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d1  d2 l1 l2
mm inch mm mm mm

1,400  4,000 52,000 15,000
1,450  4,000 52,000 16,000
1,500  4,000 52,000 17,000
1,550  4,000 52,000 17,000
1,590 1/16 4,000 52,000 18,000
1,600  4,000 52,000 18,000
1,650  4,000 52,000 18,000
1,700  4,000 56,000 19,000
1,750  4,000 56,000 19,000
1,800  4,000 56,000 20,000
1,850  4,000 56,000 20,000
1,900  4,000 56,000 21,000
1,950  4,000 56,000 21,000
1,980 5/64 4,000 56,000 22,000
2,000  4,000 56,000 22,000
2,050  4,000 56,000 23,000
2,100  4,000 62,000 23,000
2,150  4,000 62,000 24,000
2,200  4,000 62,000 24,000
2,250  4,000 62,000 25,000
2,300  4,000 62,000 25,000
2,350  4,000 62,000 26,000
2,380 3/32 4,000 62,000 26,000
2,400  4,000 62,000 26,000

d1  d2 l1 l2
mm inch mm mm mm

2,450  4,000 62,000 27,000
2,500  4,000 62,000 28,000
2,550  4,000 62,000 28,000
2,600  4,000 66,000 29,000
2,650  4,000 66,000 29,000
2,700  4,000 66,000 30,000
2,750  4,000 66,000 30,000
2,780 7/64 4,000 66,000 31,000
2,800  4,000 66,000 31,000
2,850  4,000 66,000 31,000
2,900  4,000 66,000 32,000
2,950  4,000 66,000 32,000
3,000  4,000 66,000 33,000

     
     
     
     
     

SuperV-Bohrer

SuperV-NX VHM-Hochleistungs-Kleinstbohrer mit Innenkühlung

 SuperV-
IK-NX 8xD WN

Al-
TiN h7 R HA
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 ● ● ● ○ ○

 • Ausspitzung ≥ Ø 1,400
• Flächenanschliff
• Hauptschneidenform gerade
• geschliffener Schneidenabzug
• Kühlmitteldruck beachten (s. Diagramm „Kühlmittelempfehlungen“)

 

l1

d 1

l2

d 2

t max

t max = l2-1,5 x d1

 


