT)
] with internal coolant supply ®
{ clamping range @ 3-20 mm m
L1
C
sl e|sh
[SIISTIRSY 2 S S
Order No. BT @ d1 @ d2 @ d3 L L1 c
54B.91.00030 40 20 41 50 115 69,1 41

Supply includes:
Compensating holder complete. Adapter sleeve for clamping range @ 3 — 16 mm see page 117.




KOMET ® DPS Floating holder
with VDI connection DIN 69880

| for stationary tools M angular compensation 30’ (not adjustable)
m with internal coolant supply M radial play 0,08 mm (not adjustable)

] 5| 9 ©| g
Q| © Q| .
Supply includes: DPS floating holder with collet nut. Please order collets and washer (page 121) separately.
VDI Accessories
Collet nut Collet
VDI H

Oder No. ?d @ d1 @ d2 @ d3 11 d % Oder No. Size
57B.49.00010 30 59 42 68 109 55 1,85 51200 00425 ER 25
57B.49.00020 40 59 42 83 109 63 2,60 51200 00425 ER 25
57B.49.00030 40 64 50 83 116 63 2,74 51200 00432 ER 32
57B.49.00040 50 64 50 98 116 78 3,60 51200 00432 ER 32

with cylindrical shank similar to DIN 1835

m for stationary tools M angular compensation 30’ (not adjustable)
m with internal coolant supply | radial play 0,08 mm (not adjustable)

@ d1
@ d2

Supply includes: DPS floating holder with collet nut. Please order collets and washer (page 121) separately.

~ DIN 1835 Accessories

Collet nut Collet
Cylindrical a
shank
Oder No. @ dnhe @ d1 @ d2 11 c g % Oder No. Size

57B.40.00010 25 59 42 84 60 G 1,11 51200 00425 ER 25
57B.40.00020 32 64 50 91 80 G 1,70 51200 00432 ER 32
57B.50.00010 254(1") 59 42 84 60 G a 1,03 51200 00425 ER 25
57B.50.00020 31,75 (1%") 64 50 91 80 G3k 1,77 51200 00432 ER 32

0




ER 25

Collet @)

2d

4,00-3,01

5,00 - 4,01

6,00 - 5,01

7,00 -6,01

8,00-7,01

9,00 -8,01

10,00 -9,01

11,00-10,01

12,00 - 11,01

13,00 - 12,01

14,00 - 13,01

15,00 - 14,01

16,00 - 15,01

Oder No.

A33 54000.0400

A33 54000.0500

A33 54000.0600

A33 54000.0700

A33 54000.0800

A33 54000.0900

A33 54000.1000

A33 54000.1100

A33 54000.1200

A33 54000.1300

A33 54000.1400

A33 54000.1500

A33 54000.1600

KOMET °©

Collets

for DPS floating holder

2d

Washer 2)

@d

3,50 -3,01

4,00 - 3,51

4,50-4,01

5,00 -4,51

5,50 - 5,01

6,00 - 5,51

6,50 -6,01

7,00-6,51

7,50-7,01

8,00-7,51

8,50 -8,01

9,00 -8,51

9,50-9,01

10,00 -9,51
10,50 - 10,01
11,00 - 10,51
11,50 - 11,01
12,00 - 11,51
12,50 - 12,01
13,00 - 12,51
13,50 - 13,01
14,00 - 13,51
14,50 — 14,01
15,00 - 14,51
15,50 - 15,01
16,00 - 15,51

@

Oder No.

52806 25035
52806 25040
52806 25045
52806 25050
52806 25055
52806 25060
52806 25065
52806 25070
52806 25075
52806 25080
52806 25085
52806 25090
52806 25095
52806 25100
52806 25105
52806 25110
52806 25115
52806 25120
52806 25125
52806 25130
52806 25135
52806 25140
52806 25145
52806 25150
52806 25155
52806 25160

ER 32

Collet (»)

ad

4,00 - 3,01

5,00 -4,01

6,00 - 5,01

7,00-6,01

8,00-7,01

9,00 -8,01

10,00 -9,01

11,00 - 10,01

12,00 - 11,01

13,00 - 12,01

14,00 - 13,01

15,00 - 14,01

16,00 - 15,01

17,00 - 16,01

18,00 - 17,01

19,00 - 18,01

20,00 - 19,01

Oder No.

A33 55000.0400

A33 55000.0500

A33 55000.0600

A33 55000.0700

A33 55000.0800

A33 55000.0900

A33 55000.1000

A33 55000.1100

A33 55000.1200

A33 55000.1300

A33 55000.1400

A33 55000.1500

A33 55000.1600

A33 55000.1700

A33 55000.1800

A33 55000.1900

A33 55000.2000

Washer 2)

@

2d

3,50-3,01
4,00 - 3,51
4,50 - 4,01
5,00 -4,51
5,50 - 5,01
6,00 - 5,51
6,50-6,01
7,00-6,51
7,50-7,01
8,00-7,51
8,50-8,01
9,00 -8,51
9,50-9,01
10,00 - 9,51
10,50 - 10,01
11,00 - 10,51
11,50 - 11,01
12,00 - 11,51
12,50 - 12,01
13,00 - 12,51
13,50 - 13,01
14,00 - 13,51
14,50 — 14,01
15,00 - 14,51
15,50 - 15,01
16,00 - 15,51
16,50 - 16,01
17,00 - 16,51
17,50 - 17,01
18,00 - 17,51
18,50 - 18,01
19,00 - 18,51
19,50 - 19,01
20,00 - 19,51

Oder No.

52806 32035
52806 32040
52806 32045
52806 32050
52806 32055
52806 32060
52806 32065
52806 32070
52806 32075
52806 32080
52806 32085
52806 32090
52806 32095
52806 32100
52806 32105
52806 32110
52806 32115
52806 32120
52806 32125
52806 32130
52806 32135
52806 32140
52806 32145
52806 32150
52806 32155
52806 32160
52806 32165
52806 32170
52806 32175
52806 32180
52806 32185
52806 32190
52806 32195
52806 32200

12
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KOMET ® Reaming with insert technology

In collaboration with the application specialists at KOMET ©, it is of course also possible for fixed versions and indi-
vidual stepped tools as well as diameters to be designed and manufactured which can be combined with the various
different tool connections.

Indexable insert reaming tools are available on request. They are designed as integral tools or as a modular tool
system, depending on application. For extremely small tolerances, they can be produced in an adjustable version.

The tools can be supplied in single or multi-step versions from a diameter of 42 mm.

Monoblock tools

both fixed and adjustable
Reaming tools are available as
monoblock tools with indexable insert
technology from a diameter of 42 mm
and are designed in either adjustable
or fixed versions.

Stepped tools

Stepped tools are individually
manufactured as special tools and
are available in a fixed design.

122



Insert technology

Insert reaming
Assembly instruction

KOMET® MicroSet System
Assembly instructions, Inquiry

Special tools

KOMET"

Page

124 -125

126 -129

130-131
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KOMET ® Insert reaming

Reaming with insert technology
The Technology

The use of inserts is revolutionising reaming with multiple
blade reamers and setting new levels in precision and
function.

Each insert has two effective cutting edges.

Unlike boring tools, inserts for reaming tools are ground as
a complete set directly on the basic element in their specific
insert pocket.

BENEFITS for you:

M Ground to size for maximum precision

B L ow cost tool logistics
M Shortest preparation time

B Maximum flexibility

The positions of the individual cutting edges on an insert
are precisely defined during manufacturing and application.
Cutting edges ground in a single operation ensure the
degree of precision required for high precision bore
machining.

Numerous cutting materials and coatings for machining an
extremely wide variety of materials.

M Concept can be used for an extremely wide variety
of tools

B | ow cost changes to tool and geometry

B Can be adjusted for extremely small bore tolerances

Precision of rotations
Cutting edge 1 — Cutting edge 2

3u

2y

Ty

Cutting edge 1
Cutting edge 2

Concetricity [u] Insert

124

Two cutting edge insert

Without affecting the tool's precision inserts can be rotated
in the shortest possible time.

This minimises setting time and doubles the tool life by
using two cutting edges.




Design your own tool!

We check your specifications for
technical feasibility and you receive a
prompt reply.

Assembly instructions

Cleaning:

Make sure that the insert seats (3) and indexable inserts are
absolutely clean/grease-free. If necessary, use compressed air
to remove dust particles!

Assembly:

e All indexable inserts and insert seats are marked with
letters (). This ensures correct assignment to the insert
seat.

e The number markings (2) ensure that all indexable inserts
are positioned correctly.

Tighten the screw (@) NOO 57710 (S3090-9IP) to 2.25 Nm.
Screwdriver see chapter 11.

KOMET ® Insert reaming

Measuring the diameter:

The measuring tooth is located at letter A and is
also marked on the holder with a spot (). If the
diameter is too large, loosen the conical screw (5)
and turn it to the right to set the correct diameter.
The conical screw (5) does not have to be removed
completely !

Caution!

¢ Uneven angle division !

e Two cutting edges are at 180° from each other =
measuring tooth A.

¢ Measure the diameter at the front of the ream-
ing head (due to tapering, see illustration).

¢ Avoid damaging the cutting edges

e When indexing the insert, the diameter must be
readjusted.

Patent applied for inside and outside Germany
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KOMET ® MicroSet System

Reaming with Adjustable Inserts

The new reamers from KOMET which boast individually
adjustable inserts are an alternative to the ready-to-
use ground tool variants. These reamers also feature
multiple blades and offer maximum flexibility, reduce
logistics with regard to retipping and enable cost sav-
ings thanks to the favourably priced inserts which are
available from stock.

The single-blade inserts are screwed in place and set
to a diameter and tapering using a newly developed
fine adjustment system for indexable inserts with pm
accuracy. This makes hole tolerances of = IT5 easily
achievable. The reference dimension is provided by two
measuring blocks.

Only 14 inserts for the diameter range of 40 to 140 mm.
Maximum flexibility in terms of fields of application,
availability and variety of cutting materials and coatings
are features of this tool, because certain components,
tolerances, volumes, etc., often determine which com-
binations are used.

Precision and productivity

Even when the demands on a component are particu-
larly high and the highest precision is required, the
KOMET® MicroSet System gives you a special advan-
tage: The tools can be readjusted at any time. All that
needs to be done is to readjust the indexable inserts in
the precision adjustment system to the required diam-
eter. Only when the cutting edges are worn do they
need to be replaced.

The special strengths of the KOMET® MicroSet System
cantruly be seen when used with special tools, especially
with stepped toolsthat the user can arrange themselves.
Thanks to the variety of possible combinations, the user
quickly puts together a suitable reamer that is ideally
matched to the component with regard to its materials,
tolerances and volumes.

Before: Good machining
using PCD tool

126

BENEFITS for you:

B Maximum flexibility

B Reduces logistics with regard to retipping
B Inserts available from stock

B Individually adjustable inserts

B Simple handling when making adjustments and
changing the inserts

Variant:

- Diameter range of 40 - 140 mm

- Hole tolerances of = IT5

- Use with cast metal, solutions for steel, stainless
steel, aluminium and other materials to follow

- The tool concept can be used in special and multiple
dies

The MicroSet tool shown uses this advantage perfectly
and solves the application requirements better than the
previously used brazed PCD tools. An inability to correct
the brazed PCD plates, particularly in the second stage,
results in operating times of different lengths and ir-
regular repair costs.

Thestandardindexable inserts available from stock (fitted
with PCD in this case) make up for long repair cycles and
not only increase the flexibility of the system but also
the productivity and the profitability of an application.

New: Flexible machi-
ning using MicroSet
system tool thanks to
readjustment of the
PCD-fitted indexable
inserts




BENEFITS for you:

W Simplified logistics thanks to standard indexable inserts available from stock

M Can be fitted with CBN or PCD indexable inserts for a variety of machining requirements
B Uncomplicated readjustment using a precision-controlled adjustment system

M Can be used as a repeat operation tool e.g. integrated milling and reaming

MW Easy and uncomplicated setting also on electronic presetting device

N N

KOMET"
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KOMET ® MicroSet System

KOMET® MicroSet System

@ 40 — 140 mm

Setting device

Insert Clamping Wedge
DST DBG-N screw ﬂ'
for material for material
= K tm © bm ©
@D Order No. Order No. Order No. Order No. Order No.
Article
40,000 — 44,999 70W.93.02040A 70W.37.01040A
45,000 — 49,999 70W.93.02045A 70W.37.01045A
50,000 - 54,999 70W.93.02050A 70W.37.01050A
55,000 - 59,999 70W.93.02055A 70W.37.01055A
60,000 — 64,999 70W.93.02060A 70W.37.01060A
65,000 — 69,999 70W.93.02065A 70W.37.01065A A
70,000 — 74,999 70W.93.02070A 70W.37.01070A
75,000 — 79,999 70W.93.02075A 70W.37.01075A 5232750’:]%1P BRI el
80,000 — 89,999 70W.93.02080A 70W.37.01080A
90,000 — 99,999 70W.93.02090A 70W.37.01090A
100,000 - 109,999 70W.93.02100A 70W.37.01100A
110,000 - 119,999 70W.93.02110A 70W.37.01110A
120,000 - 129,999 70W.93.02120A 70W.37.01120A
130,000 - 140,000 70W.93.02130A 70W.37.01130A

Assembly instructions

Fit the indexable insert:
Make sure that the insert seat is clean.

Place the indexable insert (@) into the insert seat and tighten the clamping
screw (2) only slightly.

Assembly parts (Fig. 1)
(@ indexable insert
(2 clamping screw

Setting machining dia.

(® adjusting wedge, (@) differential screw Use torque wrench (7) (2,25 Nm) (Fig.2).

Setting conicity
(® adjusting wedge, (&) differential screw

Reference dia. as reference dimension “0” for setting the machining dia. and
conicity (Fig. 3), reference dia. is marked on tool.

Preset the machining dia. (Fig. 4) and conicity (Fig. 5):
Use an Allen key (® (width across flats SW2) to turn the differential screws @)
and () until the indexable insert () is set to approx. 10 ym below the desired
machining dia. and approx. 25 um over the reference dia.

Secure the insert:
Use a torque wrench (7) (2,25 Nm) to secure the indexable insert () at the
preset tightening torque (Fig. 2).

Set the final machining dia. (Fig. 4) and conicity (Fig 5):
When tightened, the indexable insert (1) is set to the machining diameter and
the specified conicity using the differential screws @) and (8.

Tool after setting (Fig 6).

Patented design



Inquiry Fax to +49 7143 373233 KOMET ® MicroSet System
Design your own tool!

Unique: Reaming with Adjustable Inserts!

The tools are specially manufactured for each application, with four to eight cutting edges on a basic body and for length/
diameter ratios up to 2xD.

We check you specifications for technical feasibility and you receive a prompt reply.

Company: Contact:
Department: E-Mail:
Telephone: Customer-No.:
Fax: Distributor:
Date:

b= mm
X = mm (max. 2xD)
Material to be machined: Holder / Adaptor (Type and size)
Machining method ] through hole ] blind hole CODAH
Length of bore:
O HSK

DIN 69893 A
Interrupted cut [Oyes [Ono
Tolerance: SK____

DIN 69871 AD/B
Required surface: BT

JIS B 6339 AD/B
Allowance in @: (MAS 403 BT)
Required cutting material other adaptors on request
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KOMET ® Special tools

Special solutions and multi-step tools —
Greater range of functions, lower machining costs

The development of specific solutions for customers Special tools can be requested and ordered at any time.
represents a major area of competence for KOMET®.

References to applications can be found in our application
It is often impossible to carry out machining tasks with examples.
standard tools because of the demands for form, tolerance
or quality which require special process analysis and tool
development work.

BENEFITS for you:

B Optimised application design B Combining several machining operations
W Major reduction of non-productive time W Highest efficiency and productivity
M Technical advice by KOMET® technicians

Special systems:
Machining bearing
bores for cam shafts

Example: The solution:
Finish machining operation for Using the newly developed tool, The concept has now become well
camshaft bearing for cylinder heads in machining the cylinder heads on established in engine and vehicle
Ck AISi9Cus3 for car engines. transfer lines is reduced to one station. manufacturing.

On machining centres a pilot tool
The task: short, stable fitted with PCD inserts is The cutting values are:
To simplify the process on transfer lines initially used to pre-machine the bores Vc = 220 m/min; f = 1080 mm/min.
or machining centres. for the first journal. The finishing tool

(also with PCD inserts), which matches
the length of the engine, then reams
all the bores to size: @ 26,045 H7.

130 Patent applied for inside and outside Germany




With its multi-flute stepped reaming
tools and special solutions, KOMET ©
improves the economics of reaming.
The latest generation of tools is
characterised by extremely high cutting
speeds and high feed rates.

Designed to suit workpiece and
material, they guarantee dimensional
stability and reliable production.

Multi-step tools

Multi-step and modular reaming tools
from KOMET® improve production
performance. KOMET® increases the
range of functions for the tools and in
doing so reduces machining costs.

KOMET ® Special tools

Special tools

M Use of latest technology

B Tool design to suit application

W Advice from KOMET® experts

W Stand the test in many references

B Multi-flute reaming tools for best
performance

B Reduction in ancillary costs
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The ideas factory

The IDEEN-FABRIK reflects the evolution of KOMET from
a tool manufacturer into a creative expert for solutions
covering all aspects of boring, reaming, thread milling
and mechatronic tools.

On a total area of 2,500 m?, we have created a modern,
multi-storey factory environment. The IDEEN-FABRIK
was deliberately not constructed as a separate,
detached training building, but integrated

directly above a manufacturing business.
The central objective is to offer our customers and
employees scope for creative working and learning.

While the metal swarf flies down below, ideas are
exchanged above. By this, we aim to demonstrate that
the work here is always associated with new ideas and
creative ambition.
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TOOLSOIDEAS®

KOMET is the worldwide technology
leader for innovative tool concepts and
complete solutions for drilling machining.

Our customers know us as a manufacturer
of premium tools, and know the ideas
behind our solutions. The further
creativity is still unused, and remains to
be discovered. We have set ourselves

the objective of exploiting the added
value thus created for the benefit of our
customers.

We call this TOOLS+IDEAS. A new and
different way of being able to offer

our customers long-term, sustainable
advantages through a plus in support and
services.

Our IDEEN-FABRIK in Besigheim is the first
step in this direction.

& KOMET"

Informations

Cutting geometry (ASG)

Cutting materials and coatings

Surfaces

Measuring

Tolerances

Technical application hints

Problems — possible causes — solutions
Types of tool wear

Usage and safety notes

Screwdriver | Key

Numerical index

KOMET® Company concept

KOMET SERVICE ® — Page 144 - 147

Page

134-135

136

137

137

138 -139

140
141

141

142

148 — 150

151

A network of local partners that provide professional
tool refurbishment, trade tools and manufacture

customized solid carbide special tools
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KOMET ® ASG - Cutting geometry

The cutting geometry (ASG) comprises:

Cutting face

Rear clearance face
Radial land
I Primary clearance face
.-. Secondary clearance face

e

econdary cutting edge

==

Standard geometries Standard geometries

Geometry Flute form Chip Bevel angles Geometry Flute form Chip Bevel angles
evacuation evacuation

ASG0106 straight ASG3000 straight &

i

i

450

’ >
w
()
o
N

ASG02 straight +—> ASG4000 straight 4

25°

&
ASG0706 straight V

ASGO03 straight

|
|
;

left-hand

ASGO5 fluted

il ] I ) e e
|
|

ASG2110  staight ~ <— &7 \[ASG2110
g ‘- Special geometries
. —— Geometry  Flute form evaiS;Ft)ion Bevel angles
ASG2170 straight D @ omment
—— J/_";'Ascma
ASG2210 helical +—> B ASG 2210 ASGO0703  straight face cutting
[ __[Jo.2xa5°
P— face cutting, S5~ T
ASG2270 straight D — 2 SG 2270 ASGO0704 straight  for increased positional
accuracy 0,05x45°
ASG2350  suaght € GP[ASSPN ASGO%B swaght  DYSeKN
ASG2360  swaight < A\[AGZE  ASG1402 straight e
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KOMET ® ASG3000 | ASG4000

The new chip control geometry

Long and uncontrolled chips are a common problem.

Remedying this often requires the machine operator to manually intervene, and the
resulting poor process-reliability in machining makes the operating times and the
machining results difficult to estimate and calculate.

The KOMET® reaming specialists set about making systematic improvements. The
ASG3000 and ASG4000 were developed.

By adding an additional flute, chip deflection is defined and led along the cutting
edge. Inlong-chipping materials, short and tight helical chips are formed that prevent
the classic problems of ball or thread chips from forming. In addition, blockages of
coolant holes and the erosion of base bodies no longer occur.

With this extra benefit and the performance remaining at least equally good in terms
of drilling quality and tool life by comparison with the existing standard ASG0O7 and
ASG09 geometry, the ASG3000 and the ASG4000 are setting new standards. The
ASG3000 is now the first choice of geometry and has replaced the existing ASG07.
The ASG4000 replaces the ASGO09.

BENEFITS for you:

M Process reliability when working
with long-chipping materials

B Improved chip control

B Shorter, tightly twisted chips

H No erosion due to chips on steel
base bodies

B No penetration of chips into
coolant holes




KOMET °©

Standard
designation

Cutting speed range v¢ (m/min)

100|150

200

250

300

400

Cutting materials and coatings

500

Properties

HC-K10

Fine-grained carbide, uncoated:
e Conventional reaming in all materials

PVD-TiN:

 TiN-coated K10 fine-grained carbide

* Smooth surface

e Minimal affinity to a large number of materials
o For medium cutting speeds

HC-K10

HC-K10

HC-K10

PVD-AITiN:

o AITiN-coated K10 fine-grained carbide
e For high cutting speeds

e Suitable for MQL applications

e For cast iron materials

e For hard reaming < HRC 55

PVD-TiAIN-based:

 TiAIN-coated K10 fine-grained carbide

e For high cutting speeds

e Suitable for MQL applications

e For universal use in a large number of materials

PVD-AITiN:

o AITiN-coated K10 fine-grained carbide

e For high cutting speeds

o Suitable for MQL applications

e For universal use in a large number of materials
e For hard reaming < HRC 62

HC-K10

PVD-AICrN-based:
o AlCrN-coated K10 fine-grained carbide
e For hard reaming < HRC 62

HC-K10

PACVD-a-C:H:

¢ DLC-coated K10 fine-grained carbide (DLC = diamond-like carbon)
e The DLC coating has a very smooth surface

e Suitable for aluminium alloys and copper alloys

HC-K10

HT-P15

PACVD-a-C:H:

e DLC-coated K10 fine-grained carbide (DLC = diamond-like carbon)
e The DLC coating has an extremely high level of hardness

e The DLC coating has a very smooth surface

o Suitable for aluminium alloys and copper alloys

1)

Cermet, uncoated:

e Cermet with high wear resistance

e For high cutting speeds

e For structural steel and low-alloy steels up to 1200 N/mm?2
¢ Conditionally suitable for spheroidal graphite cast iron

o Not suitable for interrupted cuts

HC-P15

HC-P15

PVD-AITiN:

o AITiN-coated cermet

e For high cutting speeds

e Suitable for spheroidal graphite cast iron
o Suitable for MQL applications

* Not suitable for interrupted cuts

PVD-TiAIN:

® TiAIN-coated cermet

e For high cutting speeds

e Suitable for MQL applications

e For universal use in a large number of materials

DP

PCD:

 Polycrystalline diamond is an ultra-hard cutting tool material
® For maximum cutting speeds

e For Alu alloys and Cu alloys, CFRP, GFRP, MMC

 Suitable for MQL applications

BL

NZ2ZR=ZY VZ2ZRZV VZ2ZR=ZTY VZ2ZR=ZV VWZREZT VZ2R=ZTY VZ2ZR=ZTY VZ2ZR=ZV] VZ2ZR=EZY VZREZT VZ2R=ZT| VZ2ZR=ZTY VWZ2ZR=ZT

2)

CBN:

e Cubic boron nitride is an ultra-hard cutting tool material
e For pearlitic cast iron materials

e For hardened steels up to HRC 62

5110

25

50

100|150

250

300

400

500

1) Spheroidal graphite cast iron | 2) Pearlitic cast iron materials

main area of application

suitable in some cases
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KOMET °©

Attainable surface quality

. Surface finish class N11 N10 N9 N8 N7 N6 N5 N4 N3 N2 Ni
% = Mean surface finish Ry 25 125 6,3 3,2 1,6 0,8 04 02 01 0,05 0,025
= % Average surface uniformity R, 100 63 40 25 16 10 63 4 25 16 1 063 025

a _ structural steel, low alloy steels: case-hardened
1.0-40 steels, heat-treated steel

5.0 special alloys: Inconel

5.1 titanium, titanium alloys

= 6.0-7.0 stainless steels, fireproof steels

gray cast iron, ferritic

gray cast iron, perlitic
¥ 8.0-10.2

spheroidal graphite cast iron, ferritic

»
I—
I —
I
——————
»—
——
spheroidal graphite cast iron, perlitic —_
»
| ——
| ——
| ——
C———
——

12.0 copper alloy, brass
13.0 wrought aluminium alloys
13.1 cast aluminium alloy: Si-content < 10%

14.0 cast aluminium alloy: Si-content > 10%

15.0 hardened steels < 45 HRC
16.0 hardened steels > 45 HRC, < 55 HRC

Achievable = |imited achievability (all other surface values on request)

Measuring Unequal angular position!
Only two cutting edges are 180° in opposite line — Measuring teeth
Because the tools are tapered measurement has to be done at the front of the
cutting edge.
PCD tipped reamers require non-contact measuring device!

180°

Mark of measuring teeth
—~c e Drive pin, lobe
g * Number
e Punch-mark



KOMET® Tolerances
Form and positional tolerances DI EN ISO 1101

Form and positional tolerances

Tolerance Symbols and characteristics Drawing details :
Explanation Tolerance zone
type to tolerance examples
Straightness =12003]  The axis of the cylindrical part of the pin must & f
of a line or axis E***wﬂ* lie within the cylinder to t = 0.03 mm 15

%]
]
)
G
5 Circular form [O002] The circumference line of any cross section (/"\\ 3
o ; ; I must be contained in a circular ring with a \%)‘
g of a disc, a cylinder, a cone, etc. width to t = 0.02 mm N\~
£
o
[T
The surface to tolerance must lie within two s} D)
/Q/ Cylindrical form =.= coaxial cylinders which have a radial spacing to @%
L t=0.05 mm |V S
Parallelism The top axis must lie in a square-shaped area, 4
// of a line (axis) with reference to ;:V'thm 0'1| gr)m n the \P/Wemcal anﬂ ?'2 mmlllrll LE :
" a basic straight line orizontal direction. The area will lie parallel to /
] the basic axis of bore A.
5
9
o
g
©
(=
£
g
a parallelism (7017 10 Any 1QO mm long section of the top surface
// of a surface with reference to a must lie with a gap of 0.01 mm between two s =
& basic plane [E parallel planes. The planes will lie parallel to the g’
2 P lower surface (basic surface).
©
—
Q
[)
o
©
c
i)
+
3 Position A TSl700 The axis of the hole must lie within a cylinder @ ot
o _$_ of lines, axes or surfaces in =l v ; with a diameter to tolerance t = 0.05 mm, |8
relation to one another or to T whose axis lies at the precise geometrical place SO D T
P one or several basic elements (with dimensions as shown in boxes).
=
o
9
o
g
c
5]
=
©
3
= .. The axis of the part of the shaft to tolerance -~
@ g]?;\r:zr)\dtsrg:tg el b must lie within a cylinder with a diameter to ‘g
[ = i i i
o 2 basic axis (basic point) .=== tolerance t = 0.03 mm, whose axis aligns with v

the base axis.
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KOMET ® Tolerances
IT tolerance class DIN 7151

Nominal dimension
range

1-3mm
>3-6mm
>6-10mm
>10-18 mm
>18-30 mm
>30-50 mm
>50-80 mm
>80 - 120 mm
> 120 - 180 mm
> 180 — 250 mm
>250-315mm

1.5

IT tolerance class (um)

IT2 IT3 IT4 IT5 IT6 IT7 IT8 IT9 IT 10 IT11 IT12
1,2 2 3 4 10 14 25 40 60 100
1,5 2,5 4 5 12 18 30 48 75 120
1,5 2,5 4 6 15 22 36 58 90 150
2 3 5 8 1" 18 27 43 70 110 180
2,5 4 6 9 13 21 33 52 84 130 210
2,5 4 7 1 16 25 39 62 100 160 250
3 5 8 13 19 30 46 74 120 190 300
4 6 10 15 22 35 54 87 140 220 350
5 8 12 18 25 40 63 100 160 250 400
7 10 14 20 29 46 72 115 185 290 460
8 12 16 23 32 52 81 130 210 320 520

Manufacturing tolerance of KOMET® reamers

Manufacturing tolerance of expandable reamers

The diameter of an expandable reamer is ground to the middle of the bore tolerance T.
The expansion feature of these tools allows for compensation of wear.

max. bore diameter

max. reamer diameter

', D[/, D

min. reamer diameter

LT

min. bore diameter

T = Tolerance field of bore
D = Manufacturing tolerance of reamer

Manufacturing tolerance of solid reamers

The manufacturing tolerance field D of the solid reamers is in the upper third of the bore
tolerance T.

max. bore diameter

max. reamer diameter

= -

min. reamer diameter

T

min. bore diameter

T = Tolerance field of bore
D = Manufacturing tolerance of reamer
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KOMET ® Technical application hints

Problems e Possible Causes — Solutions

Bore too large
e Concentricity error of the reamer in the spindle — Use DAH® compensating holder and correct
concentricity

W < W ¢ Alignment not precise, reamer cuts at the back end — Correct alignment and use DPS floating
XD o

e Built-up edge — reduce cutting speed v for uncoated carbide cutting material, increase for DST
and coated cutting material or increase the oil content of the coolant
e Reamer too big — have the reamer reworked

Bore too small
v e \Worn reamer — have the reamer readjusted, replaced or repaired
'%.III'}{‘I e Reaming allowance too small — Increase reaming allowance
S e Cutting forces too big — reduce feed or choose a different cutting geometry (ASG)
® Reamer too small — have reamer readjusted, replaced or repaired

/ Conical bore, tapered
/ \ e Faulty alignment — Correct alignment and use DPS floating holder
¢ Misalignment of head-stock in relation to turret — correct turret and use DPS floating holder
f . .
Conical bore, lipped
\ I e Faulty alignment. Cutting edges press at start — Correct alignment and use DPS floating holder
Bore not true
¢ Concentricity error of reamer too large — correct concentricity using DAH® compensation system
f e Faulty alignment — Correct alignment and use DPS floating holder
%g o Asymmetrical cutting through uneven entry surface — Countersink bore
BE o Deformation through clamping of the work piece — Correct clamping of the work piece
e Poor premachining — optimise premachining
e Feed too high — reduce feed
} Bore shows chatter marks
- e Cutting speed too high — reduce cutting speed
%g ¢ | to D ratio too large — reduce the entry speed, pilot the bore or choose a different cutting geo-
~1- metry (ASG)
Surface quality unsatisfactory
e Cutting edge build-up — reduce cutting speed vc for uncoated carbide cutting material, increase
for DST and coated cutting material or increase oil content of the coolant
f e Cutters worn — have cutters repaired or replace tool

M
it
L]

g ¢ Concentricity error of reamer — correct concentricity using DAH® compensation system
Failing or insufficient coolant, chips getting jammed — use internal coolant supply and increase
coolant pressure
Unsuitable coolant — increase the oil content of the coolant
e Wrong cutting data — use data according to catalogue recommendation

Scoring in bore «feed marks»

e Cutters defective (outbreaks) — replace reamer or have repaired

¢ Cutting edge build-ups — reduce cutting speed vc for uncoated carbide cutting material, and
increase for DST and coated cutting material or increase oil content of the coolant

Scoring in bore «retraction marks»

* Reamer is allowed to travel too far out of the bore — Only allow the reamer to travel out of the bore
2 mm more than the cutting length at the most

e Material springs back — retraction not at a high speed, but with increased (2-3 times) feed speed

i
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KOMET ® Technical application hints

Types of tool wear

Flank wear
Reduce cutting speed or use a cutting material or coating with higher abrasion resistance.

Major breakage
Reduce feed rate and stock allowance. Use carbide with coating instead of DST for interrupted
bores.

Pitting of chip surface
Reduce cutting speed or use a more positive rake angle.

Edge wear
Increase cutting speed or use a more positive rake angle.

Notch wear
Reduce cutting speed or use a cutting material or coating with higher abrasion resistance.

Fatigue wear
Reduce feed rate, increase stability of the reamer.

Built-up on chip surface
Use positive cutting geometry, increase oil content of coolant, reduce cutting speed v for
uncoated carbide cutting material, increase for DST and coated cutting material.

Hairline cracks
Use enough coolant and inner coolant supply, reduce cutting speed.

Usage and Safety Notes

Safety notes:

¢ The application data specified in the “Recommended application areas” depends on the ambient and application
conditions (e.g. the machine, ambient temperature, lubricant/cooling lubricant used and desired machining results): these
presuppose appropriate application conditions, use and compliance with the spindle speed limits specified for the tools.

¢ To prevent damage to machine and tool, we recommend that the drive power be calculated in advance. The drive power
which is actually available will be found in the machine manufacturer's spindle speed/performance diagram.

¢ Safety equipment should be provided to protect personnel from flying chips.
Please see our safety note (enclosed with packing).

Hazard warning:

If using tungsten carbide-based hard metal products together with cobalt as a binder metal, please read our safety data
sheets, which are available for you to download from our website.
(http://Avww.kometgroup.com/navigation-top/download/service/datenblaetter.html)

Liability information:
Subject to change. KOMET is not liable for damages resulting from selecting the incorrect tools.
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Torque tools | Screwdriver | Key

Reduce your costs: The correct torque protects you from
warranty claims. Preset torque tools
Protect your health: With a patented SoftFinish® handle For controlled screwdriving work, for example in series

design to protect your hands and muscles while you work. production orin applications that are frequently repeated.
Recommended by German doctors and therapists from the

AGR (German Campaign for Healthier Backs).

e Click signal which can be heard and felt clearly when the

set torque value is reached.
Increase your efficiency: The correct torque protects you from

material damage and needing to perform rework.

Each rotary screwdriver handle provides a ratio between

guidance, speed and torque that is perfectly adapted to
Increase your process reliability: Preset torque for repetitive the screwdriving task at hand.

processes.

Logged inspection of individual parts immediately after
To ensure the correct starting torque on screws, the torque manufacture in the plant.

key from the TORX® and TORX PLUS® system has.
Complies with the following requirements: EN ISO 6789, BS
EN 26789, ASME B107.14M (with certificate).

TorqueFix® torque tool easyTorque torque tool
with fixed preset torque with fixed preset torque
accuracy: + 6% accuracy: + 10%

release torque: + 30% release torque: unbounded

Replaceable blade

Torque Order No. Torque Order No. Size Order No. Torque
max.

0,38 Nm L05 00901 0,38 Nm LO5 00902 £ 51P LO5 00700 0,5 Nm
0,62 Nm LO5 00911 0,62 Nm LO5 00912 <3 6IP LO5 00710 1,01 Nm
0,90 Nm LO5 00921 1,01 Nm LO5 00922 £ 7IP L05 00720 1,3 Nm
1,01 Nm LO5 03301 1,28 Nm LO5 00932 % 8IP LO5 00730 2,25 Nm
1,28 Nm L05 00931 1,8 Nm LO5 03320 <3 9IP LO5 00740 3,0 Nm
2,25 Nm L05 03311 2,25 Nm LO5 00942 <% 10IP LO5 00750 4,5 Nm
2,50 Nm L05 00941 2,50 Nm LO5 00952 €3 15I1P LO5 00760 6,6 Nm
2,80 Nm LO5 00951 2,80 Nm LO5 00962 3 20IP LO5 00770 8,0 Nm
4,30 Nm L05 00961 4,30 Nm L05 00972 O sw4 LO5 03410 8,0 Nm
6,25 Nm L05 00971

8 Nm L05 03400

TORX PLUS ® TORX PLUS ® TORX® TORX®

Size Order No. Size Order No. Size Order No. Size Order No.
{3 5IP LO5 00800 <3 5IP L05 01110 8 T15 LO5 00607 78 LO5 00605
3 6P LO5 00810 $3 6lP L05 01120 3720 LO5 00608
{3 7IP L05 00820 % 8IP L05 01240

8IP LO5 00830
. The TORX® keys do fit the new TORX PLUS ® shape but we recommend only. TORX PLUS ©
{3 9P LO5 00840 . .
keys be used for tightening screws.
{3 10IP LO5 00850
{>15IP LO5 00860
{3 20IP LO5 00870

TORX® and TORX PLUS © are registered trademarks for the Acument Intellectual Properties, LLC, Troy Mich., US
TorqueFix ®, TorqueVario ® and SoftFinish ® are registered trademarks for the Wiha Werkzeuge GmbH, Schonach
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Torque tools | Screwdriver | Key

®

Changing the torque

(1) Remove blade

(@ Insert adjusting key in variable torque key handle and turn to set the required torque. The appropriate IP size can be
read from the graduated scale.

(® Push blade in again

TorqueVario® torque tool TorqueVario ®-S torque tool
Variable adjustment Variable adjustment

replaceable blade

Size  Torque  Order No.  Adjusting Replaceable Size Torque Order No. Size Order No.
key blades
{» 5P LO5 00700 QT8 LO5 00601
5P- 0,38- T8 - 0,8-5Nm

L05 00781 LO500990 ¢} 6IP  LO500710 L05 00600 Q715 L05 00603

7IP 1,01 Nm T20 (0,2 Nm)
£»7IP  LO5 00720 37120 LO5 00604
£r9IP 10500740 gynply includes: Torque wrench with adjusting key without
9P-  2,25- <3 10IP 105 00750 replaceable blade
! LO5 00791  LO5 00990 '
20IP 6,25 Nm ¢% 15IP  LO5 00760

€% 20IP LO5 00770

Supply includes:
Torque wrench with adjusting key and replaceable blades.

Allen key Allen key Key
M % H DIN 6368
~ISO 2936L

Size Order No. Size Order No. Size Order No.
O SW1,5 18591 10015 O Sw4 18591 10041 16 18701 80016
O SW2,5 18591 10025 22 18701 80022
O SW3 18591 10030 27 18701 80027
O sw4 18591 10040 32 18701 80032
O SW5 18591 10050 40 18701 80040
O Swe 18591 10060 50 18701 80050

O sw10 18591 10100



KOMET® The service brand name

SERVICE of KOMET

Fast, flexible
and always close to you.

A network of local partners that provide professional
tool refurbishment, trade tools and manufacture
customized solid carbide special tools:

Everything from a single source.




Tool reconditioning that matches the original quality

Our conditioning experts analyse your tools both from a technical
point of view and in terms of cost-effectiveness, and custom
recondition them based on this assessment.

Fully customised coating

It goes without saying that KOMET tools are always given the
same coating as they had originally.

We meet your specific needs and complete the coating within
a few days — even with other common coatings available on
the market.

Special tools

Thanks to expert technical project engineering and design
planning by your KOMET SERVICE® partner, you will be
provided with a special tool tailor-made from solid carbide to
your exact requirements in next to no time.

Tool reworking

Our partners will happily adapt your tools for you,
quickly and flexibly.

TOOLlife range

Buy KomPass TOOL life tools directly from your
KOMET SERVICE® partner.

Strong and supportive network

Extensive network of KOMET SERVICE® partners —
wherever you are.

Collection and delivery service

Your KOMET SERVICE® partner will get your tools
back to you in just a few days.



n rans Slipservice AB
An

gpannegatan 3 | SE-417 05 Géteborg
Tel. +46 31 232060 | Fax +46 31 229684
gorans@kometservice.com

Werkzeugservice Wulf e K.

Inhaber: Karsten Wulf

Industriestr. 40 | D-30900 Wedemark

Tel. +49 5130 37670 | Fax +49 5130 376729
wulf@kometservice.com

Herbert Schaube Werkzeugschleiferei
Alt-Blankenburg 25 | D-13129 Berlin

Tel. +49 30 47471037 | Fax +49 30 4744194
schaube@kometservice.com

D. Hermes GmbH & Co. KG
Otto-Hahn-Str. 8 | D-58739 Wickede

Tel. +49 2377 92810 | Fax +49 2377 1470
hermes@kometservice.com

Kanne Werkzeugtechnik GmbH

Borsigstr. 29 | D-37154 Northeim

Tel. +49 5551 988060 | Fax +49 5551 9880666
kanne@kometservice.com

CNC Werkzeugschleiferei

und Werkzeughandel J. Steikert

OT Gollingen - Am Atzelsberg 1

D-99707 Kyffhauserland

Tel. +49 34671 62551 | Fax +49 34671 79651
steikert@kometservice.com

KOMET SERVICE® Partner

[~
(7

Zero systems, s.r.0.

Pod Trati 493/16 | CZ-32200 Plzen

Tel. +420 377927171 | Fax +420 377983910
zero@kometservice.com

Andre Woitschach GmbH
Max-Berk-StraBe 2 | D-69226 Nussloch
Tel. +49 6224 16334 | Fax +49 6224 16365
woitschach@kometservice.com

Werkzeugschleiferei Liebrich
TrochtelfingerstraBe 9 | D-70567 Stuttgart
Tel. +49 711 714995 | Fax +49 711 712645
liebrich@kometservice.com

NB Werkzeugtechnik

Im Anwandel 12 | D-72459 Albstadt

Tel. +49 7432 2009422 | Fax +49 7432 2009424
nb@kometservice.com

WEMA GmbH

RaiffeisenstraBe 9 | D-85276 Pfaffenhofen
Tel. +49 8441 859160 | Fax +49 8441 8591620
wema@kometservice.com

Gradauer G.M.B.H.

Ternberger StraBe 1a

A-4596 Steinbach/Steyr

Tel. +43 7257 7366 | Fax +43 7257 7366
gradauer@kometservice.com

TBS Werkzeugscharferei AG
Schéndrichstrasse 6 | CH-9230 Flawil

Tel. +41 71 3949030 | Fax +41 71 3949039
ths@kometservice.com

AFLY, AffGtage Lyonnais S.A.S.

200 rue Léon Blum | F-69100 Villeurbanne
Tel. +33 472 148939 | Fax +33 472 140320
afly@kometservice.com

PROJET SERVICE COMMERCIALE SRL

Via Raimondo dalla Costa, 271/1

[-41122 Modena - C.F. e P1.: 03149110367
Tel. 059/250062 - 059/4734320

Fax 059/2558219

pjs@kometservice.com

Fast, flexible and always close to you

www.kometservice.com
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Castelar Tool & Grinding Inc.
2775 Slough St.

L4T 1G2, Mississauga, Ontario, Canada

Tel. +1 9056773090
Fax +1 9056773091
castelar@kometservice.com

NTM, Inc.

140 NE Liberty Street
Minneapolis, MN 55432, USA
Tel. +1 763 780 1420

Fax +1 763 780 8921

Toll Free +1 800 274 4686
ntm@kometservice.com

Ekstrom Carlson

5248 27th Avenue
Rockford, IL 61109, USA
Tel. +1 815 394 1744

Fax +1 815 316 8120
ekstrom@kometservice.com

KOMET SERVICE® Partner

North America

Countyline Tool, Inc.

3303 N. Main Street

East Peoria, IL61611, USA
Tel. +1 309 694 2400

Fax +1 309 694 2445
countyline@kometservice.com

Tri-State Tool Grinding
5311-A Robert Ave
Cincinnati, OH 45248, USA
Tel. +1 513 347 0100

Fax +1 513 347 3728
tristate@kometservice.com

Brecker's ABC Tool Company
15919 East 12 Mile Road
Roseville, Ml 48066, USA
Tel. +1 5867791122

Fax +1 5867790157
breckers@kometservice.com

'~
(7

=
(8"

Razor Tool, Inc.

41 Elm Street

Stoneham, MA 02180, USA
Tel. +1 7816541582
razortool@kometservice.com

Cutting Tool Engineers, Inc.
208 Commerce Parkway
Pelham, AL 35124, USA
Tel. +1 2057330100

Fax +1 2057330191
CTE@kometservice.com

Grinding Technology, LLC
220 Barren Springs Drive
Houston, TX 77090, USA
Tel. +1 7139107719

Fax +1 7139107554
GT@kometservice.com

www.kometservice.com
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Numerical Index

Order No.

099.00.090
099.00.092
099.00.095
099.03.002

15E.30.10010
15E.30.10020
15E.30.10030
15E.30.10040
15E.30.10050
15E.30.10050
15E.30.10070

18050 10025
18050 10030
18050 10040
18050 10050
18050 10060
18050 10070
18050 10080
18050 20040
18050 20100
18050 35050
18050 35070
18050 35080
18050 35100
18589 00012
18589 00014
18589 00019
18589 00022
18589 00027
18589 10005
18589 10006
18589 10008
18589 10010
18589 10013
18591 10015
18591 10025
18591 10030
18591 10040
18591 10041
18591 10050
18591 10060
18591 10100

300.05
300.07
300.08
300.17
300.25
300.30.007
300.30.008
300.45
300.65

301.80.006
301.80.007

306.20.001

33G.17
33G.21
33G.37
33G.65
33G.67
33G.71
33G.85
33G.93

340.20
340.21
340.37
340.38
340.62
340.65
340.66
340.67
340.70
340.71
340.92
340.93
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Page

98/100

98/100

98/100
24

91
91

98/100
98/100

98/100

85
85
85
85
85
85
85
85

33
33
33
33
33
33
33
33
33
33
33
33

Order No.

350.14.002
350.14.003
350.23.002
350.23.003

503.76.008
503.76.009
503.76.010
503.76.011

504.76.009
504.76.010
504.76.011
504.76.012

507.02.008
507.02.009
507.02.010
507.02.011
507.02.012
507.02.043
507.02.044

508.53.009
508.53.010
508.53.011
508.53.020
508.53.021
508.53.022

510.15.008
510.15.009
510.15.010
510.15.011
510.45.007
510.45.008
510.55.007
510.55.008

51200 00425
51200 00432

513.76.008
513.76.009
513.76.010
513.76.011
513.81.008
513.81.009
513.81.010
513.81.011

51391 00040
51391 00050
51391 00063
51391 00080
51391 00100

514.76.008
514.76.009
514.76.010
514.76.011
514.81.008
514.81.009
514.81.010
514.81.011

517.76.008
517.76.009
517.76.010
517.76.011
517.81.008
517.81.009
517.81.010
517.81.011

518.78.009
518.78.010
518.78.011
518.78.013
518.78.014
518.82.009
518.82.010

Page

99/101
99/101
99/101
99/101

100
100
100
100
100
100

99/101
99/101
99/101
99/101
99/101
99/101
99/101
99/101

120
120

115
115
115
115
115

101
101
101
101
101
101
101

Order No.

518.82.011
518.82.013
518.82.014

52806 25035
52806 25040
52806 25045
52806 25050
52806 25055
52806 25060
52806 25065
52806 25070
52806 25075
52806 25080
52806 25085
52806 25090
52806 25095
52806 25100
52806 25105
52806 25110
52806 25115
52806 25120
52806 25125
52806 25130
52806 25135
52806 25140
52806 25145
52806 25150
52806 25155
52806 25160
52806 32035
52806 32040
52806 32045
52806 32050
52806 32055
52806 32060
52806 32065
52806 32070
52806 32075
52806 32080
52806 32085
52806 32090
52806 32095
52806 32100
52806 32105
52806 32110
52806 32115
52806 32120
52806 32125
52806 32130
52806 32135
52806 32140
52806 32145
52806 32150
52806 32155
52806 32160
52806 32165
52806 32170
52806 32175
52806 32180
52806 32185
52806 32190
52806 32195
52806 32200

52911 00751
52911 00920
52911 01020
52911 01025
52911 01320
52911 01430

52G.55
52H.55
52J.65
52K.65
52M.57

52M.57.0397
52M.57.0398
52M.57.0399

Page

101
101
101

121
121
121
121
121
121
121

121
121
121
121
121
121
121
121

121
121
121
121
121
121
121
121

121
121
121
121
121
121
121
121

121
121
121
121
121
121
121
121

121
121
121
121
121
121
121
121

121
121
121
121
121
121
121

115
115
115
115

115

O OV W WY

12
12
12

Order No.

52M.57.0400
52M.57.0401
52M.57.0402
52M.57.0403
52M.57.0497
52M.57.0498
52M.57.0499
52M.57.04H7

52M.57.0500
52M.57.0501
52M.57.0502
52M.57.0503
52M.57.0597
52M.57.0598
52M.57.0599
52M.57.05H7

52M.57.0600
52M.57.0601
52M.57.0602
52M.57.0603
52M.57.0697
52M.57.0698
52M.57.0699
52M.57.06H7

52M.57.0700
52M.57.0701
52M.57.0702
52M.57.0703
52M.57.0797
52M.57.0798
52M.57.0799
52M.57.07H7

52M.57.0800
52M.57.0801
52M.57.0802
52M.57.0803
52M.57.0897
52M.57.0898
52M.57.0899
52M.57.08H7

52M.57.0900
52M.57.0901
52M.57.0902
52M.57.0903
52M.57.0997
52M.57.0998
52M.57.0999
52M.57.09H7

52M.57.1000
52M.57.1001
52M.57.1002
52M.57.1003
52M.57.1097
52M.57.1098
52M.57.1099
52M.57.10H7

52M.57.1100
52M.57.1101
52M.57.1102
52M.57.1103
52M.57.1197
52M.57.1198
52M.57.1199
52M.57.11H7

52M.57.1200
52M.57.1201
52M.57.1202
52M.57.1203
52M.57.12H7
52M.57.1597
52M.57.1598
52M.57.1599
52M.57.1600
52M.57.1601

Order No.

52M.57.1602
52M.57.1603
52M.57.16H7

52N.17

52N.17.04H7
52N.17.05H7
52N.17.06H7
52N.17.07H7
52N.17.08H7
52N.17.09H7
52N.17.10H7
52N.17.11H7
52N.17.12H7
52N.17.16H7

52P57

52P57.0397
52P57.0398
52P.57.0399

52P.57.0400
52P57.0401
52P.57.0402
52P57.0403
52P.57.0497
52P.57.0498
52P.57.0499
52P57.04H7

52P.57.0500
52P57.0501
52P57.0502
52P57.0503
52P57.0597
52P.57.0598
52P.57.0599
52P57.05H7

52P.57.0600
52P57.0601
52P.57.0602
52P57.0603
52P.57.0697
52P.57.0698
52P.57.0699
52P57.06H7

52P.57.0700
52P57.0701
52P57.0702
52P57.0703
52P57.0797
52P57.0798
52P57.0799
52P57.07H7

52P.57.0800
52P57.0801
52P.57.0802
52P57.0803
52P.57.0897
52P.57.0898
52P.57.0899
52P57.08H7

52P.57.0900
52P57.0901
52P.57.0902
52P57.0903
52P.57.0997
52P.57.0998
52P.57.0999
52P57.09H7

52P.57.1000
52P57.1001
52P.57.1002
52P57.1003
52P57.1097

Page
13

10



Order No.

52P57.1098
52P57.1099
52P57.10H7

52P57.1100
52P57.1101

52P57.1102
52P57.1103
52P57.1197
52P57.1198
52P57.1199
52P57.11H7

52P57.1200
52P57.1201

52P57.1202
52P57.1203
52P57.12H7

52P57.1597
52P57.1598
52P57.1599

52P57.1600
52P57.1601

52P57.1602
52P57.1603
52P57.16H7

52Q.17
52Q.17.04H7
52Q.17.05H7
52Q.17.06H7
52Q.17.07H7
52Q.17.08H7
52Q.17.09H7
52Q.17.10H7
52Q.17.11H7
52Q.17.12H7
52Q.17.16H7
540.36.000
540.36.001
540.36.002
540.36.003
540.36.004
540.36.005
540.36.006
540.36.007

540.66.000
540.66.001
540.66.002
540.66.003
540.66.004
540.66.005
540.66.006
540.66.007

545.00.001
545.00.002
545.00.003

545.07.002
545.07.003
545.07.004
545.07.005
545.07.006
545.07.009
545.07.010
545.07.011

545.10.001
545.10.003
545.10.004
545.10.010
545.10.011

545.25.001
545.25.002
545.25.010

545.27.001

112
112
112

112
112
112

112
112
112
112

113
113
113
113
113
115
115

115

Order No.

545.27.001
545.27.002

545.40.001
545.40.002
545.40.003
545.40.004
545.40.005
545.40.006
545.40.007

545.62.004
545.62.014
545.62.015
545.62.016
545.62.017
545.62.018

545.77.001
545.77.003
545.77.004
545.77.011

54B.10.00030
54B.10.00040
54B.90.00030
54B.91.00030

55011 05022
55011 08030
55051 08006
55051 08008
55052 06010
55052 08010
55232 01010
55232 01210
55232 01610
55232 02210

56H.17
56H.21
56H.37
56H.65
56H.67
56H.71
56H.93

56J.17
56J.21
56J.37
56J.65

56J.65.06H7N
56J.65.08H7N
56J.65.10H7N
56J.65.12H7N
56J.65.14H7N
56J.65.15H7N
56J.65.16H7N
56J.65.18H7N
56J.65.20H7N

56J.67
56J.71

56J.71.06H7D
56J.71.06H7N
56J.71.08H7D
56J.71.08H7N
56J.71.10H7D
56J.71.10H7N
56J.71.12H7D
56J.71.12H7N
56J.71.14H7D
56J.71.14H7N
56J.71.15H7D
56J.71.15H7N
56J.71.16H7D
56J.71.16H7N
56J.71.18H7D
56J.71.18H7N
56J.71.20H7D

113

113
119

119

26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26

Order No.
56J.71.20H7N

56J.93

56J.93.06H7D
56J.93.06H7N
56J.93.08H7D
56J.93.08H7N
56J.93.10H7D
56J.93.10H7N
56J.93.12H7D
56J.93.12H7N
56J.93.14H7D
56J.93.14H7N
56J.93.15H7D
56J.93.15H7N
56J.93.16H7D
56J.93.16H7N
56J.93.18H7D
56J.93.18H7N
56J.93.20H7D
56J.93.20H7N

56Q.17
56Q.21
56Q.37
56Q.65
56Q.67
56Q.71
56Q.93
56R.17
56R.21

56R.37
56R.65

56R.65.06H7N
56R.65.08H7N
56R.65.10H7N
56R.65.12H7N
56R.65.14H7N
56R.65.15H7N
56R.65.16H7N
56R.65.18H7N
56R.65.20H7N

56R.67
56R.71

56R.71.06H7D
56R.71.06H7N
56R.71.08H7D
56R.71.08H7N
56R.71.10H7D
56R.71.10H7N
56R.71.12H7D
56R.71.12H7N
56R.71.14H7D
56R.71.14H7N
56R.71.15H7D
56R.71.15H7N
56R.71.16H7D
56R.71.16H7N
56R.71.18H7D
56R.71.18H7N
56R.71.20H7D
56R.71.20H7N

56R.93

56R.93.06H7D
56R.93.06H7N
56R.93.08H7D
56R.93.08H7N
56R.93.10H7D
56R.93.10H7N
56R.93.12H7D
56R.93.12H7N
56R.93.14H7D
56R.93.14H7N
56R.93.15H7D
56R.93.15H7N
56R.93.16H7D

Page
26

21

Order No.

56R.93.16H7N
56R.93.18H7D
56R.93.18H7N
56R.93.20H7D
56R.93.20H7N

56X.21

57B.40.00010
57B.40.00020
57B.49.00010
57B.49.00020
57B.49.00030
57B.49.00040
57B.50.00010
57B.50.00020

58M.17
58M.21
58M.57

58M.57.12H7
58M.57.14H7
58M.57.15H7
58M.57.16H7
58M.57.18H7
58M.57.20H7
58M.57.22H7
58M.57.24H7
58M.57.25H7
58M.57.26H7
58M.57.28H7
58M.57.30H7

58M.65
58M.85
58M.93

58M.93.12H7
58M.93.14H7
58M.93.15H7
58M.93.16H7
58M.93.18H7
58M.93.20H7
58M.93.22H7
58M.93.24H7
58M.93.25H7
58M.93.26H7
58M.93.28H7
58M.93.30H7

58N.17
58N.21
58N.57
58N.58

58N.58.12H7
58N.58.14H7
58N.58.15H7
58N.58.16H7
58N.58.18H7
58N.58.20H7
58N.58.22H7
58N.58.24H7
58N.58.25H7
58N.58.26H7
58N.58.28H7
58N.58.30H7

58N.62
58N.65
58N.82
58N.85
58N.92

58N.92.12H7
58N.92.14H7
58N.92.15H7
58N.92.16H7
58N.92.18H7
58N.92.20H7
58N.92.22H7

24

120
120
120
120
120
120
120
120

Order No.

58N.92.24H7
58N.92.25H7
58N.92.26H7
58N.92.28H7
58N.92.30H7

58N.93
58T.17
58T.21
58T.57
58T.65
58T.85
58T.93
58U.17
58U.21
58U.57
58U.58
58U.62
58U.65
58U.82
58U.85
58U.92
58U.93

640.01.001
640.01.002
640.01.003
640.01.005
640.01.006

640.03.001
640.03.002
640.03.003
640.03.004
640.03.005

640.04.001
640.04.002
640.04.003
640.04.005
640.04.006

640.20
640.21
640.37

640.65.15H7N
640.65.16H7N
640.65.18H7N
640.65.20H7N
640.65.22H7N
640.65.24H7N
640.65.25H7N
640.65.28H7N
640.65.30H7N
640.65.40H7N

640.66
640.67
640.70
640.71

640.81.001
640.81.002
640.81.003
640.81.005
640.81.006

640.84.001
640.84.002
640.84.003
640.84.005
640.84.006

640.92
640.93

640.93.15H7D
640.93.15H7N
640.93.16H7D
640.93.16H7N
640.93.18H7D

Numerical Index

149




Numerical Index

Order No.

640.93.18H7N
640.93.20H7D
640.93.20H7N
640.93.22H7D
640.93.22H7N
640.93.24H7D
640.93.24H7N
640.93.25H7D
640.93.25H7N
640.93.28H7D
640.93.28H7N
640.93.30H7D
640.93.30H7N
640.93.40H7D
640.93.40H7N

71G.65.0700D
71G.65.0700N
71G.65.0750D
71G.65.0750N

71G.93

71G.93.0700D
71G.93.0700N
71G.93.0750D
71G.93.0750N
71H.65.0800D
71H.65.0800N
71H.65.0850D
71H.65.0850N
71H.65.0900D
71H.65.0900N
71H.65.0950D
71H.65.0950N
71H.65.1000D
71H.65.1000N

71H.93

71H.93.0800D
71H.93.0800N
71H.93.0850D
71H.93.0850N
71H.93.0900D
71H.93.0900N
71H.93.0950D
71H.93.0950N
71H.93.1000D
71H.93.1000N

72A.30.07000
72A.30.07500
72A.30.08000
72A.30.08500
72A.30.09000
72A.30.09500
72A.30.10000
72A.60.07000
72A.60.07500
72A.60.08000
72A.60.08500
72A.60.09000
72A.60.09500
72A.60.10000

75A.30.13060
75A.30.13070
75A.30.15060
75A.30.15070

75A.40.13010
75A.40.13020
75A.40.13030
75A.40.13040
75A.40.13050
75A.40.13060
75A.40.13070
75A.40.15010
75A.40.15020
75A.40.15030
75A.40.15040

150

Page

52
52
52
52
52
52
52
52
52
52
52
52
52
52
52

104
104
104
104

107

104
104
104
104
104
104
104
104
104
104
104
104
104
104

107

104
104
104
104
104
104
104
104
104
104

105
105
105
105
105
105
105
105
105

Order No.

75A.40.15050
75A.40.15060
75A.40.15070
75A.41.13010
75A.41.13020
75A.41.13030
75A.41.13040
75A.41.13050
75A.41.15010
75A.41.15020
75A.41.15030
75A.41.15040
75A.41.15050
75A.60.13050
75A.60.13060
75A.60.13070

75H.17
75H.21
75H.37
75H.65
75H.67
75H.71
75H.85
75H.93
75).17
75J).21
75).37
75J).65

75J).65.18H7N
75J).65.20H7N
75J).65.22H7N
75J).65.24H7N
75J.65.25H7N
75J).65.28H7N
75J).65.30H7N
75J.65.32H7N
75J).65.35H7N
75J).65.40H7N
75J.65.50H7N

75).67
75).71

75).71.18H7D
75J.71.18H7N
75J.71.20H7D
75J.71.20H7N
75).71.22H7D
75).71.22H7N
75).71.24H7D
75).71.24H7N
75).71.25H7D
75).71.25H7N
75).71.26H7D
75).71.26H7N
75).71.28H7D
75J.71.28H7N
75J.71.30H7D
75J.71.30H7N
75).71.32H7D
75J.71.32H7N
75J).71.35H7D
75J.71.35H7N
75).71.40H7D
75).71.40H7N
75).71.42H7D
75).71.42H7N
75J).71.50H7D
75J.71.50H7N
75).71.54H7D
75).71.54H7N
75J).85

75J).93

75J.93.18H7D
75J.93.18H7N
75J.93.20H7D
75J.93.20H7N
75J.93.22H7D
75J.93.22H7N

69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69
69

67

68
68
68
68
68
68

Order No.

75J).93.24H7D
75J.93.24H7N
75J).93.25H7D
75J.93.25H7N
75J).93.26H7D
75J.93.26H7N
75J).93.28H7D
75J.93.28H7N
75J.93.30H7D
75J.93.30H7N
75J).93.32H7D
75J.93.32H7N
75J).93.35H7D
75J.93.35H7N
75J).93.40H7D
75J.93.40H7N
75J).93.42H7D
75J.93.42H7N
75J.93.50H7D
75J.93.50H7N
75J).93.54H7D
75J.93.54H7N

76H.17
76H.21
76H.37
76H.65
76H.67
76H.71
76H.85
76H.93
76J.17
76J.21
76J.37
76J.65
76).67
76J).71
76J.85
76J.93

77H.17
77H.21
77H.37
77H.65
77H.67
77H.71
77H.85
77H.93
77317
77]).21
77).37
77).65
77).67
77).71
77).85
77).93

78M.17
78M.21
78M.57

78M.57.18H7
78M.57.20H7
78M.57.22H7
78M.57.24H7
78M.57.25H7
78M.57.26H7
78M.57.28H7
78M.57.30H7

78M.65
78M.85
78M.93

78M.93.18H7
78M.93.20H7
78M.93.22H7
78M.93.24H7
78M.93.25H7
78M.93.26H7
78M.93.28H7
78M.93.30H7

Order No.

78N.17
78N.21
78N.57
78N.58

78N.58.18H7
78N.58.20H7
78N.58.22H7
78N.58.24H7
78N.58.25H7
78N.58.26H7
78N.58.28H7
78N.58.30H7

78N.62
78N.65
78N.82
78N.85
78N.92

78N.92.18H7
78N.92.20H7
78N.92.22H7
78N.92.24H7
78N.92.25H7
78N.92.26H7
78N.92.28H7
78N.92.30H7

78N.93

A33 54000.0400
A33 54000.0500
A33 54000.0600
A33 54000.0700
A33 54000.0800
A33 54000.0900
A33 54000.1000
A33 54000.1100
A33 54000.1200
A33 54000.1300
A33 54000.1400
A33 54000.1500
A33 54000.1600
A33 55000.0400
A33 55000.0500
A33 55000.0600
A33 55000.0700
A33 55000.0800
A33 55000.0900
A33 55000.1000
A33 55000.1100
A33 55000.1200
A33 55000.1300
A33 55000.1400
A33 55000.1500
A33 55000.1600
A33 55000.1700
A33 55000.1800
A33 55000.1900
A33 55000.2000

LO1 14201
LO1 14211
LO1 14221
LO1 14231
LO1 14241
LO1 14251
LO1 14261
LO1 14271
LO1 14281
LO1 14291
LO1 14301
LO1 14311
LO1 14321
LO1 14331
LO1 14400
LO1 14410
LO1 14420
LO1 14430
LO1 14440
LO1 14450

121

Order No.

LO1
LO1
LO1
LO1
LO1
LO1
LO1
LO1
LO1
LO1
LO1

14460
14470
14501
14511
14521
14531
14540
14551
14561
14571
14581

L05 00600
L05 00601
L05 00603
LO5 00604
LO5 00605
L05 00607
L05 00608
L05 00700
L05 00710
L05 00720
L05 00730
L05 00740
L05 00750
L05 00760
L05 00770
L05 00781
L05 00791
L05 00800
L05 00810
L05 00820
L05 00830
L05 00840
LO5 00850
L05 00860
L05 00870
L05 00901
L05 00902
L05 00911
L05 00912
L05 00921
L05 00922
L05 00931
L05 00932
L05 00941
L05 00942
L05 00951
L05 00952
L05 00961
L05 00962
L05 00971
L05 00972
L0O5 01110
L05 01120
L05 01240
L05 03301
L05 03311
L05 03320
L05 03400
L05 03410

NOO 15261
NOO 15271
NOO 15281
NOO 15291
NOO 15301
NOO 17661
NOO 17671
NOO 17681
NOO 17691
NOO 17701
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& KOMET"

11010 B+ N38 A PLUS for our customers and the environment

The company targets

KOMET pursues a consistent policy of investments and achieves long-term and profitable growth
via continuous improvement of products and processes as well as via consistent qualification of
employees. This increases the value of the company. KOMET consistently increases its innovation
quota via research and development, offering the market new products every year. KOMET is a
premium quality manufacturer and motivates employee qualification and customers in their IDEAS
FACTORY. The training quota of vocational beginners is exemplary for the entire field of business.

The products and services

KOMET products and services offer the customer incomparable added value. KOMET develops,
manufactures and sells the comprehensive, modular portfolio on bore machining as full-range
suppliers. KOMET offers the innovative technologies, thereby taking the high economic viability,
best quality and most attractive designs into account. KOMET sees itself not purely as a tool manu-
facturer, but rather as suppliers of innovative solutions and ideas for the benefit of the customer:
TOOLSQIDEAS”,

The customer

KOMET places value on long-term, binding customer relations, seeing itself as a partner of the
customer in a balance of benefit supplies and benefit harvests.

KOMET records customers' demands and then produces the most effective ideas and tool solu-
tions for their machining tasks. KOMET offers the customer information and collaboration via their
worldwide presence in local Service Centres. The IDEAS FACTORY supports vocation-related training
and further qualifications for customers.

The environment / surroundings

KOMET feels itself obliged to avoid any wastage, and therefore commits itself to responsible usage
of raw materials and careful utilisation of remaining materials.

KOMET management is well aware of its responsibilities towards society, and creates the founda-
tions for modern working environments and working conditions. The specifications on ergonomics
and work safety are taken into account. Beholden to the founder, Robert Breuning, KOMET sup-
ports the site at Besigheim, maintaining direct contact to schools and social facilities in the region.
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With these claims in mind, KOMET has introduced a modern, integrated management sys-
tem, known as KMS (KOMET Management System), which is certified in accordance with ISO
9001:2008, ISO 14001:2009 and the German ,Akkreditierungs-und Zulassungsverordnung
Arbeitsférderung — AZAV”.

Certification
http://Awww.kometgroup.com/navigation-top/download/service/zertifikate.html
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GERMANY

KOMET Deutschland GmbH
ZeppelinstraBe 3 - 74354 Besigheim
Tel. +49 7143 3730 - Fax +49 7143 373233 - info@kometgroup.com

KOMET Deutschland GmbH - Werk Stuttgart
RuppmannstraBe 32 - 70565 Stuttgart-Vaihingen
Tel. +49 711 788910 - Fax +49 711 7889111

FRANCE

KOMET S.a.r.l.

4 rue de Copenhague - 67300 Schiltigheim

Tel. +33(0) 4 37 46 09 00 - Fax +33(0) 4 78 35 36 57 - info.fr@kometgroup.com

GREAT BRITAIN

KOMET (UK) Ltd.
Palmerston House - 814 Brighton Road - CR8 2BR - Purley / Surrey
Tel. +44(0)1827 302518 - Fax +44(0)20 8655 8501 - info.uk@kometgroup.com

ITALY

KOMET Utensili S.R.L.
Via Massimo Gorki n. 11 - 20098 S. Giuliano Mil.
Tel. +39 02 98 40 28 1 - Fax +39 02 98 44 96 2 - info.it@kometgroup.com

AUSTRIA

KOMET Deutschland GmbH
ZeppelinstraBe 3 - DE-74354 Besigheim
Tel. +43 512 28355932 - Fax +43 512 28355999 - info.at@kometgroup.com

POLAND

KOMET-URPOL Sp. z 0.0
ul. Przyjazni 47 b - PL 47-225 Kedzierzyn-Kozle
Tel. +48 77 405 31 00 - Fax +48 77 405 31 10 - info.pl@kometgroup.com

RUSSIA

00O KOMET GROUP
ul. Bakhrushina 32/1 - 115054 Moscow
Tel. +7 495 956 04 82 - Fax +7 495 956 82 63 - info.ru@kometgroup.com

SWITZERLAND

KOMET Deutschland GmbH
ZeppelinstraBe 3 - DE-74354 Besigheim
Tel. +49 7143 3730 - Fax +49 7143 373233 - info@kometgroup.com

SPAIN

KOMET IBERICA TOOLS S.L.
Av. Corts Catalanes 9-11 - Planta baja, local 6B - 08173 Sant Cugat Del Valles
Tel. +34 93 5839620 - Fax +34 93 5839612 - info.es@kometgroup.com

SWEDEN - DENMARK - NORWAY

KOMET Scandinavia AB
Box 9177 - SE-200 39 Malmo
Tel. +46 40 49 28 40 - Fax +46 40 49 19 95 - scandinavia@kometgroup.com

CZECH REPUBLIC - SLOVAK REPUBLIC

KOMET GROUP CZ s.r.o.
Pripotoc¢ni 1519/10b, 101 00, Praha 10
Tel. +420 246 083 105 - Fax +420 235 311 890 - info.cz@kometgroup.com

TURKEY
KOMET KESICI TAKIMLAR SAN. VE TIC. LTD. STI

(VLY.

KOMET of America, Inc.

2050 Mitchell Blvd. - Schaumburg - IL 60193-4544
Tel. +1(847) 923-8400 - +1 (847) 923-8480

Fax +1 (800) 865-6638
customerservice.us@kometgroup.com

CANADA

KOMET of CANADA Tooling Solutions ULC

2775 Slough St. - Mississauga, Ontario LAT 1G2 - Canada
Tel. +1 (905) 551-1743
customerservice.ca@kometgroup.com

MEXICO

KOMET de México S. de R. L. de C.V

Acceso 1 Nave 8 No. 116 - Fraccionamiento Industrial La Montafa
Querétaro, Qro. C.P 76150 México

Tel. +52 442-210-9020
customerservice.mx@kometgroup.com

CHINA

KOMET GROUP Precision Tools (Taicang) Co.,Ltd.

No. 5 Schaeffler Road Taicang, Jiangsu Province, PRC 215400
Tel. +86 512 53575758 - Fax +86 512 53575759
info.cn@kometgroup.com

JAPAN

KOMET GROUP KK

# 180-0006 - 1-22-2 Naka-cho Musashino-shi
Tokyo Japan - Grand Preo Musashino 203

Tel. +81(0)422 50 0682 - Fax +81(0)422 50 0683
info.jp@kometgroup.com

KOREA

KOMET Korea Co.,Ltd.

#201,Lotte IT Castle-2, 98, Gasan digital 2-ro,
Geumcheon-gu, Seoul, Korea 153-768

Tel. +82(0)2.2082-6300 - Fax +82(0)2.2082-6309
info.kr@kometkorea.com

INDIA

KOMET Precision Tools India Pvt. Ltd.

16J, Attibele Industrial Area - BANGALORE - 562 107
Tel. +91 80 6772 8000 - Fax +91 80 6772 8100
info.in@kometgroup.com

THAILAND

KOMET GROUP Precision Tools (Thailand) Co.,Ltd.
16th Floor Unit A, Bangna Tower A

2/3 Moo 14, Bangna - Trad Road, K.M. 6.5
Bangkaew, Bangplee, Samutprakarn, 10540

Tel. +66 (0)2 797 0717

info.sea@kometgroup.com

Istanbul World Trade Center - EGS Business Park Block B2 / 127 - 34149 Yesilkdy-Bakirkdy / Istanbul

Tel. +90 544 273 1846 - Fax +90 212 465 8447 - info.tr@kometgroup.com

www.kometgroup.com
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