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With the patented VEX cutting geometry HEULE is
setting new benchmarks in the field of drilling tech-
nology.

The VEX cutting geometry guarantees a high drilling
performance with short chips.

Due to the convex cutting edge (1) which merges
into a concave chip angle (2) short chips are
guaranteed even when machining a long chipping
material. A large chip channel also optimises swarf
evacuation.

The VEX geometry is self-centring and guarantees
an accurate bore.

Our replaceable VEX-S twist drill and the replacea-
ble drill insert VEX-P are both provided with the new
cutting geometry.
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2  VEX-SHETIE | VEX-PHAFTIA

VEX-S Combi / VEX-P Combi

VEX-S

VEX-P

S AR J) A F I SNAPE] f1 7= R 41 T H Ny H 25 1
KA TSR FEE T i B 1 R A DR TT 5

HEISNAPALE JJ R R G — R II K 2 L7 B 5 1
i, PRAE R AR

PAE A T —EFa 2 2 IKISNAPZAL & T A, BT 581
JUFFAT (LN SR, R Jall S X6 1 5 T 81 (4 0 2 22
Ko

SNAPJ] H R GiHIfa @ than NB NIRZIMEN R, Hoea
T+ B SNAPEI BN, JF HArA 44 7] 248
AIAC A EN T RE .

B, AETKISNAPT) At Rk T — il # 5y F A& T 4L
TN 3 R F IR S R 3 A ) AT R O 5 S

The SNAP product line is HEULE’s answer to the
increasing requirement for simpler and more
flexible manufacturing solutions.

The new SNAP system is the first to successfully
allow the combination of a number of operations to
be incorporated into single convenient cycle.

Many drill/chamfering operations can now be com-
pleted in one operation by combining drilling with
front and/or back deburring in one stable and
easy to use tool.

Due to the very compact SNAP deburring mecha-
nism the tool stability is still maintained and tools
can be supplied with or without through tool coolant

supply.

The simplicity of the design along with the technical
ability of the new SNAP system results in a very
easy to use forward and backward deburring sys-
tem.
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3 VEX-SHE JIE /| VEX-S / VEX-S co Combi

3.1 $Ff | Features
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The VEX-S Combi combines a replaceable high
performance twist drill with our proven SNAP
deburring system. (See description SNAP system
on page 29).

With this system drilling, front and back deburring in
one single operation is possible.

This system is especially suited to the machining of
smaller diameter holes.

The VEX twist drill is replaceable and incorporates
VEX, the self-centring high performance cutting
geometry. It can also be easily re-ground and
recoated ensuring optimum cost effectiveness.

3.2 VEX-S/VEX-S Fk7t$h
VEX-S / VEX-S co twist drill
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The VEX-S twist drill is with or without trough cool-
ant available is a replaceable high performance
product, manufactured from high quality solid car-
bide in different coatings.

VEX-S twist drill provides the coolant onto the end
flank and therefore directly into the borehole.

The specially developed connecting system ensures
robust and accurate connection with the tool body,
facilitates good transmission of power and also al-
lows quick and easy replacement of the VEX-S twist
drill.
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3.3 %% | IFRRRVEX-SERIES kK
Assembly / Dismantling of VEX-S twist drill

3.3.1 Z%/ Assembly

1. 1.
15 EEVEX-SIRAE AL Sk 5 JIFF 2 (8] [ #2 fd Clean the surfaces between
T o the VEX-S twist drill and the
: tool body.
2 2

FHR A VEX- Sl Sk B 5 ] 72 75 T FF

Screw tightly the VEX-S drill

Fo CRTHE LRTIES 1150 insert with a flat wrench to the
tool body. (For Torque/torque
spanner see page 11)
3 3.

Bl S b S 5 7 FF 2 4 7 %

it
B, ASNAT RIBRAFAE

There should be a seamless
transition between drill insert
and tool body after the tighten-
ing of the drill insert. No split
between tool body and drill in-
sert.

I8 BR A 7E B JR R & R i/ Reasons for a split and how to correct

JADR i s

Reason

Solution

FER Sk 5 TN 2 10 15 YR A7
1E

JRER Ja HR IS PR

Dirt between drill and

tool body.

Dismantle and clean.

VEX-SIFRAEH 3B B3 7 5

FEVEX-SHRAE 8L BT T 5

VEX-S twist drill is not

tighten enough.

Tighten VEX-S twist drill.

e ERE AREZE RN

B HVEX- SR A6 B B ik
JIRF

Adaption areas are
damaged.

Exchange VEX-S twist
drill and/or VEX-S tool
body.

3.3.2 #*B/ Dismantling

{8 AR WS T I 17 TR H VEX-SRTE

Ny

Unfasten the VEX-S twist drill

B IR EASTFS with  a flat wrench in
I anticlockwise
/I direction from the tool body.
)
A
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3.4 [MAViHE / Application range
i i
ok ok A
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TEFHE B 0 T S AL FEM T OB L 1D TEAF BRI AL AL
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Drilling of even machined
surfaces.

Drilling of central or
convex surfaces. 1)

Drilling on uneven surfaces.
If necessary reduce feed-rate. 1)

|

QEA

P

FEAGURF DN T B RS 1)

FEMN T B AL B 1)

2 B A IR B R BBk L AL
FE I A

BOE M TN TR DT A2 Rm/hT6° ffFit

P4y &

2° PFAKZE80%, 5° PFKZET0%, 6° PFFKZE50%

Drilling on slant surfaces. 1)

Drilling on not central or
convex, concave surfaces. 1)

Drilling on an angle, forged or
cast iron: Not possible.

Only for tool < 2xD to max. 6°

Reduce feed-rate 2° to 80%, 5° to 70%, 6° to 50%

AN

i A

BB

HMTTILE EAR BN T0. 515 B L HAR
W B BRI 2)

FEEFLAE OE B AR E
Bk 2 B PR E50-60% 4 45 1)

EZ BEMR
EOR LA AUNToGE 4 &

Drilling through a cross-hole.
@ cross-hole max. 0.5x @ bore.
If necessary reduce feed-rate. 2)

Slant exit of the bore.
Reduce feed-rate to
about 50-60%. 1)

Drilling through several layers.
Seamless fitting of the different
workpieces is necessary.

1) EE: A ASHIER
2) A

Note: Chamfer won't be clean.

JIRARESARIN Y BRI SRR TR (FEJTRBCA Fd i ot Mg al) .

Note: Tool can break! Blade for deburring can get stuck in the cross-hole (drive through the bore with no rotation of the tool!)

V1.10 VEX

HEULE WERKZEUG AG / Tel. +41-71 726 38 38 / Fax.: +41-71 726 38 39
WIRFAIR S B8 ARAR HIE : 0510 8202 2404 4 F. 0510 8279 7040

Tl / Page 5




3.5 VEX-SER&&MRIEHRTIEISH
Cutting values VEX-S for HM twist drill

BER:

DI ZH R @S A BUE VR AR DD I B . HERAE
Hent b, HARefEouiR PR . MBS, T
UL R R e, DB 2K 2 AT b EE R B L
I8 R AN [ A L o

Please note:
Stated cutting data is for guidance only and based on
recommended values, assuming ideal conditions.

Cutting data may need to be adjusted subject to the
application settings, machine or consistency of the
workpiece.

XFFHRARSLER (T) <2xd 150 FVEX-SHi kKRS
Recommended data for carbide VEX-S drill for max. bore-depth (T) < 2xd

FrifEIS = AHELICA

Standard coating HELICA

BEX B TR E VDLC

Coating for aluminium work pieces DLC

5 Material Sk Features PR R T 5 Ve F
Tensile strength | Hardness | (m/min) | (ZK/%%)
(N/mm2) HB (mm/rev.)
W S R Unalloyed steel <500 <150 100-130 0.15-0.25
PN Cast steel 500-850 150-250 90-110 0.15-0.25
5 V1A Free machining steel
I Ak 35 hardened 850-1000 250-300 70-90 0.12-0.20
A4 Low-alloy steel R KA B annealed <850 <250 80-130 0.15-0.25
B Cast steel I Ak 35 hardened 850-1000 250-300 70-110 0.15-0.25
O Ak EE hardened >1000-1200 >300-350 40-70 0.12-0.20
A A High-alloy steel 1B K AL B annealed <850 <250 40-70 0.12-0.20
THAN Tool steel e Ak 2 hardened 850-1100 250-320 35-50 0.12-0.15
N Stainless steel BRF Ak ferritic 450-650 130-190 30-50 0.08-0.12
LN austenitic 650-900 190-270 30-40 0.08-0.12
I KAk martensitic 500-700 150-200 20-30 0.08-0.12
PRI Hardened steel
s Chilled castings 20-25 0.08-0.10
e AR Super alloys
(B, ) (Inconel, ...) <1200 <350 2025 | 0.06-0.10
IR EEk Grey cast iron <500 <150 90-180 0.20-0.35
FREBEEEL Nodular cast iron 300-800 90-240 90-160 0.15-0.30
BIEE S Aluminium-forging 120-250 0.25-0.35
alloys
Ladiehan Aluminium-casting
alloys 120-250 0.25-0.35
&4 Cupper alloys g Brass 140-200 0.25-0.35
H Bronze
)5 short-chipping 60-100 0.20-0.30
H Bronze
S long-chipping 40-60 0.15-0.25
B0k £ B AR A I EI S H0E S 8 33 Cutting data for deburring / chamfering see page 33
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3.6 VEX-S %#f58/ VEX-S programming

FE N T A AN 75 B 53R = b T e A R It is not necessary to change the direction of rotation
AV: [ ET AR: )5 T8 or stop the spindle.

AV: Working feed, AR: Working feed,
EV: [t ER:  FjFbul BT backward

EV: Rapid feed, ER: Rapid feed,

forward backward

1. EV 4. AV
¥R E T BT . 7 Lk A R 3] £ B in T

W BRSS!

1. EV

Rapid traverse of the tool
to just above the top of the
work piece.

Note: Clearance distance.

ae——
m
- <

SERk, AREFATEET] 5%
S48 JIAT

4, AV

In linear feed forward
(AV) the chamfer is
generated. Continue in
linear feed until the
blade is completely
retracted into the tool.

2. AV

£ T HER R AR b AL n T H
K, RIFJIAN LRbEEE
EE kg gL,

2. AV

In forward linear feed the
hole is produced. Continue
in working feed until the
spade drill insert is com-
pletely clear of the hole.

5. EV
JINFRERE LAt i 77 :d it
L, BEZESNAPJ] it
NLIFH e .

5 EV

The tool can be passed
through the hole in rapid
feed forward until the SNAP
blade clears the hole and is
fully extended.

3. EV
Pt B SNAP JJ Fr 4
B, AEF LHEEESNAPT]
JaTKIVAR R IR =SV Sy

3. EV

6. AR/ER
S B AR AE B A A o
T5ER OB 3 il i
) o *4SNAPJ] 524k
NJIFF A i, T 8ERS LA
BB p 5 B H L.

6. AR/ER

HEULE WERKZEUG AG

Position tool with SNAP The back chamfer is ER
blade in rapid feed, forward machined by linear feed
slightly above the top backward (no change of
material surface of bore spindle rotation). As soon
or burr. as the SNAP blade is
v completely retracted into AR
the tool, the tool can travel
out of the hole in rapid
feed backward ER.
V110 VEX HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39 % / Page 7
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How to solve drill problems
(0]
5]
o]
@ =
= & % o =
o 8 8 .| & ko]
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SRRRHEHHE
c| &85 s|lo|ls5|8|E£|8
|23 Slo|l8 | g |E| o
c |2 | © o T | ® S| &
s |&|8|® E|S|E|S|8|2
3 S| a|2 |8 |G |B|°2|°
D_Eggctshcncncncn::
SSle 8|3 |Ig|EE|E|E12|E
R I O I =T I A s O B O I O Solution
2|6|a|S|a|d|2|2|2|2|a|a
Raise cutting speed
Reduce cutting speed
Raise feed rate

Reduce feed rate

Raise coolant pressure

Check rotation

Check stability of spindle and setting

Exchange worn indexable drill insert

Improve drilling cycle

Coating

8 Tl /Page
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3.8 VEX-S #&JJE/ VEX-S Combi

@-D

?-D1

?-d

X1

@-D2

@-DS

LN L

L2

L1

gD2=gD+0.6mm

BABIAERAD = B/NEFLERD + 2.0mm

Max. chamfer g D = min. bore g + 2.0mm

%441 Spare parts:

Pos. 1t B Description Best. Nr. Order No.
1 JINF: A B R T )R A% Tool body see table below
2 FEHIAED 1.2 Control bolt @ 1.2 GH-Q-E-0008
3 % @2.35x@0.35x31.5 Spring @ 2.35 x @ 0.35 x 31.5 GH-H-F-0019
4 BESSAHIT . VH AN I AR A% Distance pin see table below
5 PTIEE] M3x5 DIN913 Set. screw M3x5 DIN913 GH-H-S-0127
®F Pos. 5* Wrench for pos. 5* GH-H-S-2101
6 SNAP J]F: A 347 SNAP blade; see page 34
7 VEX-S FRAEHS: iSRS 117 VEX-S twist drill; see page 11
“FiF Pos. 7* Flat wrench for pos. 7*
R TF: EERE 11 0 Torque spanner see page 11
* P0s.5 / Pos. 7TAL HI3R T 75 2 % 4T . / Wrench for pos. 5/ Pos. 7 to be ordered separately.
11442 £LI%/ Bore-depth 1xd
Pos. 1 Pos. 4
L& FLE EY ]| UHS X TIFE, A M T, AHVEX-SEisk Tk PH 258
WS 57
Bore Bore- Series Order Tool without blade, without drill insert Tool body Distance
range depth No. Order No. pin
g d T GH-Q-O- | ¥D1 X X1 LN L1 L2 o@DS GH-Q-G- GH-Q-E-
5.00-5.49 55 B 4000 49 (18910 7.5 | 70.1 | 60.3 8 36 4000 0052
5.50-5.99 6.0 4001 54 |198|11| 80 | 71.6 | 60.5 8 36 4001
6.00-6.49 6.5 C 4002 59 |206|1.2| 85 | 77.7 | 66.0 10 40 4002
6.50-6.99 7.0 4003 6.4 [216|13| 9.0 78.9 | 66.3 10 40 4003 0043
7.00-7.49 7.5 4004 6.9 (23814 95 814 | 67.8 10 40 4004
7.50-7.99 8.0 D 4005 74 |246|15| 10.0 | 82.4 | 68.0 10 40 4005
8.00-8.49 8.5 4006 79 (254 (16| 105 | 895 | 74.3 12 45 4006
8.50-8.99 9.0 4007 84 (26617 11.0 | 90.9 | 74.8 12 45 4007
9.00-9.49 9.5 E 4008 89 |274]18| 115|919 | 75.0 12 45 4008
9.50-9.99 10.0 4009 94 (28319 120 | 93.1 | 75.3 12 45 4009 0048
10.00-10.49 10.5 4010 99 (29119 125 | 951 | 76.5 14 45 4010
10.50-10.99 11.0 F 4011 104 (30.1|2.1| 13.0 | 964 | 77.3 14 45 4011
11.00-11.49 11.5 4012 109 (30.9|2.1| 135 | 974 | 775 14 45 4012

WER T EHA R, R ER

X T3 B BTIAT 75 A 1 0 i A (HB) sl AR [ S (HE) B
HLEIT BT JE T n-HB 2 -HE .

4 -

VEX-S 26.0 / T=6.5mm 5 ~F{] [ 4%

%%, : GH-Q-0-4002-HB

Other sizes on request!

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:
VEX-S 6.0 / T=6.5 mm with weldon shank

Order No.: GH-Q-0-4002-HB

V1.10

VEX
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2M%425Li% / Bore-depth 2xd

@-D

@-d

X1

@-D1

@-D2

LN

@-DS

L2

L1

gD2=@gD+0.6mm

K EARD = /b EfLERD +2.0mm

| Max. chamfer g D = min. bore g + 2.0mm

Pos. 1 Pos. 4
i R | RA | WHS (LTIRF, A S0 TTRF, AAVEX-SHik I B
i 4
Bore Bore- Series Order Tool without blade, without drill insert Tool body Distance
range depth No. Order No. pin
g d T GH-Q-O- | @¥D1 | X | X1 | LN L1 L2 | gDbS L GH-Q-G- | GH-Q-E-
5.00-5.49 11 4050 49 |247|110| 13 | 81.8 | 65.8 8 36 4050 0043
5.50-5.99 12 B 4051 54 |26.1|1.1| 14 | 83.9 | 66.5 8 36 4051
6.00-6.49 13 C 4052 59 |273 |12 15 90.8 | 724 10 40 4052
6.50-6.99 14 4053 64 [289(13| 16 | 933|733 | 10 40 4053
7.00-7.49 15 4054 69 (316|14| 17 96.7 | 75.3 10 40 4054 0048
7.50-7.99 16 D 4055 74 |329|15| 18 | 98.7 | 76.0 | 10 40 4055
8.00-8.49 17 4056 79 |333|16| 19 |106.8| 82.8 12 45 4056
8.50-8.99 18 4057 84 |358|1.7| 20 |109.1| 83.7 12 45 4057
9.00-9.49 19 4058 89 [37.2]18| 21 |111.2| 845 | 12 45 4058
9.50-9.99 20 E 4059 94 |386|19| 22 |113.3| 85.2 12 45 4059 0039
10.00-10.49 21 4060 9.9 [39.9|19| 23 |116.4|87.0| 14 | 45 4060
10.50-10.99 22 4061 104 |41.2 (21| 24 (1185|883 | 14 | 45 4061
11.00-11.49 23 F 4062 109 |425| 22| 24 (120.5] 89.0 14 45 4062

AR AR BT, kA

xof J) B 8% T T A SO0 [ AR (HB) 338 RHW(HE) 11, 15 7E
IS G S in-HBE & -HE .

im0

VEX-S 29.0 / T=19mm ] & #§

1] %5 GH-Q-0-4058-HB

Other sizes on request!

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:
VEX-S 29.0 / T=19 mm with weldon shank

Order No.: GH-Q-0-4058-HB

10 1 / Page
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3.9 VEX-S &iLiikRd

Selection of VEX-S replaceable drill insert

1 &%) / Series

oz = N
Liz@ d %:_ﬂ THRE:
Boelidipeloid Series Order number example:
5.00 — 5.99 B pie:
6.00 — 6.99 C
=00 849 5 P-S- 1 2-3333-45
8.50 — 10.49 E _ o
10.50 — 11.49 F 1= R%| | Series
— YR <+
2 fL¥¥ T/Bore-depth T 2 = fLIAT / Bore-depth T
1xd 2 ,
>xd 2 3= fL#A-@d/Bore-@ d
. . <
4 : 4 = J]# )i | Cutting material
3 fL#& /Bore diameter d
PN — y _ . . <
TEZA BARAFLE R ~F 5 = Beschichtung / Coating
filtn:  9.50 = 0950
PRUERST: 0.1mm T 52845 / Example for an order:
A2 d Bore-@ d =9.50mm
Indicate the bore diameter at this place. T A 4 Carbide-Quality = K20-K30
For examp!e: @ 9.50 = 0950 TIRGE Coating = Helica
Standard size each 0,1 mm. LET Bore-depth T =9.50 mm 1 xd
4 J]F# B Cutting material WHS:
| Hartmetall / Carbide K20-K30 | 1 | Order No: P-S-E2-0950-1H
5 J]R#JECoating
Helica*: / honed cutting edge 0.03 H
DLC (HT#1M)
(recommended for Aluminium) 3
* Standard / Frifk i S| ’
Xt | |, 'sw
— L L
J~ / Dimensions
L Y| L& LR HTFRS | BEHE | FRTF
pi
Bore Series Bore- Bore- Wrench | Tight- Flat- Torque key | Torque
range depth depth size ening | wrench Insert Screw-
torque driver
@ d3 X1 T L L1 T L L1 SW Ncm | GH-H-S- | GH-H-S- | GH-H-S-
5.0-5.49 B 1.00 55 | 10.2 | 147 11 | 16.0 | 205 4 170 2301 2331 2401
5.5-5.99 1.10 6.0 | 11.1 | 15.6 12 | 17.4 | 21.9 4 170 2301 2331 2401
6.0-6.49 c 1.20 6.5 | 11.7 | 16.2 13 | 18.4 | 22.9 5 250 2301 2332 2401
6.5-6.99 1.30 7.0 | 12.7 | 17.2 14 | 20.0 | 24.5 5 250 2301 2332 2401
7.0-7.49 1.35 | | 75 [ 136 | 191 ], | 15| 214 | 26.9 6 400 2302 2333 2402
7.5-7.99 D 145 | | 80 | 144|199 | ' | 16 | 227 | 282 6 400 2302 2333 2402
8.0-8.49 155|485 | 152 207 |, |17 240 | 295 7 400 2302 2334 2402
8.5-8.99 1.65 9.0 | 16.1 | 21.6 18 | 25.4 | 30.9 7 600 2302 2334 2402
9.0-9.49 1.75 9.5 | 16.9 | 224 19 | 26.7 | 32.2 8 600 2303 2335 2402
9.5-9.99 E 1.85 10.0 | 17.8 | 23.3 20 | 28.1 | 336 8 600 2303 2335 2402
10.0-10.49 1.90 10.5 | 18.6 | 24.1 21 | 29.4 | 34.9 9 600 2303 2336 2402

IR E AR, R A

Other sizes on request!

V1.10 VEX
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3.10 VEX-S #HAHBMAETIR
VEX-S Combi with through coolant

6 2 3 1 4 5
.-
s
.15
g = T =
o g
X 55 LN | L
L2
T L1
g D2=gD+0.6mm
& REAEAD = H/NEILERD + 2.0mm Max. chamfer @ D = min. bore g + 2.0mm
%1% | Spare parts:
Pos. 1t B Description Best. Nr. Order No.
1 JINF: A B R T )R A% Tool body see table below
2 e @ 1.2 Control bolt @ 1.2 GH-Q-E-0008
3 #E @2.35x@0.35x31.5 Spring @ 2.35 x @ 0.35 x 31.5 GH-H-F-0019
4 BESAHET . TH AR R I AR AK Distance pin see table below
5 PTIEE] M3x5 DIN913 Set. screw M3x5 DIN913 GH-H-S-0127
®F Pos. 5* Wrench for pos. 5* GH-H-S-2101
6 SNAPJ] F; i £ [ 5534 71 SNAP blade; see page 34
7 VEX-S WRIEEh: 5 & 1470 VEX-S twist drill; see page 14
FiRF Pos. 7* Flat wrench for pos. 7*
HAWRTF: EEHF14T7 Torque spanner see page 14
* Schlussel zu Pos. 5/ Pos. 7 A4 F 75 2 5 48T 1%, / Wrench for pos. 5/ Pos. 7 to be ordered separately.
1f&42 3L / Bore-depth 1xd
Pos. 1 Pos. 4
Lz LI Z7 TS IR, ArEm IR, Ak JIFF g
AN BHAT
Bore Bore- Series Order Tool without blade, without drill insert Tool body Distance
range depth No Order No. pin
gd T GH-Q-O- | ¥D1 X X1 LN L1 L2 @aDS L GH-Q-G- [ GH-Q-E-
6.00-6.49 6.5 c 4022 59 1206|112 85 77.7 | 66.0 10 40 4022
6.50-6.99 7.0 4023 6.4 (216|1.3| 9.0 | 789 | 66.3 10 40 4023 0043
7.00-7.49 7.5 4024 6.9 (23814 95 81.4 | 67.8 10 40 4024
7.50-7.99 8.0 D 4025 74 |246|15| 10.0 | 82.4 | 68.0 10 40 4025
8.00-8.49 8.5 4026 79 |254|16| 105 | 89.5 | 74.3 12 45 4026
8.50-8.99 9.0 4027 84 |266|1.7| 11.0 | 90.9 | 74.8 12 45 4027
9.00-9.49 9.5 E 4028 89 |274|118| 115|919 | 75.0 12 45 4028
9.50-9.99 10.0 4029 94 283|119 120 | 93.1 | 75.3 12 45 4029 0048
10.00-10.49 10.5 4030 99 (291|119 125 | 951|765 14 45 4030
10.50-10.99 11.0 F 4031 104 {30.1(2.1]| 13.0 | 96.4 | 77.3 14 45 4031
11.00-11.49 11.5 4032 109 {309 21| 135|974 | 775 14 45 4032

IR AR EHAL R, kA

X ) EL BT 5 E At 1 0 AR (HB) s A4 M [ 4 (HE) Y »

THAEIT 525 J5 Y N-HB & -HE

4. SNAP5 VEX-S @6.0 / T=6.5mm 77~ [ 4%
1T1%5: GH-Q-0-4022-HB

Other sizes on request!

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:

VEX-S 6.0 / T=6.5 mm with weldon shank

Order No.: GH-Q-0-4022-HB

12 71 / Page
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2f54&FL¥E / Bore-depth 2xd

@-D

@-d

«y
@-D1

©»-DS

@-D2

X1

L2

L1

g D2=9gD+0.6mm
KEAEAED = f/MEfLE R +2.0mm | Max. chamfer g D = min. bore g + 2.0mm
Pos. 1 Pos. 4
Lz LR #7 i8S R, AHEERIR, Abshk JIFT PHE
s AT
Bore Bore- Series Order Tool without blade, without drill insert Tool body Distance
range depth No. Order No. pin
g d T GH-Q-O- | @¥D1 | X | X1 | LN L1 L2 | gDbS L GH-Q-G- | GH-Q-E-
6.00-6.49 13 C 4072 59 |273 (12| 15 90.8 | 72.4 10 40 4072
6.50-6.99 14 4073 64 |289|13| 16 | 933|733 | 10 | 40 4073 0048
7.00-7.49 15 4074 69 |316|14| 17 96.7 | 75.3 10 40 4074
7.50-7.99 16 D) 4075 74 |329|15| 18 | 98.7 | 76.0| 10 | 40 4075
8.00-8.49 17 4076 79 (33316 19 |106.8| 82.8 12 45 4076
8.50-8.99 18 4077 84 |358|1.7| 20 |109.1| 83.8 12 45 4077
9.00-9.49 19 E 4078 89 (37218 21 |111.2| 845 12 45 4078
9.50-9.99 20 4079 94 |(386|19| 22 |113.3| 85.3 12 45 4079 0039
10.00-10.49 21 4080 9.9 |399|19| 23 |1164|870| 14 | 45 4080
10.50-10.99 22 4081 104 (41.2|21| 24 |1185(88.3 | 14 | 45 4081
11.00-11.49 23 F 4082 109 |425| 22| 24 (120.5] 89.0 14 45 4082

IR E AR, R,

b 73 B BCTIAT 75 ZE -0 B A (HB) 22 A4 0 [ A (HE) Y, 15 7
5 5 T IN-HB 2 -HE,

14 s

SNAP5 VEX-S 9.0 / T=19mm  “#5~F{l [# 45
1T 1%5: GH-Q-0-4078-HB

Other sizes on request!

For example:

VEX-S 9.0 / T=19 mm with weldon shank

Order No.: GH-Q-0-4078-HB

For tools or tool bodies with weldon shank (HB) or whistle notch
shank (HE), add -HB or -HE to the order No.

V1.10

VEX
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3.11 VEX-S ARELKIEE

Selection of VEX-S co replaceable drill insert

1 &%) / Series

Lzad EXT

Bore range @ d Series
6.00 — 6.99 C
7.00 — 8.49 D
8.50 — 10.49 E
10.50 — 11.49 F

2 LR T/Bore-depth T

1xd 2
2xd 4

3 fL#& d/Bore diameter d

TEZALE bR FLAE R~
#tn: @ 9.50 = 0950
FrefERF 0.1 mm.

For example: @ 9.50 = 0950
Standard size each 0,1 mm.

Indicate the bore diameter at this place.

4 JIR# B / Cutting material

WHRSEAH:

Order number example:

P- SK-
1= %% / Series <J
2= fLiX T/Bore-depth T

3= fL#2@ d/ Bore-@ d

1 2-3333-45

4 = J]#JR | Cutting material «

5 = Beschichtung / Coating <
T 52845 / Example for an order:

L#2-gd Bore-@ d =9.50mm

TR &4 Carbide-Quality = K20-K30
TRz Coating = Helica

LR T Bore-depth T =950 mm 1xd

iT#SOrder No:

P-SK-E2-0950-1H

| Hartmetall / Carbide K20-K30 | 1 |
5 J1f ¥ )=/ Coating
Helica*: /honed cutting edge 0.03 i 7 ——
DLC (HE# T4 ) A |
recommended for Aluminium) g = <
* Standard /A5HE 1 \ ‘ -
Xt .
- L -
JU}/ Dimensions
g #5 LB LI RFRS | BEH | PRT
5B
Bore Series Bore- Bore- Wrench | Tight- Flat- Torque key | Torque
range depth depth size ening | wrench Insert Screw-
torque driver
@ d3 X1 T L L1 T L L1 SW Ncm | GH-H-S- | GH-H-S- | GH-H-S-
6.0-6.49 c 1.20 6.5 | 11.7 | 16.2 13 | 184 | 229 5 250 2301 2332 2401
6.5-6.99 1.30 7.0 12.7 | 17.2 14 | 20.0 | 24.5 5 250 2301 2332 2401
7.0-7.49 1.35 75 | 136 | 19.1 15 | 214 | 26.9 6 400 2302 2333 2402
7.5-7.99 D 1.45 8.0 14.4 | 19.9 16 | 22.7 | 28.2 6 400 2302 2333 2402
8.0-8.49 1.55 8.5 | 15.2 | 20.7 17 | 24.0 | 29.5 7 400 2302 2334 2402
8.5-8.99 1.65 i 9.0 | 16.1 | 21.6 )2( 18 | 25.4 | 30.9 7 600 2302 2334 2402
9.0-9.49 1.75 d 95 | 169 | 224 d 19 | 26.7 | 32.2 8 600 2303 2335 2402
9.5-9.99 E 1.85 10.0 | 17.8 | 23.3 20 | 28.1 | 33.6 8 600 2303 2335 2402
10.0-10.49 1.90 10.5 | 18.6 | 24.1 21 | 29.4 | 34.9 9 600 2303 2336 2402
10.5-10.99 F 2.10 11.0 | 19.1 | 246 22 | 30.2 | 35.7 9 600 2303 2336 2402
11.0-11.49 2.20 115 | 19.9 | 254 23 | 31.5 | 37.0 9 600 2303 2336 2402
U e RS i ok v A ! Other sizes on request!
HEULE WERKZEUG AG / Tel.: +41-71 72 Fax.: +41-71 72
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3.12 xF#A# /Cooling

A EIRE A5 B T H S A R HE)E Through tool coolant is necessary for the optimum
i . i swarf evacuation.

AN TR EE /N TAxD I H BRSSO, A7)
» YA é

BRI HIAR L. Use external cooling only up to max. 1xD and with
TR S Ay 3xDHIHE L ¥4 HI L A %75 Bigbar, reduced feed-rate.

WMEAES-20TF/ 43 Bl o
Coolant pressure for max. 2xD at least 8 bar.
Flow rate 5 to 20 Litre/min.

V110 VEX HEULE WERKZEUG AG / Tel. +41-71 726 38 38 / Fax.: +41-71 726 38 39
. WHRAR S o8 AMRAR HIE : 0510 8202 2404 4 ¥.: 0510 8279 7040
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3.13 XFEE /Re-grinding

FTA IVEX-SEESKAR AT LLEL I, e KVE FlfEL-222 K, &
AT 3% LR ZH0HAT

Hiff: 140°
Jafh: 8°
Tl B8 . EEBE/DF

THER: EESUCRVEX-STm K JUTAME . ££2 K
Ja, RSP R BEEL-222 K S P . 5 B8 N R 4
JUTTEAR R BEAESF A 2 2 =] 58 Ao

N T IVEX-SHRAERE VR, BATHIE 1 LUF 10 F A
He

All VEX-S drills can be re-ground to a maximum of
1-2 mm. We recommend the following parameter:

Nose angle: 140°
Clearance angle: 8°
Point thinning: regrind a little

Please note that the re-grinding will change the origi-
nal VEX-S point geometry and therefore we recom-
mend that only to 1-2 mm maximum be removed
over multiple regrinds. The original grind form can
only be re-produced by HEULE.

For the re-grinding of the VEX-S twist drill we have
created the following re-grinding device.

e L -
— )( -t &= ok
B|—=|
i
5l —-H=-F—-baH- - = : 2 z ——8,
(] | \@
1
1 [ SH |
B —~
&%/Series | #8Z/Thread @D1 @DS X L L1 SW SH T #5/Order No.
B M3*0.35 4.8 10 5 40 55.4 9 6.5 GH-V-V-0052
C M4*0.5 5.8 10 5 40 55.8 9 6.5 GH-V-V-0053
D M5*0.5 6.8 10 5 40 56.0 9 6.5 GH-V-V-0054
E M6*0.75 8.3 16 8 50 70.6 14 7.0 GH-V-V-0055
16 i / page HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39 VEX V 1.10
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4 VEX-P #H&T]E | VEX-P Combi

4.1 ¥t | Features

B LU R ] B A " IVEX-P4H 4 ] B LA FISNAPE
1 RS EA T R P S VEX-PA] T 4 205G Sk i B

MHRF KB SR B S IRET K 8 U5 30, fRIIE T AEVEX-PEESL S
BEAT 2 B AT 78 2 HARE B e sh ke, (45 ) BAE
AR e IRAT L B R 7

[FIRF, BT VEX-PAL & ] B AT RESR (it 74 A1 5 2.

BoRmmE e . U RBGHITERE, XA ETTRM
TERB A EVEX-PH S K TIFF L, XA 1 HE
T IE REE TR DR HE I OB EERCR s T 58 SR ARG HI -3 17 PRAE
FERA LN RS E

HEULE’s VEX-P Combi is a combination of the
approved SNAP deburring system with the patented
VEX-P replaceable drill insert.

The unique insert mounting and screw fixing guaran-
tees a robust and stable connection between the
VEX-P drill insert and tool body, which enables the
tool to readily absorb the high cutting forces experi-
enced during drilling.

All VEX-P Combi tools are supplied with through-tool
coolant supply.

Optimum drilling performance, with short chip for-
mation is a major advantage of this combination tool.
The unique chip channel on the VEX-P replaceable
drill insert and the corresponding channel on the tool
body allow for optimum swarf evacuation.

Accurate hole production is assured as a result of
the unigue guiding heel at the replaceable drill
insert.

V110 VEX HEULE WERKZEUG AG / Tel. +41-71 726 38 38 / Fax.: +41-71 726 38 39
. WIRFAIR S B8 ARAR HIE : 0510 8202 2404 4 F. 0510 8279 7040
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4.2 VEX-PRTE#RA g4/ VEX-P replaceable drill insert

Grundkdrper
Tool body

VEX-PHJ B Ul Skt — Fim E BBl Sk, Bk IOM B =
i S VR o <o AR BE T 0 HE T R 58 S AR o T A

DIEIT) 5 TIRT L BBOR (O HE S MR AR —

MRR ) RET R D750, PRIE T AATIFFRIVEX-PHE Sk 2
], BA7 702 HAE sl e ahthfe, 18] RREE

r IR, JF BAGSRAR Bl B E O IR

The VEX-P replaceable drill insert is a robust high
performance drilling product manufactured from high
quality carbide. The special designed chip channel is
the transition of the strong convex main cutting edge
and the large concave chip groove and correspond-
ing intersection in the tool body. The unigue sand-
wich-like fixing of the VEX-P replaceable insert with
its screw connection guarantees a secure mounting
and steady transmission of power from the VEX-P
drill insert to the tool body. The drill insert is self-
centring by design.

4.3  Z&/FRVEX-PH] E # A4 k

Assembly / Dismantling of VEX-P replaceable drill insert

a)
THETIR S TIRFBLRRET 22 Ta]
. ARG (LA
AAEfF, BRIRERET, )
e, s — A5
RS

b)
NGB TR

c)
FANIRET, R R T 41
o WEBLZIMH . KT
AT, AR 2T

a)

Clean contact surface between
drill insert, tool body and clamp-
ing screw. Check the compon-
tents (No hard patrticles, if clamp-
ing screw, tool body or drill insert
is deformed exchange with a new
one.)

b)
Insert new drill insert.

c)

Fit screw and tighten with a torx-
screw driver or torque spanner.
Note the moment of force. For
torque and torque spanner see
page 27.

18 Ti / Page
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4.4 RRYEHE / Application range
‘ )
1 %
FESFEE N LI A5 FL FE T B DAL 1) FEAT-HE R T B AL
LI T PR L)
Drilling of even machined Drilling of central or Drilling on uneven surfaces.
surfaces. convex surfaces. 1) If necessary reduce feed-rate.

FEMURHG N L E85 AL 1) A i R AR R T gl L) 2 B A IR B Rk BBk L AL
FE {3 A
BOE M TN TR AN T 24542 R/ T6°HE L.

Pl e B 2°F% (K E80%, 5°[&{KE70%, 6°[#{KE50%

Drilling on slant surfaces. 1)

Drilling on not central or convex,
concave surfaces. 1)

Drilling on an angle, forged or
cast iron: Not possible.

Only for tool < 2xD to max. 6°

Reduce feed-rate 2° to 80%, 5° to 70%, 6° to 50%

U A

b /\

BB T AL
HMBHILK EAR NN 055 85 L E AR

BN R E R 4 2)

FERG LI Y T AR R T
H 33t 45 5 K £50-60% 4 £11)

BhiE 2 2
FOR T AN TS &

Drilling through a cross-hole.
@ cross-hole max. 0.5x @ bore.
If necessary reduce feed-rate. 2)

Slant exit of the bore.
Reduce feed-rate to
about 50-60%. 1)

Drilling through several layers.
Seamless fitting of the different
workpieces is necessary.

1) EE: BIALSSHER / Note: Chamfer won't

2) dEE:

JVAF etk L BRI 24 A 5T

be clean.
LR (FETJREH &M E N Tl

Note: Tool can break! Blade for deburring can get stuck in the cross-hole (drive through the bore with no rotation of the tool!)

V1.10 VEX
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45 VEX-P BRE&EHLHHEISE
Cutting values for VEX-P HM replaceable drill insert

NN
THEE:

DIHI S R i ST AR BGE R FRAE DD HUFR BT . HEFR A 10 2
fiti b, RREME IR SR . ARGESEPRZES], I LI
CARAA BRI D) E 2 20 B AT 00 B A0 1 3 DLIE A

[F] R 2 o

Please note:
Stated cutting data is for guidance only and based on
recommended values, assuming ideal conditions.

Cutting data may need to be adjusted subject to the
application settings, machine or consistency of the
workpiece.

XFFiRRALER (T) <2xd 1500 FVEX-PH K AIHER S5

Recommended data for carbide VEX-P-drill for max. bore-depth (T) < 2xd

FrifEIS = AHELICA

Standard coating HELICA

BEX B TR JE YDLC

Coating for aluminium work pieces DLC

i Material R Features kR T Ve F
Tensile strength | Hardness | (m/min) | (ZK/%%)
(N/mm2) HB (mm/rev.)
N Unalloyed steel <500 <150 100-130 0.20-0.30
BN Cast steel 500-850 150-250 90-110 0.20-0.30
VR Free machining steel
0 Ak B hardened 850-1000 250-300 70-90 0.15-0.25
AEEW Low-alloy steel 1B K Ab B annealed <850 <250 80-130 0.20-0.30
B4 Cast steel i Ak 2 hardened 850-1000 250-300 70-110 0.20-0.30
TR b 2 hardened >1000-1200 >300-350 40-70 0.15-0.25
[N High-alloy steel 1B K AR annealed <850 <250 40-70 0.15-0.25
T HN Tool steel s Ak 2 hardened 850-1100 250-320 35-50 0.15-0.20
T Stainless steel BRFE A ferritic 450-650 130-190 30-50 0.12-0.15
LARRN austenitic 650-900 190-270 30-40 0.12-0.15
5 Rk martensitic 500-700 150-200 20-30 0.12-0.15
VETEAN Hardened steel
A5 Chilled castings 20-25 0.10-0.12
fechegery Super alloys
CR (Inconel, ...) <1200 <350 20-25 0.10-0.12
IR 558k Grey cast iron <500 <150 90-180 0.30-0.40
BB Nodular cast iron 300-800 90-240 90-160 0.25-0.35
BG4S Aluminium-forging 120-250 0.30-0.40
alloys
BHREE Aluminium-casting
alloys 120-250 0.30-0.40
E 4 Cupper alloys A Brass 140-200 0.30-0.40
4 Bronze
L E short-chipping 60-100 0.25-0.35
4 Bronze
K4 long-chipping 40-60 0.20-0.30
F T3 A ) B RS 2 5 331 Cutting data for deburring / chamfering see page 33
20 7 | Page HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39 VEX V110
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4.6 VEX-P %#2fg B/ VEX-P programming

FEIN T3 PP AN 75 2 50 Al 17 B4 T

AV: [r] HT Lt AR: 5 LB
EV: A §j ik ER: A5 iE

or stop the spindle.

forward

forward

AV: Working feed, AR:

EV: Rapid feed, ER:

It is not necessary to change the direction of rotation

Working feed,

backward
Rapid fee
backward

d;

1.EV
177 Bt £ AR 205
VER: B LARERE

1.EV

Rapid traverse of the tool to
just above the top of the EV
work piece.

Note: Clearance distance. ! e > AR

4. AV

FE T B 3 5 480 # 4n T
SERk, AREFATEET] 5%
S48 JIAT

4, AV

In linear feed forward
(AV) the chamfer is
generated. Continue in
linear feed until the
blade is completely
retracted into the tool.

2. AV

£ T HER R AR vh AL n T H
K, ORIFJIAN LRbdEEH
EE ke e iELL.

2. AV

In forward linear feed the
bore is produced. Continue
in linear feed until the
spade drill insert is com-
pletely clear of the bore.

5. EV
JIFF NS LA PREE ) 5 =i i
L, BEZESNAPJ] it
LI HE .

5.EV

The tool can be passed
through the hole in rapid feed
forward until the

SNAP blade is clears the
hole and is fully extended.

3.EV
Pt B SNAP T Fr 4
H, HESNAPJIHE AT T
HE5 7.

3.EV

Position tool with SNAP
blade in rapid feed, forward
slightly above the top
material surface of bore

or burr.

6. AR/ ER

S8 A AE TR R FE AR hn T
SERK A 75 B 08 3 il e
) o Y4SNAPTIH =4I
JINF BB, TIRER LLER
B A7 =GB H LA

6. AR/ ER

The back chamfer is
machined by linear feed
backward (no change of
spindle rotation). As soon
as the SNAP blade is
completely retracted into
the tool, the tool can travel
out of the hole in rapid
feed backward ER.

V1.10 VEX HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
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4.7 W R pR e LI AR P R 1

=

B

#

i

||

R | K| . I

el = R I R|I® |5 | & |&|=x
m e e E YRR e R
Br|d|H | K| % RIR|&|RIR|K| BriTR
Flg|R|IBE|IR||H|& || |R|E

B i D)

B AR O 1 P2

e e 4
R AR ok 5 T
Pem i L Sy
o 7
R Al AR e 1 SR B
SRR )
U I
BRI iR
How to solve drill problems
2
o
Q0
o =
Q
= 5% 3 =
5 SIS (&] |3
h=1 [} h = [}
ARNEREEEHEE
c c = —_ " —_ © c 8
o |23 Slao|&S|a|E
c |2 |2 o] o o] o) S g
< c| g | o E|CS|E|OT|L|*
(2] = <] Y— Y—
3 |5 |2 | |B|B|°|°
o | € Elo |3 . |lo|lolo|lo|5 |5
S|E&|le|lg|5|8|E|E|E|E|2|E
2|l |8 g8 | 8| |d| 3| | .
= = | = o |0 |o|lo|Oo|Q Solution
2|0|a|S|a|6|2|2|2 |2 |c|a
Raise cutting speed
Reduce cutting speed
Raise feed rate
Reduce feed rate
Raise coolant pressure
Check rotation
Check stability of spindle and setting
Exchange worn drill head

Improve drilling cycle
Coating

HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
22 T / Page VEX Vv 1.10

WIRFAIR S B8 ARAR HIE : 0510 8202 2404 f:F. 0510 8279 7040




4.8 VEX-P H&JIE(RFI C)/VEX-P Combi (serie C)

(FTA KIVEX-PInEA & TI RE A NA AT R)
(All standard VEX-P Combi are provided with through-tool-coolant supply)

7 8 6 2 3 8 4 1 5
¥ L /
R Y !
g 3 < 1
!

L1

gD2=gD+0.6mm

B ABIAER D=R/EFLER d+ 1.5mm (Serie C)

| Max. chamfer g D = min. bore g + 1.5mm (serie C)

£ | Spare parts:

Pos. i BH Description w5 Order
No.
1 TIFF: TN E R Tool body; see table below
2 R4y 21.5 Control bolt 1,5 GH-Q-E-0078
3 #5 22.35x@0.35x30 Spring 82.35x20.35x30 GH-H-F-0019
4 FESANAT: A R RS Distance pin; see table below
5 AFTIRE]T M3x5 DIN 913 Set screw M3x5 DIN 913 GH-H-S-0127
#F Pos. 5* Wrench for pos. 5* GH-H-S-2101
6 SNAP J]Jv: EE#Z535-36 U1 SNAP blade; see pages 35-36
7 Bisk: EERE27TL Drill insert; see page 27
8 LA MRET . BE27 0 Clamp screw see page 27
T F Pos. 8* Wrench for pos. 8*
HARF.: EEEE27H Torgue spanner see page 27
* Pos.5 / Pos.84: 4R T 75 %2 53 #MT #%. / Wrench for pos. 5/ Pos. 8 to be ordered separately.
&I / Bore depth 1xd
Pos. 1 Pos. 4
Lz LI A5 KRS IR, AT, Ak TIFT TS BRESENET
Bore Bore- Series Order Tool without blade, without drill insert Tool body Distance
range depth No. Order No. pin
od T GH-Q-O- |@D1| X X1 | LN L1 @aDS | @D3 L GH-Q-G- | GH-Q-E-
11.00-11.49 11.5 4126 108 | 17.1 | 25| 11.5 | 106.7 | 20 27 52 4126
11.50-11.99 12.0 4127 11.3 171 |26 12 107.0 | 20 27 52 4127
12.00-12.49 12.5 C 4200 118|176 | 2.7 | 125 | 107.7 | 20 27 52 4200 0049
12.50-12.99 13.0 4201 123|176 | 2.8 13 108.0 | 20 27 52 4201
13.00-13.49 13.5 4202 128 |18.1 (29| 13,5 | 108.7 | 20 27 52 4202
13.50-13.99 14.0 4203 13.3118.1 | 3.0 14 109.0 | 20 27 52 4203

LMTHRK T UEILER, EERAH!

Xof 73BT 5 ST 00 [ A9 (HB ) =l RHI A - (HE) 9, 165

/ Use cooling when bore-depth bigger than 1xd!

IR FHAM -HB B3 -HE .
i an:

VEX-P 212.50 / T=13.0mm ] [& 5
1T 5: GH-Q-0-4201-HB

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:

VEX-P 212.50 / T=13.0 mm with weldon shank

Order No.: GH-Q-0-4201-HB

V1.10 VEX
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VEX-P & TJIE (&% C)/VEX-P Combi (serie C)
(T BIVEX-PARE AL & TIEEHH WA H )

(All standard VEX-P Combi are provided with through-tool-coolant supply)

7 8

¥

6

&
;

F—

Ki""

gD2=gD+0.6mm

B ABIAER D= B/AEALER + 1.5mm (Serie C)

| Max. chamfer g D = min. bore g + 1.5mm (serie C)

2142 IR / Bore depth 2xd

Pos. 1 Pos. 4
iz LR &7 UHS TIFT, ARSI, Ak JIFT PREAHAT
s
Bore Bore- Series Order Tool without blade, without drill insert Tool body  Distance
range depth No. Order No. pin
od T GH-Q-O- |@D1| X |X1| LN | L1 |@DS|@D3| L GH-Q-G- | GH-Q-E
11.00-11.49 23 4146 108 |17.1 | 25| 23 |118.2| 20 27 52 4146
11.50-11.99 24 4147 113|171 |26 | 24 119 20 27 52 4147
12.00-12.49 25 C 4220 118176 | 27| 25 [120.2| 20 27 52 4220 0041
12.50-12.99 26 4221 123|176 | 2.8 26 |121.0| 20 27 52 4221
13.00-13.49 27 4222 128 | 18.1 |29 | 27 |122.2| 20 27 52 4222
13.50-13.99 28 4223 13.3|18.1 | 3.0 28 |123.0| 20 27 52 4223

LIMTHEKR T USRS, EEH®%EI! / Use cooling when bore-depth bigger than 1xd!

XTI EL B TRT 5 Bt T [E AP (HB ) 3 R [ 47

(HE)1,1E /LT SR FE G W -HB B¢ -HE .

ot -

VEX-P 212.50 / T=26.0mm: ] [& 4%
17185 .. GH-Q-0-4221-HB

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:
VEX-P 212.50 / T=26.0 mm with weldon shank

Order No.: GH-Q-0-4221-HB
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4.9

VEX-P H&TJIE (&% D)/ VEX-P Combi (serie D)

(T A FIVEX-PRr A& TI R HH NAH T R)
(All standard VEX-P Combi are provided with through-tool-coolant supply)

D1
»-D3

TR ARTRAR

DS

gD2=gD+0.7mm

BABAER D= B/EALER d+2.0mm (RFID)

| Max. chamfer g D = min. bore g + 2.0mm (serie D)

%44 | Spare parts:

Pos. i B Description M =2 Order No.
1 JIRF: VBB R AR AR Tool body; see table below
2 R4y 21.5 Control bolt 1,5 GH-Q-E-0002
3 % 33.7x90.5x48 Spring 23.7x20.5x48 GH-H-F-0007
4 FESANAT: A R RS Distance pin; see table below
5 AFTIRET: M5x8 DIN 913 Set screw M5x8 DIN 913 GH-H-S-0119
#F Pos. 5* Wrench for pos. 5* GH-H-S-2100
6 SNAP J]Jr: 1525 37-3811 SNAP blade; see pages 37-38
7 Bidk: WEERIE27TT Drill insert; see page 27
8 SERAET: IH AR 27 Clamp screw see page 27
T F Pos. 8* Wrench for pos. 8*
HARF.: EEEE27H Torgue spanner see page 27
* Pos.5 / Pos.84b R T 75 ZL 53 #MT #2. / Wrench for pos. 5/ Pos. 8 to be ordered separately.
&I / Bore depth 1xd
Pos. 1 Pos. 4
Lz LI E3 ] KRS IR, AHEfa IR, Ak JIFF BE B AT
WHts
Bore Bore- Series Order Tool without blade, without drill insert Tool)szy Distance
range depth No. Order No. pin
gd T GH-Q-O- |@D1| X X1 | LN L1 @DS | ¥D3 L GH-Q-G- | GH-Q-E-
14.00-14.49 14.5 4204 138198 31| 145 | 1109 | 20 27 52 4204
14.50-14.99 15.0 4205 143 19.8 | 3.2 15.0 | 111.2 | 20 27 52 4205
15.00-15.49 15.5 D 4206 148 | 20.3 33| 155 | 1119 | 20 27 52 4206 0023
15.50-15.99 16.0 4207 153203 |34 16.0 | 112.2 | 20 27 52 4207
16.00-16.49 16.5 4208 158|213 35| 16.5 | 1134 | 20 27 52 4208
16.50-16.99 17.0 4209 16.3 | 21.3|35( 17.0 | 113.7 | 20 27 52 4209

LI THIERK T UEAAN, HBEHR ! / Use cooling when bore-depth bigger than 1xd!

Xt ) BB I A~ Weldon Ul [E 45 (HB ) B 3 A3 ] [ 9

(HE)M, 1B /e BFE B IR0 -HB 80 -HE .

Flan
VEX-P 214.50 / T=15.0mm 25 ~F{l] [& 4%
iT#% 5 GH-Q-0-4205-HB

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:

VEX-P 214.50 / T=15.0 mm with weldon shank

Order No.: GH-Q-0-4205-HB

V1.10 VEX
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VEX-P & TJJE (&% D)/ VEX-P Combi (serie D)
(T BIVEX-PARE AL & TIEEHH WA H )

(All standard VEX-P Combi are provided with through-tool-coolant supply)

L

»DS

gD2=gD+0.7mm

BABAERED = B/PEFLER + 2.0mm (RF D)

| Max. chamfer g D = min. bore g + 2.0mm (serie D)

215 FLI% / Bore depth 2xd

Pos. 1 Pos. 4
s L& Y] WS IR, A EIMA I, Ak JIFF BE B AT
18
Bore Bore- Series Order Tool without blade, without drill insert Tool body  Distance
range depth No. Order No. pin
gd T GH-Q-O- |@D1| X X1 | LN L1 |@DS | @Db3 L GH-Q-G- GH-Q-E
14.00-14.49 29 4224 138198 |3.1| 29 |1254| 20 27 52 4224
14.50-14.99 30 4225 1431198 |3.2| 30 |126.2| 20 27 52 4225
15.00-15.49 31 D 4226 148 1203 |33 31 [127.4] 20 27 52 4226 0026
15.50-15.99 32 4227 1531203 |34 32 |128.2| 20 27 52 4227
16.00-16.49 33 4228 15.8|21.3 |35 33 |129.9( 20 27 52 4228
16.50-16.99 34 4229 16.3 213 |35 34 |130.7| 20 27 52 4229

B THIEKR T UEFLAR, HEHER 1! / Use cooling when bore-depth bigger than 1xd!

o 7] L5 IR T A 00 A (HB ) 33 R [ 4%
(HE)M,1B/ET IR FE BRI -HB 80 -HE .

fan:

VEX-P 214.50 / T=30.0mm 7 {1 [& 4%
11575 GH-Q-0-4225-HB

For tools or tool bodies with weldon shank (HB) or whistle

notch shank (HE), add -HB or -HE to the order No.

For example:
VEX-P 214.50 / T=30.0 mm with weldon shank

Order No.: GH-Q-0-4225-HB
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4.10 VEX-P &ikiikEl

Selection of VEX-P replaceable drill insert

1 &% / Series

fLizd £
Bore range @ d Series
11.00 — 13.99 C
14.00 — 16.99 D

B SH LA

Order number example:

P- P-

1= R7%| | Series

1 2222-3- 4

2= fL#4#@ d/ Bore-@ d '

2 fL#& /Bore diameter d 3= JJF#JE I Cutting material -«
6 BRI FL AR R 4 = Beschichtung / Coating <+
filtn: @ 15.10 = 1510
FRAERS) 0,1 mm.

iT#%2445] / Example for an order:
Indicate die bore diameter at this place. L1z@ d Bore-@ d =14.50mm
For example: @ 15.10 = 1510 R & 4SS Carbide-Quality = K20-K30
Standard size each 0,1 mm. TR % Coating = Helica
HS:
Order No: P-P-D-1450-1H
3 JIFME / Cutting material
[ Hartmetall / Carbide K20-K30 | 1 |
4 J]F¥R)=l Coating

Helica*: IEHIHE710.03 / H

honed cutting edge 0.03

Helica: ME34]A1710.03 / wHEE FA5° /

honed cutting edge 0.03 / with chip K

angle 5°
DLC D
* Standard  /  FRifESH
AR 0 %51 | BERETY | Clampscrew | kS | HEIE W T AHETF
Bore @ Series B Description | Order Tightening Torx-key Torque GH-H-S-
ad No. torque GH-H-S spanner
GH-H-S- Nm GH-H-S
11.00 - 13.99 C M2.2 x10.2 T7 0038 1.1 2001 2400 2352
14.00 - 16.99 D M25x12 T8 0035 1.2 2002 2400 2353

V1.10 VEX

HEULE WERKZEUG AG / Tel. +41-71 726 38 38 / Fax.: +41-71 726 38 39
WHRAR S o8 AMRAR HIE : 0510 8202 2404 4 ¥.: 0510 8279 7040

7 / Page 27




4.11 xF¥A#H /Cooling

PV RIRERS T B TR AT O RS -

AN TR N T IxD I H RS SO0, 4]
LA A 5 R 5t

X R RST 3D UL T 4 E1fUE ) 22 /b i 8bar,
IEAES-20TF/ 735

Through tool coolant is necessary for the optimum
swarf evacuation.

Use external cooling only up to max. 1xD and with
reduced feed-rate.

Coolant pressure for max. 2xD at least 8 bar.
Flow rate 5 to 20 Litre/min.

4.12 BkBEHR—E Sk

Insert Wear — Replacing of drill insert

LI LU R BB DU, R S R R I VEX-P &S

Sk DU 253 545 0 RS 2
M5 T > 0.2-0.3mm.
MHURIHZE I (5 HBE L ALE) © > 25 %

SHILANZEME: > 0.15%Z K< 0.05 ZX

The following indicates types of wear associated to
the VEX-P replaceable drill insert and as to when
the drill insert should be replaced:

Wear on the insert clearance face or flank face
> 0.2-0.3mm.

Increase in required driving power > 25 % more
than with a new drill insert.

Deviation of hole nominal diameter > 0.15 mm and
< 0.05 mm
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5 SNAP Bl &%t / SNAP deburring system

5.1 ZIhEE / Function

Zhek

SIS AT, IR T
HENTIFF AR -

—ANRE B DT EL ) AL
I A o0 T HE BT SR A R A

— BRI A R, T2k
B[R | R WO TTAT AT

WREERF B B B 9N T, T 7 (2T
L0 L TR S AN 2200 FL 3 il
W, HEREHIE R A B AR A
FEATROIR . JIR A B A — N5 R
I, AR S RN R
s BMRIET] R 1E BT FLELJE RENS 2
GHEEEIL G A=

IR R b S S M8 A BN L, T
T 75 15 L 2 Al B AR Al e
FESERU B AN LS, JIRREE LA
PR T7 el B IA AL E . JE LK A
I 7 2AE BENGUM b 58 A IE S 7] 25 6
o A 1A

Function

The deburring blade is moved in the
tool body via a control bolt
returned under spring pressure.

A specially ground front and back
cutting deburring blade produces the
required chamfer whilst the tool
enters the bore.

Once the chamfer size is attained,
the deburring blade continuously
retract into the tool body.

On a specially designed gliding ra-
dii, the blade passes through the
hole without damaging it. Even
reamed bores can be passed
through without any damage. The
deburring blade has a special
recess which the control bolt
engages and after exiting the hole
brings the blade back into its starting
position.

Linear feed backward facilitates the
cutting of the back chamfer, without
the necessity to stop or change the
direction of spindle rotation. On
completion of the back chamfer the
tool can be returned to the starting
position in rapid feed.

A smooth deburring or chamfering
operation forwards and backwards
is the result of this machining
operation.

V1.10 VEX
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5.2 JlFi%&# |/ Blade selection

X SNAP fh £k, AT LAY W AR AL 5 ) ) B HEAT R 4% -

e GH-S #JIK
e DEFA-BTIH

ST AMERSFUA AT /5, S 5 55 34-38 T 1 J) %
.

Two blade types are available for the SNAP tool line:

e Blade with GH-S geometry
e Blade with DEFA geometry

For dimensions and order numbers please see blade
table on pages 34-38.

5.2.1 GH-SEIJ]F /Blade with GH-S geometry

)

GH-SHJ) 2 —MEM A, HER KSR EE
RN T B RO Ty B B I . 25 1) Fr [
FEE T TR B3R i ) A

IE 0 {3 e L IR 1) B S RV BEZG A5 T A RO 2 AR
Pt e B AT ARAL . AR A FTREAT S PIHl, A
ﬁEﬁMﬁ XUEVTHN TR TSR AT A A T, R A 2L
PRt 77 SEE AL AT, A BE LI S e ) v
(1177 iy

R AL M EOR IR 17 FLIA G B 25 80 s8] M B4R 1 1
DR, A BEMAERL TR IR .

KT 15 RIS & B %34,35,37 170

The blade with the GH-S geometry is an universal
blade suitable for most deburring and easy cham-
fering operations. This blade type can also be
used in applications where there is slight uneven-
ness on the surface of the component.

Front and back chamfering is achieved by linear
feed forward and backward and the size of cham-
fer may be varied by the relative feed-rate
applied. For back cutting only a front and back
cutting blade can be used, by traversing through
the relative hole in rapid feed without causing
damage to either the front edge of the hole or the
tool.

Only when no deburring or chamfering is required
on the front of the hole is it necessary to use
back cutting only blades.

Blades, see pages 34,35,37.

5.2.2 DEFAZLJ]F / Blade with DEFA geometry

AV

GRS T) DY 1RSSR IR, .
TREYE, TAFMIUTRKREE, BRI ANEAHURE
el PO R R A A

DEFA-BJ) R EMFREMENRTHA AZERUK
ERB AR BT E

21 ANBENS A XU DT EI ) DABREE 5 U5 AL
RIRAT R DTHIOROR, RN REA 15 A 8] 1y 107
A, M 25 A [ D) A

DEFARLJ] v (k45 3 i 0.03 % K/ 3)0. 152 K /%,
ERREE ARG IZE, TS SBUIA IR

KF T 5 BIE & b %536,38 11

This blade type is responsive to the conditions of
the machine, i.e. stability, clamping of work piece
and tool in addition to stable machine spindle,
etc.

The DEFA blade is mainly used when a
defined, toleranced or more consistent
chamfer size is required.

It prohibits the passing of forward and backward
cutting blades through the hole in rapid feed. If no
front chamfer is required, a back cutting only
blade has to be used.

The feed rate for DEFA geometry blades is from
0.03 to 0.1mm/rev. The upper value should not
be exceeded as blade breakage may result.

Blades, see pages 36,38.

30 Tl /Page

HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
WIRFAIR S B8 ARAR HIE : 0510 8202 2404 f:F. 0510 8279 7040

VEX VvV 1.10




6  SNAPE|f RS H1E R Ui A

Instructions for using the SNAP deburring system
6.1 ¥E#JJK /Changing the blades

1. 3’ JI1F / Blade removal

o) 7
__A_ﬁ._.

/]
7

fil

— —TJ

——
=

SNAPJJ ] LU ] —ANBCH R TR R (10 /MR 22 7)) DA e, 2R /5 3 b e ) v i IR 9T (1)

The SNAP blade can be pushed through the tool with an edgeless object (e.g. small screw driver). The screw driv-
er is put on at the blade head (1).

2. ZFTIR /Inserting the blade

/ 2,

%
K U g

% 0

(N
-

1

AT RN TIFE RO b, B ARR &Ik, R 8 70 P R QRS T . ) H e A
VTR
e TI 2R, TVRBT U AT T

The deburring blade is pushed with its back (3) first into the blade recess (blade window) of the tool until it
engages. Please make sure it is aligned with the groove (2) in the direction of the tool shank.

The blade can be inserted into the tool from both sides. The tool is now ready for operation.

V1.10 VEX HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
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6.1.1 #& & JJ R 71/ Setting the blade force

5

~

Wizssss

f

U

—

JI R 3R] LA L TIAT e v (1 1 5 R AT AT IR

FHFRATIRET OB EH7 150D
= W\IIF N

FEALE B ERIE I, A R 1 1K ] 4
HIIH

W AL DEFARL T Fr (7] 73, A ek e fRl
REFHRAN (25 6.3.2).

FEAEFIGH-SRLUT R iy, S BURAE TR B (47
B L BARRSTEE DRI S GG ED RIM
TR o

HAh, B AEGH-SH T (hR#ERD BT )
71, RAES R/ B R B B A RS

KM IEWR IR ST UIE, et Rutbde e I v
(73 iy LA K S S8 e R By o i RN 5 2 R SR I
JIF 73, AT LA SR 5

SNAPS 55 fiff [ 3 35 /2 .
SNAP12 58 figi ff) 3 55 2 -

GH-H-F-0041
GH-H-F-0011

The blade force can be adjusted with the set
screw (5) in rear of the shank.

Screw in set screw (turn clockwise):
= increased blade force

The blade force has to be sufficient to enable the
blade to extend outwards in the event of swarf
ingress.

Changing the blade force of DEFA blades does
not influence the chamfer size (see 6.3.2).

Using blades having the GH-S cutting geometry,
it is recommended to adjust the blade force
depending on the material (steel, alu), chamfer
size or cutting values (feed). By changing the
blade force of GH-S blades (standard) the cham-
fer size can be minimal adjusted only.

Working with the correct blade pressure in-
creases the blade life and improves the chamfer
quality. If a very strong blade force is required,
the harder spring can be inserted into the tools
of SNAP5 and SNAP12 groups (not standard).
Harder spring for SNAPS5 is GH-H-F-0041
Harder spring for SNAP12 is GH-H-F-0011

32 Tl / Page

HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
WIRFAIR S B8 ARAR HIE : 0510 8202 2404 f:F. 0510 8279 7040

VEX VvV 1.10




6.2 SNAPYIHIZ# / SNAP cutting data
6.2.1 SNAPZ%] GH-SE!J] /K / SNAP blade with GH-S geometry

FrifE{E / Standard values

P VI E v (m/min.) BHEE s (mm/U)
Material Cutting speed v (m/min.) for Feed s (mm/rev.)
HM HM TiN HM TiAIN
carbide carbide TiN carbide TiAIN
PANPAN
R szl 45 - 65 45-70 45-70 0.1-0.2
Steel, steel alloys
%#F&%%Mﬂ . 45 - 65 45-70 45-70 0.1-0.3
Cast, cast iron materials
A
HEeR 65 - 105 65 - 120 65 - 120 0.1-0.3
Non-ferrous metals

6.2.2 SNAP Z%] DEFAZLJ]H / SNAP blade with DEFA geometry

Fr#fE{f/ Standard values

R PIEEEE v (m/min.) HAR s (mm/U)
Material Cutting speed v (m/min.) for Feed s (mm/rev.)
HM HM TiN HM TiAIN
carbide carbide TiN carbide TiAIN
AL
B L < Wl 45 - 65 45-70 45-70
Steel, steel alloys
%#&%%ﬁﬂ . 45 - 65 45-70 45-70 0.03-0.1
Cast, cast iron materials
R 65 - 105 65 - 120 65 - 120

Non-ferrous metals

6.3 WERIARNT /Setting the chamfer size
6.3.1 SNAP&RFIGH-SETJ] /5 / SNAP blade with GH-S geometry

B RS EERERK T A ok#E (TR K
2D o ARRSFHITI g 1A FE R B A R

RAKEARTHR KEAERTHE (EBAES
34,35,371#4%) .

The chamfer size is basically determinded by the
blade (length of blade). Each blade creates a
specific chamfer size.

The maximum possible chamfer size is determined
by the maximum chamfer diameter D (see blade ta-
ble pages 34,35,37).

A LUARYE TAFM BRI S8 1 71 (6.1.1) .
& TR I RE A Rt v 2 B R s 18] f Rtk

By changing the blade force (6.1.1) you can adapt
the tool according to the work piece material.

AE . A good tool set up (blade force) is increasing the
deburr- or chamfering result.
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6.3.2 SNAPRFIDEFARLJ]F / SNAP blade with DEFA geometry

I

SNAP R %I [FDEFA 24 J] 1 i el 1 R~F 58 4 f 5] )
HAERRE GHER IR o s ks RIE
R S U] R 1A S AR A R X
K T) A k4 B N % (£ 0.03-0.2mm/rev. JI S
e, DMETEAEE THEN T )R a1k

The chamfer size of SNAP blades with DEFA
geometry is solely determined by the chamfer
diameter (see blade table). This means that nei-
ther changing the feed rate nor changing the
blade force has an effect on the chamfer size.
The feed rate for this blade type should be be-
tween 0.03 and 0.1mm/rev. The blade force has
to be sufficient to ensure that the blade extends
outwards in the event of swarf ingress.

7 VEXRFIEESEMAI A
Blade types for VEX Combi tools

7.1 BVEX-SEEAMWGH-SEERAETIR
VEX-S carbide blades with GH-S geometry

A7 =y
|

| BAEALERZ d = BRBEHERZD - 2mm

| Min. bore g d = max. chamfer g D - 2mm

b PN 90°f8|ff1 / Chamfer angle 90° 90°{8|ff1/ Chamfer angle 90° JIR R~

BR
SNAPSJ] | (IERVIEIZI) iTHS | SNAPSTI (IR FVIEIZI) T &5
Maximum Order No. for SNAPS5 blades Order No. for SNAP5 blades Dimensions
chamfer forward and backward cutting backward cutting only
TIAIN DLC TIiAIN DLC
% D GH-Q-M- GH-Q-M- GH-Q-M- GH-Q-M- A C
5.5 30204 30404 31204 31404 4.40 0.8
6.0 30205 30405 31205 31405 4.85 1.3
6.5 30206 30406 31206 31406 4.90 1.6
7.0 30207 30407 31207 31407 4.85 1.6
7.5 30208 30408 31208 31408 5.20 1.6
8.0 30209 30409 31209 31409 5.70 1.7
8.5 30210 30410 31210 31410 5.80 1.7
9.0 30211 30411 31211 31411 6.30 1.7
9.5 30212 30412 31212 31412 6.80 1.7
10.0 30213 30413 31213 31413 7.30 1.7
10.5 30214 30414 31214 31414 7.80 1.7
11.0 30215 30415 31215 31415 7.80 1.8
11.5 30216 30416 31216 31416 8.05 1.8
12.0 30217 30417 31217 31417 8.30 1.8
12.5 30218 30418 31218 31418 8.55 1.8
13.0 30219 30419 31219 31419 8.80 1.8
13.5 30220 30420 31220 31420 9.05 1.8
AR TE B AN RSY . IR JE LSRR A R IR, Tk Other sizes, coatings and chamfer angles available on request!
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7.2

IER FYIHIT]

forward and backward cutting

5VEX-PELA SNAPSRFIGH-SEBEHRAETIH
VEX-P series C carbide blades SNAP8 with GH-S geometry

U A YTHI 7]

backward cutting only

| B AEAERA] =R ABEHEZ D-1.5mm

| Min. bore g d = max. chamfer g D — 1.5mm

BB/ 90°f## / Chamfer angle 90° 90°{#|ffi/ Chamfer angle 90° TR R
B
SNAP8J] i (EERIAVIHIZY) iTHE | SNAP8TI R (NURMVIEIZI) kRS
Maximum Order No. for SNAP8 blades Order No. for SNAP8 blades Dimensions
chamfer forward and backward cutting backward cutting only
L2
TiN TiAIN DLC TiN TiAIN DLC
gD GH-Q-M- GH-Q-M- GH-Q-M- [ GH-Q-M- A C
11.5 03726 03826 13526 05726 05826 15526 9.0 1.8
12.0 03727 03827 13527 05727 05827 15527 9.4 1.8
12.5 03728 03828 13528 05728 05828 15528 9.8 1.8
13.0 03729 03829 13529 05729 05829 15529 10.2 1.8
13.5 03730 03830 13530 05730 05830 15530 10.5 1.8
14.0 03731 03831 13531 05731 05831 15531 11.0 1.8
14.5 03732 03832 13532 05732 05832 15532 11.5 1.8
15.0 03733 03833 13533 05733 05833 15533 12.0 1.8
15.5 03734 03834 13534 05734 05834 15534 12.5 1.8

R E AR R AL E MR, ki !

Other sizes, coatings and chamfer angles available on request!
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7.3 VEX-P RFIC ECA SNAPSRJFIDEFAZLT]
VEX-P series C carbide blades SNAP8 with DEFA geometry

IER FYIHIT]

forward and backward cutting

PUR EIDIHI 7]

backward cutting only

\

| B/ EA BRI =Bk BD - 1.5mm

| Min. bore @ d = max. chamfer g D — 1.5mm

BAEA 90°f##f / Chamfer angle 90° 90°f%| 1/ Chamfer angle 90° JIA R
BER
SNAP8JIfr (IERIAVIHEIZY iTHS | SNAP8TIF (NURHIEIZI) &S
Maximum Order No. for SNAPS8 blades Order No. for SNAP8 blades Dimensions
chamfer forward and backward cutting backward cutting only
PrifE
TiN TiAIN DLC TiN TIiAIN DLC
g D GH-Q-M- GH-Q-M- GH-Q-M- GH-Q-M- A C
11.5 03126 03226 13526 05126 05226 15326 9.0 1.7
12.0 03127 03227 13527 05127 05227 15327 9.4 1.7
12.5 03128 03228 13528 05128 05228 15328 9.8 1.7
13.0 03129 03229 13529 05129 05229 15329 10.2 1.7
13.5 03130 03230 13530 05130 05230 15330 10.5 1.7
14.0 03131 03231 13531 05131 05231 15331 11.5 1.5
14.5 03132 03232 13532 05132 05232 15332 12.0 1.5
15.0 03133 03233 13533 05133 05233 15333 12.5 1.5
155 03134 03234 13534 05134 05234 15334 13.0 1.5
AR TR B AN RSY L WRE ARCRRE M BE B, ik A Other sizes, coatings and chamfer angles available on request!
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7.4 VEX-P %3] DECASNAP12%&%I GH-SEIBER&E&TI A
VEX-P series D carbide blades SNAP12 with GH-S geometry

IER FYIHIT]

forward and backward cutting

YD

PUR EIDIHI 7]

backward cutting only

TN

7

| BAEAER] =B AEAHEE D-2.0mm

| Min. bore g d = max. chamfer g D - 2.0mm

BRBEA 90°f%|/ / Chamfer angle 90° 90°{#ffi/ Chamfer angle 90° T RsF

B
SNAP127] (EERFVIEITZI) WHS | SNAP12T]F (U FEVIED TIiT#%5
Maximum Order No. for SNAP12 blades Order No. for SNAP12 blades Dimensions
chamfer forward and backward cutting backward cutting only
PR
TiN TiAIN DLC TiN TiAIN DLC

a D GH-Q-M- GH-Q-M- GH-Q-M- | GH-Q-M- A C
14.5 03744 03844 13544 05744 05844 15544 12.0 1.8
15.0 03745 03845 13545 05745 05845 15545 12.5 1.8
15.5 03746 03846 13546 05746 05846 15546 12.8 1.8
16.0 03747 03847 13547 05747 05847 15547 13.0 1.8
16.5 03748 03848 13548 05748 05848 15548 13.2 1.8
17.0 03749 03849 13549 05749 05849 15549 13.6 1.8
17.5 03750 03850 13550 05750 05850 15550 14.0 1.8
18.0 03751 03851 13551 05751 05851 15551 14.2 1.8
18.5 03752 03852 13552 05752 05852 15552 14.5 1.8
19.0 03753 03853 13553 05753 05853 15553 14.8 1.8

U AR B R IR AR € A B A, TSR AR

Other sizes, coatings and chamfer angles available on request!
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7.5 VEX-P %%l D EEASNAP12 %3] DEFARERAETIH
VEX-P series D carbide blades SNAP 12 with DEFA geometry

IER FYIHIT]

forward and backward cutting

, ,

PUR EIDIHI 7]

backward cutting only

72
8
76

i /

| BEALERA] =R B ERZD - 2.0mm

| Min. bore g d = max. chamfer g D - 2.0mm

B ABIA 90°f%|/ / Chamfer angle 90° 90°f%| 1/ Chamfer angle 90° JIR R~F

HE
SNAP12J]F (GERMVIHITI) iTHS | SNAP127]F (IURFAVIHIZ]) iTHRS
Maximum Order No. for SNAP12 blades Order No. for SNAP12 blades Dimensions
chamfer forward and backward cutting backward cutting only
PR
TiN TiAIN DLC TiN TiAIN DLC

g D GH-Q-M- | GH-Q-M- GH-Q-M- GH-Q-M- A C
14.5 03144 03244 13344 05144 05244 15344 12.0 1.8
15.0 03145 03245 13345 05145 05245 15345 12.5 1.8
15.5 03146 03246 13346 05146 05246 15346 12.8 1.8
16.0 03147 03247 13347 05147 05247 15347 13.0 1.8
16.5 03148 03248 13348 05148 05248 15348 13.2 1.8
17.0 03149 03249 13349 05149 05249 15349 13.6 1.8
17.5 03150 03250 13350 05150 05250 15350 14.0 1.8
18.0 03151 03251 13351 05151 05251 15351 14.2 1.8
18.5 03152 03252 13352 05152 05252 15352 14.5 1.8
19.0 03153 03253 13353 05153 05253 15353 14.8 1.8

U AR BT IR AR € A B A, TSRk AR

Other sizes, coatings and chamfer angles available on request!

38 Tl / Page

HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39

WIRFAIR S B8 ARAR HIE : 0510 8202 2404 f:F. 0510 8279 7040

VEX

VvV 1.10




8  WAEREERMERIER=EREE

o] R 5 PR E BRI i
RN AN o IEFRIITIF LS RN = BT KKE I A TS
FERNEA BB o (B ] RS /N SR A A 18 £ (i 2 i) 55 34-38 T F# 4% .
B AEA BN Tk o JIFJIR/NT = 4ffi FHSNAPIGH-SHE! J] Fr ik, AT LI i i
S = ‘u# ~ %ﬁ .
. IR REET I G T IRAT (6) SRIG NI
. Ellk% = BHHH T
= A T) R
B RSF KR o AR AR/ = Y{FFSNAPKIGH-SA 7] Frist, A] LA bk
YRR (BIIN0. 22K/
o EFRHIJIA RS KK = EE/NSHII RS
(i5 % W %34 — 3817).
o JIR IR — 4 {f FISNAPHIGH-ST 7] A It 1] L3 i i
I s T IBAT (6) SRk T H 7.
B A A E AR (o RIS EAG ML EA K = 4{fi FHSNAPIIGH-SH J] Fr i}, % 18 8 IF
RPA—3 I A1 7 iR 25
o i G BREEARF = 41§ FHSNAPIIGH-SH JJ Fr i}, 7] LAZE 5] £
JRSF Ik /N e — sk /N 3k 45
= Y{HHISNAPIGH-SE! J] Frisk, A LAZER /4
RS 3 K — 38 n 3k 45 =
B FHIRIR o LPFEE ) A [ EsR gAY = MR A R ] H B a2

o JIHMTARE
o KR

IR

= WARITTANdS I ARET R IR S EE
= FRRH

AR A

o HIGEAAMN

o JIF DA BRI A I I
fo A RE Il 2 20474617 &

o JIRAFARENRS

= EAMEE RS &
= G e R T R ET (6) k4 n T v )

= HmJIR 1 itk

73 A 73w R o LAFEREE JTH M E HE A = HR LA LTI R R E
o INIHUBRABAE ol n) BE 4155 = BHR LA SR
)
V110 VEX HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39 R / Page 30

WIRFAIR S B8 ARAR HIE : 0510 8202 2404 4 F. 0510 8279 7040




How to solve deburring and chamfer problems

Problem

Reasons

Solution

Chamfer too small

Burr is not
ground away

Selected blade too small.

See below point: chamfer too small
or no chamfer at all.

=

Choose blade for larger chamfer
(see table page 34 — 38)

No chamfer at all

Blade force too small

Blade is blunt.

Too large burr formation.

=

Turn set screw (5) clockwise to increase
blade force, only possible when using
SNAP GH-S blades.

Put in new blade.

Replace drilling tool.

Chamfer too large

Feed rate too small.

Selected blade too large.

Blade force too high.

Ul

=

Increase feed rate (e.g. 0.2mm/rev.) only
possible when using SNAP GH-S blades.

Choose blade for small chamfer
(see table page 34 — 38)

Turn set screw (5) counter-clockwise to
reduce blade force, only possible when
using SNAP GH-S blades.

Different chamfer size
at the front and the
back side

Feed rate varies from the front side
to the back side.

Varying burr formation forwards and
backwards.

Select constant feed rate forwards and
backwards, only possible when using
SNAP GH-S blades.

Reduce feed rate on the side with too
small chamfer, only possible when using
SNAP GH-S blades.

Increase feed rate on the side with too
large chamfer, only possible when using
SNAP GH-S blades.

Chamfer with
chatter marks

Workpiece or tool not secured proper-
ly.

Tool in unstable condition.

Speed rate too high.

=

Ensure workpiece or tool is properly
secured.

Increase feed rate of tool and check
blade force.

Reduce speed rate.

No constant
chamfer size

Varying feed rates.

Blade force insufficient not allowing
blade to extend fully to starting
position every time.

Tool in unstable condition

=

=

Choose constant feed rate.

Turn set screw (5) clockwise to increase
blade force.

Increase blade force and feed rate

Poor blade life

Workpiece or tool not secured proper-
ly.

Insufficient stability of machine
(wear in of spindle, etc.).

Uil

Ensure workpiece or tool is properly
secured.

Recondition/rectify machine faults.
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