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
Tenacita =+ & CEEAEgT:EED cox\?gg %TRII\IDES
SCELTA VELOCE - QUICK PICK Toughness % o ﬁ BESCHICHTET
s N PRERE
cop. B M S NS, H S N BESBII2RA 1 d s |dl|r @
F/M|IR|F M|R|F |M|R|F M|R|F [M|R |F MR = [y Lot e Lol L L e L OO
APKT 1003  PDR 152 ®/® 00|00 |0|0|O Oo|0|O u 10,5 16,70 | 350 | 28 | 0,5 1"
APKT 1003 PDTR .S52 ole|e u 10,5 (6,70 | 3,50 | 2,8 | 05 1"
OoO/@e e O e o o o L)
APKX 1003 PDR .852 O/l®@/®OC/®®O0 0|0 o o u 10,5 6,70 | 3,50 | 2,8 | 05 1
APKT 1003 PDSR .Z54 Ole|e 0@ O L 10,5 16,70 | 350 | 28 | 0,5 "
APKT 1003 PDER .Z54 e e L 10,5 16,70 | 350 | 28 | 0,56 1"
APKT 1003 PDER .T55 o L] [ ] L} 11,0 | 6,70 | 350 | 28 | 0,5 1"
o [ o o L)
APHT 100312SR .Z53 O|0|C|® @@ o u 10,5 6,70 | 350 | 28 | 12 | 11
APHT 100320SR .Z53 O|0|C|® @@ o L 10,5 16,70 | 350 | 2,8 | 2,0 1"
APHT 1003 PDFR .857 © 0 @0 0 0000 u 10,5 6,70 | 3,50 | 2,8 | 05 1

CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY

SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY

o ° ole|le|lo|o|o|o|O
- E B ssSSmst
MATERIALI - MATERIALS 3)2';'3 He, f20 mm Ve m/min  Pag. 500
Pag. 1119 GR. HRC2) F M R | T120 | T516 | T525 | T526 | T528N | T530 | F2330 | F1035 | F2335 | F2140
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 0,15 0,2 250 220 220 230 270 125 250 200
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 200 160 160 180 220 120 200 170
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 170 150 150 150 200 100 180 120
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 0,08 0,1 150 140 140 140 180 100 150 120
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 | 0,08 0,1 100 140 130 120 120 150 130 140
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 200 180 160 240
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,06 0,12 0,15 110 200 180 160 150 200
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 200 170 160 200
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 | 0,15 0,22 500 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,12 0,18 300 300
NON METALLICI - PLASTICS 29-30 ! 0,06 0,12 0,18
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,06 0,08 0,1 20 40 40 40 40 40 50
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,1 30 50 60 50 50 50 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 0,06 | 0,08 0,1 40
Vc - 1000 1 ae/D 5o o s | wvan | oo
n = = giri/min (min'1) ae 50-100% | 20% 10% 5%
@D - 3,14 ep o
Ve V¢ (min)---------Vc(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48

® Per usare inserti con r21,2mm, bisogna modificare il corpo
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC fresa come indicato in figura.

R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ® To use inserts with r21,2mm, it is necessary to modify the

V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED R milling cutting body as illustred in the figure

n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS Raggiolnsero | . Ragglo Frosa ® Um wendeschneidplatten mit r=1,2mm, muss der fraserkor-
_ R nsel adius illing cutter Radius| L . .

fz = mm AVANZAMENTO AL DENTE -TOOTH FEED 2 bt per wie in der abbildung angegeben verandert werden

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION e R1,0 o ] .

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED : ® pPour utiliser les plaquettes avec r21,2mm, il faut modifier le

Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

corps de la fraise comme il est indiqué dans lillustration.

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 429
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

QUALITY TOOLS ENGINEERING

S 1088W .. 10 APKT 1003
S 1088 .. 10 S 1088GW .. 10 S 1089W .. -
_ Y, +11°/+12° _ Y, +11°+12° _ Y, -1.5°/+10°
@ 40-63 ¥ e @ 40-63 Y o @ 10-32 ¥ e APKST512003 u
Yo -10°-8° Yo 10°-8° Y, -21°-115° :
APKX 1003 | pusil
ISO 6462 ... ISO 6462 ... Rl SOERES -S52
APHT 1 Q@ﬂgw
253\ :
@Dt APKT 1003 | Fgn
Z54 =3
APKT 1003

.T55

APHT 1003
.S57

@0 INSERTI - INSERTS
Q PAG. 508

(mm) @, %
FORM @D @d 3aD1 Z - ?

S 1088 040 - 10 40 22 40 10 6 0,210 1,1+1,3 A 1003 | 12255P 5608P VBSF10
S 1088 050 - 10 - 50 - 22 - 40 10 - - - - 7 - = 0320 1113 A

S 1088 063 - 10 - 63 - 22 - 40 10 - - - - 8 - - 055 1113 A

S 1088W 040 - 10 - 40 - 22 - 40 10 - - - - 6 - - 0210 1113 A 1003 | 12255P 5608P VBSF10
S 1088W 050 - 10 - 50 - 22 - 40 10 - - - - 7 - = 0320 1113 A

S 1088W 063 - 10 - 63 - 22 - 40 10 - - - - 8 - - 030 1113 A

S 1088GW 040 - 10 - 40 - 22 - 40 10 - - - - 5 - - 0210 1113 A 1003 | 12255P 5608P VBSF10
S 1088GW 050 - 10 - 50 - 22 - 40 10 - - - - 6 - - 0320 1113 A

S 1088GW 063 - 10 - 63 - 22 - 40 10 - - - - 7 - - 0550 1113 A

S 1089W 10 25 01.10 A 10 8 85 13 - 10 2513520 11° 1 /10 0,017 11+13 - 1003 | 12255P 5608P —

S 1089W 12 25 01.10 A 12 8 85 13 - 10 25 13 20 9° 1 /10 0,020 1,1+1,3 -

S 1089W 16 25 02.10 B 16 8 85 13 - 10 25 - - 35° 2 - 10 0,023 11+13 -

S 1089W 20 30 03.10 B 20 i0 105 18 - 10 30 - - 15° 3 - 15 0,049 11+13 -

S 1089W 25 35 03.10 B 25 12 125 21 - 10 3 - -09 3 - 17 0,09 11+13 -

S 1089W 25 35 04.10 B 25 12 125 21 - 10 3% - -09 4 - 17 0,089 11+13 -

S 1089W 3243 05.10 B 32 16 17 29 - 10 43 - - 06° 5 - 24 0212 11+13 -

g , m B

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = PASSO GROSSO - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

Q = PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

430 - PAG. 1059



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
Tenacita =+ & CEEAEgT:EED cox\?gg %TRII\IDES
SCELTA VELOCE - QUICK PICK Toughness % o ﬁ BESCHICHTET
s N PRERE
cop. B M S NS, H S N BESBII2RA 1 d s |dl|r @
F/M|IR|F M|R|F |M|R|F M|R|F [M|R |F MR = [y Lot e Lol L L e L OO
APKT 1003  PDR 152 ®/® 00|00 |0|0|O Oo|0|O u 10,5 16,70 | 350 | 28 | 0,5 1"
APKT 1003 PDTR .S52 ole|e u 10,5 (6,70 | 3,50 | 2,8 | 05 1"
OoO/@e e O e o o o L)
APKX 1003 PDR .852 O/l®@/®OC/®®O0 0|0 o o u 10,5 6,70 | 3,50 | 2,8 | 05 1
APKT 1003 PDSR .Z54 Ole|e 0@ O L 10,5 16,70 | 350 | 28 | 0,5 "
APKT 1003 PDER .Z54 e e L 10,5 16,70 | 350 | 28 | 0,56 1"
APKT 1003 PDER .T55 o L] [ ] L} 11,0 | 6,70 | 350 | 28 | 0,5 1"
o [ o o L)
APHT 100312SR .Z53 O|0|C|® @@ o u 10,5 6,70 | 350 | 28 | 12 | 11
APHT 100320SR .Z53 O|0|C|® @@ o L 10,5 16,70 | 350 | 2,8 | 2,0 1"
APHT 1003 PDFR .857 © 0 @0 0 0000 u 10,5 6,70 | 3,50 | 2,8 | 05 1

CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY

SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY

%

MATERIALI - MATERIALS 3)2';'3 He, f20 mm Ve m/min  Pag. 500
Pag. 1119 GR. HRC2) F M R | T120 | T516 | T525 | T526 | T528N | T530 | F2330 | F1035 | F2335 | F2140
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 0,15 0,2 250 220 220 230 270 125 250 200
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 200 160 160 180 220 120 200 170
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 170 150 150 150 200 100 180 120
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 0,08 0,1 150 140 140 140 180 100 150 120
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 | 0,08 0,1 100 140 130 120 120 150 130 140
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 200 180 160 240
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,06 0,12 0,15 110 200 180 160 150 200
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 200 170 160 200
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 | 0,15 0,22 500 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,12 0,18 300 300
NON METALLICI - PLASTICS 29-30 ! 0,06 0,12 0,18
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,06 0,08 0,1 20 40 40 40 40 40 50
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,1 30 50 60 50 50 50 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560 0,06 | 0,08 0,1 40
Vc - 1000 1 ae/D 5o o s | wvan | oo
n = = giri/min (min'1) ae 50-100% | 20% 10% 5%
@D - 3,14 ep o
Ve Vc (min)---------Vc(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48

® Per usare inserti con r21,2mm, bisogna modificare il corpo
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC fresa come indicato in figura.
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ® To use inserts with r=1,2mm, it is necessary to modify the
Ve = mimin VELOGITA DI TAGLIO - GUTTING SPEED R milling cutting body as illustred in the figure

n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS Raggio Inserto Ragoo Fresa | ® Um wendeschneidplatten mit r=1,2mm, muss der fraserkor-

_ Insert Radius Milling cutter Radius L. . .
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED e {mm) per wie in der abbildung angegeben verandert werden
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION :

R1,0
R 2,0 ;
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

® Pour utiliser les plaquettes avec r21,2mm, il faut modifier le

corps de la fraise comme il est indiqué dans lillustration.

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 431
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Frese per spallamento (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

QUALITY TOOLS ENGINEERING

S 9001-8W..-10 LNMM 1006

F56 @

S 9001-6XLW.. -10

S 9001-6W..-10 S 9001-6XL'W.. 10

: v ) s ] Y, -6,3576°
@ 20-40 YS 270475 @ 20-32 yf -27°/-19° @ 40-63 Yf 7518
Y, 270175 Yo 277190 Yo 7ot | LN 1006
ol F61

ISO 6462 ...

- ad l

H
H
L L
I I
h h
U T @0 INSERTI - INSERTS
@D @D«Lgo @ PAG. 510

g

h Z
S9001-6W-020-02-10 20 20 100 9 30 4° 2 - 0,20 1,5+2,0 - 1006 C03007 5609 -
S9001-6W-020-03-10 20 20 100 9 30 4° 3 - 0,20 1,5+2,0 -
S9001-6W-025-02-10 25 25 115 9 35 3,5° 2 - 0,41 1,5+2,0 -
S9001-6W-025-03-10 25 25 115 9 35 3,5° 3 - 0,41 1,5+2,0 -
S9001-6W-032-03-10 32 32 125 9 42 3° 3 - 0,76 1,5+2,0 -
S9001-6W-032-04-10 32 32 125 9 42 3° 4 - 0,76 1,5+2,0 —
S9001-6W-040-04-10 40 32 130 9 42 2° 4 — 0,87 1,5+2,0 —
S9001-6W-040-05-10 40 32 130 9 42 2° 5 — 0,87 1,5+2,0 —
S9001-6XLW-020-02-10 20 20 150 9 30 4° 2 - 0,31 1,5+2,0 - 1006 C03007 5609 —
S9001-6XLW-025-02-10 25 25 150 9 35 3,5° 2 - 0,51 1,5+2,0 -
S9001-6XLW-032-03-10 32 32 180 9 42 3° 3 - 0,99 1,5+2,0 -
S9001-6XLMW-020-02-10 20 19 150 9 30 4° 2 - 0,31 1,5+2,0 - 1006 C03007 5609 -
S9001-6XLMW-025-02-10 25 24 150 9 35 3,5° 2 - 0,51 1,5+2,0 -
S9001-6XLMW-032-03-10 32 30 180 9 42 3° 3 - 0,99 1,5+2,0 -
S9001-8W-040-04-10 40 16 40 9 — 2° 4 — 0,24 1,5+2,0 A 1006 C03007 5609 VBSFO8L
S9001-8W-040-05-10 40 16 40 9 — 2° 5 — 0,24 1,5+2,0 A
S9001-8W-050-05-10 50 22 40 9 - 1,5° 5 - 0,35 1,5+2,0 A 1006 C03007 5609 VBSF10
S9001-8W-050-07-10 50 22 40 9 - 1,5° 7 — 0,35 1,5+2,0 A
S9001-8W-063-06-10 63 22 40 9 - 1° 6 — 0,60 1,5+2,0 A
S9001-8W-063-08-10 63 22 40 9 - 1° 8 - 0,60 1,5+2,0 A

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

432 - PAG. 1059




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
Te ita =4 o C:ﬁ:ﬁT‘VED COA"I?'II;/S %TRII\IDES
enacita w
- S | CARBIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " ° ™ 2 | Goore BESCHICHTET
o
Pag. 486
2R8 R332
cob. P /M K N S H SEEN 2 l|d s |dl r |a°
FIM/RIF[M[R|FIMR|F[M[R|F [M|R|F [M|R = |oju|w
LNMM 100605 .F56 olee® | 10 6,5 6,5 3,5 0,5 -
O|®@/®O|0|0(0|0|O |
ele |O|O ]
[ JEJ Q|0 L]
LNMM 100605 .F61 [ 3K ] u 10 6,5 6,5 3,5 0,5 -
o|o ° ]

CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olole! lololo
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY P olelel |olole
|
=== EE=
MATERIALI - MATERIALS 3}2';'3 He, f20 mm Ve m/min Pag. 500
m
Pag. 1119 GR. HRC2) F M R | T3116 | F3120 | F3420 | F1325 | F1335 | F4345
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,08 0,15 0,25 200 230 220 200
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 0,15 0,2 180 190 180 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,12 0,16 160 170 160 160
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 0,08 0,12 0,15 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 0,08 0,12 0,15 100 90 80
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,08 0,18 0,25 310 280 250 220
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,15 0,2 180 260 260 180
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 0,15 0,2 280 240 240 160
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 45-601)
/D 0,5-1 0,2 0,1 0,05
Ve - 1000 2D ae ae/ |50-100% | 20% | 10% | 5%
= ———— =giri/min (min'1) 4{
D - 3,14 P X .
2] ’ Vc Vc (m|n)--------.Vc(max)
Pag.
fz = fz0 - Kae =mm ae/D| 051 02 [ 01 [005 002 ag- 2l
50-100% | 20% | 10% | 5% | 2%
fn=fz-z=mm
Kae | 1 11 112 | 13 | 15
Vf=fz-z N =mmmin
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING * 4 Taglienti “Utili” disponibili grazie all'inserto
M  =LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC bilaterale.
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING * 4 “Useful” cutting-edges thanks to two-sided
) . insert
Ve = mimin VELOGITA DI TAGLIO - CUTTING SPEED * “Nutzliche” schneidkanten dank zweiseitiger
n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS ; 9
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED wendeschneidplatten

* Tranchants “Utiles” disponibles grace a la
plaquette bilaterale

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 433
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)

Shoulder milling cutters (90°)
Eckfraeser (90°)
Fraise a dresser (90°)

S 9001-6W..-15 @ 32-40
-6°

zf -24°/-20°

'YO -24°/-20°

QUALITY TOOLS ENGINEERING

S 9001-8W..-15

@ 50-80
o

-6,35°/-6°

'Yf -17°
Yo 7

ISO 6462 ...

LNMM

.F56

1510

LNMM

.Fé61

=
1510 n

@0 INSERTI - INSERTS
@ PAG. 510

¥

@

Z
S9001-6W-032-02-15 32 32 125 14 40 2,5° 2 - 0,71 3,8+5 - 1510 1240P 5615P -
S9001-6W-032-03-15 32 32 125 14 40 2,5° 3 - 0,71 3,8+5 -
S9001-6W-040-03-15 40 32 130 14 40 2° 3 - 0,78 3,8+5 -
S9001-6W-040-04-15 40 32 130 14 40 2° 4 - 0,78 3,8+5 -
S9001-8W-050-03-15 50 22 40 14 - 2° 3 - 0,31 3,8+5 A 1510 1240P 5615P VBSF10
S9001-8W-050-04-15 50 22 40 14 - 2° 4 - 0,31 3,8+5 A
S9001-8W-063-04-15 63 22 40 14 - 2° 4 - 0,54 3,8+5 A
S9001-8W-063-06-15 63 22 40 14 - 2° 6 - 0,54 3,8+5 A
S9001-8W-080-05-15 80 27 50 14 — 1,5° 5 - 1,0 3,8+5 A-B 1510 1240P 5615P AL12x35
S9001-8W-080-07-15 80 27 50 14 — 1,5° 7 — 1,0 3,8+5 A-B
% % v— G

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

434 - PAG. 1059



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 r d
Tenacita 4 G | ceventen COATED GRADES [ - [ {
enacita w N
- = CARBIDE BESCHICHTET 1
SCELTA VELOCE - QUICK PICK ™" I = | oo BESCHICHTET i ® ﬂ_’m
= o
Pag. 486 — s
28 889
cob. P M | K| N |S H R - 2 I |d|s|dl|r|a°
FMIR|F MR|F MR|F |M|R|F |M|R|F MR =W (TR TR
LNMM 151008 .F56 olee u 15 | 10 | 10 | 45 | 08 | -
o|e|le|o|o|o|o|o|O ]
e/®e |O|O ]
el®e |00 ]
LNMM 151008 .F61 oo ] 15 | 10 | 10 | 45 | 08 | -
o|o ° ]
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olole| |ololo
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY gin olole| |oele
MATERIALI - MATERIALS s | HB f20 mm Ve m/min Pag. 500
m
Pag. 1119 GR. HRC2) F M R | T3116 | F3120 | F3420 | F1325 | F1335 | F4345
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,08 0,15 0,25 200 230 220 200
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 0,15 0,2 180 190 180 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,12 0,16 160 170 160 160
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,08 0,12 0,15 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 0,08 0,12 0,15 100 90 80
GHISA GRIGIA - GREY CAST IRON 15-16 180260 | 0,08 | 0,18 | 0,25 | 310 | 280 | 250 | 220
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,15 0,2 180 260 260 180
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 0,15 0,2 280 240 240 160
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"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560
0,5-1 0,2 0,1 0,05
Ve - 1000 4 ae ae/D |so-100% | 20% | 10% | 5%
n = ———— =giri/min (min"1) @D
@D - 3,14
£ = 20 - K Ve V¢ (min)---------Vc(max)
Z =1Z0 - Aaeé =mm Pag.
ae/D] 051 |02 [ 01 [005 [002 g- 500
fn=fz-z=mm 50-100% | 20% | 10% 5% 2%
Kae
Vf=fz -z n=mmmin L 11 1.2 13 15
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING * 4 Taglienti “Utili” disponibili grazie allinserto
M = LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC bilaterale.
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING * 4 “Useful” cutting-edges thanks to two-sided
Vc /min VELOCITA DI TAGLIO - CUTTING SPEED et
= m/min - N o . e
L]
n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS 4 "Nutzliche _schneldkanten dank zweiseitiger
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED wendeschneidplatten

* 4 Tranchants “Utiles” disponibles grace a la
plaquette bilaterale

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 435
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

QUALITY TOOLS ENGINEERING

S 1298W ..12 S
S 1296W .. 12 S 1296XLZ .. 12 S 1298GW..12 SDMT 1205 EQ”E ﬁ
S 1298G..12 .F58
_ Y, +8°/+7° _ Y, +8°+7° _ Y, +7°/+8°
@ 32-40 Yf e @ 32-40 Yf e @ 50-250 Yf e
Y, -9°-8° Y, -9°-8 Y, -8°-16°
od "~ ISO 6462 ...
| — H
| ]
R |
L2 |L i
! ; ? i e h
o @D 90° INSERTI - INSERTS
@D +L9° PAG. 513

¥

S 1296W 032 -12 32 32 10 10,56 40 50 2 - 0,545 3850 - 1205 |124011P 5620P -

S 1296W 040 - 12 40 32 15 10,6 45 45 3 - 0,618 38+50 -

S 1296XLZ 032 - 12 32 32 250 10,5 40 - 2 - 1,432 38+50 - 1205 |124011P 5620P =

S 1296XLZ 040 - 12 40 40 250 10,5 45 - 3 - 2,247  38+50 -

S 1298W 050 - 12 50 22 40 10,5 - - 5 \4 0,295 38+50 A 1205 |124011P 5620P VBSF10
S 1298W 063 - 12 63 22 40 10,5 - - 6 \4 0,470 3850 A

S 1298W 080 - 12 80 27 50 10,5 - - 6 \4 1,040 38+50 A 1205 |124011P 5620P VBSF12
S 1298W 100 - 12 100 32 50 10,5 - - 8 \ 1,600 38+50 A 1205 |124011P 5620P VBSF16
S 1298W  125-12 125 40 63 10,5 - - 9 N4 3,300 38+50 A 1205 |124011P 5620P VBSF20
S 1298GW 050 - 12 50 22 40 10,5 - - 3 - 0,289 3850 A 1205 |124011P 5620P VBSF10
S 1298GW 063 - 12 63 22 40 10,5 - - 4 \4 0,474 3850 A

S 1298GW 080 - 12 80 27 50 10,5 - - 5 \4 1,04  38+50 A 1205 |124011P 5620P VBSF12
S 1298GW 100 - 12 100 32 50 10,5 - - 6 N 1,61 3,8+5,0 A-B 1205 |124011P 5620P VBSF16
S 1298GW 125 -12 125 40 63 10,5 - - 7 \4 3,275 3850 A-B 1205 |124011P 5620P VBSF20
S 1298G 160 - 12 160 40 63 10,5 - - 8 \4 3,74  38+50 C 1205 |124011P 5620P -

S 1298G 200 - 12 200 60 63 10,5 - - 10 VY 7,07 38+50 D

S 1298G 250 - 12 250 60 63 10,5 - - 12 Y 10,06 3,8+50 D

— oy

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D'’ARROSAGE
XLZ = EXTRALUNGA , STELO CILINDRICO - EXTRALONG , CYLINDRICAL SHANK - EXTRALANG , ZYLINDERSCHAFT - EXTRALONGUE , QUEUE CYLINDRIQUE
G = PASSO GROSSO - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

Q = PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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 r d— EN
NON RIV. RIVESTITI -
Tenacita =4 i | cEMENTED COATED GRADES \ J
- S | CARsIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " 2 | o BESCRICHTET d1
- o 7
Pag. 486 90° —~Is—
3 3
D. P M| K| N S H e 9 .
co FMRIF[M[R|F[M[R|F[M[R[F [M[R]|F [M]R = o I d s dljr a
SDMT 1205 PDSR .F58 o e | 12,7 | 12,7 | 5,0 55 0,8 15
[ JKJ Q|0 L]
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r o o
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° °
E £
MATERIALI - MATERIALS 3)2';'3 He, fz0 mm Vc m/min_ Pag. 500
m
. HRC!
Pag. 1119 GR. 2) F M R | T1730 | F1335
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1—5 125300 | 012 | 025 | 0,35 | 230 | 220
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 0,1 0,2 0,3 190 | 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,1 0,2 0,3 165 160
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,08 0,15 0,25 150
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 0,06 | 0,10 | 0,20 90
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 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 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560
0,5-1 0,2 0,1 0,05
Vc - 1000 4 ae/D |50-100% | 20% | 10% | 5%
n = ————— =giri/min (min™") ae
@D - 3,14 4
Ve V¢ (min)---------Vc(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M =LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR
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 437

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)

Shoulder milling cutters (90°)
Eckfraeser (90°)
Fraise a dresser (900) QUALITY TOOLS ENGINEERING

APKT 1604
S 1696 ..16 @ 2540 S 1696W .. 16 @ 25-40 $51/.854
Yp +4°/+8° Yp +4°/+8° APKT 1604
Y, -13.5°-125° Y, -13.5°-12,5° .S52
Y, 135125 Yo 1357125 APMT 1604
152
APFT 1604
.S52
APKX 1604
.S52
I APFX 1604
.S52
APKT 1604
Z54
APKT 1604
.T55

H — APKT 1604
K57P

nlgaceeng

L
i
h
& @0 INSERTI - INSERTS
@ PAG. 509

ahi

Z £y
S 1696 025 - 16 25 25 100 16 44 44 3,5° 2 \4 0,29  38+50 1604 |C04008P 5615P
S 1696 032 - 16 32 32 110 16 50 50 2,0° 3 \4 0,54  38+50 1604 |C04011P 5615P
S 1696 040 - 16 40 32 115 16 55 55 1,5° 4 \4 0,64  38+50
S 1696W 025 - 16 25 25 100 16 44 44 3,5° 2 \4 0,29  38+50 1604 |C04008P 5615P
S 1696W 032 - 16 32 32 110 16 50 50 2,0° \ 0,54  38+50 1604 |CO04011P 5615P
S 1696W 040 - 16 40 32 115 16 55 55 1,6° 4 \4 0,64 3850

m B
W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
XLZ = EXTRALUNGA, STELO CILINDRICO - EXTRALONG , CYLINDRICAL SHANK - EXTRALANG , ZYLINDERSCHAFT - EXTRALONGUE , QUEUE CYLINDRIQUE

Q = PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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

HW HC r d a°
NON RIV. RIVESTITI
ferocic+ ek e
SCELTA VELOCE - QUICK PICK " " SESCHCHTED
Pag. 459 oo olodlol 033l
cob. P /M K| N _S | H g8 HaNE (SR8 (1 d|s [dlr|a
FIMRIFIMIR|F|M|R|F [M|R|F[M|R|F MR || o L Lt 0 L N
APKT 1604 PDR .S51 O|0|O0|OC|®|® O|O|O0|0|O|0O L 17,0 | 945 | 5,26 | 4,4 0,4 11
APMT 1604 PDR 152 O|®@/®@/0|0|0|0|0|0 O|0|0 n 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDTR .S52 O|le@OC|®®O|O0|O0 o Oo|O0|0 u 17,0 | 9,45 | 526 | 4,4 0,8 1"
ole|e L
APFT 1604 PDTR .S52 oO|eeOC|e e [e] o [e] u 17,0 1 9,45 | 476 | 4,4 0,8 1"
APKX 1604 PDR .§52 olee | 17,0 | 9,45 | 5,76 | 4,4 0,8 1"
OleeOCle e [e] O [e] |
oOleeo|ee |O [e) (e} ]
APFX 160416 R .§52 o|leeOC|e e [e] [0} [¢] u 17,0 | 945 | 476 | 44 1,6 1
APFX 160424 R .§52 oO|eeOCje e [e] o [e] L 17,0 | 9,45 | 476 | 4,4 2,4 11
APFX 160430 R .§52 oOleeO|e e [¢] O [¢] u 17,0 | 9,45 | 476 | 44 3,0 1
APFX 160440 R .852 oO|eeOCje e [e] O [e] u 17,0 1 9,45 | 476 | 44 | 4,0 1
APFX 160448 R .S52 O|le e Oje e [0 ) [0} L] 17,0 1 945 | 476 | 44 | 48 11
APFX 160460 R .S§52 oO|eeOCje e [e] ¢} o ] 17,0 | 9,45 | 4,76 | 4,4 6,0 1
APKT 1604 PDTR .S54 ® ® e O|e O e} L 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APKT 1604 PDSR .Z54 [ JK ) u 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDR .T55 o [ ] [ ] | 17,0 | 945 | 576 | 45 | 0,8 1"
O L] [¢] L] L]
APKT 1604 PDFR .K57P LK) ] 16,4 | 9,53 | 4,76 | 4,4 0,2 11
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olo elololel lolelele
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY oo olelelol lolololo
MATERIALI - MATERIALS s | HB fz0 mm Vc m/min Pag. 500
m
Pag. 1119 HRC?) F | M | R |T10]|T120 | T516 | T525 | T526 |T528N| T530 |F2330|F2335| T544
GR.
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 02 | 03 250 | 220 | 220 | 230 | 270 | 250 | 230
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 200 | 160 | 160 | 180 | 220 | 200 | 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 170 | 150 | 150 | 150 | 200 | 180 | 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 | 0,12 | 0,2 150 | 140 | 140 | 140 | 180 | 150 | 140
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 0,06 | 0,1 | 0,15 100 140 | 130 | 120 | 120 | 150 | 130 | 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 | 250 | 200 180 | 160 240 | 160
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 | 120 | 110 | 200 | 180 160 | 150 200 | 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 | 120 | 120 | 220 | 200 170 | 160 200 | 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,08 | 02 | 0,35 | 950 | 500 600 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 | 0,18 | 0,3 | 400 | 300 300 300
NON METALLICI - PLASTICS 29-30 i 0,06 | 0,18 | 0,3 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,05 | 0,08 | 0,12 | 20 20 40 40 40 40 40 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 | 30 50 60 | 50 | 50 | 50 | 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 0,05 | 0,08 40
. 0,5-1 0,2 0,1 0,05
Ve-1000 ae/D |so-100% | 20% | 10% | 5%
n = = giri/min (min~') @D ae
@D - 3,14 4
Ve V¢ (min)---------V'c(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48

® Per usare inserti con r21,6mm, bisogna modificare il corpo
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC fresa come indicato in figura.
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ® To use inserts with r=1,6mm, it is necessary to modify the
Ve = m/min VELOGITA DI TAGLIO - CUTTING SPEED . “R . milling cutting body as illustred in the figure
n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS ﬁ‘ﬁ‘é’é:r'f’ri’;)%?\i‘s" Mmﬁg%,?dﬁ%'ﬁiiaus ® Um wendeschneidplatten mit r=1,6mm, muss der fraserkor-
mm mm
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED 16 El@ per wie in der abbildung angegeben verandert werden
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION 24 R12 . i -
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED 29 S0 ® Pour utiliser les plaquettes avec r=1,6mm, il faut modifier le
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR 45 = corps de la fraise comme il est indiqué dans lillustration.
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / Ml NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [J NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 439

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

S 1696XLZ .. 16

_ Yp +4°/+8°
@ 25-40 Yy -135°-12,5°
Y, -135°%-12,5°

S 1696XLZ .16
@ 25-32 ¥ tasiras
Yo -13,5°/-12,5°
‘T gdhﬁ [—,
H

QUALITY TOOLS ENGINEERING

S 1697 .. 16
_ Y, +4°/+8°
Q 25 40 Yf -13,5°/-12,5°
Y, -135%-12,5°

APKT 1604
.551/.554

APKT 1604
.S52

APMT 1604
152

APFT 1604
.S52

APKX 1604
.S52

APFX 1604
.S52

APKT 1604
.Z54

APKT 1604
.T55

APKT 1604
.K57P

slgEcaeng

INSERTI - INSERTS
PAG. 509

Ak

z £
S 1696XLZ 025 - 16 25 25 200 16 44 - 3,5° 2 v - 0,69 3,8+5,0 1604 |C04008P 5615P
S 1696XLZ 032 - 16 32 32 250 16 50 - 2,0° 3 v - 1,44 3,8+5,0 1604 |C04011P 5615P
S 1696XLZ 040 - 16 40 32 250 16 50 - 1,5° 4 v - 2,30 3,8+5,0
S 1696XLZM 025 - 16 25 24 200 16 35 - 3,5° 2 Y 05 067 3,8+5,0 1604 |C04008P 5615P
S 1696XLZM 032 - 16 32 30 250 16 35 - 2,0° 3 Y 1,0 1,51 3,8+5,0 1604 |C04011P 5615P
S 1697 025 - 16 25 CM3 124 16 38 43 3,5° 2 \4 - 0,30 3,8+5,0 1604 |C04008P 5615P
S 1697 032 - 16 32 CM3 124 16 38 43 2,0° 3 \'s — 0,34 3,8+5,0 1604 |C04011P 5615P
S 1697 040 - 16 40 CM3 135 16 49 54 1,5° 4 v - 0,43 3,8+5,0
X i
m E
$1696 XLZM... -16

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
GXL = PASSO GROSSO EXTRALUNGA - EXTRALONG WITH LARGE TEETH DISTANCE - EXTRALANG MIT NORMAL ZUHNTEILUNG - EXTRALONGUE AVEC GRANDE DISTANCE DENTS

= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

- PAG. 1059
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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

HW HC I d ga°
NON RIV. RIVESTITI
oo+ ek Cpdewer
SCELTA VELOCE - QUICK PICK "~ SESCHCHIED
Pag. 459 o|e olodlol 033
cob. P /M K| N _S | H g8 HaNE (SR8 (1 d|s |[dl]r|a
FIMRIFIMIR|IF|M|R|F [M|R|F [M|R|F |M|R || L Lt 0 L N
APKT 1604 PDR .S51 O|0|0|O|®|® O|O|0|O0|O0|0 L 17,0 1 9,45 | 526 | 4,4 0,4 11
APMT 1604 PDR 152 O|®@/®@/O|0|0|0|0|O O|0|0 n 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDTR .S52 O|le@OC|®@®O|0|0 o Oo|Oo|0 u 17,0 | 9,45 | 526 | 4,4 0,8 1"
ole|e L
APFT 1604 PDTR .S52 oOleeOCje e [e] O [¢] u 17,0 1 9,45 | 476 | 4,4 0,8 1
APKX 1604 PDR .§52 olee | 17,0 | 9,45 | 5,76 | 4,4 0,8 1"
OleeOCle e (o] O [e] u
oOleeo|ee |O [e) (e} ]
APFX 160416 R .852 o|eeOC|e e [e] O [e] u 17,0 | 9,45 | 476 | 44 1,6 1
APFX 160424 R .§52 oO|@eeOCje e [e] [0} [e] L 17,0 | 9,45 | 4,76 | 4,4 2,4 11
APFX 160430 R .S52 oOleeOC|e e [¢] Q [¢] u 17,0 | 9,45 | 476 | 44 3,0 1
APFX 160440 R .852 oO|eeOC|e e [e] o [e] u 17,0 1 9,45 | 476 | 44 | 4,0 1
APFX 160448 R .S52 oO|le e Oe e [0 ) [0} L] 17,0 | 945 | 476 | 44 | 48 11
APFX 160460 R .§52 oOleeOCje e [e] O O ] 17,0 | 9,45 | 476 | 4,4 6,0 1
APKT 1604 PDTR .S54 ® ® e O|e O O L 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APKT 1604 PDSR .Z54 [ JKJ u 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDR .T55 o [ ] [ ] | 17,0 | 945 | 576 | 45 | 0,8 1"
[e] L] [¢] L] L]
APKT 1604 PDFR .K57P LK) ] 16,4 | 9,53 | 4,76 | 4,4 0,2 1
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olo elololel lolelele
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY oo olelelol lolololo
MATERIALI - MATERIALS s | HB fz0 mm Vc m/min Pag. 500
m
Pag. 1119 GR. HRC?) F | M | R |T10]|T120 | T516 | T525 | T526 |T528N| T530 |F2330|F2335| T544
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 02 | 03 250 | 220 | 220 | 230 | 270 | 250 | 230
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 200 | 160 | 160 | 180 | 220 | 200 | 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 170 | 150 | 150 | 150 | 200 | 180 | 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 | 0,06 | 0,12 | 0,2 150 | 140 | 140 | 140 | 180 | 150 | 140
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 0,06 | 0,1 | 0,15 100 140 | 130 | 120 | 120 | 150 | 130 | 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 | 250 | 200 180 | 160 240 | 160
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 | 120 | 110 | 200 | 180 160 | 150 200 | 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,1 02 | 03 | 120 | 120 | 220 | 200 170 | 160 200 | 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,08 | 02 | 0,35 | 950 | 500 600 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 | 0,18 | 0,3 | 400 | 300 300 300
NON METALLICI - PLASTICS 29-30 i 0,06 | 0,18 | 0,3 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 | 0,05 | 0,08 | 0,12 | 20 | 20 40 40 | 40 | 40 | 40 | 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 | 30 50 60 | 50 | 50 | 50 | 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 0,05 | 0,08 40
. 0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D o | 209 X .
o ] 50-100% | 20% 10% 5%
n = ————— =giri/min (min™") @D ae
@D - 3,14 ot
Ve V¢ (min)---------V'c(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz:-z=mm 50-100%| 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48

® Per usare inserti con r21,6mm, bisogna modificare il corpo

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING - i
fresa come indicato in figura.

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC

R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ® To use inserts with r=1,6mm, it is necessary to modify the
Ve = mimin VELOGITA DI TAGLIO - GUTTING SPEED . xRR _ milling cutting body as illustred in the figure
n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS uﬁ?%".a%ﬁ?.ﬂ‘s" MiIIin;gc(nglger;asaadius ® Um wendeschneidplatten mit r=1,6mm, muss der fraserkor-
b o
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED 16 Bik0 per wie in der abbildung angegeben verandert werden
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION 24 R1.2 n i ”
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED i:g E;:g ® Pour utiliser les plaquettes avec r21,6mm, il faut modifier le
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR 8 T corps de la fraise comme il est indiqué dans l'illustration.
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 441

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

o 2 o
Fraise a dresser (90°) QUALITY TOOLS ENGINEERING

@ 40-125 S 1698W ..16 @ 40-125 APKT 1604
S 1698 .. 16 S 1698GW..16 .851/.554

Y, +6°+9° Y, *6°+9° | APKT 1604
Yf 12,5°-3° yf -12,5°/-3° .852 a

Y, -125%-3° Y, -12,5%-3° APMT 1604

1SO 6462 ... ISO 6462 ... 152
APFT 1604
.852
APKX 1604
.S52

=
Mo |
- |

APKT 1604
.Z54

| g
&
—

APKT 1604
.K57P

@0 INSERTI - INSERTS
@ PAG. 509

71

z <

S 1698 040 - 16 40 16 40 16 1,8° 4 \'s 0,18 3,8+5,0 A 1604 C04011P 5615P VBSF08
S 1698 050 - 16 50 22 40 16 1,0° 5 Y 0,25 3,8+5,0 A 1604 C04011P 5615P VBSF10
S 1698 063 - 16 63 22 40 16 0,7° 6 Y 0,47 3,8+5,0 A

S 1698 080 - 16 80 27 50 16 0,6° 7 Y 0,94 3,8+5,0 A-B 1604 C04011P 5615P VBSF12
S 1698 100 - 16 100 32 50 16 0,4° 8 Y 1,55 3,8+5,0 A-B 1604 C04011P 5615P VBSF16
S 1698 125 - 16 125 40 63 16 0,3° 9 Y 3,43 3,8+5,0 A-B 1604 C04011P 5615P VBSF20
S 1698W 040 - 16 40 16 40 16 1,8° 4 \'s 0,18 3,8+5,0 A 1604 C04011P 5615P VBSF08
S 1698W 050 - 16 50 22 40 16 1,0° 5 Y 0,25 3,8+5,0 A 1604 C04011P 5615P VBSF10
S 1698W 063 - 16 63 22 40 16 0,7° 6 \'s 0,47 3,8+5,0 A

S 1698W 080 - 16 80 27 50 16 0,6° 7 \'s 0,94 3,8+5,0 A-B 1604 C04011P 5615P VBSF12
S 1698W 100 - 16 100 32 50 16 0,4° 8 Y 1,55 3,8+5,0 A-B 1604 C04011P 5615P VBSF16
S 1698W 125 - 16 125 40 63 16 0,3° 9 \'s 3,43 3,8+5,0 A 1604 |C04011P 5615P VBSF20
S 1698GW 040 - 16 40 16 40 16 1,8° 3 Y 0,17 38+5,0 A 1604 C04011P 5615P VBSF08
S 1698GW 050 - 16 50 22 40 16 1,0° 4 \'s 0,24 3,8+5,0 A 1604 |C04011P 5615P VBSF10
S 1698GW 063 - 16 63 22 40 16 0,7° 5 \'s 0,45 3,8+5,0 A

S 1698GW 080 - 16 80 27 50 16 0,6° 6 Y 0,92 3,8+5,0 A-B 1604 |C04011P 5615P VBSF12
S 1698GW 100 - 16 100 32 50 16 0,4° 7 \'s 1,52 3,8+5,0 A-B 1604 C04011P 5615P VBSF16
S 1698GW 125 - 16 125 40 63 16 0,3° 8 Y 3,10 3,8+5,0 A-B 1604 C04011P 5615P VBSF20

i— E

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = PASSO GROSSO - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

Q = PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

442 - PAG. 1059



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

HW HC I d ga°
NON RIV. RIVESTITI
oo+ ek Cpdewer
SCELTA VELOCE - QUICK PICK "~ SESCHCHIED
Pag. 459 o|e olodlol 033
cob. P /M K| N _S | H g8 HaNE (SR8 (1 d|s |[dl]r|a
FIMRIFIMIR|IF|M|R|F [M|R|F [M|R|F |M|R || L Lt 0 L N
APKT 1604 PDR .S51 O|0|0|O|®|® O|O|0|O0|O0|0 L 17,0 1 9,45 | 526 | 4,4 0,4 11
APMT 1604 PDR 152 O|®@/®@/O|0|0|0|0|O O|0|0 n 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDTR .S52 O|le@OC|®@®O|0|0 o Oo|Oo|0 u 17,0 | 9,45 | 526 | 4,4 0,8 1"
ole|e L
APFT 1604 PDTR .S52 oOleeOCje e [e] O [¢] u 17,0 1 9,45 | 476 | 4,4 0,8 1
APKX 1604 PDR .§52 olee | 17,0 | 9,45 | 5,76 | 4,4 0,8 1"
OleeOCle e (o] O [e] u
oOleeo|ee |O [e) (e} ]
APFX 160416 R .852 o|eeOC|e e [e] O [e] u 17,0 | 9,45 | 476 | 44 1,6 1
APFX 160424 R .§52 oO|@eeOCje e [e] [0} [e] L 17,0 | 9,45 | 4,76 | 4,4 2,4 11
APFX 160430 R .S52 oOleeOC|e e [¢] Q [¢] u 17,0 | 9,45 | 476 | 44 3,0 1
APFX 160440 R .852 oO|eeOC|e e [e] o [e] u 17,0 1 9,45 | 476 | 44 | 4,0 1
APFX 160448 R .S52 oO|le e Oe e [0 ) [0} L] 17,0 | 945 | 476 | 44 | 48 11
APFX 160460 R .§52 oOleeOCje e [e] O O ] 17,0 | 9,45 | 476 | 4,4 6,0 1
APKT 1604 PDTR .S54 ® ® e O|e O O L 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APKT 1604 PDSR .Z54 [ JKJ u 17,0 | 9,45 | 526 | 44 0,8 1
APKT 1604 PDR .T55 o [ ] [ ] | 17,0 | 945 | 576 | 45 | 0,8 1"
[e] L] [¢] L] L]
APKT 1604 PDFR .K57P LK) ] 16,4 | 9,53 | 4,76 | 4,4 0,2 1
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olo elololel lolelele
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY oo olelelol lolololo
MATERIALI - MATERIALS s | HB fz0 mm Vc m/min Pag. 500
m
Pag. 1119 GR. HRC?) F | M | R |T10]|T120 | T516 | T525 | T526 |T528N| T530 |F2330|F2335| T544
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 02 | 03 250 | 220 | 220 | 230 | 270 | 250 | 230
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 200 | 160 | 160 | 180 | 220 | 200 | 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 170 | 150 | 150 | 150 | 200 | 180 | 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 | 0,06 | 0,12 | 0,2 150 | 140 | 140 | 140 | 180 | 150 | 140
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 0,06 | 0,1 | 0,15 100 140 | 130 | 120 | 120 | 150 | 130 | 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 | 250 | 200 180 | 160 240 | 160
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 | 120 | 110 | 200 | 180 160 | 150 200 | 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,1 02 | 03 | 120 | 120 | 220 | 200 170 | 160 200 | 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,08 | 02 | 0,35 | 950 | 500 600 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 | 0,18 | 0,3 | 400 | 300 300 300
NON METALLICI - PLASTICS 29-30 i 0,06 | 0,18 | 0,3 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 | 0,05 | 0,08 | 0,12 | 20 | 20 40 40 | 40 | 40 | 40 | 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 | 30 50 60 | 50 | 50 | 50 | 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 0,05 | 0,08 40
. 0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D o | 209 X .
o ] 50-100% | 20% 10% 5%
n = ————— =giri/min (min™") @D ae
@D - 3,14 ot
Ve V¢ (min)---------V'c(max)
fz =fz0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz:-z=mm 50-100%| 30% | 20% | 10% | 5% | 2%
Vf=fz -z n=mmmin Kae | 1 12 115 | 21 | 3 |48

® Per usare inserti con r21,6mm, bisogna modificare il corpo

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING - i
fresa come indicato in figura.

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC

R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ® To use inserts with r=1,6mm, it is necessary to modify the
Ve = mimin VELOGITA DI TAGLIO - GUTTING SPEED . xRR _ milling cutting body as illustred in the figure
n = giri/min (min-') NUMERO DI GIRI - NUMBER OF REVOLUTIONS uﬁ?%".a%ﬁ?.ﬂ‘s" MiIIin;gc(nglger;asaadius ® Um wendeschneidplatten mit r=1,6mm, muss der fraserkor-
b o
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED 16 Bik0 per wie in der abbildung angegeben verandert werden
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION 24 R1.2 n i ”
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED i:g E;:g ® Pour utiliser les plaquettes avec r21,6mm, il faut modifier le
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR 8 T corps de la fraise comme il est indiqué dans l'illustration.
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 443

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per spallamento (90°)

Shoulder milling cutters (90°)
Eckfraeser (90°)

o 2 o
Fraise a dresser (90°) QUALITY TOOLS ENGINEERING

@ 50-160 LNMX
I1SO 6462 ...
S 9003.8W .. 13 y, = , ' e g
’Yf -15,8°/-9° A I i '
Y, -15.8°-9° | ) ‘ & LNMX
131308.. =
.F61

(% INSERTI - INSERTS
PAG. 511

¥

Y4
S 9003.8W-050-05-13 50 22 42 40 12 5 - 0,30 3850 A 1313 1240P  5615P VBSF10
S 9003.8W-050-06-13 50 22 42 40 12 6 - 0,29 3850 A
S 9003.8W-063-06-13 63 22 48 40 12 6 - 0,51 3850 A
S 9003.8W-063-08-13 63 22 48 40 12 8 - 0,50 38+50 A
S 9003.8W-080-07-13 80 27 60 50 12 7 - 1,00 3850 A 1313 1240P  5615P AL 12x35
S 9003.8W-080-10-13 80 27 60 50 12 10 - 1,00 3850 A
S 9003.8W-100-09-13 100 32 80 50 12 9 - 166 3850 A 1313 1240P  5615P AL 16x35
S 9003.8W-100-13-13 100 32 80 50 12 13 - 1,64 3850 A
S 9003.8W-125-11-13 125 40 95 63 12 1" - 3,20 38+50 A-B 1313 1240P  5615P AL 20x45
S 9003.8W-125-17-13 125 40 95 63 12 17 - 3,17 38+50 A-B
S 9003.8-160-12-13 New 160 40 115 63 12 12 - 4,00 38+50 C-D 1313 1240P  5615P -
S 9003.8-160-19-13 New 160 40 115 63 12 19 - 398 3850 C-D

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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QUALITY TOOLS ENGINEERING

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
d

HT | HW HC r
NON RIV. RIVESTITI B =
Tenacita =4 i | cEmeNTED COATED GRADES ? } R J
SCELTA VELOCE - QUICK PICK = | Garane BESCHICHTET I d1
Toughness - 8 RECOUVERTS ; . W j
Pag. 486 sl
] QD
P M K N S H - »|o™ o
copb. FIM|R|F [M|R|F [M|R|F [M|R|F |[M|R |F [M|R [ o I d|s|dlr|a
LNMX 131308 .F58 ole|e|o]o]o|o]o]o ] 1313 ] 7 [46] 08| -
ele| 0|0 m
LNMX 131308 F61 o|o ole [ 13 [ 13] 7 |46 |08 -
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f o olo
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY P ° ole
——
= ==
MATERIALI - MATERIALS s | HB f20 mm Ve m/min  Pag. 500
m
Pag. 1119 GR. HRC2) F M R | F3120 | F1325 | F1335
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,15 0,25 0,4 200 230 220
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,12 0,18 0,3 180 190 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,12 0,18 0,3 160 170 160
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 0,1 0,14 0,25 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 0,1 0,12 0,2 100 90
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,15 0,3 0,5 280 220
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,15 0,25 0,4 260 180
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,12 0,2 0,35 240 160
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'
. 0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D |50.100% | 20° . .
_ g a6 50-100% | 20% | 10% | 5%
n = = giri/min (min~') @D
@D - 3,14 o
Ve V¢ (min)---------Vc(max)
fz =1z0 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=1fz -z n =mmmin Kae| 1 12 |15 | 21 | 3 | a8
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING ® 4 Taglienti “Utili” disponibili grazie all'inserto
M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC bilaterale.
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING * 4 “Useful’ cutiing-edges thanks to two-sided
Ve = m/min VELOCITA DI TAGLIO - CUTTING SPEED moert ) o
n = giri/min (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS r | ®4“Nutzliche” schneidkanten dank zweiseitiger
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED wendeschneidplatten

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ® 4 Tranchants “Utiles” disponibles grace a la
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED plaquette bilaterale
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 445
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



§ ELIFRESE-FRESE PER SCANALATURA-FRESE FORANTI
== HELICAL END MILLS-GROOVING END MILLS-DRILLING END MILLS
——] SCHAFTSCHRUPPFRASER ZUM NUTENFRASEN-BORHNUTENFRASER,SCHEIBENFRASER
B FRAISES HELICOIDALES-FRAISES A CANNELER- FRAISES A PERCER
== FRESA HELICOIDALES-FRESAS PARA RANURAS-FRESAS TALADRADORAS

QUALITY TOOLS ENGINEERING

1056 [ 1058 [ | se66 [ S668 L |
8 2 } @ ®
g g g 8
ot '
l/l/“ﬂ
S 1056W .. 10 8811005588\/\/\/\::':‘1100 S 666 .. 16 S 668 .. 16
AP..1003 156.15.16..
450 450 454
8 4 8
N
T
e
S 1656W .. 16 S 1658 .. 16 S 976W ..
SP..0603
AP..1604 SP..09T3
SP..1204

446



8 g
S 950 .. S 905W
SNHX..11.. AP..1003
:C! SNHX..12.. E’I AP..1604
Pag.
458
é

=
1]

SNHX..11..
SNHX..12..

Pag.
460

=50-80

@D

S959 ..

@

SNHX..11..
SNHX..12..

447




Elifrese
Helical endmills
Schaftschruppfraeser

Fraise en bout hélicoidal QUALITY TOOLS ENGINEERING

@ 20-40 S 1058W .. 10 @ 40-63 APKT 1003 ﬂ
S 1058WF .. 152
APKT 1003
.§52 u
ho APKX 1003
“@‘d” S52 [ =

APKT 1003 n& f

254 —
APKT 1003

.T55 — a
APHT 1003 a
.S57

@0 INSERTI - INSERTS
Qg PAG. 508

z N 6462

S 1056W 020-10 20 20 87 37 28 37 2 4 1 0,200 1,1+13 - 1003 | 12255P  5608P -

S 1056W 020.2-10(**) 20 20 87 37 28 37 2 6 2 0,200 1,1+13 -

S 1056W 025-10 25 25 105 49 37 49 2 8 2 0,340 1,1+13 -

S 1056W 032-10(***) 32 32 15 55 46 55 4 12 2 0,605 1,1+13 -

S 1056W 032.2-10(**) 32 32 15 55 46 55 2 10 2 0,605 1,1+13 -

S 1056W 032.3-10(*) 32 32 15 55 46 55 3 15 3 0,600 1,1+13 -

S 1056W 040-10 40 32 130 70 55 70 3 18 3 0,810 1,1+13 -

S 1056W 040.2-10(**) 40 32 130 70 55 70 2 12 2 0,810 1,1+13 -

S 1058W 040-10 40 16 50 - 37 - 3 12 3 0,250 1,1+13 A 1003 | 12255P 5608P VBSFOS8L
S 1058W 050-10 50 22 60 - 46 - 3 15 3 0,510 1,113 A 1003 | 12255P 5608P VBSF10L
S 1058W 063-10 63 27 60 - 46 - 4 20 4 0,800 1,1+13 A 1003 | 12255P 5608P VBSF12L
S 1068WF  040-10 40 16 50 - 37 - 5 20 5 0,240 1,113 A 1003 | 12255P 5608P VBSFOS8L
S 1058WF  050-10 50 22 60 - 46 - 5 25 5 0,510 1,113 A 1003 | 12255P 5608P VBSF10L
S 1058WF  063-10 63 27 60 - 46 - 7 35 7 0,840 1,1+13 A 1003 | 12255P 5608P VBSF12L

-+
(*) 3 ELICHE (**) 2 ELICHE (***) 2 ELICHE N°4 INSERTI IN TESTA
(*) 3 FLUTES (**) 2 FLUTES (***) 2 FLUTES 4 FRONT INSERTS
(*) 3 SPIRALEN (**) 2 SPIRALEN (***) 2 SPIRALEN A STIRNWENDEPLATTEN
(*) 3 HELICES (**) 2 HELICES (*** 2 HELICES 4 PLAQUETTES A L' EXTREMITE

NUMERO DI ELICHE - NUMBER OF FLUTES - SPIRALENANZAHL - NOMBRE D’ HELICES

FATTORE D "AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

NUMERO D’INSERTI - INSERT NUMBER - WENDEPLATTENANZAHL - NOMBRE DES PLAQUETTES

FORO PER LIQUIDO REFRIGERANTE - COOLLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
PASSO FINE - FINE PITCH - FEINE ZUHNTEILUNG - PAS FIN

PAG. 1059
448 - i
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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
Tenacita + | NONRN RIVESTITI
enacita w COATED GRADES
- S | CARBIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " 2 | o BESCHICHTET
= o
Pag. 486 = pe P e
o © 0O WMMmM
cob. P /M K N S H 3 SRRBSISI |1 | d| s dlr | a°
FIMRIFMIR|F|M|R|F [M|R|F [M|R|F MR - (o Lt ] L L L LV
APKT 1003 PDR 152 ®| ® O0(0O|0|0|0|0|0 O|O0|0 | 10,5 | 6,70 | 3,50 | 2,8 0,5 1
APKT 1003 PDTR .S52 olee | 10,5 | 6,70 | 3,50 | 2,8 0,5 "
oOleeo|e e |O [e) (e} ]
APKX 1003 PDR .§52 O|e/eOC|®e @O 0|0 ‘ O [¢] L] 10,5 | 6,70 | 3,50 | 2,8 0,5 "
APKT 1003 PDSR .Z54 O|le/@®@OC|e® O L 10,5 | 6,70 | 3,50 | 2,8 0,5 "
APKT 1003 PDER .Z54 [ JK] L 10,5 | 6,70 | 3,50 | 2,8 0,5 1
APKT 1003 PDER .T55 o [ ] [ ] u 11,0 | 6,70 | 3,50 | 2,8 0,5 "
(o) [ o ) ]
APHT 1003 PDFR .S57 @ 0 0 0 0 06 O 00 n 10,5 | 6,70 | 3,50 | 2,8 0,5 1"
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f o elololelolelele
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY g o olelelololololo
B S=E====2

MATERIALI - MATERIALS s | HB f20 mm Ve m/min  Pag. 500
m
Pag. 1119 HRC?) F M R | T120 | T516 | T525 | T526 | T528N | T530 | F2330 | F1035 | F2335
GR.

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,1 0,15 0,2 250 220 220 230 270 125 250
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 200 160 160 180 220 120 200

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 170 150 150 150 200 100 180

INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 0,08 0,1 150 140 140 140 180 100 150
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 | 0,08 0,1 100 140 130 120 120 150 130

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 200 180 160 240
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,06 0,12 0,15 110 200 180 160 150 200

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 200 170 160 200

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 | 0,15 0,2 500 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,12 0,18 300 300

NON METALLICI - PLASTICS 29-30 ! 0,06 0,12 0,18

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,06 0,08 0,1 20 40 40 40 40 40

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,1 30 50 60 50 50 50

ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560 0,06 | 0,08 0,1 40

. 0,5-1 0,2 0,1 0,05
Vc - 1000 g aelD |so-100% | 20% | 10% | 5%
n = ——————— =giri/min (min™") ae
@D - 3,14 @D
Vc Vc (m|n)--------.Vc(max)
fz = fz0 - Kae - Kap =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02

fn=fz-K=mm 50-100%| 30% | 20% | 10% | 5% | 2%
Vf=fz K" n =mmmin Kae | 1 12 |15 | 21 | 3 |48
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING f L1
M =LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC ap
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING i
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED L @D
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED ap/D 0,25 | 0,5 0,75 | 1,0 ap max=L1
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Kap 1 1 0,8 0,7 0,5
Kae / Kap = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 449
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Elifrese
Helical endmills
Schaftschruppfraeser

Fraise en bout héelicoidal

QUALITY TOOLS ENGINEERING

S 1658 .. 16 @ 50-125 PR -
APIV.II'|;21 604 -
AP I.:'512604
API_(;(5;604 w
API_(ZT51604 -
e |

@0 INSERTI - INSERTS
Q PAG. 509

aii

[\
S 1656W 025-16 25 25 95 38 29 39 1 2 1 0,29 3850 - 1604 |C04008P 5615P -
S 1656W 032-16 32 32 115 53 44 55 2 6 0,52 38+50 -
S 1656W 040-16 40 32 130 65 58 70 2 8 0,73 38+50 - 1604 |C04011P 5615P -
S 1658 050-16 50 27 50 - 30 - 3 6 3 0,36 38+50 A 1604 |C04011P 5615P VBSF12
S 1658 063-16 63 27 60 - 44 - 4 12 4 0,74 3850 A 1604 |C04011P 5615P VBSF12L
S 1658 080-16 80 32 60 - 44 - 5 15 5 1,20 3850 A 1604 |C04011P 5615P VBSF16L
S 1658 100-16 100 40 60 - 44 - 6 18 6 1,70 3850 A-B 1604 |C04011P 5615P VBSF20
S 1658 125-16 125 40 60 - 44 - 7 21 7 3,15 38+50 A-B

> 7y

NUMERO DI ELICHE - NUMBER OF FLUTES - SPIRALENANZAHL - NOMBRE D’ HELICES

FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

NUMERO D’INSERTI - INSERT NUMBER - WENDEPLATTENANZAHL - NOMBRE DES PLAQUETTES

FORO PER LIQUIDO REFRIGERANTE - COOLLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

450 - PAG. 1059
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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
NON RIV. RIVESTITI
oo+ D omi cgeemess
- =
SCELTA VELOCE - QUICK PICK " = | o BESCCHET
= o
Pag. 486 =
oo ©©o v
cob. P /M K N S H TS A Bk lld s |dl r|a°
FIMR|FMIR|IF|M|R|F [M|R|F [M|R|F MR == [ L] ] 0
APKT 1604 PDR .S51 O|0|0|O|®|® O|O|0|O0|O|0 L 17,0 | 945 | 5,26 | 4,4 0,4 11
APMT 1604 PDR 152 O|®@/®@/0O|0|0|0|0|O O|0|0 n 17,0 | 9,45 | 526 | 44 0,8 1
APFT 1604 PDTR .S52 oO|eeOCje e [e] O [e] ] 17,0 | 9,45 | 476 | 4,4 0,8 11
APKX 1604 PDR .852 ol e e | | 17,0 | 9,45 | 5,76 | 4,4 0,8 1
OleeOCle e (o] O [e] |
oOleeo|ee |O (o) (e} u
APKT 1604 PDTR .S54 ® ® e OO O ] 17,0 | 9,45 | 526 | 4,4 0,4 1
APKT 1604 PDSR .Z54 O|®@/®@O|® O L 17,0 1 9,45 | 526 | 4,4 0,8 11
APKT 1604 PDFR .K57P LICJE) n 16,4 | 9,53 | 476 | 44 0,2 1
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f elo elolol lole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # olo olele olo
MATERIALI - MATERIALS s | B f20 mm Vc m/min Pag. 500
m
Pag. 1119 HRC2) F M R | T110 | T120 | T516 | T525 | T526 |T528N| T544
GR.
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 0,3 250 220 220 230
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 200 | 160 | 160 | 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 008 | 015 | 0,25 170 | 150 | 150 | 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 | 0,12 0,2 150 | 140 | 140 | 140
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 100 140 130 120 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 012 | 025 | 035 | 120 | 120 | 250 | 200 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 120 | 110 | 200 | 180 160
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 120 | 120 | 220 | 200 170
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 0,2 0,35 | 950 | 500 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,18 0,3 400 300 300
NON METALLICI - PLASTICS 29-30 / 0,06 | 0,18 0,3 30
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 005 | 008 | 0,12 | 20 20 40 40 50
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 30 50 60 50
H |AcciAlo TEMPRATO - HARDENED STEEL 38--41 4560 0,05 | 0,08 40
. 0,5-1 0,2 0,1 0,05
Ve - 1000 g ae/D |so-100% | 20% | 10% | 5%
n = = giri/min (min~") ae
@D - 3,14 @D
Vc Vc (m|n)--------.Vc(max)
fz = fz0 - Kae - Kap =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz:-K=mm 50-100%| 30% | 20% | 10% | 5% | 2%
Vf=fz K" n =mmimin Kae | 1 12 [ 15 |21 | 3 |48
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING f L1
M =LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC ap
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING i
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED L @D
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED ap/D 0,25| 0,5 0,75 | 1,0 ap max=L1
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Kap 1 1 0,8 0,7 0,5
Kae / Kap = FATTORE DI CORREZIONE - CORRECTION FACTOR
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 451

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Frese per canalini

Milling cutters for seeger grooving
Fraeser fuer seeger

Fraises pour seeger

QUALITY TOOLS ENGINEERING

S 666W .. 16 S 668W .. 16 @ 48-63

156.15.16..

.C54

.C57

154.15.16..

)
156.15.16.. A

INSERTI - INSERTS

PAG. 507
\ ISO ? ?

Nm' 6462
S 666W 019-16 19 16 100 20 52 1 1 1,1-1,3 0,15 35+4,0 - 156.15-16| FS244P  5615P —
S 666W 034-16 34 20 125 25 75 3 3 1,6-2,15 0,31 35+4,0 -
S 668W 048-16 48 16 40 - - 4 4 215315 0,35 35440 A |156.15-16| FS244P 5515P VBSF08
S 668W 063-16 63 22 40 - - 5 5 2,65-4,15 0,44 3540 A 156.15-16| FS244P  5515P VBSF10

@D T max

19 1,8

34 -48 - 63 2,3

-

K = FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

452 - PAG. 1059



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
NON RIV, RIVESTITI [Ny
oecio D TmE g "
- =
SCELTA VELOCE - QUICK PICK " " 2 | oo SESCHCHTET 4,
- o -+
gl
Pag. 486 o o S
-
(3]
cob. P M K | N S H P P I |d|s|dl|T|W
TOLLERANZAW - W TOLERANCE  $9:9%
156.15-16110 .C54 ) ° ° | ] 16,0 | 952 | 3 | 45 | 3,0 | 1,10
156.15-16130 .C54 [ ] [ ] ] | 16,0 | 9,52 3 4,5 | 3,0 | 1,30
156.15-16160 .C54 [ ) L[] ] | 16,0 | 952 | 3 45 | 3,0 | 1,60
156.15-16185 .C54 [ ] [ ] [ ] | | 16,0 | 9,52 3 45 | 3,0 | 1,85
156.15-16215 .C54 [ ] ° ° | | 16,0 | 9,52 3 4,5 | 3,0 | 2,15
156.15-16265 .C54 ) ° ° u 16,0 | 952 | 3 | 45 | 3,0 | 2,65
156.15-16315 .C54 [ ] ° ° | | 16,0 | 952 | 35 | 45 | 33 | 3,15
156.15-16415 .C54 [ ] ] ] u 16,0 | 952 | 45 | 45 | 33 | 4,15
156.15-16110 .C57 [ ] | 16,0 | 9,52 3 4,5 | 3,0 | 1,10
156.15-16130 .C57 [ ) u 16,0 | 9,52 | 3 45 | 3,0 | 1,30
156.15-16160 .C57 [ ] | | 16,0 | 9,52 3 4,5 | 3,0 | 1,60
156.15-16185 .C57 [ ] | 16,0 | 9,52 3 45 | 3,0 | 1,85
156.15-16215 .C57 ) ] 16,0 952 | 3 | 45 | 3,0 | 215
156.15-16265 .C57 [ ] | 16,0 | 9,52 3 4,5 | 3,0 | 2,65
156.15-16315 .C57 [ ] | | 16,0 | 952 | 3,5 | 45 | 3,3 | 3,15
156.15-16415 .C57 [ ) | 16,0 | 952 | 45 | 45 | 33 | 4,15
Il E POSSIBILE UTILIZZARE INSERTI 154.. NON RETTIFICATI, PAG 507
BE 154.. INSERTS CAN BE USED.. NOT GROUND, PAGE 507
B=| D|E VERWENDUNG NICHT GESCHLIFFENER WENDEPLATTEN 154.. IST MOGLICH, S. SEITE 507
IR ILEST POSSIBLE D'UTILISER DES PLAQUETTES 154.. NON RECTIFIEES, PAGE 507
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY # PY °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # o o
VDI P
MATERIALI - MATERIALS e e fz0 mm Ve m/min Pag.500 .05t [ oz 01| o005
Pag. 1119 GR. HRC?) F M R [N6315|F6315 ae/D 50-100% | 20% 10% 5%
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,06 | 0,08 | 0,1 140
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 | 0,06 | 0,08 | 0,1 130 Ve Vc (m|n) --------- Vv c(max)
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,06 | 0,08 | 0,1 130 Pag. 500
INOX MARTENS. - STAINLESS STEEL MART 12413 200240 | 0,06 | 0,08 | 0,1 130
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 | 0,06 | 0,08 | 0,1 110
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 | 0,08 | 0,1 | 0,12 110 f
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17418 160-250 | 0,08 | 0,1 | 0,12 110 ae
@D
GHISA MALLEABILE - MALLEABLE CAST IRON 1920 130-230 | 0,08 | 0,1 | 0,12 110
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 0,06 | 0,08 | 0,1 340
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 | 008 | 0,1 300
NON METALLICI - PLASTICS 29-30 / 0,06 | 0,08 | 0,1 | 290 ae/D 0,1 0,05 | 0,04 | 0,03 |0,02
10% 5% 4% 3% | 2%
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" Kae 21 3 3,5 4 4,8
H |ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60"
@De2-@Di2
Vc - 1000 ae =
n = —— = girilmin (min"1) 4-(@De-@D)
@D - 3,14
- @D ‘n-fz:z = mm/min
fz = fz0 - Kae =mm Vf={1-——
@De
fn=fz:z=mm
Vf=1fz -z n=mmmin
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING QDez.aDiz
M =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC ae= —MM
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING 4(QD|+QD)
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min"!) NUMERO DI GIRI - NUMBER OF REVOLUTIONS @D .n-fz-z = .
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED Vf= 1+—— = mm/min
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION QDl
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 453
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per cave a “T”
“T” Slot milling cutter
Fraeser fuer “T” nuten
Fraise rainures a “T”

QUALITY TOOLS ENGINEERING

SPMT ...
.N54

SPMW..
.N51

SPMW.. ™
.N59 -

@ INSERTI - INSERTS
v PAG. 517
El

¥

4
S 976W 021-06 21 16 1 76 24 9 2 1 0,10 1,1+1,3 | 060304 | 12256P  5608P
S 976W 025-06 25 16 13 82 28 1 4 2 0,11 1,1+13
S 976W 032-09 32 20 17 88 35 14 4 2 0,15 3,0:3,5| 09T308 | 123509P 5615P
S 976W 040-09 40 25 21 108 44 17 4 2 0,37 3,0+35
S 976W 050-12 50 32 27 120 59 21 4 2 0,65 4,0+50 | 120408 | 124510P 5620P
NOTE:

- Per cave a “T” secondo norme DIN 650-UNI 4788-ISO 299

- For “T” slot cutters according to DIN 650-UNI 4788-1SO 299 norms
- Fuer “T” Nuten nach DIN 650-UNI 4788-ISO 299 Normen

- Pour rainures a “T” selon les normes DIN 650-UNI 4788-ISO 299

7 7

NUMERO DI ELICHE - NUMBER OF FLUTES - SPIRALENANZAHL - NOMBRE D’ HELICES
FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE
FORO PER LIQUIDO REFRIGERANTE - COOLLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

454 - PAG. 1059
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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 r dj a’®
NON RIV. RIVESTITI — =
oo+ D omi cgeemess J
- =
SCELTA VELOCE - QUICK PICK " = | o BESCCHET \ =
= o \
QO!Q =S
Pag. 486 0|z
-
D. P M| K[NJ[S|H T8 o
co FIMR|FMIR|IF|M|R|F [M|R|F [M|R|F MR ele I d s | d1 ra
SPMT 060304 .N54 O|0|OC @@ @ O|O0 L 6,35 | 6,35 | 3,18 | 2,8 0,4 11
SPMT 097308 .N54 O|0|C|e|e|® OO0 u 952|952 |397| 45 | 08 "
SPMT 120408 .N54 O|0|OC|@e|@® @ O|O0 L 12,7 1 12,7 | 476 | 55 | 0,8 1"
SPMW 060304 .N51 ole|e u 6,35 635|318 | 2,8 0,4 "
SPMW 097308 .N51 olee® L 962952397 | 45 | 08 "
SPMW 120408 .N51 o|ee® L 12,7 1 12,7 | 476 | 55 | 0,8 1
SPMW 060304 .N59 Ole e o o L 6,35 635|318 | 28 | 04 1
SPMW 097308 .N59 o|@e e [} O L 9,62 (952|397 | 45 | 0,8 1"
SPMW 120408 .N59 ole e o [e) u 12,7 | 12,7 | 476 | 55 | 0,8 1"
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY # elo
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ole
EE
MATERIALI - MATERIALS 3‘;';'3 HB f20 mm Ve m/min Pag. 500
Rm
Pag. 1119 GR. HRC2) 1° 2° T3115 | T528N
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 220
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,15 220
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 0,15 180
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,06 0,12 160
M [INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,12 150
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,2 250
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,16 200
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 0,16 230
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 0,06 0,12 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,06 0,12 60
H |AcciAlo TEMPRATO - HARDENED STEEL 38--41 45-60"
0,5-1 0,2 0,1 0,05
Vc - 1000 L ae/D |s0-100% | 20% | 10% | 5%
n = ——————— =giri/min (min™")
@D - 3,14
Vc Vc (m|n)--------.\[c(max)
fz =120 - Kae =mm Pag. 500
fn=fz-K=mm
Vf=fz- K- n=mmmin
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M =LAV. MEDIA , GENERICA - MEDIUM MACHINING , GENERIC
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS ae
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED 3 3
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR 1 2
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 455

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Fresa per scanalatura e taglio

Grooving and cut-off mill
Scheibenfraeser
Fraise a rainurer et a trongonner QUALITY TOOLS ENGINEERING

@ 63-250 SNHX..

-
za7 -
SNHX..
Z52
E
SNHX.. =
262 —

@0 INSERTI - INSERTS
@ PAG. 516

5

b E Z K

063 - 04 4 8 8 4 1102 | C93504 5609
S 950 063 - 05 63 22 14 5 8 8 4 0.07 1,820 1103 |C93505P 5609P
S 950 063 - 06 63 22 14 6 8 6 3 007 20+22| 1203 |C94005P 5615P
S 950 080 - 04 80 22 2 4 8 10 5 010 18:20| 1102 |C93504 5609
S 950 080 - 05 80 22 22 5 8 10 5 012 1,8:20| 1103 |C93505P 5609P
S 950 080 - 06 80 22 22 6 8 8 4 013 20:22| 1203 |C94005P 5615P
S 950 100 - 04 100 27 25 4 12 12 6 020 18:20| 1102 | C93504 5609
S 950 100 - 05 100 27 25 5 12 12 6 0.23 1,820 1103 |C93505P 5609P
S 950 100 - 06 100 27 25 6 12 10 5 026 20:22| 1203 |C94005P 5615P
S 950 100-07/08 100 27 25 78 12 10 5 0,30 20+2,2 |1204112045|C94006P 5615P
S 950 100-10 100 27 25 10 12 10 5 0.37_20:22| 1205 |C94008P 5615P
S 950 125 - 04 125640 31 4 12 12 6 031 18:20| 1102 | C93504 5609
S 950 125-05 125 40 31 5 12 12 6 035 18:20| 1103 |C93505P 5609P
S 950 125 - 06 1256 40 31 6 12 12 6 040 20:22] 1203 |C94005P 5615P
S 950 125-07/08 125 40 31 78 12 12 6 045 2022 |1204/12045/C94006P _5615P
S 950 125-10 125 40 31 10 12 12 6 057 20:22| 1205 |C94008P 5615P
S 950 125-12 125640 31 12 12 126 0.67_20:22| 1207 | C94010 5615
S 950 160 - 04 160 40 44 4 12 18 9 056 18:20| 1102 | C93504 5609
S 950 160 - 05 160 40 44 5 12 18 9 0.64 1,820 1103 |C93505P 5609P
S 950 160 - 06 160 40 44 6 12 16 8 0.74_20:22| 1203 |C94005P 5615P
S 950 160-07/08 160 40 44 7/8 12 16 8 0.8220+2,2 |1204112045|C94006P 5615P
S 950 160 - 10 160 40 44 10 12 16 8 1,03 2022 1205 |C94008P 5615P
S 950 160-12 160 40 44 12 12 16 8 1,30 20+22] 1207 | C94010 _ 5615
S 950 160 - 14 160 40 44 14 14 15 5 150 2022 1205 |C94008P 5615P
S 950 200 - 04 200 50 62 4 12 18 9 0.76 1,8:20| 1102 | C93504 5609
S 950 200 - 05 200 50 62 5 12 18 9 089 18:20| 1103 |C93505P 5609P
S 950 200 - 06 200 50 62 6 12 18 9 1,10 2022 1203 |C94005P 5615P
S 950 200-07/08 200 50 62 7/8 12 18 9 1,30 2,0+2,2 [1204/12045|C94006P_5615P
S 950 200- 10 200 50 62 10 12 18 9 170 2022 1205 |C94008P 5615P
S 950 200 - 12 200 50 62 12 12 18 9 2,00 20:22| 1207 | C94010 _ 5615
S 950 200 - 14 200 50 62 14 14 18 6 240 20+22| 1205 |C94008P 5615P
S 950 250 - 10 250 50 87 10 12 24 12 270 20+22| 1205 |C94008P 5615P
S 950 250 - 12 250 50 87 12 12 20 10 340 20:22| 1207 | C94010 5615

-

K = FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

456 - PAG. 1059



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 rdﬂ
NON RWV, RIVESTITI o
e ¥ D Tane|  CRERemer e B
- = Al
SCELTA VELOCE - QUICK PICK " = | o BESCCHET Ble R
- [ ,
Pag. 486 90° sk
o | BB |3
D. P M| K[NJ[S|H e | S8 8 o
co FIMRIFIM[R[FM[R|F M|R|F [M|R[F [m][R [ = I d s |di rja
SNHX 1102 247 e e LIE] L 10| 110 23 | 44 - -
SNHX 1103 247 [ JKJ (I n 10| 11,0 27 | 44 — -
SNHX 1203 247 LIK] LIE] L 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 247 [ JEJ [ JEJ L] 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 247 LIK] LIE] L 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 247 e e LIE] L 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 Z47 LIK] LIE] L 127 1127 70 | 50 - -
SNHX 1102 252 o e e e | 10| 11,0 23 | 44 - -
o e [JE) [e]ke) e e u
SNHX 1103 .Z52 o e e e | 10| 11,0 27 | 44 - -
o e o0 [eke) oo u
SNHX 1203 .Z52 o e e e | 12,7 | 12,7 | 3,2 | 50 - -
ee |0 OO o ]
SNHX 1204 .Z52 o e e e | 12,7 1127 | 40 | 50 - -
ee o0 OO o ]
SNHX 12045 252 o e [ 3K ] u 12,7 | 12,7 | 45 | 50 - -
ee o0 OO o0 ]
SNHX 1205 .252 [ 2K J [ 2K J | 12,7 | 12,7 | 54 | 50 - -
ee o0 OO L) ]
SNHX 1207 252 [ 2K J [ 2K J | 12,7 | 12,7 | 70 | 50 - -
ee o0 OO L) ]
SNHX 1102 262 ° ] 10| 110 23 | 44 - -
SNHX 1103 262 [ u 10| 11,0 27 | 44 — —
SNHX 1203 262 o ] 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 262 ° u 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 262 o u 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 .262 ° u 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 262 ° L) 12,7 | 12,7 | 70 | 50 - -
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r PY olo °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ o ole °
MATERIALI - MATERIALS 3}2';'3 He, z0 mm Ve m/min  Pag. 500
m
Pag. 1119 GR. HRC2) F M R | T115 | T5020 | T528N | F1035
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,08 0,12 0,16 220 220 125
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,11 0,15 150 160 120
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 006 | 0,11 | 0,15 140 150 100
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,05 | 007 | 01 150 140 100
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 | 0,07 | 01 120 90
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,14 | 0,18 120 160 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17418 160-250 008 | 012 | 0,16 | 120 150 160
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 008 | 012 | 0,16 | 120 160 170
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 008 | 012 | 0,16 | 950
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,1 0,15 400
NON METALLICI - PLASTICS 29-30 / 0,06 0,1 0,15 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320 0,06 | 008 | 0,12 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,12 60
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60"
Vc - 1000 o 051 | 02 | 01| 005
n =~ =dgirilmin (min™) aelD |so-100% | 20% | 10% | 5%
@D - 3,14
fz = fz0 - Kae =mm Ve .
Pag.500 | V¢ (min)--—------Vc(max)
fn=fz-K=mm

Vf=fz- K- n=mmmin @Dj

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING

M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC i

R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ae
—

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS

:Z i mm AVANZAMENTO AL DENTE -TOO'I;H FEED ae/D 0,3 0,2 0,1 0,05 | 0,02
n =mm AVANZAMEN'I:O AL GIRO - FEED / REVOLUTION 30% | 20% | 10% 5% 29,
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR Kae 12 15 2.1 3 48
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 457

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Fresa per scanalatura e taglio

Grooving and cut-off mill

Scheibenfraeser
Fraise a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

@ 50-160

T
.k

H

250

H7
@d @dA @

:Fi

7’

1ISO 6462 ...
A B

%EE

—p
h
D - @dedA
- |
e . i

SNHX..

ZAT == ‘

-

SNHX..
.Z62

SNHX..
252
)

INSERTI - INSERTS
PAG. 516

[o]
Z K .- ?
S 955 050 - 04 50 16 4 32 50 15 85 4 2 0,20 1,8+20 - 1102 C93504 5609 VDST2008 -
S 955 050 -05 50 16 5 32 50 15 85 4 2 0,21 18+20 - 1103 |C93505P 5609P VDST2008 -
S 955 050 - 06 50 16 6 32 50 15 85 4 2 0,21 20+22 - 1203  |C94005P 5615P VDST2008 -
S 955 050 - 07/08 50 16 7/8 32 50 15 85 4 2 0,22 20:22 - 1204/12045 |C94006P 5615P VDST2008 -
S 955 050-10 50 16 10 32 50 15 85 4 2 0,25 2022 - 1205 |C94008P 5615P VDST2008 -
S 955 050-12 50 16 12 32 50 15 85 4 2 0,26 20+22 - 1207 C94010 5615 VDST2008 -
S 955 063 - 04 63 22 4 40 50 - 10,5 8 4 0,34 18+20 A 1102 C93504 5609 - AL10x40
S 955 063 - 05 63 22 5 40 50 - 105 8 4 0,35 1,8+20 A 1103 |C93505P 5609P — AL10x40
S 955 063 - 06 63 22 6 40 50 - 10,5 6 3 0,35 20+22 A 1203 |C94005P 5615P — AL10x40
S 955 063 - 07/08 63 22 7/8 40 50 - 10,5 6 3 0,37 20+22 A 1204/12045 |C94006P  5615P — AL10x40
S 955 063 - 10 63 22 10 40 50 - 10,5 6 3 0,39 20+22 A 1205 |C94008P 5615P - AL10x40
S 955 063 -12 63 22 12 40 50 - 10,5 6 3 0,40 20+22 A 1207 C94010 5615 - AL10x40
S 955 063 -14 63 22 14 40 50 - 10,5 6 2 0,43 20+22 A 1205 |C94008P 5615P - AL10x40
S 955 063 -16 63 22 16 40 50 - 10,5 6 2 0,45 20+22 A 1207 C94008 5615 - AL10x40
S 955 080 - 04 80 22 4 40 50 — 20 10 5 0,38 1,8+20 A 1102 C93504 5609 — AL10x40
S 955 080 - 05 80 22 5 40 50 — 20 10 5 0,40 1,8+20 A 1103 |C93505P 5609P - AL10x40
S 955 080 - 06 80 22 6 40 50 - 20 8 4 0,41 20+22 A 1203  [C94005P 5615P - AL10x40
S 955 080 - 07/08 80 22 7/8 40 50 — 20 8 4 0,44 20:22 A 1204/12045 |C94006P  5615P — AL10x40
S 955 080-10 80 22 10 40 50 — 20 8 4 0,49 20+22 A 1205 |C94008P 5615P — AL10x40
S 955 080-12 80 22 12 40 50 — 20 8 4 0,53 20+22 A 1207 C94010 5615 — AL10x40
S 955 080 -14 80 22 14 40 50 — 20 6 2 0,59 20+22 A 1205 |C94008P 5615P — AL10x40
S 955 080 - 16 80 22 16 40 50 — 20 6 2 0,63 20+22 A 1207 |C94008P 5615P - AL10x40
S 955 100 - 04 100 27 4 48 50 - 242 12 6 0,64 18+20 A 1102 C93504 5609 — VBSF12L
S 955 100 - 05 100 27 5 48 50 - 242 12 6 0,68 1,8+20 A 1103 |C93505P 5609P - VBSF12L
S 955 100 - 06 100 27 6 48 50 - 242 10 5 0,69 2022 A 1203 |C94005P 5615P - VBSF12L
S 955 100 - 07/08 100 27 7/8 48 50505 - 242 10 5 0,73 20+22 A 1204/12045 |C94006P  5615P - VBSF12L
S 955 100 - 10 100 27 10 48 50 - 242 10 5 0,79 2022 A 1205 |[C94008P 5615P - VBSF12L
S 955 100-12 100 27 12 48 50 - 242 10 5 0,85 20+22 A 1207 C94010 5615 - VBSF12L
S 955 100 - 14 100 27 14 48 50 - 242 9 3 0,95 20+22 A 1205 |C94008P 5615P — VBSF12L
S 955 100 - 16 100 27 16 48 50 — 242 9 3 1,00 2022 A 1207 |C94008P 5615P — VBSF12L
S 955M 125 - 04 125 32 4 59 50 — 31 12 6 0,98 1.8+20 A 1102 C93504 5609 — VBSF16
S 955M 125-05 125 32 5 59 50 — 31 12 6 1,02 18+20 A 1103 |C93505P 5609P - VBSF16
S 955M 125 - 06 125 32 6 59 50 - 31 12 6 1,05 20:22 A 1203  |C94005P 5615P - VBSF16
S 955M 125 - 07/08 125 32 7/8 59 50/50,5 - 31 12 6 1,09 20:22 A 1204/12045 |C94006P  5615P - VBSF16
S 955M 125-10 125 32 10 59 50 — 31 12 6 1,19 20:22 A 1205 |C94008P 5615P — VBSF16
S 955M 125-12 125 32 12 59 50 — 31 12 6 1,28 20:22 A 1207 C94010 5615 — VBSF16
S 955 125-04 125 40 4 70 50 - 237 12 6 0,95 1,8+20 A 1102 C93504 5609 - -
S 955 125-05 125 40 5 70 50 — 23,7 12 6 0,99 18+20 A 1103 C93505P 5609P — —
S 955 125 - 06 125 40 6 70 50 - 23,7 12 6 1,02 2022 A 1203 |C94005P 5615P — —
S 955 125 - 07/08 125 40 7/8 70 50/50,5 - 23,7 12 6 1,06 2022 A 1204/12045 |C94006P  5615P - -
S 955 125-10 125 40 10 70 50 - 23,7 12 6 1,16 20+22 A 1205 |C94008P 5615P — —
S 955 125-12 125 40 12 70 50 - 23,7 12 6 1,25 2022 A 1207 C94010 5615 — —
S 955 125-14 125 40 14 70 50 — 237 12 4 1,35 20:22 A 1205 |C94008P 5615P - -
S 955 125-16 125 40 16 70 50 - 237 12 4 1,43 20:22 A 1207 |C94008P 5615P - -
S 955 160 - 04 160 40 4 70 50 - 412 16 8 1,14 18+20 B 1102 C93504 5609 — —
S 955 160 - 05 160 40 5 70 50 - 412 16 8 1,21 1820 B 1103 |C93505P 5609P - -
S 955 160 - 06 160 40 6 70 50 - 412 16 8 1,41 20:22 B 1203 |C94005P 5615P - -
S 955 160 - 07/08 160 40 718 70 50/505 - 412 16 8 1,41 20:22 B 1204/12045 |C94006P 5615P - -
S 955 160 - 10 160 40 10 70 50 - 412 16 8 1,62 2022 B 1205 |C94008P 5615P — —
S 955 160 - 12 160 40 12 70 50 - 41,2 16 8 1,81 2022 B 1207 C94010 5615 — —
S 955 160 - 14 160 40 14 70 50 - 412 15 5 2,04 20+22 B 1205 |C94008P 5615P — —
S 955 160 - 16 160 40 16 70 50 - 412 15 5 2,23 20+22 B 1207 |C94008P 5615P — —

K = FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

- PAG. 1059
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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 rdﬂ
NON RWV. RIVESTITI s
e ¥ D Tape)  CREDemer 'rE B
- = Al
SCELTA VELOCE - QUICK PICK " = | BESCHCHET Ble R
- u ,
Pag. 486 90° sk
w | B8 8
P M K N S H < olnl S °
CcoD. FIMRIFIM[R[FM[R|F M|R|F [M|R|F [m][R - = I d s |di rja
SNHX 1102 247 LIK] LIE] L 10| 110 23 | 44 - -
SNHX 1103 247 [ JKJ (I n 10| 11,0 27 | 44 — -
SNHX 1203 247 LIK] LIE] L 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 247 [ JEJ [ JEJ L] 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 247 LIK] LIE] L 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 247 e e LIE] L 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 Z47 LIK] LIE] L 127 1127 70 | 50 - -
SNHX 1102 252 o e e e | 10| 11,0 23 | 44 - -
o e [JE) [eke) [ JK) u
SNHX 1103 .Z52 o e e e | 10| 11,0 27 | 44 - -
o e o0 [elke) [ JEJ u
SNHX 1203 .Z52 o e e e | 12,7 | 12,7 | 3,2 | 50 - -
ee o0 OO o ]
SNHX 1204 .Z52 o e e e | 12,7 1127 | 40 | 50 - -
ee o0 OO o ]
SNHX 12045 252 o e [ 3K ] u 12,7 | 12,7 | 45 | 50 - -
ee o0 OO o0 ]
SNHX 1205 252 [ 2K J [ 2K J | 12,7 | 12,7 | 54 | 50 - -
ee o0 OO e e ]
SNHX 1207 .252 [ 2K J [ 2K J | 12,7 | 12,7 | 70 | 50 - -
ee o0 OO e e ]
SNHX 1102 .262 ° ] 10| 11,0 23 | 44 - -
SNHX 1103 262 [ u 10| 11,0 27 | 44 — —
SNHX 1203 262 o ] 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 262 ° u 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 262 o u 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 262 ° u 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 262 ° L) 12,7 | 12,7 ] 70 | 50 - -
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r ° olo PY
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ o ole °
MATERIALI - MATERIALS 3};';'3 He z0 mm Vc m/min  Pag. 500
m
Pag. 1119 GR. HRC2) F M R | T115 | T5020 | T528N | F1035
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,08 0,12 0,16 220 220 125
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,11 0,15 150 160 120
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 006 | 011 | 0,15 140 150 100
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 0,05 | 0,07 0,1 150 140 100
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 | 0,07 0,1 120 90
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,14 0,18 120 160 180
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17418 160-250 008 | 012 | 0,16 | 120 150 160
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 | 0,12 | 0,46 | 120 160 170
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 0,08 | 0,12 | 0,46 | 950
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,1 0,15 400
NON METALLICI - PLASTICS 29-30 / 0,06 0,1 0,15 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320 0,06 | 0,08 | 0,12 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,12 60
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60"
Vc - 1000 o D051 102 | 01| 005
n = —————— =giri/min (min™") ae/D 50-100% | 20% 10% 5%
@D - 3,14
fz = fz0 - Kae =mm Vc V¢ (min)----—--—--Vc(max)
Pag. 500
fn=fz:-K=mm
2D
Vf=1fz - K- n=mmmin
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M  =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC L
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ae
, L
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
:Z i mm AVANZAMENTO AL DENTE -TOO'I;H FEED ae/D 0,3 0,2 0,1 0,05 | 0,02
n =mm A\(ANZAMEN'I:O AL GIRO - FEED / REVOLUTION 30% | 20% 10% 5% 29,
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR Kae 12 15 2.1 3 48
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 459

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Fresa per scanalatura e taglio
Grooving and cut-off mill
Scheibenfraeser

Fraise a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

SNHX.. -
47 =

SNHX..
52

SNHX.. a
262 —

@0 INSERTI - INSERTS
@ PAG. 516

7|1

3
)l

b 4 K

4 4 2 : 1102 | C93504 5609
S 959 050 - 05 50 16 17 5 29 14 35 15 4 2 24 0,20 18+20| 1103 |C93505P 5609P
S 959 050 - 06 50 16 17 6 29 14 35 15 4 2 24 0,20 20+22| 1203 |C94005P 5615P
S 959 063 - 04 63 16 17 4 29 14 35 - 8 4 24 0,26 18+20| 1102 | C93504 5609
S 959 063 - 05 63 16 17 5 29 14 35 - 8 4 24 0,27 18+20| 1103 |C93505P 5609P
S 959 063 - 06 63 16 17 6 29 14 35 - 6 3 24 0,28 20+22| 1203 |C94005P 5615P
S 959 080 - 04 80 16 17 4 29 225 35 - 10 5 24 0,31 18+20| 1102 | C93504 5609
S 959 080 - 05 80 16 17 5 29 225 35 - 10 5 24 0,32 18+20| 1103 |C93505P 5609P
S 959 080 - 06 80 16 17 6 29 225 35 - 8 4 24 0,34 20+22| 1203 |C94005P 5615P

K = FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

PAG. 1059
460



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 rdﬂ
NON RWV. RIVESTITI s
e ¥ D Tape)  CREDemer 'rE B
- = Al
SCELTA VELOCE - QUICK PICK " = | BESCHCHET Ble R
- u ,
Pag. 486 90° sk
w | B8 8
P M K N S H < olnl S °
CcoD. FIMRIFIM[R[FM[R|F M|R|F [M|R|F [m][R - = I d s |di rja
SNHX 1102 247 LIK] LIE] L 10| 110 23 | 44 - -
SNHX 1103 247 [ JKJ (I n 10| 11,0 27 | 44 — -
SNHX 1203 247 LIK] LIE] L 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 247 [ JEJ [ JEJ L] 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 247 LIK] LIE] L 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 247 e e LIE] L 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 Z47 LIK] LIE] L 127 1127 70 | 50 - -
SNHX 1102 252 o e e e | 10| 11,0 23 | 44 - -
o e [JE) [eke) [ JK) u
SNHX 1103 .Z52 o e e e | 10| 11,0 27 | 44 - -
o e o0 [elke) [ JEJ u
SNHX 1203 .Z52 o e e e | 12,7 | 12,7 | 3,2 | 50 - -
ee o0 OO o ]
SNHX 1204 .Z52 o e e e | 12,7 1127 | 40 | 50 - -
ee o0 OO o ]
SNHX 12045 252 o e [ 3K ] u 12,7 | 12,7 | 45 | 50 - -
ee o0 OO o0 ]
SNHX 1205 252 [ 2K J [ 2K J | 12,7 | 12,7 | 54 | 50 - -
ee o0 OO e e ]
SNHX 1207 .252 [ 2K J [ 2K J | 12,7 | 12,7 | 70 | 50 - -
ee o0 OO e e ]
SNHX 1102 .262 ° ] 10| 11,0 23 | 44 - -
SNHX 1103 262 [ u 10| 11,0 27 | 44 — —
SNHX 1203 262 o ] 12,7 | 12,7 | 32 | 50 - -
SNHX 1204 262 ° u 12,7 | 12,7 | 40 | 50 - -
SNHX 12045 262 o u 12,7 | 12,7 | 45 | 50 - -
SNHX 1205 262 ° u 12,7 | 12,7 | 54 | 50 - -
SNHX 1207 262 ° L) 12,7 | 12,7 ] 70 | 50 - -
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r ° olo PY
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ o ole °
MATERIALI - MATERIALS 3};';'3 He z0 mm Vc m/min  Pag. 500
m
Pag. 1119 GR. HRC2) F M R | T115 | T5020 | T528N | F1035
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,08 0,12 0,16 220 220 125
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,11 0,15 150 160 120
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 006 | 011 | 0,15 140 150 100
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 0,05 | 0,07 0,1 150 140 100
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 | 0,07 0,1 120 90
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,14 0,18 120 160 180
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17418 160-250 008 | 012 | 0,16 | 120 150 160
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 | 0,12 | 0,46 | 120 160 170
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 0,08 | 0,12 | 0,46 | 950
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,1 0,15 400
NON METALLICI - PLASTICS 29-30 / 0,06 0,1 0,15 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320 0,06 | 0,08 | 0,12 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" | 0,06 | 0,08 | 0,12 60
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60"
Vc - 1000 o D051 102 | 01| 005
n = —————— =giri/min (min™") ae/D 50-100% | 20% 10% 5%
@D - 3,14
fz = fz0 - Kae =mm Vc V¢ (min)----—--—--Vc(max)
Pag. 500
fn=fz:-K=mm
2D
Vf=1fz - K- n=mmmin
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M  =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC L
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ae
, L
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
:Z i mm AVANZAMENTO AL DENTE -TOO'I;H FEED ae/D 0,3 0,2 0,1 0,05 | 0,02
n =mm A\(ANZAMEN'I:O AL GIRO - FEED / REVOLUTION 30% | 20% 10% 5% 29,
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR Kae 12 15 2.1 3 48
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 461

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese Foranti

Drilling end mills
Bohrnutenfraeser
Fraise pour le percage

QUALITY TOOLS ENGINEERING

APKT 1003
.S552

APKT 1604
.S552

@0 INSERTI - INSERTS
@ PAG. 508/509

¥

Z
S 905W 020 - 10 20 20 90 19 35 40 2 1 0,17  1,1+1,3 IN°3 1003| 12255P  5608P
S 905W 025 -10 25 25 110 19 50 54 2 1 0,32 1,1+13
S 905W 032 - 16 32 32 130 29 50 70 2 1 0,64 3,8+50 N°3 1604|C04011P 5615P
Z = NUMERO DI ELICHE - NUMBER OF FLUTES - SPIRALENANZAHL - NOMBRE D’ HELICES
K = FATTORE D 'AVANZAMENTO - FACTOR OF FEED - VORSCHUBFAKTOR - FACTEUR D’ AVANCE
W =

FORO PER LIQUIDO REFRIGERANTE - COOLLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

462 - PAG. 1059



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
NON RIV. RIVESTITI
feracte §TRE e
- = Al
SCELTA VELOCE - QUICK PICK " " = | o BESCCHET
= o
Pag. 486
oo
D. P M| K[NJ[S|H 28 o
co FIMR|FMIR|IF|M|R|F [M|R|F [M|R|F MR Pl I d s |di ra
APKT 1003 PDTR .S52 olee® | 10,5 | 6,70 | 3,5 2,8 0,5 1"
O|e/@eOC|®e @@ O|0|0/0O|O|0O|0O|O|O u
APKT 1604 PDTR .S52 olee® u 17,0 | 9,45 | 526 | 4,4 0,8 1"
O|@e/@OC|®@@®O|0|0/0|O|0|0O|O|O u
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY # ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # olo
]
]
MATERIALI - MATERIALS VDI HB 20 mm fz mm Vc m/min Pag. 500
3323 Rm1) FORATURA
Pag. 1119 GR. HRC2) F M R DRILLING T516 | T530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,08 0,15 0,2 0,05 230
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,06 0,11 0,15 0,04 180
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,06 | 0,11 | 0,15 0,04 150
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 0,05 | 0,07 0,1 0,04 140
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 0,07 0,1 0,04 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,1 0,14 | 0,18 0,08 250 160
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 | 0,12 | 0,16 0,06 200 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 | 0,12 | 0,16 0,06 220 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,08 0,12 0,16 0,08 600
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,1 0,15 0,08 300
NON METALLICI - PLASTICS 29-30 / 0,06 0,1 0,15 0,08
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,06 | 0,08 | 0,12 0,04 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,06 0,08 0,12 0,04 50
H |AcciAlo TEMPRATO - HARDENED STEEL 38--41 45-60"
0,5-1 0,2 0,1 0,05
Vc - 1000 f ae/D |50 ) ) ;
- 0, 0, 0, 0,
n = = girifmin (min'1) ae 50-100% | 20% 10% 5%
@D - 3,14 @D
VC Vc (m|n)--------.\[c(max)
fz =120 - Kae =mm Pag. 500
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz-K=mm 50-100%| 30% | 20% | 10% | 5% | 2%
Vf=fz - K- n =mmmin Kae | 1 12 |15 | 21 | 3 | 48

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M  =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC
R =SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING -IN FORATURA AVANZARE CON PASSI DI

1-1,5 mm PER ROMPERE IL TRUCIOLO
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min"!) NUMERO DI GIRI - NUMBER OF REVOLUTIONS -FOR DRILLING FEED WITH 1-1,5 mm STEP
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED TO BREAK THE CHIP

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 463
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



B FRESE PER COPIATURA
COPY MILLING CUTTERS
== KOPIERFRASER

I FRAISE A COPIAGE
== FRESAS COPIADORAS

QUALITY TOOLS ENGINEERING

S846W 29 sg4sw "9 sgaow "9

472

466 ) ) ‘
g 8 $ ! g <
8 g 8 8 8
S 846LW .. 06 S 848W .. 06 S 849W .. 06
S 846XLW .. 06 S 848W .. 08 S 849W .. 08 S 806W ..
S 846LW .. 08 S 848WF .. 08 S 849W .. 08
S S4oxW 08 RD..0701 h=35
S SAECXLW .09 @ o n=15 (@4 RD.0702 h=35
' RD..1003 h=5
Pag. Pag.
: :
S 1502.8W .. S 808W ..
RD..1003 h=5
h
(D)) WN.1405 h=2 @+ RD.12T3 h=6
K ' RD..1604 h=38
$1503. Pag. S1503. Pag. S1503. Pag. S809 Pag.
6LW 470 SW 470 9W 470 476
a a a a a
Q Q Q Q ] Q
S 1503.6LW S 1503.8W .. S 1503.9W .. S 809W ..
RD.. 0501 h=25 RD.. 1003 h=5
@L’] LNMT 060312 h=1 Jh RD..0701 h=35 RD.12T3 h=6
1 RD.. 0702 h=3,5 RD.. 1604 h=8

464



Pag. S9002. Pag. S9002. Pag.
478 BW..-11 482 OW..-11 482
! ) o 2 9
8 3 8 8 ' 8
S 926 .. S 9002-6W .. -11 S 9002-9W .. -11
RA 08-32 r=4-16 9%0°
- g -
@ RAE 10-25 r=5-12,5 § ! VDKT11T2 h=38
" RAET 10-25 r=0,8-5,0
Pag. $9002. Pag. S$9002. Pag.
S929W 480 8W..-22 484 OW..-22 484
' 8 . 8 s 8
S$929 .. S 9002-8W .. -22 S 9002-9W .. -22
RA 10-32 r=516 90°
- 9 -
@r RAE 10-25 r=5-12,5 § ! VCKT 2205 h=15
RAET 10-25 r=0,8-5,0

465



Frese per copiatura ad elevati avanzamenti
Copy milling cutters for high feeds
Kopierfraser fur hohe vorschube

Fraises a copier avec hauts avancement

QUALITY TOOLS ENGINEERING

S 846..W .. 06 S 848..W .. 06 S 849..W .. 06 WPMT
S 846..W .. 08 S 848..W .. 08 S 849..W .. 08 N4z v
- Ty +5°-47 - Y, +5° . Y, sacsse
@ 25-40 ¥ s @ 40-100 Y as @ 25-40 Y o -
58 62° 570 WPMW .
Y, 5.8 Y, 62 Y, 5.7 52 S
od® ISO 6462
1 i)
- % |
~@D1—
M
| J
gdH7
( L‘T 1 1ad
\
L H = T -CH
0 )
L op - ' e J—L o INSERTI - INSERTS

PAG. 519

S 846LW 025 - 06 2 0,43 06.. |C04008P = 2440
SB846LW 026 - 06 26 - 25 — 140 60 45° 2 - — 044 3850 -
SB846LW  032-06 32 - 32 _— 150 70 35° 3 - - 079 3850 -
SB846LW 033 - 06 33 - 32 — 150 70 3 3 - — 080 3850 -
S 846XLW 025 - 06 25 - 25— 200 120 5° 2 - — 060 3850 - 06.. |C04008P 5615P = 2440
S 846XLW 026 - 06 26 - 25 - 200 120 45° 2 - — 0,62 3850 -
S 846XLW 032 - 06 32 - 32 _— 250 170 35° 3 - — 1,29 3850 -
S 846XLW 033 - 06 33 - 32 — 250 170 3° 3 - — 1,32 38560 -
S 846LW  032-08 32 - 32 - 150 50 10° 2 - - 077 40:50 - 08.. |124512P 5620P = 2445
S846LW  033-08 33 - 32 — 150 50 8 2 - — 0,78 4050 -
SB846LW 040 - 08 40 - 32 — 150 50 6° 3 - — 084 4050 - 08... [124512P 5620P = 2445
S 846GLW 040 - 08 40 - 32 - 150 50 6° 2 - — 085 40:50 - 08.. |124512P 5620P = 2445
S 846XLW 032 - 08 32 - 32 - 250 50 10° 2 - — 138 4050 - 08.. |124512P 5620P = 2445
S 846XLW 033 - 08 33 - 32 - 250 50 8° 2 - — 140 4050 -
S 846XLW 040 - 08 40 - 32 - 250 50 6° 3 - — 145 4050 - 08.. |124512P 5620P = 2445
S 846GXLW 040 - 08 40 - 32 - 250 50 6° 2 - — 146 40:50 - 08.. |124512P 5620P = 2445
S848W 040 - 06 40 - 16 38 40 - 2> 3 - — 021 3850 A 06.. |C04008P 5615P VBSFO8L| 2440
S848W  050-08 50 - 22 48 50 - 4 3 — — 039 40:50 A 08.. |124513P 5520P VBSF10AV| 2445
S848W  052-08 52 - 22 50 50 - 4 3 — — 045 4050 A
S848W  063-08 63 - 22 59 50 - 25 4 - — 065 4050 A 08.. [124513P 5520P VBSF10 | 2445
SB848W 066 - 08 66 - 27 63 50 - 25 4 - — 070 4050 A 08.. [124513P 5520P VBSF12| 2445
S848W  080-08 80 - 27 76 63 - 15° 5 - — 147 4050 A 08.. [124513P 5520P VBSF12L| 2445
S848W  100-08 100 - 32 96 63 - 1° 6 - — 245 40:50 A 08.. [124513P 5520P VBSF16L| 2445
S 848WF 050 - 08 50 - 22 48 50 - 4 4 — — 038 40?50 A 08.. |124513P 5520P VBSF10AV| 2445
SB848WF  052-08 52 - 22 50 50 - 4° 4 - — 043 4050 A
S 848WF 063 -08 63 - 22 59 50 - 25 5 - — 067 4050 A 08.. [124513P 5520P VBSF10 | 2445
S 848WF 066 - 08 66 - 27 63 50 - 25 5 - — 073 4050 A 08.. [124513P 5520P VBSF12| 2445
S 848WF 080 - 08 80 - 27 76 63 - 15 6 - — 151 4050 A 08.. |124513P 5520P VBSF12L| 2445
S848WF 100 - 08 100 - 32 9 63 - 1° 8 - - 249 4050 A 08.. |124513P 5520P VBSF16L| 2445
S849W  025-06 25 12 125 21 - 3 5 2 — 17 009 3850 - 06.. |C04008P 5615P = 2440
SB849W 026 -06 26 12 125 21 - 35 45° 2 — 17 0,09 3850 -
S849W  032-06 32 16 17 29 — 43 35° 3 - 24 020 3850 -
S849W  033-06 33 16 17 29 - 43 3° 3 — 24 020 3850 -
S849W  032-08 32 16 17 29 - 43 10° 2 - 24 017 4050 - 08.. |124512P 5620P = 2445
S849W  033-08 33 16 17 29 - 43 8 2 — 24 0,18 4050 -
S849W  040-08 40 16 17 29 — 43 6° 3 — 24 0722 4050 - 08.. [124512P 5620P = 2445
S 849GW 040 - 08 40 16 17 29 - 43 6° 2 - 24 024 40:50 - 08.. |124512P 5620P = 2445
- % } ~

W =FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE DARROSAGE
G =PASSO GROSSO - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.
466 L =LUNGA, STELO CILINDRICO - LONG, CYLINDRICAL SHANK - LANG, ZYLINDERSCHAFT - LONGUE, QUEUE CYLINDRIQUE
XL = EXTRALUNGA, STELO CILINDRICO - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT - EXTRALONGUE, QUEUE CYLINDRIQUE



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 a°®
NON RIV, RIVESTITI | —
Tenacita 4 fi | CEMENTED COATED GRADES Y I}
SCELTA VELOCE - QUICK PICK z | oo R oHTET O a1
Toughness  _ ii}
; ad i
Pag. 486 |
g 8
D. P M| K[NJ[S|H I 8 o
co FIM/RIF[M[R|FIM/R|F[M[R|F [M|R|F [M[R il [ I d s |d1 r|a
WPMT  06X415ZSR  .N42 ®/o| |®e0| |O o ] 6 |952|420| 43 | 15 | 11°
WPMT 080615 ZSR  .N42 e/ 0| |0 |O o ] 8 |127]635| 54 |15 | 11°
WPMW  06X415ZSR  .N52 e/o| |eo| |O o | ] 6 |952|420| 43 | 1,5 | 11°
o0 0 o0 o n
WPMW 080615 ZSR  .N52 e/o| |eo| |O o | ] 8 |127]635| 54 | 1,5 | 11°
) eleoe o n
FORMA DEL TAGLIENTE
CUTTING EDGE SHAPE
.N42 .N52
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY gin ° °
MATERIALI - MATERIALS ;;2; He 20 mm fz mm ‘ Vc m/min  Pag. 500
m
Pag. 1119 GR. HRC2 | WP..06 | WP..08 T5120 | F4140
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,5-1,5 0,5-2 0,2 250 290
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 0,515 0,5-2 0,2 250 | 240
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,4-0,8 0,5-1 0,15 230 | 205
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,5-1,5 0,52 0,2 180 170
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,5-1,3 0,5-1,8 0,2 150
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,82 12,5 0,2 250 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17418 160-250 0,8-2 125 0,2 220 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,82 125 0,2 200 10
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 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |AcciAlo TEMPRATO - HARDENED STEEL 38--41 4560 0,3-0,6 0,4-0,8 0,1 140
0,5-1 0,2 0,1 0,05
Vc - 1000 o ae/D |50100% | 20% | 10% | 5%
n = ————— =giri/min (min™’)
@D - 3,14 .
V¢ (min)---------V¢(max)
fz = fz0 - Kae =mm
ae/D 0,5-1 0,2 0,1 0,05 | 0,02
= - 50-100% | 20% | 10% | 5% | 2%
Vf=fz-z "' n=mmmin Kae 1 11 12 | 13 |15
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC 15 Inserto W t R
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING . ; Insert | (mm)| (mm)|(mm)
r1, ap max.
. , P WPM..06 4,3 0,7 2,5
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS l. t WPM..08 57 0,7 2,0
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED “ W
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED t = Materiale residuo ap = Profondita massima di passata
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR t = Residual Material ap = Maximum cutting depth
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @8 NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / I NEW
®® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 467
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese per copiatura ad elevati avanzamenti
Copy milling cutters for high feeds
Kopierfraser fur hohe vorschube

Fraises a copier avec hauts avancement QUALITY TOOLS ENGINEERING
WNMT

1405..

%% X52 v

1ISO 6462 ...

S 1502.8W .. 14

INSERTI - INSERTS
PAG. 519
N 1SO @
ﬁ Nm\' 6462 ?

0\

h Y4
S 1502.8W-050-03-14 50 22 40 40 2 4,3° 3 - 0,24 3850 A 1405 |C04011P 5615P VBSF10
S 1502.8W-050-04-14 50 22 40 40 2 43 4 - 0,21 38550 A
S 1502.8W-052-03-14 52 22 40 40 2 4° 3 - 0,27 3850 A
S 1502.8W-052-04-14 52 22 40 40 2 4° 4 - 0,24 3850 A
S 1502.8W-063-04-14 63 22 49 40 2 27 4 - 0,44 3850 A
S 1502.8W-063-05-14 63 22 49 40 2 2,7° 5 - 042 38550 A
S 1502.8W-066-04-14 66 22 49 40 2 25 4 - 0,48 3850 A
S 1502.8W-066-05-14 66 22 49 40 2 2,5° 5 - 0,46 3850 A
S 1502.8W-080-05-14 80 27 60 50 2 1,9° 5 - 1,02 3850 A 1405 |C04011P 5615P VBSF12
S 1502.8W-080-06-14 80 27 60 50 2 1,9° 6 - 0,99 3850 A

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
Q = PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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 d
NON RIV. RIVESTITI r 4—‘
Tonccid G| st cpblvees o
SCELTA VELOCE - QUICK PICK Z | caree RECOUVERTS Q) d1
Toughness _ W | GraES 1
r W s
Pag. 486
8 8
D. P M K N S H - = °
co FIM[R|FMRIFM[R|F[M[R|F[M[R|F (MR il [ I d|s dlra
WNMT 140525 .X52 [ 2K J o e [e] [e] | 7 13,7 | 55 4,9 2,5 -
LICJE) LI K] ] u
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r o o
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° o
MATERIALI - MATERIALS s | HB fz mm ] Ve m/min_Pag. 500
m
Pag. 1119 HRC2) fz0 mm T5120 | F4130
GR.
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 0,3-1,5 0,06-0,1 250 | 240
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 0,3-1,5 0,06-0,1 250 | 220
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,3-1,0 0,06-0,1 230 200
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 0,3-1,0 0,06-0,1 180 | 180
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST |  14.1-14.2 180-230 0,3-0,7 0,06-0,1 170
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 04-1,5 0,06-0,1 250 | 190
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,4-1,5 0,06-0,1 220 170
GHISA MALLEABILE - MALLEABLE CAST IRON |  19-20 130-230 0415 0,06-0,1 200 | 130
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"
ACCIAIO TEMPRATO - HARDENED STEEL 38-41 4560 0,2-0,7 0,06-0,1 50
T } /D 0,5-1 0,2 0,1 0,05
Vc - 1000 ae aell |50-100%| 20% | 10% | 5%
n = —————— =giriimin (min"T) @D

@D - 3,14

V¢ (min)---------V¢(max)

fz = 120 - Kae = mm ae/D] 051 [ 02 [ 01 [005 002
- 50-100% | 20% | 10% 5% 2%
fn=fz:z=mm Vc Pag. 500
Kae | 1 11 | 1,2 | 13 |15
Vf=fz:z ' n=mmmin . ! . .
F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING Inserto | W t R
M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC
, ) 2,0
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING ap max. Insert | (mm)| (mm) (mm)
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED /\ WNMT 14 | 66 | 085 | 35
n = girifmin (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS !Q t
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED = W
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION _ _ _  Profonita i
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED i Materiale residuo ap = Mr° ondita ma_ssm;a |hpassata
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR t = Residual Material  ap = Maximum cutting dept
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION 0O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 469
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Frese per copiatura ad elevati avanzamenti
Copy milling cutters for high feeds

Kopierfraser fur hohe vorschube

Fraises a copier avec hauts avancement

S 1503.6LW .. 06

- Yp 6
@ 16-40 U
Y, -10°7-9°
h6
$

S 1503.8W .. 06
- Yp 6
@ 40-63 Y:) S
Y, 98

S 1503.9W .. 06

@ 16-35

SSAU

QUALITY TOOLS ENGINEERING

Yp 6
Y, -13°-10°
Y, -10°-9°

LNMT .
060312 -
X52
Dy

INSERTI - INSERTS
PAG. 511

¥

@d @D1 H h 4

S 1503.6LW-016-02-06 1 2 0603 | 122564P 5608P -
S 1503.6LW-018-02-06 18 - 16 - 100 30 1 27° 2 - - 014 1113 -
S 1503.6LW-020-03-06 20 - 20 - 130 50 1 23° 3 - - 026 1113 -
S 1503.6LW-020-04-06 20 - 20 - 130 50 1 23° 4 - - 026 1113 -
S 1503.6LW-022-03-06 22 - 20 - 130 50 1 19 3 - - 027 1113 -
S 1503.6LW-022-04-06 22 - 20 - 130 50 1 19° 4 - - 028 11+13 -
S 1503.6LW-025-04-06 25 - 25 - 140 60 1 16° 4 - - 046 1113 -
S 1503.6LW-025-05-06 25 - 25 - 140 60 1 16° 5 - - 045 1113 -
S 1503.6LW-028-04-06 28 - 25 - 140 60 1 13 4 - - 048 1113 -
S 1503.6LW-028-05-06 28 - 25 - 140 60 1 13° 5 - - 048 1113 -
S 1503.6LW-030-04-06 30 - 32 - 150 70 1 12° 4 - - 080 1113 -
S 1503.6LW-030-05-06 30 - 32 - 150 70 1 12° 5 - - 0,80 1113 -
S 1503.6LW-032-05-06 32 - 32 - 150 70 1 11° 5 - - 081 11+13 -
S 1503.6LW-032-06-06 32 - 32 - 150 70 1 11° 6 - - 081 1113 -
S 1503.6LW-035-05-06 35 - 32 - 150 3 1 1,0 5 - - 088 1113 -
S 1503.6LW-035-06-06 35 - 32 - 150 3% 1 10° 6 - - 088 1113 -
S 1503.6LW-040-06-06 New 40 - 32 - 160 45 1 08 6 - - 0,96 1113 -
S 1503.6LW-040-08-06 New 40 - 32 - 160 45 1 08° 8 - - 0,96 1113 -
S 1503.8W-040-06-06 40 - 16 3% 50 - 1 08 6 - - 021 1113 A 0603 | 122564P 5608P VBSFO8L
S 1503.8W-040-08-06 40 - 16 3% 50 - 1 08 8 - - 020 1113 A
S 1503.8W-050-07-06 50 - 22 48 50 - 1 06° 7 - - 046 1113 A 0603 | 122564P 5608P VBSF10L
S 1503.8W-050-09-06 50 - 22 48 50 - 1 06° 9 - - 045 1113 A
S 1503.8W-052-07-06 New 52 - 22 48 50 - 1 06° 7 - - 050 1113 A
S 1503.8W-052-09-06 New 52 - 22 48 50 - 1 06° 9 - - 050 1113 A
S 1503.8W-063-09-06 New 63 - 22 48 50 - 1 05 9 - - 067 1113 A
S 1503.8W-063-11-06 New 63 - 22 48 50 - 1 05 11 - - 066 1113 A
S 1503.9W-016-02-06 16 8 8,5 13 42 25 1 35 2 - 10 003 11+13 - 0603 | 122564P 5608P -
S 1503.9W-018-02-06 18 8 8,5 13 42 25 1 27° 2 - 10 0,03 1113 -
S 1503.9W-020-03-06 20 10 105 178 49 30 1 23° 3 - 15 0,06 1113 -
S 1503.9W-020-04-06 20 10 105 178 49 30 1 23° 4 - 15 0,05 1113 -
S 1503.9W-022-03-06 22 10 105 18 49 30 1 19° 3 - 15 006 11+13 -
S 1503.9W-022-04-06 22 10 105 18 49 30 1 19° 4 - 15 0,06 1113 -
S 1503.9W-025-04-06 25 12 125 21 57 35 1 16° 4 - 17 0,10 1113 -
S 1503.9W-025-05-06 25 12 125 21 57 35 1 16° 5 - 17 0,09 1113 -
S 1503.9W-028-04-06 28 12 125 21 57 35 1 13° 4 - 17 011 11+13 -
S 1503.9W-028-05-06 28 12 125 21 57 3 1 13° 5 - 17 0,10 1113 -
S 1503.9W-030-04-06 30 16 17 27 64 40 1 12° 4 - 24 020 1113 -
S 1503.9W-030-05-06 30 16 17 27 64 40 1 12° 5 - 24 019 1113 -
S 1503.9W-032-05-06 32 16 17 29 64 40 1 11° 5 - 24 021 1113 -
S 1503.9W-032-06-06 32 16 17 29 64 40 1 11° 6 - 24 021 1113 -
S 1503.9W-035-05-06 New 35 16 17 29 64 40 1 10° 5 - 24 023 1113 -
S 1503.9W-035-06-06 New 35 16 17 29 64 40 1 10 6 - 24 023 1113 -

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D'’ARROSAGE
L =LUNGA, STELO CILINDRICO - LONG , CYLINDRICAL SHANK - LANG , ZYLINDERSCHAFT - LONGUE , QUEUE CYLINDRIQUE

= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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
Te + m vt COAF%IQ/S SGTRTDES
enacita | CEMENTED H d1
SCELTA VELOCE - QUICK PICK ™ " I z | b RecauvERTe 2N i
9 - o r I s
Pag. 486
P/ M| K|NJ|S]|H & &
-~ - o
CoD. FIMR|FMIR|IF|M|R|F [M|R|F [M|R|F MR il [ I H s |d1 r|a
LNMT 060312 .X52 [ 2K J o e [e] [e] | 6,2 10 | 3,65 3 1,2 -
LICJE) LI [¢] u
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY # o o
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° o
MATERIALI - MATERIALS oy | B fz mm 'l Ve m/min_Pag. 500
m
Pag. 1119 GR. HRC2) fz0 mm T5120 | F4130
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,5-2 0,1-0,15 250 240
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,52 0,1-0,15 250 220
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,3-1,5 0,1-0,15 230 200
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 0,3-15 0,1-0,15 180 180
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,3-1,5 0,1-0,15 170
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,5-1,8 0,1-0,2 250 190
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,5-1,8 0,1-0,2 220 170
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,5-1,8 0,1-0,2 200 130
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"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 0,05-0,3 0,05-0,08 75
- SE LA SPORGENZA DELLA FRESA E >3xD RIDURRE | PARAMETRI DI LAVORO: Vg, fz, ap DEL 30%
- IF THE PROTRUSION OF THE CUTTER IS >3xD, REDUCE CUTTING PARAMETERS: V¢, fz, ap BY 30%
{ 0,5-1 0,2 0,1 0,05
Vc - 1000 ae ae/D (s0100% | 20% | 10% | 5%
n = —————— = giri/min (min") @D
oD - 3,14 l V¢ (min)---------V¢(max)
fz = 20 - Kae = mm ae/D| 051 [ 02 | o1 [005 002
_ 50-100% | 20% | 10% 5% 2%
fn=fz'z=mm Vc Pag. 500
Kae | 4 11 |12 | 13 | 15
Vf=fz-z "' n=mmmin . . . .

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M =LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING

Inserto | W t R
100 | Insert |(mm)|(mm) (mm)

ap max.
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED LNMT 06 | 32 0,3 1,65
n = giri/min (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED w
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION  Materiale resid — Profondits ima di ;
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED t : Rat‘e(;la |e|\r/|eSI UOI ap : MI’O Qn ita m:afsm;a t|hpas,sa a
Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR t = Residual Materia <1 S Libdtin R ¢
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION 0O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 471

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese con inserti tondi
Milling cutters with round inserts
Fraeser mit runden platten

Fraise a plaquettes rondes

QUALITY TOOLS ENGINEERING

RDHX..
Y. o T42
P

Y o
RDET.. Vs
@ 12,5-20 ol DET -~
il : &
RDEW.. a
T56 ’
hé
N @d-0,5 - dT RDHT.. ’~.$
.T57P = j
H
o
- 14 H
~ o2
L
@D2
I | -
‘ ! ! @ INSERTI - INSERTS
J @D L oy @D Lo PAG. 512
AR ORM @D @d @D 4 < LY - - ?
S 806W 12,5 40 02.71 A 125 16 10 8 35 40 20 35 104° 227° 2 — 0,02 10+12 | 07T1 | 12254P 5607P
S 806W 12,5 60 02.71 A 125 16 10 108 35 60 20 55 43° 227° 2 — 0120 10¢12
S 806W 12,5 80 02.71 A 125 16 10 128 35 80 20 75 29° 227° 2 — 0139 10¢12
S 806W 15 40 02.72 B 15 16 13 8 35 40 - - - 20° 2 — 04106 10¢12 | 0702 | 12254P 5607P
S 806W 15 60 02.72 A 15 16 13 108 35 60 20 55 20° 20° 2 — 0135 1012
S 806W 15 80 02.72 A 15 20 13 130 35 80 20 75 34° 20° 2 — 0232 10412
S 806W 15 100 02.72 A 15 20 13 150 35 100 20 95 25° 20° 2 — 0263 10¢12
S 806W 15 120 02.72 A 15 25 13 176 35 120 20 115 35° 20° 2 — 0447 1012
S 806W 16 40 02.72 B 16 16 13 8 35 40 - — - 168 2 — 0107 10¢12 | 0702 | 12254P 5607P
S 806W 16 60 02.72 A 16 16 13 108 35 60 20 55 20° 168° 2 - 0135 10¢12
S 806W 16 80 02.72 A 16 20 13 130 35 80 20 75 34° 168° 2 - 0232 10¢12
S 806W 16 100 02.72 A 16 20 13 150 35 100 20 95 25° 168° 2 — 0263 10¢12
S 806W 16 120 02.72 A 16 25 13 176 35 120 20 115 35° 168° 2 — 0449 10+12
S 806W 20 40 02.10 A 20 20 18 9 5 40 20 35 29° 39° 2 — 0181 30:35| 1003 |123507P 5615P
S 806W 20 60 02.10 A 20 20 18 110 5 60 20 55 13° 39° 2 — 0222 3035
S 806W 20 80 02.10 A 20 25 18 136 5 80 20 75 34° 39° 2 — 039 3035
S 806W 20 100 02.10 A 20 25 18 156 5 100 20 95 25° 39° 2 — 0450 3035
S 806W 20 120 02.10 A 20 25 18 176 5 120 20 115 20° 39° 2 — 0503 3035
% % % |

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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
T + k| cEMENTED COA’?I;/DE %EEDES r T ( )
enacita w
- s CARBIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " " : | oo SESCHCHTED % 1
= o
IS
Pag. 486 S P s
P M K N S H © < RS o
COD F |M |HsC|F |M |Hsc|F |M [Hsc|F |M [HsC|F |M [HSC|F |M |HsC 2 E E E l d S d1 r a
RDHX 0771 MOT .T42 (K] (2K ) o0 u - 70 1198 | 28 - 15
RDHX 0702 MOT .T42 e e e e [ JKJ u - 70 | 238 | 28 - 15
RDHX 1003  MOT .T42 e e e e [ JK) u - 10,0 | 3,18 | 3,9 - 15
RDET 1003 MOSN .T56 e o o o oo | - 10,0 | 3,18 | 4,4 - 15
e e e/® 0|0 oo ]
RDEW 1003 MOSN .T56 e oo 0 0o ] - 10,0 | 3,18 | 44 - 15
RDHT 07T1 MO .T57P e e u - 7,0 198 | 28 - 15
RDHT 0702 MO .T57P e e u - 70 238 | 28 - 15
RDHT 1003 MO .T57P [ I L] - 10,0 | 3,18 | 3,9 - 15
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r o ° ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° ° elo
MATERIALI - MATERIALS 3‘;':2’5 He K F5105 vc (mimin) | N3620 ve (mmin) | F2331 Ve (mimin) | F2335 v (mimin)
Rm m
Pag. 1119 GR. HRC2) F R |HSsC| F R |HsC | F R |HSC | F R | HsC
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 1 260 | 220 | 310 280 | 240 260 | 220
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,9 | 280 | 270 | 300 300 | 260 280 | 250
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,8 | 230 | 210 | 250 240 | 220 220 | 200
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 1 200 | 150 | 180 180 | 150 180 | 160
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 1 160 | 120 150 | 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 1 300 | 260 | 330 290 | 250
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 1718 160-250 1,1 240 | 230 | 280 240 | 220
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 1,2 260 | 230 | 280 250 | 220
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 1,3 430 | 400 | 450
N [RAME E SUE LEGHE - COPPER 26--28 90-110 1,2 280 | 250 | 335
NON METALLICI - PLASTICS 29-30 / 1,3 380 | 350 | 400
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,9 70 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,8 70 40
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560 0,8 120 | 80 | 140
Vc - 1000
T42 T56 TSP | = ———— = giri/min (min"1)
ap (mm) ap (mm) ap (mm) .
A 'y A QD 3,1 4
6,0 6,0 6,0
fz =fz0 - Kae * Km =mm
5,0 5,0 5,0
40 40 40 fn=fz-z=mm
3,0 3,0 3,0
o 70 Vf=1fz:z " n=mmmin
2,0 = 2,0 2,0 =
1,0 = 1,0 1,0 ae/D 0,5-1 0,2 0,1 0,05 | 0,02
> fz (mm) > fz (mm) > fz (mm) 50-100% | 20% | 10% 5% 2%
0 01 0203 04 05 0,6 0 01 0203 04 05 06 0 01 0203 04 05 06
Kae | 1 12 |15 | 18 | 2
F = FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REV. f
R = SGROSSATURA , LAV. PESANTE - ROUGHING , HEAVY MACHINING fz = mm AVANZAMENTO AL DENTE -TOOTH FEED
HSC = LAVORAZIONE ALTA VELOCITA - HIGH SPEED CUTTING fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Km = FATTORE DI AVANZAMENTO PER MATERIALE -FEED FACTOR FOR MATERIAL Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 473
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Frese con inserti tondi
Milling cutters with round inserts
Fraeser mit runden platten

Fraise a plaquettes rondes QUALITY TOOLS ENGINEERING

@ 40-160

RDHX..
v, o ISO 6462 ... T4z °
Te O

RDET.. Vs
156 ?W‘

RDEX..
.T56

.T56

RDHT..
.T57P

@
RDEW.. .
L%
&

INSERTI - INSERTS
PAG. 512

\ ISO @ ?
h 4 Nm' 6462

SB808W 40400510 New 40 16 32 40 5 7° 5 - 0164 30:35 A | 1003 |123507P  — 5615P VBSFO8L
S808W 42400510 New 42 16 32 40 5 67° 5 - 0182 30:35 A
SB808W 52500510 New 52 22 40 50 5 55 5 - 0385 30:35 A | 1003 |123507P - 5615P VBSF10
S808W525007.10 New 52 22 40 50 5 55 7 - 0394 30:35 A
S808W 42400412 New 42 16 32 40 6 75 4 - 0156 30:35 A | 12T3 |123509P 2435P 5615P VBSFOSL
SB808W485004.12 New 48 22 40 50 6 65 4 - 0319 30:35 A | 12T3 |123509P 2435P 5615P VBSF10
S 808W 50 50 05.12 50 22 40 5 6 61 5 - 0308 30:35 A
S 808W 52 50 05.12 52 22 40 5 6 57° 5 - 0337 30:35 A
S 808W 63 50 06.12 63 27 48 50 6 43 6 - 0477 30:35 A | 12T3 |123509P 2435P 5615P VBSF12
S 808W 66 50 06.12 66 27 48 50 6 41 6 - 0524 30:35 A
S 808W 80 52 07.12 80 27 60 52 6 320 7 - 0889 30:35 A-B
S 808W 50 50 04.16 50 22 40 50 8 95 4 - 0273 40:50 A | 1604 |124510P 2445  5620P VBSF10
S 808W 52 50 04.16 52 22 40 50 8 88 4 - 0299 40:50 A
S 808W 63 50 05.16 63 27 48 5 8 71° 5 - 0443 40:50 A | 1604 |124510P 2445  5620P VBSF12
S 808W 66 50 05.16 66 27 48 5 8 60 5 - 0493 40:50 A
SB808W665006.16 New 66 27 438 50 8 60 6 - 0450 40:50 A
S 808W 80 52 06.16 80 27 60 52 8 45 6 - 0833 40:50 A-B
S808W 805207.16 New 80 27 60 52 8 45 7 - 0797 40:50 A-B
S 808W 100 52 07.16 100 32 75 52 8 370 7 - 1276 4050 A-B | 1604 |124510P 2445  5620P VBSF16
S 808W 125 63 08.16 125 40 90 63 8 28 8 - 2,664 40:50 A-B | 1604 |124510P 2445  5620P VBSF20
S 808 160 63 09.16 160 40 120 63 8 18 9 - 4183 40:50 C | 1604 [124510P 2445  5620P =

Ml * CON INSERTI RDET. .T56 /| RDEX.. .T56 / RDHT.. .T57P NON E POSSIBILE UTILIZZARE LA STAFFA 24..

BIE * WITH RDET..T56 | RDEX.. .T56 / RDHT.. .T57P INSERTS THE CLAMPING SCREW 24.. CANNOT BE USED.

B % MIT RDET.. .T56 | RDEX.. .T56 / RDHT.. .T57P-WENDEPLATTEN IST DIE AUFSPANNSCHRAUBE 24.. NICHT EINSETZBAR.

NE * AVEC LES PLAQUETTES RDET. .T56 /| RDEX.. .T56 / RDHT.. .T57P ON NE PEUT PAS UTILISER LA VIS DE BRIDAGE 24..

I I
/ % % |

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE
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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 d a°
4 i =
enacita W
- s CARBIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " " z | oo e @ a1
- S 7
Pag. 486 sk
g | 8 58
P M K N S H © < R °
COD F [M |Hsc|F |M [Hsc|F |M [HSC|F M |Hsc|F (M [HSC|F |M |Hsc| 2 E E E l d S d1 r a
RDHX 1003 MOT .T42 o0 o0 o0 u - 10,0 | 3,18 | 3,9 - 15
RDHX 12T3  MOT .T42 e e e e [ JK) u - 12,0 1397 | 39 15
RDHX 1604 MOT .T42 e e [ I [ JK) u - 16,0 | 476 | 52 - 15
RDET 1003 MOSN .T56 LK AN MK IK BN ) | - 10,0 | 3,18 | 4,4 - 15
oo |oo o|o oo ]
RDET 12T3  MOSN .T56 e e e e o|0 O|0 ] - 12,0 | 397 | 44 - 15
RDEX 1604 MOSN .T56 e e e e [¢) [e}ke) u - 16,0 | 476 | 55 - 15
RDEW 1003 MOSN .T56 e 0 0 0 0o ] - 10,0 | 3,18 | 44 - 15
RDEW 12T3  MOSN .T56 o 0 0 0 00 L] - 12,0 | 397 | 44 - 15
RDEW 1604 MOSN .T56 o 000 00 u - 16,0 | 476 | 55 - 15
RDHT 07T1 MO .T57P e e | - 70 [ 198 | 28 - 15
RDHT 12T3 MO .T57P e e | - 12,0 1397 | 39 - 15
RDHT 1604 MO .T57P e e | - 16,0 | 476 | 52 - 15
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY f o ° ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° ° elo
MATERIALI - MATERIALS 3‘:’;2'3 HB K F5105 vc (mimin) | N3620 v (mimin) | F2331 v (mimin) | F2335 Ve (mimin)
Rm m
Pag. 1119 GR. HRC2) F R |HsC| F R |HSC | F R |HSC| F R | HsC
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 1 260 | 220 | 310 280 | 240 260 | 220
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,9 | 280 | 270 | 300 300 | 260 280 | 250
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,8 | 230 | 210 | 250 240 | 220 220 | 200
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 1 200 | 150 | 180 180 | 150 180 | 160
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 1 160 | 120 150 | 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 1 300 | 260 | 330 290 | 250
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 1718 160-250 1,1 240 | 230 | 280 240 | 220
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 1,2 260 | 230 | 280 250 | 220
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 1,3 430 | 400 | 450
N |RAME E SUE LEGHE - COPPER 26--28 90-110 1,2 280 | 250 | 335
NON METALLICI - PLASTICS 29-30 i 1,3 380 | 350 | 400
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,9 70 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,8 70 40
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560 0,8 120 | 80 | 140
Vc - 1000
.T42 .T56 572 n = = giri/min (min'1)
ap (mm) ap (mm) ap (mm) .
A A A @D 3’14
6,0 6,0 6,0
fz =fz0 - Kae - Km =mm
5,0 5,0 5,0
40 16 40 T3 4.0 03 fin=fz-z=mm
3,0 3,0 3,0
12 2 (2 Vf=fz-z - n =mmmin
2,0 2,0 2,0
1,0 1,0 1,0 -
ae/D 0,5-1 , 0,02 O,J 0,5)5 0,5)2
> fz (mm) > fz (mm) > fz (mm) 50-100% | 20% | 10% 5% 2%
0 01 0203 04 05 06 0 01 0203 04 05 06 0 01 0203 04 05 06
Kae | 1 12 |15 | 18 | 2
F = FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REV. f
R = SGROSSATURA , LAV. PESANTE - ROUGHING , HEAVY MACHINING fz = mm AVANZAMENTO AL DENTE -TOOTH FEED ae
HSC = LAVORAZIONE ALTA VELOCITA - HIGH SPEED CUTTING fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION @D
Km = FATTORE DI AVANZAMENTO PER MATERIALE -FEED FACTOR FOR MATERIAL Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 475

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Frese con inserti tondi
Milling cutters with round inserts
Fraeser mit runden platten

Fraise a plaquettes rondes QUALITY TOOLS ENGINEERING

Ch | CON INSERTI RDET.. .T56 / RDEX.. .T56 / RDHT.. .T57P NON E

POSSIBILE UTILIZZARE LA STAFFA 24.. RDHX..
g + WITH RDET.. .T56 / RDEX.. .T56 / RDHT.. .T57P INSERTS THE Y, 0 .T42
CLAMPING SCREW 24.. CANNOT BE USED.D.. v o
mm 5 MIT RDET.. .T56 | RDEX...T56 / RDHT.. .T57P-WENDEPLATTEN IST DIE | '
3 10-42 AUFSPANNSCHRAUBE 24.. NICHT EINSETZBAR. RDET..
- gn % AVEC LES PLAQUETTES RDET.. .T56 | RDEX.. .T56 / RDHT... .T57P ON T56

NE PEUT PAS UTILISER LA VIS DE BRIDAGE 24..

RDEX..
.T56

RDEW.. A
T56

RDHT..
.T57P

@0 INSERTI - INSERTS
@ PAG. 512
9 .

M 4
S 809W 10 23 02.05 A 8 2 0501 [121837P - 5606P
S 809W 12 23 03.05 A 12 8 85 13 25 23 17 138° 3 10 0,020 04+05
S 809W 15 23 04.05 B 15 8 85 13 25 28 - 86° 4 - 10 0,023 04+05
S 809W 16 23 04.05 B 16 8 8,5 13 25 28 - 777 4 - 10 0,025 04+05
S 809W 20 30 05.05 B 20 10 105 18 25 30 - 69° 5 - 15 0,059 0405
S 809W 25 35 06.05 B 25 12 125 21 25 35 - 40° 6 - 17 0,099 04+05
S 809W 12,5 23 02.71 A 125 8 85 13 35 23 17 227° 2 - 10 0,019 1012 | 07T1 12254P - 5607P
S 809W 15 23 02.72 B 15 8 85 13 35 23 - 200 2 - 10 0,020 1,0+12 | 0702 | 12254P = 5607P
S 809W 15 23 03.72 B 15 8 85 13 35 23 - 200° 3 - 10 0,021 10+12
S 809W 16 23 02.72 B 16 8 85 13 35 23 - 168° 2 - 10 0,022 1012
S 809W 16 23 03.72 B 16 8 85 13 35 28 - 168° 3 - 10 0,022 1,0+1.2
S 809W 20 30 04.72 B 20 10 105 18 35 30 - M0 4 - 15 0,054 10:12
S 809W 25 35 05.72 B 25 12 125 21 35 35 - 73 5 - 17 0,093 1,0+1.2
S 809W 30 43 05.72 A 30 16 17 29 35 43 43 54 5 - 24 0,208 10+12
S 809W 32 43 06.72 B 32 16 17 29 35 43 - 49 6 - 24 0219 1012
S 809W 35 43 06.72 B 35 16 17 29 35 43 - 43 6 - 24 0233 10412
S 809W 20 30 02.10 B 20 10 10,5 18 5 30 - 390° 2 - 15 0,048 3,0+35 1003 | 123507P - 5615P
S 809W 25 35 03.10 B 25 12 125 21 5 35 - 143° 3 - 17 0,083 30+35
S 809W 30 43 04.10 A 30 16 17 29 5 43 43 93° 4 - 24 0196 30+35
S 809W 32 43 04.10 A 32 16 17 29 5 43 43 86° 4 - 24 0,200 30+35
S 809W 35 43 04.10 B 35 16 17 29 5 43 - 73 4 - 24 0215 30+35
S 809W 35 43 05.10 B 35 16 17 29 5 43 - 73 5 - 24 0216 30+35
S 809W 40 43 05.10 B 40 16 17 29 5 43 - 58 5 - 24 0232 30:35
S 809W 42 43 05.10 B 42 16 17 29 5 43 - 54° 5 - 24 0,243 3,0+35
S 809W 42 43 06.10 B 42 16 17 29 5 43 - 54° 6 - 24 0245 3035
S 809W 25 35 02.12 B 25 12 125 21 6 35 - 260° 2 - 17 0,076 30+35 | 12T3 |[123509P 2435P 5615P
S 809W 32 43 03.12 A 32 16 17 29 6 43 43 143° 3 - 24 0,178 30+35
S 809W 35 43 03.12 B 35 16 17 29 6 43 - M9 3 - 24 0,194 30+35
S 809W 40 43 04.12 B 40 16 17 29 6 43 - 93 4 - 24 0,212 30:35
S 809W 42 43 04.12 B 42 16 17 29 6 43 - 83 4 - 24 0224 3035
S 809W 32 43 02.16 A 32 16 17 29 8 43 43 296° 2 - 24 0,169 4,050 1604 |124510P 2445 5620P
S 809W 40 43 02.16 B 40 16 17 29 8 43 - 15° 2 - 24 0,226 4,050
% % % |

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
= PASSO DIFFERENZIATO - DIFFERENTIAL PITCH - UNGLEICHE TEILUNG - PAS DIFFERENCIE

PAG. 1059



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

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

machining parameters

QUALITY TOOLS ENGINEERING

D

HT | HW HC
Tenacita 4 jm CE§E§iED COA'?I;/DE?SEEDES r T ( J
SCELTA VELOCE - QUICK PICK ™" " i BESCHICHTET ﬁ df
B8 R
5 - . . Pag. 486 . S P i
©o = ™| M )
CcOoD. F |M |Hsc|F M [Hsc|F |M [HsC|F |M [Hsc|F |M |[HsC|F |M |Hsc 2 E EE l d S d1 r a
RDHX 0501 MOE .T42 o0 [ 2K ] [ 2K ] u - 50 [151] 22 - 15
RDHX 0771 MOT .T42 e e o e o e u - 70 [ 198 | 28 - 15
RDHX 0702 MOT .T42 e e o e [ 2K u - 70 [ 238 | 28 - 15
RDHX 1003  MOT .T42 e e o e o e u - 10,0 | 3,18 | 3,9 - 15
RDHX 12T3  MOT .T42 e e o e o e u - 12,0 | 3,97 | 3,9 = 15
RDHX 1604 MOT .T42 e e o e [ 2K u - 16,0 | 4,76 | 5,2 - 15
RDET 1003 MOSN .T56 e 0o 00 00 ] - 10,0 | 3,18 | 4,4 - 15
L IK] oo [eke] Q|0 u
RDET 12T3  MOSN .T56 L IK] o e OO Q|0 u - 12,0 [ 3,97 | 44 - 15
RDEX 1604 MOSN .T56 o0 [ 2K ] o|0 Q|0 | | - 16,0 | 4,76 | 5,5 - 15
RDEW 1003 MOSN .T56 e o o o oo ] - 10,0 | 3,18 | 44 - 15
RDEW 12T3 MOSN .T56 e o o o oo ] - 12,0 | 3,97 | 44 - 15
RDEW 1604 MOSN .T56 e o o o oo ] - 16,0 | 4,76 | 5,5 - 15
RDHT 07T1 MO .T57P o e u - 70 198 | 28 = 15
RDHT 0702 MO .T57P o e u - 70 238 | 28 - 15
RDHT 1003 MO .T57P [ IK] u - 10,0 [ 3,18 | 3,9 - 15
RDHT 12T3 MO .T57P e e u - 12,0 {397 | 39 - 15
RDHT 1604 MO .T57P [ I L] - 16,0 [ 476 | 52 - 15
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r o PY eole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° ° elo
== E=

MATERIALI - MATERIALS 3‘;':2’5 He o F5105 Ve (mimin) | N3620 Ve (mimin) | F2331 Vo (mimin) | F2335 Ve (mimin)
Pag. 1119 GR. HRC2) F R |HSC| F R |HSC | F R |HSC| F R | HSC

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 1 260 | 220 | 310 280 | 240 260 | 220

ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,9 | 280 | 270 | 300 300 | 260 280 | 250
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,8 | 230 | 210 | 250 240 | 220 220 | 200

INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 1 200 | 150 | 180 180 | 150 180 | 160
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 1 160 | 120 150 | 120

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 1 300 | 260 | 330 290 | 250
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 1718 160-250 1,1 240 | 230 | 280 240 | 220

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 1,2 260 | 230 | 280 250 | 220

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 1,3 430 | 400 | 450
N [RAME E SUE LEGHE - COPPER 26--28 90-110 1,2 280 | 250 | 335

NON METALLICI - PLASTICS 29-30 / 1,3 380 | 350 | 400

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 0,9 70 40
S TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,8 70 40

ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60" 08 120 | 80 | 140

ap (mm) .T42 ap (mm) e ap (mm) TR n = w = giri/min (min'1)
) i i @D - 3,14
zz 22 :Z fz = fz0 - Kae - Km =mm
40 16 40 B 4.0 16 fn=fz-z=mm
z:z 12 z:z 1(2] ng 2 Vf=fz-z-n=mmmin
07 07
10 O 10 10 ae/D| 051 [ 02 [01 T005 [002
0 01 02 03 04 05 0, & fe (mm) 0 01 0203 04 05 0,6= fz (mm) 0 01 0203 04 05 0,6= fz (mm) °0-100% | 20% | 10% o% 2%
Kae | 1 12 |15 | 18 | 2

F = FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REV. 4{
R = SGROSSATURA , LAV. PESANTE - ROUGHING , HEAVY MACHINING fz = mm AVANZAMENTO AL DENTE -TOOTH FEED ae
HSC = LAVORAZIONE ALTA VELOCITA - HIGH SPEED CUTTING fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION @D

Km = FATTORE DI AVANZAMENTO PER MATERIALE -FEED FACTOR FOR MATERIAL Vf
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Kae =
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW

©® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
FATTORE DI CORREZIONE - CORRECTION FACTOR

O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

477



Frese a copiare / a testa sferica per finitura
Copy milling cutters / with spherical head for finishing
Kopierfraeser / mit kugelkopf zum schlichten

Fraise a copier / a téte sphérique pour finition QUALITY TOOLS ENGINEERING

RA.. @
FORM A FORM B .F42 a
zdhe
RAET..
@ 8-32 7 J F42 g @
= ~ ©d-0,5
H
=
(o3
- L4
2D2
L3 i
— @0 INSERTI - INSERTS
ool | ? PAG. 512
AR ORM @D @d @D 4 kg - ? ﬂs
S 926W 08 35 12 A8 12 65 92 4 35 19 35 98 1 2 0062 08+10| 08 |12RA08 5407
S 926W 08 53 12 A8 12 65 110 4 53 19 48 50° 1 2 0,072 _08+10
S 926W 08 75 12 A8 12 65 132 4 75 19 70 28 1 2 0,083 08+10
S 926W 10 35 12 A 10 12 8 92 5 35 22 35 89° 1 2 0,065 1,8+20 10 12RA10 5408
S 926W 10 53 12 A 10 12 8 110 5 53 22 48 39° 1 2 0,076 1820
S 926W 10 75 12 A__10 12 8 132 5 75 22 70 21° 1 2 0,088 1820
S 926W 12 26 12 B 12 12 10 83 6 26 - - - 1 2 0,062 28+3,0 12 12RA12 5410
S 926W 12 53 12 B 12 12 10 110 6 53 - - - 1 2 0,078 2830
S 926W 12 85 16 A 12 16 10 145 6 8 22 80 28 1 2 0,167 _28+30
S 926W 16 32 16 B 16 16 14 92 8 32 - - - 1 2 0,123 4555 16 12RA16 5415
S 926W 16 63 16 B 16 16 14 123 8 63 - - - 1 2 0,159 4555
S 926W 16 100 20 A 1620 14 166 8 100 28 95 24° 1 2 03124555
S 926W 20 38 20 B 20 20 17 104 10 38 - - - 1 2 0211 5570 20 |12RA20 5420
S 926W 20 75 20 B 20 20 17 141 10 75 - - - 1 2 0,277 55+7,0
S 926W 20 115 25 A 20 25 17 191 10 115 34 110 28° 1 2 0,553 55+7,0
S 926W 25 45 25 B 25 25 21 121 125 45 - - - 1 2 0379 10+13 | 25 |12RA25 5430
S 926W 25 90 25 B 25 25 21 166 125 90 - - - 1 2 0,501 10+13
S 926W 25 135 32 A 25 32 21 215 125 135 41 130 2,9° 1 2 0,962 10+13
S 926W 32 53 32 B 3 3 2 13 16 53 - - - 1 2 0660 24+30 | 32 | 12RA32 5440
S 926W 32 106 32 B 32 32 26 186 16 106 - - - 1 2 0,879  24+30
S 926W 32 160 32 A 32 32 26 240 16 160 49 155 1,5° 1 2 1,207 24+30

Vc - 1000 rimin (min-)
= — =ggir/min (min - - =
oDe - 3.14 fz =120 - Km=mm

Vf=fz0 - Km * z * n = mm/min

F = FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING

HSC = LAVORAZIONE ALTA VELOCITA - HIGH SPEED CUTTING

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS

fz = mmAVANZAMENTO AL DENTE -TOOTH FEED \ [ 2

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED @De = 2-\(D-ap-ap =mm

Km = FATTORE DI AVANZAMENTO PER MATERIALE -FEED FACTOR FOR MATERIAL

De =mm DIAMETRO EFFETTIVO - EFFECTIVE DIAMETER ,

Rmax = mm RUGOSITA TEORICA MASSIMA - THEORICAL MAXIMUM ROUGHNESS Rmax = 0,5 - ( @D - QDZ - ae2 ) =mm

— NN

N = NUMERO D’INSERTI / INSERT NUMBER / WENDEPLATTENANZAHL / NOMBRE DES PLAQUETTES
Z = NUMERO TAGLIENTI / NUMBER OF CUTTING EDGES / SCHNEIDENANZAHL / NOMBRE DU COUPANTS
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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 ':Hﬂ rH
NON RIV. RIVESTITI i K
SCELTAVELOCE - QUICK PICK > *+] - lm | £ Sue|  “lRocier || 11 '
- Toughness - @ GRADES RECOUVERTS ;L el gl }jp| gl
8 f
Pag. 486 p RA RAET
-
D. PIM[K[N[S H >
co F [ Hsc |F | Hsc |F | HsC |F | Hsc |F | HsC |F | HsC o | d s |d1H r
RA 08.04 .F42 ® ®© O O (@ © L 2N ] | - 80 | 24 | 25 7 4
RA 10.04 .F42 e © O O @ @ L 2N ] | - 10,0 | 2,6 3,0 8,5 5
RA 12.04 .F42 e @ O O (@ © L 2N ] | - 12,0 | 3,0 3,5 10 6
RA 16.04 .F42 ® @ O O @ @ L 2N J | | - 16,0 | 40 | 40 12 8
RA 20.04 .F42 e ®© O O (@ © L 2N ] | - 20,0 | 50 5,0 15 10
RA 25.04 .F42 ® ®© O O (@ © L 2N ] | - 250 | 6,0 6,0 | 18,5 | 12,5
RA 32.04 .F42 e ®@ O/ O |@ @ o ® n - |320] 70| 80 |235| 16
RAET 080006 .F42 ® ®© O O (@ © L 2N ] | *16| 80 | 24 | 25 7,0 0,6
RAET 080010 .F42 e & O O (@ @ e o | | %20 80 | 24 | 25|70 | 10
RAET 100005 .F42 ® ®© O O (@ © L 2N ] | 1,5/ 10,0 | 2,6 3,0 85 | 0,5
RAET 100008 .F42 ® @ O O @ @ [ 2N J | | 1,8/ 10,0 | 2,6 3,0 85 | 0,8
RAET 100010 .F42 ® ®© O O (@ © L 2N ] | 2,0/ 10,0 | 2,6 3,0 8,5 1,0
RAET 120005 .F42 e ®© O O || @ e o | *15/120 | 3,0 35 | 10,0 | 05
RAET 120010 .F42 e @ O] O (@ @ o o n %*20[120| 30 | 35 | 10,0 1,0
RAET 120020 .F42 ® ®© O O (@ © L 2N ] | % 30| 120 | 3,0 35 | 10,0 | 2,0
RAET 160010 .F42 e @ O O (@ © L 2N ] | 2,0/ 16,0 | 40 | 40 | 120 | 1,0
RAET 160030 .F42 e @ O O (@ © L 2N ] | 4,01 16,0 | 40 | 40 | 120 | 3,0
RAET 200010 .F42 ® @ O O @ @ [ 2N J | | %*20|200 | 50 50 | 150 | 1,0
RAET 200040 .F42 e @ O O (@ © L 2N ] | % 5,0| 20,0 | 50 50 | 150 | 4,0
RAET 250010 .F42 ® @ O O @ @ [ 2N J | | 2,0/ 250 | 6,0 6,0 | 185 | 1,0
RAET 250050 .F42 ® @ O O @ © LI ] ] 6,0/ 25,0 | 6,0 6,0 | 185 | 50
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,r o
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ °
TOLLERANZE D
TOLLERANCE RANGE
RA.. +0,01
RAET.. + 0,025
MATERIALI - MATERIALS | MO | HB | F7si0 | RA..
m
Pag. 1119 GR. HRC2) Ve (m/min)
D| 20 mm) || D|apmax mm)
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 200-320
8 |010 0,5 | 0,20 8 | 010 0,5 | 0,20
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 180-290
P 10 | 0,15 | 0,20 | 0,25 10 | 0,12 | 0,20 | 0,24
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 160-260 12 [ 0,15 | 0,25 | 0,35 12 | 0,15 0,30 | 0,40
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 130-200 16 | 020 | 0,30 | 0.35 16 | 020 | 0,35 | 045
IVl |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 | 180-230 150-250 20 | 0,30 | 0,40 | 0,45 | | 20 | 0,25 | 0,40 | 0,50
GHISA GRIGIA - GREY CAST IRON 15116 | 180-260 250-340 25| 030|040 | 045 | | 25 | 0,30 | 0,45 | 0,55
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE |  17-18 160-250 230-310 32 | 0,40 | 0,50 | 0,55 32 | 0,35 0,50 | 0,60
GHISA MALLEABILE - MALLEABLE CAST IRON |  19-20 130-230 270-380 ‘ RAET..
ALLUMINIO E SUE LEGHE - ALUMINIUM 2125 | 60-130
N |RAME E SUE LEGHE - COPPER 26-28 | 90-110 D o0 (mm) D |ap max (mm)
NON METALLICI - PLASTICS 29-30 / 8 | 0,10 | 0,20 | 0,30 8 | 010|025 |% "
1)
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY | 31--35 | 200-320 10 | 0,10 | 0,20 | 0,30 10 | 010 0,30 | *1
S 0 12 | 0,10 | 0,20 | 0,35 | | 12 | 0,10 | 0,30 | %"
TITANIO E SUE LEGHE - TITANIUM 36-37 | 400-1050
= 16 | 0,10 | 0,25 | 0,40 | | 16 | 0,15 | 0,35 | *|"
H |ACCIAIO TEMPRATO - HARDENED STEEL 38-41 | 4560 50-240 20 (0,20 |0,27 | 0,45 | | 20 | 0,20 | 0,40 | %"
G | GRAFITE - GRAPHITE 45 / 25 | 0,20 | 0,35 [ 050 | | 25 | 0,20 | 0,45 | * |
R |RESINA PER MODELLI,LEGNO - RESIN,WOOD 43 /
1) | = vedere tabella dimensioni inserti
see insert size table
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Frese a copiare / a testa sferica per finitura
Copy milling cutters / with spherical head for finishing
Kopierfraeser / mit kugelkopf zum schlichten

Fraise a copier / a téte sphérique pour finition QUALITY TOOLS ENGINEERING

v @B
@ 10-32 R?E;’.. g %

@D1
@D1
M
M
ad
ad
CH
! CH
L4 oD2 L
L3 _

=5 -

o
L J h L J INSERTI - INSERTS
@D @D v PAG. 512

AR ORM @D gd @D1 @D 4 kg L—J ? H;
S 929W 10 33 08 A 10 8 8,5 13 8 5 33 18 28 1 2 10 0,022 1,8+20 10 12RA10 5408
S 929W 12 33 08 A 12 8 8,5 13 10 6 33 18 28 1 2 10 0,026 2,8+3,0 12 12RA12 5410
S 929W 16 28 08 B 16 8 8,5 14 14 8 28 - - 1 2 10 0,029 4555 16 12RA16 5415
S 929W 20 28 10 B 20 10 10,5 17 17 10 28 - - 1 2 15 0,042 55+7,0 20 12RA20 5420
S 929W 25 41 12 B 25 12 125 21 21 125 M - - 1 2 17 0,093 10+13 25 12RA25 5430
S 929W 32 49 16 B 32 16 17 26 26 16 49 - - 1 2 24 0,174 24+30 32 12RA32 5440

Vc - 1000 1
= —————— = giri/min (min~') fz =20 - Km =mm
@De - 3,14
Vif=fz0 - Km * Z * n = mm/min
F = FINITURA , LAV. LEGGERA - FINISHING , LIGHT MACHINING
HSC = LAVORAZIONE ALTA VELOCITA - HIGH SPEED CUTTING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min-1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED \ [ 2
VFf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED @De = 2-\D-ap-ap“ =mm
Km = FATTORE DI AVANZAMENTO PER MATERIALE -FEED FACTOR FOR MATERIAL
De  =mm DIAMETRO EFFETTIVO - EFFECTIVE DIAMETER , 2 2
Rmax = mm RUGOSITA TEORICA MASSIMA - THEORICAL MAXIMUM ROUGHNESS Rmax = 0,5 - ( @D -\ @D<4 - ae ) =mm

— N

N = NUMERO D’INSERTI / INSERT NUMBER / WENDEPLATTENANZAHL / NOMBRE DES PLAQUETTES
Z = NUMERO TAGLIENTI / NUMBER OF CUTTING EDGES / SCHNEIDENANZAHL / NOMBRE DU COUPANTS

PAG. 1059
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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 H- rH—
1T NON RIV. RIVESTITI i |
Tenacita =+ o CENENTED Cgé;ga%mgs d d1|d 7d1
- =
SCELTA VELOCE - QUICK PICK " " I BESCHICHTET B: BNV RRING Jpgiy
' T8 ’
Pag. 486 P RA RAET
-
F [ HSC |F [ HSC |F | HSC |F | HSC |F | HSC |F | HsC o l d s d1|H r
RA 10.04 .F42 @ ®© (O O (@l ©® L 2N ) u - 10,0 | 26 | 3,0 8,5 5
RA 12.04 .F42 @ © O O (@ © L 2N J | - 12,0 | 3,0 3,5 10 6
RA 16.04 .F42 e ® O/ O (@ ® o o | ] - |16,0| 40 | 40 | 12 8
RA 20.04 .F42 @ ®© (O O (@l © L 2N ) | - 20,0 | 50 5,0 15 10
RA 25.04 .F42 @ O (O O (@ © e o u - 2501| 60 | 6,0 | 185|125
RA 32.04 .F42 @ ®© (Ol O (@ ® LI ) L — 320| 70 | 80 | 235 | 16
RAET 100005 .F42 e ®© O O (e o o o | 15/ 1001| 26 | 30 | 85 | 0,5
RAET 100008 .F42 @ ®© (O O (@l ©® e o u 1,8/ 10,0 | 26 | 3,0 8,5 0,8
RAET 100010 .F42 @ ©® O O (@ © L 2N ) | 2,0 10,0 | 2,6 3,0 8,5 1,0
RAET 120005 .F42 @ ®© (O O (@l © e o u *15/120| 30 | 35 | 100 | 0,5
RAET 120010 .F42 @ ®© (O O (@l © L 2N ) | *2,0| 120 | 3,0 35 | 10,0 | 1,0
RAET 120020 .F42 e ® O O (@ ® o o | ] %3,0[120| 3,0 | 35 | 100 | 20
RAET 160010 .F42 @ ®© (O O (@l ©® L 2N ) | 20/ 16,0| 40 | 40 | 120 | 1,0
RAET 160030 .F42 e ®© O O (e @ o o | 4,0/ 16,0 | 40 | 40 | 120 | 3,0
RAET 200010 .F42 @ ®© (O O (@l ©® L 2N ) | %* 20| 20,0 | 50 | 50 | 150 | 1,0
RAET 200040 .F42 @ ® O O || @ L 2N ) | %* 5,0/ 20,0 | 5,0 50 | 15,0 | 4,0
RAET 250010 .F42 @ ®© (O O (@l ©® L 2N ) u 20/ 250| 60 | 60 | 185 | 1,0
RAET 250050 .F42 ® ® O O || @ LI ) L] 6,0/ 250 | 6,0 | 60 | 185 | 50
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r o
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ‘ [ ]
||
|
TOLLERANZE D
TOLLERANCE RANGE
RA.. +0,01
RAET.. + 0,025
MATERIALI - MATERIALS s | B Fm0 | RA..
m
Pag. 1119 GR. HRC2) Ve (m/min)
D fz0 mm) | | D ap max mm)
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 200-320
10 | 0,15 | 0,20 | 0,25 10 | 0,12 | 0,20 | 0,24
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 180-290
P 12 | 0,15 | 0,25 | 0,35 12 | 0,15 | 0,30 | 0,40
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 160-260 16 | 020 | 0,30 | 035 | | 16 | 020 | 035 | 045
INOX MARTENS. - STAINLESS STEEL MART 1213 | 200-240 130-200 20 | 030 | 040 | 045 | 20 | 025 | 0,40 | 0.50
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 | 180-230 150-250 25 | 0,30 | 0,40 | 0,45 | | 25 | 0,30 | 0,45 | 0,55
GHISA GRIGIA - GREY CAST IRON 15-16 | 180-260 250-340 32 | 040|050 | 055 | 32 | 0,35 | 0,50 | 0,60
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE |  17-18 | 160-250 230-310
GHISA MALLEABILE - MALLEABLE CAST IRON |  19-20 130-230 270-380 ‘ RAET..
ALLUMINIO E SUE LEGHE - ALUMINIUM 2125 | 60-130
N [RAME E SUE LEGHE - COPPER 26-28 | 90-110 D fz0 (mm) D |ap max (mm)
NON METALLICI - PLASTICS 29-30 / 10 | 0,10 | 0,20 | 0,30 | | 10 | 0,10 | 0,30 | * |7
1)
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY | 31--35 | 200-320 12 | 0,10 /0,20 | 035 | | 12 | 0,10 | 0,30 | *|
S 0 16 | 0,10 | 0,25 | 0,40 16 | 0,15 | 0,35 |
TITANIO E SUE LEGHE - TITANIUM 36-37 | 400-1050
- 20 | 0,20 | 0,27 | 045 | | 20 | 0,20 | 0,40 | *|"
H |AcCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60 50-240 25 | 020|035 | 050 | | 25 | 020 | 0.45 | 17
G |GRAFITE - GRAPHITE 45 /
R |RESINA PER MODELLI,LEGNO - RESIN,WOOD 43 /
1) | = vedere tabella dimensioni inserti
see insert size table
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Frese per copiatura per materiali non ferrosi
Copy milling cutters for non ferrous material
Kopierfraser flr nichteiserne materialien

Fraises a copier pour materiaux pas ferroux QUALITY TOOLS ENGINEERING
. VDKT
S 9002-6W...-11 S 9002-9W...-11 0 16-25 e | e
Tp +10° K57P =~
Y§ -8°-11°
Yo -8%-11°
— H —CH
L
L
o i
h
11 ' @0 INSERTI - INSERTS
oD @DJ h PAG. 519

Ak

h
$9002-6W-016-02-11 66 - 16 - 80 8 30 3 2 - - 0,10 1+1.2 - 11T2.. | 122545 5607
$§9002-6W-020-02-11 20 - 20 - 8 8 3 26° 2 - - 0,15 1+1.2 - 11T2.. |122555PK 5608
$9002-6W-025-03-11 25 - 26 - 90 8 35 195° 3 - - 0,25 1+1.2 -
$9002-9W-016-02-11 16 8 85 12,7 52 8 35 35° 2 - 10 0,03 1+1.2 - 11T2.. | 122545 5607
$9002-9W-020-02-11 20 10 10,5 17,7 54 8 35 26° 2 - 15 0,05 1+1.2 - 11T2.. |122555PK 5608
S§9002-9W-025-03-11 25 12 126 20,7 57 8 35 195° 3 - 17 0,07 11,2 -

=y Sy Fivm

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

PAG. 1059
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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
NON RIV RIVESTITI d e
Tenacita =+ i | cEmMENTED COATED GRADES Yy
- = CARBIDE BESCHICHTET
SCELTA VELOCE - QUICK PICK " 2 mE| e SO W
= O o
35 @|4 sl
Pag. 486
o
D. P M K N S H - o
co FIMR|FM[R|F M[R|F M[R|F [M[R|F [M[R = I d|s dlra
VDKT 11T210 N .K57P LK) ] 1 6,35 | 2,87 | 2,8 1 15
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ’r °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # o
MATERIALI - MATERIALS oot HB f20 mm Ve m/min_Pag. 500
Rm
Pag. 1119 GR. HRC2) F M R | 110
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125300
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240
M | INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-142 | 180230
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON | 1920 130230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 006 | 015 | 02 | 950
N |RAME E SUE LEGHE - COPPER 26--28 90-110 006 | 012 | 0,18 400
NON METALLICI - PLASTICS 29-30 / 0,06 | 012 | 0,18 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |AcclalO TEMPRATO - HARDENED STEEL 38--41 45-60"
0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D ; . . .
0, 0, 0, 0,
n=s —"™"— = g|r|/m|r| (m|n'1) 50-100% | 20% 10% 5%
2D - 3,14
Vc Vc (min)---------Vc(max)
fz =fz0 - Kae =mm Pag. 500
0,5-1 0,2 0,1 0,05 | 0,02
fn=fz:-z=mm ae/D 50-100% | 20% | 10% | 5% | 2%
Vf=1fz- -z n=mmmin Kae | 1 11 12 | 13 |15

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf  =mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
©® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 483
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Frese per copiatura per materiali non ferrosi
Copy milling cutters for non ferrous material

Kopierfraser flr nichteiserne materialien

Fraises a copier pour materiaux pas ferroux QUALITY TOOLS ENGINEERING
N . VCKT
S 9002-8W...-22 0 42-80 S 9002-9W...-22 @ 32-42 s | fE
Tp @ Tp O K57P &=
Y -25°-6° Yf -5°-6°
Yo -25°7-6° Yo -5°6°
ISO 6462 ...
- oD -
M
. 3/
edT :
l t od
H
" —CH
o 1
] . 4*
) h
ol ! @0 INSERTI - INSERTS
@b L @D h PAG. 519

Ak

agd b1 H h Z
S$9002-8W-042-03-22 42 - 16 - 55 15 - 23° 3 - - 0,20 4+5 A 2205.. |124511P 5620P VBSFO8L
S$9002-8W-052-03-22 52 - 22 - 5 15 - 17° 3 - - 0,35 4+5 A 2205.. |124511P 5620P VBSF10
S$9002-8W-066-04-22 66 - 27 - 56 15 - 125° 4 - - 0,55 4+5 A 2205.. |124511P 5620P VBSF12
S$9002-8W-080-04-22 80 - 27 - 56 15 - 10° 4 - - 0,95 4+5 A
S$9002-9W-032-02-22 32 16 17 29 71 15 47 35° 2 - 24 0,15 4+5 - 2205.. |124511P  5620P -
S$9002-9W-042-03-22 42 16 17 29 71 15 47 23° 3 - 24 0,20 4+5 -

=y Sy Fivm

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

PAG. 1059
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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
d roar
Tenacita 4 k| cementen COA?E/DESGEEDES Ly
enacita w
- 2 | carsine BESCHICHTET AY
SCELTA VELOCE - QUICK PICK " 2 mE| e SO W
= O o
35 @|4 sl
Pag. 486
o
D. P M K N S H - °
co FIM[R|FMRIFM[R|F[M[R|F[M[R|F (MR = I d|s dlra
VCKT 220530 .K57P [ JCJC ) L] 20,1 | 12,7 | 5,56 | 5,6 3,0 7
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ’r °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # o
MATERIALI - MATERIALS s | 1B f20 mm Ve m/min_Pag. 500
m
Pag. 1119 GR. HRC2) F M R | 110
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-142 | 180-230
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON | 1920 130230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 008 | 02 | 035 | 950
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 | 0,18 03 400
NON METALLICI - PLASTICS 29-30 / 006 | 018 | 03 | 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |AccIAIO TEMPRATO - HARDENED STEEL 38--41 4560
0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D ; . . .
0, 0, 0, 0,
n=s —"™"— = g|r|/m|r| (m|n'1) 50-100% | 20% 10% 5%
@D - 3,14 v
C V¢ (min)---------V¢c(max)
fz =fz0 - Kae =mm Pag. 500
0,5-1 0,2 0,1 0,05 | 0,02
fn=fz:-z=mm ae/D 50-100% | 20% | 10% | 5% | 2%
Vf=1fz- -z n=mmmin Kae | 1 11 12 | 13 |15

F  =FINITURA, LAV. LEGGERA - FINISHING , LIGHT MACHINING
M = LAV. MEDIA, GENERICA - MEDIUM MACHINING , GENERIC
R = SGROSSATURA, LAV. PESANTE - ROUGHING , HEAVY MACHINING

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min'1) NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fz = mm AVANZAMENTO AL DENTE -TOOTH FEED

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf  =mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

Kae = FATTORE DI CORREZIONE - CORRECTION FACTOR

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
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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 f2 = 0,1-0,3 mm @m
® | P Vc=100-200 m/min
O |M Ve =90-160 mimin | APKT 1604 PDTR .S54 - T525

GUIDA FACILE
EASY GUIDE

K’ Ve = 120-250 m/min P15-35 / M20-35/ K30-40

| _|N
s LR
H

GUIDA ALL’'USO DELLINSERTO. 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

e =€

APKT 1604 PDTR .S54
T525

T525

= 1K=

6 | P = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
VD?g{ézs 14.1| 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
HRTERALS e i = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag. 1118 e T h = 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 (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 FRESATURA
MILLING INSERTS
WENDEPLATTEN ZUM FRASEN

QUALITY TOOLS ENGINEERING | PLAQUETTES DE FRAISAGE
PLAQUITAS DE FRESADO

COME SCEGLIERE | PARAMETRI DI LAVORO

CATALOGO DISPONIBILITA INSERTI

HOW TO CHOOSE CUTTING DATA

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

WENDEPLATTEN-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

CATALOGUE DE DISPONIBILITE PLAQUETTES
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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 mat s comparaison table

atel [
Material vergleichstabelle - Tableau comparatif des materiaux

1] = = | BB mn [e] v

3323
GR.

UNI WISTOFF DIN sl BS AFNOR Js ket.1 me

ACCIAIO NON LEGATO RICOTTO s,
ANNEALED NOT- ALLOY STEEL C<0,15% 125HB

10722 | 105Pb20 mLos |- 10 POF 2
10715 | 9SMn28 1213 28007 5250

10736 | 9SMn36 1215 240007 5300

10718 | 9SMnPb28 12013 S250Pb

10737 | 9P 36 12114 S 300 P

1001 | C15 1015 080 M 15 AF37C 12:XC 18
10402 | G2 1020 050A20 AF 42620

1141 | ck1s 1015 080 M 15 XC15:XC 18

JAIO NON LEGATO RICOTTO

1330 150128 20m5
1140 212M36 N4

M5
1035 060A 35 AF55C35
AF65C 5
XC 42

FASE 1 - PHASE 1

o sreeL C 0,15-0,55% 250 HB

1330

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

o7om 55

080A 62

060A 96 -

0701 55 xcs5 s55C | 1600 | 024

080 A G2 XC 60 S56C | 1600 | 024

640A35 B/NCE SNC23 | 1600 | 024
E 5 1600 | 024

ACCIAIO NON LEGATO BY

QUENCHED AND TEMPERED NO C>0,55% 300 HB

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

casku 14545 | Cos Wi w10 - Y1108 K3 1700 | 024
5 11663 | C125W w2 Y2120 sk2 1700 | 024
css 10535 | C55 1055 070 M 55 1700 | 024
ceo 1.0601 1080 080A G2 ccss - 1700 | 024
2 11274 | Ck01 1095 A% - sup4 | 1700 | 024
cs0 11203 | Ck55 1085 0701 55 xc55 ss5C | 1700 | 024
ceo 11221 | ckeo 060 080A G2 XC 60 s56C | 1700 | 024
B 15710 | 38NCre 3135 640A35 BNCE sNC23s | 1700 | 024

15120 | 38Mnsia - E 1700 | 024

ACCIAIO DEBOLMENTE LEGATO RICOTTO 180 HB

ANNEALLED LOW ALLOY STEEL
5 12087 | 100cr6 Ls BL3 Y100C6 1700 | 024
107 Wers. 12419 | 105WCr6 - - 105 WC 13 SKS2:5Ks3) 1700 | 024
- 17380 | 12CMo9 10 Ate2F22 | 1501622 6r31 [ 10CDO. 10 - 1700 | 024
14CMo a5 17385 | 13GiMos AtB2F11 | 1501620 Gr27 | 15CD 35 1700 | 024
5 17715 | 14MoV63 1503.660440 | - 1700 | 024
1Ni6 15622 | 14N AIOLFS | - 16N 6 - 1700 | 024
16 NiCr 11 15732 | 14Nicr 10 15 NC 11 sNCats(H) | 1700 | 024
16 NiCr 11 15752 | 14Nicr 14 3310314 | 6551 13 12NC 15 SNCts(H) | 1700 | 024
B 16657 | 14 NiCMo 34 B 83213 - - 1700 | 024

17015 5 Cr 5015 523M 15 1263 SCrats(H) | 1700 | 024
1120

Fresatura - Milling - Fréisen - Fraisage - Fresado

T
54

P Fasp

|SEHT 1373 AZEN -

F53

SEKT 1313 AFEN F53

|SEKW 1373 AFSN _F51

SEKX 1305 AGSR _ 252

GHISA - CA"

s TeTelores |

ALY

MOGLICHE ANWENDUNG - APPLICATION POSSIELE
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COME SCEGLIERE | PARAMETRI DI LAVORO
HOW TO CHOOSE CUTTING DATA
EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

Scelta dellnserto e parametri di lavoro

Auswahl der platte und schnittdaten

of the insert and ma parameters.
hoix de la plaquette ot paramétres de travail

CoD. b I|d|s|dl|r]|a
S E AGR W B
SET o A EEXY KXY A RPN R
E T4 4 [397[ 42 ™
E g EOEDEaES ™
ST AT (X K AR £
Se 1305 AGSR 257 FXN KR Y K N T

- CON INSERTI SEKX 1305...Z52

PROFONDITA MASSIMA DI LAV(

im) PER ALTI AVANZAMENTI

PROFONDITA MASSIMA

0RO =2 (i
ORO =6 (!

im) PER AVANZAMENTI STANDARD

OR HIG

El

- WITH INSERTS SEKX 1305.. 252 MAXIMUM M; H FEED
MAXIMUI STANDARD FEED
T (| |

SOLANT o1 1001y,

{TH COOLANT SUPPLY, y ) Sl -
! <A
0UT COOLAN — ‘QSOO ) @ﬁj
T ~voi HB 20 mm 5 35| F2135 | F2740 | T1120 ="
SCELTA VELOCE DEI PARAMETRI R A e =
= .
QUICK CHOICE OF PARAMETERS ; R . W O T
SCHNELLWAHL DER PARAMETER e ) o ks
TRIAGE RAPIDE DES PARAMETRES MRS TRl . Wl }
A RS _—
e e D Ve
oy - 4

FASE 4 - PHASE 4

SCELTA DI VC IN FUNZIONE DEL GR. VDI
CHOICE OF VC DEPENDING ON VDI GR.

WAHL VC JE NACH WERKSTOFF

CHOIX DE VC EN FONCTION DU GR. VDI

490

ae 051 | 02 | 0 Q
Y A | /D so-100% | 20% i
n=
'
- ' Ve (min)=--mm--- Vc (ma
=0 D] 051 02 [ 01 |00s
=tz 50-100% 20% | 10% | 5% | 2%
vi=fz e 14 |12 |13
A i3e [=,
n. cTosekx. | EEE |
S 4
o DARD e
e

V¢ (mimin)

ing speed of the milling grades.

“acoupe de Ia qualté de plaquettes de fraisage

502

e T3220 | F3420 | T5020 | T1025 | T1425| F4725| T526 |T528N
GR. Rm
pry— w30 150250 | 120240 | 170240 | 120250 | 120350 | 160280
150250 | 120240 | 10240 | 120250 | 10520 | 130220
150250 | 180220 | 170240 | 120250 | 50280 | w0180
190-200 150-250 | 110-190 | 170-240 | 120-250 | 100-280
190-290 200-340 150250 | 110-190 | 170-240 | 120250 | 90-250
P ) 150250 | 10190 | 170240 | 120250 | 80250 | fe0220
I 150290 150-250 | 100220 | 100190 | 120250 | 60-210 | 110-190
150290 150250 | 80180 | 130210 | 100220 | 60180 | 50180
15020 | 10180 | 130210 | 100220 | o020 | 12020
5210 150250 | 70100 | 130220 | 100220 | 6070 | o140
om0 15020 | 90160 | 10220 | 0180 | s0-190 | 10220
o 50250 | o010 | 10220 | w010 | o170 | som0
100210 | 120250 | 110200 | 120180
70100 | 120250 | 120270 | 80120
180350 | 0% w2 020 | w2
) 140260 | 180360 w20 w70 | 2010
7 [ 130250 | 140230 2020 w20 | 10210
1 | 20 100200 | 140250 | 200450 | 180340 | 100250 2020 7080 | o010
| ™ 150320 | 10220 | 200550 | 180340 | 10020 5020 o0 | o010
2 | 20 120250 | 10220 | 200550 | 150900 | 100250 ) 700 | 80160
2 | @
22 100
B
24 20
s |
o
20
0
0 ww | wn
50 w0 | w040
20 %
0 %0
20 )
Rmd00 60-80
iosg
e
0
) o1
56HRC




PANORAMICA QUALITA DI FRESATURA
GENERAL VIEW OF THE MILLING GRADE
FRASSORTEN-UBERSICHT

QUALITY TOOLS ENGINEERING | VUE D’ ENSEMBLE QUALITE DE FRAISAGE
VISTA GENERAL DE LA CALIDAD DE FRESADO

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
ISO STAHL ROSTFREIER STAHL GRAUGUSS NICHTEISENMA SCHWIERIGE MATERILIEN HARTE MATERIALIEN
ACIERS ACIER INOXYDABLE FONTE GRISE PAS FERREUX MAT.DIFICILES MATERIAUX DURS
513
0110 | 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
H T C2010) Ic401 0 ‘c401o >
DT63 D> DT6: DT63 >
<3005
<T110
T115 >
N3015
HW
< T120 T120
N3440 > N3440 )
{F5105) F5105 F5105
F3010
F3710 > F3710
F7810 1> F7810 F7810 F7810 | NEw ]
T1415 ‘ "_‘W‘S; >
i
@ F6315 F6315 F6315 >
T516
{T3116 >
T1120 | NEW ] i
F3120 F3120
T3220 &
{_F3420 D>
T5020 [ T5020 >
T5120 T5120
T525 1525 T525
T1025
F1325 <F1325 > F1325 >
T1425 <_T1425 > T1425 >
F2425 ‘ ‘ F2425 7>
F4725 F4725
H C T526 1526 > T526
«T528N T528N_ T528N T528N_
T530 <7530 T530
71730
F2330 F2330 F2330 LED
F4130 F4130
F2331 F2331 ED
F1035 > F1035
F1335 F1335
T1435 T1435 >
T2035 _T2035 g
_F2135 F2135
F2335 ) ‘F2335 : F2335 > F2335 >
F2435 F2435
F2635 F2635
T540 540
F2140 'F2i40
F2740
F4140 ) F4140 F4140 >
F4340 F4340
T544 T544
F4345 <F4345
TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE
[ 2 [ > [ > — — 2 —
< ] -« ] 8 ] ) = =
RESISTENZA ALL'USURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE
AVANZAMENTO - FEED - VORSCHUB - AVANCE
[ g2 [ > [ > — 2 — —
-« ] - ] - ] < < <
VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE
METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO
HT ceruer HW e AR R TMETALL HC ggggﬁ%ﬁ?gsé%EHARTMETALL
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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Impiego delle qualita di fresatura - Application of the milling grade

Einsatz der frassorten - Utilisation de las qualitées de fraisage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL
- PAG. 1119
MATERIALIEN - MATERIAUX QUICK
DIN g & PAG. 486
= =] z
SAU |SO nFW =< Iz ]
DED S5E | EE |za2@
513 E;’g wfeEx| 229323
00X zo@Ugsmz=wa(OHEx INDICAZIONI - USO
OB E0| svx|ltpmxC-80|3E<S .
Z0WZ| 950 zpad|lEa@ip|x< S | Tenacita +
g |SuxZ egolBRaHESEESSES pin
i(thti(z,_Dfﬁ,_:,_z_u_l—“-_ng_Lug;_w Toughness _
QEEBI0E88|2288/c58 ckag x5k
2Hhehel 5562|S225|S69S|S552
P10-20 - QUALITA UNIVERSALE
C401 0 HT | M05-15 O . O O . - ALTA RESISTENZA AL CALORE E ALL'USURA, BUONA TENACITA
- INDICATO PER LE ALTE VELOCITA DI TAGLIO
K05-15
P05-20 - QUALITA MICROGRANO MOLTO RESISTENTE ALLA ROTTURA ED
ALLUSURA
DT63 HT | M05-20 | @ [ ) () O | @ | - INDICATO PER MEDIO-ALTE VELOCITA DI TAGLIO IN FINITURA.
K05-20
N 300 5 HW -QUALITA ADATTA ALLA LAVORAZIONE DELLE GHISE IN GENERE
o (ONN | -INDICATO PER LAVORAZIONI DI FINITURA A TAGLIO CONTINUO
K01-10
N 30 1 5 HW [ ) O Ol @ - QUALITA ADATTA ALLA LAVORAZIONE DI LEGHE IN ALLUMINIO
NO1-20
S05-25
N 381 5 HW - GRADO LUCIDATO NON RIVESTITO SPECIFICO PER LA LAVORAZIONE
m N10-20 [ ) @ | O | DELL ALLUMINIO E DEI MATERIALI NON FERROSI
N 631 5 HW [ ) Ol @ - QUALITA PER LA LAVORAZIONE DI MATERIALI NON FERROSI
NO05-25
- SUBSTRATO IN NANOSTRUTTURA NON RIVESTITO.
N 3620 HW [ ) ® O - INDICATO PER LAVORAZIONI CON SEZIONE DEL TRUCIOLO MEDIO,
CON CONDIZIONI DI TAGLIO STABILE.
N10-30
- QUALITA UNIVERSALE PER GHISA E MATERIALI NON FERROSI
N 3440 HW K20-40 o o o - OTTIME PRESTAZIONI A UMIDO
N20-30
- QUALITA MICROGRANO CON ALTA RESISTENZA ALL' USURA E OTTIMA
STABILITA DEI TAGLIENTI
T1 1 0 HW O [ ) Ol @ - INDICATO PER MEDIE VELOCITA DI TAGLIO SU GHISA GRIGIA E
ALTE PER MATERIALI NON FERROSI. PER ASPORTAZIONI MEDIE IN
K05-15 SGROSSATURA
- QUALITA MICROGRANO CON ALTA RESISTENZA ALL' USURA E BUONA
TENACITA
T1 1 5 HW o [ ) O @ - INDICATO PER MEDIO-BASSE VELOCITA DI TAGLIO SU GHISA GRIGIA
E MEDIO-ALTE PER MATERIALI NON FERROSI. PER ASPOR-TAZIONI
K10-25 MEDIE IN SGROSSATURA
- QUALITA MICROGRANO CON ELEVATA RESISTENZA ALL' USURA E
T 1 2 0 BUONA TENACITA
HW | M10-20 - INDICATO PER MEDIO-BASSE VELOCITA DI TAGLIO SU ACCIAI
o ® o o e o INOSSIDABILI AUSTENITICI E MEDIE PER GHISE GRIGIE E MATERIALI
K10-25 NON FERROSI. PER ASPORTAZIONI MEDIE IN SGROSSATURA
HC P05-20
F781 0 - RIVESTIMENTO IN PVD PER LA LAVORAZIONE DI ACCIAI CON GAMMA
MO05-20 MAX. 58 HRC
K05-20 ® (0] [ ] [ ® O - QUALITA MICROGRANO STANDARD CON RIVESTIMENTO IN PVD
PVD MICROCRISTALLINO RESISTENTE ALL'USURA.
H05-20
HC | pPo5-15
- RIVESTIMENTO SPESSO INDICATO ALLA LAVORAZIONE DI GHISE
F31 20 (@) () @ | O | ANCHE IN CONDIZIONE DI LUNGHE SPORGENZE.
- BUONA LAVORABILITA DI ACCIAI DURI.
PVD | K15-25
HC | pP30-40 - SUBSTRATO DI CARBURO APPOSITAMENTE SVILUPPATO,
RIVESTIMENTO IN PVD INNOVATIVO.
F2425 M15-35 O ‘ O . - QUALITA CON UN'ECCELLENTE ROBUSTEZZA SENZA PREGIUDICARE
LA DUREZZA A CALDO E LA RESISTENZA ALL'USURA SIA A BASSE CHE AD
PVD ALTE VELOCITA DI TAGLIO
. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION

EMPFOHLENER EINSATZ

APPLICATION CONSEILLEE
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Impiego delle qualita di fresatura - Application of the milling grade

Einsatz der frassorten - Utilisation de las qualitées de fraisage

QUALITY TOOLS ENGINEERING

D

'

L[

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- UNIVERSAL GRADE
- HIGH HEAT AND WEAR RESISTANCE, GOOD TOUGHNESS
- SUITABLE FOR HIGH CUTTING SPEEDS

- UNIVERSALSORTE

- HOHE HITZE- UND VERSCHLEIRBESTANDIGKEIT, 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

-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
-INDIQUEE POUR HAUTE VITESSE DE COUPE EN FINISSAGE

- GRADE SUITABLE FOR CAST IRON IN GENERAL
- SUITABLE FOR FINISHING WITH CONTINUOUS CUT

- ALLGEMEINE SORTE ZUR GUSSBEARBEITUNG
- ZUM SCHLICHTEN MIT UNUNTERBROCHENEM SCHNITT
GEEIGNET

- QUALITE INDIQUE POUR USINAGE DE LA FONTE EN GENERAL
- INDIQUEE POUR FINISSAGE A COUPE CONTINU

- GRADE SUITABLE FOR ALUMINUM ALLOYS

- SORTE FUR ALUMINIUMLEGIERUNGEN GEEIGNET

- QUALITE INDIQUEE POUR LUSINAGE DES ALLIAGE D’ALLUMINIUM

- POLISHED UNCOATED GRADE, SPECIALLY DEVELOPED FOR
ALUMINIUM AND NON-FERROUS MATERIALS

- UNBESCHICHTETE SORTE, POLIERT UND SPEZIFISCH FUR
ALUMINIUM UND NICHT-EISERNE MATERIALIEN

- NUANCE POLIE NON REVETUE SPECIFIQUE POUR L'USINAGE DE
L'ALUMINIUM ET DES MATERIAUX NON FERREUX

- DEGREE FOR NON-FERROUS MATERIALS

- SORTE FUR NICHTEISENMATERIALIEN

- QUALITE POUR L'USINAGE DE MATERIAUX NON FERREUX

- UNCOATED NANOSTRUCTURE SUBSTRATE.
- SUITABLE FOR MEDIUM SECTION CHIP MACHINING, UNDER
STABLE CUTTING CONDITIONS.

- UNBESCHICHTETES NANOSTRUKTURIERTES SUBSTRAT.
- FUR BEARBEITUNGEN MIT MITTLEREM SPANQUERSCHNITT,
UNTER STABILEN SCHNITTBEDINGUNGEN GEEIGNET.

- SUBSTRAT EN NANOSTRUCTURE NON REVETU.
- INDIQUE POUR DES USINAGES AVEC SECTION DU COPEAU
MOYENNE, AVEC DES CONDITIONS DE COUPE STABLE.

- 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 L'EAU

-MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR AND
EXCELLENT STABILITY OF THE CUTTING EDGES

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

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT UND
AUSGEZEICHNETER STABILITAT DER SCHNEIDEN

-FUR MITTLERE SCHNITTGESCHWINDIGKEITEN BEI GRAUGUSS
UND FUR HOHE SCHNITTGESCHWINDIGKEITEN BEI NE- MATERIA-
LIEN FUR MITTLERE ZERSPANUNG BEIM SCHRUPPEN GEEIGNET.

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE A LUSURE
ET TRES BONNE STABILITE DE LES COUPANTS.

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

-MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR AND
GOOD TOUGHNESS

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS ON AUSTENITIC
STAINLESS STEEL AND MEDIUM-HIGH CUTTING SPEEDS FOR GRAY
IRON AND NONFERROUS MATERIALS, FOR ROUGHING WITH MEDIUM
REMOVAL OF MATERIAL.

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT UND
GUTER ZAHIGKEIT

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWINDIGKEITEN BEI
GRAUGUSS UND FUR MITTEL-HOHE SCHNITTGESCHWINDIGKEITEN
BEI NE-MATERIALIEN FUR MITTLERE ZERSPANUNG BEIM
SCHRUPPEN GEEIGNET

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE A LUSURE
ET BONNE TENACITE

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

- MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR AND
GOOD TOUGHNESS

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS ON AUSTENITIC
STAINLESS STEEL AND MEDIUM CUTTING SPEEDS FOR GRAY IRON
AND NONFERROUS MATERIALS, FOR ROUGHING WITH MEDIUM
REMOVAL OF MATERIAL.

-MIKROKORNSORTE MIT SEHR HOHER BRUCH UND GUTE
ZAHIGKEIT

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS ON AUSTENITIC]|
STAINLESS STEEL AND MEDIUM CUTTING SPEEDS FOR GRAY IRON
AND NONFERROUS MATERIALS, FOR ROUGHING WITH MEDIUM
REMOVAL OF MATERIAL.

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE A L'USURE
ET BONNE TENANCITE

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE A LUSURE
ET BONNE TENANCITE

- PVD COATING FOR STEEL WITH MAX. 58 HRC
- STANDAD MICROGRAIN GRADE WITH WEAR-RESISTANT
MICROCRYSTALLINE PVD COATING

- PVD-BESCHICHTUNG FUR STAHL MIT MAX. 58 HRC
- STANDARD-FEINSTKORN-SORTE MIT VERSCHLEISSFESTER
MIKROKRISTALLINER PVD-BESCHICHTUNG

- REVETEMENT EN PVD POUR L'USINAGE D’'ACIERS AVEC GAMME
MAX. 58 HRC

- QUALITE MICROGRAIN STANDARD AVEC REVETEMENT EN PVD
MICROCRISTALLIN RESISTANT A LUSURE.

- THIS COATING IS FREQUENTLY USED FOR CAST IRON MACHI-
NING, ALSO WITH LONG PROJECTIONS.
- GOOD MACHINABILITY OF HARD STEEL.

- BESCHICHTUNG, DIE HAUFIG ZUR BEARBEITUNG VON GUSS,
AUCH MIT GROSSEM UBERSTAND, VERWENDET WIRD.
- GUTE BEARBEITBARKEIT VON HARTSTAHLEN.

- REVETEMENT EPAIS S'ADAPTANT SOUVENT A L'USINAGE DE
FONTES MEME DANS LE CAS DE LONGUES SAILLIES.
- BONNE MANIABILITE D’ACIERS DURS.

- SPECIALLY DEVELOPED CARBIDE SUBSTRATE, 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 EXCELLENTE SANS PORTER
PREJUDICE A LA DURETE A CHAUD ET A LA RESISTANCE A L'USURE
A BASSES VITESSES COMME A HAUTES VITESSES DE COUPE

HT HW

CERMET

METALLO DURO NON RICOPERTO
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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QUALITY TOOLS ENGINEERING

[
] [~

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- SPECIALLY SUITED FOR HEAT RESISTANT STEELS AND IRON-
BASED ALLOYS

- BESONDERS GEEIGNET FUR HITZEBESTANDIGE STAHLE UND
EISENBASIERTE LEGIERUNGEN

- PARTICULIEREMENT INDIQUE POUR L'USINAGE D'ACIERS
RESISTANTS A LA CHALEUR ET AUX ALLIAGES A BASE DE FER

- FINE-GRAIN PVD COATING, RESISTANT TO WEAR
- SUITABLE FOR MACHINING STAINLESS STEEL

- FEINKORN-PVD-BESCHICHTUNG , VERSCHLEISSFEST
- FUR DIE BEARBEITUNG VON INOX-STAHL GEEIGNET

- REVETEMENT EN PVD A GRAIN FIN, RESISTANT A LUSURE
- PREVU POUR LES USINAGES D’ACIER INOX

- SPECIALLY DEVELOPED CARBIDE SUBSTRATE

- INNOVATIVE PVD COATING PROVIDING EXCELLENT STRENGTH
AND VERY GOOD TOUGHNESS WITHOUT AFFECTING RED HARDNESS
AT BOTH LOW AND HIGH CUTTING SPEED

- SPEZIELL ENTWICKELTES KARBID-SUBSTRAT

- INNOVATIVE PVD-BESCHICHTUNG FUR EXCELLENTE
ROBUSTHEIT UND OPTIMALE ZAHIGKEIT OHNE BEEINTRACHTIGUNG
DER WARMHARTE BEI SOWOHL HOHEN ALS AUCH NIEDRIGEN
SCHNITTGESCHWINDIGKEITEN

- SUBSTRAT DE CARBURE SPECIALEMENT DEVELOPPE

- REVETEMENT EN PVD INNOVANT, FOURNIT UNE ROBUSTESSE ET
TENACITE EXCELLENTES, SANS POUR AUTANT PORTER PREJUDICE
A LADURETE A CHAUD A DE BASSES COMME A DE HAUTES VITESSES
DE COUPE.

- IDEAL SOLUTION FOR STAINLESS STEEL APPLICATIONS

- IDEALE LOSUNG FUR INOX-STAHL-ANWENDUNGEN

- PREVU POUR LES USINAGES SUR ACIER INOX

- WITH ITS MICRO GRAIN STRUCTURE IT IS SUITABLE FOR
AUSTENITIC STEEL.

- EXCELLENT PERFORMANCE ALSO WITH HIGH CUTTING SPEED,
WHERE DRY MACHINING IS RECOMMENDED.

- DANK DER ZAHEN MIKROKORN-STRUKTUR AUCH ZUR
BEARBEITUNG VON AUSTENITISCHEN STAHLEN GEEIGNET.

- SEHR GUTES VERHALTEN AUCH BEI HOHEN
SCHNITTGESCHWINDIGKEITEN, WO DIE TROCKENBEARBEITUNG
EMPFOHLEN IST.

- SA STRUCTURE TENACE EN MICROGRAIN LE REND
PARTICULIEREMENT INDIQUE POUR L'USINAGE DES ACIERS
AUSTENIQUES

- COMPORTEMENT EXCELLENT MEME A DES VITESSES DE COUPE
ELEVEES, OU L'USINAGE A SEC EST CONSEILLE.

- VERY TOUGH MICROGRAIN GRADE, PERFORMING IN INTERRUP-
TED-CUTTING ROUGHING MACHINING.

- SUITABLE FOR THE MACHINING OF AUSTENITIC STAINLESS
STEEL.

- SUITABLE FOR WET GRINDING ALSO MQL.

- SEHR ZAHE MIKROKORNSORTE MIT HOHER LEISTUNG BEIM
SCHRUPPEN IM UNTERBROCHENEN SCHNITT.

- GEEIGNET FUR DIE BEARBEITUNG VON ROSTFREIEN, AUSTENI-
TISCHEN STAHLEN.

- GEEIGNET FUR NASSBEARBEITUNGEN, AUCH BEI
MINIMALSCHMIERUNG MQL.

- DEGRE EN MICRO GRAIN TRES TENACE, PERFORMANT DANS
LES USINAGES DE DEGROSSISSAGE A COUPE INTERROMPUE.

- INDIQUE POUR L'USINAGE D’ACIERS INOXYDABLES AUSTENITI-
QUES.

- INDIQUE POUR LES USINAGES PAR VOIE HUMIDE MEME MQL.

- MICROGRAIN SUBSTRATE WITH MULTILAYER TiAISIn COATING.
- SUITABLE FOR MEDIUM APPLICATIONS AND FINISHING UNDER
STABLE CUTTING CONDITIONS.

- MIKORKORNSUBSTRAT MIT MEHRFACH- TiAISIn —
BESCHICHTUNG.

- FUR MITTLERE- BIS SCHLICHTBEARBEITUNGEN UNTER
STABILEN BEDINGUNGEN GEEIGNET.

- SUBSTRAT EN MICROGRAIN AVEC REVETEMENT MULTICOUCHE
TIAISIn.

- INDIQUE DANS DES CONDITIONS DE COUPE STABLE POUR
USINAGES MOYENS ET DE FINITION.

-HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS
-SUITABLE FOR MEDIUM — HIGH CUTTING SPEEDS FOR FINISHING
AND ROUGHING MAINLY ON GRAY IRON

-HOHE VERSCHLEISSFESTIGKEIT UND GUTE ZAHIGKEIT

-FUR MITTEL — HOHE SCHNITTGESCHWINDIGKEITEN BEIM
SCHLICHTEN UND SCHRUPPEN, UBERWIEGEND BEI GRAUGUSS,
GEEIGNET

-HAUTE RESISTANCE A LUSURE ET BONNE TENACITE
-INDIQUEE POUR MOYENNE — HAUTE VITESSE DE COUPE EN
FINISSAGE ET EBAUCHAGE SURTOUT POUR FONTE GRISE

- IDEAL GRADE FOR HIGH VOLUME MACHINING
- GOOD HEAT RESISTANCE AND THEREFORE PERFECTLY
SUITABLE FOR DRY MACHINING, EVEN AT HICH CUTTING SPEEDS

- IDEALE SORTE FUR HOCHVOLUMENFERTIGUNG

- GUTE HITZEBESTANDIGKEIT UND DAHER PERFEKT
FUR DIE TROCKENBEARBEITUNG, AUCH MIT HOHEN
SCHNITTGESCHWINDIGEKEITEN

- DEGRE PLAQUETTE IDEAL POUR LA PRODUCTION A HAUT
VOLUME

- BONNE RESISTANCE A LA CHALEUR, QUI LE REND
PARFAITEMENT INDIQUE POUR L'USINAGE A SEC MEME A DE
HAUTES VITESSES DE COUPE

- EXTREMELY TOUGH WITH HIGH WEAR RESISTANCE
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS FOR FINISHING
AND ROUGHING WORK MAINLY ON CAST IRON

- HOHE VERSCHLEISSFESTIGKEIT UND GUTE ZAHIGKEIT

- GEEIGNET FUR MITTELHOHE UND HOHE
SCHNITTGESCHWINDIGKEIT BEIM SCHLICHTEN UND SCHRUPPEN,
UBERWIEGEND BEI GUSS

- HAUTE RESISTANCE A L'USURE ET BONNE TENACITE
- INDIQUE POUR DES VITESSES HAUTES ET MOYENNES DE COUPE|
EN FINITION ET DEGROSSISSAGE PRINCIPALEMENT SUR FONTE

-HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS
-SUITABLE FOR MEDIUM — HIGH CUTTING SPEEDS FOR FINISHING
AND ROUGHING MAINLY ON GRAY IRON

-HOHE VERSCHLEISSFESTIGKEIT UND GUTE ZAHIGKEIT

-FUR MITTEL — HOHE SCHNITTGESCHWINDIGKEITEN BEIM
SCHLICHTEN UND SCHRUPPEN, UBERWIEGEND BEI GRAUGUSS,
GEEIGNET

-HAUTE RESISTANCE A LUSURE ET BONNE TENACITE
-INDIQUEE POUR MOYENNE — HAUTE VITESSE DE COUPE EN
FINISSAGE ET EBAUCHAGE SURTOUT POUR FONTE GRISE

- CHOICE RAW MATERIALS, TO GUARANTEE A HARD AND WEAR-
RESISTANT SUBSTRATE.

- MULTILAYER COATING , BEST PERFORMANCE IS ACHIEVED
THROUGH DRY-MACHINING.

- AUSGEWAHLTE ROHSTOFFE, UM EIN HARTES UND VER-
SCHLEISSFESTES SUBSTRAT ZU GEWAHRLEISTEN.

- MEHRSCHICHT-BESCHICHTUNG, BESTE LEISTUNGEN WERDEN
BEI TROCKENBEARBEITUNGEN ERZIELT.

- MATIERES PREMIERES SELECTIONNEES, AFIN D'ASSURER UN
SUBSTRAT DUR ET RESISTANT A L'USURE.

- REVETEMENT MULTICOUCHE, LES MEILLEURES PERFORMANCES
SONT OBTENUES, EN TRAVAILLANT A SEC.

- HIGH RESISTANCE TO WEAR, SUITABLE FOR FACING UNDER
STABLE CONDITIONS

- HOHER VERSCHLEISSWIDERSTAND, FUR DIE
PLANBEARBEITUNG UNTER STABILEN BEDINGUNGEN GEEIGNET

- HAUTE RESISTANCE A L'USURE, APPROPRIE POUR USINAGES DE
PLANAGE DANS UN ETAT STABLE

- GRADO DA TORNITURA PER LA LAVORAZIONE DELLA GHIA GRIGIA]
E SFEROIDALE

- TURNING GRADE FOR GREY CAST IRON AND NODULAR CAST
IRON

- DEGRE DE TOURNAGE POUR L'USINAGE DE LA FONTE GRISE ET
SPHEROIDALE

HT CERMET

HW

METALLO DURO NON RICOPERTO
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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INDICATIONS - USE GEBRAUCHSANWEISUNGEN INDICATION - USAGE

- SORTE ZUM FRASEN VON GUSSEISEN - QUALITE POUR LE FRAISAGE DES FONTES

- ULTRAFEINE BESCHICHTUNG FUR HOHE - REVETEMENT TRES FINE POUR ELEVEE VITESSE DE COUPE
SCHNITTGESCHWINDIGKEITEN, AUCH UNTER UNSTABILEN APPROPRIE MEME AVEC CONDITIONS DE COUPE
SCHNITTBEDINGUNGEN GEEIGNET INSTABLES

- MILLING GRADE FOR CAST-IRON
- ULTRA-FINE COATING FOR HIGH CUTTING SPEEDS, ALSO
SUITABLE UNDER UNSTABLE CUTTING CONDITIONS

METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO
UNCOATED CARBIDE COATED CARBIDE

HT CERMET UNBESCHICHTETES HARTMETALL BESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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- INDICATO PER MEDIE-ALTE VELOCITA DI TAGLIO
PVD | K05-25
HC | P10-30 ] - QUALITA PER SGROSSATURA E MEDIA SGROSSATURA CON
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o ([ J (@] - ® O - QUALITA ECCELLENTE PER ACCIAI DURI. OTTIMO COMPORTAMENTO
K15-35 Ll ANCHE NELLA SGROSSATURA DI GHISA GRIGIA E GHISA SFEROIDALE
CVD =
HC | P15-35 [ A ’
T 2 - OTTIMO EQUILIBRIO TRA TENACITA E RESISTENZA ALL' USURA
5 5 M20-35 | - INDICATO PER MEDIE VELOCITA DI TAGLIO E CON AVANZAMENTI
® o o o o . ® o MEDIO ALTI IN. SGROSSATURA ANCHE IN CONDIZIONI INSTABILI
CVD | K30-40 =
HC | P15-30 1 - LAVORAZIONE GENERICHE DI ACCIAIO, ACCIAIO INOX E ANCHE
BUONA LAVORABILITA PER GHISA.
F1 325 M20-30 o (@] (@] L ® O - CONSIGLIATO PER LA LAVORAZIONE CON VELOCITA DI TAGLIO ELE-
PVD | K20-30 VATE SE IN CONDIZIONI DI LAVORO STABILI.
HC P20-35 - - LA SUA STRUTTURA IN MICROGRANO, LA COMPOSIZIONE E IL
F2330 M20-35 RIVESTIMENTO, RENDONO QUESTO GRADO MOLTO PERFORMANTE
(@) [ ) (@) @ | @ | NELLE LAVORAZIONI DI MATERIALI ISOME S.
m - INSERTO TENACE CHE PERMETTE LAVORAZIONI MEDIAMENTE
PVD INTERROTTE ANCHE DI MATERIALI ISO S.
S10-30

F2331 HC | pP20-40
[ NEw NIREC I
PVD

- SUBSTRATO RESISTENTE ALL'USURA
. . - INSERTO VERSATILE ADATTO SIA PER SGROSSATURA CHE FINITURA
ANCHE IN CONDIZIONI SFAVOREVOLI

HC | p25-40 ‘
- QUALITA MOLTO TENACE
F 1 03 5 M20-35 | @ o o ® | ® | OrivARESISTENZAALLUSURA
PVD
HC | P25-45 - LAVORAZIONI DI ACCIAIO GENERICHE
F1 335 M30-40 | @ O @ | O | -INDICATO PER LAVORAZIONI SUI PIU COMUNI ACCIAI A MEDIO BASSE
VELOCITA DI TAGLIO E IN CONDIZIONI DI INSTABILITA.
PVD
P25-50

- LASUA STRUTTURAE IL SUO RIVESTIMENTO RENDE QUESTO

GRADO MOLTO TENACE E RESISTENTE ALLE ALTE TEMPERATURE.
O . - PARTICOLARMENTE ADATTO A LAVORAZIONI DI FORTE TAGLIO
INTERROTTO E LAVORAZIONI GRAVOSE.

F2335 M | 12040
CED ., o ® | ® ° |°©°
PVD

S20-30
HC | p25-45 - ALTA TENACITA , BUONA RESISTENZA ALL' USURA E ALLO SHOCK
TERMICO
M25-40 - INDICATO PER BASSE VELOCITA DI TAGLIO E ALTI AVANZAMENTI
T540 ® o o o ® o IN SGROSSATURA E SGROSSATURA PESANTE ANCHE IN CONDIZIONI
CVD PRECARIE
T544 HC | P20-40 - ALTA TENACITA MEDIA RESISTENZA ALL' USURA
M20-35 - INDICATO PER MEDIO-BASSE VELOCITA DI TAGLIO IN MEDIA
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CVD
HC | pP35-45 .
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PVD
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INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- EXCELLENT RESISTANCE TO WEAR
- UNIVERSAL DEGREE FOR DIFFERENT TYPES OF MATERIALS
- SUITABLE FOR MEDIUM TO HIGH CUTTING SPEEDS

- SEHR HOHE VERSCHLEISSFESTIGKEIT

- UNIVERSALSORTE FUR VERSCHIEDENE MATERIALIEN

- FUR MITTLERE BIS HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

- RESISTANCE EXCELLENTE A LUSURE
- QUALITE UNIVERSELLE POUR DIFFERENTS TYPES DE MATERIAU
- INDIQUE EN CAS DE VITESSES DE COUPE HAUTES-MOYENNES

- QUALITY FOR ROUGHING AND MEDIUM ROUGHING IN STABLE
CONDITIONS WITH HIGH CUTTING SPEEDS

- OUTSTANDING QUALITY FOR HARD STEELS. EXCELLENT
BEHAVIOUR ALSO IN ROUGHING GREY CAST IRON AND SPHEROIDAL
GRAPHITE CAST IRON

- QUALITAT ZUM SCHRUPPEN UND MITTLEREM SCHRUPPEN
UNTER STABILEN BEDINGUNGEN UND BEI HOHER
SCHNITTGESCHWINDIGKEIT.

- HERVORRAGENDE QUALITAT FUR HARTSTAHL.
AUSGEZEICHNETES VERHALTEN AUCH BEIM SCHRUPPEN VON
GRAUGUSS UND SPHAROGUSS

- QUALITE POUR DEGROSSISSAGE ET DEGROSSISSAGE MOYEN
DANS DES CONDITIONS STABLES A DES VITESSES DE COUPE
ELEVEES.

- QUALITE EXCELLENTE POUR ACIERS DURS. COMPORTEMENT
PARFAIT MEME DANS LE DEGROSSISSAGE DE FONTE GRISE ET
FONTE SPHEROIDALE

-EXCELLENT BALANCE BETWEEN TOUGHNESS AND RESISTANCE
TO WEAR

-SUITABLE FOR MEDIUM CUTTING SPEEDS AND WITH MEDIUM-
HIGH FEED FOR ROUGHINIG UNDER STABLE CONDITIONS

-OPTIMALE AUSGEWOGENHEIT ZWISCHEN ZAHIGKEIT UND
VERSCHLEISSFESTIGKEIT

-FUR MITTEL SCHNITTGESCHWINDIGKEITEN UND BEI MITTEL-
GROSSEN VORSCHUBEN,UNTER STABILEN BEDINGUNGEN, ZUM
SCHRUPPEN GEEIGNET

-TRES BON EQUILIBRE ENTRE TENACITE ET RESISTANCE A
L'USURE

-INDIQUEE POUR MOYENNE VITESSE DE COUPE ET MOYENNE-
HAUT DEPLACEMET POUR EBAUCHAGE EN CONDITION STABLE

- GENERAL MACHINING OF STEEL, STAINLESS STEEL AND GOOD
MACHINABILITY FOR CAST IRON.

- RECOMMENDED FOR HIGH CUTTING SPEED UNDER STABLE
MACHINING CONDITIONS.

- ALLGEMEINE BEARBEITUNG VON STAHL, EDELSTAHL UND GUTE
BEARBEITBARKEIT VON GUSS.

- EMPFOHLEN ZUR BEARBEITUNG MIT HOHEN
SCHNITTGESCHWINDIGKEITEN, WENN DIE ARBEITSBEDINGUNGEN
STABIL SIND.

- USINAGES GENERIQUES D’ACIER, ACIER INOX ET EGALEMENT
BONNE MANIABILITE POUR LA FONTE.

- CONSEILLE POUR L'USINAGE AVEC DES VITESSES DE COUPE
ELEVEES, DANS LE CAS DE CONDITIONS DE TRAVAIL STABLES.

- THANKS TO ITS MICROGRAIN STRUCTURE, COMPOSITION AND
COATING, THIS GRADE IS HIGHLY PERFORMING IN THE MACHINING
OF ISO M E S MATERIALS.

- TOUGH INSERT THAT ALLOWS AVERAGE INTERRUPTED MACHINING
ALSO OF ISO S MATERIALS.

- AUFGRUND SEINER FEINKORNIGEN STRUKTUR,
ZUSAMMENSETZUNG UND BESCHICHTUNG IST DIESER TYP BEI
DER BEARBEITUNG VON ISO-M- UND S-MATERIALIEN BESONDERS
LEISTUNGSFAHIG.

- ZAHE WENDESCHNEIDPLATTE, DIE AUCH DURCHSCHNITTLICH
UNTERBROCHENE BEARBEITUNGEN VON ISO-MATERIALIEN
ERMOGLICHT.

- SA STRUCTURE EN MICROGRAIN, LA COMPOSITION ET LE
REVETEMENT RENDENT CE DEGRE TRES PERFORMANT DANS LES
USINAGES DE MATERIAUX ISOME S.

- PLAQUETTE A HAUTE RESISTANCE AUTORISANT DES USINAGES
MOYENNEMENT INTERROMPUS MEME DE MATERIAUX ISO S.

- WEAR-RESISTANT SUBSTRATE
- VERSATILE INSERT, SUITABLE FOR BOTH ROUGHING AND
FINISHING, ALSO UNDER UNFAVOURABLE CONDITIONS

- VERSCHLEISSFESTES SUBSTRAT

- VIELSEITIGE WENDEPLATTE, SOWOHL ZUM SCHRUPPEN ALS
AUCH ZUM SCHLICHTEN GEEIGNET, AUCH UNTER UNGUNSTIGEN
BEDINGUNGEN

- SUBSTRAT RESISTANT A LUSURE
- PLAQUETTE POLYVALENTE, POUR EBAUCHE ET FINITION, MEME
EN CAS DE CONDITIONS DEFAVORABLES

- VERY TOUGH GRADE
- EXCELLENT RESISTANCE TO WEAR

- SEHR ZAHE SORTE
- OPTIMALE VERSCHLEISSFESTIGKEIT

- QUALITE TRES TENACE
- TRES BONNE RESISTANCE A LUSURE

- GENERAL MACHINING OF STEEL. SPECIALLY

- SUITABLE FOR MACHINING THE MOST COMMON STEEL TYPES
WITH LOW-MEDIUM CUTTING SPEED UNDER STABLE MACHINING
CONDITIONS.

- ALLGEMEINE STAHLBEARBEITUNG

- GEEIGNET FUR DIE BEARBEITUNG DER GAN-
GIGSTEN STAHLSORTEN MIT NIEDRIG-MITTLEREN
SCHNITTGESCHWINDIGKEITEN UNTER STABILEN
ARBEITSBEDINGUNGEN.

- USINAGES D’ACIER GENERIQUES

- PREVU POUR DES USINAGES SUR LES ACIERS LES PLUS COM-
MUNS A DES VITESSES DE COUPE BASSES-MOYENNES ET DANS UN
ETAT D'INSTABILITE.

- THIS GRADE’S STRUCTURE AND COATING MAKE IT VERY TOUGH
AND HIGH TEMPERATURE-RESISTANT.

- ESPECIALLY SUITED FOR STRONG INTERRUPTED-CUTTING
MACHINING AND STRENUOUS MACHINING

- AUFGRUND SEINER FEINKORNIGEN STRUKTUR,
ZUSAMMENSETZUNG UND BESCHICHTUNG IST DIESER TYP BEI
DER BEARBEITUNG VON ISO-M- UND S-MATERIALIEN BESONDERS
LEISTUNGSFAHIG.

- ZAHE WENDESCHNEIDPLATTE, DIE AUCH DURCHSCHNITTLICH
UNTERBROCHENE BEARBEITUNGEN VON ISO-MATERIALIEN
ERMOGLICHT.

- SA STRUCTURE ET SON REVETEMENT RENDENT CE DEGRE
TRES TENACE ET RESISTANT AUX TEMPERATURES ELEVEES.

- PARTICULIEREMENT INDIQUE AUX USINAGES D'UNE COUPE FORTE
INTERROMPUE ET D'USINAGES PENIBLES.

-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

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

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

-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.

-HIGH TOUGHNESS, MEDIUM RESISTANCE TO WEAR
-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS FOR MEDIUM
ROUGHING, EVEN UNDER UNSTABLE CONDITIONS

-FUR MITTEL-HOHE SCHNITTGESCHWINDIGKEITEN UND BEI
MITTLEREN VORSCHUBEN

-FUR MITTEL — NIEDRIGE SCHNITTGESCHWINDIGKEITEN BEIM
MITTEL — STARKEN SCHRUPPEN, AUCH UNTER UNSTABILEN
BEDINGUNGEN, GEEIGNET

-HAUTE TENACITE, MOYENNE RESISTANCE A LUSURE
-INDIQUEE POUR MOYENNE — FAIBLE VITESSE DE COUPE EN
EBAUCHAGE MOYEN MEME AVEC CONDITIONS INSTABLES

- VERY TOUGH GRADE FOR INSTABILITY MACHINING AND VERY
INTERRUPTED-CUTTING MACHINING.
- SUITABLE FOR ROUGHING OF GENERAL STEELS.

- SEHR ZAHE SORTE FUR INSTABILE BEARBEITUNGEN UND
BEARBEITUNGEN MIT STARK UNTERBROCHENEM SCHNITT.
- GEEIGNET ZUM SCHRUPPEN VON ALLGEMEINEN STAHLEN.

- DEGRE TRES TENACE POUR L'USINAGE D'INSTABILITE ET L'USI-
NAGE A COUPE TRES INTERROMPUE.
- INDIQUE POUR LE DEGROSSISSAGE D’ACIERS GENERIQUES.

HT HW

CERMET

METALLO DURO NON RICOPERTO
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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VC(m/min)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
wareriaLEn| 3323 | HRC |C4010 |N3015 N3815 N6315|N3620 N3440 T110 | T115 | T120 |F7810 F3120
MATERIAUX
Pag 1119 | OR. Rm m m
P 1 125 | 300-420 220-300 | 200-300
2 180 | 280-350 220-300 | 200-300
3 | 250 | 220-320 220-300 | 200-300
4 | 220 | 250-300 220-300 | 200-300
5 | 300 | 180-260 220-300 | 200-300
6 180 | 140-200 180-250 | 180-250
7-8 |250-300| 160-220 180-250 | 180-250
9 | 350 | 100-160 180-250 | 180-250
10 | 200 | 100-160 160-220 | 160-220
11 | 350 | 240-350 160-220 | 160-220
Y 12 | 200 | 140-250 120-200 | 120-180
SEz
SEESC | 13 | 330 | 140250 120-200 | 120-180
Su | 144 | 180 | 100-280 80-120 | 80-150
wnITHh
BE?
X nfe]
zJEe | 142 |230-260| 100-220 80-150
8285
LW X<
K 15 | 180 | 180-400 100-200 | 90-160 | 90-160 | 90-145 | 180-320 | 150-320
16 | 260 | 180-400 90-150 | 80-130 | 80-130 | 90-135 | 180-320 | 150-320
17 | 160 | 150-250 100-180 | 90-160 | 100-160 | 90-135 | 180-300 | 150-320
L | 18 | 250 | 150-300 70-140 | 70-150 | 90-150 | 70-100 | 180-300 | 110-180
[2]
§§é‘é 19 | 130 | 150-300 90-180 | 90-160 | 100-160 | 90-145 | 180-300 | 110-180
- SE
2223 | 20 | 230 | 150-300 70-160 | 70-150 | 70-150 | 80-120 | 180-300 | 110-180
N 21 60 200-800 | 300-950 | 250-350 | 400-450 | 100-800 | 200-950 | 200-950 | 300-950
22 | 100 200-800 | 300-950 | 250-350 | 400-450 | 80-800 | 200-950 | 200-950 | 300-950
23 | 75 200-800 | 300-950 | 250-350 | 400-450 | 80-500 | 200-950 | 200-950 | 300-950
24 | 90 200-800 | 300-950 | 250-350 | 400-450 | 100-450 | 200-950 | 200-950 | 300-800
25 | 130 200-800 | 300-950 | 250-350 | 400-450 | 100-450 | 200-950 | 200-950 | 300-600
26 | 110 200-300 | 120-400 | 250-350 | 250-335 | 80-400 | 200-600 | 200-600 | 150-500
z
e 27 | 9 200-300 | 120-400 | 250-350 | 250-335 | 200-600 | 250-950 | 250-950 | 300-600
—Ex
é H Z. | 28 | 100 200-300 | 120-400 | 250-350 | 250-335 | 100-300 | 150-600 | 150-600 | 150-450
oz
zE85 | 29 200-300 | 120-400 | 250-350 | 350-400 | 80-500 | 70-500 | 70-500
SEEL
£35% | 30 200-300 | 120-400 | 250-350 | 350-400 | 100-250 | 80-300 | 80-300
S 31 | 200 30-130
32 | 280 30-130 20-30
33 | 250 30-130 16-24 20-25
z
= 34 | 350 30-130 13-20 10-20
<u
: % % o | 35 | 320 30-130 10-20
syl
£522 | 36 |RrRm400 30-130 25-30
50s9
ZE8% | 37 |Rm1050 30-130
H 38 | 55HRC 2530 | 65-145
P4
2222 | 39 |60HRC 65-95
SEEg
2523 | 40 | 400 65-95
EoRE
5255 | 41 | 55mRe 65-95
=SIIT=

(&)
o
(]



VC(mImin)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

e | VDI | HB
wareriaLEn| 3323 | HRC | F2425 | T2035 | F2135 | F2435 | F2635 | F2140 | F2740 | F5105 | F3710 | T1415  T3115

e | GR. | Rm "NEW B NEW) (NEW_
P 1 125 | 130-250 170-190 | 60-280 | 100-250 220-310 220-400
2 180 | 130-250 170-190 | 60-280 | 100-250 220-310 220-400
3 250 | 130-250 170-190 | 60-280 | 100-250 220-310 220-400
4 220 | 130-250 170-190 | 60-280 | 100-250 220-310 220-400
5 300 | 130-250 170-190 | 60-280 | 100-250 220-310 220-400
6 180 | 130-250 90-150 60-220 80-200 270-300 220-400
7-8 |250-300| 60-180 90-150 60-220 80-200 270-300 200-320
9 350 60-180 90-150 60-220 80-200 270-300 200-320
10 200 80-200 120-200 | 60-200 80-150 210-250 180-320
1 350 80-200 120-200 | 60-200 80-150 210-250 180-320
_q 12 200 | 120-250 140-180 | 60-200 80-150 150-200 200-320
é u(% % % 13 330 | 120-250 140-180 | 60-200 80-150 150-200 200-320
M

14.1 180 | 100-250 | 60-200 110-180 | 110-200 | 60-200 90-170 | 100-160 | 100-180

14.2 |230-260| 40-160 60-200 80-130 55-150 60-200 90-170 70-120 100-180

STAINLESS STEELS
ROSTFREIER STAHL
ACIER INOXYDABLE

ACCIAI INOX

K 15 | 180 260-330 | 120-250 | 140-370 | 180-350
16 | 260 260-330 | 120-250 | 140-370 | 140-250
17 | 160 230-280 | 120-250 | 190-430 | 130-250
L | 18 | 250 230280 | 100-200 | 190-430 | 100-200
2]
5 % & 19 | 130 230-280 | 100-200 | 180-520 | 150-320
S-ok
2223 | 20 | 230 230-280 | 100-200 | 180-520 | 120-250
N 21 60
22 | 100
23 75
24 90
25 | 130
26 | 110
i
= 27 90
258 | 8 | 100
sl | >
Zu kL
z08% | 30
S 31 | 200 25-75 30-65 30-70 40-80 30-70
32 | 280 25-75 30-65 30-70 40-80 30-70
33 | 250 25.75 30-65 30-70 40-80 30-70
z
= 34 | 350 25.75 30-65 30-70 40-80 30-70
< w
E <, | 35 | 32 25-75 30-65 30-70 40-80 30-70
S=4 =]
522 | 36 |Rm400 25-75 30-65 30-70 40-80 30-70
5oz8
L35 | 37 |rm1050 2575 30-65 30-70 40-80 30-70
H 38 | 55HRC 80-140
z
z2232 | 39 | 6O0HRC 80-140
253
_w x
2523 | 40 | 400 80-140
Loy
£g<g 41 | 55HRC 80-140
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VC(m/min)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
wirerinen| 3323 | HRe | T516 | T3116 | T1120 | T3220 | F3420 | T5020 | T1025 | T1425| F4725 | T526 | T528N
PAG 1119 GR. Rm m
P 1 125 190-290 | 200-340 150-250 | 120-240 | 170-240 | 120-250 | 130-350 | 160-260
2 | 180 190-290 | 200-340 150-250 | 120-240 | 170-240 | 120-250 | 110-320 | 130-220
3 | 250 190-290 | 200-340 150-250 | 150-220 | 170-240 | 120-250 | 90-280 | 90-160
4 | 220 190-290 | 200-340 150-250 | 110-190 | 170-240 | 120-250 | 100-280
5 | 300 190-290 | 200-340 150-250 | 110-190 | 170-240 | 120-250 | 90-250
6 | 180 160-230 | 200-340 150-250 | 110-190 | 170-240 | 120-250 | 80-250 | 150-220
7-8 |250-300 160-230 | 150-290 150-250 | 100-220 | 100-190 | 120-250 | 60-210 | 110-190
9 | 350 145-210 | 150-290 150-250 | 80-180 | 130-210 | 100-220 | 60-180 | 90-160
10 | 200 145-210 | 160-290 150-250 | 70-160 | 130-210 | 100-220 | 60-210 | 120-200
1 | 350 145-210 | 160-290 150-250 | 70-160 | 130-220 | 100-220 | 60-170 | 90-140
Y 12 | 200 110-170 | 160-290 150-250 | 90-160 | 130-220 | 80-180 | 80-190 | 110-220
Tonze
SEES | 13 | 330 110-170 | 160-290 150-250 | 90-160 | 130-220 | 80-180 | 70-170 | 90-180
ngw | 141 | 180 100-210 | 120-250 | 110-200 | 120-180
IED
has
RS
zoug
z2Ez | 142 |230-260 70-100 | 120-250 | 120-210 | 80-120
858¢
K 15 | 180 | 180-350 | 180-360 150-400 | 200-320 | 100-250 130-210 120-220 | 160-220
16 | 260 | 140-280 | 180-360 150-400 | 160-250 | 100-250 130-210 80-170 | 120-180
17 | 160 | 130-250 | 140-230 200-450 | 180-350 | 100-250 120-240 80-200 | 110-210
L | 18 | 250 | 100-200 | 140-250 200-450 | 180-340 | 100-250 120-240 70-180 | 90-180
@)
§§é‘é 19 | 130 | 150-320 | 110-220 200-550 | 180-340 | 100-250 150-250 70-180 | 90-180
- SE
2223 | 20 | 230 | 120250 | 110-220 200-550 | 150-300 | 100-250 150-250 70-160 | 80-160
N 21 60
22 | 100
23 | 75
24 | 90
25 | 130
26 | 110
&
3 27 90
225« | 28 | 100
Egég
s | 2
2588 | a0
S 31 | 200 60-90 | 40-70
32 | 280 60-90 | 30-40
33 | 250 30-50
z
= 34 | 350 30-50
=
k=
ug, | 35 | 320 40-50
=ERE
£522 | 36 |Rm400 60-80
§0=0
ZE8% | 37 |Rm1050
H 38 | 55HRC
P4
z358 39 | 60HRC
3522 | 40 | 400 70-130
HoEd
£33 | M |55HRC

(&)
o
N



VC(mImin)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

MATERIALE
3 | tee | T530 | T1730 F4130 F4140 FA340 T1435| F3010 F6315 T5120 T525 F1325
PAG 1119 GR. Rm
P 1 | 125 | 170260 | 150-230 | 180-300 | 210-345 | 150-300 | 170-190 110-160 | 200-400 | 200-400 | 175-265
2 | 180 | 150-240 | 150-230 | 180-300 | 210-345 | 100-250 | 170-190 110-160 | 200400 | 170-320 | 175-265
3 | 250 | 130-180 | 150-230 | 180-300 | 210-345 | 100-200 | 170-190 110-160 | 200-400 | 170-280 | 175-265
4 | 220 | 120-170 | 150-230 | 180-300 | 175-290 | 100-220 | 170-190 110-160 | 200-400 | 180-280 | 175-265
5 | 300 | 120-160 | 130-180 | 180-300 | 175-200 | 70-170 | 170-190 110-160 | 190-270 | 140-230 | 145215
6 | 180 | 140-200 | 130-180 | 130-250 | 145-240 | 100-220 | 170-190 110-160 | 190-270 | 190-310 | 145215
7-8 |250-300| 120-180 | 130-180 | 130-250 | 145-240 | 100-180 | 90-150 110-160 | 190-270 | 130-240 | 145215
9 | 350 | 100-120 | 130-180 | 130-250 | 145-240 | 100-160 | 120-200 110-160 | 190-270 | 100-170 | 145215
10 | 200 | 110-160 | 110-160 | 150-250 | 125-205 | 90-150 | 120-200 110-160 | 170-240 | 170-240 | 130-190
11 | 350 | 80-100 | 110-160 | 150-250 | 125-205 | 70-150 | 140-180 110-160 | 170-240 | 100-160 | 130-190
Y 12 | 200 | 120-150 | 110-160 | 130-190 | 105-170 | 120-250 | 140-180 110-160 | 150-220 | 200-300 | 130-190
é%%% 13 | 330 | 80-120 | 110-160 | 130-190 | 105-170 | 60-120 | 140-200 110-160 | 150-220 | 100-150 | 130-190
mMﬂ 141 | 180 | 100-150 130270 | 110-235 | 80-160 90-120 160-260 | 90-150
BEg2
x28%
2fu2
Z9EZ | 142 |230-260| 80-120 100-180 | 85-150 | 70-130 90-120 130-220 | 60-110
8582
K 15 | 180 | 160-190 120-220 | 110-180 130-200 | 80-120 | 200-280 | 150-250 | 140-300
16 | 260 | 100-120 120-220 | 110-180 130-200 | 80-120 | 200-280 | 150-200 | 140-300
17 | 160 | 140-180 120220 | 95-150 130-200 | 80-120 | 190-240 | 150-220 | 140-300
.| 18 | 250 | 120-150 120220 | 95-150 130-200 | 80-120 | 160-230 | 120-160 | 140-300
(é%% 19 | 130 | 140-200 100170 | 85-130 100-150 | 80-120 | 150-220 | 150-240 | 100-160
2222 | 20 | 230 | 130-165 100-170 | 85-110 100-150 | 80-120 | 150-220 | 120-180 | 100-160
N 21 | 60 |300-1000 500-900
22 | 100 |300-1000 500-900
23 | 75 |150-1000 500-900
24 | 90 |150-1000 500-700
25 | 130 | 150-700 500-700
26 | 110 | 100-400 330-550
_ g 27 | 90 | 100-400 330-550
%%% 28 | 100 | 100-400 330-550
%%%% 29 500-900
£55% | 30 500-900
S 31 | 200 30-50
32 | 280 30-50
33 | 250 | 4060 30-50 35-40
’ g 34 | 350 | 30-40 25-50 35-40
:E%m 35 | 320 | 4050 25-50 3540
5225 | 36 |Rma00| 40-70 50-80 5075
50825
L35 | 37 |rm1050| 30-50 50-80
H 38 | 55HRC 40-90 | 100-140 40-70
z %%% 39 | 60HRC 30-60 | 80-110
%%%g 40 | 400 50-100 | 100-140
S2EE | 41 | s5uRe 40-90 | 100-140
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VC(m/min)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

MATERIALE VD I H B
MATERIAL
warericen| 3323 | HRC | F2330 | F2331 | F1035 | F1335 F2335 | T540 | T544 |F4345
heve' | GR. | Rm | QETD | D CED
P 1 125 | 220-290 | 220-300 | 70-180 | 150-230 | 220-280 | 170-250 | 170-260 | 100-220
2 | 180 | 220-290 | 220-300 | 70-180 | 150-230 | 220-280 | 140-200 | 150-240 | 100-220
3 | 250 | 220-290 | 220-300 | 70-180 | 150-230 | 220-280 | 120-150 | 130-180 | 100-220
4 | 220 | 220-290 | 220-300 | 70-180 | 150-230 | 220-280 | 110-150 | 120-170 | 100-220
5 | 300 | 220-290 | 220-300 | 70-170 | 130-180 | 220-280 | 100-120 | 120-160 | 140-215
6 | 180 | 180-240 | 170-240 | 70-170 | 130-180 | 180-220 | 140-200 | 140-200 | 140-215
7-8 |250-300| 180-240 | 170-240 | 70-170 | 130-180 | 180-220 | 100-140 | 120-180 | 140-215
9 | 350 | 180-240 | 170-240 | 70-170 | 130-180 | 180-220 | 70-100 | 100-120 | 140-215
10 | 200 | 160-220 | 140-220 | 60-140 | 110-160 | 140-200 | 90-130 | 110-160 | 130-190
11 | 350 | 160-220 | 140-220 | 60-140 | 110-160 | 140-200 | 60-100 | 80-100 | 130-190
" 12 | 200 | 140-200 | 140-220 | 60-140 | 110-160 | 120-180 | 120-170 | 120-150 | 130-190
Zoe
SEEG | 13 | 330 | 140-200 | 140-220 | 60-140 | 110-160 | 120-180 | 80-130 | 80-120 | 130-190
wzu | 141 | 180 | 155190 | 120-180 | 40-140 | 80-140 | 135-165 | 70-180 | 100-150 | 70-130
I2@
i53
x5
2852
g2E: | 142 |230-260| 120-150 | 100-160 | 40-140 | 80-140 | 100-140 | 60-130 | 80-120
852
K 15 | 180 215-265 160-190
16 | 260 215-265 100-120
17 | 160 180-240 140-180
118 250 180-240 120-150
(2]
885 | 19 | 130 180-240 140-200
SEok
2288 | 20 | 230 180-240 130-165
N 21 | 60 300-1000 | 300-1000
22 | 100 300-700 | 300-1000
23 | 75 300-700 | 150-1000
24 | 9 300-500 | 150-1000
25 | 130 250-350 | 150-700
26 | 110 400-500 | 100-400
z
2 27 | 90 250-350 | 100-400
g
S22 | 28 | 100 100-400
x8=35
HoGH
zEfow 29
ofimy
2588 | a0
S 31 | 200 | 4075 40-65 | 35-100
32 | 280 | 4075 4065 | 3570
33 | 250 | 4075 40-65 40-60
z
= 34 | 350 | 4075 40-65 | 2060 | 30-40
< 0
b=, | 35 | 320 | 4075 4065 | 4060 | 40-50
=4 ]
522 | 36 |Rm400| 40-75 40-65 | 40-60 | 40-70
§0=0o
SL55 | 37 |Rm1050| 40-75 40-65 30-50
H 38 | 55HRC
z
g22€ | 39 |60HRC
SHEX
7522 | 40 | 400
BpEd
EE S 41 | 55HRC

(6}
o
=



VC(m/min)

Velocita di taglio delle qualita di fresatura - Cutting speed of the milling grades

Schnittgeschwindigkeit der frassorten - Vitesse decoupe de la qualité de plaquettes de fraisage

QUALITY TOOLS ENGINEERING

WS | VDI | HB
MATERIALIEN | 3323 HRC
MATERIAUX
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
11 350
v 12 200
e
§ E ﬁ 3] 13 330
0zy 14.1 180
o Q
E0g
zJ % 14.2 |230-260
8582
K 15 180
16 260
17 160
18 250
= 5
K 5 19 130
=0 w
B3k
TS0 20 230
N 21 60
22 100
23 75
24 90
25 130
26 110
&
2 27 90
B
CE 28 100
£330
S
ghbk
292 30
S 31 200
32 280
33 250
&
= 34 350
2f
Bz, 35 | 320
Jsuy5
2522 | 36 |Rrmd00
5055
g £ § g 37 |Rm1050
H 38 | 55HRC
z232 | 39 | 60HRC
3§82
2522 | 40 | 400
Fop&
2235 41 | 55HRC
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Denominazione degli inserti per fresatura
Inserts designation for milling

QUALITY TOOLS ENGINEERING

i o L U

FORMA INSERTO SPOGLIA INFER. TOLLERANZA+/-{mm} TIPO INSERTO
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANCE+/-{mm} 4 TYPE OF INSERT
; : A D m s d DAY
a B g [ T | 5 " Y
B D /@\ m A +/-0,005 | +/-0,025 | +/-0,025
. T .
08 5 = NN C | +-0,013 | +-0,025 | +-0,025 B ‘\\‘-§~ Q ==X
C D c J 70°-90° &-&. 40°-60°
7° = d | E +-0,025 | +/-0,025 | +/-0,025
N AN
m N=N
E H <:> D 1 50@ | F +/-0,005 | +/-0,025 | +/-0,013 70°-90° S N
= G +-0,025 | +-0,05 | +/-0,025 £ -
L E e D [N 1018 S\
’ VC& _ H +/-0,013 | +/-0,025 | +/-0,013
F OJ ( ) _ _ _ N q NS
y a 5 O 25" \_ J +/-0,005 | +/-0,025 :;_8:(1)3 cC TN 40960“ NE=N
+-0,013 | +/-0,025 | +/-0,05 S NN
O D G SOLJ::B dd'm K +/-013 n NN |, NN
T
R S N 0° ! L +-0,05 | +/-0,013 | +-0,025 7090 IR [40°-60° N 11N
- +-0,08 | +-0,13 | +/-0,05 — SPECIALE
A alto |:| M | +os +-0,18 J RN X specia
T Vv 0 °‘heL]E:S J L N | 7008 | +0025 [ 4008 =0 TR
+-0.18 +-0.13 S N
Q P |1 S +013 | +-005 | +-008 M &‘ §
W = U +-0,38 | +-013 | +-032 N N
SPESSORE RAGGIO
LUNGHEZZA TAGLIENTE
5 CUTTING EDGE LENGTH 6 THICKNESS 7a RADIUS 8 9
cesgmo I:P DTH g? T I:IT‘ D} Q I §i§ ® 00” F R
INscRTo ¢ L e YA i O Ml v il e il S MO (mm)
A © D E K L M o R s T \% w ey —
CIRCLE \\‘_.&\ s ‘;——‘P
3,97 02 1 r (mm) .
— - -
476 08 0203 NN s — = @
r=0,
5,56 05 09 N . =
DY s 04 =04
6,00 03 05 r=0,5 E
6,35 06 | 07 | 06 06 06 [ 11|11 | o4 S i 06 =06
6170 10 01 1,59 08 r=0’8 D L
7.04 i T 197 10 =1,0
12 =12
Sy % % 02 2,38 5 =16 — ==
945 | 16 %
T2 2,78
9,52 [15-16/ 09 | 11 | 09 | 16 | 15 | 09 09 | 16 [ 16 | 06 7b SMUSSO T
10,00 10 T 03 318 CHAMFER
11,00 11 T3 3,97 k° Q D
X
11,50 12 v 7o d;
: 5 5
12,00 12 07 K X N
A=45° D=15°
05 5,56
12,62 18 ,
D=60° E=20° S ‘:b ¢,
12,70 12 |15 | 12 15-20 05 12 | 22 08 06 6,35 = 5 N
N
15,87 16 15 - 704 F=85° N=0° ( ) SO
19,05 19 19 P=90° P=11°
08 9,52 Z=SPEC Z=SPEC
LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3
A M ggﬁgals’\/‘\gURA 4 = SPECIFICO PER GHISA LUCIDATO
© N ~  SPECIFIC FOR CAST IRON POLISH
7 NN
D P GENERICO 3= SPECIFICO PER ACCIAIO INOX
E R GENERIC 6 = SPECIFIC FOR STAINLESS STEEL
F S 5 - SPECIFICO PER LEGHE DI ALLUMINIO
G T 7 = SPECIFIC FOR ALUMINIUM ALLOYS
FINITURA
FINISHING 4
H U 3 9= SPECIFICO PER ACCIAIO
SPECIFIC FOR STEEL
I W 2 TAGLIENTE AFFILATO
SHARP CUTTING EDGE 2=
: . NN
< z A\ | soremenure RN | | B2 Moemmeoowsoseverco
L SUPER-FINISHING & g:
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Fresatura - Milling - Frasen - Fraisage - Fresado

QUALITY TOOLS ENGINEERING

HT HW HC
d T _w
1 =1 NON RIVESTITI RIVESTITI
156.15 CERMET | CEMENTED COATED GRADES
<19 L Y CARBIDE BESCHICHTET
154.15 1 GRADES RECOUVERTS
Tl
60°\J=— |—= —~ S
wo (=] n
=3 3 o
ART. COD. I d s d1 w T o b ®
TOLLERANZA W - W TOLERANCE 08
% 156.15-16110 .C54| 16,0 | 9,52 3 45 | 1,10 | 3,0 u
% ) 156.15-16130 .C54| 16,0 | 9,52 3 45 | 130 | 3,0 L
% c54 156.15-16160 .C54| 16,0 | 9,62 3 45 | 160 | 3,0 u
156.15-16185 .C54| 16,0 | 9,52 3 45 | 185 | 3,0 u
156.15-16215 .C54| 16,0 | 9,62 3 45 | 215 | 3,0 u
156.15-16265 .C54| 16,0 | 9,52 3 45 | 265 | 3,0 u
156.15-16315 .C54| 16,0 | 9,62 | 3,56 45 | 315 | 33 u
156.15-16415 .C54| 16,0 | 952 | 45 45 | 415 | 33 u
? 156.15-16110 .C57| 16,0 | 9,52 3 45 | 1,10 | 3,0 u
ﬁ 156.15-16130 .C57| 16,0 | 9,62 3 45 | 1,30 | 3,0 ]
% 156.15-16160 .C57| 16,0 | 9,52 3 45 | 160 | 3,0 u
C57  |156.15-16185 .C57| 16,0 [ 952 | 3 | 45 | 185 | 30 n
156.15-16215 .C57| 16,0 | 9,52 3 45 | 215 | 3,0 u
156.15-16265 .C57| 16,0 | 9,62 3 45 | 265 | 3,0 ]
156.15-16315 .C57| 16,0 | 952 | 3,5 45 | 315 ] 33 u
156.15-16415 .C57| 16,0 | 9,62 | 45 45 | 415 | 33 ]
TOLLERANZA W - W TOLERANCE 08
154.15-16110 16,0 | 9,62 | 2,6 45 | 125 | 1,2 u u
% A 154.15-16130 16,0 | 952 | 26 45 | 145 | 15 u u
% 154.15-16160 16,0 | 9,62 | 2,6 45 | 180 | 1,8 u u
% 154.15-16185 16,0 | 9,52 | 2,5 4,5 | 2,00 3 u u
154.15-16215 16,0 | 9,62 | 2,8 4,5 | 2,30 3 u u
154.15-16265 16,0 | 9,52 | 33 45 | 2,80 3 u u
154.15-16315 16,0 | 9,62 | 3,8 4,5 | 3,35 3 u u
| wno o v
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX §§ 3 ©
zz P ©
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 b
- ALLIAGES D’ALUMINIUM
| 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 / 8 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION-
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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QUALITY TOOLS ENGINEERING

) . HT HW HC
APHT N\ NON RIVESTITI RIVESTITI
r . i CERMET CEMENTED COATED GRADES
APKT ( CARBIDE BESCHICHTET
L NG d1 GRADES RECOUVERTS
APKX
Dest s 88
o = =)
o Q < 2RIRS Q288
ART. COD. | d s d1 r a = N o100/ RNl
E APKT 1003 PDR  .I52| 105 | 670 | 35 | 2.8 | 05 | 11 n
Bd 152
I APKT 1003 PDTR .S52| 105 | 6,70 | 3,5 | 28 | 05 11 [ [ ]
Bd .s52
A4 APKX 1003 PDR .S52| 10,5 | 6,70 | 35 | 28 | 05 11 [
Bd .s52
Fel | |APHT 100312 SR .Z53| 105 | 6,70 | 35 | 28 | 12 11 [
g ' |APHT 100320 SR .Z53| 10,5 | 6,70 | 35 | 28 | 2,0 11 [
2 @&  |APKT 1003 PDER .Z54| 105 | 6,70 | 35 | 28 | 05 11 n
hA APKT 1003 PDSR .Z54| 105 | 6,70 | 35 | 2,8 | 05 11 [ |
Bd .z54
] 4 |APKT 1003 PDER .T55| 11,0 | 6,70 | 35 | 28 | 05 11 m |m
@ APHT 1003 PDFR .S57| 10,5 | 6,70 | 3,5 | 28 | 05 | 11 n
% | SREE "
Bd .57
} o =z o|n (W
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX = i SEEE s
- N N[00 0N~
- [y [ L Lo |l |
P | ACCIAIO - STEEL - STAHL - ACIER [¢] LK ) @ O|® 0
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) [eJo) ] ) [ )
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE ° ®|® OO o O
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o
- ALLIAGES D’ALUMINIUM
LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
S - WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR o O|olo oe °
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL o
- 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 -

508 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Fresatura - Milling - Frasen - Fraisage - Fresado

QUALITY TOOLS ENGINEERING

APMT HT HW HC
NON RIVESTITI RIVESTITI
APFT CERMET | CEMENTED COATED GRADES
CARBIDE BESCHICHTET
APFX GRADES RECOUVERTS
APKT %
APKX o = e
. 2R 3 288e 8233
ART. COD. | d S di1 r a c= T 1ojioio)! 10| evD
% - APKT 1604 PDR .S51| 17,0 | 945 | 526 | 4,4 0,4 1 u
% ——
Bd .51
% w APMT 1604 PDR  .I152| 17,0 | 9,45 | 5,26 | 4,4 0,8 1 n
(]
Bd 152
% a APKT 1604 PDTR .S52| 17,0 | 9,45 | 526 | 4,4 0,8 11 ] u
(]
% S52
% ,r:._ 4 i APFT 1604 PDTR .S52| 17,0 | 9,45 | 4,76 | 4,4 0,8 11 n
o
o .S52
Z m APKX 1604 PDR .S52| 17,0 | 945 | 576 | 4,4 0,8 1" L ] n
% R —
Bd .s52
% m APFX 160416R .S52| 17,0 | 945 | 476 | 44 1,6 11 ]
% APFX 160424R .852| 17,0 | 945 | 476 | 44 2,4 11 ]
% .852 APFX 160430R .852| 17,0 | 945 | 476 | 44 3,0 11 u
APFX 160440R .852| 17,0 | 945 | 476 | 44 4,0 11 ]
APFX 160448R .852| 17,0 | 945 | 476 | 44 4,8 11 ]
APFX 160460R .852| 17,0 | 945 | 476 | 44 6,0 1 L
Zyg m APKT 1604 PDTR .S54| 17,0 | 945 | 526 | 44 0,4 1 ]
® &
Bd .s54
% - APKT 1604 PDSR .Z54| 17,0 | 9,45 | 526 | 44 0,8 11 ]
()
% Z54
% /| |APKT 1604 PDR .T55| 17,0 | 945 | 576 | 4,5 0,8 1 L
(]
APKT 1604 PDFR .K57P| 16,4 | 9,53 | 4,76 | 4,4 0,2 1 ]
(]
K57P
. 0 =z on
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX =S e SEHER s
= < [Tl TeliTeli Yol O N|N(WD
[l w | L Lo Lo [l
P | ACCIAIO - STEEL - STAHL - ACIER [ ] L2 g @ O0|e
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE o ° olo|e 0
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE ° O ® @O0 O| |0|0
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N | ALLIAGES D'ALUMINIUM @0 o o
LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
S | [ WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR o o|o|o O|®|® 0
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 -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 509
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QUALITY TOOLS ENGINEERING

HT HW HC
NON RIVESTITI RIVESTITI
CERMET CEMENTED COATED GRADES
BDMT LNMM J CARBIDE BESCHICHTET
BDGT di1 GRADES RECOUVERTS
S |l
v olv|oown 10010
ART cop d d1 . 2 SIS <SR SRS
: s r|a 2 CRRRSE T
% ®.#9r ¢ |BDGT 11T302FR Y57 | 11,0 6,7 3,8 2,8 0,2 18 (m]
_—
% = BDGT 11T304FR .Y57 | 11,0 6,7 3,8 2,8 0,4 18 L
Ffﬂ Y57 BDGT 11T308FR .Y57 | 11,0 6,7 3,8 2,8 0,8 18 u
BDGT 170404FR .Y57 | 17,0 | 9,6 4,9 4.4 0,4 18 L
BDGT 170408FR .Y57 | 17,0 | 9,6 49 4.4 0,8 18 L
BDGT 170420FR .Y57 | 17,0 | 9,6 4,9 4,4 2,0 18 L
BDGT 170431FR .Y57 | 17,0 | 9,6 49 4.4 3,1 18 L
BDMT 070304ER Y42 | 6,7 4,6 2,6 2,3 0,4 16 n ]
BDMT 11T304ER Y42 | 11,0 6,7 3,8 2,8 0,4 18 n
BDMT 11T308ER Y42 | 11,0 6,7 3,8 2,8 0,8 18 L
BDMT 170404ER Y42 | 17,0 | 9,6 49 4.4 0,4 18 L
BDMT 170408ER Y42 | 17,0 | 9,6 4,9 4,4 0,8 18 n
’ BDMT 070302ER Y52 | 6,7 4,6 2,6 2,3 0,2 16 n
% BDMT 070304ER .Y52 | 6,7 4,6 2,6 2,3 0,4 16 ] [
Be .y52
BDMT 11T308ER .Y52 | 11,0 6,7 3,8 2,8 0,8 18 ] n
BDMT 11T312ER Y52 | 11,0 6,7 3,8 2,8 1,2 18 n
BDMT 11T316ER .Y52 | 11,0 6,7 3,8 2,8 1,6 18 [
BDMT 11T320ER Y52 | 11,0 6,7 3,8 2,8 2,0 18 n
BDMT 11T324ER .Y52 | 11,0 6,7 3,8 2,8 2,4 18 L
BDMT 11T331ER Y52 | 11,0 6,7 3,8 2,8 3,1 18 n
BDMT 170404ER Y52 | 17,0 | 9,6 4,9 4,4 0,4 18 n
BDMT 170408ER .Y52 | 17,0 | 9,6 4,9 4,4 0,8 18 ] L
BDMT 170412ER Y52 | 17,0 | 9,6 4,9 4,4 1,2 18 n ]
BDMT 170416ER .Y52 | 17,0 | 9,6 4,9 4,4 1,6 18 ] n
BDMT 170420ER Y52 | 17,0 | 9,6 4,9 4,4 2,0 18 n
BDMT 170424ER .Y52 | 17,0 | 9,6 49 4.4 2,4 18 L
BDMT 170431ER Y52 | 17,0 | 9,6 4,9 4,4 3,1 18 n
BDMT 170440ER .Y52 | 17,0 | 9,6 49 4,4 4,0 18 L
b @ LNMM 100605 .F56 10 6,5 6,5 3,5 0,5 — ] LI
o
Z .F56 LNMM 151008 .F56 15 10 10 4,5 0,8 — ] LI
% u LNMM 100605 .F61 10 6,5 6,5 3,5 0,5 — LIl
°
Z .F61 LNMM 151008 .F61 15 10 10 4,5 0,8 - 11 ]
. o) olv|oowv (00
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o hah=bi N S92S
] ™[ ||
4 L= L L e Ll
P | ACCIAIO - STEEL - STAHL - ACIER o| |e@ 000
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° o|o|o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o000 (e}
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o 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 / B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [0 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

51 0 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Fresatura - Milling - Frasen - Fraisage - Fresado

QUALITY TOOLS ENGINEERING

HT HW HC
d I'\ NON RIVESTITI RIVESTITI
J 4 z < J CERMET CEMENTED COATED GRADES
N CARBIDE BESCHICHTET
LNMT bt %1 LNMX IL L O 7d1 ONMU GRADES RECOUVERTS
A L B8
ART coD | d/H s d1 r a’° EEE'& g; gg?
) [P T [ =L
% @M%  |LNMT 060312 .X52 62 | 10 365, 3 | 12 | - n n
Bd  x52
LNMX 131308 F58 | 13 | 13 |700| 46 | - | 08 ™

RSN
;5

F58

= LNMX 131308 .F61 13 13 7,00 | 46 - 0,8 u

.F61

SN

ONMU 050608SN  .F51 | 524 | 12,7 | 58 | 545 | 08 - u

SN

m ONMU 050608SN .F53 | 524 | 12,7 5,8 5,45 0,8 - [ I |
e [ NEW |
Rd F53
ONMU 050608SN .F55 | 524 | 12,7 5,8 5,45 0,8 — | |

-
Rd  Fs55

2~ ONMU 050608SN .F58 | 524 | 12,7 | 58 | 5,45 0,8 -
7 8 L
v [ NEW
Be F58

) olowel oo o1n(v
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX SN N S PP
NN (eols 0|
[T o [
P | ACCIAIO - STEEL - STAHL - ACIER ® O ole o oo
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE o |e|e ° o|o
GHISA - CAST IRON - GRAUGUSS - FONTE GRISE oe ® O ® O
K
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 o o
- 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 -
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 511
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QUALITY TOOLS ENGINEERING

RDET HT HW HC
&l NON RIVESTITI RIVESTITI
RDEW "*d‘" %’ J CERMET CEMENTED COATED GRADES
CARBIDE BESCHICHTET
RA RDEX @ % d1 GRADES RECOUVERTS
ronr 1 B B
. 8 % P
ART coD d s d1 H r I/a o 1o/~ Ny
el RA 08. 04 Fa2 | 80 | 24 | 25| 7 4 - =
A RA 10. 04 F42 | 100 | 26 | 30 | 85 5 - =
B Faz |RA12.04 F42 | 120 | 30 | 35 | 10 6 - [
’ RA 16. 04 F42 | 16,0 | 40 | 40 | 12 8 - [
RA 20. 04 F42 | 200 | 50 | 50 | 15 10 - =
RA 25. 04 Fa2 | 250 | 60 | 60 | 185 | 125 | — =
RA 32. 04 F42 [ 320 | 70 | 80 | 235 | 16 - u
el RAET 080006 Fa2 | 80 | 24 | 25| 70 | 06 | 16 [
v RAET 080010 Fa2 | 80 | 24 | 25| 70 | 1,0 | 20 [
B Fa2 |RAET 100005 JF42 | 100 | 26 | 30| 85 | 05 | 15 [
RAET 100008 JF42 [ 100 | 26 | 30| 85 | 0,8 | 1.8 =
RAET 100010 JF42 | 100 | 26 | 30 | 85 | 1,0 | 2,0 n
RAET 120005 JF42 | 120 | 30 | 35 | 100 | 05 | 15 [
RAET 120010 JF42 | 120 | 30 | 35 | 100 | 1,0 | 20 [
RAET 120020 JF42 | 120 ] 30 | 35 ] 100 | 20 | 30 =
RAET 160010 JF42 | 16,0 | 40 | 40 | 120 | 1,0 | 20 n
RAET 160030 F42 | 16,0 | 40 | 40 | 120 | 3,0 | 40 [
RAET 200010 JF42 | 200 | 50 | 50 | 150 | 1,0 | 2,0 [
RAET 200040 JF42 | 200 | 50 | 50 | 150 | 4,0 | 50 =
RAET 250010 JFa2 | 250 | 60 | 60 | 185 | 1,0 | 20 =
RAET 250050 JF42 | 250 | 60 | 6,0 | 185 | 50 | 6,0 u
7 RDHX 0501 MOE .T42 | 50 | 151 | 22 | - - 15 ™
A RDHX 07T1 MOT .T42 | 70 | 198 | 28 | - - 15 [
81 4o |[RDHX0702 MOT .T42 | 7.0 | 238 | 28 | - - 15 [
: RDHX 1003 MOT .T42 | 100 | 318 | 39 | — - 15 =
RDHX 12T3 MOT .T42 | 120 | 397 | 39 | - - 15 n
RDHX 1604 MOT .T42 | 160 | 476 | 52 | - - 15 [
I A= [RDET 1003 MOSN .T56 | 10,0 | 3,18 | 44 | - - 15 nm
Wy e |RDET 12T3 MOSN .T56 | 12,0 | 3,97 | 44 | - - 15 ™
R. S
Bd .T56
7 (o RDEX 1604 MOSN .T56 | 16,0 | 476 | 55 | — - 15 =
° 4
Be .T56
Fs (@) |RDEW 1003 MOSN .T56 | 100 | 3,18 | 44 | - - 15 =
% RDEW 12T3 MOSN .T56 | 120 | 397 | 44 | - - 15 ™
Re RDEW 1604 MOSN .T56 | 16,0 | 476 | 55 | - - 15 ™
(] .T56
d "'ga, RDHT 07T1 MO .T57P | 7,0 | 1,98 | 28 | - - 15 ]
Y N\ [RDHTO0702 MO .T57P | 7,0 [ 238 | 28 | - - 15 ™
B T1s7P RDHT 1003 MO .T57P | 100 | 3,18 | 39 | - - 15 [
: RDHT 12T3 MO .T57P | 120 | 397 | 39 | - - 15 [
RDHT 1604 MO .T57P | 16,0 | 476 | 52 | — - 15 n
. 8 lﬂ@ (0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o = 0l
™ 0~ NN
4 [TR|TH [T T
P | ACCIAIO - STEEL - STAHL - ACIER o0 ® O
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE O )
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE oo (e}
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 ole
- 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 -

51 2 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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]
SCMX }
SDMT §

90"%

ART. COD. | d s d1 r a

QUALITY TOOLS ENGINEERING

HT HW HC

NON RIVESTITI RIVESTITI
CERMET CEMENTED COATED GRADES
CARBIDE BESCHICHTET
GRADES RECOUVERTS

T1730
F4140
F1335

SCMX 120408 ZN  .852| 12,7 | 12,7 | 476 | 53 0,8 7

Bl .s52

SDMT 1205 PDSR .F58| 12,7 | 12,7 | 5,0 5,5 0,8 15 u L]

MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX

® |T1730

@ O e e e F4140

ACCIAIO - STEEL - STAHL - ACIER

O | @ |[F1335

ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE

GHISA - CAST IRON - GRAUGUSS - FONTE GRISE

LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
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 / M NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
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QUALITY TOOLS ENGINEERING

HT HW HC
d NON RIVESTITI RIVESTITI
a“’r i SEHT CERMET CEMENTED COATED GRADES
o CARBIDE BESCHICHTET
SEEX )<)90 %1 SEKT SEKX GRADES RECOUVERTS
O~ L |SEKW a ﬁ B
w0 nol o2 [Tell"e)
o [=1h oM< AN N| 0O N
° © |0 -~ = || el
ART COD. d s d1 r a® |5 ol MY el o
&V‘; o SEEX13T3AGTR .M12 | 82 | 134 | 397 | 41 | 15 | 20 |m n
BT M2
4 U SEHT 13T3 AZFN.F44P | 134 | 134 | 397 | 42 | - | 20 n
®  Faap [ NEW |
F g SEKT 13T3 AFEN .F53 | 134 | 134 | 397 | 42 | - | 20 00
B3  Fs3 [ NEW |
2 @ SEKT 13T3 AFSN .F58 | 134 | 134 | 397 | 42 | - | 20 = nm
Bd Fss [ NEW |
24 ° SEKW 13T3 AFSN .F51 | 134 | 134 |397 | 42 | - | 20 ]
®  Es1 [ NEW ]
2 @ SEKX 1305 AGSR .252 | 39 | 1517|558 | 41 | 10 | 20 n
Bd z52
. P D vl QoZ 00
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o Sl o SNR Sl
= aeifaed NN (™1 -
[a] 44 Wil |~ [TR{ IS
P | ACCIAIO - STEEL - STAHL - ACIER [ ] Oee oo
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] L ) [ ] o|0
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ) [ ] [ ) (o) o
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN P
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o 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
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 -
51 4 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



QUALITY TOOLS ENGINEERING

Fresatura - Milling - Frasen - Fraisage - Fresado @W
HC

! Dgoo ; HT HW
& NON RIVESTITI RIVESTITI
SNCX i CERMET CEMENTED COATED GRADES
SNEX \ d1 CARBIDE BESCHICHTET
> 1 SNMX %1 GRADES RECOUVERTS
\/l g — *‘S}‘ @
- g | ER2U88 =
o c ~ =|= || o™
ART COD. | d s d1 r a 0 N b fidie o
el R’ SNEX 1206NN K11 | 85 | 127 | 635 | 45 | - - L]
Y
Bl k11
—‘
% SNCX 1206ANFN .F57P | 12,7 | 12,7 | 6,35 | 54 | - - m
1 I
Be .F57P [NEW |
F SNMX 1206NN F51 | 12,7 | 12,7 | 635 | 54 | - - am
(]
(]
I SNMX 1206NN F52 | 12,7 | 127 | 635 | 54 | - - ]
i
(]
% SNMX 1206NN F53 | 12,7 | 12,7 | 635 | 54 | - - =
(]
Re
F SNMX 1206NN F56 | 12,7 | 12,7 | 635 | 54 | - - ]
(]
o .F56
i 61 SNMX 1206NN  F58 | 127 | 127 | 635 | 54 | - | - . 0
L= 2
% ("
() F58
% SNMX 1206QNN  .F51 | 12,7 | 12,7 | 635 | 54 | 08 | - ulm
(]
Be F51

F SNMX 1206QNN .F53 | 12,7 | 12,7 | 6,35 | 54 0,8 - | |

()

e F53

Z @’ SNMX 1206QNN .F58 | 12,7 | 12,7 | 6,35 | 54 0,8 - ] ]
(] ——

% F58

n SNMX 120612 .F51 | 12,7 | 12,7 | 635 | 54 1,2 - ]

NS

'.n
(2]
-

F ’O SNMX 120612 .F58 | 12,7 | 12,7 | 6,35 | 54 1,2 - | | u
®| ~ - 1
o F58 ﬁ‘
. ® =] ©Q QW o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX @ N sNYaR S 9
z [ Jagprid vid g o
P | ACCIAIO - STEEL - STAHL - ACIER O ee (]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o0 e [ ]
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
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 51 5
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QUALITY TOOLS ENGINEERING

HT HW HC
NON RIVESTITI RIVESTITI
CERMET | CEMENTED COATED GRADES
SNHX e e
90°
. e 88 8
ART. coD. I d s | d1 r a = BB 2
% - SNHX 1102 247 11,0 | 11,0 | 23 4,4 - - n
% = | |SNHX 1103 ZAT) 11,0 | 11,0 | 2,7 4,4 - - n
FAY 747 SNHX 1203 ZAT | 12,7 | 12,7 | 3,2 5,0 - - | |
SNHX 1204 ZAT | 12,7 | 12,7 | 4,0 5,0 - - L
SNHX 12045 ZAT| 12,7 | 12,7 | 4,5 5,0 - - n
SNHX 1205 ZAT| 12,7 | 12,7 | 54 5,0 - - | |
SNHX 1207 ZAT| 12,7 | 12,7 | 7,0 5,0 - - | |
m SNHX 1102 .Z52) 11,0 | 11,0 | 2,3 4.4 - - LU
e | SNHX 1103 Z52| 11,0 | 11,0 | 27 | 44 | - - =
FE .Z52 |SNHX 1203 Z52| 12,7 | 12,7 | 3,2 5,0 - - LU
SNHX 1204 252 12,7 | 12,7 | 4,0 5,0 - - LU
SNHX 12045 Z52| 12,7 | 12,7 | 4,5 5,0 - - LU
SNHX 1205 252 12,7 | 12,7 | 54 5,0 - - LU
SNHX 1207 Z52| 12,7 | 12,7 | 7,0 5,0 - - LU
m -~ SNHX 1102 .Z62| 11,0 | 11,0 | 2,3 4,4 - - n
W ——  |SNHX 1103 .Z62| 11,0 | 11,0 | 2,7 4.4 - - L
% 762 SNHX 1203 Z62| 12,7 | 12,7 | 3,2 5,0 - - n
SNHX 1204 Z62| 12,7 | 12,7 | 4,0 5,0 - - L
SNHX 12045 Z62| 12,7 | 12,7 | 4,5 5,0 - - n
SNHX 1205 262 12,7 | 12,7 | 54 5,0 - - L
SNHX 1207 Z62| 12,7 | 12,7 | 7,0 5,0 - - n
oZ n
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX E %5 g
= == w
P | ACCIAIO - STEEL - STAHL - ACIER [ J{e] [
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 _ 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 /[0 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

51 6 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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QUALITY TOOLS ENGINEERING

60° a HT HW HC
o | NON RIVESTITI RIVESTITI
d CERMET | CEMENTED COATED GRADES
SPMT TCMT ] \y1IE} CARBIDE BESCHICHTET
SPMW TCMX 7d1 GRADES RECOUVERTS
" |—— sl
o v (Do WwZ o n
ART cob d a1 . 18 S 99 FERSRS S
. : s r a3 P PR ERRERE pfd
2 a SPMT 060304 .N54| 6,35 | 6,35 | 3,18 2,8 0,4 1" [ ]
° SPMT 097308 .N54| 952 | 952 | 3,97 4,5 0,8 " ]
b .N54 |SPMT 120408 .N54| 12,7 | 12,7 | 4,76 5,5 0,8 1" ]
a SPMW 060304 .N51| 6,35 | 6,35 | 3,18 2,8 0,4 " ]
° SPMW 097308 .N51| 952 | 9,52 | 3,97 4.5 0,8 " ]
% .N51 |SPMW 120408 .N51| 12,7 | 12,7 | 4,76 5,5 0,8 " ]
% /.\ SPMW 060304 .N59| 6,35 | 6,35 | 3,18 2,8 0,4 1" ]
% SPMW 097308 .N59| 952 | 952 | 3,97 4.5 0,8 1 ]
Re .N59 |SPMW 120408 N59| 127 [ 127 | 476 | 55 | 08 | 11 ™
° A TCMT 110204 .G39 | 11,0 | 6,35 | 2,38 2,8 0,4 1 m
R
.G39
A TCMT 110202 .S42| 11,0 | 6,35 | 2,38 2,8 0,2 7 ]
o . = [TCMT 110204 .S42| 11,0 | 6,35 | 2,38 2,8 0,4 7 | ]
B .sa2
TCMT 16T304 .S42| 16,5 | 9,52 | 3,97 4.4 0,4 7 ]
TCMT 16T308 .S42| 16,5 | 9,52 | 3,97 4.4 0,8 7 [ | [ ]
TCMT 220404 .S42| 22,0 | 12,7 | 4,76 5,6 0,4 7 ]
% TCMT 110204 .G52 | 11,0 | 6,35 | 2,38 2,8 0,4 7 HE | N L]
% TCMT 110208 .G52 | 11,0 | 6,35 | 2,38 2,8 0,8 7 L LI u
®  es2
TCMT 16T304 .G52 | 16,5 | 9,52 | 3,97 4.4 0,4 7 L] LI u
TCMT 16T308 .G52 | 16,5 | 9,52 | 397 | 44 0,8 7 ] L ]
TCMT 16T312 .G52 | 16,5 | 9,52 | 3,97 4.4 1,5 7 L] L]
% A TCMT 220408 EN .Z52| 22,0 | 12,7 | 4,76 5,6 0,8 7 ]
Bl z52
A TCMX 16T308ZN .852| 16,5 | 9,52 | 3,97 4.4 0,8 7 L]
B .s52
; g ww (Vo WwZ o 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S Q 9 FEIFRI 23
< - NN [xellae] < =0
o - Wi || |-
P | ACCIAIO - STEEL - STAHL - ACIER O O|O| |@| |Oleee LK J
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° o o0 ole|e ole
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o ° o|le|®|O
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ®
- ALLIAGES D’ALUMINIUM
G | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS ® slo
- 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 -
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 517
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QUALITY TOOLS ENGINEERING

HT HW HC
4 NON RIVESTITI RIVESTITI
d &P ( CERMET CEMENTED COATED GRADES
CARBIDE BESCHICHTET
TNGX TOKX d1 GRADES RECOUVERTS
= a8 a8
0w no olwmn
R 223 22 P
ART. | d S d1 r a 't: T o u|_’ e
% TNGX 060404 X42 11 6,35 | 3,42 2,8 0,4 - n HE
% TNGX 060408 X42 11 6,35 | 3,42 2,8 0,8 - | | |
x4z (NEW |
m TNGX 060404 X54 11 6,35 | 3,42 2,8 0,4 - [ ] HE
% TNGX 060408 X54 11 6,35 | 3,42 2,8 0,8 - n HE
&l xs4 =D
m & TOKX 09T308PDER .G52| 13 9,58 | 3,85 | 3,35 0,8 12 | | | |
% TOKX 09T316PDER .G52| 13 9,58 | 3,85 | 3,35 1,6 12 ] [
B G52 =D
iy TOKX 09T308PDER .G53| 13 | 9,58 | 3,85 | 335 | 0,8 | 12 nm
% TOKX 09T316PDER .G53| 13 9,58 | 3,85 | 3,35 1,6 12 [ 1l |

®l  Gs53 =D

T2035
F2635

. 0 (oo =
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX 3 22 29
<| |11 NN
W |- Ll
P | ACCIAIO - STEEL - STAHL - ACIER olel |ee [e][e]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE e|®0| |0|O [0
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O| |0|O o
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS ° o olo
- 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 /[0 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

51 8 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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SSAU

QUALITY TOOLS ENGINEERING

HT HW
d d & NON RIVESTITI RIVESTITI
CERMET | CEMENTED COATED GRADES
VDKT ?7}1 WNMT #1 WPMT F j 51 CARBIDE BESCHICHTET
VCKT 4 L WPMW \f j GRADES RECOUVERTS
s ] r |l s
oo =)
. 2 o3 S
ART COD. | d S d1 r a = b 0
% VDKT 11T210 N .K57P 1 6,35 | 2,87 | 28 1 7 L
Bd ks7P
VCKT 220530 .K57P | 20,1 | 12,7 | 5,56 | 5,6 3,0 15 L
% ~ -~ ' WNMT 140525 .X52 7 13,7 | 5,5 4,9 2,5 — ] ]
B x52
% v WPMT 06X415 ZSR .N42 6 9,62 | 420 | 4,3 1,5 11 [
% N42 WPMT 080615 ZSR .N42 8 12,7 | 6,35 | 54 1,5 11 [
% Q WPMW 06X415 ZSR.N52 6 9,62 | 420 | 43 1,5 11 ] ]
FE N52 WPMW 080615 ZSR .N52 8 12,7 | 6,35 | 54 1,5 11 ] ]
, oo o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S Sor N
b prilprd P
P | ACCIAIO - STEEL - STAHL - ACIER (0 °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE (0
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O|0 [ ]
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 ] o o
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES

M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION-
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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