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Toolholders

Ref. Page
CKJN 93° B.06
CSBP 75° B.07
CSDP 45° B.08
CTAP 90° B.09
CTCO 90° B.10
CTCP 90° B.11
CTEP 60° B.12
CTFP 90° B.13
CTGP 90° B.14
CTRP 75° B.15
DCLN 95° B.16-17
DDJN 93° B.18-19
DSDN 45° B.20
DSRN 75° B.21
DSSN 45° B.22
DTGN 90° B.23
DTJN 93° B.24
DVJN 93° B.25
DWLN 95° B.26-27
MCFN 90° B.28
MCGN 90° B.29
MCKN 75° B.30
MCLN 95° B.31
MCMN 50° B.32
MCRN 75° B.33
MDJN 45° B.34
MDPN 62°30' B.35
MDQN 17°30' B.36
MRGN B.37
MSDN 45° B.38
MSKN 75° B.39
MSRN 75° B.40
MSSN 45° B.41
MTAN 90° B.42
MTCN 90° B.43
MTENNS 60° B.44
MTFN 90° B.45
MTGN 90° B.46
MTJNS 93° B.47
MTRN 75° B.48
MVJN 93° B.49
MVVN 72°30' B.50
MWLN 95° B.51
SCLC 95° B.52
SDJC 93° B.53
SDPC 62°30' B.54
SRDC B.55
SRGC B.56
SRSC B.57
SSDC 45° B.58
STDC 45° B.59
STFC 90° B.60
STGC 90° B.61
STTC 60° B.62
SVHC 107'30' B.63
SVJC 93° B.64
SVVC 72°30' B.65
WCLN 95° B.66
WTENNS 60° B.67
WTJINS 93° B.68
WWLN 95° B.69

Automatic lathes

Ref. Page
608.00 F.08
MT F.06
SCAC 90° F.12
SCLC 95° F.13
SDAC 90° F.14
SDJC 93° F.15
SDNC 63° F.16
SE F.21
STAC F.17
STHE F.05
STJC 93° F.18
SVAC 90° F.19
SVJC 93° F.20

Ceramic tools

Boring bars

Ref. Page
CSKP 75° C.06
CTFP 90° Cc.07
DCLN 95° C.08
DDUN 93° C.09
MCLN 95° C.10-11
MDUN 93° C.12-13
MSKN 75° C.14
MTEN 90° C.16-17
MTUN 93° C.15
MVUN 93° C.18-19
MWLN 95° C.20-21
SCLC 95° C.22-23
SDUC 93° C.24-25
SDUC 93°-EX C.26
SSKC 75° c.27
STFC 90° C.28-29
SVQC 107°30' C.30
SVUC 93° C.31
WTFN 90° C.32
WTUN 93° C.33
WWLN 95° C.34
SET SCLC-I 95° C.35
SET SDQC-I 107°30" C.36
SET SDUC-| 93° C.37
Parting & grooving

Ref. Page
CPTS D.13
CRCFN D.15
CzZCB D.08
CZCF D.09
CzZCP D.10
CZFB D.06
CZGB D.06
CZGF D.12
DPTS D.14
XLCF D.11
XLCFN D.16
XLCTN D.17
Notch tools

Ref. Page
NE 93° E.04
NNTO 93° E.07
NR 45° E05
NS 93° E.06

Ref. Page
CCKN 75° G.14
CCLN 95° G.15
CCLN-1 95 G.27
CDJN 93° G.16
CRDC G117
CRDN G.18
CRGN G.19
CSDN 45° G.20
CSKN 75° G.21
CSKN-| 75° G.28
CSRN 75° G.22
CSSN 45° G.23
CTGN 90° G.24
CVJN 93° G.25
CVVN 62°30' G.26
Threading

Ref. Page
API-MTF H.19
API-MTG H.23
CGXPN H.20
MTEN-API H.18
MTGNR H.17
MXFNR H.21
MXFNR-C H.22
MXGNR H.16
SE H.12
SI H.13
STCN 90° H.14
STCNR H.15
Cartridges

Ref. Page
CSKP 75° 1.05
CSSP 45° 1.05
CTFP 90° 1.06
CTGP 90° 1.06
CTSP 45° 1.07
CTTP 60° 1.07
CTWP 30° 1.08
MCFN 90° 1.09
MCKN 75° 1.09




Profile milling

Boring heads

Ref. Page
MCLN 75° 1.10
MDJN 75° 1.10
MSKN 75° 1.11
MSRN 75° 1.11
MSSN 45° 1.12
MSTN 60° 1.12
MSYN 85° 1.13
MTFEN 90° 1.13
MTGN 90° .14
MTUN 93° 1.14
MWLN 95° 1.15
PCFN 90° 1.16
PCLN 95° 1.16
PSKN 75° 1.17
PSRN 75° 1.17
PSSN 45° 1.18
PTFN 90° 1.18
PTGN 90° 1.19
PTSN 45° 1.19
PTTN 60° 1.20
PTWN 30° 1.20
SCFC 90° 1.21
SCLC 95° 1.21
SSKC 75° 1.22
SSSC 45° 1.22
STFC 90° 1.23
STGC 90° 1.23
STSC 45° 1.24
STTC 60° 1.24
STWC 30° 1.25
Square shoulder cutters

Ref. Page
0120/30.21 90° J.27
0130.80 J.28
0130.90 90° J.29
0130.99 90° J.30
0140.90 90° J&1
0140.99 90° J.32
0245.90 90° J.17
0314/34.21 90° J.18
0314/34.22 90° J.19
0334.90 90° J.20
1220.21 J.06
1220.22 J.07
1220.06 J.08
1220.90 90° J.09
1230.21 J.10
1230.06 J.12
1230.22 J.1
1230.90 90° J.14
1230.99 90° .18
1240.90 90° J.16
2230.07 4,13
2320/30.21 J.24
2330.47/48 J.25
2330.49/50 J.26
3334.01 J.21
3334.06 J.22
3334.90 428

Ref. Page Ref. Page
0344.06 K.20 60.43/45 O.11
0344.90 K.21 60.47/48 0.1
1440.92 K.06 60.49/50 0.12
1635.00/01 K.04 60.70/73 0.12
1645.90 K.05 6314/44.70/74 0.07
55_5 K.10 6344.75/77 0.08
55_5.06 K.11 6414/44.70/74 0.09
5545/55.90 K.12 6444.75/77 0.10
5549.90 K.13 97.73 0.05
85_06 K.16 SCLC 0.06
85_21 K.A7
85_22 K.18
Face milling cutters Tooling
Ref. Page Ref. Page
0440.80 75° L.16 02_70/80 P.06
0440.90 75° L.17 02_71/81 P.06
0440.99 75° L.18 06 P.20
0442.99 75° LAIE 06_00/01/02 P.19
0624.21 45° L.14 06_30 P.19
0724.21 30° L.14 47_06 P.07
0740.21 45° L.13 47_16 P.08
0748.90 45° L.04 47_28 P.08
0748.99 45° L.05 47_30 P.09
1624/34.21 L.12 47_31 P.09
1430.90 75° L.15 47_37 P.10
1748.90 45° L.06 49_06 P.12
1748.99 45° L.07 49 _16 P.12
1845.90 42° L.08 49 28 P.13
1845.99 42° L.09 49_30 P.13
1855.90 42° L.10 49 31 P.14
1855.99 42° L.11 49 37 P.14
70XX..73XX P.26
T4XX..TTXX P.26
80_16 P17
80_18 P.16
80_26 P.16
Slot cutters 80_30 P.17
1960..1961 P.27
Ref. Page 1962..1963 P.27
1964..1965 P.27
0940/50.95 M.04 1966..1967 P.28
1942.90 M.05 1968..1969 P.28
1970..1971 P.28
2090..2091 P.24
2092..2094 P.24
5216..5220 P.25
5225..5240 P.25
CK-CHUCK P.23
ER P.21
NPU-BT P.15
Drills NPU-ID P.10
NPU-R P.18
Ref. Page PS-BT P.15
PS-ID P.11
42.. N.02 SER P.29
45.. N.03 SET P.29
SP DIN238 P.22
SPX DIN238 P.22
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Eines Canela, S.A.

Conditions of sale:
All sales are made in accordance with our standard conditions of sale, current at the time orders are accepted. Specifications and prices subject to change without notice.

Product warranty:
Eines Canela will repair or replace any of its products, which in its judgement, are found to be defective in material of workmanship. All claims must be made in writing within thirty

days after receipt of product. No claims for labor or damages will be allowed. In no event shall Eines Canela be liable for consequential or special damages of any kind.

Special tool quotation:
Orders for special tools must be confirmed in writing before manufacturing can begin. Special items and non-stock standard items cannot be cancelled or returned for exchange

or credit.

Delivery terms:
Barcelona. Full transportation costs will be charged to the buyer. Specify shipment to be made by other than regular means of transportation.

Claims:
Claims for loss in transit must be made against the transportation company. The foregoing shall constitute the sole and exclusive remedies of the customer and are in lieu of all

other warranties, expressed, implied or statutory, including nut not limited to any implied warranty of merchantability or fitness.

Returns:
No merchandise will be accepted for return after 30 days of shipment. All returns must be pre-paid and must be accompanied by our Return Goods Authorization (RGA) number.

This number must appear on the outside of the box. Merchandise must be received in good condition or will be refused.

This catalog contains information and specifications concerning cutting tools sold by Eines Canela. Although some of the cutting tools made from carbides are very
tough and resist breakage, most are brittle and special safety precautions are required when using them.

Small fragment and chips may be thrown from a cutting tool when a fracture occurs. Since these fragments or chips are thrown at very high speeds and are very hot,
contact with the skin or eyes could cause severe injury. Also, the grinding of these cutting tools will produce fine carbide and cobalt or nickel dust which may be harmful to the
lungs. Listed below are some suggestions on how to minimize the potential for injury while using cutting tools.

For more information about the product hazards and safety precautions that must be taken to minimize the possibility of injury while using cutting tools, please call yous
Eines Canela Sales Engineer.

Eines Canela has no control over use of these cutting tools. The user must determine the suitability of these tools in its particular application.

WARNING: Very hot chip fragments may be thrown from cutting tools at very high speeds. These chips can cause severe burns, cuts or punctures to the skin, or
damage to the eyes. The following are some of the safety precautions that must be followed by operators and observers while using cutting tools:

1.Make sure that the insert size and shape are adequate for use to which it is being put.

2.Chip control is necessary to prevent a continuous chip catching in the workpiece.

3.Chips are very hot and have sharp edges and should not be moved by hand.

4.Turn off the machine whenever chips are removed or when the cutting tools are changed.

5.Do not use air hoses to blow chips away from the machine.

6.Tp prevent tool breakage use the correct size toolholder.

7.Make sure that the overhang on the toolholder is as short as possible. Too much overhang can result in chatter and tool breakage.
8.To prevent the workpiece from coming loose during use, be sure the workpiece is tight and secure in its holder.

9.0verloading of tungsten carbide cutting tools may cause fractures of these tools.
10.A slug may be ejected at high speeds during drilling.

To protect the operator and observer from possible flying objects which could result in severe injury, the following protective devices should be worn or used while
using cutting tools:

1.Wear hard hats.

2.Wear safety glasses with side shields.

3.Wear closed shoes with steel toes.

4 Keep protective enclosure on machine in place during operation.

WARNING: Grinding or finishing carbide produces fine carbide and cobalt or nickel dust. This dust may cause injury to the lungs. Operators and observers must
take the following safety precautions to minimize the possibility of such injury:

1.Use with adequate ventilation.

2.Maintain the dust or mist level below recommended levels.

3.Avoid breathing dust or mist. If not possible, wear appropiate respirators, particularly when grinding tungsten carbide.
4.Minimize prolonged skin contact.

5.Wash hands thoroughly after handling.

WARNING: Use of cutting fluids and work materials create hazards. Be careful at all times.

1.Keep the cutting fluid clean so no particles can be carried back across the workpiece and possibly scratch it.
2.Cutting fluids may catch on fire when exposed to high temperatures generated during cutting.

3.Work materials such as aluminium, magnesium, uranium and titanium are flammable and could catch on fire.
4.Cutting fluids should be treated or replaced to reduce bacterial levels which may cause illness.

-WARNING-

Speeds, Feeds and Grace information within this catalogue are for reference only. If the operator does not feel safe using our speeds, feeds and grades, then the operator
should use what is comfortable to him or her. Eines Canela is not responsible for any damage or injury that occurs using the speeds, feeds and grades information within
catalogue.

Conditions, terms, and prices are subject to change without notice.
Any typographical or other error in this catalogue is subject to correction.

Q.32 www.canelacorp.com









