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TYPHOONET

HIGH-SPEED JET SPINDLE

» New mod. design

d For milling- and turning centre

» Plug & Play

» High precision ER11 clamping nut & collet AAA UP
» Low run out & high speed precision bearings

No.245E/02-2026



TYPHOON/ET" HIGH-SPEED JET SPINDLE

PRODUCT OVERVIEW

TyphoonJet - High-Speed Jet Spindle

The new TyphoonJet - High-Speed Jet Spindle, for finis- and semi-finish machining with on-board wireless RPM
transmitter to Jet Spindle Monitor APP.

FEATURES AND ADVANTAGES

The new TyphoonJet - High-Speed Jet Spindle, with replaceable
jetspindle cartridge, comes with the following key features and benefits:

e New cartridge design
* Modular Design
* High precision ER11 GHS &AAA UP Collet

e Low run out

* Optimal performance

* High speed precision ball bearings TyphoonPJet

e All the options

* Full Support for MTBs —
* New high-pressure turbine ’ \

f

® Less parts, more options \
e Supports cutting tools with 6 mm shank, with precision

® Accuracy up to 3 microns

e Qutput power of large jet spindle in mini size design
* High speed machining up to 55,000 RPM
* Power, Speed and Power & Speed

TyphoonSJet

e Cartridge design is ideal for MTB Holder manufacturers

e Spindle powered by 15 to 70 bar (TyphoonPJet) or 20 to 40 bar (TyphoonSJet) high pressure coolant

2 Member IMC Group
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TYPHOON/ET" HIGH-SPEED JET SPINDLE

CUSTOMERS

High Pressure Coolant Driven Jet Spindle for all Milling & Turning Centers - Plug & Play!

PREREQUISITES TO QUALIFY CUSTOMER

e Coolant flows through the main CNC machine spindle

* Min. coolant pressure, of main spindle outlet: 15 bar (TyphoonPJet), 20 bar (TyphoonSJet)
* Max. coolant pressure, of main spindle outlet: 70 bar (TyphoonPJet), 40 bar (TyphoonSJet)
e Minimum flow rate: 10 I/min

* Filter element: Min. 100 um

e Active mist collector

* When using emulsion coolant, use an anti-foaming agent additive suitable for emulsion

» When using oil-based coolant, high-pressure increases oil fumes:
- Use appropriate means of fire protection
- Use anti-dissolution additive suitable for oil

* During replacement of coolant or coolant filter:
- Remove Jet Spindle from the ATC
- Run high pressure coolant pump for 10 sec before reinstalling Jet spindle in ATC

* Max. viscosity 15 mm?/s

TyphoonPJet TyphoonSJet

Member IMC Group 3
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TYPHOONRJET HIGH-SPEED JET SPINDLE

POWER & SPEED

TyphoonPJet

JET SPINDLE OPERATING PARAMETERS TYPHOONMOD?!C

Min, coolant supply diameter [mm] Collet ER11AA/UP
Min, flow rate (L/min) 10 12 16 22 Runout 3 Microns
Rotational spindle speed [RPM]* 20,000 25,000 35,000 45,000 Warranty 1 Year

Max power (W) / torque (Nmm) 53/20 71127 188/57 409/93

*Notes: © Rotational spindle speed is based on coolant pressure and flow rate
e Coolant pressure is measured at the spindle inlet

Max. Tool Diameter [mm]
Application M S[Ti]

Drilling 3,0 4,0 3,0
Slot Milling 6,0 4,0 6,0 4,0
Profile Milling

Shoulder Milling
Chamfering 6,0
Deburring

Engraving

4 Member IMC Group
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TYPHOONSJET HIGH-SPEED JET SPINDLE

SPEED FOR SMALL TOOLS

TyphoonSJet

JET SPINDLE OPERATING PARAMETERS

TYPHOONMODS®

Min. coolant supply diameter [mm] 4,0 Collet ER11AA/UP
Min. flow rate (L/min) 10 15 20 Runout 3 Microns
Rotational spindle speed [RPM]* 33,000 44,000 55,000 Warranty 1 Year

Max power (W) / torque (Nmm) 37112 76118 115/25

*Notes: © Rotational spindle speed is based on coolant pressure and flow rate
e Coolant pressure is measured at the spindle inlet

Max. Tool Diameter [mm]

Application M S[Ti]
Drilling 2,0 3,0 2,0

Profile Milling 6,0 4,0 6,0 4,0

Slot Milling 4,0 30 4,0 30

Shoulder Milling 4,0 6,0

Chamfering

Deburring 6,0

Engraving

(3}
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TYPHOONRZ=JST HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS
T e
dia. (mm) (bar) (rpm) (mm) (mm) (mmft)

22,000 0,002
0,3 20 25,000 0,002
0,3 40 35,000 0,002
0,3 70 45,000 0,002
0,5 15 22,000 0,004
0,5 20 25,000 0,004
0,5 40 35,000 0,004
0,5 70 45,000 0,004
0,8 15 22,000 0,006
0,8 20 25,000 Packing steps: 0,006
0,8 40 35,000 0,25-0,5xD 0,006
Drilling 0,8 70 45,000 0,006
(Drill) 1,0 15 22,000 0,006
1,0 20 25,000 Max length of the hole: 0,006
10 40 35,000 S 0,006
1,5 15 22,000 0,006
1,5 20 25,000 0,006
15 40 35,000 0,006
2,0 15 22,000 0,008
2,0 20 25,000 0,008
2,0 40 35,000 0,008
2,5 15 22,000 0,008
2,5 20 25,000 0,008
3,0 15 22,000 0,008
0,3 15 22,000 0,005 0,005 0,005
0,3 20 25,000 0,005 0,005 0,005
0,3 40 35,000 0,005 0,005 0,005
SAE 1.2316 03 70 45,000 0,005 0,005 0,005
(35 HRC) 0,5 15 22,000 0,012 0,010 0,007
0,5 20 25,000 0,012 0,010 0,007
0,5 40 35,000 0,012 0,010 0,007
0,5 70 45,000 0,012 0,010 0,007
1,0 15 22,000 0,030 0,066 0,012
1,0 20 25,000 0,030 0,066 0,012
1,0 40 35,000 0,030 0,066 0,012
1,0 70 45,000 0,030 0,066 0,012
1,5 15 22,000 0,046 0,110 0,012
15 20 25,000 0,046 0,110 0,012
1,5 40 35,000 0,046 0,110 0,012
Profile Milling 1.5 70 45,000 0,046 0,110 0,012
(Ball-Nose) 2,0 15 22,000 0,063 0,153 0,012
2,0 20 25,000 0,063 0,153 0,012
2,0 40 35,000 0,063 0,153 0,012
2,0 70 45,000 0,063 0,153 0,012
2,5 15 22,000 0,080 0,200 0,012
2,5 20 25,000 0,080 0,200 0,012
2,5 40 35,000 0,080 0,200 0,012
2,5 70 45,000 0,080 0,200 0,012
3,0 15 22,000 0,100 0,240 0,006
3,0 20 25,000 0,100 0,240 0,006
4,0 15 22,000 0,131 0,327 0,006
4,0 20 25,000 0,131 0,327 0,006
5,0 15 22,000 0,165 0,414 0,006
50 20 25,000 0,165 0,414 0,006
6,0 15 22,000 0,200 0,500 0,006
6,0 20 25,000 0,200 0,500 0,006
6 Member MC Group
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TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS
e e
dia. (mm) (bar) (rpm) (mm) (mm) (mmft)

22,000 0,300 0,005 0,003
0,3 zo 25,000 0,300 0,005 0,003
03 40 35,000 0,300 0,005 0,003
03 70 45,000 0,300 0,005 0,003
05 15 22,000 0,500 0,010 0,005
05 20 25,000 0,500 0,010 0,005
05 40 35,000 0,500 0,010 0,005
05 70 45,000 0,500 0,010 0,005
08 15 22,000 0,800 0017 0,008
08 20 25,000 0,800 0017 0,008
08 40 35,000 0,800 0017 0,008
08 70 45,000 0,800 0017 0,008
1,0 15 22,000 1,000 0022 0,010
1,0 2 25,000 1,000 0022 0,010
1,0 40 35,000 1,000 0,022 0,010
B 1,0 70 45,000 1,000 0,022 0,010
S('E’rt“'j"',ul'l'l’l‘)g 15 15 22,000 1,500 0,035 0015
15 20 25,000 1,500 0,035 0015
15 40 35,000 1,500 0,035 0015
20 15 22,000 2,000 0,047 0,020
20 20 25,000 2,000 0,047 0,020
25 15 22,000 2,500 0,060 0,024
25 20 25,000 2,500 0,060 0,024
30 15 22,000 3,000 0072 0,025
Sg;ﬁg)" 30 20 25,000 3,000 0,072 0,025
10 15 22,000 1,000 0,100 0,025
10 20 25,000 1,000 0,100 0,025
45 15 22,000 4,500 0110 0,026
45 20 25,000 4,500 0,110 0,026
5,0 15 22,000 5,000 0122 0025
5,0 20 25,000 5,000 0122 0,025
60 15 22,000 6,000 0,147 0,025
60 20 25,000 6,000 0,147 0,025
05 15 22,000 0,050 0,500 0,005
05 20 25,000 0,050 0,500 0,005
05 10 35,000 0,050 0,500 0,005
05 70 45,000 0,050 0,500 0,005
1,0 15 22,000 0,100 1,000 0,008
1,0 20 25,000 0,100 1,000 0,008
1,0 10 35,000 0,100 1,000 0,008
Shoulder Milling 20 15 22,000 0,200 2,000 0,010
(End-Mill 20 20 25,000 0,200 2,000 0,010
30 15 22,000 0,300 3,000 0,010
30 2 25,000 0,300 3,000 0,010
10 15 22,000 0,400 4,000 0,010
10 20 25,000 0,400 4,000 0,010
50 15 22,000 0,500 5,000 0,012
50 20 25,000 0,500 5,000 0012
60 15 22,000 0,500 6,000 0012
Member IMC Group 7
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TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process C(l;it;'_?%Tmo‘))l P'&)S::')re
0,5 15 22,000 0,004
0,5 20 25,000 0,004
0,5 40 35,000 0,004
08 15 22,000 0,006
08 20 25,000 Pecking steps: 0,006
- 10 15 22,000 0.250,5xD 0,006
D(B'r'i'l’l‘)g 1,0 20 25,000 0,006
15 15 22,000 Max length of the hole: 0,006
1,5 20 25,000 3.4xD 0,006
2,0 15 22,000 0,008
2,0 20 25,000 0,008
25 15 22,000 0,008
3,0 15 22,000 0,008
0,5 15 22,000 0,012 0,010 0,007
0,5 20 25,000 0,012 0,010 0,007
0,5 40 35,000 0,012 0,010 0,007
0,5 70 45,000 0,012 0,010 0,007
5316 1,0 15 22,000 0,030 0,066 0,012
M (180250 HB) 1,0 20 25,000 0,030 0,066 0,012
1,0 40 35,000 0,030 0,066 0,012
1,5 15 22,000 0,046 0,110 0,012
1,5 20 25,000 0,046 0,110 0,012
1,5 40 35,000 0,046 0,110 0,012
2,0 15 22,000 0,063 0,153 0,012
Profile Milling 2,0 20 25,000 0,063 0,153 0,012
(Ball-Nose) 2,0 40 35,000 0,063 0,153 0,012
2,5 15 22,000 0,080 0,200 0,012
2,5 20 25,000 0,080 0,200 0,012
2,5 40 35,000 0,080 0,200 0,012
3,0 15 22,000 0,100 0,240 0,006
3,0 20 25,000 0,100 0,240 0,006
4,0 15 22,000 0,131 0,327 0,006
4,0 20 25,000 0,131 0,327 0,006
5,0 15 22,000 0,165 0,414 0,006
5,0 20 25,000 0,165 0,414 0,006
6,0 15 22,000 0,200 0,500 0,006
6,0 20 25,000 0,200 0,500 0,006
8 Member IMC Group
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TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process CSE'?%T,S?' Prfbsg:')re %ﬁ:;()i (nﬁl) (mm) (anz1/t)

05 15 22,000 0,500 0,010 0,005

05 20 25,000 0,500 0,010 0,005

05 40 35,000 0,500 0,010 0,005

05 70 45,000 0,500 0,010 0,005

08 15 22,000 0,800 0017 0,008

08 20 25,000 0,800 0017 0,008

08 40 35,000 0,800 0,017 0,008

08 70 15,000 0,800 0,017 0,008

1,0 15 22,000 1,000 0022 0,010

1,0 20 25,000 1,000 0022 0,010

1,0 10 35,000 1,000 0022 0010

y 1,0 70 15,000 1,000 0022 0010

Slot Milling 15 15 22,000 1,500 0,035 0,015
(End-Mill)

15 2 25,000 1,500 0,035 0015

15 40 35,000 1,500 0,035 0015

20 15 22,000 2,000 0047 0,020

20 20 25,000 2,000 0,047 0,020

20 10 35,000 2,000 0,047 0,020

25 15 22,000 2,500 0,060 0,024

1 25 20 25,000 2,500 0,060 0,024

M sooons 25 10 35,000 2,500 0,060 0,024

30 15 22,000 3,000 0072 0,025

30 20 25,000 3,000 0072 0,025

10 15 22,000 4,000 0,100 0,025

40 2 25,000 4,000 0,100 0025

1,0 15 22,000 0,100 1,000 0,008

1,0 20 25,000 0,100 1,000 0,008

10 40 35,000 0,100 1,000 0,008

1,0 70 45,000 0,100 1,000 0,008

20 15 22,000 0,200 2,000 0,010

20 20 25,000 0,200 2,000 0,010

20 40 35,000 0,200 2,000 0,010

Shoulder Milling 20 70 45,000 0,200 2,000 0,010

(End-Mill 30 15 22,000 0,300 3,000 0,010

30 20 25,000 0,300 3,000 0,010

10 15 22,000 0,400 4,000 0,010

10 2 25,000 0,400 4,000 0,010

5,0 15 22,000 0,500 5,000 0,012

50 20 25,000 0,500 5,000 0012

60 15 22,000 0,500 6,000 0012

60 2 25,000 0,500 6,000 0,012
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TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process ca'it;"?ngmo;)l Pr(ebs::l)re

0,3 15 22,000 0,002

03 20 25,000 0,002

0,3 40 35,000 0,002

0,3 70 45,000 0,002

0,5 15 22,000 0,003

0,5 20 25,000 0,008

0,5 40 35,000 0,008

0,5 70 45,000 0,008

0,8 15 22,000 0,008

0,8 20 25,000 0,008

0,8 40 35,000 0,008

0,8 70 45,000 0,008

1,0 15 22,000 0,008

1,0 20 25,000 Pecki . 0,008

ecking steps:

1,0 40 35,000 0,25-0,5xD 0,008

Al-Si 9% Drilling 1,0 70 45,000 0,008
(80-160 HB) (Drill) 1,5 15 22,000 0,008
1,5 20 25,000 Max length of the hole: 0,008

15 40 35,000 Enil 0,008

1,5 70 45,000 0,008

2,0 15 22,000 0,008

2,0 20 25,000 0,008

2,0 40 35,000 0,008

2,0 70 45,000 0,008

3,0 15 22,000 0,008

3,0 20 25,000 0,008

3,0 40 35,000 0,008

3,0 70 45,000 0,008

4,0 15 22,000 0,008

4,0 20 25,000 0,010

4,0 40 35,000 0,010

4,0 70 45,000 0,010

1 0 Member IMC Group
Ingersoll



TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process ca'it;"?ngmo?l Pr(ebs:?)re
0,5 15 22,000 0,150 0,150 0,005
0,5 20 25,000 0,150 0,150 0,005
0,5 40 35,000 0,150 0,150 0,005
0,5 70 45,000 0,150 0,150 0,005
08 15 22,000 0,240 0,240 0,006
0,8 20 25,000 0,240 0,240 0,006
0,8 40 35,000 0,240 0,240 0,006
0,8 70 45,000 0,240 0,240 0,006
1,0 15 22,000 0,300 0,300 0,008
1,0 20 25,000 0,300 0,300 0,008
1,0 40 35,000 0,300 0,300 0,008
1,0 70 45,000 0,300 0,300 0,010
1,5 15 22,000 0,450 0,450 0,010
1,5 20 25,000 0,450 0,450 0,010
15 40 35,000 0,450 0,450 0,010
1,5 70 45,000 0,450 0,450 0,010
2,0 15 22,000 0,600 0,600 0,012
2,0 20 25,000 0,600 0,600 0,012
2,0 40 35,000 0,600 0,600 0,012
Al-Si 9% Profile Milling 2,0 70 45,000 0,600 0,600 0,012
(80-160 HB) (Ball-Nose) 2,5 15 22,000 0,750 0,750 0,012
2,5 20 25,000 0,750 0,750 0,012
2,5 40 35,000 0,750 0,750 0,012
2,5 70 45,000 0,750 0,750 0,012
30 15 22,000 0,900 0,900 0,012
30 20 25,000 0,900 0,900 0,012
3,0 40 35,000 0,900 0,900 0,012
3,0 70 45,000 0,900 0,900 0,012
4,0 15 22,000 1,200 1,200 0,015
4,0 20 25,000 1,200 1,200 0,015
4,0 40 35,000 1,200 1,200 0,015
4,0 70 45,000 1,200 1,200 0,015
50 15 22,000 1,500 1,500 0,015
50 20 25,000 1,500 1,500 0,015
50 40 35,000 1,500 1,500 0,015
50 70 45,000 1,500 1,500 0,015
6,0 15 22,000 1,800 1,800 0,020
6,0 20 25,000 1,800 1,800 0,020
6,0 40 35,000 1,800 1,800 0,020
6,0 70 45,000 1,800 1,800 0,020
Member MC Group 1 1
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TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process C(l;it;'_?ng:‘))l P'&)S::’)re
0,5 15 22,000 0,500 0,100 0,008
0,5 20 25,000 0,500 0,100 0,008
0,5 40 35,000 0,500 0,100 0,008
0,5 70 45,000 0,500 0,100 0,008
08 15 22,000 0,800 0,160 0,008
08 20 25,000 0,800 0,160 0,008
08 40 35,000 0,800 0,160 0,008
08 70 45,000 0,800 0,160 0,008
1,0 15 22,000 1,000 0,200 0,010
1,0 20 25,000 1,000 0,200 0,010
1,0 40 35,000 1,000 0,200 0,010
1,0 70 45,000 1,000 0,200 0,010
2,0 15 22,000 2,000 0,400 0,015
2,0 20 25,000 2,000 0,400 0,015
2,0 40 35,000 2,000 0,400 0,015
2,0 70 45,000 2,000 0,400 0,015
3,0 15 22,000 3,000 0,600 0,020
Slot Milling 3,0 20 25,000 3,000 0,600 0,020
(End-Mill) 3,0 40 35,000 3,000 0,600 0,020
3,0 70 45,000 3,000 0,600 0,020
4,0 15 22,000 4,000 0,800 0,025
4.0 20 25,000 4,000 0,800 0,025
4,0 40 35,000 4,000 0,800 0,025
40 70 45,000 4,000 0,800 0,025
5,0 15 22,000 5,000 1,000 0,025
5,0 20 25,000 5,000 1,000 0,025
5,0 40 35,000 5,000 1,000 0,025
5,0 70 45,000 5,000 1,000 0,025
55 15 22,000 5,500 1,100 0,025
Al-Si 9% 55 20 25,000 5,500 1,100 0,025
(80-160 HB) 55 40 35,000 5,500 1,100 0,025
5,5 70 45,000 5,500 1,100 0,025
6,0 15 22,000 6,000 1,200 0,030
6,0 20 25,000 6,000 1,200 0,030
6,0 40 35,000 6,000 1,200 0,030
6,0 70 45,000 6,000 1,200 0,030
1,0 15 22,000 0,100 1,000 0,010
1,0 20 25,000 0,100 1,000 0,010
1,0 40 35,000 0,100 1,000 0,010
1,0 70 45,000 0,100 1,000 0,010
2,0 15 22,000 0,200 2,000 0,015
2,0 20 25,000 0,200 2,000 0,015
2,0 40 35,000 0,200 2,000 0,015
2,0 70 45,000 0,200 2,000 0,015
3,0 15 22,000 0,300 3,000 0,018
3,0 20 25,000 0,300 3,000 0,018
3,0 40 35,000 0,300 3,000 0,018
Shoulder Milling 30 70 45,000 0,300 3,000 0,018
(End-Mill) 4,0 15 22,000 0,400 4,000 0,020
4,0 20 25,000 0,400 4,000 0,020
4,0 40 35,000 0,400 4,000 0,020
4,0 70 45,000 0,400 4,000 0,020
5,0 15 22,000 0,500 5,000 0,020
5.0 20 25,000 0,500 5,000 0,020
5,0 40 35,000 0,500 5,000 0,020
5,0 70 45,000 0,500 5,000 0,020
6,0 15 22,000 0,600 6,000 0,020
6,0 20 25,000 0,600 6,000 0,020
6,0 40 35,000 0,600 6,000 0,020
6,0 70 45,000 0,600 6,000 0,020
1 2 Member/MCGraF
gCuttllggols



TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

. Cutting Tool Pressure
Material Process dia. (g1m) (bar)

0,5 15 22,000 0,004
0,5 20 25,000 0,004
0,5 40 35,000 0,004
0,8 15 22,000 0,006
08 20 25,000 Pecking steps: 0,006
- 10 15 22,000 0.25-0,5xD 0,006
D(B'r'i'l'l‘)‘i' 10 2 25,000 0,006
1.5 15 22,000 Max length of the hole: 0,006
15 20 25,000 54D 0,006
2,0 15 22,000 0,008
2,0 20 25,000 0,008
2,5 15 22,000 0,008
3,0 15 22,000 0,008
0,5 15 22,000 0,012 0,010 0,007
0,5 20 25,000 0,012 0,010 0,007
0,5 40 35,000 0,012 0,010 0,007
0,5 70 45,000 0,012 0,010 0,007
1,0 15 22,000 0,030 0,066 0,012
1,0 20 25,000 0,030 0,066 0,012
1.5 15 22,000 0,046 0,110 0,012
N 1,5 20 25,000 0,046 0,110 0,012
Profile Milling 2,0 15 22,000 0063 0,153 0,012

(Ball-Nose)
2,0 20 25,000 0,063 0,153 0,012
2,5 15 22,000 0,080 0,200 0,012
2,5 20 25,000 0,080 0,200 0,012
3,0 15 22,000 0,100 0,240 0,006
3,0 20 25,000 0,100 0,240 0,006
4,0 15 22,000 0,131 0,327 0,006
Cu alloys 50 15 22,000 0,165 0,414 0,006
(80-200 HB) 6,0 15 22,000 0,200 0,500 0,006
0,5 15 22,000 0,500 0,010 0,005
0,5 20 25,000 0,500 0,010 0,005
0,5 40 35,000 0,500 0,010 0,005
0,5 70 45,000 0,500 0,010 0,005
08 15 22,000 0,800 0,017 0,008
0,8 20 25,000 0,800 0,017 0,008
0,8 40 35,000 0,800 0,017 0,008
0,8 70 45,000 0,800 0,017 0,008
Slot Milling 1,0 15 22,000 1,000 0,022 0,010
(End-Mill) 1,0 20 25,000 1,000 0,022 0,010
1,5 15 22,000 1,500 0,035 0,015
1,5 20 25,000 1,500 0,035 0,015
2,0 15 22,000 2,000 0,047 0,020
2,0 20 25,000 2,000 0,047 0,020
2,5 15 22,000 2,500 0,060 0,024
2,5 20 25,000 2,500 0,060 0,024
3,0 15 22,000 3,000 0,072 0,025
3,0 20 25,000 3,000 0,072 0,025
4,0 15 22,000 4,000 0,100 0,025
1,0 15 22,000 0,100 1,000 0,008
1,0 20 25,000 0,100 1,000 0,008
2,0 15 22,000 0,200 2,000 0,010
Shoulder Milling 2,0 20 25,000 0,200 2,000 0,010
(End-Mill) 3,0 15 22,000 0,300 3,000 0,010
3,0 20 25,000 0,300 3,000 0,010
4,0 15 22,000 0,400 4,000 0,010
50 15 22,000 0,500 5,000 0,012
6,0 15 22,000 0,500 6,000 0,012

Member/MCGraF 1 3
gCuttllggols



TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process C(l;it;'_?ng:‘))l P'&)S::’)re
05 15 22,000 0,004
05 20 25,000 0,004
05 40 35,000 0,004
0,38 15 22,000 0,006
08 20 25,000 Pecking steps: 0,006
- 10 15 22,000 0.250,5xD 0,006
D(B'r'i'l’l‘)g 1,0 20 25,000 0,006
15 15 22,000 Max length of the hole: 0,006
1,5 20 25,000 345D 0,006
2,0 15 22,000 0,008
2,0 20 25,000 0,008
2,5 15 22,000 0,008
3,0 15 22,000 0,008
05 15 22,000 0,012 0,010 0,007
05 20 25,000 0,012 0,010 0,007
05 40 35,000 0,012 0,010 0,007
05 70 45,000 0,012 0,010 0,007
il 1,0 15 22,000 0,030 0,066 0,012
S (170_250V5HB) 10 20 25,000 0,030 0,066 0,012
1,0 40 35,000 0,030 0,066 0,012
15 15 22,000 0,046 0,110 0,012
15 20 25,000 0,046 0,110 0,012
1,5 40 35,000 0,046 0,110 0,012
2,0 15 22,000 0,063 0,153 0,012
Profile Milling 2,0 20 25,000 0,063 0,153 0,012
(Ball-Nose) 2,0 40 35,000 0,063 0,153 0,012
2,5 15 22,000 0,080 0,200 0,012
2,5 20 25,000 0,080 0,200 0,012
2,5 40 35,000 0,080 0,200 0,012
3,0 15 22,000 0,100 0,240 0,006
3,0 20 25,000 0,100 0,240 0,006
4,0 15 22,000 0,131 0,327 0,006
4,0 20 25,000 0,131 0327 0,006
5,0 15 22,000 0,165 0,414 0,006
5,0 20 25,000 0,165 0,414 0,006
6,0 15 22,000 0,200 0,500 0,006
6,0 20 25,000 0,200 0,500 0,006
1 4 Member MC Group
Ingersoll



TYPHOONRJET HIGH-SPEED JET SPINDLE

TYPHOONPJET - RECOMMENDED CUTTING PARAMETERS

Material Process Cﬁlgl?gwml Prﬁ)s::l)re %ﬁf;()i (nﬁl) (mm) (anz1/t)

05 15 22,000 0,500 0,010 0,005

05 20 25,000 0,500 0,010 0,005

05 40 35,000 0,500 0,010 0,005

05 70 45,000 0,500 0,010 0,005

08 15 22,000 0,800 0,017 0,008

08 20 25,000 0,800 0,017 0,008

08 40 35,000 0,800 0,017 0,008

08 70 45,000 0,800 0,017 0,008

10 15 22,000 1,000 0,022 0,010

10 20 25,000 1,000 0,022 0,010

10 40 35,000 1,000 0,022 0,010

B 10 70 45,000 1,000 0,022 0,010

Slot Milling 15 15 22,000 1,500 0,035 0,015
(End-Mill)

15 20 25,000 1,500 0,035 0,015

15 10 35,000 1,500 0,035 0,015

20 15 22,000 2,000 0,047 0,020

20 20 25,000 2,000 0,047 0,020

20 40 35,000 2,000 0,047 0,020

25 15 22,000 2,500 0,060 0,024

. 25 20 25,000 2,500 0,060 0,024

S (17(')_325"3’33) 25 40 35,000 2,500 0,060 0,024

30 15 22,000 3,000 0,072 0,025

30 20 25,000 3,000 0,072 0,025

40 15 22,000 4,000 0,100 0,025

40 20 25,000 4,000 0,100 0,025

10 15 22,000 0,100 1,000 0,008

10 20 25,000 0,100 1,000 0,008

10 40 35,000 0,100 1,000 0,008

10 70 45,000 0,100 1,000 0,008

20 15 22,000 0,200 2,000 0,010

20 20 25,000 0,200 2,000 0,010

20 40 35,000 0,200 2,000 0,010

Shoulder Milling 20 70 45,000 0,200 2,000 0,010

(End-Mill) 30 15 22,000 0,300 3,000 0,010

30 20 25,000 0,300 3,000 0,010

40 15 22,000 0,400 4,000 0,010

40 20 25,000 0,400 4,000 0,010

50 15 22,000 0,500 5,000 0,012

50 20 25,000 0,500 5,000 0,012

60 15 22,000 0,500 6,000 0,012

60 20 25,000 0,500 6,000 0,012

® /rigersoll
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS
e e
dia. (mm) (bar) (rpm) (mm) (mmft)

33,000 0,002
0,3 3o 44,000 0,002
03 40 55,000 0,002
05 20 33,000 S 0,003
05 30 44,000 0.25.0,50 0,003
05 40 55,000 0,003
08 20 33,000 0,005
1,0 20 33,000 Max Iength of the hole: 0,005
10 30 44,000 34xD 0,005
15 20 33,000 0,005
15 30 44,000 0,005
Drilling 20 20 33,000 0,006
(Drill 03 20 33,000 0,004 0,004 0,004
03 30 44,000 0,004 0,004 0,004
03 40 55,000 0,004 0,004 0,004
05 20 33,000 0,010 0,008 0,006
05 30 44,000 0,010 0,008 0,006
05 10 55,000 0,010 0,008 0,006
5?3551H2§€)6 10 20 33,000 0,024 0,053 0,010
10 30 14,000 0,024 0,053 0,010
10 40 55,000 0,024 0,053 0,010
15 20 33,000 0,037 0,088 0,010
15 30 44,000 0,037 0,088 0,010
15 10 55,000 0,037 0,088 0,010
20 20 33,000 0,050 0,122 0,010
20 30 44,000 0,050 0,122 0,010
20 10 55,000 0,050 0,122 0,010
25 20 33,000 0,064 0,160 0,010
25 30 44,000 0,064 0,160 0,010
- 25 40 55,000 0,064 0,160 0,010
Profile Milling 30 2 33,000 0,080 0192 0,005
(Ball-Nose)
30 30 44,000 0,080 0,192 0,005
40 20 33,000 0,105 0,262 0,005
40 30 44,000 0,105 0,262 0,005
50 20 33,000 0,132 0331 0,005
50 30 44,000 0,132 0331 0,005
60 20 33,000 0,160 0,400 0,005
16 Member MC Group
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS
e e
dia. (mm) (bar) (rpm) (mm) (mm) (mmft)

33,000 0,300 0,004 0,002
0,3 30 44,000 0,300 0,004 0,002
03 40 55,000 0,300 0,004 0,002
05 20 33,000 0,500 0,008 0,004
05 % 44,000 0,500 0,008 0,004
05 I 55,000 0,500 0,008 0,004
08 20 33,000 0,800 0,014 0,006
08 3 44,000 0,800 0,014 0,006
08 4 55,000 0,800 0,014 0,006
10 20 33,000 1,000 0,018 0,008
10 %0 44,000 1,000 0,018 0,008
10 4 55,000 1,000 0,018 0,008
. 15 20 33,000 1,500 0,028 0,012
s 15 30 44,000 1,500 0,028 0,012
15 4 55,000 1,500 0,028 0,012
20 20 33,000 2,000 0,038 0,016
20 % 44,000 2,000 0,038 0,016
20 40 55,000 2,000 0,038 0,016
25 20 33,000 2,500 0,048 0,019
SAE1.2316 25 30 44,000 2,500 0,048 0,019
(35 HRC) 25 40 55,000 2,500 0,048 0,019
30 20 33,000 3,000 0,058 0,020
30 % 44,000 3,000 0,058 0,020
30 40 55,000 3,000 0,058 0,020
40 20 33,000 4,000 0,00 0,020
40 30 44,000 4,000 0,00 0,020
40 40 55,000 4,000 0,00 0,020
05 20 33,000 0,040 0,400 0,004
05 30 44,000 0,040 0,400 0,004
05 40 55,000 0,040 0,400 0,004
10 20 33,000 0,00 0,800 0,006
10 30 44,000 0,080 0,800 0,006
- 10 40 55,000 0,00 0,800 0,006
R 20 2 33,000 0,160 1,600 0,008
20 % 44,000 0,160 1,600 0,008
20 I 55,000 0,160 1,600 0,008
30 20 33,000 0,240 2,400 0,008
30 30 44,000 0,240 2,400 0,008
30 4 55,000 0,240 2,400 0,008
40 20 33,000 0,320 3,200 0,008
Member MC Group 17
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS

Material Process CSE‘?%J:?‘ Prfbsg:l)re %f;f:}()i (nﬁl) (rﬁﬁn) (mfrzﬂt)
05 20 33,000 0,003
05 30 44,000 0,003
05 40 55,000 0,003
08 20 33,000 0,005
08 30 44,000 Pecking steps: 0,005
- 08 40 55,000 0.250,5xD 0,005
D(’[')'r'i'l’l‘)g 1,0 20 33,000 0,005
1.0 30 44,000 Max length of the hole: 0,005
10 40 55,000 34D 0,005
15 20 33,000 0,005
15 30 44,000 0,005
15 40 55,000 0,005
20 20 33,000 0,006
05 20 33,000 0,010 0,008 0,006
05 30 44,000 0,010 0,008 0,006
05 40 55,000 0,010 0,008 0,006
10 20 33,000 0,024 0,053 0,010
10 30 44,000 0,024 0,053 0,010
. 10 40 55,000 0,024 0,053 0,010
P’(‘g'a'l‘fn"o"s':)‘g 15 2 33,000 0,037 0,088 0,010
15 30 44,000 0,037 0,088 0,010
20 20 33,000 0,050 0,122 0,010
20 30 44,000 0,050 0,122 0,010
25 20 33,000 0,064 0,160 0,010
315 30 20 33,000 0,080 0,192 0,005
M | soons 40 20 33,000 0,105 0,262 0,005
05 20 33,000 0,500 0,008 0,004
05 30 44,000 0,500 0,008 0,004
05 40 55,000 0,500 0,008 0,004
08 20 33,000 0,800 0,014 0,006
08 30 44,000 0,800 0,014 0,006
08 40 55,000 0,800 0,014 0,006
B 10 20 33,000 1,000 0,018 0,008
Slot Milling 10 30 44,000 1,000 0,018 0,008
(End-Mill)
10 40 55,000 1,000 0,018 0,008
15 20 33,000 1,500 0,028 0,012
15 30 44,000 1,500 0,028 0,012
20 20 33,000 2,000 0,038 0,016
25 20 33,000 2,500 0,048 0,019
25 30 44,000 2,500 0,048 0,019
30 20 33,000 3,000 0,058 0,020
10 20 33,000 0,080 0,800 0,006
10 30 44,000 0,080 0,800 0,006
10 40 55,000 0,080 0,800 0,006
20 20 33,000 0,160 1,600 0,008
il 20 30 44,000 0,160 1,600 0,008
(End-Mill) 30 20 33,000 0,240 2,400 0,008
30 30 44,000 0,240 2,400 0,008
10 20 33,000 0,320 3,200 0,008
50 20 33,000 0,400 4,000 0,010
60 20 33,000 0,400 4,800 0,010
' ® liigérsoll
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS

Material Process C(l;it;'_?%Tmo‘))l P'&)S::')re
03 20 33,000 0,002
03 30 44,000 0,002
03 40 55,000 0,002
05 20 33,000 0,006
05 30 44,000 0,006
05 40 55,000 0,006
08 20 33,000 0,006
08 30 44,000 0,006
08 40 55,000 Pecking steps: 0,006
- 1,0 20 33,000 0.250,50 0,006
D(B'r'i'l’l‘)g 1,0 30 44,000 0,006
1.0 40 55,000 Max length of the hole: 0,006
1,5 20 33,000 344D 0,006
1,5 30 44,000 0,006
1,5 40 55,000 0,006
2,0 20 33,000 0,006
2,0 30 44,000 0,006
2,0 40 55,000 0,006
3,0 20 33,000 0,006
3,0 30 44,000 0,006
3,0 40 55,000 0,006
05 20 33,000 0,120 0,120 0,004
05 30 44,000 0,120 0,120 0,004
0,5 40 55,000 0,120 0,120 0,004
2519 08 20 33,000 0,192 0,192 0,005
(60160 I-‘I)B) 08 30 44,000 0,192 0,192 0,005
08 40 55,000 0,192 0,192 0,005
1,0 20 33,000 0,240 0,240 0,006
1,0 30 44,000 0,240 0,240 0,006
1,0 40 55,000 0,240 0,240 0,006
15 20 33,000 0,360 0,360 0,008
15 30 44,000 0,360 0,360 0,008
15 40 55,000 0,360 0,360 0,008
2,0 20 33,000 0,480 0,480 0,010
2,0 30 44,000 0,480 0,480 0,010
Profile Milling 2,0 40 55,000 0,480 0,480 0,010
(Ball-Nose) 2,5 20 33,000 0,600 0,600 0,010
2,5 30 44,000 0,600 0,600 0,010
2,5 40 55,000 0,600 0,600 0,010
3,0 20 33,000 0,720 0,720 0,010
3,0 30 44,000 0,720 0,720 0,010
3,0 40 55,000 0,720 0,720 0,010
40 20 33,000 0,960 0,960 0,012
4,0 30 44,000 0,960 0,960 0,012
40 40 55,000 0,960 0,960 0,012
5,0 20 33,000 1,200 1,200 0,012
5,0 30 44,000 1,200 1,200 0,012
5,0 40 55,000 1,200 1,200 0,012
6,0 20 33,000 1,440 1,440 0,016
6,0 30 44,000 1,440 1,440 0,016
6,0 40 55,000 1,440 1,440 0,016
Member MC Group 1 9
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS

Material Process Ca'it;'_?ngmO‘))l Pr(ebs:?)re
05 20 33,000 0,500 0,080 0,006
05 30 44,000 0,500 0,080 0,006
05 40 55,000 0,500 0,080 0,006
08 20 33,000 0,800 0128 0,006
08 30 44,000 0,800 0128 0,006
08 10 55,000 0,800 0128 0,006
1,0 20 33,000 1,000 0,160 0,008
10 30 44,000 1,000 0,160 0,008
1,0 10 55,000 1,000 0,160 0,008
15 20 33,000 1,500 0,240 0,010
15 30 44,000 1,500 0,240 0,010
15 40 55,000 1,500 0,240 0,010
B 20 20 33,000 2,000 0,320 0012
S('E’ﬁm'.'ﬁ)g 20 30 14,000 2,000 0,320 0012
20 40 55,000 2,000 0,320 0012
25 2 33,000 2,500 0,400 0,014
25 30 44,000 2,500 0,400 0014
25 10 55,000 2,500 0,400 0014
30 20 33,000 3,000 0,480 0016
30 30 44,000 3,000 0,480 0016
30 40 55,000 3,000 0,480 0016
- 3,5 20 33,000 3,500 0,560 0018
(80150 H8) 35 30 44,000 3,500 0,560 0018
35 40 55,000 3,500 0,560 0018
40 20 33,000 4,000 0,640 0,020
10 30 44,000 1,000 0,640 0,020
10 10 55,000 1,000 0,640 0,020
1,0 20 33,000 0,080 0,800 0,008
10 30 44,000 0,080 0,800 0,008
1,0 40 55,000 0,080 0,800 0,008
20 20 33,000 0,160 1,600 0,012
2,0 30 44,000 0,160 1,600 0012
20 40 55,000 0,160 1,600 0,012
30 20 33,000 0,240 2,400 0014
30 30 44,000 0,240 2,400 0014
Shoulder Milling 30 10 55,000 0,240 2,400 0014
(End-Mill 10 20 33,000 0,320 3,200 0016
40 30 44,000 0,320 3,200 0016
10 10 55,000 0,320 3,200 0016
50 20 33,000 0,400 4,000 0016
50 30 44,000 0,400 4,000 0016
50 10 55,000 0,400 4,000 0016
60 20 33,000 0,480 4,800 0016
60 30 14,000 0,480 1,800 0016
60 40 55,000 0,480 4,800 0016
2 0 Member MC Group
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS

Material Process ca'it;"?ngmo?l Pr(ebs:?)re
05 20 33,000 0,003
05 30 44,000 0,003
05 40 55,000 0,003
08 20 33,000 Pecking steps: 0,005
N 0,8 30 44,000 0,25:0,5xD 0,005
S('E’rt“';"&'l'l'l‘)g 08 40 55,000 0,005
1,0 20 33,000 Max length of the hole: 0,005
1,0 30 44,000 5D 0,005
1,0 40 55,000 0,005
15 20 33,000 0,005
20 20 33,000 0,006
05 20 33,000 0,010 0,008 0,006
05 30 44,000 0,010 0,008 0,006
05 10 55,000 0010 0,008 0,006
o 10 20 33,000 0,024 0,053 0,010
P’(‘g;'l‘l’h"l";'s'é')‘g 15 2 33,000 0,037 0,088 0,010
20 20 33,000 0,050 0122 0,010
o 25 20 33,000 0,064 0,160 0,010
o 30 20 33,000 0,080 0,192 0,005
10 20 33,000 0,105 0262 0,005
05 20 33,000 0,500 0,008 0,004
05 30 14,000 0,500 0,008 0,004
05 10 55,000 0,500 0,008 0,004
08 20 33,000 0,800 0014 0,006
B 08 30 44,000 0,800 0014 0,006
5('2:]3’_'&';{;)9 08 10 55,000 0,800 0014 0,006
1,0 20 33,000 1,000 0018 0,008
15 20 33,000 1,500 0,028 0012
20 20 33,000 2,000 0,038 0016
25 20 33,000 2,500 0,048 0,019
30 20 33,000 3,000 0,058 0,020
1,0 20 33,000 0,080 0,800 0,006
20 20 33,000 0,160 1,600 0,008
Shoulder Milling 30 20 33,000 0,240 2,400 0,008
(End-Mill) 40 20 33,000 0320 3,200 0,008
5,0 20 33,000 0,400 1,000 0,010
60 20 33,000 0,400 4,800 0,010

Member MC Group 21
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TYPHOONSJET HIGH-SPEED JET SPINDLE

TYPHOONSJET - RECOMMENDED CUTTING PARAMETERS

Material Process CSE‘?%JS?' Prfbsg:l)re ?ﬁf:f)i (nﬁl) (n‘:ﬁn) (m|:rz1/t)
05 20 33,000 0,003
05 30 44,000 0,003
05 40 55,000 0,003
08 20 33,000 0,005
08 30 44,000 Pecking steps: 0,005
- 08 40 55,000 0.250,5xD 0,005
D(B'r'i'l’l‘)g 1,0 20 33,000 0,005
1.0 30 44,000 Max length of the hole: 0,005
1,0 40 55,000 5D 0,005
15 20 33,000 0,005
15 30 44,000 0,005
15 40 55,000 0,005
20 20 33,000 0,006
05 20 33,000 0010 0,008 0,006
05 30 44,000 0,010 0,008 0,006
05 10 55,000 0,010 0,008 0,006
1,0 20 33,000 0,024 0,053 0,010
1,0 30 44,000 0,024 0,053 0,010
- 1,0 10 55,000 0,024 0,053 0,010
Pr((g;lallTl\l\lellsltler)]g 15 2 33,000 0,037 0,088 0,010
15 30 44,000 0,037 0,088 0,010
20 20 33,000 0,050 0122 0,010
20 30 44,000 0,050 0122 0,010
25 20 33,000 0,064 0,160 0,010
o 30 20 33,000 0,080 0,192 0,005
S oot 10 2 33,000 0,105 0262 0,005
05 20 33,000 0,500 0,008 0,004
05 30 44,000 0,500 0,008 0,004
05 40 55,000 0,500 0,008 0,004
08 2 33,000 0,800 0014 0,006
08 30 44,000 0,800 0014 0,006
08 40 55,000 0,800 0014 0,006
B 1,0 20 33,000 1,000 0018 0,008
5('2:]3’_'&';{")9 1,0 30 44,000 1,000 0018 0,008
1,0 40 55,000 1,000 0018 0,008
15 20 33,000 1,500 0,028 0012
15 30 44,000 1,500 0,028 0012
20 20 33,000 2,000 0,038 0016
25 20 33,000 2,500 0,048 0019
25 30 44,000 2,500 0,048 0019
30 20 33,000 3,000 0,058 0,020
1,0 20 33,000 0,080 0,800 0,006
1,0 30 44,000 0,080 0,800 0,006
1,0 40 55,000 0,080 0,800 0,006
20 20 33,000 0,160 1,600 0,008
Shoulder Milling 2,0 30 44,000 0,160 1,600 0,008
(End-Mill 30 20 33,000 0,240 2,400 0,008
30 30 44,000 0,240 2,400 0,008
10 20 33,000 0,320 3,200 0,008
5,0 20 33,000 0,400 4,000 0,010
60 20 33,000 0,400 4,800 0,010
# ® liigérsoll

Cutting Tools



TYPHOON/ET" HIGH-SPEED JET SPINDLE

"10% RULE"

To maximize TyphoonJet - High-Speed Jet Spindle tool life we recommend following the “10% rule”:

The working rotational speed (rpm) should drop by up to 10% of the rotational speed (rpm),
which is registered at ‘idle speed".

Keeping this rule ensures reducing axial and radial load on the internal mechanism.

TO REGISTER IDLE ROTATIONAL SPEED

e Install the TyphoonJet - High-Speed Jet Spindle spindle carrying a cutting tool into the machine.

o Start the spindle rotation by turning on the fluid supply at required pressure and find the idle RPM speed
by reading the display monitor of the spindle.

Idle Speed

Fig.: Example illustrating "10% rule"

WARRANTY

Warranty policy for TyphoonJet - High-Speed Jet Spindle:
At least 300 hours of use or 12 months from the date of invoice (whichever comes first).

Warranty policy for repaired / refurbished TyphoonJet - High-Speed Jet Spindle:
At least 200 hours of use or 6 months from the date of invoice (whichever comes first).

Member IMC Group 2 3
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TYPHOON/ET" HIGH-SPEED JET SPINDLE

CARTRIDGE REPLACEMENT

To replace the cartridge there are two steps, first remove the existing cartridge and then install the new cartridge.

CARTRIDGE REMOVAL

Remove cartridge

* Remove the sensor cover and sensor base (image 2 & 3)

* Remove the bolts that hold the cartridge in place and remove the cartridge (image 6 &7)

2 4 Member IMC Group
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TYPHOON/ET" HIGH-SPEED JET SPINDLE

CARTRIDGE ASSEMBLY

Install new cartridge
* Insert the cartridge (image 2)

* Align the cartridge, while secruing the bolts (image 3 & 4)

* Assemble the sensor base and sensor cover (image 5 & 6)

90 DEGREES JET SPINDLE SETUP

Machine spindle
* Ensure machine spindle is locked

Holder

e Use a hydraulic holder for quickest and most accurate setup
or

e Use an ER sealed collet 20.00 mm

Member IMC Group 2 5
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TYPHOON/ET" HIGH-SPEED JET SPINDLE

CLAMPING AND COOLANT

When machining at high speeds you must have a high precision spindle that provides the speed, accuracy and power
using high-precision nut & collet to optimize dynamic balancing with pinpointed coolant to the cutting edge.
Assures a simple tool change with no setup time and a low runout.

Coolant outlets from the front turbine cover point high pressure coolant direclty towards the cutting edge.

»
NUT & COLLET

e NUTER 11 GHS
(2 microns runout)

e AAA Ultra Precision ER 11 Collet
(1 micron runout)
(notincluded)

TOOLS

e Shaft Lock Wrench
e Wrench for NUTER11 GHS

2 6 Member IMC Group
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TYPHOONE=JET HIGH-SPEED SPINDLE TJS PJET

@d2
@d1

DIN 6499

DESBER

TJS PJET BT30 35 ER1T 80 81 1878 1394 17 989 889 BI30 v 2,1
TJS PJET BT40 35 ER1T 80 81 1988 1334 17 989 999 BT40 4 2,6
TJS PJET C5 35 ER1T 80 81 1574 1274 17 989 585 (65) 4 2,1
TJS PJET C6 35 ER1T 80 81 1669 1289 17 989 68,0 C6 v 2,4
TJS PJET DIN69871 40 35 ER11T 80 81 2109 1423 17 989 1120 SK40 4 2,7
TJS PJET ER32 35 ER11T 80 81 1527 1389 17 989 53,8 ER32 v 2,3
TJS PJET HSK A40 35 ER1T 80 81 1644 1444 17 989 655 HSKA4O v 2,0
TJS PJETHSK A63 35 ER1T 80 81 1815 1490 17 989 825 HSKA63 v 2,5
TJS PJET ST20 35 ER1T 80 81 1569 1139 17 989 580 S120 v 18

TYPHOONSJET HIGH-SPEED SPINDLE TJS SJET

@d2
od
Il

\ . . ' |
ey : > - 2a .
) ‘ ’ L
‘ ‘ 16 - T
DIN 6499 ER HSK

Designation

TJS SJET BT30 35 ERM 63 81 1877 1393 17 98,8 88,9 B30 4 2,0
TJS SJET BT40 3,5 ER11 63 81 1987 1333 17 988 999  BT40 v 2,5
TJS SJET C5 35 ERM 63 81 157,3 1273 17 98,8 58,5 cs 4 2,0
TJS SJET Co6 35 ERM 63 81 1668 1288 17 98,8 68,0 C6 v 2,3
TJS SJETDIN69871 40 35 ERM 63 81 2108 1422 17 988 112,0 SK40 v 2,6
TJS SJETER32 35 ERM 63 81 1526 1388 17 988 538 ER32 v 2,2
TJS SJET HSK A40 35 ERMM 63 81 1643 1443 17 98,8 655 HSKA40 4 19
TJS SJETHSK A63 35 ERMM 63 81 1813 1493 17 98,8 82,5 HSKA63 v 24
TJS SJET ST20 35 ERM1 63 81 1568 1138 17 988 58,0 ST20 v 1.7
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