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G e o cuting ofpssan g -fsing  S-MAX U
[Dimensions| L [ L | m [ a [ @ [

RP-01375-00| 26.00 2.80 8.98 1.11 4.50
i RP-01377-00| 25.30 3.40 8.63 1.46 4.50
_— RP-01379-00| 21.00 4.39 6.48 2.22 4.50
RP-01381-00| 24.00 4.25 7.98 1.87 4.50
RP-01385-00| 26.00 3.40 8.98 1.24 4.50
RP-01387-00| 21.18 4.70 6.57 2.56 4.50
-
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RP-01377-00 O e O e0e OO @O
RP-01379-00 (y e O e0e OO @O
RP-01381-00 (Y o O e0e OO @O
RP-01385-00 (D) e O ec0e OO0 @ O
RP-01387-00 © | o O e0e | 0O @0

| @First choice €Second choice  [CORUN|
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G e o cuting of s g -couging  S-MAX U
[Dimensions| L | L | m [ a [ @ [ |

RP-01361-00, 26.10 3.10 9.030 1.02 4.50
—] |RP-01363-00] 254 3.32 8.680 1.38 4.50
RP-01365-00, 21.00 4.42 6.480 2.15 4.50

—
RP-01367-00| 24.23 4.30 8.095 1.75 4.50
RP-01371-00] 26.10 3.10 9.030 1.18 4.50
RP-01373-00, 21.34 4.70 6.65 2.50 4.50
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Ordering code ey L N vy SR R vy SR I el
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RP-01361-00 O | @ O @ OO ()
RP-01363-00 O e O eCe © 0 @ O
RP-01365-00 (D) e O eCe © 0 @ 0
RP-01367-00 O ¢ O eCe © 0 @ 0
RP-01371-00 O o O @00 (D ( Xy
RP-01373-00 © o O eo0e 00 @O

| @First choice €Second choice  [CORUN|
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b SWAXU toohotes o extornl and et g S-MAX U

f
S-MAX U _ 0°
Screw clamp (external threading) T l, ©
; =h '
o
RS66.0S-... 10 F
1,
RS66.0U-... <h
<b>
. Dimensions (mm Thread pitch Spare parts
Inserts angle Ordering code (mm) P . pare
I, |1, | d|h=h| f (mm) threads/inch Screw Key
RS66.0FG-2525-16 100[21.6] 16 | 16 | 20 0.5-3.0 32-8 5513-020-10 416.1-864
<+
OO
S-MAXU _ i
Screw clamp (internal threading) <
RS66.0S-...
RS66.0U-...
-l dg7—
. Dimensi Thread pitch S rt
Inserts angle Ordering code mensions {mm) rea P . pare pars
bl L|d|h|D (mm) threads/inch Screw Key
RS66.0FK-16-16 20030.5] 16 | 15 | 20
RS66.OFK.20-16 5501320 20 18 95| CO-75-3.00 32-8 5513-020-10 416.1-864
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b SMAKU tohaders or et an s ssdng - SMAX U

S-MAX U

Screw clamp

S

=TT 4  TI-15.1NR-2.54WMO

/3

= I~

©

~dg7-
. Dimensions (mm —— Spare parts
Inserts angle Ordering code () I"Ghim pin parepars ,
punch Shim pin @ | Level ® | shim ®

S40S-PSWNR 15-L

174.3-873

174.3-864 | 174.3-843M P6M5
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Co Tomcamomatn 150

Right hand threads

R

Right hand tools/inserts

Right hand tools/inserts

Left hand threads

Bl

14

\

Left hand tools/inserts

3%
————2

:(Q

4

=2

Left hand tools/inserts

Left hand tools/inserts

Note: negative helix angle

Right hand threads

AN
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e
©
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Right hand tools/inserts

Right hand tools/inserts

Note: negative helix angle

Left hand threads

Left hand tools/inserts

Left hand tools/inserts
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Co Tomcamomatn 150

Lead (Pitch) (mm) Threads (inch)

50 100 150 ZOg mm

Diameter (mm-inch)

Formula for calculating the angle of inclination

P=Pitch

D=Effective

DxT diametar of thread
A=Angle of incination

tg A=
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Radial infeed

A 3

Flankl infeed

Incremental Machining
infeed larger profiles

3>
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Reduce cutting speed
Pitch
No. of infeeds - 0.50 0.75 1.00 125 150 175 200 250 3.00 350 4.00 450 5.00 550 6.00
Radial infeed per pass, mm

1 0.11 017 0.19 020 0.22 0.22 025 0.27 028 032 033 036 041 041 044
2 0.09 014 0.16 0.17 021 021 023 025 026 0.30 0.31 0.33 0.38 0.38 0.41
3 0.07 010 0.11 0.13 0.15 0.15 0.17 0.18 0.20 0.23 0.24 0.27 0.30 0.32 0.35
4 0.07 007 0.09 0.10 0.13 0.13 0.14 0.15 016 0.19 0.21 0.23 0.25 0.26 0.28
5 0.34 048 0.08 0.09 0.11 0.10 0.12 0.13 0.14 0.17 0.18 0.21 0.22 0.22 0.24
6 0.63 0.08 0.08 0.09 011 0.12 013 0.15 0.15 0.19 0.20 0.20 0.22
7 0.77 090 0.09 0.10 011 0.12 014 0.14 0.16 0.17 0.18 0.20
8 0.08 0.08 0.10 0.11 0.13 0.13 0.15 0.16 0.17 0.19
9 1.07 120 0.10 0.10 0.12 0.12 0.14 0.15 0.16 0.18
10 0.08 0.10 0.11 0.12 0.13 0.15 0.15 0.16
11 149 009 0.10 011 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
14 0.08 0.10 0.10 0.12 0.13
15 232 226 289 0.12 0.12
16 0.10 0.10
3.20 3.46

Reduce cutting speed
Pitch
No. of infeeds - 050 0.75 1.00 125 150 1.75 200 250 3.00 350 4.00 450 5.00 550 6.00
Radial infeed per pass, mm

1 0.11 017 0.19 020 0.22 0.22 025 0.27 028 0.34 034 037 041 043 0.46
2 009 0.15 0.16 017 021 021 024 024 026 031 032 034 039 040 043
3 0.07 011 0.13 0.14 0.17 0.17 018 0.20 0.21 025 0.25 0.28 0.32 0.32 0.35
4 0.0 0.07 0.11 011 0.14 0.14 0.16 0.17 0.18 0.21 0.22 0.24 0.27 0.27 0.30
5 0.34 050 0.08 0.10 0.12 0.12 0.14 0.15 0.16 0.18 0.19 0.22 0.24 0.24 0.27
6 0.67 0.08 0.08 0.10 0.12 0.13 0.14 0.17 0417 020 0.22 0.22 0.24
7 080 094 010 0.11 012 0.13 015 0.16 0.18 0.20 0.20 0.22
8 0.08 0.08 0.11 012 0.14 0.15 0.17 0.19 0.19 0.21
9 114 128 011 0.12 0.14 0.14 0.16 0.18 0.18 0.20
10 0.08 0.11 0.12 0.13 0.15 0.17 0.17 0.19
11 158 0.10 0.11 012 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 0.12 012 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
341 3.72
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ISO

Rapid flank wear

Atoo high cutting speed.

Lack of coolant.

Infeed per pass too small-too many
passes

Incorrect grade.

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.

Edge spalling

Infermittent coolant supply.

Position coolant flow and/or increasse
coolantsupply.

Uneven flank wear

Incorrect method of infead.
Incorrect angle inclination.

In case of flank infeed, use modified
flank infeed.

Decrease infeed angle 3-5°

Correct the angle of inclination
according to diagram.

Insert breakage

Instabilliti.
Lack of chip control.
Excessive plastic deformation.

Intermittent or inadequate coolant supply.

Incorrect preparatory.

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.
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Edge frittering
Instabilliti of workholding and/or Check rigidity of operation.
tool set-up Selectatoughergrade.
Excessive plastic deformation
Infeed per pass too large-too few passes. Decrease the depth of infeed for the
Lack of coolant. biggest. depths-increase the number of
Cutting speed too high. passes. Increase coolant supply.
Incorrect grade. Reduce the cutting speed.
Excessive stock removal from crest. Select a more wear resistant grade.

Check material stock above the crest.

Shallow thread profile

Wrong centre height. Insert not cresting. Adjust cutting edge height. Check
Excessive tool setting. dimension of blank. Change insert
earlier.

Incorect thread profile
Incorrect tool setting. Correct tool setting.

Bad surface finish
Cutting speed too low. Incorrect angle of Increase the cutting speed. Correct the
inclination. Flank infeed. angle og inclination according to

diagram. Use modified flank infeed or
radial infeed.
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Specific ~ Hardness [ << WEAR RESISTANCE
Eu:)tl‘l:g force Brinell 2c25 2C35 7515
Material N/mm?2 HB Cutting speed (V.), m/min
Unalloyed steel
C=0.1-0.25% 2000 125 220 200 180
C=0.25-0.55% 2100 150 180 160 150
C =0.55-0.80% 2200 170 140 120 120
Low - alloyed steel
(alloying elements < 5%)
Non - hardened 2150 180 160 140 100
Ball bearing steel 2300 210 125 110 80
Hardened and tempered 2550 275 110 95 70
Hardened and tempered 2850 350 90 85 60
High - alloy steel
(alloying elements < 5%)
Annealed 2500 200 130 120 90
Hardened tool steel 3900 325 100 90 70
Steel casting
Unalloyed 200 180 200 180 180
Low - alloy (alloying elements < 5%) 2100 200 160 140 140
High - alloy (alloying elements > 5%) 2650 225 120 100 100
Specific Hardness WEAR RESISTANCE
ISO Eu:jﬂ:g force Brinell 2025 2C35 7515
Material N/mm2? HB Cutting speed (V), m/min
Stainless Ferritic / martensitic
steel Bars / forged
Non - hardened 2300 200 130 110 110
PH - hardened 3550 330 110 90 90
Hardened 2850 330 70 70 60
Austenitic
Bars / forged
Austenitic 2300 180 130 110 110
PH - hardened 3550 330 110 90 90
Super austenitic 2950 200 70 70 60
Austenitic - ferritic (Duplex)
Bars / forged
Non - veldable 2 0.05%C 2550 230 110 100 90
M Weldable < 0.05%C 3050 260 70 70 60
Ferritic / martensitic
Cast
Non - hardened 2100 200 100 90 90
PH - hardened 3150 330 70 60 60
Hardened 2650 330 50 50 50
Austenitic
Cast
Austenitic 2200 180 100 90 90
PH - hardened 3150 330 70 60 60
Super austenitic 2700 200 50 40 40
Austenitic - ferritic (Duplex)
Cast
Non - veldable 2 0.05%C 2250 230 100 90 80
Weldable < 0.05%C 2750 260 60 55 55
Specific Hardness  |[<@< WEAR RESISTANCE
ISO Eutﬂtl:g force Brinell 2C15 2025 7515
Material N/mm?2 HB Cutting speed (V.), m/min
Cast iron Malleable cast iron
Ferritic (short chipping) 940 130 160 150 100
Pearlitic (long chipping) 1100 230 120 110 160
Grey cast iron
Low tensile strenght 1100 180 170 160 110
High tensile strenght 1150 220 120 110 70
Nodular SG iron
Ferritic 1050 160 140 130 100
Pearlitic 1750 250 100 90 70
Martensitic 2700 380 80 70 50




THREADING

TOUGHNESS PP

7520

170

140

110

90

60

50

80

60

160

120

TOUGHNESS

7520

100

80

60

100

60

80

50

85

55

45

85

40

70

40

TOUGHNESS PD>PP]

7520

K13A

90

60

50

40

100

50

60

35

90

50

40

30
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Specific Hardness  [<<(|<.| WEAR RESISTANCE
cutting force Brinell
k. 0.4 7520 K13A
N/mm2 HB Cutting speed (V.), m/min
Aluminium alloys
Wrought or wrought and coldworked, 500 60 1000 400
non - aging
Wrought or wrought and aged 800 100 300 300
Aluminium alloys
Cast, non - aging 750 75 400 350
Cast or cast and aged 900 90 250 200
Aluminium alloys
Cast, 13- 15% Si 950 130 220 180
Cast, 16 - 22% Si 950 130 220 180
Copper and copper alloys
Free cutting alloys, < 1% Pb 700 110 350 300
Brass, leaded bronzes, < 1% Pb 700 90 200 170
Bronze and non - leadad copper, 1750 100 150 120
included electrolytic copper
Specific Hardness WEAR RESISTANCE
ISO Eu;ﬂ:g force Brinell 7515 7520 K13A
Material N/mm? HB Cutting speed (V.), m/min
Heat .
resistant Heat resistant super alloy
material Iron base
Annealed or solution treated 3000 200 45 45 45
Aged or solution treated and aged 3050 280 25 25 25
Nickel base
Annealed or solution treated 3300 250 15 15 15
Aged or solution treated and aged 3600 350 12 12 12
Cast or cast and aged 3700 320 10 10 10
Cobalt base
Annealed or solution treated 3300 200 23 23 23
Aged or solution treated and aged 3700 300 13 13 13
Cast or cast and aged 3800 320 10 10 10
Titanium alloys Rm
Commercial pure (99.5% Ti) 1550 400 140 140 110
a, near a and o+ alloys, annealed 1700 950 55 55 45
a+f alloys in aged conditions, 1700 1050 40 40 30
B alloys, annealed or aged
Specific Hardness  |<_[<(|<.| WEAR RESISTANCE
cutting force Brinell
k. 0.4 7515 7520
Material N/mm2 HB Cutting speed (V,), m/min
Hard steel
Hardened and tempered 3250 45HRC 50 50
3950 50HRC 45 45
4700 55HRC 40 40
Extra hard steel
Hardened and tempered 5550 60HRC 30 30
6450 65HRC
Chilled cast iron
Cast or cast and aged 2800 400 30 30
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TOUGHNESS [>T

TOUGHNESS

TOUGHNESS D>
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TYPES OF MACHINING

FINISHING MEDIUM ROUGHING
! a, f, V. |GRADE| A&, f, V. |GRADE| 4, f, V. |GRADE
Material mm | mm/r [m/min| - mm_ | mm/r [m/min mm | mm/r i/m/min| -
Unalloyed steel
C=0.1-0.25% 150 | 7520
C=0.25-0.55% 120 | 7520
C =0.55-0.80% 90 | 7520
Low - alloyed steel
(alloying elements < 5%)
Non - hardened 70 [ 7520
Ball bearing steel 50 | 7520
Hardened and tempered 40 | 7520
Hardened and tempered 30 [ 7520
High - alloy steel
(alloying elements < 5%)
Annealed 60 | 7520
Hardened tool steel 40 | 7520
Steel casting
Unalloyed 140 | 7520
Low - alloy (alloying elements < 5%) 100 | 7520
High - alloy (alloying elements > 5%) 70 | 7520
TYPES OF MACHINING
ISO FINISHING MEDIUM ROUGHING
. a, f, V. |GRADE| A&, f, V. |GRADE| 4, f, V. |GRADE
Material mm | mm/r [m/min| - mm_ | mm/r /m/min| - mm | mm/r /m/min| -
Stainless Ferritic / martensitic
steel Bars / forged
Non - hardened 80 [ 7520
PH - hardened 60 [ 7520
Hardened 40 | 7520
Austenitic
Bars / forged
Austenitic 80 | 7520
PH - hardened 60 [ 7520
Super austenitic 40 | 7520
Austenitic - ferritic (Duplex)
Bars / forged
Non - veldable = 0.05%C 60 | 7520
M Weldable < 0.05%C 30 | 7520
Ferritic / martensitic
Cast
Non - hardened 65 [ 7520
PH - hardened 35 [ 7520
Hardened 25 [ 7520
Austenitic
Cast
Austenitic 65 | 7520
PH - hardened 35 | 7520
Super austenitic 20 | 7520
Austenitic - ferritic (Duplex)
Cast
Non - veldable = 0.05%C 50 [ 7520
Weldable < 0.05%C 20 | 7520
TYPES OF MACHINING
ISO FINISHING MEDIUM ROUGHING
i a, f, V. |GRADE| &, f, V. |[GRADE| &, f, V. |GRADE
Material mm [mm/r [mimin| - | mm |[mmir [m/min| - | mm | mmi/r [m/min| -
Cast iron Malleable cast iron
Ferritic (short chipping) 70 [ 7520
Pearlitic (long chipping) 30 [ 7520
Grey cast iron
Low tensile strenght 20 [ 7520
High tensile strenght 25 | 7520
Nodular SG iron
Ferritic 70 [ 7520
Pearlitic 40 | 7520
Martensitic 20 [ 7520
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TYPES OF MACHINING
ISO FINISHING MEDIUM ROUGHING
. a, f, V. |GRADE| 4, f, V. |GRADE| 4, f, V. |GRADE
Material mm | mm/r (m/min| - mm_ | mm/r /m/min| - mm | mm/r i/m/min| -
Non - ferrous | Aluminium alloys
metals Wrought or wrought and coldworked,
non - aging 500 | 7520
Wrought or wrought and aged 200 | 7520
Aluminium alloys
Cast, non - aging 300 | 7520
Cast or cast and aged 150 | 7520
N Aluminium alloys
Cast, 13- 15% Si 150 | 7520
Cast, 16 - 22% Si 150 | 7520
Copper and copper alloys
Free cutting alloys, < 1% Pb 200 | 7520
Brass, leaded bronzes, < 1% Pb 120 | 7520
Bronze and non - leadad copper,
included electrolytic copper 80 | 7520
TYPES OF MACHINING
ISO FINISHING MEDIUM ROUGHING
. a, f, V. |GRADE| &, f, V. |GRADE| &, f, V. |GRADE
Material mm | mm/r (m/min| - mm | mm/r /m/min| - mm | mm/r i/m/min| -
Heat .
resistant Heat resistant super alloy
material Iron base
Annealed or solution treated 30 [ 7520
Aged or solution treated and aged 20 [ 7520
Nickel base
Annealed or solution treated 12 | 7520
Aged or solution treated and aged 10 | 7520
Cast or cast and aged 8 7520
Cobalt base
Annealed or solution treated 20 [ 7520
Aged or solution treated and aged 10 | 7520
Cast or cast and aged 8 7520
Titanium alloys
Commercial pure (99.5% Ti) 120 | 7520
a, near a and a+B alloys, annealed 40 | 7520
a+f alloys in aged conditions, 25 [ 7520
B alloys, annealed or aged
TYPES OF MACHINING
ISO FINISHING MEDIUM ROUGHING
. a, f, V. |GRADE| &, f, V. |[GRADE| &, f, V. |GRADE
Material mm _[mmir [m/min] - | mm [mm/r [m/min] - [ mm [mm/r [m/min| -
Hardened Hard steel
material Hardened and tempered 30 | 7520
H Extra hard steel
Hardened and tempered 20 [ 7520
Chilled cast iron
Cast or cast and aged 20 [ 7520




CORUN HOLDING d.o.o0.

MiloSa Obrenoviéa, Suite 2
UZice, Serbia 31000

phone: +381 31 /563 344
fax: +381 31 /563 461
e-mail: corunad@yahoo.com
SALES DEPARTMENT
phone: +381 31 /563 391
fax: +381 31 /563 391
e-mail: sales@corun.rs
MARKETING
phone: +381 31 /563 391
fax: +381 31 /563 391
e-mail: marketing@corun.rs
DEVELOPMENT
phone: +381 31/563 400
e-mail: development@corun.rs
ABOUT COMPANY
CORUN HOLDING d.o.0. UZice, Serbia is factory for CORUN HOLDING d.o.0 has their own development and
production of cemented carbide indexable inserts, construction buregau, so we have a opportunity to give our
toolholders, milling cutters and other special cutting tools customers complete technological answers for all
based on cemented carbide. problems in cutting industry.
Also, we produce tools for road and mining industry One of the main target of CORUN HOLDING d.o.0.
{picks for asphalt removing, cutters for canal digging, company is to be available all the time for our customers

mining drill for deep hole drilling), as well as tools for cold  worldwide and to respond on all of Yours requests as
heading and forming (cemented carbide dies for forging, soon as possible in order to make the best solutions
pulling, squeamishing - all with corresponding pins). together.

WWW.CORUN.RS



