Utensili per scanalatura troncatura, tornitura esterna
External grooving perting turning
Aussen + abstech - drehwerzeuge

Ouitils a rainurer, a trongonner et pour tournage exterieur QUALITY TOOLS ENGINEERING

m 25x25 Il UTENSILE PER SCANALATURA FRONTALE
X Bl TOOLHOLDER FOR FACE GROOVING

== AXIALEINSTECHWERKZEUG

Il OUTIL POUR GORGES FRONTALES

+ ol 1
T ~ TRFR ——
GM.. B —

- =T { 25.. S0 —
max E——]
Nl b ©O ¢
P 1 \\4/ b
| T _ TRFL
@D min ® GS.N e
@D max :I} 25..

/17777777

PAG. 226
X471 X47 .X52 .X55

W @Dmin @Dmax f Tmax ) ?

TRFR/L 2525 25-3 35-50 8 GS..25.-3|VTZ 0516

TRFR/L 2525 25-3 50-75 3 25 25 50 75 26,5 22 150 39 5,0+6,0 |GS..25..-3|VTZ 0516 5425
TRFR/L 2525 25-3 75-100 3 25 25 75 100 26,5 22 150 39 5,0+6,0 |GS..25.-3|VTZ 0516 5425
TRFR/L 2525 25-3 100-150 8 25 25 100 150 26,5 22 150 39 5,0+6,0 |GS.25.-3|VTZ0516 5425
TRFR/L 2525 25-4 35-50 4 25 25 35 50 27,0 13 150 39 5,0+6,0 |GS..25.4|VTZ 0516 5425
TRFR/L 2525 25-4 50-75 4 25 25 50 75 27,0 22 150 39 5,0+6,0 |GS.25.-4|VTZ0516 5425
TRFR/L 2525 25-4 75-100 4 25 25 75 100 27,0 22 150 39 5,0+6,0 |GS..25.4|VTZ 0516 5425
TRFR/L 2525 25-4 100-150 4 25 25 100 150 27,0 22 150 39 5,0+6,0 |GS.25.-4|VTZ0516 5425
TRFR/L 2525 25-5 35-50 5 25 25 35) 50 27,5 13 150 39 5,0+6,0 |GS..25.-5|VTZ 0516 5425
TRFR/L 2525 25-5 50-75 5 25 25 50 75 27,5 22 150 39 5,0+6,0 |GS.25.-5|VTZ0516 5425
TRFR/L 2525 25-5 75-100 5 25 25 75 100 27,5 22 150 39 5,0+6,0 |GS.25.-5|VTZ0516 5425
TRFR/L 2525 25-5 100-150 5 25 25 100 150 27,5 22 150 39 5,0+6,0 |GS..25.-5|VTZ 0516 5425
TRFR/L 2525 25-6 35-50 6 25 25 35) 50 28,0 13 150 39 5,0+6,0 |GS.25.-6|VTZ0516 5425
TRFR/L 2525 25-6 50-75 6 25 25 50 75 28,0 22 150 39 5,0+6,0 |GS..25.-6|VTZ 0516 5425
TRFR/L 2525 25-6 75-100 6 25 25 75 100 28,0 22 150 39 5,0+6,0 |GS..25.-6|VTZ 0516 5425
TRFR/L 2525 25-6 100-150 6 25 25 100 150 28,0 22 150 39 5,0+6,0 |GS.25.-6|VTZ0516 5425

I CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

B8 FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 220
B EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .

I CHAMPS D’USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

mm VELOCITA DI TAGLIO Ve

BEE Vc. CUTTING SPEED

B8 Vc. SCHNITTGESCHWINDIGKEIT b PAG. 218
Im Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN b X?T PAG. 1025
B DETAIL DE PIECES DE RECHANGE

K1 DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1051
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

’() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

138



Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

HT | HW HC DP - rjwr 'ﬂ\wrb" TW '
NONRIV. RIVESTITI PCD o
Tenacita =4 o | cEMENTED COATED GRADES 7 bN
SCELTA VELOCE - QUICK PICK " " Z | oee| RSN . ) )
g - ) N L
W
Pag. 210 GM.. N L R
P/ M| K|NJ|S]|H 2313 g
o o
CcOoD. FIMR|FIMIR|IF|M|R|F [M|R|F [M|R|F MR il a Wir I T a b
GMGN 25-0.2-3 .X47 [ =Y e e 3,0 0,2 25 2,2 8° -
GMGN 25-0.4-4 .X47 = e e 40 | 04 25 3.2 8° -
GMGN 25-0.4-5 .X47 [ Y e e 5,0 0,4 25 4,1 8° -
GMGN 25R1.5-3 .X47 o«—= [ 3K ) 3,0 1,5 25 2,2 8° -
GMGN 25R2.0-4 .X47 o«—= e e 4,0 2,0 25 3,2 8° -
GMGN 25R2.5-5 .X47 o= [ 3K ) 5,0 2,5 25 4.1 8° -
GSGN 25-0.2-3 .X42 R=|o|e® o|e o|0 u 3,0 0,2 25 2,2 11° -
o|e o|0 o|0 |
ole| |o|e [ ]
GSGN 25-0.4-4 .X42 R=|o|® o|e O|0 | 4,0 0,4 25 3,2 11° -
o|e® o|0 Qo|0 |
ole ole | |
GSGN 25-0.4-5 .X42 B= |o|e® o|le o|0 u 5,0 0,4 25 41 10° -
o/e| |o|o| |o|o u
ole| |0e [ ]
GSGN 25-0.4-6 .X42 R=|o|e® o|e o|0 | | 6,0 0,4 25 5,0 10° -
o|e® o|0 o|0 |
ole| |o|e [ ]
GMGL 25-0.2-3 .X52 = ®| 0 [o]e] ® |0 u 3,0 0,2 25 2,2 10° 6
GMGN 25-0.2-3 .X52 R= ®| O Q|0 ® O | | 3,0 0,2 25 2,2 10° -
GMGR 25-0.2-3 .X52 = ® 0 [e][e] ® 0 u 30 | 02 25 22 | 10° 6
GSGN 25-0.2-3 .X52 R= ®| 0 Qo|0 ® |0 | | 3,0 0,2 25 2,2 11° -
®| 0 ® |0 |
®| 0| |o|o [ ]
GSGN 25-0.4-4 .X52 = ® |0 o|0o ® O | 4,0 0,4 25 3,2 11° -
®| 0 ® |0 |
®| 0 [e]e] | |
GSGN 25-0.4-5 .X52 = ®| 0 o|0 ® |0 u 5,0 0,4 25 41 10° -
®|0 [ 3o} ]
®| 0| |o|o [ ]
GSGN 25-0.4-6 .X52 = ® |0 o|0o ® O | 6,0 0,4 25 5,0 10° -
®| 0 ® |0 |
®| 0 [][e] | |
GSTN 25-0.2-3 .X54 = |[0|®|O|O|®@|0|O|®|O | 3,0 0,2 25 2,2 11° -
o|e@|0|0|0|0|O|@|O u
oO|@/0|OC|@|O ||
GSTN 25-0.3-4 .X54 = |o|@|O0|O|®@|O|O|®@|O | | 4,0 0,3 25 3,2 11° -
O|®@0|0|0|0|OC|@|O |
o|e@/0|0|®|0 u
GSTN 25-0.3-5 .X54 = |[0o|®|O|O|@|O|O|®|O | 5,0 0,3 25 41 10° -
o|e@|0|0|0|0|O|@|O u
oO|@/O0|OC|@|O u
GSTN 25-0.3-6 .X54 R=|o|e@|O|O|@|O|O|@®|O | 6,0 0,3 25 5,0 10° -
O|@/O0|0O|0|0|OC|@®@|O |
o/e@/0|0|®|0 [ ]
GSTN 25R1.5-3 .X55 GC= |o|e|O|O|@|O|O|@®|O | 3,0 1,5 25 2,2 8° -
O|®@Ol0O|0|0|OC|@®|O | |
oO|l@e/0|C|®@|O u
GSTN 25R2.0-4 .X55 G= |0|®|O0|O|@|O|O|@®|O | 4,0 2,0 25 3,2 8° -
o|e|0|0|0|0|O|@|O u
o|e@/0|0|®|0 [ ]
GSTN 25R2.5-5 .X55 G= |0o|®|O0|O|@®@|O|O|@®|O | | 5,0 25 25 41 8° -
O|®@/0|0|0|0(O|@|O |
oO|@e/0|OC|®@|O u
GSTN 25R3.0-6 .X55 G= |[o|®|0|O|@|O|O|@|O | 6,0 3,0 25 5,0 8° -
o|e@|0|0|0|0|O|@|O u
o|l@/0jOC|@|O ||
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r olole - rj F»W r F»W
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ ° | . -
L
B - -
MATERIALI - MATERIALS VDI HB Vc m/min  Pag. 218
3323 Rm" .X42 X47
Pag. 1119 GR. HRC2 | D3007|F4530 | T5735| F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 140 | 150 | 130 w * w +
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 | 140 | 120 4 = | 1 -
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 115 | 90
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 150 | 160 | 90
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 120 | 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 140 2
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 | 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 115 3 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60130 | 700 0 01 02 03 04 05 7 . | 0 o1 02050405 7 o
N |RAME E SUE LEGHE - COPPER 26--28 90-110 600
NON METALLICI - PLASTICS 29-30 / 800
w & Xxa7 | w & X52 | w % () ﬂe X54 | w *ﬂ (mm) ﬂﬂ X55
y y Y y y I
o« e 25 - == 25 - =
: : 2 o : g o
; 03| 04] 5 ; 03] 04
4 4 4 1,0 4 10
3 3 3 05 3 05
0 01 0203 04 05 fn 0 01 0203 04 05 fn 0 01 0203 04 05 M 0 005010 0,15 020 0,25 n 0 0.1 02 0304 05 0 005010015020 0% fn
(mm) (mm) (mm) (mm) (mm) (mm)
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Utensili per scanalatura troncatura, tornitura esterna
External grooving perting turning

Aussen + abstech - drehwerzeuge
Ouitils a rainurer, a trongonner et pour tournage exterieur

=

TRCXR th 20x20 - 25x25

=]
=y
=

- ~ Tmax

O~
Lo

=—@Dmin

QUALITY TOOLS ENGINEERING

GM..
25..

INSERTI - INSERTS
PAG. 226

TRCXR/L 2020 25-3 1100 20,0 32,5 125 50,0  5,0+6,0 |[GM..25.-3|VTZ0516 5425
TRCXR/L 2525 25-3 3 25 25 1600 25,0 32,5 150 48,5  5,0+6,0 |GM.25.-3|VTZ0516 5425
I CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
BE FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS b PAG. 220
== EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN :
I CHAMPS D'USINAGE DES PLAQUETTES POUR TRONGONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN
Il DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS

B= TECHNISCHE DATEN UND EMPFEHLUNGEN
I8 DONNEES TECNIQUES ET CONSEILS

D> @ P e
B P o

B P o
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Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

o g RN Nk i
NON RIV. RIVESTITI o
Tenacita =4 o | cEMENTED COATED GRADES 7 bexl
SCELTA VELOCE - QUICK PICK S | oaRaie BESCHICHTET | %.T .ﬁT T
Toughness _ ii}
5 A
Pag. 210 - GM.. N L R
P M K N S H 2 o °
COD F/MIR|F MR|F MR|F M|R|F |M|R|F MR E W r I T a b
GMGL 25-0.2-3 .X52 Rz | |e|o]| |olo| |e|o [ 30 02| 25 [22]10° | 6
GMGN 25-0.2-3 .X52 R=| |e|o| [o|o| [e]o [] 30 [ 02| 25 [ 22 | 10°] -
GMGR 25-0.2-3 .X52 B=| |e|o| |olo| |e|o u 30 02| 25 [22]10° ] 6
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY g
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 218
3323 Rm" X52
Pag. 1119 GR. HRC? | F4530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 + =
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 W‘ %
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 150
INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 100 B=
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 =
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 3
N RAME E SUE LEGHE - COPPER 26--28 90-110 ==
0 01 02 03 04 05 fn
NON METALLICI - PLASTICS 29-30 ! (mm)
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
S TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
&ﬁ = SCANALATURA - GROOVING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED _ Vc - 1000 = giri/min (min-
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 = giri/min (min-)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH Vf=fn - n = mm/min

ap =mm PROFONDITA DI TAGLIO - CUTTING DEPTH

L
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / (] NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 141
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Utensili per scanalatura troncatura, tornitura esterna
External grooving perting turning
Aussen + abstech - drehwerzeuge

QUALITY TOOLS ENGINEERING

Ouitils a rainurer, a trongonner et pour tournage exterieur

TRWX th 20x20 - 25x25

2

h1 s B

=

LConnessione Refrigerante 1/8G =—@Dmin
1/8G Coolant Connection ™

- ~ Tmax

777 o

PAG. 226

¥

TRWXR/L 2020 25-3 1100 20,0 32,5 125 52,0 5,0+6,0 |GM.25.-3|VTZ 0516 5425 218-1814
TRWXR/L 2525 25-3 3 25 25 1600 25,0 32,5 150 50,5 5,0+6,0 |GM..25.-3|VTZ0516 5425 218-1814

Accessori per connessione Utensili - Accessories for tool connection - Zubehdr zur werkzeugverbindung - Accessoires pour connexion outils

150mm ‘ 225mm ‘ 300mm
PAG. 1022 PAG. 1022 PAG. 1022 PAG. 1023
AR e O
PAG. 1022 PAG. 1022 PAG. 1023 PAG. 1023

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS b PAG. 220
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN y
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT b PAG. 218
Vc. VITESSE DE COUPE
1 DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN b \?T PAG. 1025
B DETAIL DE PIECES DE RECHANGE
1 DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1051
== TECHNISCHE DATEN UND EMPFEHLUNGEN -
B DONNEES TECNIQUES ET CONSEILS

142 ‘::) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

" g RN Nk i
NON RIV. RIVESTITI o
Tenacita =4 o | cEMENTED COATED GRADES 7 bexl
SCELTA VELOCE - QUICK PICK S | oaRaie BESCHICHTET | %.T .ﬁT T
Toughness _ ii}
5 A
Pag. 210 - GM.. N L R
P M K N S H 2 o °
COD F/MIR|F MR|F MR|F M|R|F |M|R|F MR E W r I T a b
GMGL 25-0.2-3 .X52 Rz | |e|o| |olo| |e|o [ 30 02| 25 [22]10° | 6
GMGN 25-0.2-3 .X52 R=| |e|o| [o|o| [e]o [] 30 [ 02| 25 [ 22 | 10°] -
GMGR 25-0.2-3 .X52 B=| |e|o| |olo| |e|o u 30 02| 25 [22]10° | 6
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY g
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 218
3323 Rm? X52
Pag. 1119 GR. HRC? | F4530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 + =
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 W‘ %
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 150
INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 100 B=
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 =
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 3
N RAME E SUE LEGHE - COPPER 26--28 90-110 ==
0 01 02 03 04 05 fn
NON METALLICI - PLASTICS 29-30 ! (mm)
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
S TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
&ﬁ = SCANALATURA - GROOVING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED _ Vc - 1000 = giri/min (min-
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 = giri/min (min-)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH Vf=1fn - n = mm/min

ap =mm PROFONDITA DI TAGLIO - CUTTING DEPTH

L
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / (] NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 143
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Utensili per scanalatura troncatura, tornitura esterna e interna
External and internal grooving perting turning
Aussen und innennuten + abstech - drehwerzeuge

Outils a rainurer, a trongonner et pour tournage exterieur et interieur QUALITY TOOLS ENGINEERING

B 20x20 - 25x25 @16 - 232 S
g6
3 s
— 26 | ’ D | 154 3 @
156 ‘ : 156
X 1 \¢ 4&
X
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
V-NE-Y -\
INSERTI - INSERTS
PAG. 225
.C54 | .C57

STGRL 2020 K163 20 20 - - 20 - - - 125 20  35+4,0 I 110415 | FS244P  5515P
STGRL 2525 M 163 25 25 - - 25 - - - 150 20 35740  |FS244P 5515P
L

A16M STIR/L 16-3 - - 16 20 1" 15,25 - 2 150 35 3,5+4,0 I FS244P 5515P
A20Q STIR/L 16-3 = = 20 25 13 19,00 - 2 180 40 3,5+4,0 | 112415 FS244P  5515P
A25R STIR/L 16-3 - - 25 32 17 24,00 - 3 200 50 35+4,0 ] FS244P 5515P
A32S STIR/L 16-3 - - 32 40 22 31,00 - 3 250 55 3,5+4,0 ] FS244P 5515P

I B Tmax() VEDI PAGINA INSERTI

B8 tmax(*) SEE PAGE OF INSERTS

B 1\ (*) SIEHE WENDESCHNEIDPLATTENSEITE
I B tmax() VOIR PAGE DES PLAQUETTES

I CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

B8 FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 220
B EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .

I CHAMPS D’USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

mm VELOCITA DI TAGLIO Ve

BEE Vc. CUTTING SPEED

B8 Vc. SCHNITTGESCHWINDIGKEIT b PAG. 218
Im Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN b X?T PAG. 1025
B DETAIL DE PIECES DE RECHANGE

K1 DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1051
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

(Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

144



Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters

Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

HT | HW HC d W
L NONRIV. RIVESTITI ﬁ
Tenacita 4+ ] o | cEMENTED COATED GRADES }7 |
SCELTA VELOCE - QUICKPICK . z | oo RECOUVERTS T
g - & 60°\/ |— s
Pag. 210
P M| K| N S H g 2 o
cob. 3 g w || d| T df
FM|IR|F MR|F M|R|F |M|R|F |M|R|F MR 4 E S
154.15-16110 e o o o 0o | 125 | 25 16 952 | 1,2 | 45
o e o o o0 e |
154.15-16130 (2K K 2K 3K 2K ) | | 1,45 | 2,5 16 952 | 15 | 45
o e o o o e |
154.15-16160 e o o o oo | 1,80 | 2,5 16 952 | 18 | 45
o e o o o e |
154.15-16185 e o o o oo | 2,00 | 25 16 | 9,52 3 4,5
o 0 0 0 0o L
154.15-16215 e o o o oo | 230 | 2,8 16 | 9,52 3 4,5
o 0 0 0 00 L]
154.15-16265 e o o o oo | 2,80 | 3.3 16 | 9,52 3 4,5
o e o o o0 e L]
154.15-16315 e o o o oo | 3,35 | 3,8 16 | 9,52 3 4,5
e e o o o0 e L]
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r PY °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ

S| POSSONO UTILIZZARE GLI INSERTI DI PRECISIONE 156... VEDI PAG 225

PRECISION INSERTS 156... (SEE PAGE 225) CAN BE USED

DIE PRAZISIONSWENDESCHNEIDPLATTEN 156... (s.SEITE 225) KONNEN EINGESETZT WERDEN.
ON PEUT UTILISER LES PLAQUETTES DE PRECISION 156... VOIR PAGE 225

MATERIALI - MATERIALS s | 1B fn mm Vc m/min Pag. 218
Pag. 1119 GR. HRC? F M R | N3440 | F4340
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 0,06 | 0,12 | 0,26 240
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,05 0,1 0,25 190
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,05 0,1 0,25 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,05 0,1 0,25 120
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 0,1 0,25 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,06 0,12 0,25 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,05 0,1 0,25 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,05 0,1 0,25 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 0,1 0,25 650
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,05 0,1 0,25 500
NON METALLICI - PLASTICS 29-30 i 0,05 0,1 0,25 700
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |AcciaAlo TEMPRATO - HARDENED STEEL 38--41 45-609
& = SCANALATURA - GROOVING Vc - 1000
n = ——— = giril/min (min")

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min"') NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH

@D - 3,14

fn ‘N = mm/min

O EEE———
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CJ NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 145
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Scanalatura e taglio

Grooving and parting
Nutendrehen und abstechen
Outils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

=

[ 88 - 25x25

.

o]

GIE-7-..

INSERTI - INSERTS

PAG. 228

v

THE-7-0808 R /L 08 100 0,5-3,0 | 123008P 5508P
THE-7-1010R/L 10 10 120 1,2+1,5
THE-7-1212R/L 12 12 120 1,2+1,5
THE-7-1616 R/L 16 16 125 1,2+1,5
THE-7-2020R /L 20 20 125 1,2+1,5
THE-7-2525R /L 25 25 125 1,2+1,5

UTENSILI PER MACCHINE A FANTINA MOBILE - TOOLS FOR SLIDING HEADSTOCK

MACHINES

THS -7 -0808 R /L 08 08 140 1,2+1,5 | 0,5-3,0 | 123008P 5508P
THS-7-1010R /L 10 10 150 1,215
TE INSERTI CON T = 2,54 f _‘- TE INSERTI CON T = 6
(mm) INSERTS WITH T = 2,54 @D (mm) INSERTSWITHT =6
3 L_‘i—% 6
TE Y ——— -
\
2 N 4
\ 3
\'\-s
1 2
1
@D @D
0 10 20 30 40 50 60 70 (mm) 0 10 20 30 40 50 60 70 (mm)
I CAMPI D’'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
B8 FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 220
B8 EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN "
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TRONGCONNAGE-GORGES
IB VELOCITA DI TAGLIO Vc
B8 Vc. CUTTING SPEED
B8 \c. SCHNITTGESCHWINDIGKEIT . b PAG. 218
W Vc. VITESSE DE COUPE
Il DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
E=| DETAILS ZU DEN ERSATZTEILEN . X?T b PAG. 1025
I8 DETAIL DE PIECES DE RECHANGE
W DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS PAG. 1051

146

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

JOI
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Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters

Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

HT | HW HC W Y 1
NON RIV. RIVESTITI
i G |omm e
SCELTA VELOCE - QUICK PICK """ — | | oo .
= o
T
Pag. 210 "1 cGE.GP. NL R GIE..ST..
z 902
CcobD. P M K N S H o W B|IR T|/H|IS L
GIE-7-GP-10R-N [ [J ] 1,0 — - 6,0 7 2 17
GIE-7-GP-1.0L-N [] [J L] 1,0 — — 6,0 7 2 17
GIE-7-GP-15R-N [ ® ] 1,5 — - 6,0 7 2 17
GIE-7-GP-15R-R [J [J L] 1,5 — — 6,0 7 2 17
GIE-7-GP-15L-N [ ® ] 1,5 — - 6,0 7 2 17
GIE-7-GP-15L-R [ ® ] 1,5 - - 6,0 7 2 17
GIE-7-GP-15L-L ° ° ] 15 | - - |60 ] 7 2 17
GIE-7-GP-20R-N [ [J ] 2,0 — - 6,0 7 2 17
GIE-7-GP-20R-R [] [J L] 2,0 — — 6,0 7 2 17
GIE-7-GP-2.0L-N [ ® ] 2,0 — - 6,0 7 2 17
GIE-7-ST-3.0R (] [J [m] 3,17 — — — 7 3,17 | 17
GIE-7-ST-3.0L [ ® n] 3,17 — - — 7 3,17 | 17
GIE-7-SG-0.5R [ [J ] 0,50 — - 2,54 7 2 17
GIE-7-SG-0.5L ° ° ] 0,50 | - - |254]| 7 2 17
GIE-7-SG-0.7R [ [J ] 0,70 — - 2,54 7 2 17
GIE-7-SG-0.7L [ [J L] 0,70 — — 2,54 7 2 17
GIE-7-SG-0.8R [ [J ] 0,80 — - 2,54 7 2 17
GIE-7-SG-0.8L (] [ J [m] 0,80 — — 2,54 7 2 17
GIE-7-SG-09R [ [J ] 0,90 — - 2,54 7 2 17
GIE-7-SG-09L [J [J L] 0,90 — — 2,54 7 2 17
GIE-7-SG-11R ° ° ] 110 | - - |600]| 7 2 17
GIE-7-SG-11L [ ® n] 1,10 — - 6,00 7 2 17
GIE-7-SG-13R [ ® ] 1,30 — - 6,00 7 2 17
GIE-7-SG-13L [ [J ] 1,30 — - 6,00 7 2 17
GIE-7-SG-16R ° [ J L] 1,60 - - 6,00 7 2 17
GIE-7-SG-1.6L [ [J ] 1,60 — - 6,00 7 2 17
GIE-7-SG-1.85R (] [J L] 1,85 — — 6,00 7 2 17
GIE-7-SG-1.85L [ ® n] 1,85 — - 6,00 7 2 17
GIE-7-GR-1.0R [ [J ] 1,0 — 0,50 6 7 2 17
GIE-7-GR-1.0L o ° [u] 10| - |050] 6 7 2 17
GIE-7-GR-15R [ [J ] 1,5 — 0,75 6 7 2 17
GIE-7-GR-15L [ [J L] 1,5 - 0,75 6 7 2 17
GIE-7-GR-2.0R [ ® ] 2,0 — 1,00 6 7 2 17
GIE-7-GR-2.0L [J [J L] 2,0 — 1,00 6 7 2 17
GIE-7-GW-60R [ ® ] — 60° | 0,10 — 7 2 17
GIE-7-GW-60L [ ® ] - 60° | 0,10 7 2 17
GIE-7-GW-55R ° ° ] - 55° 0,12 7 2 17
GIE-7-GW-55L [ ® n] 5° | 0,12 — 7 2 17
S
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r ° wq H R:L rj H [j\
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ ) )L
[ T
— r” T GE.scGR.. £ GIE..GW.
MATERIALI - MATERIALS s‘g';; HB fn mm Vc m/min Pag. 218
m
Pag. 1119 GR. HRC? F M R | cspv
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 0,03 | 005 | 0,0 | 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,03 | 0,05 | 0,10 105
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,03 0,05 | 0,10 105
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,03 | 005 | 0,10 | 120
IVl |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,03 | 005 | 0,10 | 105
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130
N |RAME E SUE LEGHE - COPPER 26--28 90-110
NON METALLICI - PLASTICS 29-30 /
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |AccIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
% = SCANALATURA - GROOVING Vc - 1000
) A n = ——— = giri/min (min")
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED D 3.14
@D - 3,

n = giri/min (min"') NUMERO DI GIRI - NUMBER OF REVOLUTIONS

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH

fn ‘N = mm/min

O —— — —  ———— —
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CJ NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 147
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Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Outils a rainurer et a trongonner QUALITY TOOLS ENGINEERING

THI-7-.. R/ @20 - @32

" .- ) 3 GIE-7-.. K@l

Tl

W=

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
PAG. 228

-GP/-ST| -SG -GR -GW
AR

(mm)

T- .\
3 %
! l @Dmin ?

THI-7-20R/L 38,10 13,34 19,05 140 25 : 0,5-3,0 | 123008P 5508P
THI-7-25R/L 38,10 25 13,34 19,05 150 32 63 1,2+1,5
THI-7-32R/L 38,10 32 13,34 19,05 150 32 63 1,2+1,5

I] PER UTENSILI DESTRI (R) INSERTO SINISTRO (L) - PER UTENSILI SINISTRI (L) INSERTO DESTRO (R)

“ FOR RIGHT TOOLS (R) LEFT INSERT (L) - FOR LEFT TOOLS (L) RIGHT INSERT (R)

B F(R RECHTE WERKZEUGE (R) LINKE PLATTEN (L) - FUR LINKE WERKZEUGE (L) RECHTE PLATTEN (R)
“ POUR OUTILS DROITS (R) PLAQUETTE GAUCHE (L) - POUR OUTILS GAUCHES (L) PLAQUETTE DROITE (R)

Tl INSERTICONT =6
(mm) INSERTSWITHT =6
3
|
L1
2
1
@D

0 387150 60 70 80 90 (mm)
Il CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
BE FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 220
B8 £|NSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN "
B CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 218
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN b x ?T PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 1051
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

I DONNEES TECNIQUES ET CONSEILS

148 ((i) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail
QUALITY TOOLS ENGINEERING

s =
HT | HW HC I T H VA P
NON RIV. RIVESTITI /\ 7\_/
Tenacita =+ ] o | cEMENTED COA‘;ED (éRADES L
BESCHICHTET
SCELTA VELOCE - QUICK PICK " I L@
= o
T
Pag. 210 GE.GP.. N L R GIE...ST...
z 902
CcobD. P M K N S H o W B|IR T|/H|IS L
GIE-7-GP-10R-N [ [J ] 1,0 — - 6,0 7 2 17
GIE-7-GP-10L-N [ [J L] 1,0 - - 6,0 7 2 17
GIE-7-GP-15R-N [ ® ] 1,5 — - 6,0 7 2 17
GIE-7-GP-15R-R [J [J L] 1,5 — — 6,0 7 2 17
GIE-7-GP-15L-N [ ® ] 1,5 — - 6,0 7 2 17
GIE-7-GP-15L-R [ ® ] 1,5 - - 6,0 7 2 17
GIE-7-GP-15L-L ° ° [ 15 | - - |60 ]| 7 2 17
GIE-7-GP-20R-N [ [J ] 2,0 — - 6,0 7 2 17
GIE-7-GP-20R-R [ [J L] 2,0 - - 6,0 7 2 17
GIE-7-GP-2.0L-N [ ® ] 2,0 — - 6,0 7 2 17
GIE-7-ST-3.0R (] [J [m] 3,17 — — — 7 3,17 | 17
GIE-7-ST-3.0L [ ® n] 3,17 — - — 7 3,17 | 17
GIE-7-SG-0.5R [ [J ] 0,50 — - 2,54 7 2 17
GIE-7-SG-0.5L ° ° [ 0,50 | - - |254] 7 2 17
GIE-7-SG-0.7R [ [J ] 0,70 — - 2,54 7 2 17
GIE-7-SG-0.7L [ [J L] 0,70 - - 2,54 7 2 17
GIE-7-SG-0.8R [ [J ] 0,80 — - 2,54 7 2 17
GIE-7-SG-0.8L (] [ J [m] 0,80 — — 2,54 7 2 17
GIE-7-SG-09R [ [J ] 0,90 — - 2,54 7 2 17
GIE-7-SG-09L [J [J L] 0,90 — — 2,54 7 2 17
GIE-7-SG-11R ° ° [ 110 | - - |600]| 7 2 17
GIE-7-SG-11L [ ® n] 1,10 — - 6,00 7 2 17
GIE-7-SG-13R [ ® ] 1,30 — - 6,00 7 2 17
GIE-7-SG-13L [ [J ] 1,30 — - 6,00 7 2 17
GIE-7-SG-16R ° [ J L] 1,60 - - 6,00 7 2 17
GIE-7-SG-1.6L [ [J ] 1,60 — - 6,00 7 2 17
GIE-7-SG-1.85R (] [J L] 1,85 — — 6,00 7 2 17
GIE-7-SG-1.85L [ ® n] 1,85 — - 6,00 7 2 17
GIE-7-GR-1.0R [ [J ] 1,0 — 0,50 6 7 2 17
GIE-7-GR-1.0L ° ° [u] 10| - |050] 6 7 2 17
GIE-7-GR-15R [ [J ] 1,5 — 0,75 6 7 2 17
GIE-7-GR-15L [ [J L] 1,5 - 0,75 6 7 2 17
GIE-7-GR-2.0R [ ® ] 2,0 — 1,00 6 7 2 17
GIE-7-GR-2.0L [J [J L] 2,0 — 1,00 6 7 2 17
GIE-7-GW-60R [ ® ] — 60° | 0,10 — 7 2 17
GIE-7-GW-60L [ ® ] - 60° | 0,10 — 7 2 17
GIE-7-GW-55R ° ° [ - | 55° | 0,12 7 2 17
GIE-7-GW-55L [ ® n] — 55° | 0,12 — 7 2 17
> H S H
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r ° wqrf A R:[ F“ [j\
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # - L
- T
— r” T GE.sGGR.. £ GIE..GW..
MATERIALI - MATERIALS s‘g';; HB fn mm Vc m/min Pag. 218
m
Pag. 1119 GR. HRC? F M R |csPv
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125300 | 0,03 | 0,05 | 0,10 | 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,03 0,05 0,10 105
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,03 | 005 | 0,10 105
INOX MARTENS. - STAINLESS STEEL MART 1213 200240 | 0,03 | 0,05 | 0,0 | 120
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 0,03 | 0,05 | 0,10 | 105
GHISA GRIGIA - GREY CAST IRON 1516 180-260
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON | 1920 130-230
ALLUMINIO E SUE LEGHE - ALUMINIUM 2125 60-130
N |RAME E SUE LEGHE - COPPER 26--28 90-110
NON METALLICI - PLASTICS 29-30 /
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |ACCIAIO TEMPRATO - HARDENED STEEL 38-41 45-602
% = SCANALATURA - GROOVING Vc - 1000
_ A n = ——— = giri/min (min")
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED D-3.14
@D - 3,

n = giri/min (min"') NUMERO DI GIRI - NUMBER OF REVOLUTIONS

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH

fn ‘N = mm/min

O —— — —  ———— —
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CJ NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 149
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Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Ouitils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

(- |
TPMR Jw

In figura utensile destro - Right-hand shown

. INSERTI - INSERTS
PAG. 206

calll

SCTFPR/L 2525 M 11 1103 2304C 5025
SCTFPR/L 2525 M 16 25 25 25 150 25 1603 2305C 5003 3116 4002

KB CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
BE FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 220
B E£|NSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .
B CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES
¥ VELOCITA DI TAGLIO Vc
§ J =8 Vc. CUTTING SPEED
| \c. SCHNITTGESCHWINDIGKEIT b PAG. 218
; O=m IE Vc. VITESSE DE COUPE
: I DETTAGLIO RICAMBI
: BE SPARE PARTS DETAILS
V @ Bm DETAILS ZU DEN ERSATZTEILEN b \?T PAG. 1025
y W DETAIL DE PIECES DE RECHANGE
I DATI TECNICI E CONSIGLI
BEE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1051
== TECHNISCHE DATEN UND EMPFEHLUNGEN .
B DONNEES TECNIQUES ET CONSEILS

’() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

150



Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

HT | HW HC
(e
NON RIV. RIVESTITI T
Tenacita =4 I | cEMENTED COA‘IS'(E_;D %RADES
BESCHICHTET
SCELTA VELOCE - QUICK PICK " " = | oo
= o
Py
Pag. 210 e =
D. P M| K[NJ[S|H e Q o
co FIMR|FMIR|IF|M|R|F [M|R|F [M|R|F MR = [ I d s |di ra
TPMR 110304 .S44 [ 3K ] Oo|0 O| 0 L 11,0 | 6,35 | 3,18 — 0,4 —
TPMR 110308 .S44 [ JKJ Oo|0 Q|0 u 11,0 | 6,35 | 3,18 - 0,8 -
TPMR 160304 .S44 ®| O O|0 ®| O u 16,5 | 9,52 | 3,18 — 0,4 —
TPMR 160308 .S44 ®| O O|0 @0 L] 16,5 | 9,52 | 3,18 — 0,8 —
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ
MATERIALI - MATERIALS s | 1B Ve m/min Pag. 218 a4
- d
Pag. 1119 GR. HRC? | T520T | T1625
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 300 380 *
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 230 300 |
P (mm)
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 180 220 A
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 200 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 195 200
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 130 130
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 150 150 16
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130
N |RAME E SUE LEGHE - COPPER 26--28 90-110 M
NON METALLICI - PLASTICS 29-30 /
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 - .
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0 0102040816 20 n )
mm
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-607

v
& = SCANALATURA - GROOVING

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min"') NUMERO DI GIRI - NUMBER OF REVOLUTIONS

Vf=fn N = mm/min

o

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Ve - 1000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED n = —————— = giriimin (min*)
I = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH oD - 3,14
O
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
©@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 151

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Scanalatura e taglio

Grooving and parting
Nutendrehen und abstechen
Outils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

SGTBU 20-5 20 26 86 21 38 4 43

TRL26- ... 5005  VBLO6
SGTBU 25-5 25 26 10 23 42 4 45 5
SGTBU 20-6 20 32 100 19 38 53 50 13
SGTBU 25-6 25 32 10 23 42 53 50 8 TRL32- ... 5005  VBLO6
SGTBU 32-6 32 32 10 28 44 53 50 25

(QH) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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NOTE - NOTES




QUALITY TOOLS ENGINEERING

PSC50 - PSC63

SC.. DWLNR/L

CNM.
1204..

Pag.157

PSC50 - PSC63

PSC63

SC63 DDMNL

CNM.
1204..

Pag.159

UTENSILI ISO 26623-1 PER TORNITURA ESTERNA
ISO 26623-1 EXTERNAL TURNING TOOLS
ISO 26623-1 AUSSENDREHWERKZEUGE

OUTILS ISO 26623-1 POUR TOURNAGE EXTERNE

HERRAMIENTAS ISO 26623-1 PARA TORNEADO EXTERIOR

| SC.. SCLCRIL

PSC63

PSC40 - PSC50 - PSC63

SC.. PDJNR/L

CNM.
1204..

Pag.163

CC..
1204..

PSC40 - PSC50 - PSC63

| SC.. SDJCRIL

PSC50 - PSC63

SC.. PWLNRI/L

Pag.162

&i

PSC63

SC63 SVMBL

CcC..
1204..

PSC40 - PSC50 - PSC63

| SC.. SVHBRIL

Pag.165

PSC63

) - P
107,5%
WNM. VB..
0804.. 1604..
PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63
SC.. SVUBR/L Pag.166
o3
VB..
1604..

PSC40 - PSC50 - PSC63

PSC.C63.1PAR/L Pag.971

PSC.C63.U45 Pag.971
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QUALITY TOOLS ENGINEERING

UTENSILI ISO 26623-1 PER TORNITURA INTERNA
ISO 26623-1 INTERNAL TURNING TOOLS
ISO 26623-1 INNENDREHWERKZEUGE

OUTILS ISO 26623-1 POUR TOURNAGE INTERNE
HERRAMIENTAS ISO 26623- 1 PARA TORNEADO INTERIOR

95°
-

L95°

o Pag 169 . Paq SC.. SER/L  Pag.780
b A
95° 95° 90¢,
L ose | o5°
PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63 1 6ER/
@ CNM. 1204.. @ CC..  1204. EL
PSC40 - PSC50 - PSC63

) R Pag

SC.. ANR/L  Pag.781

PSC40 - PSC50 - PSC63

PSC40 - PSC50 - PSC63

/B | WNm. om0,

@ DC.. mT3.

@ 16IR/IL

~ O vB.. 1604.
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

95°

CNMA NN

CNMG N R

CNMM NN

In figura utensile destro - Right-hand shown

e

INSERTI - INSERTS
PAG. 197

.G23 | .G61 | .X47 | .G39 | .G42 | .G52 | .G53 | .G55 | .G56 | .K57P| .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

(mm)
@Dm1 @Dbm2 @D1
SC50 DCLNR/L 35060-12 PSC50 80 165 50 35 100-21 5415 3612 125011 5420
SC63 DCLNR/L 45065-12 PSC63 100 190 63 45 65 3,9
SC63 DCLNR/L 45065-16 PSC63 125 190 63 45 65 6,4 1604 | 100-31 5420 3616 126011 5420
B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 190
B8 EINSATZGEBIETE FUR DREHPLATTEN :
IO CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

=1} =

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
'l DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(:) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

In figura utensile destro - Right-hand shown

X

NN

WNMA

WNMG

2
]
@

%
|
%

WNMM

D

INSERTI - INSERTS

(mm)

@Dm1 @Dm2

SC50 DWLNR/L 35060-08 PSC50 80 165

D1

REIAE

50 35 100-21

SC63 DWLNRIL 45065-08 PSC63 100 190

63 45 65 3,9

5415 3308M 125011 5420

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vce. VITESSE DE COUPE

PAG. 190

PAG. 186

> (v

I DETTAGLIO RICAMBI
EE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN
W DETAIL DE PIECES DE RECHANGE

PAG. 1025

» (1)
> (=)

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

PAG. 1048

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura esterna

ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

SC63 DCMNN

CNMA NN

CNMG N R

CNMM NN

e

INSERTI - INSERTS

.G23 | .G61 | .X47 | .G39 | .G42 | .G52 | .G53 | .G55 | .G56 | .K57P | .G62

£ & 1 g | [
SC63 DCMNN 00090-12 PSC63 190 1204 | 100-21 5415 3612 125011 5420
SC63 DCMNN 00115-12 PSC63 190 63 0 115 3,9
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 190
B EINSATZGEBIETE FUR DREHPLATTEN .
Il CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT b PAG. 186
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
'l DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BB TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
Il DONNEES TECNIQUES ET CONSEILS

(Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

158



Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge
Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

SC63 DDMNL
f
48° @Dm2
\C DNMA NN
12 \ DNMG NEINY
| DNMM NN

D1

In figura utensile sinistro - Left-hand shown

INSERTI - INSERTS
PAG. 199

.G23 | .G39 | .G42

gle ||

SC63 DDMNL 00130-15 PSC63 190 1506 100-21 5415 3715 125011 5420

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI w

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 59

PAG. 190




Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
1ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

95°

CNMA NEN

CNMG N R

CNMM NN

In figura utensile destro - Right-hand shown

e

INSERTI - INSERTS
PAG. 197

.G23 | .G61 | .X47 | .G39 | .G42 | .G52 | .G53 | .G55 | .G56 | .K57P| .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

(mm)

@Dm1 @Dbm2 @D1

SC40 PCLNR/L 27050-12 70 140 8012 1608 5003 3612 4112

SC50 PCLNR/L 35060-12 PSC50 80 165 50 35 60

SC63 PCLNR/L 45065-12 PSC63 100 190 63 45 65

SC63 PCLNR/L 45065-16 PSC63 100 190 63 45 65 1604 8016 1618 5003 3616 4115 0015

EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
B2 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 190
B3 EINSATZGEBIETE FUR DREHPLATTEN -
LN CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
11 VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
=8 Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
= ) @I Vc. VITESSE DE COUPE
=

LB DETTAGLIO RICAMBI \

B SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
T DETAIL DE PIECES DE RECHANGE

KB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

m= TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

160 (Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




Utensili ISO 26623-1 per tornitura esterna

ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

DNMA NN

DNMG NN

N
DNMM NN

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
PAG. 199

;
\
&
s

.G23 | .G39 | .G42 | G52 | .G53 | .G55 | .G56 | .G62 | .G63 | .G68 | .G72 |.G34W

(mm)

@Dm1 @Dm2 @D1 ﬂ]s

SC50 PDJINRI/L 35060-15 PSC50 80 165 50 35 1506 8415 1638 5003 3715 4112 0012
SC63 PDJINRI/L 45065-15 PSC63 100 190 63 45 65

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186

Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI w

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 61

PAG. 190

(-
®




Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

95°

In figura utensile destro - Right-hand shown

WNMA NEN
WNMG NN
WNMM NN

i i E INSERTI - INSERTS
PAG. 202
G23 | .G61 | .G42 | G52 | .G53 | .G55 | .G56 | .K57P | .G62
(mm)
@Dm1 @Dm2 @D1 WE © Ly [
SC40 PWLNR/L 27050-08 PSC40 70 140 40 27 0804 8012 1608 5003 3308M 4112 0012
SC50 PWLNR/L 35060-08 PSC50 80 165 50 35 60
SC63 PWLNR/L 45065-08 PSC63 100 190 63 45 65
@ Im CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
> EE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 190
B8 EINSATZGEBIETE FUR DREHPLATTEN -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

B VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 Vc. SCHNITTGESCHWINDIGKEIT
Im Vc. VITESSE DE COUPE

> @ o
B P o

B P

IE DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN
T DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BB TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN
Il DONNEES TECNIQUES ET CONSEILS

162

(Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

95°

cc.T Jw
cow | NEEN

In figura utensile destro - Right-hand shown

CED CED 0
agay
INSERTI - INSERTS

PAG. 203

p)
v
b
$)

.B22 .G13 | .G57P | .X47 .G39 | .G42 | .G52 |.G32W

(mm)

@Dm1 @Dm2 @D1 \ S ?

SC40 SCLCRIL 27050-12 PSC40 90 140 40 27 1204 3611 BCL15 124513P 5520P
SC50 SCLCR/L 35060-12 PSC50 100 165 50 35 60 4,0+5,0
SC63 SCLCRIL 45065-12 PSC63 110 190 63 45 65 4,0+5,0

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI w

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 63

PAG. 190




Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

93°

DC.T

J\/?“
ocw | N

s I

In figura utensile destro - Right-hand shown

CED CED ®
. T
g & Vo4V -4
PAG. 204
.G13 B53 | .G57P | .X47 .G39 .G42 .G52 | .G32wW
(mm) ‘
A —l =@ ?
@Dm1 @Dm2 @D1 | S
SC40 SDJCR/L 27050-11 80 140 40 1173 3711 BCL7 123511P 5515P
SC50 SDJCR/L 35060-11 PSC50 100 165 50 35 60 3,0+3,5
SC63 SDJCR/L 45065-11 PSC63 150 190 63 45 65 3,0<3,5
""" I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
,,,,,,,,, B FIELDS OF APPLICA_'_I'ION FOR TURNING INSERTS PAG. 190
B EINSATZGEBIETE FUR DREHPLATTEN "
i CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

=1} =

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
'l DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(:) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

164



Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

107,5° B%”max
&

ver | NEN
vew | [NEN

In figura utensile destro - Right-hand shown

()]
)
-
INSERTI - INSERTS
PAG. 207
X47 | .G42 | .G52 | .G58
(mm) o
@Dm1 @Dm2 @D1 \ ? ?
SC40 SVHBRIL 27050-16 PSC40 120 140 40 27 1604 | 3716  BCL7 123511P 5515P
SC50 SVHBRI/L 35060-16 PSC50 120 165 50 35 60 3,0+3,5
SC63 SVHBRIL 45065-16 PSC63 120 190 63 45 65 3,0:35
"""" @ CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
AAAAA BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 190
™= FINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI w

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
1ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

93° g"max

VB.T =

VB.W NN

In figura utensile destro - Right-hand shown

s I
[

CED
INSERTI - INSERTS
PAG. 207
X47 .G42 .G52 .G58
AR 1 2 3 4 ()
P
~
R @Dm1 @D @D A &
SC40 SVJBRI/L 27050-16 PSC40 120 140 40 27 50 3,0+3,5 1604 3716 BCL7 123511P 5515P
SC50 SVJBRIL 35060-16 PSC50 120 165 50 35 60 3,0+35
SC63 SVJBRI/L 45065-16 PSC63 120 190 63 45 65 3,0+3,5
""" I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
"""" BEE FIELDS OF /-\PPLICATION FOR TURNING INSERTS PAG. 190
B8 EINSATZGEBIETE FUR DREHPLATTEN -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
I VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
B Vc. SCHNITTGESCHWINDIGKEIT . b PAG. 186
@ Vc. VITESSE DE COUPE

B DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

=S DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
TE DETAIL DE PIECES DE RECHANGE

EB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(:) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

SC63 SCMCN o

I AN

gDbm2

CC.T

=
=\

cc.w

s I

70

70

| NEW ] | NEW ] 0

g=Erfeaan *
o INSERTI - INSERTS

PAG. 203

¥

SC63 SCMCN 00090-12 1204 3611 BCL15 124513P 5520P

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186

Vce. VITESSE DE COUPE

: @ DETTAGLIO RICAMBI w

e BB SPARE PARTS DETAILS T
B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE
LB DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 190

:
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Utensili ISO 26623-1 per tornitura esterna

ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

SC63 SVMBL

%max
¥

2

@Dm2

!
50°

VB.T =
VB.W NN

] s T

In figura utensile sinistro - Left-hand shown

Py o

PAG. 207
X47 .G42 .G52 .G58
AR 1 2 3 4 ()
o
— ﬂ// o= ?
RN @D @D A &g
SC63 SVMBL 00130-16 PSC63 190 63 0 130 3,0+3,5 1604 3716 BCL7 123511P 5515P

B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 190
B EINSATZGEBIETE FUR DREHPLATTEN .

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

B VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 Vc. SCHNITTGESCHWINDIGKEIT . PAG. 186
Im Vc. VITESSE DE COUPE

B DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

=S DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
TE DETAIL DE PIECES DE RECHANGE

EB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(:) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura interna
1ISO 26623-1 Internal turning tools
1ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING
<=
95° [
A

CNMA NN

o .
o5’ <= gD1 @Dmin

‘ CNMG NN
I A
| g5
3 CNMM NN

12 : SEZ A-A @D2

in figura utensile destro - right-hand shown

=
. _— X )
-0 - - N -l

INSERTI - INSERTS

PAG. 197

L

.G42 | .G52 | .G53 | .G55

(mm)

@Dmin ©@D1 @D2

SC40 PCLNR/L 22110-12 PSC40 39 110 3612 4112
SC50 PCLNR/L 22110-12 PSC50 39 50 32 22 110 87
SC63 PCLNRI/L 27140-12 PSC63 48 63 40 27 140 1M1

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI x

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS
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PAG. 190




Utensili ISO 26623-1 per tornitura interna
ISO 26623-1 Internal turning tools
ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING

=

WNMA NEN

-

<= gD1
WNMG NN

_.,

©

R
A

\ Ix

|- 95°
WNMM NN

2 ! SEZ A-A

In figura utensile destro - Right-hand shown

i I E INSERTI - INSERTS
PAG. 202
G23 | .G61 | G42 | G52 | .G53 | .G55 | .G56 G62
(mm)
@Dmin @D1  @D2 5 WE © | [
SC40 PWLNR/L 22110-08 PSC40 39 40 32 22 110 0804 8012 1608 5003 3308M 4112 0012
SC50 PWLNR/L 22110-08 PSC50 39 50 32 22 110 87
SC63 PWLNR/L 27140-08 PSC63 48 63 40 27 140 111
6 CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

m

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 190
B EINSATZGEBIETE FUR DREHPLATTEN .

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT b PAG. 186
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
'l DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BB TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
Il DONNEES TECNIQUES ET CONSEILS

(Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura interna
1ISO 26623-1 Internal turning tools
ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING

o
95° 1
A
%
. cet | NI
Loy A ccw | NEN
13
12 |

SEZ A-A

In figura utensile destro - Right-hand shown

H a = \2 @ . = a INSERTI - INSERTS

PAG. 203

3

N\

.B22 .G13 | .G57P | .X47 .G39 .G42 .G52 | .G32wW

(mm) "‘ @ (4)
<S>
@Dmin @D1 @D2 g ¥ %
SC40 SCLCRIL 1107009  PSC40 20 40 16 11 70 47 3850 | 0973 | = T 12409P 5515P
SC40SCLCRIL 1308009 PSC40 25 40 20 13 80 58 3,850
SC40 SCLCR/L 17090-12 PSC40 30 40 25 17 90 68 4,0+5,0 1204 — - 124510P 5520P
SC40 SCLCRI/L 22110-12 PSC40 39 40 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
SC50 SCLCRIL17090-12  PSC50 30 50 25 17 90 68 4,050 | 1204 | - —  124510P 5520P
SC50 SCLCRI/L 22110-12 PSC50 39 50 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
SC63SCLCRIL22125-12  PSC63 30 63 32 22 125 102 4050
SC63 SCLCRIL22160-12  PSC63 39 63 32 22 160 132 4,050
SC63 SCLCRI/L 27140-12 PSC63 48 63 40 27 140 111 4,0+5,0
SC63SCLCRIL27180-12  PSC63 48 63 40 27 180 151 4050

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 186
Vce. VITESSE DE COUPE

@ DETTAGLIO RICAMBI x

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN b @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 190
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Utensili ISO 26623-1 per tornitura interna
ISO 26623-1 Internal turning tools
ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne

93°

in figura utensile destro -

SSAU

QUALITY TOOLS ENGINEERING

right-hand shown

?

30° max

pct | [NV
pcw | [NEN

T
o

172

== TECHNISCHE DATEN UND EMPFEHLUNGEN
Il DONNEES TECNIQUES ET CONSEILS

> ()

[ NEW ] CED
V-4V - AV - 2V -4V -4V - 4P - 4
INSERTI - INSERTS
PAG. 204
.G13 .B53 .G57P X47 .G39 .G42 .G32wW
(mm)
_ = = ?
@Dmin @D1 @D2 S
SC40 SDUCRJ/L 11070-07 0702 - - 12256P  5508P
SC40 SDUCR/L 13080-11 PSC40 25 40 20 13 80 58 3,8+5,0 1T3 - - 12409P 5515P
SC40 SDUCR/L 17090-11 PSC40 30 40 25 17 90 68 3,0+3,5 11T3 - - 1240P  5515P
SC40 SDUCRJ/L 22110-11 PSC40 39 40 32 22 110 87 3,0+3,5 11T3 3711 BCL7 123511P 5515P
SC50 SDUCR/L 17090-11 PSC50 30 50 25 17 90 68 3,0+3,5 1173 - - 1240P  5515P
SC50 SDUCRI/L 22110-11 PSC50 39 50 32 22 110 87 3,0+3,5 1MT3 371 BCL7 123511P 5515P
SC63 SDUCRJ/L 22125-11 PSC63 39 63 32 22 125 102  3,0+3,5
SC63 SDUCRI/L 22160-11 PSC63 39 63 32 22 160 132 3,0+3,5
SC63 SDUCRI/L 27140-11 PSC63 48 63 40 27 140 11 3,0+3,5
SC63 SDUCRJ/L 27180-11 PSC63 48 63 40 27 180 151  3,0+3,5
I8 CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 190
== EINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
IE VELOCITA DI TAGLIO Vc
B8 Vc. CUTTING SPEED
=8 \c. SCHNITTGESCHWINDIGKEIT b b PAG. 186
Il Ve. VITESSE DE COUPE
IE DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN b \?T b PAG. 1025
T DETAIL DE PIECES DE RECHANGE
IE DATI TECNICI E CONSIGLI
BB TECHNICAL DATA AND SUGGESTIONS PAG. 1048

(Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili ISO 26623-1 per tornitura interna
1ISO 26623-1 Internal turning tools
1ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING

15° max

=

SC.. SVQBR/L

VB.T J@
ww T

In figura utensile destro - Right-hand shown

P (%)

v 44 :
INSERTI - INSERTS

X47 .G42 .G52 .G58 PAGES
AR 1 2 3 4 ()
L g ﬂ// - %
R @D @D @D // IS ?
SC50 SVQBR/L 17090-16 PSC50 30 50 25 17 90 65 3,0+3,5 1604 - - 123509P 5515P
SC63 SVQBRIL 22125-16 PSC63 39 63 32 22 125 95  3,0:3,5| 1604 3716 BCL7 123511P 5515P
SC63 SVQBR/L 27180-16 PSC63 48 63 40 27 180 150  3,0+3,5

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS

EINSATZGEBIETE FUR DREHPLATTEN b PAG. 190
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

I VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 \/c. SCHNITTGESCHWINDIGKEIT b PAG. 186
I Vc. VITESSE DE COUPE

@ DETTAGLIO RICAMBI w

BB SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1025
Il DETAIL DE PIECES DE RECHANGE

LB DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1048
I DONNEES TECNIQUES ET CONSEILS

(::l A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 73




SCELTA VELOCE Tenacita 4
QUICK PICK Toughness _ -

METODO PER LA SCELTA VELOCE DEL GRADO DI METALLO DURO PIU IDONEO. CONTARE IL NUMERO DI RETTANGOLI COLORATI
METHOD FOR A QUICK CHOICE OF THE MOST SUITABLE SOLID CARBIDE GRADE. COUNT THE NUMBER OF COLORED RECTANGLES

METHODE ZUR RASCHEN AUSWAHL DER GEEIGNETSTEN HARTMETALLSORTE. DIE ANZAHL DER BUNTEN RECH TECKEZAHLEN
METODE POUR CHOISIR RAPIDEMENT LE DEGRE LE PLUS APPROPRIE DU METAL DUR. COMPTER LES RECTANGLES EN COULEURS
METODO PARA LA ELECCION RAPIDA DE EL GRADO MAS ADECUADO DE METAL DURO. CONTAR LOS NUMEROS DE RECTANGULOS COLORAEDOS

- GRADO MOLTO RESISTENTE ALL'USURA, SOLO PER FINITURA, LAVORAZIONI AD ALTE VELOCITA DI TAGLIO E CONDIZIONI MOLTO RIGIDE E STABILI
- GRADE WITH HIGH RESISTANCE TO WEAR; ONLY FOR FINISHING, MACHINING AT HIGH CUTTING SPEEDS, AND VERY RIGID AND STABLE CONDITIONS

- GRADO CON ALTA RESISTENZA ALL'USURA, DISCRETA TENACITA PER LAVORAZIONI A VELOCITA MEDIO ALTE ED AVANZAMENTI MEDI, IN CONDIZIONI NORMALI
- GRADE WITH HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS, FOR MEDIUM-HIGH MACHINING AND MEDIUM FEED UNDER NORMAL CONDITIONS

- GRADO CON BUONA RESISTENZA ALL'USURA UNITA A BUONA TENACITA, PER LAVORAZIONI GENERICHE IN CONDIZIONI NORMALI
- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS

- GRADO CON OTTIMA TENACITA PER LAVORAZIONI MEDIO PESANTI O IN CONDIZIONI POCO STABILI
- GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY

- GRADO CON ECCEZIONALE TENACITA PER LAVORAZIONI PESANTI CON BASSE VELOCITA DI TAGLIO, ALTI AVANZAMENTI O IN CONDIZIONI SFAVOREVOLI
- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

R fn = 0,25-0,50 mm
M
F @ | P Vc=130-200 m/min
o

M Ve = 100-250 m/min| CNMG 120408 .G53 - F2425

n
Y
S K P30-P40/M15-35
[

GUIDA FACILE
EASY GUIDE

CNMG 120408 .G63

LI

N
S
H

GUIDA ALL'USO DELL'INSERTO. PRESENTE ANCHE SU OGNI ETICHETTA

GUIDE FOR THE USE OF THE INSERT. ALSO LISTED ON EACH LABEL

LEITFADEN ZUR VERWENDUNG DER WENDEPLATTE, AUCH AUF JEDEM AUFKLEBER VORHANDEN
INSTRUCTIONS POUR L'UTILISATION DE LA PLAQUETTE.SE TROUVANT EGALEMENT SUR CHAQUE ETIQUETTE
GUIA POR EL UTILIZO DE LA PLAQUITA, PRESENTE TAMBIEN EN CADA ETIQUETA

il >€

N=1K=

6 | P = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
VD(|;3R523 121 m = ACCIAIO INOSSIDABILE AUSTENITICO HB 180 - AUSTENITIC STAINLESS STEELHB 180
16 | K = GHISA GRIGIA HB 260 - GRAY CAST IRON HB 260
MATERIALI | 21 | N = LEGHE DI ALLUMINIO HB 60 - ALUMINUM ALLOYS HB 60
MPTERILS) o e = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag. 1119 3o 1 = ACCIAIO TEMPRATO HRC 55 - TEMPERED STEEL HRC 55
F = FINITURA, LAVORAZIONI LEGGERE - FINISHING, LIGHT MACHINING
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO - MEDIUM MACHINING, GENERAL USE
R = SGROSSATURA, LAVORAZIONI PESANTI - ROUGHING, HEAVY MACHINING
fn (mMm) = AVANZAMENTO PER TORNITURA - FEED FOR TOURNING
fz (mm/z) =AVANZAMENTO PER FRESATURA - FEED FOR MILLING
Vc (m/min) = VELOCITA DI TAGLIO - CUTTING SPEED
() = APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION
O = APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
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INSERTI PER
TORNITURA

TURNING INSERTS / WENDEPLATTEN ZUM DREHEN / PLAQUETTES DE TOURNAGE
PLAQUITAS DE TORNEADO




INSERTI PER TORNITURA
TURNING INSERTS
WENDEPLATTEN ZUM DREHEN

QUALITY TOOLS ENGINEERING | PLAQUETTES DE TOURNAGE
PLAQUITAS DE TORNEADO

COME SCEGLIERE | PARAMETRI DI LAVORO

CATALOGO DISPONIBILITA INSERTI

HOW TO CHOOSE CUTTING DATA

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

WENDEPLATTENBESTAND-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

CATALOGUE DE DISPONIBILITE PLAQUETTES

176



COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA
EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

FASE 1 - PHASE 1

SCELTA GR. VDI IN FUNZIONE DEL MATERIALE
CHOICE OF VDI GR. DEPENDING ON MATERIAL
WAHL VDI-SORTE JE NACH WERKSTOFF
CHOIX GR. VDI EN FONCTION DU MATERIEL

FASE 2 - PHASE 2

SCELTA INSERTO IN FUNZIONE DEL MATERIALE
CHOICE OF INSERT DEPENDING ON MATERIAL
WAHL DER WENDEPLATTE JE NACH WERKSTOFF
CHOIX PLAQUETTE EN FONCTION DU MATERIEL

Tableau comparat

dei materiali - Materials comparaison

table
ux

SSAU

(1| = = | == | | vot
3323
UNI WISTOFF  DIN AlSI BS AFNOR Jis ke1.1 me | GR.
ANNEALED NOT- ALLOY STEEL Cc< 0'15A 125 HB
C 0,15-0,55% 180 HB
7w
S
0 0,
v STEEL € 0,15-0,55% 250 HB
1039 somss |35 0z | 3
2 b2
4
QUENCHED AND TEMPERED NOT-AL) C>0,55% 300 HB
ACOUNG BEBOLMENTE LEGAT) RICOTTD 180 HB
1120
-
CHI
% ReCC -
o o] o|w|ofvliy|«
Nl EEE SEIGIE H EIR=
) E BB AR A AR
o N NN [(olef~o
] 2 L |w| i~
CNMG 12040 SENERENEE. ‘
4 N\ n
CNMG 120408 Q= TamTsrrots | (=
CNMG 120412 .G | 1cer 25 [ 005 | oo —
CNMG 160~ 129 | 127 | 476 | 516 | 02 &
= [Tz 127 [ 76 [ 516 [ 04 o
‘m 12,7 [ 4,76 [ 516 | 08 o
7 ' |cNMA 120408 . 7 | 476 | 5.6 | 08 aln
el [CNMA 120412 G 476 (516 | 12 .
B "o [crmtzostscer GABNED o
iz lcnma 0s0s04 xa7 51| 0s | |
5 ChA Gots0s %67 o Il
xe7 | STV . » | Il
[CNMA 120408 _Xa7 29 T |
7la \ | |
129 | 127 [ 4, 08 [m [ 1
[CNMIG 120408 G42 729 [ 12.7 [ 476 | 516 [ 08 I |
B 552 052 [ 310 [ 567 | 06 I . il
4 G53
o arvra | ere oo L
129 | 127 | a6 | 516 | 0 { LI
129 [ 127 [476 [ 516 | 1.2 A= B AR
KN EXA EXCH EAEN RE BT = BIREEIE
b AD- 4 il A
\ NN O == ™
ALIEN - MATERIAUX g L i‘- Ll |~
o o [ B [ BNeREe)
° ~ [e]
o[ T e .
RERRREARREREEN

MOGLICHE ANWENDUNG - APPLICATION POSS!

BLE
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

o)

160

80
40

TratsTIazs | Tzs
Trazs
a5 T1425

20

02 04 08

FASE 3 - PHASE 3

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED
EINSTELLUNG DES VORSCHUBS

AN

\=
ity
[Ze=FER]

<N
&
A
L=
Ja
(0]
=
’ O ® 160
CHOIX DE L'AVANCEMENT S MR
Oa| * el
Aw| [l Tm| [Festsrorm [ revsrern
—m 20 I K
" O N
= 0.1 02 04 08 16 2 B
==
P
Lol w R O O &
Tal e L Pl e
Aw| w S8 M| [rwwrus s isriason]— iazs
=aol| [T o [K]| [Tis-Tiazs [Tiatsriazs | Tazs
Yoy | 10 N
O ol os
.G56 - B
ol
Sa| ™ o o] B
Om| ® Toz20 Toz20
Aw| ®
B L W)
2 al| w
Oal e
-G61 = & 0 670204 081620 "™

191

ing speed of turning grade
lecoupe de la qualité de plaquettes de tournage

T3210 | T3220 Eg]ﬁ T531 |F8120 | T1435|F8315
170240 | 250550 | 200340 | 170240 | 200300 170190
250650 | 200340 | 170:240 | 180280 170190
250550 | 200340 | 170240 170190
220400 240 | 250.550 | 200-340 | 170240 170190
v 170240 | 250850 | 200340 | 170240 170190
170240 | 250400 | 200340 | 170240 170190
100-190 | 220340 | 150290 | 100-190 90150
90| 130210 | 170300 | 150200 | 130210 120200
40210 | 200350 | 160:290 | 130:210 120200
1 | 350 | 180320 150300 | 160290 | 130220 140180

12 | 200 [ 200320 180320 | 160290 | 130220 | 130180 140180

FASE 4 - PHASE 4

13 | 330 | 20020 160-290 | 130220 | 100-140 140200

SCELTA DI VC IN FUNZIONE DEL GR' VDI 18 250 | 190430 200-350 | 120-240 | 200-350 | 200450 | 120-240

CHOICE OF VC DEPENDING ON VDI GR 19 130 | 180-520 220400 | 150-250 | 220-400 | 200-550 | 150-250

WAHL VC JE NACH WERKSTOFF wlw

CHOIX DE VC EN FONCTION DU GR. VDI s
alw

] 27 20

28 100
=
5
= T e
== o om o
= NET a
35 320 30-50 518 1530 30-50
o] o T
Sl T o [ os
38 | 55HRC
=l
40 400
T

187
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QUALITY TOOLS ENGINEERING

PANORAMICA QUALITA DI TORNITURA
GENERAL VIEW OF THE TURNING GRADE

DREHEN-UBERSICHT
VUE D’ ENSEMBLE QUALITE DE TOURNAGE
VISTA GENERAL DE LA CALIDAD DE TORNEADO

ACCIAI ACCIAI INOSSIDABILI GHISE NON FERROSI MAT.DIFFICILI MATERIALI DURI
DIN P STEELS M STAINLESS STEELS CAST IRON N NONFERROUS S DIFFICULT MATERIAL H HARD MATERIALS
STAHL ROSTFREIER STAHL GRAUGUSS NICHTEISENMA SCHWIERIGE MATERILIEN HARTE MATERIALIEN
ISO ACIERS ACIER INOXYDABLE FONTE GRISE PAS FERREUX MAT.DIFICILES MATERIAUX DURS
513
01|10 ‘ 20 (30 | 40 50 |10 | 20 | 30 | 40 | 01 ‘ 10 ‘ 20|30 40|01 10 20 30|01 10|20 30 40|01 |10 20 30
4010 C4010 jc4o1o i
HT DT61T DT61T DT61T
DT63 DT63 DT63
{1110
HW T115 {s) T115 )
{1120 { T20
G3210) {T3210)
F8410 F8410 >
T311 {1311 i
T1415 {  T415
F8315 F8315
@ 15201 D T520T T520T
F2120 F2120
@ Tm > G
€ 120 D 713220
HC F8120 F8120 )
y
T1T25 ‘ 24 T1625
T1425 T1425
F2425
T1126 <126) D
T3 >
T1435
T2335
2435 F2435
T540 T540
DP @
TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE
[ > [ > [ > — = — = — =
- ] - ] - ] = = =
RESISTENZA ALL'USURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A L'USURE
AVANZAMENTO - FEED - VORSCHUB - AVANCE
[ > [ > [ ) — = — 2 — =
-« ] - ] - ] S, o S, o 4=
VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE
METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO DIAMANTE POLICRISTALLINO (PCD)
UNCOATED CARBIDE COATED CARBIDE POLYCRYSTALLINE DIAMOND (PCD)
HT CERMET HW UNBESCHICHTETES HARTMETALL HC BESCHICHTETES HARTMETALL DP POLYKRISTALLINER DIAMANT (PCD)
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o 0o
MATERIALIEN - MATERIAUX : QUICK

P M K N S | H|PCK
DIN z z PAG. 174
2 - < 4
513 w3 wEakx| EZaEZZ0
soEs L, 8E320250a5EC INDICAZIONI - USO
2¥2 930lzEdEEagn Rz e +F) g
Zodu|zdEo|e QWIQUEYE355|% S E| nughness _
glEgczst|2asgteoyleias 2Lk
ehh2LneR 6362222253552
=0 - QUALITA UNIVERSALE
- ALTA RESISTENZA AL CALORE E ALL'USURA,
C4010| HT (m515. O @ | O O | @ | BUONA TENACITA
K05-15 L] - INDICATO PER LE ALTE VELOCITA DI TAGLIO
[ |
P05-30 - ALTA RESISTENZA ALL' USURA E BUONA
DT61T HT M5 @ @ O | O @ | AT
-INDICATO PER ALTE VELOCITA DI TAGLIO IN
K05-30 L SEMIFINITURA E FINITURA
[ ]
P05-25 - QUALITA' MICROGRANO MOLTO RESISTENTE
ALLA ROTTURA ED ALL'USURA
DT63 HT M55 @ | @ | @ O | ® | |\DICATO PER MEDIO-ALTE VELOGITA' DI TAGLIO
K05-25 [ IN FINITURA.
[ ]

- ALTA RESISTENZA ALL USURA , ELEVATA
STABILITA DEL FILO TAGLIENTE, BASSA TENDENZA
ALLINCOLLAMENTO

T1 1 0 HW (@] ([ (@] (ONN ) - INDICATO PER MEDIE VELOCITA DI TAGLIO
K05-15 SU GHISA GRIGIA E ALTE PER MATERIALI

NON FERROSI PER ASPORTAZIONI MEDIE IN
SGROSSATURA

- QUALITA MICROGRANO CON BUONA
RESISTENZA ALL’ USURA ELEVATA STABILITA
DEL FILO TAGLIENTE, BASSA TENDENZA

T115 | HW | k1020 ol e | o O | @ | ALLINCOLLAMENTO

N10-20 B - INDICATO PER MEDIO-BASSE VELOCITA DI
TAGLIO SU GHISA GRIGIA E ALTE PER MATERIALI
$10-20 ] NON FERROS!
- QUALITA' MICROGRANO CON BUONA TENACITA
M10-20 = - INDICATO PER MEDIO-BASSE VELOCITA DI
T120 | Hw o o o O | @ | 1AGLIO E ALTI AVANZAMENTI. PER ASPORTAZIONI
K10-25 [ MEDIE IN SGROSSATURA
[ |
HC - QUALITA SPECIFICA PER LA LAVORAZIONE
DEGLI ACCIAI INOX, PARTICOLARMENTE ADATTO
ALLE LAVORAZIONI DI SUPER FINITURA
M15-25 !
F2120 o o o o ® O _pyo ESSERE IMPIEGATO NELLE LAVORAZIONI
PVD K15-25 [ DI GHISA, ALLUMINIO E LEGHE RESISTENTI AL
[ CALORE
HC - SUBSTRATO DI CARBURO APPOSITAMENTE
T2120 P30-40 | SVILUPPATO E RIVESTITO IN CVD INNOVATIVO
M15-35 | O [ ] [ ® O -QUALITA CON UNECCELLENTE ROBUSTEZZA
.m . SENZA PREGIUDICARE LA DUREZZA A CALDO E LA
CVD RESISTENZA ALLUSURA.
[ ]
HC | P10-40
M05-25 | - QUALITA PER UNA VASTA GAMMA DI MATERIALI
T1625 k040 ® | O | O [ @ | - ADATTO PER LE LAVORAZIONI DI SGROSSATURA
. ] E FINITURA
[ ]
HC - SUBSTRATO DI CARBURO APPOSITAMENTE SVI-
P30-40 ] LUPPATO, RIVESTIMENTO IN PVD INNOVATIVO.
’ ] - QUALITA CON UN’ECCELLENTE ROBUSTEZZA
F2425 MiSSS| O | @ O | ® | SENZA PREGIUDICARE LA DUREZZA A CALDO E LA
PVD [ RESISTENZA ALLUSURA SIA A BASSE CHE AD ALTE
) VELOCITA DI TAGLIO
@ APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE @ APPLICAZIONE CONSIGLIATA (O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE

180



Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

S

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

ii

INDICATION - USAGE

- UNIVERSAL GRADE

- HIGH HEAT AND WEAR RESISTANCE, GOOD
TOUGHNESS

- SUITABLE FOR HIGH CUTTING SPEEDS

- UNIVERSALSORTE

- HOHE HITZE- UND .
VERSCHLEISSBESTANDIGKEIT, GUTE ZAHIGKEIT]

- FUR HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

- QUALITE UNIVERSELLE

- HAUTE RESISTANCE A LA CHALEUR ET A
L'USURE, BONNE TENACITE

- INDIQUE POUR LES HAUTES VITESSES DE
COUPE

-HIGH RESISTANCE TO WEAR AND GOOD
TOUGHNESS

-SUITABLE FOR HIGH CUTTING SPEEDS FOR
SEMI-FINISHING AND FINISHING

-HOHE VERSCHLEISFESTIGKEIT UND GUTE
ZAHIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM HALBSCHLICHTEN UND SCHLICHTEN

-HAUTE RESISTANCE A LUSURE ET BONNE
TENACITE

-INDIQUE POUR HAUTE VITESSE DE COUPE
EN SEMIFINISSAGE ET FINISSAGE

-MICROGRAIN GRADE WITH VERY HIGH
ULTIMATE STRENGHT AND RESISTANCE TO
WEAR

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS FOR FINISHING

-MIKROKORNSORTE MIT SEHR HOHER BRUCH
— UND VERSCH-LEISSFESTIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM SCHLICHTEN GEEIGNET

-QUALITE DE MICROGRAIN TRES RESISTANT A
LA RUPTURE ET A LUSURE

-INDIQUE POUR HAUTE VITESSE DE COUPE EN
FINISSAGE

-HIGH RESISTANCE TO WEAR, HIGH STABILITY
OF THE CUTTING EDGE, LOW TENDENCY TO
STICKING

-SUITABLE FOR MEDIUM CUTTING SPEEDS ON
GRAY IRON AND HIGH CUTTING SPEEDS AND
NONFERROUS MATERIALS.FOR ROUGHING WITH
MEDIUM REMOVAL OF MATERIAL

-HOHE VERSCHLEISSFESTIGKEIT, HOHE
STABILITAT DER SCHNEIDE, NIEDRIGE NEIGUNG
ZUR VERLEBUNG

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN BEI GRAUGUSS UND NE MATERIA-
LIEN FUR MITTLERE ZERSPANNUNG BEIM
SCHRUPPEN GEEIGNET

-HAUTE RESISTANCE A’ LUSURE, STABILITE
ELEVEE DU TRANCHANT, BASSE TENDANCE AU
ENCOLLAGE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE SUR FONTE GRISE ET MATERIAL
NON FERROUX, POUR MOYEN EMPORTATION EN
EBAUCHAGE

- MICROGRAIN GRADE WITH GOOD WEAR
RESISTANCE, HIGH CUTTING EDGE STABILITY,
LOW TENDENCY TO STICKING

- SUITABLE FOR LOW-MEDIUM CUTTING
SPEEDS ON GREY CAST IRON AND OTHER NON-
FERROUS MATERIALS

- FEINKORNSORTE MIT GUTER
VERSCHLEISSBESTANDIGKEIT, HOHE
ECKENSTABILITAT, GERINGERE NEIGUNG ZUM
KLEBEN

- FUR MITTLERE BIS NIEDRIGE _
SCHNITTGESCHWINDIGKEITEN FUR GUSS UND
ANDERE NICHTEISENMATERIALIEN GEEIGNET

- QUALITE MICROGRAIN AVEC BONNE
RESISTANCE A LUSURE ELEVEE, STABILITE
DU FIL TRANCHANT, FAIBLE TENDANCE A
L’ADHERENCE

- INDIQUE POUR DES VITESSES HAUTES-
MOYENNES DE COUPE SUR FONTE GRISE ET
VITESSES HAUTES POUR DES MATERIAUX NON
FERREUX

- MICROGRAIN GRADE WITH GOOD
TOUHGNESS

-SUITABLE FOR MEDIUM CUTTING SPEEDS
AND HIGH FEED FOR ROUGHING WITH MEDIUM
REMOVAL OF MATERIAL

-MIKROKORN SORTE MIT GUTER ZAHIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN GROSSE VORSCHUBE FUR
MITTLERE ZERSPANNUNG BEIM SCHRUPPEN
GEEIGNET

-QUALITE DE MICROGRAIN AVEC BONNE
TENACITE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE ET HAUTE DEPLACEMENT POUR
MOYEN EMPORTATION EN EBAUCHAGE

- SPECIFIC GRADE FOR INOX STEEL,
PARTICULARLY SUITABLE FOR SUPER-FINISHING

- IT CAN BE USED FOR CAST IRON, ALUMINIUM
AND HEAT-RESISTANT ALLOYS

- SPEZIALSORTE FUR INOX-STAHL,
BESONDERS ZUM FEIN-SCHLICHTEN GEEIGNET

-EINSETZBAR FUR GUSS, ALUMINIUM UND
HITZEBESTANDIGE LEGIERUNGEN

- QUALITE SPECIFIQUE POUR L'USINAGE DES
ACIERS INOX, SPECIALEMENT PREVUE POUR
LES USINAGES DE SUPER FINITION

- PEUT ETRE EMPLOYEE DANS LES
USINAGES DE FONTE, ALUMINIUM ET ALLIAGES
RESISTANTS A LA CHALEUR

- SPECIALLY DEVELOPED CARBIDE
SUBSTRATE, INNOVATIVE CVD COATING

- GRADE WITH EXCELLENT TOUGHNESS
WHICH DOES NOT AFFECT RED HARDNESS AND
WEAR RESISTANCE

- SPEZIELL ENTWICKELTES KARBIDSUBSTRAT,
INNOVATIVE CVD-BESCHICHTUNG.

- SORTE MIT HERVORRAGENDER ROBUSTHEIT
BEI UNVERANDERTER WARMHARTE UND
VERSCHLEISSBESTANDIGKEIT

- SUBSTRAT DE CARBURE SPECIALEMENT
DEVELOPPE, REVETEMENT EN CVD INNOVANT.

- QUALITE AVEC UNE ROBUSTESSE
EXCELLENTE SANS PORTER PREJUDICE A
tﬁgSSETE A CHAUD ET A LA RESISTANCE A

- GRADE FOR A WIDE RANGE OF MATERIALS
- SUITABLE FOR ROUGHING AND FINISHING

- SORTE FUR EINE VIELZAHL VON
MATERIALIEN

- FUR SCHRUPPEN UND SCHLICHTEN GEEI-
GNET

- QUALITE POUR UNE VASTE GAMME DE
MATERIAUX

- PREVU POUR LES USINAGES DE
DEGROSSISSAGE ET DE FINITION

- SPECIALLY DEVELOPED CARBIDE SUBSTRA-
TE, INNOVATIVE PVD COATING

- GRADE WITH EXCELLENT TOUGHNESS
WHICH DOES NOT AFFECT RED HARDNESS AND
WEAR RESISTANCE, AT BOTH LOW AND HIGH
CUTTING SPEEDS

- SPEZIELL ENTWICKELTES KARBIDSUBSTRAT,
INNOVATIVE PVD-BESCHICHTUNG.

- SORTE MIT HERVORRAGENDER ROBUSTHEIT
BEI UNVERANDERTER WARMHARTE UND
VERSCHLEISSBESTANDIGKEIT SOWOHL
MIT NIEDRIGEN ALS AUCH MIT HOHEN
SCHNITTGESCHWINDIGKEITEN

- SUBSTRAT DE CARBURE SPECIALEMENT
DEVELOPPE, REVETEMENT EN PVD INNOVANT.

- QUALITE AVEC UNE ROBUSTESSE EXCEL-
LENTE SANS PORTER PREJUDICE A LA DURETE
A CHAUD ET A LA RESISTANCE A LUSURE A
BASSES VITESSES COMME A HAUTES VITESSES
DE COUPE

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE

HC

METAL DUR RECOUVERT

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o 0o
MATERIALIEN - MATERIAUX ' QUICK
P M K| N H | PIcK
DIN z z PAG. 174
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@ APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE [ ) APPLICAZIONE CONSIGLIATA (O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita di tornitura - Application of the turning grade
Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

= || —
== ___ i

INDICATIONS - USE GEBRAUCHSANWEISUNGEN INDICATION - USAGE

METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO DIAMANTE POLICRISTALLINO (PCD)
HT CERMET HW UNCOATED CARBIDE HC COATED CARBIDE DP POLYCRYSTALLINE DIAMOND (PCD)

UNBESCHICHTETES HARTMETALL BESCHICHTETES HARTMETALL POLYKRISTALLINER DIAMANT (PCD)

METAL DUR PAS RECOUVERT METAL DUR RECOUVERT DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o\ 0o
MATERIALIEN - MATERIAUX : QUICK
P M K N S | H|PCK
DIN z z PAG. 174
= i | 4
SAU| o
513 2o S wEakx| EZa53I52
Sofi%| zo2|W32E|3=42CHE < INDICAZIONI - USO
20wl OBGICEEEEER 2 T2 enacits +
2% gy zofy | COwOhmE|L3UE| 0y ﬁ
ST EISZEE|GE2E|ZLE (B8R 20| wo E | Toughness |
LR E R S R e
HhRLeRo06R(22222682|S %2
2% [ ]
P25.45 - GRADO INSERTO TENACE PER LAVORAZIONI
T1435 ®@ O B | © © | DIFFICILI CON CONDIZIONI INSTABILI E A TAGLIO
M20-30 = INTERROTTO
CVD
[ |
HC .
- QUALITA MICROGRANO IN PVD
F8315 M05-25 (@] ([ ] [ ® | ® | -ADATTO PER LA LAVORAZIONE DELLE
m SUPERLEGHE
PVD
S05-25 ]
g - OTTIMA RESISTENZA ALL’ USURA E BUONA
TENACITA.
T520T MO0, @ | @ | @ | @ o - ® | |NDICATO PER MEDIO-BASSE VELOGITA DI
K15-35 [ TAGLIO E MEDIO-ALTI AVANZAMENTI
CVD
[ ]
HC
[ - BUONA TENACITA E RESISTENZA ALLUSURA.
T2335 M25-45 o [ ® | - QUALITA, IDEALE PER LA TORNITURA DI ACCIAI
] AUSTENITICI INOSSIDABILI.
CVD
[ |
[ ] 5
HC - ALTA TENACITA' , BUONA RESISTENZA
P25-45 | ALL'USURA E ALLO SHOCK TERMICO
T540 M25-40 | @ o (0] (@) L ® O | - INDICATO PER BASSE VELOCITA DI TAGLIO E
= ALTI AVANZAMENTI IN SGROSSATURA PESANTE
CVD ANCHE IN CONDIZIONI PRECARIE.
[ |
- GRADO INDICATO PER LA TORNITURA DI MATE-
RIALI NON FERROSI, ES. LEGHE DI ALLUMINIO,
MEGLIO SE AD ALTO TENORE DI SILICIO,
o o RAME, BRONZO TERMOPLASTICI RINFORZATI E
COMPOSITI.
m - OTTIMA FINITURA E VITA UTENSILE.

. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER E|NSATZl MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

— =

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

ii

INDICATION - USAGE

- TOUGH DEGREE FOR DIFFICULT MACHINING
UNDER UNSTABLE CONDITIONS AND WITH
INTERRUPTED CUT

- ZAHE SORTE FUR SCHWERE
BEARBEITUNGEN UNTER UNSTABILEN
ggall\lr\ll%JNGEN UND MIT UNTERBROCHENEM

- DEGRE PLAQUETTE TENACE POUR USINA-
GES DIFFICILES DANS DES CONDITIONS INSTA-
BLES ET A COUPE INTERROMPUE

-MICROGRAIN GRADE, PVD-COATED
-SUITABLE FOR SUPER-ALLOYS

- MIKROKORNSORTE, PVD-BESCHICHTET

- ZUR BEARBEITUNG VON SUPER-
LEGIERUNGEN GEEIGNET

- QUALITE MICROGRAIN EN PVD

- PREVUE POUR L'USINAGE DES SUPER-
ALLIAGES

-EXCELLENT RESISTANCE TO WEAR AND
GOOD TOUGHNESS

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS AND MEDIUM-HIGH FEED

-OPTIMAL VERSCHLEISSFESTIGKEIT UND
GUTE ZAHIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN MITTEL-GROSSE VORSCHUBE

-OPTIMAL RESISTANCE A L'USURE ET BONNE
TENACITE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE ET MOYENNE-HAUTE DEPLACEMENT

-GOOD TOUGHNESS AND WEAR RESISTANCE

-IDEAL GRADE FOR AUSTENITIC STAINLESS
STEEL.

-GUTE ZAHIGLEIT UND
VERSCHLEISSFESTIGKEIT

-IDEALE SORTE ZUM DREHEN VON
AUSTENITISCHEM ROSTFREIEM STAHL

-BONNE TENACITE ET RESISTANCE A L'USURE

-QUALITE IDEALE POUR LE TOURNAGE DES
ACIERS AUSTENITICI INOXIDABLES

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND TO THERMAL SHOCK

-SUITABLE FOR LOW CUTTING SPEEDS
AND HIGH FEED FOR ROUGHING AND
HEAVY ROUGHING, EVEN UNDER UNSTABLE
CONDITIONS

- TURNING GRADE FOR NON-FERROUS
MATERIALS, SUCH AS ALUMINUM ALLOYS,
PREFERABLY WITH HIGH SILICON,

COPPER, BRONZE CONTENT, REINFORCED
THERMOPLASTIC MATERIALS AND COMPOUNDS

- EXCELLENT FINISHING AND TOOL LIFE

-FUR MITTEL-HOHE
SCHNITTGESCHWINDIGKEITEN UND BEI
MITTLEREN VORSCHUBEN UNTER NORMALEN
BEDINGUNGEN GEEIGNET

-FUR NIEDRIGE SCHNITTGESCHWINDIGKEITEN
UND GROSSVORSCHUBE BEIM SCHRUPPEN
UND STARKEN SCHRUPPEN, AUCH UNTER
UNSTABILEN BEDINGUNGEN, GEEIGNET.

- SORTE ZUM DREHEN FUR NICHT-
EISENMATERIALIEN, Z.B. ALUMINIUM-
LEGIERUNGEN, VORZUGSWEISE MIT HOHEM
SILIZIUM- , KUPFER- UND BRONZEGEHALT,
VERSTARKTE THERMOPLASTE UND
VERBUNDMATERIALIEN.

- HERVORRAGENDE OBERFLACHENGUTE
UND WERKZEUGSTANDZEIT

-HAUTE TENACITE, RESISTANCE A L'USURE ET
AU SHOCK THERMIQUE

-INDIQUEE POUR FAIBLE VITESSE DE COUPE
ET HAUT DEPLACEMENT POUR EBAUCHAGE ET
EBAUCHAGE LOURD, MEME AVEC CONDITIONS
INSTABLES.

- DEGRE INDIQUE POUR LE TOURNAGE
DE MATERIAUX NON FERREUX, TELS QUE
ALLIAGES D’ALUMINIUM, AUTANT QUE POSSIBLE
A TENEUR ELEVEE DE SILICIUM, CUIVRE, |
BRONZE, THERMOPLASTIQUES RENFORCES ET
COMPOSITES.

- FINITION ET VIE DE L'OUTIL EXCELLENTES.

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

COATED CARBIDE

HC

METAL DUR RECOUVERT

METALLO DURO RICOPERTO

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)

185

DP




VC(m/min)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade

Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
wareicen| 3323 | HRC | C4010 DT61T| DT63 | T110 | T115 | T120 | F2120 | T2120 | T1625 F2425 F2435
PAG 1119 GR. Rm m
P 1 125 | 230-270 | 320-600 | 310-400 130-250 | 450-680 | 130-250 | 170-190
2 180 | 230-270 | 300-560 | 260-350 130-250 | 450-680 | 130-250 | 170-190
3 250 | 230-270 | 270-430 | 220-300 130-250 | 450-680 | 130-250 | 170-190
4 220 | 230-270 | 300-450 | 220-330 130-250 | 300-500 | 130-250 | 170-190
5 300 | 230-270 | 220-340 | 180-280 130-250 | 300-500 | 130-250 | 170-190
6 180 | 230-270 | 250-420 | 250-350 130-250 | 200-450 | 130-250 | 90-150
7-8 |250-300| 180-230 | 160-300 | 200-300 60-180 | 200-450 | 60-180 | 90-150
9 350 | 180-230 | 130-200 | 150-220 60-180 | 200-450 | 60-180 | 90-150
10 | 200 | 160-200 | 150-310 | 200-350 80-200 | 200-400 | 80-200 | 120-200
11 | 350 | 160-200 | 130-200 | 150-220 80-200 | 200-400 | 80-200 | 120-200
Cw 12 | 200 | 230-270 | 260-320 | 180-300 80-150 120-250 | 200-400 | 120-250 | 140-180
o
SEEG | 13 | 330 | 170-240 | 160-240 | 150-250 40-70 120-250 | 200-400 | 120-250 | 140-180
o2y | 141 | 180 | 170-240 | 180-280 | 180-280 50-100 | 120-200 | 100-250 | 160-260 | 100-250 | 110-200
552
x>
Sguo
=7k | 14.2 |230-260| 130-160 | 130-230 | 100-150 50-90 | 60-160 | 40-160 | 160-260 | 40-160 | 55-150
R
K 15 | 180 | 200-300 | 220-260 | 200-300 | 120-160 | 120-160 | 100-150 | 120-160 110-180
16 | 260 | 200-300 | 130-170 | 150-260 | 90-140 | 120-160 | 70-120 | 120-160 110-180
17 | 160 | 220-300 | 200-240 | 180-300 | 130-170 | 130-170 | 100-140 | 120-160 110-180
L | 18 | 250 | 220300 | 150-200 | 150-240 | 90-130 | 130-170 | 80-120 | 120-160 110-180
(2]
§§% 19 | 130 | 250-350 | 230-300 | 170-280 | 140-200 | 140-200 | 120-180 | 140-220 110-180
E==3ig
2223 | 20 | 230 | 250350 | 130-170 | 150-220 | 120-160 | 140-200 | 70-120 | 120-160 110-180
N 21 60 500-900 300-950 | 100-950 | 300-800 | 100-400
22 | 100 500-900 300-950 | 100-950 | 300-800 | 100-400
23 75 500-900 400-950 | 100-950 | 300-800 | 100-400
24 90 500-900 400-950 | 100-950 | 300-800 | 100-400
25 | 130 500-900 200-800 | 100-800 | 300-800 | 100-400
26 | 110 500-900 250-600 | 100-800 | 400-550 | 100-400
4
= 27 90 200-600 | 100-300 | 400-550 | 100-400
—Ex
é%%x 28 | 100 150-400 | 100-300 | 200-400 | 100-400
n2zm
g%% 29 80-180 | 100-950 100-600
Zubw
£55% | 30 100-250 | 100-950 100-600
S 31 | 200 3045 20-50
32 | 280 20-35 20-50
33 | 250 20-35 15-40
4
= 34 | 350 18-30 20-35
B, | 35 | 320 18-30 20-35
ng'ﬁ
522 | 36 |Rm400 60-120 | 60-120 80-140
50s0
TL8% | 37 |Rm1050 30-60 | 60-120 80-140
H 38 | 55HRC
4
g238 | 39 |6OHRC
3%E3
3552 | 40 | 400
['4 woe
Lepw
EE 41 | 55HRC

-
(0]
»



VC(m/min)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade

Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
wateriaLen| 3323 | HRC | F8410 | T3111 | T1415  T1425 | T3210 | T3220 T1126 T531 F8120 | T1435 F8315
MATERIAUX
Mot | GR. | Rm CNEW CNEW
P 1 125 250-550 | 220-400 | 170-240 | 250-550 | 200-340 | 170-240 | 200-300 170-190
2 180 250-550 | 220-400 | 170-240 | 250-550 | 200-340 | 170-240 | 180-280 170-190
3 250 250-550 | 220-400 | 170-240 | 250-550 | 200-340 | 170-240 170-190
4 | 220 250-550 | 220-400 | 170-240 | 250-550 | 200-340 | 170-240 170-190
5 | 300 250-550 | 220-400 | 170-240 | 250-550 | 200-340 | 170-240 170-190
6 180 250-400 | 220-400 | 170-240 | 250-400 | 200-340 | 170-240 170-190
7-8 |250-300 220-340 | 200-320 | 100-190 | 220-340 | 150-290 | 100-190 90-150
9 350 170-300 | 200-320 | 130-210 | 170-300 | 150-290 | 130-210 120-200
10 | 200 200-350 | 180-320 | 130-210 | 200-350 | 160-290 | 130-210 120-200
1 | 350 150-300 | 180-320 | 130-220 | 150-300 | 160-290 | 130-220 140-180
Cw 12 | 200 180-320 | 200-320 | 130-220 | 180-320 | 160-290 | 130-220 | 130-180 140-180
Tmee
SEES | 13 | 330 180-320 | 200-320 | 130-220 | 180-320 | 160-290 | 130-220 | 100-140 140-200
0w 14.1 180 140-230 100-210 100-210 | 100-160 | 100-140 | 100-190 | 120-220
o< @
2882
=2y | 14.2 |230-260 60-100 70-100 70-100 | 80-120 | 75-120 | 50-150 | 50-90
R
K 15 | 180 250-550 | 140-370 | 130-210 | 250-550 | 150-400 | 130-210
16 | 260 220-400 | 140-370 | 130-210 | 220-400 | 150-400 | 130-210
17 | 160 220-420 | 190-430 | 120-240 | 220-420 | 200-450 | 120-240
Ll 18 250 200-350 | 190-430 | 120-240 | 200-350 | 200-450 | 120-240
0
§§§ 19 | 130 220-400 | 180-520 | 150-250 | 220-400 | 200-550 | 150-250
SE2E
2283 | 20 | 230 180-350 | 180-520 | 150-250 | 180-350 | 200-550 | 150-250
N 21 60
22 | 100
23 | 75
24 | 9
25 | 130
26 | 110
&
2 27 | 9
255« | 28 | 100
$omy
BL
2828 | 30
S 31 | 200 | 80-120 2040 | 40-75 80-120
32 | 280 | 60-100 1535 | 40-60 60-100
33 | 250 | 3590 10-30 30-50 35-90
z
L2 34 | 350 | 3050 5-18 20-35 30-50
< w
Eéw 35 | 320 | 3050 5-18 15-30 30-50
§§‘-‘OJ“£J
522 | 36 |Rm400| 70-120 80-130 | 2545 70-120
52s0o
SE55 | 37 |rm1050| 70-120 20-40 15-35 70-120
H 38 | 55HRC
z
z252 | 39 |6OHRC
3xE3
J553 | 40 | 400
T
<2 41 | 55HRC
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VC(m/min)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade

Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
waeriALEN | 3323 | HRC | TH520T | T2335 | T540
MATERIAUX GR Rm
PAG 1119 .
P 1 125 | 280-450 170-250
2 | 180 | 240-380 140-200
3 | 250 | 200-330 120-150
4 | 220 | 200-330 110-150
5 | 300 | 170-270 100-120
6 | 180 | 200-330 140-200
7-8 |250-300| 140-270 100-140
9 | 350 | 130-210 70-100
10 | 200 | 140-230 90-130
1 | 350 | 130-210 60-100
" 12 | 200 | 170-270 120-170
SHIE
obEo [ 13 | 330 | 130-210 80-130
wow | 144 | 180 | 160-260 | 80-120 | 70-180
e s |
mED
e o
8942
z2E: | 142 |230260| 130210 | 70-100 | 60-130
2582
K 15 | 180 | 130-210
16 | 260 | 110-180
17 | 160 | 110-180
18 | 250 | 80-130
08
825 | 19 | 130 | 130210
Srok
QpIz
283 | 20 | 230 | 90-150
N 21 60 | 500-950 300-950 | 300-950
22 | 100 | 500-950 300-700 | 300-950
23 | 75 | 300-800 300-700 | 200-950
24 | 90 | 300-800 300-500 | 200-950
25 | 130 | 200-500 250-350 | 180-500
26 | 110 | 200-500 400-500 | 180-350
4
= 27 | 90 | 250-350 250-350 | 180-350
—Ex
825, | 28 | 100 | 200300 200-950
n2zm
L2HE | 29 80-150 300-950
SUEL
5855 | 30 100-200 300-950
S 31 | 200 35-100
32 | 280 35-70
33 | 250
&
= 34 | 350 20-60
Bz, | 35 | 320 40-60
= = o=
E522 | 36 |Rm400 40-60
58s6
55 | 37 |rm1050
H 38 |55HRC | 55-90
4
z252 | 39 | 60HRC
3E3
3552 | 40 | 400
['4 woe
EREE
EE S 41 | 55HRC

-
(0]
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VC(m/min)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade

Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

wremat | VDI | HB
“areriax | o020 | HRC
PAG 1119 GR. Rm
P 1 125
2 180
3 | 250
4 | 220
5 | 300
6 180
7-8 |250-300
9 | 350
10 | 200
1 | 350
Cw 12 | 200
Igzg
SEEQ | 13 | 330
nzy | 141 | 180
D@
2882
z2Ee | 14.2 230260
8589
K 15 | 180
16 | 260
17 | 160
L | 18 | 250
z "’E
828 | 19 | 130
TEE
z225 | 20 | 230
N 21 60
22 | 100
23 | 75
24 | 9
25 | 130
26 | 110
i
3 27 | 9
R
% : % < | 28 | 100
Loy
giok | 20
5525 | 90
S 31 | 200
32 | 280
33 | 250
z
3 34 | 350
B2, | 35 | 320
Jsuy5
25€2 | 36 |rRma00
5o=0o
SE55 | 37 |Rrm1050
H 38 | 55HRC
z
z25€ | 39 |6OHRC
HEE
2222 | 40 | 400
Eomg
SXI% | 41 | 55HRC

189



QUALITY TOOLS ENGINEERING

2,0

1,0

0,5

0 01 0204 08 16 20

fn (mm)

CAMPI D’IMPIEGO DEI ROMPITRUCIOLI PER TORNITURA
FIELDS OF APPLICATION FOR CHIP BREAKERS
EINSATZGEBIETE DER SPANBRECHER

CHAMPS D’USINAGE DE LE BRISE-COPEAUX

CAMPOS DE UTILIZACION DE ROMPEVIRUTAS PARA TORNEADO

DT61T

T120

T120

GRADI CONSIGLIATI
RECOMMENDED GRADES
EMPFOHLENE SORTEN
DEGRES CONSEILLES

(1|

FINITURA, LAV. LEGGERE

GENERICO, LAV. MEDIE

SGROSSATURA, LAV. PESANTI

MATERIALI ISO PAG 1119

TAGLIO CONTINUO

TAGLIO DISCONTINUO

TAGLIO INTERROTTO

APPLICAZIONE CONSIGLIATA

APPLICAZIONE POSSIBILE

PROFONDITA DI PASSATA

FINISHING,LIGHT MACHING
GENERIC MEDIUM MACHINING
ROUGHING, HEAVY MACHINING

ISO MATERIALS PAGE 1119

CONTINUOUS CUT
DISCONTINUOUS CUT
INTERRUPTED CUT
RECOMMENDED APPLICATION
POSSIBLE APPLICATION

DEPTH OF CUT

=

SCHLICHTEN,LEICHTE BEARBEITUNG
ALLGEMEIN,MITTELSCHWERE BEARBEITUNG
SCHRUPPEN,SCHWERE BEARBETUNG
ISO-MATEREIALIEN,SEITE 1119
KONTINUIERLICHER SCHNITT
DISKONTINUIERLICHER SCHNITT
UNTERBROCHENER SCHNITT
EMPFOHLENER EINSATZ
MOGLICHE ANWENDUNG

GANGTIEFE

L]

FINISSAGE USINAGES LEGERES
GENERAL USINAGES MOYENS
DEGROSSISAGES,USINAGES LOURDS
MATERIAUX ISO PAG 1119
TRONCONNAGE CONTINU
TRONCONNAGE DISCONTINU
TRONCONNAGE INTERROMPU
APPLICATION CONSEILLEE
APPLICATION POSSIBLE

PROFONDEUR DE PASSE

AVANZAMENTO AL GIRO FEED/REVOLUTION VORSCHUB PRO UMDREHUNG DEPLACEMENT AU TOUR
<> ap (mm)
A
Q v 16,0 O O é:g
D O 8,0
A O 4,0 F2120
~ W 2.0 F2120
O 1.0 F2120
F2120
O o| os
- i
L7 B 0 01 0204 08 16 20 i (min)
<> ap (mm)
A
<> ge O O é:g
O o 8,0 T1415
A 0 4,0
<~ 0O 2,0 T1415
O 1,0
O o 05
- i
L/ B 0o 01 0204 08 16 2,0 n (mm)
<> ap (mm)
A
<> 16.0 @) @) DX
O o 8,0 C4010 C4010
/\ O 4,0 C4010 C4010
~ 0O 2.0 C4010 C4010
O O 1,0
G39 S
. > i
L/ B 0 01 0204 08 16 20 n (mm)
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<> ap (mm)
Y4 f
<> w | O O é:?
O o© 8,0 T1415-T1425 T1425
A O 4,0 T1425 T1425
<> N 2,0 T1415-T1425 T1425
O i} 1,0
O o 05
Tavans 0 01 02 04 08 16
<> ap (mm)
4 f
<> yp | 80 O O &S
0O w 8.0 T1415-T1425-T3220 T1425
A ¥ 4,0 T1425 T1425
— x| 20 T3510.13350 T1425
O i} 1,0
O o 05
- i
Tavans 0 01 0204 08 16 20  (mm)
<> ap (mm)
i} /
<> wm | ®° O O @3
0O w 8,0 F2425
A i 4,0 F2425
< ¥ 20
Q i} 1,0
O o 05
- i
avans 0 01 0204 08 1,6 20 (mm)
<> ap (mm)
g A
<> o | ®° O O @3
0O w 8,0 T1425 T1425
A O 4,0 T1425-F8315-F8410 | T1425-F8315
<~ O 2,0 T1425 T1425 T1425
Q O 1,0
F8315-F8410 F8315
O o 05
o i
avans 0 01 0204 08 16 20 n (mm)
<> ap (mm)
i} /
S O O &
C] i 8,0
A i 4,0 F8315-F8410 | F8315-F8410
<> N 2,0
Q il 1,0
F8315-F8410 | F8315-F8410
O o 05
o i
{7/ O 0 01 0204 08 16 2,0  (mm)
<> ap (mm)
4 f
<> g | 80 O O &S
O w 8.0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
A 9 4,0 T1415-T1425-T1435 | T1415-T1425-T1435 T1425
— O 2,0 T1415-T1425 | T1415-T1425 T1425
O il 1,0
O o 05
- i
Tavans 0 01 0204 08 16 20  (mm)
<> ap (mm)
4 A
Sop | e O @) &S
0O w &Y T3220 T3220
A i 4,0
<~ 0O 2,0 T3220 T3220
Q vl 1,0
O O 0,5
{7 O 0 07102040816 200 M™m
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0 01 0204 08 16 20

<> ap (mm)
4 A
<> w iy O O @3
| ae JiaIsTI428 | T1425-T1435 T1435
A 4,0 T1415-T1425-T1435 | T1425-T1435
e Tisss | T1425-T3220 T1425
< O 2,0 T3210-T3220 -
O i 1,0
O o 05
- i
{7/ O 0 01 0204 08 16 20 L (min)
<> ap (mm)
A
il O 0O &
0O o 8,0 F2425 F2425
AN 4,0 F2425 F2425
<> O 20
O v 1,0
O o o
D g 0o 01 02 04 08 16 2,0: fin (mm)
<> ap (mm)
A
<> & O O é:é
0O o 8,0 T1425 T1425
A O 40 T1425 T1425
<> O 2,0 T1425 T1425
O 0 1,0
O o o
- i
avans 0 0.1 0204 0816 200 ™™
<> ap (mm)
O A
<> o e O O é:?
O o© 8,0 T1425 T1425 T1425
/\ O 4,0 T1425 T1425 T1425
<> 0 2,0 T1425 T1425 T1425
O O 1,0
O ol o
> i
v 0 01 0204 08 16 20 n (mm)
<> ap (mm)
A
S g | 100 O @) &
0O w» 8,0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
A O 4,0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
<~ 0O 2,0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
O O 1,0
O ol o
- i
L/ O 0 01 02 04 6 2,0 n (mm)
<> ap (mm)
A
<> O e O O é:g
0O w s T1425 T1425 T1425
A O 4,0 T1425 T1425 T1425
— 0 2,0 T1425 T1425 T1425
O O 1,0
O o 05
- i
L7 D 0 01 0204 08 16 20 Y
<> ap (mm)
i 4
<> o | ™ O @) &
C] O 8,0
A 0 4,0
<> O 2,0
O W 1.0 T110 T110
O o 05
/7 O » fn (mm)
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<> ap (mm)
4 A
16,0
< o| ™ O @) 83
D O 8,0
A O 4.0
<> O 2e
A o " D3010
O O 0,5
AVaRS 0 07 0204 08 76 20% (™M
<> ap (mm)
i \
g | o] R @) @) X
e M 2Rl o
0 o ol
N 40 ﬂ--m DT63-T531 T531 T531
<> O 2,0 [) K DT63
AN w 10 N
O O 0,5
D o 0o 01 0204 08 1,6 2,0: fn (mm)
<> ap (mm)
O \
S| 0 R @) @) &3
g ool e EM T
40 ---m F8120
VA= : e Y
<= O 20
A o 10 N
F8120
B53 I
: D o o 01 0204 08 1,6 2,0: fn (mm)
ap (mm)
O \
L2 O 0O 8
0O o e DT63
A O 40 DT63-T2335 T2335
<> O ap
O 4 1,0
B56 el e
’ L/ O 0 070204 0816 20> MM
<> ap (mm)
i
180 O &9
<> O O
0O o© G DT61T
A o 40 DT61T
<> O 20
A o 1,0
O 0 05
L/ O 0 01 020408 16 207 mmm
<> ap (mm)
i /
- O O &
<> o
D O 8,0
N 40 T120 T120
< 0O 2,0 T120 T120
T120 T120
A o 1,0
O O 05
D o 0o 01 0204 08 1,6 2,0‘ fn (mm)
<> ap (mm)
M \
Sog | 0] @) 0 83
D O 8,0
A o 40 F2120 F2120
— g 20 F2120 F2120
F2120 F2120
1,0
Q o F2120 F2120
O o 05
D B 0o 01 0204 08 16 2,0‘ fi (mm)
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@ QUALITY TOOLS ENGINEERING

0 01 0204 08 16 20

<> ap (mm)
A
< 16.0 O O é:?
O o 2l T1425
A O 40 T1425
— O 20 T1425
O O 1,0
O ol o
>
L/ O 0 0.1 0204 0816 200 ™™
ap (mm)
<> M A
S g | O O &
0 o &0 C4010
VAN 40 C4010
— O 20 C4010
O i 1,0
O o o
avans 0 07 0204 08 76 200 (™™
ap (mm)
O ¥ A O
< w0 @) X
D 0 8,0 T1415-T1425-F2425 | T1415-T1425-F2425
A O 4,0 T1425-F2425 | T1425-F2425
— ¥ 20 T1415-T1425 | T1415-T1425
O O 1,0
G42 O o o
. o
L/700 0 07 0204 08 76 20m ™M™
O ap (mm)
A
< | 0 O @) &S
0w | e PSS T [ FAZ IR | Fa435 T1435
VAN A Tlisorrass | Tiasmries | F2435-T1435
<> N 2,0 T3220-T1415-T1425 | T3220-T1425
O O 1,0
G52 Om| o
’ L/ O 0 0.1 0204 0816 200 ™™
ap (mm)
O M A O
<> 160 @) &5
C] 8,0
A ¥ 4,0
— 20 T115 T115
A o 10 T115 T115
T115 T115
O o 05
> f
L/ D 0 010204 08 76 2o ™M™
<> ap (mm)
O A
S oa| e O O &
0O o E0 T1425-F2435 | T1425-F2435
A O 40 T1425-F2435 | T1425-F2435
— © 20 T1425-F2435 | T1425-F2435
O O 1,0
O o o
avans 0 07 0204 08 76 20 (™™
ap (mm)
<> = A O
<> o | ™ @) X
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O o 05
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16,0
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Denominazione degli inserti per Tornitura
Inserts designation for Turning

QUALITY TOOLS ENGINEERING

‘CNMG\ ‘120408\ ‘- -\-‘W52P\

FORMA INSERTO SPOGLIA INFER. TOLLERANZA+/-{mm} TIPO INSERTO
1 SHAPE OF INSERT 2 | RELEEF ANGLE 3 | roLerANCE+-mm) 4 | rvee oF NserT
85° 82° 3@ m S d A
A B rL A | +-0005 | +-0,025 | +-0,025
N AN
s | [T i NE
ol = C | #0013 | +-0025 | +-0,025 N
70-90° W T\
C D © D d | E | +-0025 | +-0,025 | +-0,025
7 = " c SN
<:> ] F +/-0,005 | +/-0,025 | +/-0,013 70°-90° N=N
E H D D x i y
15°_|\= +-0,025 | +-0,05 | +/-0,025
» G 013 F i
|: E 20°D H | +-0013 | +-0025 | +-0,013 g
K L = (0) J #0005 | 40025 [ +008 GP TR
o +1-0,013 | +-0,025 | +-0,05 _
4 @ (D) 2 dml [ ¥ =
N AN
G 30°E L +0,05 | +-0,013 | +-0,025 7000 N TR [40-60° Y
I:\ A +-008 | +-013 | +-0,05 S SPECIALE
0° |:| M | Yods +-018 J RV | X
5 I N p +:008 | #0025 | +-005 | [ = SPECAL
Q J L N +018 | +-0.13 ]
. S = - y M B
==y P | [ T U | 88 | R% | 188 S
5 LUNGHEZZA TAGLIENTE 6 SPESSORE 7 RAGGIO 8 9
CUTTING EDGE LENGTH THICKNESS RADIUS
o 1 i I | YN , F
oo |0 | 00 (| QAP ] | NN i R
e || A © D E K L M R s T v | w \Qi\\ @ 77 -
397 02 —— MO (mm)
476 08 0203 NN -
5,56 05 09 NN Afr )

6,00 03
6,35 06 | 07 06 06 06 1 1 | 04

3| dolla

3

0o |r<005| |E

()

6,70 | 10 01 1,59 01 r=0,1 D L
7,94 07 T 1,97 02 r=0,2

800 08 08 % 02 2,38 04 =04 e
9,45 16 s =
r=
9,52 [15-16| 09 1" 09 | 16 | 15 09 09 16 16 | 06 T2 2,78 i T —
10,00 10 06 03 3,18 06 r=0,6
11,00 1" T3 3,97 08 r=0,8
11,50 12
04 4,76 10 r=1,0 N
12,00 12 07
12,62 18 05 5,56 12 =12 S
12,70 12 15 12 15-20 12 22 08 06 6,35 16 =16 —%,,
L 16 1 07 7,94 24 r=2,4 /N
19,05 19 19
25 40 25 25 09 9,52 32 r=3,2
LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3
A N SGROSSATURA 4= SPECIFICO PER GHisA — LUCIDATO
c P ROUGHING = SPECIFIC FOR CAST IRON POLISH
[\
D R GENERICO 3 = SPECIFICO PER ACCIAIO INOX
GENERIC 6 SPECIFIC FOR STAINLESS STEEL
E S
5 _  SPECIFICO PER LEGHE DI ALLUMINIO
H T T = SPECIFIC FOR ALUMINIUM ALLOYS
[ U FINITURA 4 GEOMETRIA
FINISHING g = SPECIFICO PER ACCIAIO W= CON WIPER
J W 3 ~  SPECIFIC FOR STEEL ~ GEOMETRY
2 TAGLIENTE AFFILATO WITH WIPER
K X SHARP CUTTING EDGE 2=
L v &\\w g —  INTERMEDI DI USO GENERICO
SUPERFINITURA N INTERMEDIATE FOR GENERAL USE
M Z 1 SUPER-FINISHING m g = 4=
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Tornitura - Turning - Drehen - Tournage - Torneado ew

QUALITY TOOLS ENGINEERING

HT HW HC DP
CNGP CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CNMA CARBIDE BESCHICHTET
CNMG GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES o o @ wlo|w|w @j@ 0 0
S Yz g 9sNY2 |5
ART. cob. [ d s | d1 | r |3 SylgielsEleleElE |2
E CNGP 120402 .G23 12,9 | 127 | 4,76 | 516 | 0,2 mi
CNGP 120404 .G23 12,9 | 127 | 4,76 | 5,16 | 0,4 O
CNGP 120408 .G23 12,9 | 127 | 476 | 5,16 | 0,8 O
% . CNMA 120408 .G61 12,9 | 127 | 476 | 5,16 | 0,8 " m
(] CNMA 120412 .G61 12,9 | 127 | 476 | 516 | 1,2 n
b CNMA 120416 .G61 12,9 | 127 | 476 | 516 | 1,6 n
% CNMA 090304 .X47 952 | 952 | 318 | 381 | 04
ZO CNMA 090308 .X47 952 | 952 | 318 | 381 | 08
CNMA 120404 .X47 12,9 | 127 | 4,76 | 5,16 | 0,4
CNMA 120408 .X47 12,9 | 127 | 476 | 5,16 | 0,8
% CNMG 120404 .G39 129 | 127 | 476 | 516 | 04 |m
v CNMG 120408 .G39 12,9 | 127 | 476 | 516 | 0,8 |m
; Q CNMG 090304 .G42 952 | 9,52 | 318 | 3,81 | 04 mlm
(]
b CNMG 120404 .G42 12,9 | 127 | 4,76 | 516 | 0,4 ]
:G42  [cNMG 120408 .G42 12,9 | 12,7 | 4,76 | 516 | 0,8 =
P CNMG 120404 .G52 12,9 | 12,7 | 476 | 516 | 04 =
% CNMG 120408 .G52 12,9 | 127 | 476 | 5,16 | 0,8 mm mEm
b4 G52 |CNMG 120412 .G52 12,9 | 12,7 | 476 | 516 | 1,2 = M
CNMG 160608 .G52 16,1 | 15,87 | 6,35 | 6,35 | 0,8 n
CNMG 160612 .G52 16,1 | 15,87 | 6,35 | 6,35 | 1,2 n
CNMG 160616 .G52 16,1 | 15,87 | 6,35 | 6,35 | 1,6 n
P CNMG 090304 .G53 9,52 | 952 | 318 | 381 | 04 n
% CNMG 090308 .G53 952 | 952 | 318 | 381 | 08 n
.G53
CNMG 120404 .G53 12,9 | 127 | 4,76 | 516 | 04 | m
CNMG 120408 .G53 12,9 | 127 | 476 | 5,16 | 0,8 " m
CNMG 120412 .G53 12,9 | 127 | 476 | 516 | 1,2 n
% '#4  |CNMG 120404 .G55 12,9 | 127 | 4,76 | 516 | 04 u n
Z. ~_  |CNMG 120408 .G55 12,9 | 12,7 | 476 | 516 | 08 n [
.G55
7 % CNMG 120408 .G56 12,9 | 127 | 4,76 | 5,16 | 0,8 n n
% CNMG 120412 .G56 12,9 | 127 | 476 | 516 | 1,2 mm
.G56 N
1 w
) ) olow|io|w WV « o0 v 0 e
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S degIg|s 9SS @ S
< N N N|(O (== ™|~ o ©
o L Le - FFFFF [ o
P | ACCIAIO - STEEL - STAHL - ACIER fe) o0 e/®@/0O|0 @@
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) ® @ o O (e} ® | O (o]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O (e) [oNNoNN NN BN J
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o P
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS fe) ° °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 1 97

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

HT HW HC DP
CNMG CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CNMM CARBIDE BESCHICHTET
CNMX GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES @ 7 v | v @ olo 1)
S g9 |§¥|9 58| |9
ART. coD. I d s d1 r = P N ot sl I o Il B
o @m§ |CNMG 120404 .K57P 12,9 | 12,7 | 476 | 516 | 0,4 n
e = |CNMG 120408 .K57P 12,9 | 12,7 | 476 | 516 | 0,8 [
®  K57P
H CNMG 120408 .G62 12,9 | 12,7 | 476 | 516 | 0,8 TR ]
° CNMG 120412 .G62 12,9 | 127 | 476 | 516 | 1,2 [ ] LA
G62 |CNMG 120416 .G62 12,9 | 12,7 | 476 | 5,16 | 1,6 n
CNMG 160608 .G62 16,1 | 15,87 | 6,35 | 6,35 | 0,8 ] n
CNMG 160612 .G62 16,1 | 15,87 | 6,35 | 6,35 | 1,2 L LA n
CNMG 160616 .G62 16,1 | 15,87 | 6,35 | 6,35 | 1,6 ] [
CNMG 190612 .G62 19,3 [ 19,05 6,35 | 7,94 | 1,2 ] ] n
CNMG 190616 .G62 19,3 (19,05 6,35 | 7,94 | 1,6 [ ] n
£ CNMG 120408 .G63 12,9 | 12,7 | 476 | 516 | 0,8 E
2 |CNMG 120412 .G63 12,9 | 12,7 | 4,76 | 516 | 1,2 n
.G63
CNMM 120408 .G68 12,9 | 12,7 | 476 | 516 | 0,8 L n
(]
R
.G68
7] . CNMM 120412 .G72 12,9 | 12,7 | 476 | 516 | 1,2 E n
g CNMM 120416 .G72 12,9 | 12,7 | 476 | 5,16 | 1,6 ] n
%o .G72
CNMM 160612 .G72 16,1 | 15,87 | 6,35 | 6,35 | 1,2 L n
CNMM 190612 .G72 19,3 [19,05| 6,35 | 7,94 | 1,2 L
CNMM 190616 .G72 19,3 (19,05 6,35 | 7,94 | 1,6 [ ]
CNMM 250724 .G72 2580|2540 | 7,94 | 912 | 24 0
CNMM 250924 .G72 25,80 |2540| 952 | 912 | 24 0
£ . CNMM 190616 .G82 19,3 [ 19,05 6,35 | 7,94 | 1,6 [ ]
% CNMM 190624 .G82 19,3 (19,05 6,35 | 7,94 | 2,4 [ ]
.G82
CNMM 250924 .G82 2580|2540 | 9,52 | 912 | 24 0
CNMM 250932 .G82 25,80 | 2540 | 952 | 912 | 3.2 0
A {:? CNMX 120408 .G34W 12,9 | 12,7 | 476 | 516 | 0,8 ]
ﬂ vl
21 a3aw [ NEW ]
3 @ 'y 0| @ oo 72
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX = ey g9 S|8N Q
-~ NN - = M M ™M -~
- =W - -
P ACCIAIO - STEEL - STAHL - ACIER O | O ® ® O 0|0 [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN J o) (0]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [cRNeNN NN BN ]
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN PY
- ALLIAGES D’ALUMINIUM
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
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QUALITY TOOLS ENGINEERING

Tornitura - Turning - Drehen - Tournage - Torneado @W
HC

DNGP . HT HW DP
d CERMET NON RIVESTITI RIVESTITI PCD
DNMG {@JM CEMENTED COATED GRADES
CARBIDE BESCHICHTET
D N M M °@_7 7 GRADES RECOUVERTS
DNMX 5L sk B B
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES o oclo|lw/ojwvw| v/ o|e 0 7o)
S e e N R P
ART. coD. [ d s | d1 rog gaglelsiElelEl Il |2
% gy DNGP 110404 .G23 11,6 | 952 | 476 | 381 | 04 0
b G23 |DNGP 150602 .G23 15,5 | 12,7 | 6,35 | 516 | 0,2 u|
DNGP 150604 .G23 15,5 | 12,7 | 6,35 | 516 | 04 O
DNGP 150608 .G23 15,5 | 12,7 | 6,35 | 5,16 | 0,8 O
. .
% ,-"7 DNMG 150604 .G39 155 | 12,7 | 6,35 | 516 | 04 |O
Z .G39
v g DNMG 110404 .G42 116 | 952 | 476 | 381 | 04 mm
(]
> .G42 |DNMG 150604 .G42 15,5 | 12,7 | 6,35 | 516 | 04 u
] DNMG 110404 .G52 11,6 | 952 | 476 | 381 | 04 n
e DNMG 110408 .G52 1,6 | 952 | 476 | 381 | 0,8 mm =
Z .G52
DNMG 150604 .G52 15,5 | 12,7 | 6,35 | 516 | 04 mm
DNMG 150608 .G52 15,5 | 12,7 | 6,35 | 516 | 0,8 MEReE u
DNMG 150612 .G52 15,5 | 12,7 | 6,35 | 516 | 1,2 i =
P DNMG 110404 .G53 116 | 952 | 476 | 381 | 04 n
% DNMG 110408 .G53 1,6 | 952 | 476 | 381 | 0,8 n
DNMG 150604 .G53 15,5 | 12,7 | 6,35 | 516 | 04 mlm
DNMG 150608 .G53 155 | 12,7 | 6,35 | 516 | 08 mlm
-
% . ® 7 IDNMG 150608 .G55 15,5 | 12,7 | 6,35 | 516 | 0,8 n =
(]
.G55
-
i ﬁ DNMG 150608 .G56 15,5 | 12,7 | 6,35 | 516 | 0,8 EE [
% DNMG 150612 .G56 155 | 12,7 | 6,35 | 516 | 1,2 mm =
.G56
-
% , DNMG 150608 .G62 15,5 | 12,7 | 6,35 | 516 | 0,8 n
(]
Z .G62
. .
DNMG 150608 .G63 155 | 12,7 | 6,35 | 516 | 08 mlm
Z’ DNMG 150612 .G63 15,5 | 12,7 | 6,35 | 516 | 1,2 n
.G63
.
' DNMM 150608 .G68 155 | 12,7 | 6,35 | 516 | 08 mm n
(]
Z .G68
.
' DNMM 150612 .G72 155 | 12,7 | 6,35 | 516 | 12 mm =
X .G72
F.
% ﬁ DNMX 150608 .G34W 15,5 | 12,7 | 6,35 | 5,16 | 0,8 ]
.G34W IIED % g
i = ololw o w vl o|lw 2] 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S degdlss9q 9 e @
< NN N[O | ™ | = ™| — - [-=]
o L = [
P | ACCIAIO - STEEL - STAHL - ACIER O O| 0O ® o O|o [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) ® ©® e O 0] [ J 0] 0]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O (o) [oRNeRN NN ]
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

p. HT HW HC DP
d % { SN MA CERMET | NON RIVESTITI RIVESTITI PCD
K CEMENTED COATED GRADES
KN UX |:| S N MG CARBIDE BESCHICHTET
GRADES RECOUVERTS
o —s-- | SNMM % ﬁ
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES 0 olw| v« |o|lolv| v 0
g FIF9EISNSQ |5
ART. cop. [ d s | dl | X dcicielelelelsl @
KNUX 160405EL .G69 16,0 | 952 | 476 | - | 05 n
A KNUX 160405ER .G69 16,0 | 952 | 476 | - | 05 ™
o Geo |KNUX160410EL .GE9 16,0 | 952 | 476 | — | 1,0 ™
. KNUX 160410ER .G69 16,0 | 952 | 476 | — | 1,0 ™
% SNMA 120408 .G61 12,7 | 127 | 4,76 | 5,16 | 0,8 n
¥
124 SNMG 120408 .G52 12,7 | 12,7 | 476 | 5,16 | 0,8 = " m
% SNMG 120412 .G52 12,7 | 12,7 | 476 | 516 | 12 nm ™ u|m
F SNMG 120408 .G53 12,7 | 127 | 4,76 | 5,16 | 0,8 n
(]
I SNMG 120408 .G55 127 | 127 | 476 | 5,16 | 0,8 n n
%
124 SNMG 120408 .G56 12,7 | 127 | 476 | 5,16 | 0,8 n
% SNMG 120412 .G56 12,7 | 127 | 4,76 | 5,16 | 1,2 n
F SNMG 120408 .G62 12,7 | 127 | 4,76 | 5,16 | 0,8 n
A SNMG 120412 .G62 New | 12,7 | 12,7 | 4,76 | 516 | 1.2 n
SNMG 150612 .G62 15,87 | 15,87 | 6,35 | 6,35 | 1,2 n u
SNMG 190612 .G62 19,05 | 19,05 | 6,35 | 7,94 | 1,2 0 m
% = SNMM 190616 .G54 19,05 | 19,05 | 6,35 | 7,94 | 1,6 0
(]
i G54 |SNMM 250924 .G54 25,40 | 25,40 | 9,52 | 9,12 | 2,4 0
124 SNMM 190612 .G72 19,05 | 19,05 | 6,35 | 7,94 | 1,2 mi
% SNMM 190616 .G72 19,05 | 19,05 | 6,35 | 7,94 | 1,6 =
¥ G672
. SNMM 250724 .G72 25,40 | 25,40 | 7,94 | 9,12 | 2,4 0
SNMM 250924 .G72 2540 | 25,40 | 9,52 | 9,12 | 2,4 0
I SNMM 190616 .G82 19,05 | 19,05 | 6,35 | 7,94 | 16 0
v SNMM 190624 .G82 19,05 | 19,05 | 6,35 | 7,94 | 2.4 =
be .G82
SNMM 250924 .G82 2540 |2540| 952 | 912 | 24 mi
SNMM 250932 .G82 2540 | 25,40 | 9,52 | 9,12 | 3,2 =
i 0 o|w v @ oo @ 0 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX q SRR -
o O = =M M M~ [--]
[ LiF|F|F|F|F|F|F [
P | ACCIAIO - STEEL - STAHL - ACIER O @ ® O|0O|0C|@ |0
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N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS ° °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
200 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




QUALITY TOOLS ENGINEERING

Tornitura - Turning - Drehen - Tournage - Torneado @W
HC

- HT HW DP
d CERMET | NON RIVESTITI RIVESTITI PCD
TNMA VNGP W é@% CEMENTED COATED GRADES
CARBIDE BESCHICHTET
TNMG VNMG I g ) l GRADES RECOUVERTS
| s
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES ol oo °§ 0 0
SIS (3F SRS 2 8
ART. cobD. I d s d1 r ®|R PEElelE = o
% ‘ TNMA 160408 .G61 16,5 | 9,52 | 4,76 | 3,81 0,8 n
()
.G61
f TNMG 160404 .G52 16,5 | 9,52 | 4,76 | 3,81 0,4 LB
o TNMG 160408 .G52 16,5 | 9,52 | 4,76 | 3,81 0,8 H N NN ]
TNMG 160412 .G52 16,5 | 9,52 | 4,76 | 3,81 1,2 H E N
.G52
TNMG 220404 .G52 22,0 | 12,70 | 4,76 | 5,16 | 0,4 | |
TNMG 220408 .G52 22,0 | 12,70 | 476 | 5,16 | 0,8 LB
Z ‘\\. TNMG 160404 .G53 16,5 | 9,52 | 4,76 | 3,81 0,4 ]
% = R |TNMG 160408 .G53 16,5 | 9,52 | 4,76 | 3,81 0,8 ]
|Z .G53
]
W @ TNMG 160408 .G55 16,5 | 9,52 | 4,76 | 3,81 0,8 n n
()
]
W TNMG 160408 .G56 16,5 | 9,52 | 4,76 | 3,81 0,8 LB
'i TNMG 160412 .G56 16,5 | 9,52 | 4,76 | 3,81 1,2 o
]
W TNMG 160408 .G62 16,5 | 9,52 | 4,76 | 3,81 0,8 | |
°
‘Z .G62
]
W TNMG 160408 .G63 16,5 | 9,52 | 4,76 | 3,81 0,8 [ ]
|Z. TNMG 160412 .G63 16,5 | 9,52 | 4,76 | 3,81 1,2 | |
.G63
F
7 VNGP 160402 .G23 16,6 | 9,52 | 4,76 | 3,81 0,2 n
% VNGP 160404 .G23 16,6 | 9,52 | 4,76 | 3,81 0,4 n
.G23
F
% ﬁ VNMG 160404 .G42 16,6 | 9,52 | 4,76 | 3,81 0,4 n
°
.G42
7 ]
VNMG 160404 .G52 16,6 | 9,52 | 4,76 | 3,81 0,4 LB
% VNMG 160408 .G52 16,6 | 9,52 | 4,76 | 3,81 0,8 o
]
W VNMG 160408 .G53 16,6 | 9,52 | 4,76 | 3,81 0,8 ]
()
]
W - VNMG 160408 .G55 16,6 | 9,52 | 4,76 | 3,81 0,8 ] ]
°
.G55 g
i o |1 o|lw (v oo ) 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX g E g prio g N Q §
oo LEFRF e i
P | ACCIAIO - STEEL - STAHL - ACIER O ® & O e °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE e o (e] (e] ° o (¢]
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o [oNNeRN BK )
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

r 0 HT HW HC DP
WNGP d {“ CERMET | NONRIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
WNMA . %1 CARBIDE BESCHICHTET
80° GRADES RECOUVERTS
WNMG . il B 8 8
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES oo v IS s w
= JIgIfgFI¥E NS @
ART. Cob. | d s | a1 r F ERREREERRIRIEE R
Z / WNGP 080404 .G23 8,7 | 12,7 | 476 | 516 | 04 |
|ZZ/ WNGP 080408 .G23 8,7 | 12,7 | 476 | 516 | 0,8 0
G23
Z WNMA 080408 .G61 8,7 | 12,7 | 476 | 516 | 0,8 ]
|ZZ‘ WNMG 080412 .G61 New| 8,7 | 12,7 | 476 | 516 | 1,2 u
G61
Z WNMG 060404 .G42 6,5 | 9,562 | 4,76 | 3,81 0,4 ]
(]
% .G42 |WNMG 080404 .G42 8,7 | 12,7 | 476 | 516 | 04 ]
v y@g WNMG 060404 .G52 6,5 | 952 | 4,76 | 3,81 0,4 LI
(] WNMG 060408 .G52 6,5 | 9,562 | 4,76 | 3,81 0,8 L
.G52
WNMG 080404 .G52 8,7 | 12,7 | 476 | 516 | 04 L
WNMG 080408 .G52 8,7 | 12,7 | 476 | 516 | 0,8 LI LI
WNMG 080412 .G52 8,7 | 12,7 | 476 | 516 | 1,2 L LI
W WNMG 060404 .G53 6,5 | 952 | 4,76 | 3,81 0,4 u
% WNMG 060408 .G53 6,5 | 9,52 | 4,76 | 3,81 0,8 u
.G53
WNMG 080404 .G53 8,7 | 12,7 | 476 | 516 | 04 LI
WNMG 080408 .G53 8,7 | 12,7 | 476 | 516 | 0,8 LA
\ _. WNMG 080408 .G55 8,7 | 12,7 | 4,76 | 516 | 0,8 L] u
A
G55
WNMG 080408 .G56 8,7 | 12,7 | 4,76 | 516 | 0,8 [N |
WNMG 080412 .G56 8,7 | 12,7 | 476 | 516 | 1,2 LA
.G56
\gi‘ WNMG 080404 .K57P 8,7 | 127 | 476 | 516 | 04 n
, WNMG 080408 .K57P 8,7 | 12,7 | 476 | 516 | 0,8 n
.K57P
b WNMG 080408 .G62 8,7 | 12,7 | 476 | 516 | 0,8 H E N RN
(] WNMG 080412 .G62 8,7 | 12,7 | 476 | 516 | 1,2 H NN RN
' .G62
b WNMG 080408 .G63 8,7 | 12,7 | 476 | 516 | 0,8 u
(] \f WNMG 080412 .G63 8,7 | 12,7 | 476 | 516 | 1,2 u
2 .G63
F
= WNMX 080408 .G34W 8,7 | 12,7 | 476 | 516 | 0,8 ]
Bl a3aw [ NEW g g g
i ololwio|w w oo w0 v )
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S| 4N gdIFISFI¥ESINYR Py
= N NN O ™ MM M | [-<]
[ Lk - kFFFF - [y
P | ACCIAIO - STEEL - STAHL - ACIER O @ ® O|0O|0C|e|@
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QUALITY TOOLS ENGINEERING

Tornitura - Turning - Drehen - Tournage - Torneado @W
HC

CCET HT HW DP
CCGT CERMET | NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CCGW CARBIDE BESCHICHTET
CCMT GRADES RECOUVERTS
BB
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o o1 | v IR o
g8 |e Sl91g /5|9 E58 a8
ART. COoD. | d S d1 rgE = MRRNEIEIREBIEIRIE a
Fe CCET 060202 L .B22 65 |63 |23 | 28 0,2 | ] | |
H CCET 060204 L .B22 65 |63 |23 | 28 04 | ] | |
Z B22 |CCET09T304 L .B22 97 1952 | 397 | 44 04 | ] | |
Z CCGT 060200 .G13 65 |63 |23 | 28 0,0 | |
% CCGT 060201 .G13 6,5 | 635|238 | 28 0,1 | |
.G13 |CCGT 097300 .G13 9,7 1952 | 397 | 44 0,0 u
CCGT 097301 .G13 97 1952 | 397 | 44 0,1 | |
m F‘E" CCGT 060201 .G57P 65 |63 |23 | 28 0,1 [ ]
% /£ |CCGT 060202 .G57P 6,5 | 635|238 | 28 0,2 u
FA’ — |CCGT 060204 .G57P 65 |63 |23 | 28 0,4 u
G57P
CCGT 097302 .G57P 97 1952 | 397 | 44 0,2 | |
CCGT 097304 .G57P 97 1952 | 397 | 44 04 u
CCGT 097308 .G57P 9,7 1952 | 397 | 44 0,8 u
CCGT 120404 .G57P 12,9 | 12,7 | 476 | 55 04 u
CCGT 120408 .G57P 129 | 12,7 | 476 | 55 0,8 u
% 1 |CCGW 060202 .X47 65 |63 |23 | 28 0,2
®  [CcoW 060204 .X47 65 | 6,35 | 238 | 28 | 04
—
X47 |CCGW 09T302 .X47 97 1952 | 397 | 44 0,2
CCGW 09T304 .X47 9,7 1952 | 397 | 44 0,4
CCGW 097308 .X47 97 1952 | 397 | 44 0,8
CCGW 120404 .X47 129 | 12,7 | 476 | 55 04
CCGW 120408 .X47 12,9 | 12,7 | 476 | 55 0,8
% CCMT 060204 .G39 65 |63 |23 | 28 04 | m
Z CCMT 097304 .G39 97 1952 | 397 | 44 04 | m
£ CCMT 060202 .G42 65 | 635|238 | 28 0,2 [ ] n
o CCMT 060204 .G42 6,5 | 635 | 238 | 28 0,4 L] L
4 .G42 |ccMT 09T302 .G42 97 | 952|397 | 44 | 02 u [
CCMT 09T304 .G42 97 | 952 | 397 | 44 0,4 L] L
CCMT 097308 .G42 9,7 | 952 | 397 | 44 0,8 L] L
CCMT 120404 .G42 12,9 | 12,7 | 476 | 55 0,4 n
m CCMT 060204 .G52 6,5 | 635|238 | 28 0,4 u . ] u
% CCMT 060208 .G52 65 |63 |23 | 28 0,8 [ ] [ | [ |
FA’ G52 |CCMT 097304 .G52 97 1952 | 397 | 44 04 N RN | AL u
CCMT 09T308 .G52 97 1952 | 397 | 44 0,8 H E NN | B [ |
CCMT 120404 .G52 12,9 | 12,7 | 476 | 55 0,4 [ ] | |
CCMT 120408 .G52 12,9 | 12,7 | 476 | 55 0,8 [ ] | BN AN BN
CCMT 120412 .G52 129 | 12,7 | 476 | 55 1,2 [ ] | |
% a CCMX 097304 .G32wW 97 1952 | 397 | 44 0,4 | |
4 .G32w % %
. Sl Olw W W WV | o|© 0 =
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o|© L0 89 % EEIERIEEE o
< | = - N NN~ ®|® |~ 0|~
oo - LW~ 0
P | ACCIAIO - STEEL - STAHL - ACIER (oK ) [oNNeRN NN NEONNONN RNONN ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE (3K CE K] o e @ O
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE ole o olo|e|e|e
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o °
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

10 HT HW HC DP
(4] i 7
C G T DCGT d CERMET NON RIVESTITI RIVESTITI PCD
P T a1 CG ‘( J CEMENTED COATED GRADES
CPMT T D W @ %1 CARBIDE BESCHICHTET
GRADES RECOUVERTS
s |[DCMT sso@ | I
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES o o |1 0| v o
S|e| |28 N o
ART. cob. | d s | d1 | r |35 |ElE Sl IElE &
el E CPGT 05T102 EN .D34 56 | 556 | 1,97 | 25 | 02 m
"] &=t |CPGT05T104EN .D34 56 | 556 | 1,97 | 2,5 | 04
2 .D34
A CPGT 05T102 FN .D42 56 | 556 | 1,97 | 25 | 0,2 n
BA CPGT 05T104 FN .D42 56 | 556 | 1,97 | 2,5 | 04 n
4 .D42
F4| CPMT 05T102 EN .G42 56 | 556 | 1,97 | 25 | 0,2 n
BA CPMT 05T104 EN .G42 56 | 556 | 1,97 | 2,5 | 04 ™
R
> .G42
A H DCGT 070200 .G13 78 | 635|238 | 28 | 00 ]
b4 DCGT 070201 .G13 78 | 6,35 | 2,38 | 2,8 | 0,1 ™
R
> .G13 |DCGT 117300 .G13 16 | 952 | 397 | 44 | 00 n
DCGT 117301 .G13 116 | 952 | 397 | 44 | 0,1 ™
] DCGT 070202 .B53 78 | 635|238 | 28 | 02 n
B4 ﬂ DCGT 070204 .B53 78 | 6,35 | 2,38 | 2,8 | 04 n
v .B53 |DCGT 11T302 .B53 16 | 952 | 397 | 44 | 02 n
DCGT 11T304 .B53 116 | 952 | 397 | 44 | 04 n
£l #%/ |DCGT 070201 .G57P 78 | 635|238 | 28 | 0,1 n
Vg DCGT 070202 .G57P 78 | 635 | 2,38 | 2,8 | 02 n
B DCGT 070204 .G57P 78 | 6,35 | 2,38 | 2,8 | 04 n
“G57P IpcGT 070208 .G57P 7,8 | 635 | 238 | 28 | 08 .
DCGT 117302 .G57P 116 | 952 | 397 | 44 | 02 n
DCGT 117304 .G57P 16 | 952 | 397 | 44 | 04 n
DCGT 117308 .G57P 16 | 952 | 397 | 44 | 08 n
A g DCGW 070202 .X47 78 | 635|238 | 28 | 02
B4 DCGW 070204 .X47 78 | 635 | 2,38 | 28 | 04
4 X47 |DCGW 117302 .X47 16 | 952 | 397 | 44 | 02
DCGW 11T304 .X47 116 | 952 | 397 | 44 | 04
A @’ DCMT 070204 .G39 78 | 635 |238| 28 | 04 |m
R DCMT 11T304 .G39 16 | 952 | 397 | 44 | 04 |m
.G39
E DCMT 070202 .G42 78 | 635|238 | 28 | 02 n [
4 DCMT 070204 .G42 7.8 | 635 | 2,38 | 2,8 | 04 | |mlm
.G42 |DCMT 11T302 .G42 16 | 952 | 397 | 44 | 02 n [
DCMT 11T304 .G42 16 | 952 | 397 | 44 | 04 n n
DCMT 11T308 .G42 16 | 952 | 397 | 44 | 08 n n
N
E
w
. ok o |1 0| v =) o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S|s 2|8 o e 3|9 = S
< = - | = NN ~ [~ 0 [32]
oo |- (g™ - w [=]
P ACCIAIO - STEEL - STAHL - ACIER o|le O [ AN )
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ AN [ AN o] (o]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O | O (] O | O
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N - ALLIAGES D’ALUMINIUM o ° o °
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
204 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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QUALITY TOOLS ENGINEERING

Tornitura - Turning - Drehen - Tournage - Torneado @W
HC
. A

HT HW DP
CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
GRADES RECOUVERTS
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES 0| v R g:@ 7
= g |ZISIE8E |g
ART. coD. I d s d1 r EIE I =t = I Bl =
iz , DCMT 070204 .G52 78 | 635238 | 28 | 04 n n m ]
% DCMT 070208 .G52 78 | 63523 | 28 | 08 u
.G52
DCMT 117304 .G52 16 | 952|397 | 44 | 04 | m Em E|n ]
DCMT 11T308 .G52 16 | 952 | 397 | 44 | 08 | m Emn(m [
% a DCMX 11T304 .G32W 16 | 952 | 397 | 44 | 04 n
;4 .G32wW
% @) |RCGT 0602MO FN 257 - 6 |238| 28 | - n
4] 757 |RCGT 0803MO FN .257 - 8 |318 | 34 | - n
RCGT 1003MO FN .Z57 - 10 | 318 | 40 | - n
F] RCMT 0602MO .G52 - 6 |238| 28 | - u
A RCMT 0803MO .G52 — | 8 |318] 34 | - =
2 G52 |RCMT 1003MO .G52 - 10 | 318 | 40 | - n
] Ry |SCGT09T304 GSTP 952 | 952 | 397 | 44 | 04 .
% b [SCGT09T308 .G57P 952 | 952 | 397 | 44 | 08 u
.G57P
SCGT 120408 .G57P 12,7 | 127 | 476 | 53 | 08 u
£ SCMT 09T304 .G52 952 | 952 | 397 | 44 | 04 n [
EA'; SCMT 09T308 .G52 952 | 952 | 397 | 44 | 08 n n mlm
.G52
SCMT 120404 .G52 12,7 | 127 | 476 | 53 | 04 n n
SCMT 120408 .G52 12,7 | 127 | 476 | 53 | 08 n u u [
SCMT 120412 .G52 12,7 | 127 | 476 | 53 | 12 n n ]
| 00 0|0 @ o @ 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX e|e 92 S99 2
ElE ER EERRE E
P | ACCIAIO - STEEL - STAHL - ACIER o| O e @@ O OO0 (]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN J (] [ ) 0]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (o] [oNNoNN NN BN ]
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 205
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

17 r e HT HW HC DP
TCGT Ly ) d T CERMET | NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
TCGW d1 TPMR CARBIDE BESCHICHTET
GRADES RECOUVERTS
TCMT 60°\J——|—~ »Jslj 50°@—7|——1 gl
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o w 0|0 ) -
3 2|8 33181298 g 8%
ART. COD. | d S d1 ros e cINRIEIEIR s 2e
/A\\ TCGT 110202 .G39 11,0 | 635 | 238 | 2,8 02 m
5 ==
.G39
@ TCGT 090202 .G57P 96 | 556 | 238 | 2,5 0,2 u
o & & ITCGT 090204 .G57P 96 | 556 | 238 | 25 | 04 [ ]
.G57P
TCGT 110204 .G57P 11,0 | 635 | 238 | 2,8 0,4 u
TCGT 16T304 .G57P 16,5 | 9,62 | 397 | 44 0,4 u
TCGT 16T308 .G57P 16,56 | 9,62 | 3,97 | 44 0,8 L]
% A TCGW 090202 .X47 96 | 556 | 238 | 25 0,2
% TCGW 090204 .X47 96 | 556 | 2,38 | 25 0,4
X47
TCGW 110202 .X47 11,0 | 6,35 | 238 | 2,8 0,2
TCGW 110204 .X47 11,0 | 635 | 238 | 2,8 0,4
TCGW 16T304 .X47 16,5 | 9,62 | 397 | 44 0,4
A TCMT 110204 .G39 11,0 | 6,35 | 238 | 2,8 04 |m
F' .G39
° A‘ TCMT 110202 .S42 11,0 | 6,35 | 238 | 2,8 0,2 L]
Ui —— TCMT 110204 .S42 11,0 | 635 | 238 | 2,8 0,4 u u
.542
TCMT 16T304 .S42 16,5 | 9,62 | 397 | 44 0,4 u
TCMT 16T308 .S42 16,56 | 9,62 | 3,97 | 44 0,8 ] u
TCMT 220404 .S42 22,0 | 12,7 | 476 | 56 0,4 ]
% A TCMT 090204 .G52 96 | 556 | 238 | 25 0,4 u LB
W .G52 |TCMT 110204 .G52 11,0 | 6,35 | 238 | 2,8 0,4 H EEEN u
TCMT 110208 .G52 11,0 | 6,35 | 238 | 2,8 0,8 AL | m u
TCMT 167304 .G52 16,5 | 9,62 | 3,97 | 44 0,4 u | m u
TCMT 16T308 .G52 16,5 | 9,62 | 3,97 | 44 0,8 u LB u
TCMT 167312 .G52 16,5 | 9,62 | 397 | 44 1,2 u u
% TPMR 110304 .S44 11,0 | 6,35 | 3,18 - 0,4 u
% TPMR 110308 .S44 11,0 | 6,35 | 3,18 - 0,8 u
.S44
TPMR 160304 .S44 16,5 | 9,62 | 3,18 - 0,4 u
TPMR 160308 .S44 16,5 | 9,62 | 3,18 - 0,8 u
N
E
w
. S 0w v v W o 0 = e
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX g S S92 598 < QS S
o FlE N == =B ©
P | ACCIAIO - STEEL - STAHL - ACIER O @ O|0O|®e| @ O (] [ AN ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ) o o|le|e o o o|e
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o [ o o|0|e® °
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N | “altiaces paLummium O|® @©
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS ‘ olo o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRAT - HARD AND HARDENED MATERIAL ]
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

| : HT HW HC DP
VBGW d 5nj1 VCGT d °j1 CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
W X VCGW W g CARBIDE BESCHICHTET
VBMT 35°% [ 350% t GRADES RECOUVERTS
[ - |VCMT (| [
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES o | IS ©
e J19/glz /e g
ART. cob. [ d s | di r = S YIEIE =
% ‘y VBGW 160402 .X47 16,5 | 9,52 | 4,76 | 44 0,2
% VBGW 160404 .X47 16,5 | 9,52 | 4,76 | 44 0,4
xa7 [NEW ]
VBMT 160404 .G42 16,5 | 9,52 | 4,76 | 44 0,4 u LB u
° VBMT 160408 .G42 16,5 | 9,562 | 4,76 | 44 0,8 L] LB u
.G42
7 VBMT 160404 .G52 16,5 | 9,52 | 4,76 | 44 0,4 L] LB u
VBMT 160408 .G52 16,5 | 9,562 | 4,76 | 44 0,8 ] LB L]
.G52
’ VBMT 160404 .G58 16,5 | 9,52 | 4,76 | 44 0,4 ] L
° VBMT 160408 .G58 16,5 | 9,52 | 4,76 | 44 0,8 ] L
.G58
° VCGT 110300 .G13 11,1 1635 | 3,18 | 29 0,0 L
VCGT 110301 .G13 11,1 1 6,35 | 3,18 | 2,9 0,1 n
.G13
VCGT 160400 .G13 16,5 | 9,52 | 4,76 | 44 0,0 n
VCGT 160401 .G13 16,5 | 9,52 | 4,76 | 44 0,1 L
W ;/ VCGT 110302 .G57P 11,1 |1 635 | 3,18 | 2,9 0,2 u
% VCGT 110304 .G57P 11,1 1 6,35 | 3,18 | 2,9 0,4 u
.G57P
VCGT 160404 .G57P 16,5 | 9,52 | 4,76 | 44 0,4 L
VCGT 160408 .G57P 16,5 | 9,52 | 4,76 | 4,4 0,8 u
VCGT 160412 .G57P 16,5 | 9,52 | 4,76 | 44 1,2 L
&/ |VCGW 160404 .X47 16,5 | 9,52 | 4,76 | 44 0,4
[ NEW ]
X47
VCMT 110302 .G42 11,1 1 635 | 3,18 | 2,9 0,2 ] ]
RO VCMT 110304 .G42 11,1 | 6,35 | 3,18 | 2,9 0,4 ] n
.G42
VCMT 160404 .G42 16,5 | 9,52 | 4,76 | 44 0,4 ] n
m , VCMT 110304 .G52 11,1 1635 | 3,18 | 29 0,4 H E E N L]
% VCMT 110308 .G52 11,1 1 6,35 | 3,18 | 2,9 0,8 H N EnE u
.G52
VCMT 160404 .G52 16,5 | 9,52 | 4,76 | 44 0,4 L] n u
VCMT 160408 .G52 16,5 | 9,52 | 4,76 | 44 0,8 ] LB L]
N
E
w
. o|w v v v 0 o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX D) a9 EE Q §
= RRREE = a
P | ACCIAIO - STEEL - STAHL - ACIER [oNNoRN BN } (]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE CER 3K [e) o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O O[O
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ° °
- ALLIAGES D’ALUMINIUM
g | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 207
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

r HT HW HC DP
d CERMET NON RIVESTITI RIVESTITI PCD
WCGT 6 Y@‘dﬂ CEMENTED COATED GRADES
CARBIDE BESCHICHTET
WCMT 80d 1 GRADES RECOUVERTS
L
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES =) 0
- @ 4
o|© el
=
ART. COD. | d S d1 r 138 N
Fed wmgy |WCGTo020102L .B22 262 | 397 | 159 | 23 | 02 .
™ %’ |WCGT020102R .B22 262 | 397 | 1,59 | 23 | 0.2 "
B gy |WCGTO020104L B22 262 | 397 | 1,59 | 23 | 04 "
% @ WCGT 020102 .G39 262|397 | 159 | 23 | 02 |m
.G39
1 @ WCMT 020102 .B56 262 | 397 | 1,59 | 23 | 02 " "
% WCMT 020104 .B56 262 | 397 | 1,59 | 23 | 04 n "
.B56
. =P 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX g3 2
oo R
P ACCIAIO - STEEL - STAHL - ACIER [eRN J
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN J [ )
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE Oo|le
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
208 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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NOTE - NOTES




s ]
SCELTA VELOCE Tenacita 4+ -

QUICK PICK Toughness _ | i

METODO PER LA SCELTA VELOCE DEL GRADO DI METALLO DURO PIU IDONEO. CONTARE IL NUMERO DI RETTANGOLI COLORATI
METHOD FOR A QUICK CHOICE OF THE MOST SUITABLE SOLID CARBIDE GRADE. COUNT THE NUMBER OF COLORED RECTANGLES
METHODE ZUR RASCHEN AUSWAHL DER GEEIGNETSTEN HARTMETALLSORTE. DIE ANZAHL DER BUNTEN RECH TECKEZAHLEN
METODE POUR CHOISIR RAPIDEMENT LE DEGRE LE PLUS APPROPRIE DU METAL DUR. COMPTER LES RECTANGLES EN COULEURS

METODO PARA LA ELECCION RAPIDA DE EL GRADO MAS ADECUADO DE METAL DURO. CONTAR LOS NUMEROS DE RECTANGULOS COLORAEDOS

- GRADO MOLTO RESISTENTE ALL'USURA, SOLO PER FINITURA, LAVORAZIONI AD ALTE VELOCITA DI TAGLIO E CONDIZIONI MOLTO RIGIDE E STABILI
- GRADE WITH HIGH RESISTANCE TO WEAR; ONLY FOR FINISHING, MACHINING AT HIGH CUTTING SPEEDS, AND VERY RIGID AND STABLE CONDITIONS

- GRADO CON ALTA RESISTENZA ALL'USURA, DISCRETA TENACITA PER LAVORAZIONI A VELOCITA MEDIO ALTE ED AVANZAMENTI MEDI, IN CONDIZIONI NORMALI
- GRADE WITH HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS, FOR MEDIUM-HIGH MACHINING AND MEDIUM FEED UNDER NORMAL CONDITIONS

- GRADO CON BUONA RESISTENZA ALL'USURA UNITA A BUONA TENACITA, PER LAVORAZIONI GENERICHE IN CONDIZIONI NORMALI
- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS

- GRADO CON OTTIMA TENACITA PER LAVORAZIONI MEDIO PESANTI O IN CONDIZIONI POCO STABILI
- GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY

- GRADO CON ECCEZIONALE TENACITA PER LAVORAZIONI PESANTI CON BASSE VELOCITA DI TAGLIO, ALTI AVANZAMENTI O IN CONDIZIONI SFAVOREVOLI
- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

LLLCCRRTTT TGRS NNERSCTNNARS NEANERY | F=l | =

fn = 0,05-0,15
s R s OSA
= ~e | O | P Vc=80-180 m/min
GUIDA FACILE P [Ore 0 |MVe=50180mmn | GSTN 25-0.2-3 .X54 - F4530
uc.;% o] @] O |K Vc=290-160 m/min . P25-45 | M25-40 | K25-45
EASY GUIDE i N T - .
5 L3 0 {111 0 e
o H =l il

N B GUIDAALLUSO DELLINSERTO. PRESENTE ANCHE SU OGNI ETICHETTA

B® GUIDE FOR THE USE OF THE INSERT. ALSO LISTED ON EACH LABEL

BN | £ITFADEN ZUR VERWENDUNG DER WENDEPLATTE, AUCH AUF JEDEM AUFKLEBER VORHANDEN

I B INSTRUCTIONS POUR L’UTILISATION DE LA PLAQUETTE.SE TROUVANT EGALEMENT SUR CHAQUE ETIQUETTE
== GUIA POR EL UTILIZO DE LA PLAQUITA, PRESENTE TAMBIEN EN CADA ETIQUETA

5 | p = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
VD?g{ézs 141 ™ = ACCIAIO INOSSIDABILE AUSTENITICO HB 180 - AUSTENITIC STAINLESS STEELHB 180
6 | K = GHISA GRIGIA HB 260 - GRAY CAST IRON HB 260
MATERIALI [ 21 | N = LEGHE DI ALLUMINIO HB 60 - ALUMINUM ALLOYS HB 60
WRTERALS) e S = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag- 1119 52T R = ACCIAIO TEMPRATO HRC 55 - TEMPERED STEEL HRC 55
F = FINITURA, LAVORAZIONI LEGGERE - FINISHING, LIGHT MACHINING
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO - MEDIUM MACHINING, GENERAL USE
R = SGROSSATURA, LAVORAZIONI PESANTI - ROUGHING, HEAVY MACHINING
fn (mm) = AVANZAMENTO PER TORNITURA - FEED FOR TOURNING
fz (mMm/z) = AVANZAMENTO PER FRESATURA - FEED FOR MILLING
VC (m/min) = VELOCITA DI TAGLIO - CUTTING SPEED
° = APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION
o) = APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
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INSERTI PER TAGLIO
SCANALATURA

PARTING-GROOVING INSERTS / WENDEPLATTEN ZUM A BSTECHEN-NUTENDREHEN
PLAQUETTES DE TRONCONNAGE-GORGES / PLAQUITAS DE CORTE-RANURAS




INSERTI PER TAGLIO-SCANALATURA-FILETTATURA
PARTING-GROOVING-THREADING INSERTS
WENDEPLATTEN ZUM ABSTECHEN-NUTENDREHEN-GEWINDESCHNEIDEN

QUALITY TOOLS ENGINEERING PLAQUETTES DE TRONGONNAGE-GORGES-FILETAGE
PLAQUITAS DE CORTE-RANURAS-ROSCADO

COME SCEGLIERE | PARAMETRI DI LAVORO

CATALOGO DISPONIBILITA INSERTI TAGLIO-SCAN.

HOW TO CHOOSE CUTTING DATA

PARTING-GROOVING INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

AB LAGER LIEFERBARE WENDEPLATTEN ZUM STECH-UND NUTENDREHEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

VUE D’ ENSEMBLE QUALITE DE TRONGONNAGE-GORGES

UTILISATION DE LES QUALITEES DE TRONGONNAGE-GORGES

B B | VITESSE DE COUPE DE LA QUALITE DE PLAQUETTES DE TRONGONNAGE-GORGES

CHAMPS D’USINAGE DE LE BRISE-COPEAUX TRONCONNAGE-GORGES

DENOMINATION DE LES PLAQUETTES POUR LE TRONCONNAGE-GORGES-FILETAGE

CATALOGUE DE DISPONIBILITE PLAQUETTES DE TRONGONNAGE-GORGES
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

Tabella comparativa dei materiali - Materials comparaison table
Material vergleichstabelle - Tableau comparatif des materiaux

(1] = = | BB mn [e] v

3323
GR.

UNI WISTOFF DIN sl BS AFNOR Js ket.1 me

T
ACCIAIO NON LEGATO RICOTTO

o
ANNEALED NOT- ALLOY STEEL C<0,15% 125HB
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

FASE 3 - PHASE 3

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED

EINSTELLUNG DES VORSCHUBS
CHOIX DE L’AVANCEMENT

X42
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X47
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Vc(mimin)

T5735 | F4645

grades.
T5235| C5PV |F6315 [Ellrg
NEW

110180 | 110190 | 150300 | 130-250 | 150-180 | 110-160

110190 | 80150 | 100250 | 110-190 | 140-150 | 110-160

110190 | 70140 | 100200 | 70470 | 110430 | 110-160

110120 | 70120 | 100220 | 120200 | 120-150 | 110-160

110190 | 70140 | 70470 | 110180 | 100120 | 110-160

110180 | 70140 | 100220 | 120200 | 120-130 | 110-160

110180 | 70120 | 100180 | 110-180 | 90120 | 110-160

110180 | 60-120 | 100-160 | 70150 | 800 | 110-160

80-160 7060 | 60100 | 90150 | e0-170 | 100130 | 110-160

50120 70160 | 60100 | 70150 | 70160 | 800 [ 110160

50200 120200 | 60-100 | 120250 | 120200 | 120-140 | 110-160

50200 60-180 | 60-120 | 60-100 | 100-120 | 110-160

FASE 4 - PHASE 4

50-180 70150 | 80-180 100-140 | 90-120
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QUALITY TOOLS ENGINEERING

PANORAMICA QUALITA TAGLIO-SCANALATURA
GENERAL VIEW OF THE PARTING-GROOVING GRADE
ABSTECHEN-NUTENDREHEN-UBERSICHT

VUE D’ ENSEMBLE QUALITE DE TRONGONNAGE-GORGES
VISTA GENERAL DE LA CALIDAD DE CORTE-RANURAS

ACCIAI ACCIAI INOSSIDABILI GHISE NON FERROSI MAT.DIFFICILI MATERIALI DURI
DIN P STEELS M STAINLESS STEELS K CAST IRON N NONFERROUS S DIFFICULT MATERIAL H HARD MATERIALS
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METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
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COATED CARBIDE
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DIAMANTE POLICRISTALLINO (PCD)
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POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)

DIAMANT POLYCRISTALLIN (PCD)

215




Impiego delle qualita di taglio-scanalatura - Application of the parting-grooving grade

Einsatz der abstechen-nutendrehen - Utilisation de les qualitées de trongconnage-gorges

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o~ 100
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P M K N|S | H|PICK
DIN g g PAG. 210
= . = z
R B 21 sak | BE oD
513 heSl  ylEsExl E2g2zE3
Soux| zo2|HozlIE=H3_ W x INDICAZIONI - USO
z2W2| o085z ha|lntr 2|2 TS 2| enacia +
80|33k < E0w OEE L3Rz 2wz o, gin
SHILSZLuoh3|EeT o |2Eso|H Y| e -
QEEGIOE85|z%558|<60%|ckbsk|c%%k
TNNIINEI|OCOL|SZZS|SQODBD==STIT=
T1 1 6 b - STRUTTURA OMOGENEA A GRANO FINE
— - GRANDE STABILITA DEL TAGLIENTE
m HW ® = (ONN - GRANDE RESISTENZA ALL'USURA E ALLA ESCURSIONE
= TERMICA
N10-25 L)
b - QUALITA' PER LAVORAZIONE DI MATERIALI NON
N631 5 HW { = O | @ | Ferrosi
N05-25 (]
(- - QUALITA UNIVERSALE PER GHISA E MATERIALI NON
N 3440 HW | 0040 () () [_] ® | FERROSI
- - OTTIME PRESTAZIONI A UMIDO
N20-30 =
HC | P25-45 i - QUALITA UNIVERSALE PER VARIE TIPOLOGIE DI MATERIALI
F 4 530 M25-40 °® °® °® = - OTTIMO IMPIEGO IN CONDIZIONI DI TAGLIO INTERROTTO O
K25-40 = @ | DI LAVORAZIONI IN CONDIZIONI DIFFICILI.
PVD = - INDICATO PER LAVORAZIONI A BASSE VELOCITA DI TAGLIO,
HC | P20-45 ]
T 573 5 M20-40 = - RIVESTIMENTO MOLTO RESISTENTE ALL'USURA, EVITA
K20-40 | @ o L = @ | LAFORMAZIONE DI TRUCIOLI DI RIPORTO.
CVD =
HC | P20-45 = - ELEVATA TENACITA, PARTICOLARMENTE INDICATO PER
F 46 45 M20-40 | o °® @ | LA LAVORAZIONE DI ACCIAIO INOX.
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Impiego delle qualita di taglio-scanalatura - Application of the parting-grooving grade

Einsatz der abstechen-nutendrehen - Utilisation de les qualitées de trongonnage-gorges

SSAU

QUALITY TOOLS ENGINEERING

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- HOMOGENEOUS FINE-GRAIN STRUCTURE
- HIGH CUTTING-EDGE STABILITY
- HIGH WEAR AND THERMAL SHOCK RESISTANCE

- HOMOGENE FEINKORNSTRUKTUR

- HOHE STABILITAT DER SCHNEIDE

- HOHER WIDERSTAND GEGEN VERSCHLEISS UND
TEMPERATURSCHWANKUNGEN

- STRUCTURE HOMOGENE A GRAIN FIN

- GRANDE STABILITE DU TRANCHANT

- HAUTE RESISTANCE A LUSURE ET A LAMPLITUDE
THERMIQUE

- DEGREE FOR NON-FERROUS MATERIALS

- SORTE FUR NICHTEISENMATERIALIEN

- QUALITE POUR L'USINAGE DE MATERIAUX NON
FERREUX

- ALL-PURPOSE QUALITY FOR CAST IRON AND NON-
FERROUS MATERIALS
- EXCELLENT WET PERFORMANCE

- UNIVERSALE QUALITAT FUR GUSS UND
NICHTEISENMATERIALIEN
- AUSGEZEICHNETE NASSLEISTUNGEN

- QUALITE UNIVERSELLE POUR FONTE ET MATERIAUX
NON FERREUX
- PERFORMANCES EXCEPTIONNELLES A LEAU

- UNIVERSAL GRADE FOR VARIOUS TYPES OF MATE-
RIALS

- EXCELLENT PERFORMANCE UNDER INTERRUPTED OR
DIFFICULT CUTTING CONDITIONS

- SUITABLE FOR MACHINING WITH LOW CUTTING SPEED

- UNIVERSALE SORTE FUR VERSCHIEDENE MATERALIEN

-SEHR GUTE LEISTUNGSFAHIGKEIT MIT UNTERBROCHENEM
SCHNITT ODER BEARBEITUNG UNTER SCHWIERIGEN BEDINGUNGEN

- FUR BEARBEITUNGEN MIT NIEEDRIGEN
SCHNITTGESCHWINDIGKEITEN GEEIGNET.

-QUALITE UNIVERSELLE POUR DIFFERENTES TYPOLOGIES DE
MATERIAUX

-EMPLOI PARFAIT DANS DES CONDITIONS DE COUPE INTERROM-
PUE OU DUSINAGES DANS DES CONDITIONS DIFFICILES.

-INDIQUE POUR LES USINAGES A DE FABLES VITESSES DE COUPE.

- COATING WITH HIGH RESISTANCE TO WEAR,
PREVENTS CHIP BUILD-UP

- BESCHICHTUNG MIT HOHER
VERSCHLEISSBESTANDIGKEIT, VERMEIDET
SPANAUFBAU

- REVETEMENT TRES RESISTANT A LUSURE, EVITE LA
FORMATION DE COPEAUX DE REPORT.

- CONSIDERABLE TOUGHNESS, PARTICULARLY SUITA-
BLE FOR STAINLESS STEEL

- GOOD WEAR CONTROL AND EXCELLENT PERFOR-
MANCE UNDER DIFFICULT MACHINING CONDITIONS

- HOHE ZAHIGKEIT, BESONDERS FUR DIE
BEARBEITUNG VON EDELSTAHL GEEIGNET.

- GUTE VERSCHLEISSKONTROLLE UND BESTENS
GEEIGNET ZUR BEARBEITUNG UNTER SCHWIERIGEN
BEDINGUNGEN

- TENACITE ELEVEE, PARTICULIEREMENT INDIQUE
POUR L'USINAGE D’ACIER INOX.

- BON CONTROLE DE L'USURE ET PARFAIT DANS LEM-
PLOI D’'USINAGES DANS DES CONDITIONS DIFFICILES.

- FOR MACHINING STEELS AND STAINLESS STEELS
AT SLOW CUTTING SPEEDS FOR A VAST RANGE OF
APPLICATIONS

- EXCELLENT WET PERFORMANCE

- FUR DIE BEARBEITUNG VON STAHL UND EDELSTAHL
MIT NIEDRIGER SCHNITTGESCHWINDIGKEIT, GROSSER
ANWENDUNGSBEREICH

- AUSGEZEICHNETE NASSLEISTUNGEN

- POUR L'USINAGE D’ACIERS ET ACIERS INOXYDABLES
A DE FAIBLES VITESSES DE COUPE, AVEC AMPLE PLAGE
D’APPLICATION

- PERFORMANCES EXCEPTIONNELLES A LEAU

- HIGH RESISTANCE TO WEAR, OXIDATION AND GOOD
TOUGHNESS

- EXCELLENT PERFORMANCE ALSO WITH HIGH CUT-
TING SPEED

- HOHE VERSCHLEISS- UND OXIDATIONSFESTIGKEIT
UND GUTE ZAHIGKEIT

- HOHE LEISTUNGSFAHIGKEIT AUCH BEI HOHEN
SCHNITTGESCHWINDIGKEITEN

- HAUTE RESISTANCE A L'USURE, A L'OXYDATION ET
BONNE TENACITE.

- PERFORMANT MEME A DE HAUTES VITESSES DE
COUPE.

-HIGH TOUGHNESS

-SUITABLE FOR LOW CUTTING SPEEDS EVEN
WHEN CUTTING TO THE CENTER AND EVEN FOR
DISCONTINUOUS CUTS MACHINING

-HOHE ZAHIGKEIT

-FUR NIEDRIGE SCHNITTGESHWINDUGKEITEN, AUCH
BEIM TRENNEN BIS ZUM ZENTRUM, GEEIGNET UND
GROSSE VORSCHUBE

-HAUTE TENACITE

-INDIQUEE POUR FAIBLE VITESSE DE COUPE, MEME
POUR TRONCONNAGE JUSQ'AU CENTRE ET POUR
COUPE INTERROMPU

- EXCELLENT RESISTANCE TO WEAR

- UNIVERSAL DEGREE FOR DIFFERENT TYPES OF
MATERIALS

- SUITABLE FOR MEDIUM TO HIGH CUTTING SPEEDS

- GROOVING GRADE FOR NON-FERROUS MATERIALS,
SUCH AS ALUMINUM ALLOYS, PREFERABLY WITH HIGH

SILICON, COPPER, BRONZE CONTENT, REINFORCED
THERMOPLASTIC MATERIALS AND COMPOUNDS
- EXCELLENT FINISHING AND TOOL LIFE

- SEHR HOHE VERSCHLEISSFESTIGKEIT

- UNIVERSALSORTE FUR VERSCHIEDENE
MATERIALIEN

- FUR MITTLERE BIS HOHE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

- SORTE ZUM NUTENDREHEN FUR NICHT-
ISENMATERI LIEN, Z.B. ALUM INIUM LEGIERUNGEN,
VORZUGSWEISE MIT HOHEM SILIZIUM- , KUPFER- UND
BRON EGEHALT, VERSTARKTE THERMOPLASTE UN

VERBUNDMATERIALIEN
- HERVORRAGENDE OBERFLACHENGUTE UND
WERKZEUGSTANDZEIT

- RESISTANCE EXCELLENTE A LUSURE

- QUALITE UNIVERSELLE POUR DIFFERENTS TYPES
DE MATERIAU

- INDIQUE EN CAS DE VITESSES DE COUPE HAUTES-
MOYENNES

- DEGRE INDIQUE POUR RAINURE SUR USINAGES
DE MATERIAUX NON FERREUX, TELS QUE ALLIAGES
D’ALUMINIUM, AUTANT QUE POSSIBLE A TENEUR ELEVEE
DE SILICIUM, CUIVRE BRONZE, THERMOPLASTIQUES
RENFORCES ET COMPOSITES.

- FINITION ET VIE DE L'OUTIL EXCELLENTES

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

COATED CARBIDE

HC

METAL DUR RECOUVERT

METALLO DURO RICOPERTO

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)

DP
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VC(m/min)

Velocita di taglio delle qualita di taglio-scanalatura - Cutting speed of the parting-groving grades

Einsatzbereiche der spanbrecher (Vc) - Vitesse decoupe de la qualité de plaquettes de tronconnage-gorg

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
wareRmcen| 3323 | HRC | T116 |N6315| N3440 |F4530 | T5735 F4645 | F4340 | T5235 CS5PV | F6315 [axlilirg
PAG 1119 GR. Rm m NEW
P 1 125 120250 | 110-190 | 110-190 | 150-300 | 130-250 | 150-180 | 110-160
2 180 80-180 | 110-190 | 80-150 | 100-250 | 110-190 | 140-150 | 110-160
3 250 60-150 | 110-190 | 70-140 | 100-200 | 70-170 | 110-130 | 110-160
4 | 220 80-180 | 110-190 | 70-140 | 100-220 | 120-200 | 120-150 | 110-160
5 | 300 80-180 | 110-190 | 70-140 | 70-170 | 110-180 | 100-120 | 110-160
6 180 80-180 | 110-180 | 70-140 | 100-220 | 120-200 | 120-130 | 110-160
7-8 |250-300 60-150 | 110-180 | 70-120 | 100-180 | 110-180 | 90-120 | 110-160
9 350 60-120 | 110-180 | 60-120 | 100-160 | 70-150 | 80-90 | 110-160
10 | 200 80-160 | 70-160 | 60-100 | 90-150 | 90-170 | 100-130 | 110-160
1 | 350 50-120 | 70-160 | 60-100 | 70-150 | 70-160 | 80-90 | 110-160
” 12 | 200 50-200 | 120-200 | 60-100 | 120-250 | 120-200 | 120-140 | 110-160
Iozp
SEEG | 13 | 330 50-200 | 120-200 | 60-180 | 60-120 | 60-100 | 100-120 | 110-160
wow | 141 | 180 50-180 | 100-200 | 70-150 | 80-160 100-140 | 90-120
OB
Eog
xoEx
2882
zZEx | 14.2 |230-260 50-100 | 60-110 | 60-110 | 70-130 70-110 | 90-120
8283
<nx<g
K 15 | 180 100-200 | 100-200 | 90-180 90-180 80-120
16 | 260 90-150 | 90-160 | 90-180 80-150 80-120
17 | 160 100-180 | 100-180 | 100-160 100-160 80-120
L | 18 | 250 70-140 | 80-160 | 100-160 70-140 80-120
(2]
§§% 19 | 130 90-180 | 100-230 | 80-150 100-200 80-120
Seof
2283 | 20 | 230 70-160 | 80-160 | 80-150 80-150 80-120
N 21 60 | 100-800 | 250-350 | 100-800 500-950
22 | 100 | 80-800 | 250-350 | 80-800 500-950
23 75 | 80-500 | 250-350 | 80-500 500-950
24 | 9 250-350 | 100-450 400-950
25 | 130 250-350 | 100-450 300-700
26 | 110 | 80-300 | 250-350 | 80-400 300-950
z
= 27 90 | 200-600 | 250-350 | 200-600 300-950
—Ex
é%%x 28 | 100 | 150-400 | 250-350 | 100-300 200-950
n3zQ
gﬁggg 29 80-500 | 250-350 | 80-500 300-950
Zo b
£85% | 30 100-250 | 250-350 | 100-250 300-950
S 31 | 200
32 | 280
33 | 250
&
= 34 | 350
ig | 35 | 320
=
£582 | 36 |Rmd00
Soi=
L85 | 37 |Rm1050
H 38 | 55HRC
z
g%’%% 39 | 6OHRC
o w
2555 | 40 | 400
bett
gz 41 | 55HRC
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VC(mImin)

Velocita di taglio delle qualita di taglio-scanalatura - Cutting speed of the parting-groving grades

Einsatzbereiche der spanbrecher (Vc) - Vitesse decoupe de la qualité de plaquettes de tronconnage-gorges

QUALITY TOOLS ENGINEERING

TS | VDI | HB
MATERIALIEN 3323 HRC
WER| GR | Rm
P 1 125
2 180
3 250
4 220
5 300
6 180
7-8 |250-300
9 350
10 | 200
1 | 350
» 12 | 200
Toe
Quzd
QLEQ 13 330
w2y | 141 | 180
nxa
why <
=920
zJEx | 14.2 |230-260
8582
K 15 | 180
16 | 260
17 | 160
18 | 250
00
525 | 19 | 130
=0
Bp2t
5885 | 20 | 230
N 21 60
22 | 100
23 75
24 90
25 | 130
26 | 110
#
3 27 90
35
O=E
+ < 28 | 100
zZ6% | 29
SlEl
2895 | 30
S 31 200
32 | 280
33 | 250
7
5 34 | 350
25
E £, 35 | 320
Isuy
€522 | 36 | Rma00
5028
SL5% | 37 |Rm1050
H 38 | 55HRC
4
2358 39 | 60HRC
sgE2
2522 | 40 | 400
Eoug
228 41 | 55HRC
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QUALITY TOOLS ENGINEERING

\ v v \
- o oo de 0w

CAMPI D’IMPIEGO DEI ROMPITRUCIOLI PER TAGLIO-SCANALATURA
FIELDS OF APPLICATION FOR CHIP BREAKERS,PARTING-GROOVING
SCHNITTGESCHWINDIGKEIT ABSTECHEN-NUTENDREHEN

CHAMPS D’USINAGE DE LE BRISE-COPEAUX TRONCONNAGE-GORGES
CAMPOS DE UTILIZACION DE ROMPEVIRUTAS POR CORTE-RANURAS

.
o

w + w F M ? F4530-T5735-F4645 6 F4530-T5735-F4645
A E y ° o - - F4645 - -
ol ®l —
g ° O ﬂ F4530-T5735-F4645 F4645 F4530-T5735-F4645
?/.l o K F4530-T5735 F4530-T5735
2,5
6 2,0 = e N
5 1,5 03 | 04 e
4 1,0 — S
3 05—+ 1 1
0 01 020304 05 ™ in 0 0,05 0,10 0,15 0,20 0,25 > H
(mm) (mm) L
-SCANALATURA -TORNITURA \/
-GROOVING -TURNING
-GEWINSCHNEIDEN -DREHEN GRADI CONSIGLIATI - RECOMMENDED GRADES - EMPFOHLENE SORTEN - DEGRES CONSEILLES
-GORGES -TOURNAGE
F = FINITURA, LAV. LEGGERE FINISHING,LIGHT MACHING SCHLICHTEN,LEICHTE BEARBEITUNG| FINISSAGE,USINAGES LEGERES
M = GENERICO, LAV. MEDIE GENERIC MEDIUM MACHINING |ALLGEMEIN,MITTELSCHWERE BEARBEITUNG| GENERAL,USINAGES MOYENS
R = SGROSSATURA, LAV. PESANTI | ROUGHING, HEAVY MACHINING | SCHRUPPEN,SCHWERE BEARBETUNG| DEGROSSISAGES,USINAGES LOURDS
P,M,K,N,S,H = MATERIALI ISO PAG 1119 ISO MATERIALS PAGE 1119 ISO-MATEREIALIEN,SEITE 1119

y
&
|
=

TRONCATURA TUBI

TRONCATURA BARRE

TRONCATURE DIFFICILI

SCANALATURA

SCANALATURA-TORNITURA

PARTING OF PIPES

PARTING OF BARS

DIFFICULT PARTING OPERATION

GROOVING

GROOVING-TURNING

ROHRABSTECHEN

STANGENABSTECHEN

SCHWIERIGES ABSTECHEN

NUTENDREHEN

NUTENDREH-DREHWERKZEUGE

MATERIAUX ISO PAG 1119

TRONGCONNAGE TUYAUX

TRONGCONNAGE BARRES

TRONGCONNAGE DIFFICILES

RAINURER

RAINURER-TOURNAGE

o= APPLICAZIONE CONSIGLIATA RECOMMENDED APPLICATION EMPFOHLENER EINSATZ APPLICATION CONSEILLEE

O= APPLICAZIONE POSSIBILE POSSIBLE APPLICATION MOGLICHE ANWENDUNG APPLICATION POSSIBLE
fn (mm) = AVANZAMENTO AL GIRO FEED/REVOLUTION VORSCHUB PRO UMDREHUNG DEPLACEMENT AU TOUR
W (mm) = LARGHEZZA TAGLIENTE CUTTING EDGE WIDTH SCHNITTBREITE LARGEUR DU TRANCHANT

i DATI TECNICI E CONSIGLI D’'USO PAG 1051 A

BE TECHNICAL DATA AND SUGGESTIONS PAG 1051 é

- TECHNISCHE DATEN UND TIPPS PAG 1051 .

(H | DONNEES TECHNIQUE ET CONSEILLE D'USAGE PAG 1051 -
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DENOMINAZIONE DEGLI INSERTI PER TAGLIO - SCANALATURA - FILETTATURA

INSERTS DESIGNATION FOR PARTING - GROOVING - THREADING

DIREZIONE DI TAGLIO
CUTTING DIRECTION 3

N

LUNGHEZZA INSERTO
INSERT LENGTH

=

QUALITY TOOLS ENGINEERING

B ERE | Goon

RAGGIO SPIGOLO
RADIUS EDGE 5

SPESSORE DI TAGLIO
CUTTING THICKNESS

CODIFICA SAU
SAU CODIFICATION

I

rl

r *Wr

LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
6 IDENTIFICATION LETTER 7 MACHINING TYPES CUTTING EDGE PREPARATION 9
A N LAV. PESANTI SPECIFICO PER GHISA LUCIDATO
C P HEAVY MACHINING SPECIFIC FOR CAST IRON POLISH
7 NN
D R GENERICO SPECIFICO PER ACCIAIO INOX
SPECIFIC FOR STAINLESS STEEL
E S GENERIC
5 SPECIFICO PER LEGHE DI ALLUMINIO
H T SPECIFIC FOR ALUMINIUM ALLOYS
| U LAV. LEGGERE
_  SPECIFICO PER ACCIAIO
LIGHT MACHINING 9
J W 3 = SPECIFIC FOR STEEL
K X S g E
TAGLIENTE AFFILATO —  INTERMEDI DI USO GENERICO

L Y m 2 SHARP CUTTING EDGE g = INTERMEDIATE FOR GENERAL USE
M Z 8=
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Taglio Parting Abstechen Trongonnage Corte

Scanalatura Grooving Nutendrehen Gorges Ranuras
QUALITY TOOLS ENGINEERING
G.G HW HC DP
d HES =W ..GN w w NON RIVESTITI RIVESTITI PCD
154.15 T 14,5.. a"& i 7 r i " CEMENTED COATED GRADES
=19 T Jd1 ’ CARBIDE BESCHICHTET
156.15.. 4 A 1 G.TN | T e GRADES RECOUVERTS
60 =— | e 14,5.. Gl |
n| o o W v o v
=3 @ oS T = K=
5 8|3 3592 3 =
ART. COD. W | r/s | d | M/T|a%d1 Z z oL |o|lo L =
TOLLERANZA W - W TOLERANCE R
el A 154.15-16110 1,25| 25 [16,0]9,52| 1,2 | 45 n m
Mo 4 154.15-16130 1,45 2,5 [16,0]9,52| 1,5 | 4,5 n u
% 154.15-16160 1,80 2,5 | 16,0952 | 1,8 | 45 | | | |
154.15-16185 2,00] 25 16,0952 | 3 4,5 | | ]
154.15-16215 2,30 2,8 116,0/9,52| 3 4,5 | | | |
154.15-16265 2,80 3,3 16,0952 3 4,5 | | ]
154.15-16315 335] 38 |16,0/952| 3 4,5 | | ]
TOLLERANZA W - W TOLERANCE s
% F” 156.15-16110 .C54 1,10 3 ]16,0/952| 30 | 4,5 | |
% 156.15-16130 .C54 130 3 16,0952 3,0 | 45 [ |
% C54 156.15-16160 .C54|/160| 3 |16,0]9,52| 3,0 | 45 | |
156.15-16185 .C54185] 3 16,0952 3,0 | 45 [ |
156.15-16215 .C54|215| 3 |16,0]/952| 3,0 | 45 | |
156.15-16265 .C54265| 3 |16,0/952)| 3,0 | 45 | |
156.15-16315 .C54|3,15| 3,56 | 16,0952 | 3,3 | 45 | |
156.15-16415 .C544,15| 45 | 16,0952 | 33 | 45 | |
156.15-16110 .C57 1,10 3 [16,0/9,52| 3,0 | 45 | |
% 156.15-16130 .C57/130] 3 |16,0/952| 3,0 | 45 [ |
A 156.15-16160 .C57 160 3 16,0952 3,0 | 45 | |
% 156.15-16185 .C57/185] 3 16,0952 3,0 | 45 | |
% C57 156.15-16215 .C57|215| 3 |16,0]/952| 3,0 | 45 | |
156.15-16265 .C57|265| 3 |16,0]9,52| 3,0 | 45 | |
156.15-16315 .C57|3,15] 3,56 | 16,0952 | 3,3 | 45 [ |
156.15-16415 .C574,15] 45 | 16,0952 | 33 | 45 | |
GMGN 14.5-0.2-2 .X47 20102 |145| - 15| 8°
°© X47 +oo4L GMGN 14.5-0.2-3 .X47 30 102|145 - |22 8
() GMGN 14.5-0.4-4 .X47 40 | 04 |145| - 32| &
W37 |GMGN 14.5R1.0-2 .X47 20 | 1,0 |145] - 15| 8°
L 7 +o, 04 GMGN 14.5R1.5-3 .X47 30 | 15145 - |22 | &
R° GMGN 14.5R2.0-4 .X47 40 | 20 |145| - 32| &
GSGN 14.5-0.2-2 .X42 20 10,2 |145] - 1,5 | 10° N E
) +004L GSGN 14.5-0.2-3 .X42 30 102|145 - |22 10° | BN BN |
L) ( & |GSGN 14.5-0.4-4 .X42 40 | 04 |145| - 3,2 | 10° N E
GSGN 14.5-0.2-2 .X52 20 0,2 |145] - 1,5 | 10° | B BN |
A GSGN 14.5-0.2-3 .X52 3002|145 - |22 | 10° H N
4 GSGN 14.5-0.4-4 .X52 New | 40 | 04 | 145 — 32 | 10° N
GSTN 14.5-0.2-2 .X54 20 10,2 |145] - 1,5 | 10° H EE
X54 +oo4L GSTN 14.5-0.2-3 .X54 30[02[145] - [22]11° mEE
GSTN 14.5-0.3-4 .X54 40 ] 03 |145| - 32 | 11° H EE
GSTN 14.5R1.0-2 .X55 20 |10 |145] - 15| 8° | B BN |
-X55 o, 04 GSTN 14.5R1.5-3 .X55 3015 (145 - |22 & | EE
GSTN 14.5R2.0-4 .X55 40 | 20 |145| - 32| & | B BN |
i 2|9 olw v o 0 I
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX @3 2RSS I S
© | ™ < (0| | ©
z| 2 W |ww ] o
P | ACCIAIO - STEEL - STAHL - ACIER ® o o o °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ EEAR BN ) °
KK | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ] [ BN J (]
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N | “ALLiacES D'ALUMINIUM e ®
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES

H DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CONEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 225
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Taglio Parting Abstechen Trongonnage Corte

Scanalatura Grooving Nutendrehen Gorges Ranuras
QUALITY TOOLS ENGINEERING
HW HC DP
Wi W W,
a° rj r r’] ﬁ j r | G.GN Q r’] [‘W r "’W NON RIVESTITI RIVESTITI PCD
GMG 7 b°( 25 a’ CEMENTED COATED GRADES
= T T T - CARBIDE BESCHICHTET
25 ! G..TN | - T GRADES RECOUVERTS
N L R 25.. i
ol v
M| M| ¥ —
252 5
ART. COoD. w r | T |& | b || a
Fd| wm=—1 |GMGN 25-0.2-3 .X47 300225 | 22| 8 | -
B4 / XA47 +004f GMGN 25-0.4-4 .X47 40|04 | 25 |32 8 | -
3 V#E:] GMGN 25-0.4-5  .X47 5004 |25 41| 8 | -
I w7y |GMGN 25R1.5-3 .X47 30 15|25 | 22| 8 | -
B4 X4T 0041 GMGN 25R2.0-4 .X47 40|20 25 |32 8 | -
i WT ) |GMGN 25R2.5-5 .X47 50| 25|25 | 41| 8 | -
I =7 |GMGL 25-0.2-3  .X52 300225 |22]10°| 6 u
(3 X52 0041
2 e oD

wr—— |GMGN 25-0.2-3 .X52 30 02|25 | 22 ]10°] - ]

X52 0041

RSN

BN

X52 0041
[ NEW ]

GSGN 25-0.2-3  .X42 30102 25 |22 | 11°| -
GSGN 25-0.4-4  .X42 4004 | 25 | 32| 11°| -
GSGN 25-0.4-5 .X42 50|04 | 25 | 41 | 10°| -
GSGN 25-0.4-6  .X42 60| 04| 25 | 50|10 | -

F] =r—p= |GSGN 25-0.2-3 .X52 30| 02|25 | 22| 11°| -
B4 X52 t004f ___ |GSGN25-0.4-4 .X52New | 40 | 04 | 25 | 32 | 11° | -
B4 / WEE—EK |GSGN 25-0.4-5 .X52New | 50 | 04 | 25 | 41 | 10° | —

r GSGN 25-0.4-6 .X52New | 6,0 | 04 | 25 | 50 | 10° | —

/ w7 GMGR 25-0.23 .X52 3002|251 22]10°] 6 u

RSEN

GSTN 25-0.2-3 .X54 30102 ] 26 |22 | 11°| -
GSTN 25-0.3-4 X54 4010325 32| 11°] -
GSTN 25-0.3-5 .X54 50|03 ] 256 | 41 |10°| -
GSTN 25-0.3-6 .X54 6003 ] 25 |50]10°] -

BSEN

GSTN 25R1.5-3 .X55 3015|256 | 22| 8 - HEE
GSTN 25R2.0-4 .X55 40120 ] 25 | 32| & - LA
GSTN 25R2.5-5 .X55 50| 25| 25 | 41| 8 - HEE
GSTN 25R3.0-6 .X55 6,0 30| 25 | 50| & - LA

o|w| v
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX B 82 = S
TRz z
P | ACCIAIO - STEEL - STAHL - ACIER LA K
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE e 0@
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE )
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
226 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Taglio Parting Abstechen Trongonnage Corte

Scanalatura Grooving Nutendrehen Gorges Ranuras
QUALITY TOOLS ENGINEERING
HW HC
Wep=mg T NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
TRLN.. GRADES RECOUVERTS
n n
© < [x¢)
b= S o
COD. W r | T |a | b |F w -
o
A TRLN 3.00-0.20N .G52 3,00 0,2 - - 0° - u u
A TRLN 4.00-0.30N .G52 4,001 0,3 - - 0° - n
o
A TRLN 3.00-0.30N .G56 3,001 0,3 - - 0° - u u
A TRLN 4.00-0.40N .G56 4,00 0,4 - - 0° - n ]
TRLN 3.00-0.30N .G57P 3,001 0,3 - - 0° - .
TRLN 4.00-0.40N .G57P 4,00 0,4 - - 0° - |m
3 0 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX = & A
= b P
P | ACCIAIO - STEEL - STAHL - ACIER ° °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE °
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 227

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Taglio Parting Abstechen Trongonnage

Scanalatura Grooving Nutendrehen Gorges
QUALITY TOOLS ENGINEERING
HW HC
NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
M I N I G ROOVE (G I E-7 - _) GRADES RECOUVERTS
+0,02 E
ART. COD. W 1Y R T H S L 3
Scanalatura e Taglio |GEE-7-GP-10R-N| 10| - | - |60 | 7 | 2 |17 =
Grooving and parting |GIE-7-GP-1.0L-N |10 | - | - |60 2 |17 n
GIE..GP
S
b GIE-7-GP-15R-N|15| — | - | 60| 7 | 2 |17 ]
1 E‘I;h GIE-7-GP-15R-R| 15| — | - | 60| 7 | 2 |17 ™
L w GIE-7-GP-15L-N |15 | — | - |[60] 7 | 2 |17 [
y @ GIE-7-GP-15L-R| 15| — | - |60 ] 7 | 2 |17 ™
— GIE-7-GP-15L-L |15 | — | - |[60] 7 | 2 |17 [
\/ L)
N
=7
GIE-7-GP-20R-N|[20| - | - |60 2 |17 =
== g L
= GIE-7-GP-20R-R| 20| - | - |60 7 | 2 |17 [
GIE-7-GP-20L-N |20 | - | - |60 7 | 2 |17 ™
Tornitura - Turning
GIE-7-ST-3.0R 317 — | = | = | 7 [347] 17 5]
GIE..ST GIE-7-ST-3.0L 317 - | - | = | 7 [347]17 =
T\ A~ S
GIE-7-SG-05R 050 — | — [254] 7 | 2 |17 =
_ |GIE-7-SG-05L 050 — | — [254] 7 | 2 |17 [
Scanalatura per anelli [GE-7-sG-07R 070 — | — |254] 7 | 2 |17 u
Grooving for Rings [GIE-7-SG-07L 070 - | - J254| 7 | 2 |17 m
GIE-7-SG-08R 08| — | - [254] 7 | 2 |17 ™
GIE..SG GIE-7-SG-0.8L 08| — | — [254] 7 | 2 |17 5]
s GIE-7-SG-09R 09| - | - [254] 7 | 2 |17 ™
b GIE-7-SG-09L 09| — | - [254] 7 | 2 |17 [
. E‘I;h GIE-7-SG-11R 110 - | - |eo00| 7 | 2 |17 ™
w GIE-7-SG-1.1L 110 - | - |e00]| 7 | 2 |17 5]
b GIE-7-SG-13R 130 - | - |e00| 7 | 2 |17 ™
H @ GIE-7-SG-1.3L 130 - | - |600] 7 | 2 |17 [
\/L) GIE-7-SG-16R |160| — | — |600| 7 | 2 |17 n
GIE-7-SG-1.6L 160 - | - |600] 7 | 2 |17 [
GIE-7-SG-185R |185| — | - [600] 7 | 2 |17 ™
GIE-7-SG-1.85L |185| — | — [600] 7 | 2 |17 5]
Scanalatura raggiata e profilatura
Radial Grooving and profiling |GIE-7-GR-1.0R 10| - |050| 6 | 7 | 2 |17 L]
GIE-7-GR-1.0L 10| - Jos0] 6 | 7 | 2 |17 5]
GIE..GR s GIE-7-GR-15R 15| - |075] 6 | 7 | 2 |17 n
R\Eﬁm:%i GIE-7-GR-15L 15| - |o75] 6 | 7 | 2 |17 [
L w! GIE-7-GR-20R 20| - [100] 6 | 7 | 2 [17 =
k@l GIE-7-GR-2.0L 20| - |100] 6 | 7 | 2 |17 [
P
\/ L/>
Filettatura - Threading
GIE..GW GIE-7-GW-60R - | 60°]010| - 7 2 |17 ]
GIE-7-GW-60 L - |e0°|o10| - | 7 | 2 |17 [
ﬁDmﬁ s
L R GIE-7-GW-55R - |55° 0012 - | 7 | 2 |17 ]
H @ GIE-7-GW-55L - |55°|012| - | 7 | 2 |17 [m)
AN
[
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ;
(S]
P ACCIAIO - STEEL - STAHL - ACIER [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [}
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
228 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




