SWWARFBREAKER

.= ROMPE VIRUTAS.

THREADING
o TECHNOLOGY



APPLICATION CHART — TABLA DE UTILIZACION

Range of application Campo de aplicacion Rigid and classical thread cutting - Roscado clasico y rigido
For rotors, wheel hubs or gear wheels, Para rotores, cubos o ruedas dentadas, < A
in all kind of parts with blind holes with todas piezas ciegas con agujero previo o
tapping depth <4 x D, and counter bore, <4 xD,, en aceros de consfruccién, 2
. . . . . -
in structural or cementation steels, spheroi- fundiciones nodulares, aceros aleados < s |
dal graphite and malleable cast iron, alloy 1150N,/mm?, fundicién gris, fundiciones g |50
steels up to 1'150 N/mm?, grey cast iron de aluminio. £ 20
.. o]
and aluminium alloys. >
o -
< 30
N
£ I35
Solution "swarf breaker" Solucion "rompe virutas" K K
DC has developed taps with TICN coating DC a concebido un macho recubierto > [10
with specific cutting geometry capable of de TiCN, con una geometria de corte = -
. . . . T T T T T T T T T 1 T T T —
breaking the swarf into small manageable capaz de romper las virutas, que vienen ' o -
. . . . , ;. Tensile strength — Resistencia a la traccién
chips which are then flushed out with the evacuadas hacia atrds con el liquido de
coolant, via the long straight flutes. la refrigeracién siguiendo las ranuras N/mm? 200 300 400 500 600 700 800 900 1000 1100 1200 1300 1400
derechas alargadas. HB 120 150 180 210 240 265 300 325 355 385 415
HRC 2w 3 35 s 4l 4
Application groups (DIN) Clasificacion de los materiales (AISI/ASTM)
No swarf nest Usted escoge ’ ’ Free-cutting steels ’ 2 Structural, ’ ’ Aceros de decoletaje ’ 2 Aceros de construccion
The 'K’ geometry allows a clean tapping La geometria de corte es adaptada al cementation steels o de cementacicn
experience - swarf removal is excellent, roscado cldsico con un mandril con com- 10711 9520 1.0037 St37-2 (S2350R) 10711 1212 1.0037 1015
#h 1o nesting” dih T Snal | doricid 1.0715 9 SMn 28 1.0050 St 50-2 (E295) 10715 1213 1.0050
with no ‘nesfing’ around fne fap. The pensacion a la vez que ai roscado rgido. 1.0718 9 SMnPb 28 1.0(9)63 St 6(0-2 (E335) 10718 12113 10060
; ; . 10726 35520 1.5919 15 Crli6 10726 1140 15919 4320
Cénslsfonf chip Q'UGF antees a safe fap _ 1.0737 9 SMnPh 36 17131 16 MnGr5 10737 12114 17131 5115
ping process. This level of swarf control is
par ticularl Iy beneficial when tapping ina / ’3 / Carbon steels / / ’ 4 / Alloy steels / / ’ 3 /Ateros al carbon / / ’ 4 Aceros aleados /
. . 2
horizontal motion. < 850 N/mn < 850 N/mm
1.0503 (45 1.2363 X100CrMoV5-1 1.0503 1043 1.2363 A2
1.0535 €55 1.3551 80MoCrV42-16 1.0535 1055 1.3551 M50
1.0601 C60 14922 X20GMoV12-1 1.0601 1060 14922
, . . . 1.1545 C105W1 1.7218 25CrMo4 1.1545 W 110 1.7218 4130
It's your choice It's your choice 1.2067 100 Cr 6 17220 34GMod 12067 L3 17220 4135
- The cutfing geometry is suitable for classi- The cutting geometry is suitable for classi-
a . . . . . . . . 3’ Cast iron 3’ Fundicion gris
= cal tapping with a compensating spindle cal tapping with a compensating spindle
y Il as for rigid tappin Il as for rigid tappin
CLASSIG as well as for rigid fapping. as wellas for igid tapping, 1.3553 X8ZWMoCV6-5-4 06015 6615 1.3553 06015 A4.258
1.6580 30CrNiMo8 0.6020 GG 20 1.6580 0.6020 A48-308B
17220 34CMod 0.6025 66 25 17220 4135 0.6025 A48-40B
1.7225 42(rMo4 0.6030 GG 30 1.7225 4140 0.6030 A48-45B
1.8507 34CrAIMo5 1.8507 K 23510 (UNS)
SYNCHRO
3 2 Spheroidal graphite + 6 2 Short chip brass + 3 2 Fundicion de grafito + 6 2 Laton, bronce
‘malleable cast iron phor esferoidal y maleable (vil
g;g:g ggg 283 2.0401 (UZﬂ39PE3(M553) 0.7040 60-40-18 2.0401 (38500
. . . . | L 2.0402 CuZn40Pb 2 (Ms58) 0.7043 2.0402 (37800
Specific r equirements Exigencias - S 0.7050 666 50 21030 Cun 8 (Bz) 0.7050 65-45-12 2.1030 (52100
Through spindle coolant, with a minimum Centro control numérico con refrigeracion 07060 GGG 60 21096 6-CuSn 5 ZnPb 07060 80-55-06 2109
, ) . ' 0.7080 GGG 80 07080 120-90-02
exit pressure of 20 bar - with the tap por el centro con una presién de salida
engaged in the holder - is required for del macho de minimo 20 bars. 6.3 [omo e brass 74 [Walloyed si > 10% 63 [eton 74 [ aleado si> 10%
optimum performance. Mg-alloys (virutas largas) Aleaciones Magnesio
2.0240 CuZnl5 (Ms85) 3.2381 G-AlISil0Mg 2.0240 (2300 3.2381 A 360
2.0265 CuZn30 (Ms70) 3.2382 GD-AISi10Mg 2.0265 C 26000 3.2382
> 20 ba r 2.0321 (uZn37 (Ms63) 3.2581 G-AISi 12 2.0321 27200 3.2581 A413
3.2583 G-ALSi 12 (Cu) 3.2583 A413.1
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HSSE
M ISO DIN 13 Ll DIN376

CiAssic CiAssic
19 5 a 60° c
% — ._] 2.5xP
qe ]l
|
=l P 6HX 6HX
ad P | | | d a ad P | | | d a
M ] mm m]m m:n m:n m:n mm ‘ -)*(- 1D ID M ] mm m]m m:n m:n m:n mm ‘ -)*(- ID
6 1.00 80 170 28.0 6.0 49 3 5.00 170766 6 1.00 110 170 30 45 34 3 5.00 170646
10 1.50 100 22.0 370 . I . 170772 10 1.50 125 22.0 50 7.0 170652
14 2.00 110 28.0 490 170778 167983
20 2.50 140 36.0 70.0 170786 167985
167987
167988
167990
V¢ (m/min)
M6 - M10 M12 - M16 M20 - M30 M33 - M42
32 28 22 18
EEEE - e x :
24 20 16 12
15 12 8 6
35 30 25 20
4 5
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TECHNICAL QUESTIONNAIRE

THREAD CUTTING AND THREAD FORMING

CUESTIONARIO TECNICO

ROSCADO Y ROSCADO POR LAMINACION

Inquiry L1 Test result [ Complaint [ Offertar Resultado de prueba L1 Reclamacion [
Agency : Contact : Agente : Responsable :
Customer : E-mail : Cliente : E-mail :
Phone or fax : Date : Tel. o fox : Fecha :
. Tool type : Thread size : . Tipo de herramienta : Dimensiones :
Particularity Class of tolerance : Particularidad : Tolerancia
. Material group : . Referencia del material :
Material N° : Hardness : N/mm? /HB/HRC No del material : Dureza : N/mm? /HB/HRC
Norm : Elongation : % Norma : Alargamiento : %
. Thread : [Cdblind hole  [Clthrough hole Threaded length : mm . Roscado : Cciego Cpasante Longitud roscada : mm
Core hole 0 : Depth mm @ taladro previo : Profundidad : mm
Counter-bore @ : Depth mm @ previo despejado : Profundidad : mm
. Cutting speed (V) : m/min 1/min . Velocidad de corte (V) : m/min 1/min
Feed (f) : % Avance (f) : %
. Machine : Clinternal coolant . Méquina : Cllubrificacion — interior
Working position : Clhorizontal Clvertical Posicion de trabajo : [horizontal Clvertical
Rigid Tapping : CJ”Soft Rigid Tapping” Tapping spindle :[Jaxial compensation Roscado sincronizado : [1"Soft Rigid Tapping” Mandril :[con compensacion axial
Ceollet [(Ide-clutching Cpinza [con deshloqueo
[CIWeldon Clreversible CIWeldon Clreversible
[Thot / cold shrunk [sliding clutch CIsujeccion termicd / en frio [Icon embrague de friccion
6. Lubricant : Clemulsion Cloil Clair T mist 6. Lubrificante : Ctalodring Caceite Claire Clmicrolubrificacion
Product : Producto :
7. Tool change reason : [tool wear [Ttool breakage 7. Razon del cambio del util [desgaste Clrotura del macho

[Ttooth breakage in the chamfer lead Crotura de los dientes de entrada

[Ttooth breakage in the guiding thread

[Tthread not correct (checked with thread plug gauge) [Clroscado incorrecto (controlado con calibre)

CImachine error [Clerror de maquina Clrotura de los dientes guia

8. Efficiency comparison 8. Comparacion de rendimiento

Tool under test : Macho en prueba :

Performance and observations : Rendimiento y observacion :

Remarks : Observacion :

copy to be sent o DC SWISS SA - CH-2735 Malleray Fax +41 32 491 64 64 copia a mandara  DC SWISS SA - CH-2735 Malleray Fax +41 32 491 64 64
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