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Komnanun UMT

TepAoCnNaBHbIN METaNNOPEXKYLMA MHCTPYMEHT,

npeAcTaB/eHHbIN B KaTanore, ABNAETCA HOBEMLLUM
npoayKTom KomnaHum UMT u opuMeHTUpPOBaH Ha Camoro
TpeboBaTenbHoOro notpebuTens.

Mpon3BOACTBO MHCTPYMEHTA PACMOIOKEHO Ha TEPPUTOPUN
bonrapuu B r.KasaHnbik.

MHCTPYMEHT M3roTaBIMBaeTCA U3 BbICOKOKAYeCTBEHHbIX
TBEPAOCMN/IaBHbIX 3ar0OTOBOK, NOCTABAAEMbIX U3 [epmaHun 1
LLiseliuapwun. MNponssoacTeeHHan 6a3a obopyasoBaHa cambim
coBpemeHHbIM o0bopyaoBaHmem Walter Maschinenbau GmhH
- MMPOBbLIM NAEPOM B NPOU3BOACTBE WANGOBAbHbIX
CTAaHKOB AJ/1A NPOM3BOACTBA MHCTPYMEHTA. A
pob6oTm3mpoBaHHble Komnaekcbl WALTER HELITRONIC VISION
1 WALTER HELITRONIC POWER ob6ecneunBatoT maccoBoe
HenpepbIBHOE NPOM3BOACTBO.

KoHTpOnb KayecTBa OCyLLECTBAAETCA Ha CNeLmMann3MpoBaHHOM
nameputenbHon mawmnHe WALTER HELICHECK meTtogom
TPEXMepHOro ONTUYECKOro CKaHMPOBAHWA, 3TO obecneynsaeT
100% cooTBeTCTBUE MHCTPYMEHTa TpebOoBaHMAM 3aKa3umKa.

A KOHCTPYMPOBAHWUA U NPOU3BOACTBA MHCTPYMEHTA
MCcnosib3yeTcs YHUKanbHbl 3D moaynb HELITRONIC TOOL
STUDIO, ¢ nomoLLbio KOTOPOro BO3MOXKHO TECTUPOBaHMNE

pabounx Nporpamm, BHECEHWE KOPPEKTUPYHOLLMX
MepOonpUATUIA U KOHTPOJIb B PEXMME PeasbHOro BpemeHu 3a
NMPOW3BOACTBEHHbIM LMK/IOM, 0becneunsas MUHUMa/bHbIE
CPOKM 3aMnycKa B NPOU3BOACTBO HOBOM NPOAYKLMMN.

MOKpbITUE METAIOPEKYLLETO MHCTPYMEHTA BbIMOHAETCA Ha
BaKyyMmHol ycTaHoBKe PLATIT Pi300 ( LLiBeiuapun) KoTopasn
obecneynBaeT LLeNyo raMmy OAHOCAOMHbIX U MHOFOC/IOMHbIX
HaHOKOMMO3UTHBIX MOKPbLITUIM C HU3KUM KOIbPULIMEHTOM
TPEHUA C BbICOKOM aare3mnei, M3HOCOCTOMKOCTbIO U
TBEpAOCTbiO 6onee 4000 HV.

Company UMT

The solid carbide tools in present catalogue are newest
product of company UMT.

Tool production is situated in Bulgaria.

The tools are produced by high quality solid carbide blanks,
delivered from Germany and Switzerland.
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Production facility is equipped with most modern
grindingmachines from WALTER Maschinenbau GmbH — world
leader in production of tool grinding machines. The grinding
machines WALTER HELITRONIC VISION and WALTER
HELITRONIC POWER are equipped with automatic loaders and

there is possibility to produce continuously large series of tools.

The quality control is implemented on special measuring
machine WALTER HELICHECK by three-dimensional optical
scanning method, which provides full correspondence of
customer requirements.

For design and production of tools is used unique 3D software
HELITRONIC TOOL STUDIO by which is possible to test the
program, make change of program data and to show the
simulation of production process in real time before grinding
starts.

The program software allows starting tools production in very
short period of time.

The tool coating is carried out on vacuum coating system
PLATIT Pi300, manufactured by Switzerland company PLATIT.

The range of PVD coatings includes monolayer and multilayer
nanocomposite coatings, as well as low friction coefficient
coatings and etc. They belong excellent adhesion, wear
resistance and hardness more than 4000 HV.
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UMT 8101

LieHTpoBble cBepaa gasa craHku c YNY o NC centre drills

3 9 40 81010300040-1
4 10 50 81010400050-1
5 13 50 81010500050-1
6 13 57 81010600057-1
8 20 63 81010800063-1
10 22 72 81011000072-1
12 22 83 81011200083-1
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PekomeHpgyemble pexXumbl pe3aHua gna ceepno : 8101
Recommended cutting conditions for drill : 8101

- CkopocTb
O6pabatbiBaemblii pesaHus d - AMameTp MHCTPYMEHTa MM fz - nopava Ha 3y6 mm

marepuan . Cutting speed d - diameter in mm fz - feed per tooth in mm
Work material Vc (m/min)

Jd3-6 J6-8 J8-10 @10-12

Yrnepoaucrble,
NIerMpoBaHHbIe CTanu,
TBepaocTbio < 25 HRC
Carbon steel

and Alloy steel < 25 HRC

0.04-0.10 0.08-0.12 0.12-0.20 0.18-0.25

JlermpoBaHHble,
WHCTPYMEHTa/IbHbIN CTanu,
TBepaocTbio 25-40 HRC
Alloy steel

and Tool steel 25-40 HRC

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18

Cepblii uyryH GG

Cast iron GG 0.04-0.10 0.08-0.16 0.15-0.20 0.18-0.25

BbICOKONPOUHbI YyryH GGG
Nodular cast iron GGG

0.03-0.06 0.06-0.10 0.08-0.14 0.12-0.18

Hep:kaBetowme cranun
Stainless steel

0.03-0.06 0.06-0.10 0.08-0.14 0.12-0.18

ANOMUHUEBbIE CNAaBbl
. 100-140 0.06-0.10 0.08-0.12 0.12-0.18 0.20-0.30
Aluminium alloys
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UMT 8111 DIN
CnupanbHble cBepaa ¢ YCUNAEHHbIM XBOCTOBUKOM 6537K 3xd
Twist drills reinforced shank 140°

1 JL

I SSN 3

T L3 ‘ L1 T

L2

3 20 36 6 62 81110300062-1
3.3 20 36 6 62 81110330062-1
3.5 20 36 6 62 81110350062-1

4 24 36 6 66 81110400066-1
4.2 24 36 6 66 81110420066-1
4.5 24 36 6 66 81110450066-1

5 28 36 6 66 81110500066-1
5.2 28 36 6 66 81110520066-1

6 28 36 6 66 81110600066-1
6.8 34 36 8 79 81110680079-1
7.8 41 36 8 79 81110780079-1

8 41 36 8 79 81110800079-1
8.5 47 40 10 89 81110850089-1
8.8 47 40 10 89 81110880089-1

9 47 40 10 89 81110900089-1
9.5 47 40 10 89 81110950089-1

10 47 40 10 89 81111000089-1
10.2 55 45 12 102 81111020102-1
10.5 55 45 12 102 81111050102-1
10.8 55 45 12 102 81111080102-1

11 55 45 12 102 81111100102-1

12 55 45 12 102 81111200102-1
12.5 60 45 14 107 81111250107-1

13 60 45 14 107 81111300107-1

14 60 45 14 107 81111400107-1
14.5 65 48 16 115 81111450115-1

16 65 48 16 115 81111600115-1




Solid carbide tools @]

PekomeHpgyemble pexXumbl pe3aHua gna ceepno : 8111
Recommended cutting conditions for drill : 8111

= CkopocTb
ObpaGarbisaembiit pesaHusa d - AMameTp MHCTpymeHTa MM fz - nopaua Ha 3y6 mm

MATEpMAN S Cutting speed d - diameter in mm fz- feed per tooth in mm
Work material Ve (m/min)

Jd3-6 J6-8 J8-10 J10-14 J14-16

Yrnepoaucrbie,
neruposaHHble CTanm,
TBepaocTbio < 25 HRC
Carbon steel

and Alloy steel < 25 HRC

0.04-0.10 0.08-0.12 0.12-0.20 0.18-0.25 0.20-0.30

JlerupoBaHHble,
MHCTPYMEHTa/IbHbI CTanu,
TBepaocTbio 25-40 HRC
Alloy steel

and Tool steel 25-40 HRC

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Cepblii uyryH GG

Cast iron GG 0.04-0.10 0.08-0.12 0.12-0.20 0.18-0.25 0.20-0.30

BbICOKONPOUHbINA YyryH GGG
Nodular cast iron GGG

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Hep:Kasetowme ctanm
Stainless steel

ANOMUHUEBbBIE CMAABbI
Aluminium alloys

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

0.06-0.12 0.10-0.16 0.14-0.25 0.20-0.30 0.30-0.40
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UMT 8121 DIN

CnupanbHble cBepaa ¢ YCUNAEHHbIM XBOCTOBUKOM
Twist drills reinforced shank 6537L 140°

Sxd

-5
Jak-

L2

3 28 36 6 66 81210300066-1
33 28 36 6 66 81210330066-1
3.5 28 36 6 66 81210350066-1

4 36 36 6 74 81210400074-1
4.2 36 36 6 74 81210420074-1
4.5 36 36 6 74 81210450074-1

5 44 36 6 82 81210500082-1
5.2 44 36 6 82 81210520082-1

6 44 36 6 82 81210600082-1
6.8 53 36 8 91 81210680091-1
7.8 53 36 8 91 81210780091-1

8 53 36 8 91 81210800091-1
8.5 61 40 10 103 81210850103-1
8.8 61 40 10 103 81210880103-1

9 61 40 10 103 81210900103-1
9.5 61 40 10 103 81210950103-1

10 61 40 10 103 81211000103-1
10.2 71 45 12 118 81211020118-1
10.5 71 45 12 118 81211050118-1
10.8 71 45 12 118 81211080118-1

11 71 45 12 118 81211100118-1

12 71 45 12 118 81211200118-1
125 77 45 14 124 81211250124-1

13 77 45 14 124 81211300124-1

14 77 45 14 124 81211400124-1
14.5 83 48 16 133 81211450133-1

16 83 48 16 133 81211600133-1
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PekomeHpgyemble pexXMumbl pe3aHua gna ceepno : 8121
Recommended cutting conditions for drill : 8121

- CKopoCTb
AT pe3aHua d - auameTp MHCTPyMeHTa MM fz - nopava Ha 3y6 mm

marepuan ) Cutting speed d - diameter in mm fz - feed per tooth in mm
Work material Ve (m/min)

Jd3-6 J6-8 J8-10 J10-14 J14-16

Yrnepoaucrbie,
NerupoBaHHble CTaNu,
TBepaocTbio < 25 HRC
Carbon steel

and Alloy steel < 25 HRC

0.04-0.10 0.08-0.16 0.15-0.20 0.18-0.25 0.20-0.30

JlernpoBaHHble,
MHCTPYMEHTaNbHbIIA CTanu,
TBepaocTbio 25-40 HRC
Alloy steel

and Tool steel 25-40 HRC

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Cepbliii uyryH GG

Cast iron GG 0.04-0.10 0.08-0.16 0.15-0.20 0.18-0.25 0.20-0.30

BbICOKONPOUHbDIA YyryH GGG
Nodular cast iron GGG

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Hep:xaBetowme cranu
Stainless steel

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

0.06-0.12 0.08-0.18 0.16-0.25 0.20-0.30 0.25-0.40

ANOMUHUEBbBIE CMNNABbI
Aluminium alloys
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UMT 8122 DIN
CnupanbHble cBepna ¢ nogadeit COX uepes MHCTPYMEHT 6537L 5xd
Drills with coolant holes 140°

d2
I
\

\

/,

’4—
Jal-

‘

6 44 36 6 82 81220600082-1
6.8 53 36 8 91 81220680091-1
7.8 53 36 8 91 81220780091-1

8 53 36 8 91 81220800091-1
8.5 61 40 10 103 81220850103-1
8.8 61 40 10 103 81220880103-1

9 61 40 10 103 81220900103-1
9.5 61 40 10 103 81220950103-1

10 61 40 10 103 81221000103-1
10.2 71 45 12 118 81221020118-1
10.5 71 45 12 118 81221050118-1
10.8 71 45 12 118 81221080118-1

11 71 45 12 118 81221100118-1

12 71 45 12 118 81221200118-1
12.5 77 45 14 124 81221250124-1

13 77 45 14 124 81221300124-1

14 77 45 14 124 81221400124-1
14.5 83 48 16 133 81221450133-1

16 83 48 16 133 81221600133-1
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PekomeHpyemble pexknumbl pe3aHua gnsa csepno : 8122
Recommended cutting conditions for drill : 8122

o CKopoctb
e pesaHua d - AnameTp MHCTpyMeHTa MM fz - nopava Ha 3y6 mm

WL IR Cutting speed d - diameter in mm fz - feed per tooth in mm
Work material Ve (m/min)

J3-6 J6-8 J8-10 J10-14 J14- 16

Yrnepoaucrole,
NernposaHHble cTanm,
TBepaocTbio < 25 HRC
Carbon steel

and Alloy steel < 25 HRC

0.04-0.10 0.08-0.16 0.15-0.20 0.18-0.25 0.20-0.30

JlernpoBaHHble,
WMHCTPYMEHTa/IbHbIiA cTanu,
TBepAocTbio 25-40 HRC
Alloy steel

and Tool steel 25-40 HRC

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Cepblii uyryH GG

Cast iron GG 0.04-0.10 0.08-0.16 0.15-0.20 0.18-0.25 0.20-0.30

BbICOKOMPOUHbINA YyryH GGG
Nodular cast iron GGG

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Hepxkasetowme cranu
Stainless steel

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

AntomuHueBsble cnaasbl
. 100-120 0.06-0.12 0.08-0.18 0.16-0.25 0.20-0.30 0.25-0.40
Aluminium alloys
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UMT 8131

CnupanbHble cBepna ® Twist drills

R

3xd
140°

3 16 46 81310300046-0 81310300046-1
3.3 18 49 81310330049-0 81310330049-1
3.5 20 52 81310350052-0 81310350052-1

4 22 55 81310400055-0 81310400055-1
4.2 22 55 81310420055-0 81310420055-1
4.5 24 58 81310450058-0 81310450058-1

5 26 62 81310500062-0 81310500062-1
5.2 26 62 81310520062-0 81310520062-1

6 28 66 81310600066-0 81310600066-1
6.8 34 74 81310680074-0 81310680074-1
7.8 37 79 81310780079-0 81310780079-1

8 37 79 81310800079-0 81310800079-1
8.5 37 79 81310850079-0 81310850079-1
8.8 40 84 81310880084-0 81310880084-1

9 40 84 81310900084-0 81310900084-1
9.5 40 84 81310950084-0 81310950084-1

10 43 89 81311000089-0 81311000089-1
10.2 43 89 81311020089-0 81311020089-1
10.5 43 89 81311050089-0 81311050089-1
10.8 47 95 81311080095-0 81311080095-1

11 47 95 81311100095-0 81311100095-1

12 51 102 81311200102-0 81311200102-1
12.5 51 102 81311250102-0 81311250102-1

13 51 102 81311300102-0 81311300102-1

14 55 107 81311400107-0 81311400107-1
14.5 55 115 81311450115-0 81311450115-1

16 55 115 81311600115-0 81311600115-1
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PekomeHpgyemble pexkumbl pe3aHua gasa csepno : 8131
Recommended cutting conditions for drill : 8131

O6pabaTtbiBaemblit il
pesaHus d - AuameTp MHCTPyMmEHTa MM f - nopgaua Ha o6opot mm/06

marepuan Cutting speed d - diameter in mm f - feed per revolution in mm/rev.
Work material Ve (m/min)

T
Yrnepoaucrbie,
NlerMpoBaHHbIe CTanum,
TBepAocTbio < 25 HRC 40-60

Carbon steel
and Alloy steel < 25 HRC

J3- 06 J6-8 J8-10 J10-14 J 14 - 16

0.05-0.10 0.08-0.15 0.13-0.20 0.18-0.25 0.20-0.30

NernposaHHble,
MHCTPYMEHTa/IbHbIN CTanm,
TBepaocTbio 25-40 HRC
Alloy steel

and Tool steel 25-40 HRC

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Cepblii uyryH GG

Cast iron GG 5070

0.05-0.10 0.08-0.15 0.13-0.20 0.18-0.25 0.20-0.30

BbICOKONPOUYHbINA YyryH GGG
Nodular cast iron GGG

0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20

Hepxaserowme cranu 30-50 0.03-0.06 0.06-0.10 0.10-0.14 0.12-0.18 0.15-0.20
Stainless steel

ANOMUHUEBbBIE CNNABbI
.. 0.06-0.16 0.08-0.18 0.15-0.22 0.20-0.30 0.30-0.40
Aluminium alloys
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MHCTPYMEHT NO 3ANPOCY / TOOLS ON REQUEST

CrtyneHuatoe csepno / Step drill
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MM |
dd mm
J
MM |
Jda mm
J
MM |
J d2 mm
J
MM |
J ds mm
J
MM |
L
mm
J
MM |
L1
mm
J
g L
MM
L2
mm
- L3
L MM |
3
mm L2 |
R mm ) L1 R2 ‘
1
mm | R1 X
MM | a R S > R U - (N IS — Y
R2 mm
0) g a1
a \/az
J
O )\
a1
J
O )\
o2
) Bbi6op mexkay R vav a / Choose between R or a

O6pabatbiBaemblii matepuan / Material to be machined:

BHyTpeHHee oxnaaHue / Intemal cooling: | |

Konuuecreo 3y6bes / no. of Flute | | Yron HaknoHa BuHTOBOM nHuK / Helix angle o |
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