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C. Navoj / Threading / PeabboHnape3sanue
C.a. Plocice za rezanje navoja / Inserts for threading / lnacTuHbl ans pesab6oHape3aHue

S-MAX Katalo$ka oznaka Dimenzije Sorte/Grades/Mapku cnnasos

. imensions
Plocica za spoljasnji metricki navoj Ordering code Paawep Presvuéene Nepresvucene

Insert for external metric thread O06o3Ha4eHue NnacTuH Coated Uncoated
[nacTUHbLI AN Hapy>XHoU pe3bbe (MeTpuyeckas Kerak| C nokpbiTnem | Bes nokpbitna
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S-MAX Katalo$ka oznaka Dimenzije Sorte/Grades/Mapku cnnasos
Ploéica za unutra$nji navoj Ordering code Paswep Presvuéene Nepresvuéene
Insert for internal thread O603Ha4yeHune NnacTuH Coated Uncoated
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C. Navoj / Threading / PeabboHnape3sanue
C.a. Plocice za rezanje navoja / Inserts for threading / lnacTuHbl ans pesab6oHape3aHue

S-MAX KataloSka oznaka Sorte/Grades/Mapku cnnasos
Ordering code Presvuéene Nepresvuéene
O6Go3Ha4eHue NnacTuH Coated Uncoated
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C. Navoj / Threading / PeabboHnape3sanue

C.b.Drzaci / Toolholders / Pe3ubl

T-MAX U
Spoljasnje struganje navoja
External threading

Pesew ans HapyXHo 06ToukM 0 f
h1
Koristiti plocice 10° ®
Inserts to be used
Monb3oBaTh NNacTUHU
RS66.0S-...
h
- 4
b
Kataloska oznaka Dimenzije mm Oblast koraka Rezervni delovi/Spare parts/3anacHble 4acti
Ordering code Dimensions mm Lharfad pitch Viak RIoE
Kop nHcTpymeHTa Pasmep mm FEvoRralinG Screw Key
l,_ L, b h=h f mm e P e
RS66.0FG-2525-16 100 216 16 16 20 0.5-3.0 32-8 5513 020-10 416.1-864
T-MAX U
Unutrasnje struganje navoja
Internal threading
Pesel ansi BHyTpeHHON 06TOYKM 0°
Koristiti plocice ]
Inserts to be used IS
Monb3oBaTh NNacTUHU
RS66.0U-...
&
Kataloska oznaka Dimenzije mm Oblast koraka Rezervni delovi/Spare parts/3anacHble yactu
Ordering code Dimensions mm thread pitch Viak KIoE
Kop uHcTpymeHTa Pasvep mm navojaka / in& Screw Key
L, L, d h D mm = e
RS66.0KF-16-16 200 305 16 15 20 0.75-3.0 32-8 5513 020-10 416.1-864
RS66.0KF-20-16 250 34.0 20 18 25
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C. Navoj / Threading / PeabboHnape3sanue
C.b.Drzaci / Toolholders / Pe3ubl

T-MAX U Koristiti plogice
Inserts to be used

Monb3oBaTb b
nnacTuHu

TI-15.1NR-2.54WMO

T s

a
)
7
(i

A

dg7

KataloSka oznaka Dimenzije mm

Ordering code Dimensions mm

Koa uHcTpymeHTa Paavep mm

I I, b dg7 f

S40S-PSWNR 15-L 242 250 37 40 27
Rezervni delovi / Spare parts / 3anacHble 4acTm
Tooiholder Pomaintn | KBGGD Simat | Lo B
Pesey Tonkatent erynku | Knioy (vm) BuHT Brynka Pbivar On.nnactuHa
S40S-PSWNR 15-L 174.3-873 174.1-864 174.3-825 174.3-864 174.3-843M P6M5

I
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C.c.Tehni¢ke informacije Navoj
Technical information Threading ISO
TexHUuYecKoe npunoxeHue Pe3sL60Hape3aHue

1. Metod izrade spoljasnjeg navoja
1. Methods for external threading
1. MeToabl Hape3aHus HapyXHasa pe3bba

2. Metod izrade unutrasnjeg navoja
2. Methods for internal threading
2. MeToabl Hape3aHUsi BHYyTEPHHAA pe3bba

Desni navoj
Right hand threads
MNpaBas pa3bba

B i

e

Desnorezni alati/ploCice
Right hand tools/inserts
[MpaBoCTOPOHHMIA
peseu/nnactuHa

@D

. AN

W
0

1:© L:——E

Desnorezni alati/plocice
Right hand tools/inserts
[MpaBOCTOPOHHUIA
peseu/nnactuHa

Desnorezni alati/plocice
Right hand tools/inserts
[MpaBoCTOPOHHMIA
peseu/nnactuHa

Levi navoj
Left hand threads
JleBas pe3bba

|l

Levorezni alati/plocCice
Left hand tools/inserts
J1eBOCTOpPOHHUI
peseu/nnactuHa

14

\

L
e
)0

Levorezni alati/plocice
Left hand tools/inserts
JleBOCTOpPOHHMM
peseu/nnacTtuHa

—————
——
—
—
—_—

Levorezni alati/plocCice
Left hand tools/inserts
J1eBOCTOPOHHUI
peseu/nnacTtvHa

Desni navoj
Right hand threads
MNMpaBas pa3bba

AN

\ O
\l/

MWV VWV

Desnorezni alati/plocice
Right hand tools/inserts
[paBOCTOPOHHMIA
pesev/nnacTvHa

ANV

Desnorezni alati/plocice
Right hand tools/inserts
[paBOCTOPOHHMN
peseu/nnacTtuHa

Levi navoj
Left hand threads
JleBas pe3bba

I AAA]

N

~
o~

VANV

Levorezni alati/plocice
Left hand tools/inserts
J1leBOCTOPOHHUNI
peseu/nnactuHa

Levorezni alati/plocice
Left hand tools/inserts
JleBOCTOPOHHMI
peseu/nnacTuHa

Napomena: negativni ugao navoja
Note: negative helix angle
3ameuaHue: oTpuuaTenbHbIN Yron nogbema

Napomena: negativni ugao navoja
Note: negative helix angle
3ameuaHue: oTpuuaTenbHbIM yron nogbema
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C.c.Tehni¢ke informacije Navoj
Technical information Threading
TexHu4yeckoe npunoxeHve Pe3bboHape3aHue

ISO

3. Izbor ugla nagiba izjednacenja
3. Choosing an angle of inclination
3. BbiGop yron HaknoHa pexyuien KpoMKu

c Korak (mm) Navoja (in¢)
Lead (Pitch) (mm) Threads (inch)
War (mm) LWar HuTkm (aronm)

[ [/ /
7 i AR,
iF I 4
¥ & -
I o
6 (",/rg 1/ P Ve
VAR, -
i / . -6
I‘ ,/ '}(’ 7
SN 7AW P .
r/// mp -9
o — 11
2 ,/ 50
/14 1 " s
// — 18
VT — 2
— 32
rd
50 100 150 200 mm
2 4 6 8

Formula za izra¢unavanje ugla nagiba
Formula for calculating the angle of inclination

Preénik (mm-ing¢)
Diameter (mm-inch)
OnameTtp (MM-O1O1M)

Yron HaknoHa pexyLuen KPOMK/ NNacTUHU MOXHO NoAcuYMTaTh No cregytowein popmyre

P P=Korak P=Pitch P=LLar
tgh=——— D=Nominalni D=Effective D=[nameTp pe3bbbl
DxT pre¢nik navoja diametar of thread A=Yron HaknoHa pexyLieu
A=Ugao nagiba A=Angle of incination KPOMKM MNacTuHbI
CORUN
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ulazni pomak

vecih profila

C.c.Tehni¢ke informacije Navoj
Technical information Threading ISO
TexHU4eckoe npurnoxeHue Pe3b60|-|ape3al-me
4. Izbor tipa ulaznog pomaka za operacije rezanja navoja
4. Choosing type of infeed for threading operations
4. BbiI6op cnoco6a Bpe3aHusi
Radijalni ulazni pomak / Radial infeed / PagnanbHoe Bpe3aHue
Boéni ulazni pomak
Flankl infeed
OceBoe Bpe3aHue
Smer pomaka/Feed direction/HanpaBneHue nogauu
& 4
Smer pomaka Smer pomaka
Feed direction Feed direction
HanpaBneHMe nogayu HanpaBneHMe noga4yu
0,5a, ¥ 1-5°
Inkrementalni Obrada

Incremental Machining
infeed larger profiles
CtyneHyaToOe Hape3aHue
Bpe3aHue KPYNHbIX pe3bb
CORUN
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C.c.Tehni¢ke informacije Navoj
Technical information Threading ISO
TexHUuYecKoe NnpunoxeHue Pe3sL60Hape3aHue

5. ISO milimetarski, unutrasnji
5. ISO metric, internal
5. ISO meTpuyeckasi, Hap3)XHasi
Broj ulazaka gi(:(r:ik . Smanjiti brzinu rezanja/Reduce cutting speed/YMeHblueHNe CKOPOCTH pe3aHUs
No. of infeeds | war 0.50 0.75 1.00 125 150 175 200 250 3.00 350 4.00 450 5.00 5.50 6.00
Yucro Bpe3aHu Radijalni ulazni pomak, mm
Radial infeed per pass, mm
PagunanbHoe Bpe3aHue Ha oAuH Npoxod, MM
1 011 017 0.19 020 0.22 022 025 0.27 028 032 033 036 041 041 044
2 0.09 0.14 0.16 0.17 021 021 023 025 026 030 0.31 0.33 0.38 0.38 0.41
3 0.0 010 0.11 013 0.15 0.15 017 0.18 0.20 0.23 0.24 0.27 030 0.32 0.35
4 0.07 0.0 0.09 0.10 013 0.13 0.14 0.15 0.16 0.19 0.21 0.23 0.25 0.26 0.28
5 0.34 048 008 009 0.11 0.10 012 0.13 0.14 0.17 0.18 0.21 0.22 0.22 0.24
6 0.63 008 0.08 0.09 0.11 0.12 013 0.15 015 0.19 020 0.20 0.22
7 0.77 090 0.09 010 0.11 0.12 0.14 0.14 0.16 0.17 0.18 0.20
8 0.08 0.08 0.10 0.11 013 0.13 0.15 0.16 0.17 0.19
9 1.0# 120 0.10 0.10 0.12 0.12 0.14 0.15 0.16 0.18
10 0.08 010 0.11 0.12 0.13 0.15 0.15 0.16
11 149 0.09 010 0.11 0.12 0.14 0.14 0.15
12 0.08 0.08 0.10 0.12 0.14 0.14 0.15
13 1.77 2.04 010 0.11 0.12 0.13 0.14
4 0.08 0.10 0.10 0.12 0.13
15 232 226 289 012 0.12
6 0.10 0.10
3.20 3.46
6. ISO milimetarski, spoljasnji
6. ISO metric, external
6. ISO meTpuyeckasi, BHyTPeHHSAA
Broj ulazaka gﬁfﬁk - Smanjiti brzinu rezanja/Reduce cutting speed/YMeHblLeHNe CKOPOCTH pe3aHUs
No. of infeeds _| war 050 0.75 1.00 125 150 175 200 250 3.00 350 4.00 450 5.00 550 6.00
Yucno Bpe3aHu Radijalni ulazni pomak, mm
Radial infeed per pass, mm
PaguanbHoe Bpe3aHue Ha OAWH Npoxod, MM
1 011 017 0.19 020 0.22 0.22 025 0.27 028 034 0.34 037 041 043 046
2 0.09 0.15 0.16 0.17 021 021 024 024 026 031 032 034 039 040 043
3 007 011 0.13 014 0.17 017 018 0.20 0.21 025 025 0.28 0.32 0.32 0.35
4 0.07 0.0 011 0.11 014 0.14 016 0.177 0.18 0.21 0.22 0.24 0.27 0.27 0.30
5 0.34 050 0.08 010 0.12 0.12 014 0.15 016 0.18 0.19 0.22 0.24 0.24 0.27
6 0.67 008 0.08 0.10 0.12 0.13 0.14 0.17 017 020 0.22 0.22 0.24
7 080 094 0.10 011 0.12 0.13 0.15 0.16 0.18 0.20 0.20 0.22
8 0.08 0.08 011 0.12 0.14 0.15 0.17 0.19 0.19 0.21
9 114 128 011 012 0.14 0.14 0.16 0.18 0.18 0.20
10 0.08 011 0.12 0.13 0.15 0.17 0.17 0.19
11 158 0.10 011 0.12 0.14 0.16 0.16 0.18
12 0.08 0.08 0.12 0.13 0.15 0.15 0.16
13 1.89 220 011 0.12 0.12 0.13 0.15
14 0.08 0.10 0.10 0.13 0.14
15 250 280 3.12 0.12 0.12
16 0.10 0.10
3.41 3.72
CORUN
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C.c.Tehni¢ke informacije
Technical information
TexHu4Yeckoe npunoxeHue

www.insfrum.su

Navoj
Threading
Pe3bboHape3aHue

ISO

7. Izbor sorte plocica za navoj
7. Grades for threading inserts
7. Bbibop copTu nnacTuHbl AN pe3bboHape3aHue

1ISO

ca. [\
celicni liv,

temperovani liv,
manganski ¢elik,
legirani sivi liv, .
austenitni celici,
temperovani liv,
éelik za automate

Steel, cast steel,
manganese steel,
alloy castiron,
austenitic steels,
malleable iron,
free cutting steel

Cranb, _
CTanHbIW NuB,
TeMnepnue, _
MaHraHUoBbI
cTanb, nerupaHu
4yryH, o
OYCTEHUTHUIN
cTanb, cranb Ans
aBTOMarta

Osnovne sorte
Basic grades
OcHoBHuUe copTe
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C. Navoj / Threading / PesbboHape3saHue

C.c. Tehnic¢ke informacije / Technical information / TexHn4yeckoe npunoxeHue

Nominalne brzine rezanja / Nominal cutting speed / HomuHanHasa ckopocTb pe3aHsi

ISO

ISO CMC Materijal Specifi¢na sila Tvrdoéa po Brinelu | Kvalitet
No. Material rezanja k 0.4 HB E:gs;o
Martepuan Specific cutting Hardness Brinell
force k 0.4 HB
Ci Teép, b NO
cuna pesanus k 0.4 Egvmeny P1P K13A P30
Nlmm2 Brzina rezanja m/min / Cutting speed m/min
KOpPOCTb pe3aHsi M/MUH
01.1 Nelegirani ugljenicni celik C=0.15% 1900 125 215 130
01.2 Non-alloy carbon steel C=0.35% 2100 150 175 105
01.3 Henerupanu yrnepogHuii ctanbm C=0.60% 2250 200 150 90
Legirani celik / Alloy steel / llerupanu ctanb
02.1 Zaren Annealed YapeH 2100 180 140 75
02.2 Pobolj§an Hardened and tempered >KaponpouHuii 2600 275 110 60
02.2 PoboljSan Hardened and tempered YKaponpouHuit 2700 300 100 55
02.2 PoboljSan Hardened and tempered 2Kaponpo4Huii 2850 350 85 45
Visokolegirani ¢elik High-alloy steel/Bucokonerupanu ctanb
03.1 Zaren / Annealed / XKapeH 2600 200 120 70
03.2 Kaljen / Hardened / 3akanénui 3900 325 80 45
Nerdajuci ¢elik / Stainless steel / HepxxaBetowas ctanb
05.1 Zaren / Annealed / XapeH 2300 200 120 90
; ini/ tic / M
Celiéni liv / Stell castings / CTanbHuit nue
06.1 Nelegirani / Non-alloy / Henernpanu 2000 180 175 110
06.2 Niskolegirani / Low-alloy / Huckonerupanu 2500 200 115 65
06.3 Visokolegirani/ High-alloy / Bucokonernpasu 2700 225 90 50
Materijal Specifi¢na sila Tvrdoca po Brinelu Kvalitet
150 ﬁz‘c Materijal repzanja k0.4 HB P I((;Eggfao
Martepuan Specific cutting Hardness Brinell
force k 0.4 HB
C Teép b MO
cuna pesaus k 0.4 ﬁgvmeny P1P K13A P30
N/mm’® Brzina rezanja m/min / Cutting speed m/min
KOPOCTb pe3aHs M/MUH
Nerdajuci celik / Stainless steel / Hep ctanam
M 05.2 Zaren / Annealed / XapeH Austenitic Ni>8%,Cr 12-25% 2450 180 120 - (120)
05.51 Duplex nerdajuéi celik / Duplex stainless steel
05.52 [ynnekcHas HepxaBellas ctanb Austenitic/ferritic 230 - - -
Austenitic/ferritic, low S 260 - - -
Vatrootporne legure / Heat resistant alloys / Orn nerype
Osnova gvozde / Iron base /
20.11 Zarene / Annealed / XKapeH OcHosa ¢hepum 3000 200 20 30 -
20.12 Ostarene / Aged / OctappeHHue 3050 280 13 25 -
20.21, 20.31 Zarene / Annealed / )KapeH Nikl ili kobalt osnova 3500 250 15 25 -
20.22,20.32| Ostarene /Aged / OctappenHue Nickel or cobalt base 4150 350 13 15 -
20.24, 20.33 Livene / Cast / [luta Huken u kobanm ocHosa 4150 320 17 15 -
Titanove legure / Titanium alloys / TutaH nerypa
231 Cist Ti a, blizu o | a+B legure, o+p legure ostarene, f legure 1530 400 - 110 -
zarene ili ostarene
23.2 Commercial Pure Ti a,near o and a+f alloys, o+p alloys in aged 1675 950 - 45 -
cond. B alloys in annealed or aged condition
23.22 1690 1050 - 37 -
ISO cMC Materijal Specifiéna sila Tvrdoéa po Brinelu Kvalitet
No. Material rezanja k 0.4 HB (Igarﬁggfao
Marepuan Specific cutting Hardness Brinell
force k 0. HB
Ci Teép, b No
cuna pe3anus k 0.4 Egvmeny P1P K13A P30
N/mm’ Brzina rezanja m/min / Cutting speed m/min
KOpPOCTb pe3aHsi M/MUH
Tvrdi celik / Hard steel / TBépaunii ctansa
Kaljeni ¢elik Manganski celik 12% 4500 55 HRC 60 - 25
Hardened steel Manganeses steel 12% 3600 250 95 - 45
3akaneHHWit cTanb MarzaHyesas cmanb 12%
Temperovani liv / Malleble iron / Temnep nuTbe
Feritni / Ferritic / ®eputHble 1100 130 145 70 85
Perlitni / Pearlitic / MepnutHbIi 1100 230 105 50 50
Sivi liv / Cast-iron / YyryH
Nisko otporan / Low tensile / HuakonpouHbiin 1100 180 170 55 100
Visoko otporan / High tensile / BucokonpouHbiit 150 260 140 50 80
Nodularni liv / Nodular SG iron / HogynapHHoe nutbe
Feritni / Ferritic / ®eputHble 1100 160 135 50 85
Perlitni / Pearlitic / MepnuTHbI 1800 250 105 40 70
Kokilni tvrdi liv / Chilfed cast iron / Kokunuu TBEpAnii nue
3000 400 25 - 10
Aluminijumske legure Termicki neobradive
Aluminium alloys Non-heat treatable 500 60 275 800 225
AnymuHui nerypa Tepmuueckuit Hobpo6oTuBaHa 800 100 200 350 175
Aluminijumske legure (liv) Termicki obradive
Aluminium alloys (cast) .'?ea‘ treatable 60065 750 75 95 1000 80
AnymuHmit nerypa SPMUIeCKAN 0BpoboTMBara 900 90 75 500 65
Bronza i Mesing legure
Bronze and Brass alloys 700 110 275 300 225
BpoH30BbIe 1 naryHHble cnnaBbl 750 90 225 200 200
1750 100 210 150 185
Ostali materijali / Other materials / OctanbHue maTepusnmu
Tvrda plastika / Hard plastics / Teépaas nnactvka
Sinteticka vlakna / Fibre / CuHTeTnk  BnakHa
Tvrda guma / Hard rubber / Teépaas wuta
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C.c.Tehni¢ke informacije Navoj
Technical information Threading
TexHnYecKkoe nNpunoxeHue Pe3bboHape3aHue

ISO

Problem Uzrok Resenje

Problem Cause Remedy

XapakTtep usHoca lMpuynHa nsHoca YctpaHeHue

Brzo bo¢no habanje Prevelika brzina rezanja. Smanijite brzinu rezanja.

Rapid flank wear Nedostatak rashladnih sredstava. Povecati dotok rashladnih sredstava.
WHTEHCMBHBIM M3HOC NO 3afHeN rpaHn Ulazni pomak po prolazu suviSe mali: Povecati dubinu ulaza za najmanju

- previSe prolaza
Neodgovarajuéi kvalitet.

A too high cutting speed.

Lack of coolant.

Infeed per pass too small-too many
passes

Incorrect grade.

CruLLKOM BbICOKast CKOPOCTb pe3aHusi.
HepocratouHas nogada COX.
Cnuiikom mManas nogada Ha npoxop

- CIMLLKOM GOMbLLOE YMCIIO MPOXOAO0B.
HenpasunbHbI BeIGOP Mapku TBEPAOTO
cnnaea.

dubinu ulaza:
- smanijiti broj prolaza
|zabrati kvalitet koji je otporniji na habanje

Reduce the cutting speed.
Increasse coolant supply.

Increasse the depth of infeed for the
smallest infeed depths

- reduce the number of passes.
Select a more wear resistant grade.

CHM3NTb CKOPOCTb pe3aHus.
Yeenuyatb gogady COX.
YBenuyaTtb HanMeHbLUYIo ryGuHY
Bpe3aHus

- COKPaTWUTb YUCIIO NPOXOAOB
Bbi6GpaThb Gonee naHococTow

- Kyl0 MapKy TBepforo crnnaea

Pukotine na reznoj ivici Isprekidani dotok rashladne te€nosti
Edge spalling
Bbikp 1me i CTPYXKKOW

Infermittent coolant supply

HenoctosiHcTBO Noasoaa COX.

Usmeriti tok rashladnog sredstva ifili
povecati dotok.

Position coolant flow and/or increasse
coolant supply.

MpoepuTb nogeoa COXK
n/unu ysenuuntb nogady COX.
M3MeHnTb rmy6GuHY BpesaHusi INacTuHbI.

Nejednako bocno habanje Neodgovarajuéi metod ulaznog pomaka.
Uneven flank wear Neodgovarajuéi ugao nagiba.
HepaBHOMEpHbIN N3HOC pexyLuei KPOMKU

Incorrect method of infead.
Incorrect angle inclination.

HenpaeunbHo BbIGpaH cnocob BpesaHus.
HenpaBunbHo BbiGpaH yron HakmnoHa

U slucaju bo¢nog ulaza, koristiti
modifikovani bo¢ni pomak.

Smanjiti ugao ulaznog pomaka 3-5°
Korigovati ugao nagiba prema dijagramu.

In case of flank infeed, use modified flank
infeed.

Decrease infeed angle 3-5°

Correct the angle of inclination according
to diagram.

B Criy4ae oCeBOro Bpes3aHusa
MCnonb30BaTh €ro MOANMULIN-POBAHHbIN

pexyLLen KpOMKM. BapuaHT.
OTKOppeKTUPOBaTL yron
HaKMNoHa pexyLuen KpOMK/ B
COOTBETCTBUM C rpachnKoM.
Lom rezne plocice Nestabilnost. Proveriti krutost sistema.lzabrati Zilaviji
Insert breakage Nedostatak kontrole strugotine. kvalitet. Izabrati modifikovani bo¢ni ulazni
Monomka nnacTuHbI Prevelika plasticna deformacija. pomak. Obraditi sa istim ulaznim

Isprekidan ili neodgovarajuci dotok
rashladne te¢nosti.
Netacna priprema operacije.

Instabilliti.

Lack of chip control.

Excessive plastic deformation.
Intermittent or inadequate coolant supply.
Incorrect preparatory.

HecTaburnbHble ycrnoBust HapeaaHusi
pe3b6bl.

HepocraTouHast Npo4YHOCTb TBEPAOTrO
cnnaea.

HenocTosiHcTBO NoaBoAa Unn
HepocTaToyHasi nogada COX.
HenpaBunbHble pa3amepbl 3aroToBKW.

pomakom po prolazu.Usmeriti rashladnu
tec¢nost i/ili povecati dotok. Proveriti
dimenzije predobradenog komada.

Check rigidity of operation.Select a
tougher grade. Select modified flank
infeed. Machine with same infeed per
pass. Position coolant flow and/or
increasse coolant supply. Check
dimension of blank.

MpoBepuTb CTabUNbHOCTL yCno- BUi
onepauuu peabboHapesaHus.

Bbi6paTh Gonee npouHyto Mapky cnnaea
n/vnu MoANMULMPOBaHHbI BapuaHT
0CEBOrO Bpe3aHusi.

Mpoeeputb noasog COX wn/unu
yBenuunTb nogady COX.

MpoBepuTb pasmepbl 3aroTOBKY.

CORUN
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C.c.Tehni¢ke informacije Navoj
Technical information Threading
TexHnYecKkoe nNpunoxeHue Pe3bboHape3aHue

ISO

Edge frittering
BbikpalumBaHue B 30He pe3aHus

Instabilliti of workholding and/or
tool set-up

HepocTtatouHo xecTkoe Kpennexve
3aroTOBKW U/MMN UHCTPYMEHTA.

Problem Uzrok Resenje
Problem Cause Remedy
XapakTtep u3Hoca lMpuunHa nsHoca YcTtpaHeHue
Krzanje ivice Nestabilno stezanje dela i/ili alata. Proveriti krutost sistema.

|zabrati Zilaviji kvalitet.

Check rigidity of operation.
Selectatoughergrade.

I'Iposepmb XEeCTKOCTb KpenneHus.
BbiGpaTh Gonee npoyHyto Mapky cnnasa.

Prevelika plasti¢na deformacija Ulazni pomak po prolazu previSe velik-
Excessive plastic deformation malo prolaza.
InacTuyeckasn decbopmauusn Nedostatak rashladnog sistema.

Brzina rezanja prevelika.

Neodgovarajuéi kvalitet.

Nedovoljan dodatak za obradu iznad vrha
navoja.

Infeed per pass too large-too few passes.
Lack of coolant.

Cutting speed too high.

Incorrect grade.

Excessive stock removal from crest.

Cnuwikom 6orbluoe 3Ha4eHVe BENUYMHbI
Bpe3aHus Ha NpoxoA - CAULWKom maroe
YMCNO NPOXOA0B.

HepoctaTouHas nogada COX.
Cnuwkom Bbicokasi CKOPOCTb pe3aHusa —
He BEpPHO BbIGpaHa Mapka TBEpAoro

Smanijiti dubinu ulaza za najve¢u dubinu.
- povecati broj prolaza.

Povecati dotok rashladne te¢nosti.
Smanjiti brzinu rezanja.

|zabrati kvalitet otporniji na habanje.
Proveriti dodatak za obradu iznad vrha
navoja.

Decrease the depth of infeed for the
biggest. depths-increase the number of
passes. Increase coolant supply.
Reduce the cutting speed.

Select a more wear resistant grade.
Check material stock above the crest.

YMEeHbLUNTL rNyGuHY BpesaHus

- YBENU4YUTb YNCNO NPOXoLoB.
Yeenuuntb nogady COX.

BbiGpaThb Gonee N3HOCOCTOVIKYIO MapKy
TBEpAoro cnraea.

Wrong centre height. Insert not cresting.
Excessive tool setting.

HenpaBunbHasi BbicoTa Mo LiEHTpy.
MnactHa He HapesaeT BepLUMHY
npoduns pesbobl.

MoBbILIEHHbIV N3HOC MNACTUHLI.

cnnasa.
Uzak profil navoja Pogresno postavljanje u osu. Plocica ne Podesiti visinu rezne ivice. Proveriti
Shallow thread profile formira vrh navoja. Preveliko tro$enje dimenzije obratka. Ce$ée menjati plogice.
HepoctatouHas rny6uHa BnaavHel npoguns pe3bobl alata.

Adjust cutting edge height. Check
dimension of blank. Change insert earlier.

M3MeHUTL NONoXeHWe pexyLUen KpOMKM
NMacTvHbI MO BEPTUKANW.

MpoBepuTb pasMepbl 3aroToBKU.

YalLe 3aMeHsTb NnacTuHy.

Netaéan profil navoja Netacno postavljanje alata.

Incorect thread profile

HeTouHblIil Nnpodunb pe3b6bl Incorrect tool setting.

HetouHas npegsapuTeribHasa Hanagka
VMHCTPYMEHTa.

Mpochunb nNNacTuHbl He cooTBETCTBYET
npocusio pesbob.

Tacno postaviti alat.

Correct tool setting.

MpoBepuTb HanazaKy MHCTPYMeHTa.
3aMeHUTb NNacTuHy.

. . Brzina rezanja previ$e mala. Netacan
LoSa hrapavost povrsine ugao nagiba. Boé&ni ulazni pomak.
Bad surface finish

Huzkoe kayecTBO 06paGoTaHHON NOBEPXHOCTH

Cutting speed too low. Incorrect angle of
inclination. Flank infeed.

CnuLLKOM HU3Kasi CKOPOCTb pe3aHusi.
HenpasunbHo BbiGpaH yron HaknoHa
pexyLue KpoMKK.

MpuMeHeHo oceBoe BpesaHue npu
6onbLuom Lare pe3bbbl.

Povecati brzinu rezanja. Korigovati ugao
nagiba prema dijagramu. Koristiti
modifikovani boéni ulazni pomak ili
radijalni ulazni pomak.

Increase the cutting speed. Correct the
angle og inclination according to diagram.
Use modified flank infeed or radial infeed.

YBENU4NTbL CKOPOCTb Pe3aHus.
McnpaBuTh yron HaknoHa pexyLien
KPOMKY B COOTBETCTBUM C rpachnKoM.
MpUMEHNT MoANNLMPOBaHHbI BapuaHT
0CeBOro BpesaHus unv pagmansHoe
Bpe3aHue.

c CORUN
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