LAVORAZIONE FORI

DRILLING - MACHINING OF BORES / BOHREN - BEARBEITUNG VON BOHRUNGEN /
PERCAGE - USINAGE DES TROUS / TALADRAR - TRABAJO DE LOS AGUJEROS

SSAU

QUALITY TOOLS ENGINEERING.
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FORATURA - LAVORAZIONE FORI
DRILLING - MACHINING OF BORES
BOHREN - BEARBEITUNG VON BOHRUNGEN

QUALITY TOOLS ENGINEERING PERCAGE - USINAGE DES TROUS
TALADRAR - TRABAJO DE AGUJEROS

PUNTE INTEGRALI IN METALLO DURO

PUNTAS INTEGRALES EN METAL DURO
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PUNTE AD INSERTI

BROCAS CON PLAQUITAS
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UTENSILI PER LAVORAZIONE FORI

HERRAMIENTAS PARA TRABAJO DE LOS AGUJEROS
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INSERTI PER FORATURA

PLAQUITAS DE TALADRADO
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INSERTI PER LAVORAZIONE FORI

PLAQUITAS PARA TRABAJO DE LOS AGUJEROS
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INDICAZIONI DI LETTURA
READING INSTRUCTIONS
HINWEISE ZUR ABLESUNG
INDICATIONS DE LECTURE

SDF1201

s e
UTLSERARY Sorbs A o

VI= 0 i

i

1= DESCRIZIONE ARTICOLO

2 = PRESSIONE/VOLUME DEL REFRIGERANTE
PER PUNTE FORATE

3 = CARATTERISTICHE TECNICHE (PAG. 527)

4 = TOLLERANZE COSTRUTTIVE

5 =ELENCO ARTICOLI

6 = MISURE E DATI

7 = ULTERIORI DATI TECNICI E CONSIGLIO D’'USO

1B = LAVORAZIONI ESEGUIBILI

2B = GRUPPI MATERIALI

3B = INDICAZIONE MATERIALI LAVORABILI E CAMPI
DIMPIEGO

4B = PARAMETRI DI LAVORO

5B = FORMULE E PARAMETRI

1 =ITEM DESCRIPTION

2 = COOLANT PRESSURE/VOLUME FOR DRILLS
WITH COOLANT BORE

3 = TECHNICAL FEATURES (PAG. 527)

4 = CONSTRUCTIVES TOLERANCE

5=ITEM

MEASURES AND DATA

7 = FURTHER TECHNICAL DATA AND SUGGESTIONS

1B = POSSIBLE MACHINING OPERATIONS

2B = MATERIAL GROUPS

3B = INFORMATION ON WORKABLE MATERIALS AND
FIELDS OF APPLICATION

4B = MACHINING PARAMETERS

5B = FORMULAS AND PARAMETERS

1= ARTIKELBESCHREIBUNG

2 = SCHMIERSTOFFDRUCK/-VOLUMEN FUR
KUHLKANALBOHRER

3 = TECHNISCHE HAUPTMERKMALE (PAG. 527)

4 = KONSTRUKTIONSTOLERANZEN

5= ARTIKEL

6 = ABMESSUNGEN UND DATEN

7 = WEITERE TECHNISCHE DATEN UND TIPPS

1B = MOGLICHE BEARBEITUNGEN

2B = MATERIALGRUPPEN

3B = ANGABE DER BEARBEITBAREN MATERIALIEN
UND ANWENDUNGSGEBIETE

4B = SCHNITTDATEN

5B = FORMELN UND PARAMETER

1=DESCRIPTION ARTICLES

2 = PRESSION/VOLUME DU REFRIGERANT POUR
FORETS AVEC TROUS D'’ARROSAGE

3= CARACTERISTIQUES TECHNIQUES (PAG. 527)

4 = TOLERANCE CONSTRUCTIVES

5=ARTICLES

6 = DIMENSIONES ET DONNEES

7 = ULTERIEURES DONNEES TECHNIQUE ET
CONSEILLE D'USAGE

1B = USINAGES A EXECUTER

2B = GROUPES DE MATERIAUX

3B = INDICATION MATERIAUX A USINER ET
PLAGES D’APPLICATION

4B = PARAMETRES DE TRAVAIL

5B = FORMULES ET PARAMETRES

OsAU

'SCELTA VELOCE - QUICK PICK 1

2F

1=ARTICOLO + GAMMA DIAMETRI

2 = INSERTI CONSIGLIATI

3 =ELENCO ARTICOLI

4 = MISURE, DATI, INDICAZIONI

5 =ACCESSORI IN DOTAZIONE

6 = ACCESSORI E RICAMBI OPZIONALI
A RICHIESTA

7 = GRANDEZZA INSERTO

8 = LAVORAZIONI POSSIBILI

9 = PROFONDITA DI FORATURA L2/D
10 = DATI TECNICI E CONSIGLI D’'USO

1B = ELENCO INSERTI
B = INDICAZIONE MATERIALI LAVORA-
BILI
3B = DISPONIBILITA GRADI
4B = MISURE E DAT!
5B = SCELTA DEL GRADO (QUICK PICK)
6B = SCELTA DELL'INSERTO
7B = GRUPPI MATERIALI
8B = AVANZAMENTO AL GIRO fn
9B = VELOCITA DI TAGLIO Ve
10B = FORMULE E PARAMETRI

524

1=ITEM + DIAMETER RANGE

2 = RECOMMENDED INSERTS

3 =ITEMS

4 = MEASURES,DATA,INDICATIONS

5 = ACCESSORIES EQUIPMENT

6 = OPZIONAL ACCESORIES AND
SPARE PARTS ON REQUEST

7 = INSERT SIZE

8 = POSSIBLE TYPES OF MACHINING

9 = DRILLING DEPTH L2/D

10 = TECHNICAL DATA AND SUGGESTIONS

1B = AVAILABLE INSERTS

2B = RECOMMENDED MACHINING MATE-
RIALS

3B = AVAILABLE GRADES

4B = MEASURES AND DATA

5B = GRADE CHOICE(QUICK PICK)

6B = INSERT CHOICE

7B = MATERIAL GROUPS

8B = fn FEED/REVOLUTION

9B = CUTTING SPEED Vc

10B = FORMULAS AND PARAMETERS

1 =ARTIKEL + DURCHMESSERBEREICH

2 = EMPFOHLENE WENDESCHNEIDPLATTEN

3 =ARTKEL

4 = ABMESSUNGEN,DATEN,HINWEISE

5 = ZUBEHORAUSSTATTUNG

6 = OPTIONALZUBEHOR UND
ERSATZTEILE AUF ANFRAGE

7 = WENDEPLATTENGROSSE

8 = MOGLICHE BEARBEITUNGSARTEN

9 = BOHRTIEFE L2/D

10 = TECHNISCHE DATEN UND TIPPS

1B = LIEFERBARE WENDEPLATTEN

2B = EMPFOHLENE WERKMATERIALIEN
3B = LIEFERBARE HM-QUALITATEN

4B = ABMESSUNGEN UND DATEN

5B = SORTENAUSWAHL(QUICK PICK)
6B = WAHL DER PLATTE

7B = MATERIALGRUPPEN

8B = VORSCHUB/UMDREHUNG

9B = SCHNITTGESCHWINDIGKEIT Ve
10B = FORMELN UND PARAMETER

L1

1= ARTICLE + GAMME DE DIAMETRES

2 = PLAQUETTES CONSEILLEES

3=ARTICLES

4 =DIMENSIONES,DONNEES,INDICATIONS

5= ACCESOIRES EN DOTATION

6 = ACCESOIRES ET RECHANGE
OPTIONNEL SUR DEMANDE

7 = DIMENSION DE LA PLAQUETTE

8 = USINAGES POSSIBLES

9 = PROFONDEUR DE PERGAGE L2/D

10 = DONNEES TECHNIQUES ET CON-

SEILLES D'USAGE

1B = PLAQUETTES DISPONIBLES

B = INDICATIONS SUR LES MATERIAUX

USINABLE

3B = DISPONIBILITE DE DEGRES
4B = DIMENSIONES ET DONNEES
5B = CHOIX DU DEGRE(QUICK PICK)
6B = CHOIX DE LA PLAQUETTE
7B = GROUPES DE MATERIAUX
8B = DEPLACEMENT PAR TOUR fn
9B = VITESSE DE COUPE V¢
10B = FORMULES ET PARAMETRES



PUNTE INTEGRALI IN METALLO DURO
SOLID CARBIDE DRILLS
HM VOLLBOHRER

FORETS EN CARBURE MONOBLOC
PUNTAS INTEGRALES EN METAL DURO

QUALITY TOOLS ENGINEERING

N o 52, Materiali - Materials
ART. 2858 oD |z EF P91 Pag

e £2 |P MK NS HGE
g p— .| SDM0301 3xD | 0,4-29| 2 MG e e e @ OO0 530
- SDMNO0301 3xD | 04-29| 2 MG (e O|®|® o| 532
2 — SDM0501 5D (0729 2 | MG @ @@ @000 534
— SDMNO0501 5D (0729 2 MG @0 e e ol 536
g PN , | SDM0310 3xD 0,529 | 2 MG e ® /@ ® O OO0 538
SDMN0310 3D (0529 2 MG @0 e e ol 540
2 — .| SDM0510 5D 0529 2 MG @ e e e0 00 542
. SDMN0510 5D | 0529 2 | MG @ 0| ® o 544
E = ' | SDR0341 3xD | 312 | 2 | MG |e@| |o|o o| 548
g e SDR0302 3xD | 3-20 2 MG |@|O|e® O 550
: e - SDF0302 3D | 320 | 2 | MG |e e/ o lo| 552
FE === ) | SDR0502 5D | 320 2 | MG |®|0|o o 554
I | e SDF0502 5D | 320 | 2 | MG |elojo| |o| |o 556
B e )| SDF0802 8D | 316 | 2 | MG @ @ ® o| 558
L ee———— | SDF1201 12xD| 316 | 2 | MG @ e|® o| 560

® APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENEREINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 525



Materiali - Materials

ART. 5% gp | 2 EE | P9 oo
S 22 PMK/N|S HG
g || SDN0102 30° | 3411 | 2 | MG (@ |® 564
E | SDR0102 30° | 2514 2 | MG |e| |® 566
WRUINEBEEA CENTRARE — PUNTA PILOTA
E o .| || SCR0184 3° | 320 | 2 | MG |e|0|@|O 570
E 120"<>ﬂ el | SCRO185 3° | 620 | 2 | MG |@|0|®|0 572
E 14?0‘],, el | SCR0186 3° | 620 | 2 | MG |@|0|®|0 574
g 14M )| SDF0371 30° | 2112 | 2 | MG |e|e|® 576
PUNTE FORALESA - REAMER-DRILLS
g S&SSSSS 2 || SPFARS3 30° 2972002 2 | MG |@| |@ 580
E S | | SPFAR5 30° 2972002 2 MG |e| @ 582
ALESATORI - REAMERS
e — SANO0508 6° | 318 | 48| MG |e|@ @ ® 586
== SAN0509 6° |297-1820) 4/8 | MG |@|@ @@ 588
—_— SAN0708 6° | 1202 | 48 | MG |@|@ @@ 590
=== SANO0709 6° 0902020 4/8 | MG |@|® @@ 592
= — SANO0808 6° [15122| 46 | MG |@ ®|® @ 594
= SAN0809 6° |200-1220 4/6 | MG |@|® @@ 596
a e —— )| SAN0208 6° 1-352 | 4/10 | HSSE (@ |®|® | @ 598
a )| SAN0209 6° |0703520| 4/10 | HSSE |@|@|®@|® 600
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@® APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION
EMPFOHLENEREINSATZ - APPLICATION CONSEILLEE

O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




SIMBOLOGIA

RIVESTIMENTI - COATED - BESCHICHTUNG - RECOUVREMENT

RIVESTIM.
COATED

TIALN

be used with coolant or with air and no coolant

TiAIN: Elevata durezza e resistenza al calore, basso coefficiente di attrito, si puo
usare con refrigerante oppure a secco con aria.

TiAIN: High degree of hardness and heat resistance, low friction coefficient; it can

AFFILATURA TESTA - HEAD SHARPENING - KOPFSCHLIFF - AFFUTAGE TETE

- Autocentrante - Tipo S

- Self centering - S Type

- Selbstzentrierend - Type S

- A centrage automatique - Type S

- Autocentrante - Tipo 4F

- Self centering - 4F Type

- Selbstzentrierend - Type 4F

- A centrage automatique - Type 4F

- Autocentrante - refrigerata - Tipo 4F

- Self centering - with coolant - 4F Type

- Selbstzentrierend - gekihlt - Type 4F

- A centrage automatique-refrigere - Type 4F

- Doppio pattino - Tipo 4F
- Double ski drills - 4F Type

- Doppio pattino - refrigerata - Tipo 4F
- Double ski drills - with coolant - 4F Type

- Punte a centrare
- Center drills

- Zentrierbohrer
- Pointes a centrer

%
S

SHlEs

- Doppel-Ski-Bohrer - Type 4F
- Double de ski perceuses - Type 4F

- Doppel-Ski-Bohrer - gekiihlt - Type 4F
- Double de ski perceuses - refrigere - Type 4F

- Punte Foralesa

- Reamer-Dirills

- Reibahlen-Bohrer

- Forets de percage et alésage

< & &P

ANGOLO ELICA - FLUTES DEGREES - SPIRALWINKEL - ANGLE HELICE

ANGOLO DI TESTA - HEAD ANGLE - KOPFKEGELWINKEL - ANGLE DE TETE

% W 90° W 118° W 120°
% W 135° % W 140° % W 142°
% W 145°

4457

NORME - STANDARDS - NORMEN - NORMES

g:lig B DIN 338 1D8I6‘7 HDIN 1897 G%I:ys B DIN 6535
GD5I§‘7 B DIN 6537 6D5I§‘9 W DIN 6539

LUNGHEZZA PUNTA - DRILL LENGHT - BOHRERLANGE - LONGUEUR POINTE

- 12 volte il diametro
- Twelve times the diameter
- Zwélfmal den durchmesser
- 12 fois le diametre

- 8 volte il diametro

- Eight times the diameter

- Achtmal den durchmesser
- 8 fois le diametre

- 5 volte il diametro

- Five times the diameter

- Funfmal den durchmesser
- 5 fois le diametre

- 3 volte il diametro
- Three times the diameter
- Dreimal den durchmesser
- 3 fois le diametre

3xD 5xD 8xD 12xD

SIMBOLI GENERALI - GENERAL SYMBOLS - ALLGEMEINE SYMBOLE - SYMBOLES GENERAUX

- Punta autocentrante

- Self-centering drill

- Selbstzentrierender bohrer

- Pointe a centrage automatique

- Micrograno 0,7 um (K 20)
- Micrograin 0,7 pm (K 20)
- Feinstkorn 0,7 pm (K 20)
- Microgrenu 0,7 um (K 20)

- Acciaio rapido al Cobalto
- Cobalt high speed steel
- Kobaltschnellstahl

- Acier rapide au cobalt

MG HSSE

I Y
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NOTE - NOTES




MICRO-DRILLS / MIKROBOHRER / MICRO-FORETS / MICROBROCAS
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M.D.l. Micropunte D1 = D2
HM Micro-Drills D1 = D
VHM-Mikrobohrer D1 = D
M.D.l. Micro-Pointes D1 = D2

SSAU

QUALITY TOOLS ENGINEERING

@D=04-29
H
L1
@:E@ SN —— +4ifad
N
TOLLERANZE

TOLLERANCE RANGE

h7

h7

SDM0301004 04 04 26 6
SDM0301005 0,5 05 26 6
SDM0301006 0,6 0,6 26 6
SDM0301007 0,7 0,7 26 6
SDM0301008 0,8 0,8 26 6
SDM0301009 0,9 0,9 26 6
SDM0301010 1,0 1,0 26 6
SDMO0301011 11 1.1 28 7
SDMO0301012 12 12 30 8
SDM0301013 13 13 30 8
SDM0301014 14 14 32 9
SDMO0301015 1,6 [ 1,5 32 9
SDM0301016 16 16 34 10
SDMO0301017 1,7 17 34 10
SDM0301018 1.8 18 36 1"
SDM0301019 19 19 36 1
SDM0301020 2,0 2,0 38 12
SDM0301021 721 2 38 12
SDM0301022 22 22 40 13
SDM0301023 2,3 23 40 13
SDM0301024 24 24 43 14
SDM0301025 2,5 2,5 43 14
SDM0301026 26 26 43 14
SDM0301027 2,7 2,7 46 16
SDM0301028 2,8 2,8 46 16
SDM0301029 29 29 46 16

RIVESTIM.

niaLn XD

xs
e

DIN
) 6539

L M6
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Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail

MATERIALI - MATERIALS Pag. 1119

P M K N S H G
o = [ w > |w w
2 5 |8 195,8 |,E|u2|2 |u ‘NERB
P I A = ) = B3 = e - - x>0 |54
S SE-I @& OQ% E?% w S '_-9—' éu.l
zH|00|0 2B |SE|o WO |8 (o |5 a2y |55
2525 |3l|E2|52|20|H5 24033 |2,|8e|8_|Eg| u
FEIEEIRYS SRR E R AR D () (i) (girifmin) (mm/min)
£2|85)55|52)52 | 85|30|35|55 |48 |20|55/32 55 55 (i)
Applicazione - Application  ERIERIEEIEIIEI I IR EIEEIFEIEHEREEEEEE] o0 v
° 04408 | 50 0,07 - -
° 0812 | 50 0,07 N N
° 12+16 | 50 0,10 - -
° 1620 | 50 0,10 - -
° 2,0:24 | 50 0,12 N N
° 24:29 | 50 0,14 - -
° 0408 | 40 0,07 N N
° 0812 | 40 0,07 - -
° 12416 | 40 0,10 - _
° 1620 | 40 0,10 N N
° 20:24 | 40 0,12 - -
° 24:29 | 40 0,14 - _
° 0408 | 30 0,04 - -
° 08+12 | 30 0,04 - -
° 12+16 | 30 0,06 N N
° 1620 | 30 0,06 - -
° 2024 | 30 0,07 - _
° 2429 | 30 0,08 N N
° 04+08 | 65 0,07 - -
° 0812 | 65 0,07 N N
° 12¢16 | 65 0,10 - -
° 1620 | 65 0,10 - -
° 2,024 | 65 0,12 - -
° 24:29 | 65 0,14 - -
° 0408 | 115 0,07 - -
° 08:+12 | 115 0,07 - -
° 12416 | 115 0,10 - -
° 1620 | 115 0,10 - -
° 20:24 | 115 0,12 - -
° 24:29 | 115 0,14 - -
o 04:08 | 15 0,03 N N
o 0812 | 15 0,03 - -
o 12:16 | 15 0,04 - -
o 1620 | 15 0,04 N N
o 2024 | 15 0,05 - -
o 24:29 | 15 0,06 - -
o 04408 | 15 0,025 - -
o 0812 | 15 0,025 - -
o 12¢416 | 15 0,025 N N
o 1620 | 15 0,025 - -
o 2,0:24 | 15 0,035 - -
o 24:29 | 15 0,035 N N
o 0408 | 15 0,015 - -
o 08:+12 | 15 0,015 N N
o 12:16 | 15 0,015 - -
o 1620 | 15 0,015 - -
o 2024 | 15 0,025 - -
o 2429 | 15 0,025 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 = giri/min (min")
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin

]
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VHM-Mikrobohrer D1 = D W
M.D.I. Micro-Pointes D1 = D2

SDMNO0301

3xD

H | % 30°
L1

@D=04-29

i
A
P 1

TOLLERANZE D | d % MG

TOLLERANCE RANGE h7 h7

SDMN0301004 04 04 26 6
SDMNO0301005 055 05 26 6
SDMNO0301006 0,6 0,6 26 6
SDMNO0301007 0,7 0,7 26 6
SDMNO0301008 0,8 0,8 26 6
SDMNO0301009 0,9 0,9 26 6
SDMNO0301010 1,0 1,0 26 6
SDMNO0301011 1,1 1.1 28 7
SDMNO0301012 1,2 1.2 30 8
SDMNO0301013 1,3 1,3 30 8
SDMNO0301014 14 14 32 9
SDMNO0301015 1,5 15 32 9
SDMNO0301016 16 1,6 34 10
SDMNO0301017 1,7 1,7 34 10
SDMNO0301018 1,8 1,8 36 "
SDMNO0301019 1,9 1,9 36 1
SDMNO0301020 2,0 2,0 38 12
SDMNO0301021 2,1 2,1 38 12
SDMNO0301022 22 22 40 13
SDMNO0301023 2,3 23 40 13
SDMNO0301024 24 24 43 14
SDMNO0301025 25 25 43 14
SDMNO0301026 2,6 2,6 43 14
SDMNO0301027 2,7 2,7 46 16
SDMNO0301028 2,8 2,8 46 16
SDMNO0301029 2,9 29 46 16

PAG. 1076
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Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail

MATERIALI - MATERIALS Pag. 1119

P M K N S H G
o |2 |o Bl & Eloz|¥ 2 |y
2 (<p < S < 2 waw & 2 |uw S 5 |©
9z|48|% |Ed|3d z|23|ablw |3 |- |83|% |5m
JEIlgE o |2HEISEIL2 30 =32 4 |o l;,'jm a
§28%|5m|Ev B0 \g g2 dnju_|u |3 (3213 (82
ZZ|ap|IL QK9 gn | Ua|2 a0 |2 (X, wl EDl w
03|o3|oh 2886 85 %50/5222 0 k82253 0wt IGINEEGTS (girifmin) (mm/min)
SalEE e 5% 5% A ELIEE cHI 1 £x/22|30 E% (min”1)
Applicazione - Application BRIt EE BRI EEEEEE ] o0 v
° 04408 | 40 0,04 - -
° 08+1,2 | 40 0,04 - -
° 12+16 | 40 0,06 - -
° 1620 | 40 0,06 - -
° 2024 | 40 0,08 - -
° 2429 | 40 0,08 - -
° 04+08 | 30 0,04 - -
© 08+12 | 30 0,04 - _
° 1216 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2,024 | 30 0,08 - -
° 24+29 | 30 0,08 - -
o 0408 | 20 0,03 - -
o 08+1,2 | 20 0,03 - -
o 12:16 | 20 0,04 - -
o 1620 | 20 0,04 - -
o 2024 | 20 0,05 - -
o 2429 | 20 0,05 - -
° 04+08 | 50 0,03 - -
° 08+1,2 | 50 0,03 - -
° 12+16 | 50 0,04 - -
° 1620 | 50 0,04 - -
° 2,024 | 50 0,05 - -
° 2429 | 50 0,05 - -
° 0408 | 80 0,04 - -
° 0,8+1,2 80 0,04 - -
° 12:16 | 80 0,06 - -
° 1620 | 80 0,06 - -
° 2,024 | 80 0,08 - -
° 2429 | 80 0,08 - -
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = m = giri/min (min-)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn - n =mmmin

D
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M.D.l. Micropunte D1 = D2
HM Micro-Drills D1 = D2
VHM-Mikrobohrer D1 = D.

M.D.l. Micro-Pointes D

QUALITY TOOLS ENGINEERING

Lo
TIALN 9xD
@oD=0,7-29
H ‘ B v
L1 <%
| BN
R e — —} @d
I
DIN
338
RS s e N N ] ) et
TOLLERANZE D | d % MG
TOLLERANCE RANGE h7 | h7

SDM0501007 0,7 07 28 9
SDM0501008 08 08 30 10
SDM0501009 09 09 32 1"
SDM0501010 1,0 1,0 34 12
SDM0501011 11 1,1 36 14
SDM0501012 12 12 38 16
SDM0501013 1,3 13 38 16
SDM0501014 14 14 40 18
SDM0501015 1,5 15 40 18
SDM0501016 16 16 43 20
SDM0501017 1.7 17 43 20
SDM0501018 1.8 18 46 22
SDM0501019 i1© g e 46 22
SDM0501020 20 20 49 24
SDM0501021 2,1 2,1 49 24
SDM0501022 22 22 53 27
SDM0501023 23 23 53 27
SDM0501024 24 24 57 30
SDM0501025 25 | 25 57 30
SDM0501026 26 26 57 30
SDM0501027 2,7 27 61 33
SDM0501028 28 28 61 33
SDM0501029 2198 239 61 33

PAG. 1076



Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail

MATERIALI - MATERIALS Pag. 1119

o El e W w w
o 12 ]e [.E & . B[ 3| A
2 18§ | |83 /%= walwE o |w aJ | & o
o wg| O Wy J% |22 | T <> (92 E
| aw Emlfm| z|ESxmpuw (& | |00|4 FB
JuWloW s lewln| S|8g(<k (2 U |5 = w
2586|2425 |35 |SE(6oud 2 |J |5 o2y &5
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Applicazione - Application 22|22|93|25 2h|56|565 655|323 |22 |8 |FF |25 66 RS
° 0408 | 50 0,07 - -
° 08+12 | 50 0,07 - -
° 12+16 | 50 0,10 - -
° 1620 | 50 0,10 - -
° 2,024 | 50 0,12 - -
° 24+2,9 | 50 0,14 - -
° 0408 | 40 0,07 - -
° 08+1,2 | 40 0,07 - -
° 12+16 | 40 0,10 - -
° 1620 | 40 0,10 - -
° 2,024 | 40 0,12 - -
° 24+29 | 40 0,14 - -
° 0408 | 30 0,04 - -
° 08+12 | 30 0,04 - -
° 12416 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2024 | 30 0,07 - -
° 2429 | 30 0,08 - -
° 0408 | 65 0,07 - -
° 0812 | 65 0,07 - -
° 12+16 | 65 0,10 - -
° 1620 | 65 0,10 - -
° 2024 | 65 0,12 - -
° 2429 | 65 0,14 - -
° 0408 | 115 0,07 - -
° 08+12 | 115 0,07 - -
° 12+16 | 115 0,10 - -
° 1620 | 115 0,10 - -
° 2,024 | 115 0,12 - -
° 24429 | 115 0,14 - -
o 0408 | 15 0,03 - -
o 08+12 | 15 0,03 - -
o 12:16 | 15 0,04 - -
o 1620 | 15 0,04 - -
o 2024 | 15 0,05 - -
o 2429 | 15 0,06 - -
o 0408 | 15 0,025 - -
o 0812 | 15 0,025 - -
o 12¢16 | 15 0,025 - -
o 1620 | 15 0,025 - -
o 2024 | 15 0,035 - -
o 2429 | 15 0,035 - -
o 0408 | 15 0,015 - -
o 08+12 | 15 0,015 - -
o 12+16 | 15 0,015 - -
o 1620 | 15 0,015 - -
o 2024 | 15 0,025 - -
o 2429 | 15 0,025 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
- —— = giriimi in-
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 giri/min (min™!)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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M.D.l. Micropunte D1 = D2
HM Micro-Drills D1 = D2
VHM-Mikrobohrer D1 = D2

M.D.I. Micro-Pointes D1 = D2

QUALITY TOOLS ENGINEERING

5xD

@oD=0,7-29
| 8 i
L1 >
| B
i e e e ——— —J- @d
P 7
DIN
338
- = - T~ a4
TOLLERANZE D | d % MG
TOLLERANCE RANGE h7 | h7

SDMNO0501007 07 07 28 9
SDMN0501008 08 08 30 10
SDMN0501009 09 09 32 11
SDMN0501010 10 10 34 12
SDMN0501011 11 141 36 14
SDMN0501012 12 12 38 16
SDMNO0501013 13 13 38 16
SDMN0501014 14 14 40 18
SDMN0501015 15 15 40 18
SDMN0501016 16 16 43 20
SDMN0501017 17 17 43 20
SDMN0501018 18 18 46 22
SDMN0501019 19 19 46 22
SDMN0501020 20 20 49 24
SDMN0501021 21 21 49 24
SDMN0501022 22 22 53 27
SDMN0501023 23 23 53 27
SDMN0501024 24 24 57 30
SDMN0501025 25 25 57 30
SDMN0501026 26 26 57 30
SDMNO0501027 27 27 61 33
SDMN0501028 28 28 61 33
SDMN0501029 29 29 61 33
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o2llo4|jon gﬂ ou 05 mg =< |23 mﬁ wo ﬁm 05|27 ,'-'_“% (giri/min) (mm/min)
23|23 22|32|> 56| g4Y 535 |wa (28512220 |cn (min”)
oF|0Z|0 Z5z|2w|2r\23(35/52/22(65|25/|32|8
o ot 00|03 |0d|9E |9 |z za|T22|d2|0|603|R0|EE|ox &
Applicazione - Application 22129|122125|25|56|55|62|22 |23 |27 |8 EF 23|66
° 0408 | 40 0,04 - -
° 08+12 | 40 0,04 - -
° 12+16 | 40 0,06 - -
° 1620 | 40 0,06 - -
° 2,024 | 40 0,08 - -
° 2429 | 40 0,08 - -
° 0408 | 30 0,04 - -
° 08+1,2 | 30 0,04 - -
° 12+16 | 30 0,06 - -
° 1620 | 30 0,06 - -
° 2,024 | 30 0,08 - -
° 24+29 | 30 0,08 - -
o 0408 | 20 0,03 - -
o 08+12 | 20 0,03 - -
o 12+16 | 20 0,04 - -
o 1620 | 20 0,04 - -
o 2024 | 20 0,05 - -
o 2429 | 20 0,05 - -
° 0408 | 50 0,03 - -
° 08+12 | 50 0,03 - -
° 12+16 | 50 0,04 - -
° 1620 | 50 0,04 - -
° 2,024 | 50 0,05 - -
° 2429 | 50 0,05 - -
° 0408 | 80 0,04 - -
° 08+1,2 | 80 0,04 _ _
° 12+16 | 80 0,06 - -
° 1620 | 80 0,06 - -
° 2024 | 80 0,08 - -
° 2429 | 80 0,08 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = mimin VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
A = ———— = giri/min (min")
n = giriimin (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n 9
@D - 3,14
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn - n =mmmin
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M.D.l. Micropunte gambo rinforzato
HM micro-drills strengthened shank
VHM-Mikrobohrer verstarkter Schaft

Micro-Pointes tige renforcée

QUALITY TOOLS ENGINEERING

Lo
TIALN 3xD
@oD=05-29
8 i
L1
| | <407
@D N #7—7—7—7—7—7—7—‘@{1
DIN
6537
e Ty } T
TOLLERANZE D | d % MG
TOLLERANCE RANGE h7 | h7

SDMO0310005 0,5

SDM0310006 0,6
SDM0310007 0,7
SDM0310008 0,8
SDM0310009 0,9
SDM0310010 1,0
SDM0310011 11
SDM0310012 1,2
SDM0310013 1,3
SDMO0310014 1,4
SDM0310015 1,5
SDMO0310016 1,6
SDM0310017 1,7
SDM0310018 1,8
SDM0310019 1,9
SDM0310020 2,0
SDMO0310021 2,1
SDM0310022 2,2
SDM0310023 2,3
SDM0310024 2,4
SDM0310025 2,5
SDMO0310026 2,6
SDM0310027 2,7
SDM0310028 2,8
SDM0310029 2,9
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a
o
-
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O|20|fF |20 0w |E2 (Ll Zq|85 |0 RS |lws(to) K . P .
o3llo4j|on gﬂ 25 035 mg =< EE mﬁ uEJ(_) EE 05|22 EE (mm)  (m/min) (giri/min) (mm/min)
> u|isS< = == i .
SE|82/85 523|528 |24/85/55|48|2285/22 3= 55 (min”!)
iAo [y ITx|Tao|T QlEE
Applicazione - Application 22|22|93|25 2h|56|565 655|323 |22 |8 |FF |25 66 RS
° 05+1,0 | 50 0,07 - -
° 10415 | 50 0,10 - -
° 1520 | 50 0,10 - -
° 20425 | 50 0,12 - -
O 25:2,9 | 50 014 Z _
° 05+1,0 | 40 0,07 - -
° 1,0¢15 | 40 0,10 - -
° 1520 | 40 0,10 - -
° 2,025 | 40 0,12 - -
° 2529 | 40 0,14 - -
° 05+1,0 | 30 0,04 - -
° 10+15 | 30 0,06 - -
° 1520 | 30 0,06 - -
° 2,025 | 30 0,07 - -
° 2529 | 30 0,08 - -
° 0510 | 65 0,07 - -
° 1015 | 65 0,10 - -
° 1520 | 65 0,10 - -
° 2025 | 65 0,12 - -
O 2529 | 65 0,14 - _
° 0510 | 115 0,07 - -
° 10415 | 115 0,10 - -
° 1520 | 115 0,10 - -
° 2,025 | 115 0,12 - -
° 25:2,9 | 115 0,14 - -
o 0510 | 15 0,03 - -
o 10415 | 15 0,04 - -
o 1520 | 15 0,04 - -
o 2,025 | 15 0,05 - -
o 2529 | 15 0,06 - -
o 05410 | 15 0,025 - -
o 1015 | 15 0,025 - -
o 1520 | 15 0,025 - -
o 2025 | 15 0,035 - -
o 2529 | 15 0,035 - -
o 0510 | 15 0,015 - -
o 10415 | 15 0,015 - -
o 1520 | 15 0,015 - -
o 2,025 | 15 0,025 - -
o 2529 | 15 0,025 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
- —— = giriimi in-
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 giri/min (min™!)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin

]
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M.D.l. Micropunte gambo rinforzato
HM micro-drills strengthened shank
VHM-Mikrobohrer verstarkter Schaft

Micro-Pointes tige renforcée

QUALITY TOOLS ENGINEERING

3xD

H % 30°
L1

@D S~~~ ——— ] @&d

@D=05-29

TOLLERANZE D | d % MG

TOLLERANCE RANGE h7 h7

SDMNO0310005 0,5 3 38 6
SDMNO0310006 0,6 3 38 6
SDMNO0310007 0,7 3 38 6
SDMN0310008 0,8 3 38 6
SDMNO0310009 0,9 3 38 6
SDMNO0310010 1,0 3 38 6
SDMNO0310011 1,1 3 38 12
SDMNO0310012 1,2 3 38 12
SDMNO0310013 1,3 3 38 12
SDMNO0310014 1,4 3 38 12
SDMNO0310015 1,5 3 50 12
SDMNO0310016 1,6 3 50 12
SDMNO0310017 1,7 3 50 12
SDMNO0310018 1,8 3 50 12
SDMNO0310019 1,9 3 50 12
SDMNO0310020 2,0 3 50 12
SDMNO0310021 2,1 3 60 18
SDMNO0310022 2,2 3 60 18
SDMNO0310023 2,3 3 60 18
SDMNO0310024 24 3 60 18
SDMNO0310025 2,5 3 60 18
SDMNO0310026 2,6 3 60 18
SDMNO0310027 2,7 3 60 18
SDMNO0310028 2,8 3 60 18
SDMNO0310029 2,9 3 60 18
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25|20 |XH 2R 6B 22 HS (22|25 |fo|US|us D], M , - ,
2 = wE
o2lloj|on <Et wSuw|o 5 ] 8 S22 |w Klwo 5 mloS|QZ ESE (mm)  (m/min) (giri/min) (mm/min)
23|22\ 3 152 /52|5>|SE|gY 535 \wa |25 k5|22 2ojEa (min-1)
- - 865|888 3|82| 6|2 |2E|£2/132(25/3 /80|22 8% 2%
Applicazione - Application 22|129|1222h|25 56|55|62|22 |23 |27 |89 EF 92|66 s \
° 05¢1,0 | 40 0,04 - -
° 1,0¢1,5 | 40 0,04 - -
° 1520 | 40 0,06 - -
° 2025 | 40 0,06 - -
° 2529 | 40 0,08 - -
° 05+1,0 | 30 0,04 - -
° 1,0¢1,5 | 30 0,04 - -
° 1520 | 30 0,06 - -
° 20425 | 30 0,06 - -
° 2529 | 30 0,08 - -
o 05+1,0 | 20 0,03 - -
o 1,0¢1,5 | 20 0,03 - -
o 1520 | 20 0,04 - -
® 2,025 | 20 0,04 - -
o 2529 | 20 0,05 - -
° 05¢1,0 | 50 0,03 - -
° 1,0¢1,5 | 50 0,03 - -
° 1520 | 50 0,04 - -
° 2,0+2,5 50 0,04 - _
° 2529 | 50 0,05 - -
Ll 0,5+1,0 | 80 0,04 - -
° 1,0¢1,5 | 80 0,04 - -
° 15:20 | 80 0,06 - -
° 2025 | 80 0,06 - -
° 2529 | 80 0,08 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
o
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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M.D.l. Micropunte gambo rinforzato
HM micro-drills strengthened shank
VHM-Mikrobohrer verstarkter Schaft

Micro-Pointes tige renforcée

QUALITY TOOLS ENGINEERING

Lo
TIALN SxD
@D=05-29
0 &
L1
| i @
D SSSSSHE———-——- —gﬁ
DIN
6537
N N ) —aa—
TOLLERANZE D | d % MG
TOLLERANCE RANGE h7 | h7

SDM0510005 0,5 3 50 10
SDM0510006 0,6 3 50 10
SDM0510007 0,7 3 50 10
SDM0510008 0,8 3 50 10
SDM0510009 0,9 3 50 10
SDM0510010 1,0 3 50 10
SDMO0510011 11 3 60 20
SDM0510012 1,2 3 60 20
SDM0510013 1,3 3 60 20
SDM0510014 1,4 3 60 20
SDM0510015 1kt 3 60 20
SDM0510016 1,6 3 60 20
SDM0510017 1,7 3 60 20
SDM0510018 1,8 3 60 20
SDM0510019 i) 3 60 20
SDM0510020 2,0 3 60 20
SDM0510021 2,1 3 66 28
SDM0510022 2,2 3 66 28
SDM0510023 2,3 3 66 28
SDM0510024 24 3 66 28
SDM0510025 2,5 3 66 28
SDM0510026 2,6 3 66 28
SDM0510027 2,7 3 66 28
SDM0510028 2,8 3 66 28
SDM0510029 2,9 3 66 28
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o El e W w w
o |[E |8 £ 9 El 3|3 & |w
2 18§ | |83 /%= walwE o |w aJ | & o
o wg| = WS J% |22 | T <=2 |E.
| aw Emlfm| z|ESxmpuw (& | |00|4 FB
JuWloW s lewln| S|8g(<k (2 U |5 = w
2586|2425 |35 |SE(6oud 2 |J |5 o2y &5
020y | EmEPIE s gz du|Ws|¥Y |2 |Ba|® |dao
z>eg|lqu|EalEn2h|lug| 28| 02|22 [T, 0L = w
O|20|fF |20 0w |E2 (Ll Zq|85 |0 RS |lws(to) K . P .
o3llo4j|on gﬂ 25 035 mg =< EE mﬁ uEJ(_) EE 05|22 EE (mm)  (m/min) (giri/min) (mm/min)
> u|isS< = == i .
SE|82/85 523|528 |24/85/55|48|2285/22 3= 55 (min”!)
iAo [y ITx|Tao|T QlEE
Applicazione - Application 22|22|93|25 2h|56|565 655|323 |22 |8 |FF |25 66 RS
° 05+1,0 | 50 0,07 - -
° 10415 | 50 0,10 - -
° 1520 | 50 0,10 - -
° 20425 | 50 0,12 - -
O 25:2,9 | 50 014 Z _
° 05+1,0 | 40 0,07 - -
° 1,0¢15 | 40 0,10 - -
° 1520 | 40 0,10 - -
° 2,025 | 40 0,12 - -
° 2529 | 40 0,14 - -
° 05+1,0 | 30 0,04 - -
° 10+15 | 30 0,06 - -
° 1520 | 30 0,06 - -
° 2,025 | 30 0,07 - -
° 2529 | 30 0,08 - -
° 0510 | 65 0,07 - -
° 1015 | 65 0,10 - -
° 1520 | 65 0,10 - -
° 2025 | 65 0,12 - -
O 2529 | 65 0,14 - _
° 0510 | 115 0,07 - -
° 10415 | 115 0,10 - -
° 1520 | 115 0,10 - -
° 2,025 | 115 0,12 - -
° 25:2,9 | 115 0,14 - -
o 0510 | 15 0,03 - -
o 10415 | 15 0,04 - -
o 1520 | 15 0,04 - -
o 2,025 | 15 0,05 - -
o 2529 | 15 0,06 - -
o 05410 | 15 0,025 - -
o 1015 | 15 0,025 - -
o 1520 | 15 0,025 - -
o 2025 | 15 0,035 - -
o 2529 | 15 0,035 - -
o 0510 | 15 0,015 - -
o 10415 | 15 0,015 - -
o 1520 | 15 0,015 - -
o 2,025 | 15 0,025 - -
o 2529 | 15 0,025 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
- —— = giriimi in-
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 giri/min (min™!)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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M.D.l. Micropunte gambo rinforzato
HM micro-drills strengthened shank
VHM-Mikrobohrer verstarkter Schaft

Micro-Pointes tige renforcée

QUALITY TOOLS ENGINEERING

5xD

@D=05-29
X
L1
| | 407
D ASSSSS~y - —ad
D
DIN
R & gs37
TOLLERANZE D | 4 % MG
TOLLERANCE RANGE h7 | h7

SDMNO0510005 0,5 3 50 10
SDMNO0510006 0,6 3 50 10
SDMNO0510007 0,7 3 50 10
SDMNO0510008 0,8 3 50 10
SDMNO0510009 0,9 3 50 10
SDMNO0510010 1,0 3 50 10
SDMNO0510011 1,1 3 60 20
SDMNO0510012 1,2 3 60 20
SDMNO0510013 1,3 3 60 20
SDMNO0510014 1,4 3 60 20
SDMNO0510015 1,5 3 60 20
SDMNO0510016 1,6 3 60 20
SDMN0510017 1,7 3 60 20
SDMNO0510018 1,8 3 60 20
SDMN0510019 1,9 3 60 20
SDMNO0510020 2,0 3 60 20
SDMNO0510021 2,1 3 66 28
SDMNO0510022 2,2 3 66 28
SDMNO0510023 2,3 3 66 28
SDMN0510024 24 3 66 28
SDMNO0510025 2,5 3 66 28
SDMNO0510026 2,6 3 66 28
SDMNO0510027 2,7 3 66 28
SDMNO0510028 2,8 3 66 28
SDMNO0510029 2,9 3 66 28
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o |2 o z| b = g £ E w
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< 0 |§ |0=|5< W lwk g W 2.5 |e
O W g = H ) g |- <>\ m —
wm oty Enido| z|S@2|@plw (O | |oo(Y |Zm
JWloE g Sw 9180 |<</2 4 |8 |[=dn [EF
zh|on R |gh|akh|SE(C (WO |2 3 |ex|> (S0
Oy |o> o o |0E (B | Juw|Ws Y |2 |Ba|®d |@ia
zZ|lap Y EgEalgan|ua|2 a2 [L,(ul I w
O|20 |2 wn B2 us(<n(sS |0, | Fo|gS|ws | P B 7 )
o2lloj|own glﬂ ?tuj 03 wg =< éi m& uEJ(_J wlEles oz ,“;'E (mm)  (m/min) (giri/min) (mm/min)
> n|sZ cE E i
SE|82/895 52|52 8p|24/85/55|48|2285(22 3= 53 (min*)
[ it Ix|(TIo|T< OlEE
Applicazione - Application 22/22|23|25 /2566|565 53|32 |208 27|42 EF 23|66 IR
° 05¢1,0 | 40 0,04 - -
° 1,0¢1,5 | 40 0,04 - -
° 1520 | 40 0,06 - -
° 2,025 | 40 0,06 - -
° 2529 | 40 0,08 - -
J 05410 | 30 0,04 - -
° 1,0¢1,5 | 30 0,04 - -
° 1520 | 30 0,06 - -
° 2,025 | 30 0,06 - -
° 2529 | 30 0,08 - -
o 0510 | 20 0,03 - -
o 1,0¢1,5 | 20 0,03 - -
o 1520 | 20 0,04 - -
o 2,025 | 20 0,04 - 7
o 2529 | 20 0,05 - -
° 05+1,0 | 50 0,03 - -
° 1,0¢1,5 | 50 0,03 - -
° 1520 | 50 0,04 - -
° 20425 | 50 0,04 - -
° 2529 | 50 0,05 - -
d 0,5+1,0 | 80 0,04 - _
° 1,0¢1,5 | 80 0,04 - -
° 1520 | 80 0,06 - -
° 2025 | 80 0,06 - -
° 2529 | 80 0,08 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
- ——m—m—m—. - giri/mi in
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 girifmin (min™')
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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SOLID CARBIDE DRILLS / HM VOLLBOHRER /
FORETS EN CARBURE MONOBLOC / PUNTAS INTEGRALES EN METAL DURO

vvvvvvvvvvvvvvvvv



M.D.l. Punte autocentranti D1 = D2
HM self centering drills D1 = D2
Selbstzentrierende VHM-Bohrer D1 = D2

M.D.I. Pointes a centrage automatique D1 = D2

QUALITY TOOLS ENGINEERING

SDR0341 o
TIALN

H Zz 30°
L - | @g

1897
ey =
TOLLERANZE D | d % MG

TOLLERANCE RANGE h7 h7

3xD

@D=3-12

SDR0341030 30 30 46 16 SDR0341075 ;58 75 74 34
SDR0341031 3.1 3,1 49 18 SDR0341076 76 76 79 37
SDR0341032 32 32 49 18 SDR0341077 I e 79 37
SDR0341033 33 33 49 18 SDR0341078 78 78 79 37
SDR0341034 34 34 52 20 SDR0341079 iGN B9 79 37
SDR0341035 35 35 52 20 SDR0341080 80 80 79 37
SDR0341036 36 36 52 20 SDR0341081 8,1 8,1 79 37
SDR0341037 3,7 | 87 52 20 SDR0341082 82 82 79 37
SDR0341038 38 38 55 22 SDR0341083 83 83 79 37
SDR0341039 39 | 39 55 22 SDR0341084 84 84 79 37
SDR0341040 40 40 55 22 SDR0341085 85 | 85 79 37
SDR0341041 41 41 55 22 SDR0341086 86 86 84 40
SDR0341042 42 42 55 22 SDR0341087 8,7 87 84 40
SDR0341043 43 43 58 24 SDR0341088 88 88 84 40
SDR0341044 44 44 58 24 SDR0341089 89 89 84 40
SDR0341045 45 45 58 24 SDR0341090 90 90 84 40
SDR0341046 46 4,6 58 24 SDR0341091 9,1 9,1 84 40
SDR0341047 47 47 58 24 SDR0341092 €7 97 84 40
SDR0341048 48 48 62 26 SDR0341093 93 93 84 40
SDR0341049 49 49 62 26 SDR0341094 94 94 84 40
SDR0341050 50 50 62 26 SDR0341095 €5 95 84 40
SDR0341051 o3 5,1 62 26 SDR0341096 96 96 89 43
SDR0341052 52 52 62 26 SDR0341097 9,7 97 89 43
SDR0341053 53 53 62 26 SDR0341098 98 | 98 89 43
SDR0341054 54 54 66 28 SDR0341099 OISl mSiY 89 43
SDR0341055 55 55 66 28 SDR0341100 10,0 10,0 89 43
SDR0341056 56 | 56 66 28 SDR0341102 10,2 10,2 89 43
SDR0341057 57 57 66 28 SDR0341105 10,5 10,5 89 43
SDR0341058 58 58 66 28 SDR0341110 1,0 11,0 95 47
SDR0341059 59 59 66 28 SDR0341115 1,5 11,5 95 47
SDR0341060 6,0 6,0 66 28 SDR0341120 12,0 12,0 102 51
SDR0341061 6,1 6,1 70 31
SDR0341062 62 62 70 31
SDR0341063 6,3 6,3 70 31
SDR0341064 64 64 70 31
SDR0341065 65 65 70 31
SDR0341066 66 6,6 70 31
SDR0341067 6,7 6,7 70 31
SDR0341068 68 6,8 74 34
SDR0341069 6,9 69 74 34
SDR0341070 70 70 74 34
SDR0341071 7.1 7.1 74 34
SDR0341072 72 72 74 34
SDR0341073 73 73 74 34
SDR0341074 74 74 74 34
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P M K N S H G
o = [ w > |w w
2 |5 1€ 9.3 |,E42(E | § ¥ o
P I A = ) = B3 = e - - x>0 |54
S SE-I @& OQ% E?% w S '_-9—' éu.l
zH|00|0 2B |SE|o WO |8 (o |5 a2y |55
25|25|2 g0 5225|8203 /3 |2, 820, B D
CEICEIEEEIEE oS GOIELIZZ wE|Wwo EE 95 oZ|HE (giri/min) (mm/min)
LI | << 56 = I E %>‘ g,LIJ %_, SS wo E'J, rT|2Z/2o0jEd (min‘1)
o I 865|838|83|82 |82 20|22 £2|22|28/8s|90 £ 32|28
Applicazione - Application 2222|2325 25|66 65 52|22|28/27 |89 EF 25|66 n Vi
° 3+4 80 0,040 | 7279 291
° 4+5 80 0,050 | 5662 283
° 56 80 0,075 | 4632 347
° 6+7 80 0,090 | 3920 353
° 7+8 80 0,110 | 3397 374
° 8+9 80 0,125 | 2997 375
° 9+10 80 0135 | 2682 362
° 10+12 80 0,150 | 2316 347
° 344 60 0,040 | 5460 218
° 4+5 60 0,050 | 4246 212
° 5:6 60 0,075 | 3474 261
° 6+7 60 0,090 | 2940 265
° 7+8 60 0,110 | 2548 280
° 8+9 60 0,125 | 2248 281
° 9+10 60 0135 | 2011 272
° 10+12 60 0,150 | 1737 261
o 344 84 0045 | 7643 344
o 4+5 84 0,070 | 5945 416
o 56 84 0,090 | 4864 438
o 6+7 84 0110 | 4116 453
o 7+8 84 0,130 | 3567 464
o 8+9 84 0,145 | 3147 456
o 9+10 84 0155 | 2816 436
o 10+12 84 0,170 | 2432 413
o 3+4 70 0,045 | 6369 287
o 4+5 70 0,070 | 4954 347
o 56 70 0,090 | 4053 365
o 6+7 70 0110 | 3430 377
o 7+8 70 0,130 | 2972 386
o 8+9 70 0,145 | 2623 380
o 9+10 70 0155 | 2347 364
o 10+12 70 0,170 | 2027 345
o 3+4 130 | 0014 | 11829 | 166
o 4+5 130 | 0018 | 9200 166
o 56 130 | 0025 | 7528 188
o 6+7 130 | 0,045 | 6369 287
o 7+8 130 | 0055 | 5520 304
o 8+9 130 | 0,065 | 4871 317
o 9+10 130 | 0075 | 4358 327
o 10+12 | 130 | 0,090 | 3764 339
o 3+4 100 | 0,006 | 9099 55
o 4+5 100 | 0012 | 7077 85
o 56 100 | 0016 | 5790 93
o 6+7 100 | 0025 | 4900 122
o 7+8 100 | 0040 | 4246 170
o 8+9 100 | 0055 | 3747 206
o 9+10 100 | 0065 | 3352 218
o 10+12 | 100 | 0,085 | 2895 246
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 = giri/min (min")
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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M.D.I. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

SDR0302 s
TIALN 3xD
@D =3-20
H
L1 % 30°
v L <
G S
P ?
DIN
S W ~* B
TOLLERANZE D d % MG
TOLLERANCE RANGE m7 h6
SDR0302030 3,0 6 62 20 SDR0302075 7,5 8 79 41 SDR0302152 152 16 115 65
SDR0302031 3,1 6 62 20 SDR0302076 7,6 8 79 41 SDR0302155 15,5 16 115 65
SDR0302032 3,2 6 62 20 SDR0302077 7,7 8 79 41 SDR0302158 15,8 16 115 65
SDR0302033 3,3 6 62 20 SDR0302078 7,8 8 79 41 * SDR0302160 16,0 16 115 65
SDR0302034 34 6 62 20 SDR0302079 7,9 8 79 41 SDR0302165 16,5 18 123 73
SDR0302035 3,5 6 62 20 % SDR0302080 8,0 8 79 41 SDR0302168 16,8 18 123 73
SDR0302036 3,6 6 62 20 SDR0302081 8,1 10 89 47 SDR0302170 17,0 18 123 73
SDR0302037 3,7 6 62 20 SDR0302082 8,2 10 89 47 SDR0302175 17,5 18 123 73
SDR0302038 3,8 6 66 24 SDR0302083 8,3 10 89 47 * SDR0302180 18,0 18 123 73
SDR0302039 3,9 6 66 24 SDR0302084 8,4 10 89 47 SDR0302185 18,5 20 131 79
SDR0302040 4,0 6 66 24 SDR0302085 8,5 10 89 47 SDR0302188 18,8 20 131 79
SDR0302041 4,1 6 66 24 SDR0302086 8,6 10 89 47 SDR0302190 19,0 20 131 79
SDR0302042 4,2 6 66 24 SDR0302087 8,7 10 89 47 SDR0302195 19,5 20 131 79
SDR0302043 4,3 6 66 24 SDR0302088 8,8 10 89 47 % SDR0302200 20,0 20 131 79
SDR0302044 4,4 6 66 24 SDR0302089 8,9 10 89 47
SDR0302045 4,5 6 66 24 SDR0302090 9,0 10 89 47
SDR0302046 4,6 6 66 24 SDR0302091 9,1 10 89 47 LT * = COSTRUITI IN TOLLERANZA h7
SDR0302047 4,7 6 66 24 SDR0302092 9,2 10 89 47 BE * =MADE WITH h7 TOLERANCE
SDR0302048 4,8 6 66 28 SDR0302093 9,3 10 89 47 = % = GEBAUT MIT TOLERANZ h7
SDR0302049 4,9 6 66 28 SDR0302094 94 10 89 47 IE * =REALISES EN TOLERANCE h7
SDR0302050 5,0 6 66 28 SDR0302095 9,5 10 89 47
SDR0302051 5,1 6 66 28 SDR0302096 9,6 10 89 47
SDR0302052 5,2 6 66 28 SDR0302097 9,7 10 89 47
SDR0302053 5,3 6 66 28 SDR0302098 9,8 10 89 47
SDR0302054 5,4 6 66 28 SDR0302099 9,9 10 89 47
SDR0302055 5,5 6 66 28 * SDR0302100 10,0 10 89 47
SDR0302056 5,6 6 66 28 SDR0302102 10,2 12 102 55
SDR0302057 5,7 6 66 28 SDR0302105 10,5 12 102 55
SDR0302058 5,8 6 66 28 SDR0302108 10,8 12 102 55
SDR0302059 5,9 6 66 28 SDR0302110 11,0 12 102 55
% SDR0302060 6,0 6 66 28 SDR0302112 11,2 12 102 55
SDR0302061 6,1 8 79 34 SDR0302115 11,5 12 102 55
SDR0302062 6,2 8 79 34 SDR0302118 11,8 12 102 55
SDR0302063 6,3 8 79 34 * SDR0302120 12,0 12 102 55
SDR0302064 6,4 8 79 34 SDR0302122 12,2 14 107 60
SDR0302065 6,5 8 79 34 SDR0302125 12,5 14 107 60
SDR0302066 6,6 8 79 34 SDR0302128 12,8 14 107 60
SDR0302067 6,7 8 79 34 SDR0302130 13,0 14 107 60
SDR0302068 6,8 8 79 34 SDR0302135 13,5 14 107 60
SDR0302069 6,9 8 79 34 SDR0302138 13,8 14 107 60
SDR0302070 7,0 8 79 34 % SDR0302140 14,0 14 107 60
SDR0302071 7,1 8 79 41 SDR0302142 14,2 16 115 65
SDR0302072 7,2 8 79 41 SDR0302145 14,5 16 115 65
SDR0302073 7,3 8 79 41 SDR0302148 14,8 16 115 65
SDR0302074 7,4 8 79 41 SDR0302150 15,0 16 115 65
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o Sl e W w w
o [2 [2 [.E| 8 [ .E[ 3% A
2 18§ | |83 /%= walwE o |w aJ & o
o wg| = WS J% |22 | E <=2 |E.
wm oty Enidm| z|<S@2|@plw (O |- |00y |gm
Ju|oH ow Sw| Cl8gla<|2 |W |5 i fm
2586|0425 |35 |SE(6o/ud 2 |J |5 o228 &5
020y | EmEPIE s e du|Ws (Y |2 |Ba|ed |dao
25190/ \ER 53 2 ¥S|23/23|3, |Eg|Ez us|5D |0
CEICEIC R EIEE: 63|60|=22 /22 |ugy o &5 o3|0Z|HE (giri/min) (mm/min)
2T |IL|23|22|32|S> sS4 ES|wa |2 EE 22|28 ca (min”)
icazi icati 85(85|83|85|8% |5k 52/52/33|35(3 3|88 |2E 8 8¢ '
Applicazione - Application 22129|122125|25|56|55%5|62|22 |23 |27 |89 |EF 22|66 n \ii
°
° 4+5 90 0,045 | 6369 287
° 56 90 0,060 | 5211 313
° 6+7 90 0,070 | 4410 309
° 7-8 90 0,080 | 3822 306
° 89 90 0,100 | 3372 337
° 9+10 90 0,110 | 3017 332
° 10+12 90 0,120 | 2606 313
° 12+14 90 0,130 | 2205 287
° 14+16 90 0,165 | 1911 315
° 16+18 90 0,190 | 1686 320
° 18+20 90 0,210 | 1509 317
° 3+4 80 0,035 | 7279 255
° 4+5 80 0,045 | 5662 255
° 56 80 0,060 | 4632 278
° 67 80 0,070 | 3920 274
° 7+8 80 0,080 | 3397 272
° 8+9 80 0,100 | 2997 300
° 9+10 80 0,110 | 2682 295
° 10+12 80 0,120 | 2316 278
° 12+14 80 0,130 | 1960 255
° 14+16 80 0,165 | 1699 280
° 16+18 80 0,190 | 1499 285
° 18+20 80 0,210 | 1341 282
o 3+4 40 0,080 | 3640 291
o 4+5 40 0,080 | 2831 226
o 56 40 0,120 | 2316 278
o 6+7 40 0,120 | 1960 235
o 7+8 40 0,120 | 1699 204
o 8+9 40 0,150 | 1499 225
o 910 40 0,150 | 1341 201
o 10+12 40 0,150 | 1158 174
o 12+14 40 0,200 980 196
o 14+16 40 0,200 849 170
o 16+18 40 0,250 749 187
o 18+20 40 0,250 670 168
° 3+4 110 0,090 | 10009 | 901
° 45 110 0,120 | 7785 934
° 5:6 110 0,150 | 6369 955
° 6+7 110 0,170 | 5390 916
° 7+8 110 0,190 | 4671 887
° 89 110 0,210 | 4121 865
° 9+10 110 0,230 | 3688 848
° 1012 | 110 0,260 | 3185 828
° 12:14 | 110 0,300 | 2695 808
° 1416 | 110 0,340 | 2335 794
° 16+18 | 110 0,370 | 2061 762
° 1820 | 110 0410 | 1844 756
° 3+4 90 0,090 | 8189 737
° 4+5 90 0,120 | 6369 764
° 56 90 0,150 | 5211 782
° 67 90 0,170 | 4410 750
° 7+8 90 0,190 | 3822 726
° 8+9 90 0,210 | 3372 708
° 9+10 90 0,230 | 3017 694
° 10+12 90 0,260 | 2606 677
° 12+14 90 0,300 | 2205 661
° 14+16 90 0,340 | 1911 650
° 16+18 90 0,370 | 1686 624
° 18+20 90 0,410 | 1509 619
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
L
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 giri/min (min”)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin
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M.D.I. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

FeonTED
TIALN 3xD
@D =3-20
| s
P e - @d
r
DIN
6535
\‘/
TOLLERANZE D d % MG
TOLLERANCE RANGE m7 h6

SDF0302030 30 6,0 620 20,0 SDF0302075 7,5 80 790 41,0 SDF0302152 152 16,0 1150 65,0
SDF0302031 3,1 6,0 620 20,0 SDF0302076 7,6 80 790 41,0 SDF0302155 15,5 16,0 1150 65,0
SDF0302032 32 60 620 200 SDF0302077 7,7 80 790 41,0 SDF0302158 158 16,0 1150 65,0
SDF0302033 33 6,0 620 20,0 SDF0302078 7,8 80 790 41,0 * SDF0302160 16,0 16,0 1150 65,0
SDF0302034 34 6,0 620 20,0 SDF0302079 7,9 80 790 41,0 SDF0302165 16,5 18,0 1230 73,0
SDF0302035 35 6,0 620 20,0 *SDF0302080 80 80 79,0 41,0 SDF0302170 17,0 18,0 1230 73,0
SDF0302036 36 6,0 620 20,0 SDF0302081 8,1 10,0 890 47,0 SDF0302175 17,5 18,0 1230 73,0
SDF0302037 37 60 620 20,0 SDF0302082 82 10,0 890 47,0 % SDF0302180 18,0 18,0 123,0 73,0
SDF0302038 38 6,0 66,0 24,0 SDF0302083 83 10,0 890 47,0 SDF0302185 18,5 20,0 131,0 79,0
SDF0302039 39 60 660 24,0 SDF0302084 84 10,0 89,0 47,0 SDF0302190 19,0 20,0 1310 79,0
SDF0302040 4,0 6,0 66,0 24,0 SDF0302085 85 10,0 89,0 47,0 SDF0302195 19,5 20,0 131,0 79,0
SDF0302041 4,1 6,0 66,0 24,0 SDF0302086 86 10,0 890 47,0 * SDF0302200 20,0 20,0 131,0 79,0
SDF0302042 42 60 66,0 24,0 SDF0302087 87 10,0 89,0 47,0

SDF0302043 43 6,0 66,0 24,0 SDF0302088 838 10,0 89,0 47,0

SDF0302044 44 60 660 24,0 SDF0302089 89 10,0 890 47,0 T S T T T
SDF0302045 45 6,0 66,0 24,0 SDF0302090 9,0 10,0 89,0 47,0 BE * - MADE WITH h7 TOLERANCE
SDF0302046 4,6 60 66,0 24,0 SDF0302091 9,1 10,0 890 47,0 B * - GEBAUT MIT TOLERANZ h7
SDF0302047 4,7 6,0 66,0 24,0 SDF0302092 9,2 10,0 89,0 47,0 N * =REALISES EN TOLERANCE h7
SDF0302048 4.8 6,0 66,0 280 SDF0302093 9,3 10,0 890 47,0

SDF0302049 49 6,0 66,0 280 SDF0302094 94 10,0 890 47,0

SDF0302050 50 6,0 66,0 280 SDF0302095 9,5 10,0 89,0 47,0

SDF0302051 51 60 660 280 SDF0302096 9,6 10,0 89,0 47,0

SDF0302052 52 6,0 66,0 280 SDF0302097 9,7 10,0 89,0 47,0

SDF0302053 53 60 660 280 SDF0302098 9,8 10,0 890 47,0

SDF0302054 54 6,0 66,0 280 SDF0302099 9,9 10,0 89,0 47,0

SDF0302055 55 6,0 66,0 280 *SDF0302100 10,0 10,0 89,0 47,0

SDF0302056 56 6,0 66,0 280 SDF0302102 10,2 12,0 1020 550

SDF0302057 57 6,0 66,0 280 SDF0302105 10,5 12,0 1020 550

SDF0302058 58 6,0 66,0 280 SDF0302108 10,8 12,0 1020 550

SDF0302059 59 6,0 66,0 280 SDF0302110 11,0 12,0 1020 550

#SDF0302060 60 60 660 280 SDF0302112 11,2 12,0 1020 550

SDF0302061 6,1 80 790 340 SDF0302115 11,5 12,0 1020 550

SDF0302062 62 80 790 340 SDF0302118 11,8 12,0 1020 550

SDF0302063 63 80 790 340 # SDF0302120 12,0 12,0 1020 55,0

SDF0302064 64 80 790 340 SDF0302122 12,2 14,0 107,0 60,0

SDF0302065 65 80 790 340 SDF0302125 12,5 14,0 107,0 60,0

SDF0302066 6,6 80 790 34,0 SDF0302128 12,8 14,0 107,0 60,0

SDF0302067 6,7 80 790 34,0 SDF0302130 13,0 14,0 107,0 60,0

SDF0302068 68 80 790 34,0 SDF0302135 13,5 14,0 107,0 60,0

SDF0302069 69 80 790 340 SDF0302138 13,8 14,0 107,0 60,0

SDF0302070 7,0 80 790 340 * SDF0302140 14,0 140 107,0 60,0

SDF0302071 7,1 80 790 41,0 SDF0302142 14,2 16,0 1150 65,0

SDF0302072 7,2 80 790 41,0 SDF0302145 14,5 16,0 1150 650

SDF0302073 7,3 80 790 41,0 SDF0302148 14,8 16,0 1150 650

SDF0302074 74 80 790 41,0 SDF0302150 15,0 16,0 1150 65,0
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P M K N S HG
o [o T - o
g i} g i} g 3 g 2 E § 2 w g ¥ o
R EE RN EHEEERE: 358 5
z5lobh o oW Lsp 586 ga 4 |5 I 4
26 §6 I wgm oE ﬁg ugs|s E‘ gm«% I-IE_-ID
% <::‘ g 2‘ 2 g % 2 é g g re o % % = e & E § x |"§—J I-IOJ s % % E (giri/m;n) (mm/min)
5e|8280|%xZ2|x2 |8 8u|d S|yg IT (22 oo§ (min”1)
Applicazione - Application  ERIEEIEEIEIER kB EEIHEEEEEEEEEEE i
° 3+4
° 4+5 120 | 0,160 | 8493 | 1359
° 56 120 | 0,220 | 6948 | 1529
° 67 120 | 0,220 | 5879 | 1293
° 7+8 120 | 0,220 | 5096 | 1121
D 8+9 120 | 0,280 | 4496 | 1259
D 910 120 | 0,280 | 4023 | 1126
° 10=12 | 120 | 0,280 | 3474 973
° 1214 | 120 | 0,340 | 2940 | 1000
° 1416 | 120 | 0,340 | 2548 866
° 1618 | 120 | 0,380 | 2248 854
° 1820 | 120 | 0,380 | 2011 764
° 344 110 | 0,080 | 10009 | 801
D 45 10 | 0,080 | 7785 623
D 56 10 | 0,120 | 6369 764
° 6+7 10 | 0,120 | 5390 647
° 7-8 10 | 0,120 | 4671 561
° 8+9 10 | 0,150 | 4121 618
° 910 110 | 0,150 | 3688 553
° 10=12 | 110 | 0,150 | 3185 478
° 12:14 | 110 | 0,200 | 2695 539
° 1416 | 110 | 0,200 | 2335 467
D 1618 | 110 | 0,250 | 2061 515
D 1820 | 110 | 0,250 | 1844 461
D 34 70 0,080 | 6369 510
° 4+5 70 0,080 | 4954 396
° 56 70 0,120 | 4053 486
° 67 70 0120 | 3430 412
° 7+8 70 0120 | 2972 357
° 8+9 70 0150 | 2623 393
D 910 70 0150 | 2347 352
D 10+12 70 0150 | 2027 304
° 1214 70 0,200 | 1715 343
D 14+16 70 0,200 | 1486 297
° 16+18 70 0,250 | 1311 328
° 18+20 70 0250 | 1173 293
° 34 45 0,080 | 4095 328
° 45 45 0,080 | 3185 255
D 56 45 0120 | 2606 313
D 67 45 0120 | 2205 265
° 7+8 45 0120 | 1911 229
D 89 45 0,150 | 1686 253
° 910 45 0150 | 1509 226
° 10+12 45 0150 | 1303 195
° 12:14 45 0,200 | 1102 220
° 14+16 45 0,200 | 955 191
° 16+18 45 0250 | 843 211
° 18+20 45 0250 | 754 189
° 34 10 | 0425 | 10009 | 1251
° 4+5 10| 0125 | 7785 973
° 56 10 | 0175 | 6369 | 1115
° 67 10 | 04175 | 5390 943
° 7+8 10 | 0175 | 4671 817
° 8+9 10 | 0225 | 4121 927
° 910 10 | 0225 | 3688 830
° 10=12 | 110 | 0225 | 3185 717
° 12:14 | 110 | 0,300 | 2695 808
° 1416 | 110 | 0,300 | 2335 701
° 1618 | 110 | 0,375 | 2061 773
° 1820 | 110 | 0,375 | 1844 691
o 3+4 30 0,040 | 2730 109
o 4+5 30 0,040 | 2123 85
o 56 30 0,080 | 1737 139
o 67 30 0,080 | 1470 118
[} 7+8 30 0,080 | 1274 102
o 89 30 0,120 | 1124 135
o 910 30 0,120 | 1006 121
o 10+12 30 0120 | 869 104
o 12:14 30 0160 | 735 118
o 14+16 30 0160 | 637 102
o 16+18 30 0,200 | 562 12
o 18+20 30 0,200 | 503 101
® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = giri/min (min') NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 = giri/min (min“)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn N =mmmin
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M.D.l. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

TIALN

.1 3. ¢
40T

5xD

@D =3 - 20

T

ol t
2D 7& = _— < -———- —{ @d
. |
DIN
&) 6535

F

TOLLERANZE D d % MG
TOLLERANCE RANGE h6

m7

SDR0502030 3,0 6,0 66,0 280 SDR0502075 7,5 80 91,0 530 SDR0502150 15,0 16,0 133,0 83,0
SDR0502031 3,1 6,0 66,0 280 SDR0502076 7,6 80 91,0 530 SDR0502152 15,2 16,0 133,0 83,0
SDR0502032 3,2 6,0 66,0 280 SDR0502077 7,7 80 91,0 530 SDR0502155 15,5 16,0 133,0 83,0
SDR0502033 3,3 6,0 66,0 280 SDR0502078 7,8 80 91,0 530 SDR0502158 15,8 16,0 133,0 83,0
SDR0502034 3,4 6,0 66,0 280 SDR0502079 7,9 80 91,0 53,0 * SDR0502160 16,0 16,0 133,0 83,0
SDR0502035 3,5 6,0 66,0 280 * SDR0502080 8,0 80 91,0 530 SDR0502165 16,5 18,0 143,0 93,0
SDR0502036 3,6 6,0 66,0 280 SDR0502081 8,1 10,0 103,0 61,0 SDR0502170 17,0 18,0 143,0 93,0
SDR0502037 3,7 6,0 66,0 280 SDR0502082 8,2 10,0 103,0 61,0 SDR0502175 17,5 18,0 143,0 93,0
SDR0502038 3,8 6,0 74,0 360 SDR0502083 8,3 10,0 103,0 61,0 * SDR0502180 18,0 18,0 143,0 93,0
SDR0502039 3,9 6,0 740 360 SDR0502084 84 10,0 103,0 61,0 SDR0502185 18,5 20,0 153,0 101,0
SDR0502040 4,0 6,0 74,0 360 SDR0502085 8,5 10,0 103,0 61,0 SDR0502190 19,0 20,0 153,0 101,0
SDR0502041 4,1 6,0 74,0 36,0 SDR0502086 8,6 10,0 103,0 61,0 SDR0502195 19,5 20,0 153,0 101,0
SDR0502042 4,2 6,0 740 360 SDR0502087 8,7 10,0 103,0 61,0 * SDR0502200 20,0 20,0 153,0 101,0
SDR0502043 4,3 6,0 74,0 360 SDR0502088 8,8 10,0 103,0 61,0
SDR0502044 44 6,0 740 360 SDR0502089 8,9 10,0 103,0 61,0
SDR0502045 4,5 6,0 74,0 360 SDR0502090 9,0 10,0 103,0 61,0 TN e e ——
SDR0502046 4,6 6,0 74,0 360 SDR0502091 9,1 10,0 103,0 61,0 B S ST
SDR0502047 4,7 6,0 74,0 36,0 SDR0502092 9,2 10,0 103,0 61,0 = % = GEBAUT MIT TOLERANZ h7
SDR0502048 4,8 6,0 820 44,0 SDR0502093 9,3 10,0 103,0 61,0 N * =REALISES EN TOLERANCE h7
SDR0502049 4,9 6,0 820 440 SDR0502094 9,4 10,0 103,0 61,0
SDR0502050 5,0 6,0 82,0 44,0 SDR0502095 9,5 10,0 103,0 61,0
SDR0502051 51 6,0 820 440 SDR0502096 9,6 10,0 103,0 61,0
SDR0502052 52 6,0 820 440 SDR0502097 9,7 10,0 103,0 61,0
SDR0502053 5,3 6,0 82,0 440 SDR0502098 9,8 10,0 103,0 61,0
SDR0502054 54 6,0 82,0 440 SDR0502099 9,9 10,0 103,0 61,0
SDR0502055 5,5 6,0 82,0 44,0 * SDR0502100 10,0 10,0 103,0 61,0
SDR0502056 5,6 6,0 82,0 440 SDR0502102 10,2 12,0 118,0 71,0
SDR0502057 5,7 6,0 82,0 44,0 SDR0502105 10,5 12,0 118,0 71,0
SDR0502058 5,8 6,0 82,0 440 SDR0502108 10,8 12,0 118,0 71,0
SDR0502059 59 6,0 82,0 440 SDR0502110 11,0 12,0 118,0 71,0

*SDR0502060 6,0 6,0 820 44,0 SDR0502112 11,2 12,0 118,0 71,0
SDR0502061 6,1 80 91,0 530 SDR0502115 11,5 12,0 118,0 71,0
SDR0502062 6,2 8,0 91,0 53,0 SDR0502118 11,8 12,0 118,0 71,0
SDR0502063 6,3 80 91,0 530 * SDR0502120 12,0 12,0 118,0 71,0
SDR0502064 6,4 80 91,0 530 SDR0502122 12,2 14,0 1240 77,0
SDR0502065 6,5 80 91,0 530 SDR0502125 12,5 14,0 1240 77,0
SDR0502066 6,6 80 91,0 530 SDR0502128 12,8 14,0 1240 77,0
SDR0502067 6,7 80 91,0 530 SDR0502130 13,0 14,0 1240 77,0
SDR0502068 6,8 80 91,0 530 SDR0502132 13,2 14,0 124,0 77,0
SDR0502069 6,9 8,0 91,0 53,0 SDR0502135 13,5 14,0 1240 77,0
SDR0502070 7,0 80 91,0 530 SDR0502138 13,8 14,0 124,0 77,0
SDR0502071 7,1 80 91,0 530 * SDR0502140 14,0 14,0 124,0 77,0
SDR0502072 7,2 80 91,0 530 SDR0502142 14,2 16,0 133,0 83,0
SDR0502073 7,3 80 91,0 530 SDR0502145 14,5 16,0 133,0 83,0
SDR0502074 7,4 80 91,0 530 SDR0502148 14,8 16,0 133,0 83,0
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Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail

MATERIALI - MATERIALS Pag. 1119

P M K N S H G
= E w w w
o (& |8 088 |,B|.B2 5 |
S.,8.|8 |e=|x5= Yz yEig oy 2|8 |2
wmo oY Emfdd| z|Ilapw (8 |- |ooY |gm
Jw o owlsm Ol@p|la<|2 |W |G |2 [
z5|06|C 25|35 |<E|lcojuo|@d |45 a2 |8 &G
25|25 |3k k52|25 |H8|35/03|3 |2, 8c(B_|Eg| w
0|29 |fF|En | vn|B2 w2 <a|250 |FalfS|lwus |t H .
o3lo4j|own gﬂ 2W| 05 mg =< |23 mﬁ w o wHle5 QZIEE (giri/min) (mm/min)
I<23125/%2 iZ Snlsu gy SS|wa|2h 25|22 |20/ (min-1)
. - 865|828 20|02 |ER|2E|£2(235/35/8<|80 |22/ 8%|88
Applicazione - Application 22|22|23|25/25|66|65 55|32 |28|27|49Z FF 22/66 n Vi
°
° 4+5 90 0,045 | 6369 287
° 56 90 0,060 | 5211 313
° 6+7 90 0,070 | 4410 309
° 7-8 90 0,080 | 3822 306
° 89 90 0,100 | 3372 337
° 9+10 90 0,110 | 3017 332
° 10+12 90 0,120 | 2606 313
° 12+14 90 0,130 | 2205 287
° 14+16 90 0,165 | 1911 315
° 16+18 90 0,190 | 1686 320
° 18+20 90 0,210 | 1509 317
° 3+4 80 0,035 | 7279 255
° 4+5 80 0,045 | 5662 255
° 56 80 0,060 | 4632 278
° 67 80 0,070 | 3920 274
° 7+8 80 0,080 | 3397 272
° 8+9 80 0,100 | 2997 300
° 9+10 80 0,110 | 2682 295
° 10+12 80 0,120 | 2316 278
° 12+14 80 0,130 | 1960 255
° 14+16 80 0,165 | 1699 280
° 16+18 80 0,190 | 1499 285
° 18+20 80 0,210 | 1341 282
o 3+4 40 0,080 | 3640 291
o 4+5 40 0,080 | 2831 226
o 56 40 0,120 | 2316 278
o 6+7 40 0,120 | 1960 235
o 7+8 40 0,120 | 1699 204
o 8+9 40 0,150 | 1499 225
o 910 40 0,150 | 1341 201
o 10+12 40 0,150 | 1158 174
o 12+14 40 0,200 980 196
o 14+16 40 0,200 849 170
o 16+18 40 0,250 749 187
o 18+20 40 0,250 670 168
o 3+4 110 0,090 | 10009 | 901
o 45 110 0,120 | 7785 934
o 56 110 0,150 | 6369 955
[ 6+7 110 0,170 | 5390 916
o 7+8 110 0,190 | 4671 887
o 89 110 0,210 | 4121 865
o 910 110 0,230 | 3688 848
[ 1012 | 110 0,260 | 3185 828
o 12:14 | 110 0,300 | 2695 808
o 1416 | 110 0,340 | 2335 794
o 16+18 | 110 0,370 | 2061 762
[ 1820 | 110 0410 | 1844 756
o 3+4 90 0,090 | 8189 737
o 4+5 90 0,120 | 6369 764
o 56 90 0,150 | 5211 782
o 67 90 0,170 | 4410 750
o 7+8 90 0,190 | 3822 726
o 89 90 0,210 | 3372 708
o 9+10 90 0,230 | 3017 694
o 10+12 90 0,260 | 2606 677
o 12+14 90 0,300 | 2205 661
o 14+16 90 0,340 | 1911 650
o 16+18 90 0,370 | 1686 624
o 18+20 90 0,410 | 1509 619
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 = giri/min (min")
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin

]
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M.D.I. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

TCOMTED 5xD
X
TIALN
@D =3-20
7
30°
L1
QD—& S R S R N[ A ad
o t
DIN
SR— —o 0
TOLLERANZE D d % MG
TOLLERANCE RANGE m7 | hé
SDF0502030 30 6 66 28 SDF0502078 78 8 91 53 SDF0502126 New 12,6 14 124 77
SDF0502031 31 6 66 28 SDF0502079 79 8 91 53 SDF0502127 New 12,7 14 124 77
SDF0502032 32 6 66 28 +« SDF0502080 80 8 91 53 SDF0502128 12,8 14 124 77
SDF0502033 33 6 66 28 SDF0502081 81 10 103 61 SDF0502129 New 12,9 14 124 77
SDF0502034 34 6 66 28 SDF0502082 82 10 103 61 SDF0502130 130 14 124 77
SDF0502035 35 6 66 28 SDF0502083 83 10 103 61 SDF0502131 New 13,1 14 124 77
SDF0502036 36 6 66 28 SDF0502084 84 10 103 61 SDF0502132 132 14 124 77
SDF0502037 37 6 66 28 SDF0502085 85 10 103 61 SDF0502133 New 133 14 124 77
SDF0502038 38 6 74 36 SDF0502086 86 10 103 61 SDF0502134 New 134 14 124 77
SDF0502039 39 6 74 36 SDF0502087 87 10 103 61 SDF0502135 135 14 124 77
SDF0502040 40 6 74 36 SDF0502088 88 10 103 61 SDF0502136 New 13,6 14 124 77
SDF0502041 41 6 74 36 SDF0502089 89 10 103 61 SDF0502137 New 13,7 14 124 77
SDF0502042 42 6 74 36 SDF0502090 90 10 103 61 SDF0502138 138 14 124 77
SDF0502043 43 6 74 36 SDF0502091 91 10 103 61 SDF0502139 New 13,9 14 124 77
SDF0502044 44 6 74 36 SDF0502092 92 10 103 61 « SDF0502140 14,0 14 124 77
SDF0502045 45 6 74 36 SDF0502093 93 10 103 61 SDF0502141 New 14,1 16 133 83
SDF0502046 46 6 74 36 SDF0502094 94 10 103 61 SDF0502142 142 16 133 83
SDF0502047 47 6 74 36 SDF0502095 95 10 103 61 SDF0502143 New 14,3 16 133 83
SDF0502048 48 6 82 44 SDF0502096 96 10 103 61 SDF0502144 New 14,4 16 133 83
SDF0502049 49 6 82 44 SDF0502097 97 10 103 61 SDF0502145 145 16 133 83
SDF0502050 50 6 82 44 SDF0502098 98 10 103 61 SDF0502146 New 14,6 16 133 83
SDF0502051 51 6 82 44 SDF0502099 99 10 103 61 SDF0502147 New 14,7 16 133 83
SDF0502052 52 6 82 44 + SDF0502100 10,0 10 103 61 SDF0502148 14,8 16 133 83
SDF0502053 53 6 82 44 SDF0502101 New 10,1 12 118 71 SDF0502149 New 14,9 16 133 83
SDF0502054 54 6 82 44 SDF0502102 102 12 118 11 SDF0502150 150 16 133 83
SDF0502055 55 6 82 44 SDF0502103 103 12 118 71 SDF0502151 New 151 16 133 83
SDF0502056 56 6 82 44 SDF0502104 New 10,4 12 118 71 SDF0502152 152 16 133 83
SDF0502057 57 6 82 44 SDF0502105 105 12 118 71 SDF0502153 New 153 16 133 83
SDF0502058 58 6 82 44 SDF0502106 New 10,6 12 118 71 SDF0502154 New 154 16 133 83
SDF0502059 59 6 82 44 SDF0502107 New 10,7 12 118 71 SDF0502155 155 16 133 83
* SDF0502060 60 6 82 44 SDF0502108 10,8 12 118 71 SDF0502156 New 156 16 133 83
SDF0502061 61 8 91 53 SDF0502109 New 10,9 12 118 71 SDF0502157 New 157 16 133 83
SDF0502062 62 8 91 53 SDF0502110 10 12 118 71 SDF0502158 158 16 133 83
SDF0502063 63 8 91 53 SDF0502111 New 11,1 12 118 71 SDF0502159 New 159 16 133 83
SDF0502064 64 8 91 53 SDF0502112 12 12 118 71 * SDF0502160 16,0 16 133 83
SDF0502065 65 8 91 53 SDF0502113 New 11,3 12 118 71 SDF0502165 165 18 143 93
SDF0502066 66 8 91 53 SDF0502114 New 11,4 12 118 71 SDF0502170 170 18 143 93
SDF0502067 67 8 91 53 SDF0502115 15 12 118 71 SDF0502175 175 18 143 93
SDF0502068 68 8 91 53 SDF0502116 New 116 12 118 71 +SDF0502180 180 18 143 93
SDF0502069 69 8 91 53 SDF0502117 New 11,7 12 118 71 SDF0502185 185 20 153 101
SDF0502070 70 8 91 53 SDF0502118 1,8 12 118 71 SDF0502190 190 20 153 101
SDF0502071 71 8 91 53 SDF0502119 New 11,9 12 118 71 SDF0502195 195 20 153 101
SDF0502072 72 8 91 53 + SDF0502120 120 12 118 71 + SDF0502200 20,0 20 153 101
SDF0502073 73 8 91 53 SDF0502121 New 12,1 14 124 77
SDF0502074 74 8 91 53 SDF0502122 122 14 124 77 E 1‘ jﬁiSDEvadgL":‘_,T%';tEg::é‘E\ h7
SDF0502075 75 8 91 53 SDF0502123 New 12,3 14 124 77 B * CCERAUTHIT TOLERANZIR
SDF0502076 7,6 8 91 53 SDF0502124 New 12,4 14 124 77 .] * = REAL'SES EN TOLERANCE h7
SDF0502077 77 8 91 53 SDF0502125 125 14 124 77
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P M K N S HG
o : : w
e 8 18 o8 8 LELBE W | 8 ¥,
Sg 308 5834 d8delz & |, 338 |z
25|89 |R0|fh 36|SESZY0 /0 |z |3 |22|8 (3o
gg gg §E E@ g@ %% g% %‘%; E% Eg g% g; E% E (giri/min) (mm/min)
>24d/24 i EZlud|sF w82 §D§ min-1
Applicazione - Application  EFIEEIEEIEEIEE: dpdy éé 33|38/3392 EE g 3 R
pplicazione - Applicatio 22|29/22|25H|2H|66|66 |0 228|227 |/9F EE 2 66
° 3+4
° 4+5 120 | 0160 | 8493 | 1359
° 56 120 | 0,220 | 6948 | 1529
° 6+7 120 | 0,220 | 5879 | 1293
° 748 120 | 0220 | 5096 | 1121
° 8+9 120 | 0,280 | 4496 | 1259
° 9+10 | 120 | 0,280 | 4023 | 1126
° 10+12 | 120 | 0280 | 3474 | 973
° 12+14 | 120 | 0,340 | 2940 | 1000
° 14+16 | 120 | 0340 | 2548 | 866
° 16:18 | 120 | 0,380 | 2248 | 854
° 18:20 | 120 | 0,380 | 2011 764
° 3+4 110 | 0,080 | 10009 | 801
° 4+5 10 | 0080 | 7785 | 623
° 56 10 | 0120 | 6369 | 764
° 6+7 10 | 0,120 | 5390 | 647
° 748 10 | 0,120 | 4671 561
° 8+9 10 | 0,150 | 4121 618
° 9+10 110 | 0,150 | 3688 | 553
° 10:12 | 110 | 0150 | 3185 | 478
° 12:14 | 110 | 0,200 | 2695 | 539
° 14+16 | 110 | 0,200 | 2335 | 467
° 16+18 | 110 | 0,250 | 2061 515
° 18+20 | 110 | 0,250 | 1844 | 461
° 344 70 0,080 | 6369 | 510
° 4+5 70 0,080 | 4954 | 396
° 56 70 0,120 | 4053 | 486
° 6+7 70 0120 | 3430 | 412
° 748 70 0120 | 2972 | 357
° 8+9 70 0150 | 2623 | 393
° 9+10 70 0150 | 2347 | 352
° 1012 | 70 0,150 | 2027 | 304
° 12:14 | 70 0,200 | 1715 | 343
° 14+16_| 70 0,200 | 1486 | 297
° 16:18 | 70 0,250 | 1311 328
° 18:20 | 70 0250 | 1173 | 293
o 3+4 45 0,080 | 4095 | 328
o 445 45 0080 | 3185 | 255
o 56 45 0120 | 2606 | 313
o 6+7 45 0120 | 2205 | 265
o 748 45 0,120 | 1911 229
o 8+9 45 0,150 | 1686 | 253
o 9+10 45 0,150 | 1509 | 226
o 10:12 | 45 0,150 | 1303 | 195
o 12:14 | 45 0200 | 1102 | 220
o 14:16 | 45 0200 | 955 191
o 16:18 | 45 0250 | 843 211
o 18:20 | 45 0250 | 754 189
o 3+4 10 | 0,125 | 10009 | 1251
o 4%5 10 | 0,125 | 7785 | 973
o 56 10 | 0,175 | 6369 | 1115
o 6+7 110 | 0,175 | 5390 | 943
o 7+8 10 | 0175 | 4671 817
o 8+9 10 | 0225 | 4121 927
o 9+10 10 | 0,225 | 3688 | 830
o 10+12 | 110 | 0225 | 3185 | 717
o 12414 | 110 | 0,300 | 2695 | 808
o 14+16 | 110 | 0,300 | 2335 | 701
o 16+18 | 110 | 0,375 | 2061 773
o 18+20 | 110 | 0,375 | 1844 | 691
o 3+4 30 0,040 | 2730 | 109
o 4+5 30 0,040 | 2123 85
o 56 30 0,080 | 1737 | 139
o 6+7 30 0,080 | 1470 118
o 748 30 0,080 | 1274 | 102
o 8+9 30 0,120 | 1124 135
o 9+10 30 0,120 | 1006 | 121
o 10:12 | 30 0120 | 869 104
o 12514 | 30 0,160 | 735 118
o 14:16 | 30 0,160 | 637 102
o 16:18 | 30 0200 | 562 112
o 18:20 | 30 0200 | 503 101
® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Ve = m/min VELOGITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = m = giri/min (min)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION )
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn " n =mmmin

]
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M.D.l. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

__I- RIVESTIM.
PAG. 1076 T:::EN 8xD
@D =3-16
H % 300
L1
- . e
EX e %@Td
DIN
, 6535
e ) e
TOLLERANZE D d % MG
TOLLERANCE RANGE m7 h6

SDF0802030 3,0 74 34 SDF0802075 7,5 8 16 76 * SDF0802120 12,0 12 163 114
SDF0802031 3,1 74 34 SDF0802076 7,6 8 16 76 SDF0802125 125 14 182 133
SDF0802032 3,2 74 34 SDF0802077 7,7 8 16 76 SDF0802128 12,8 14 182 133
SDF0802033 3,3 74 34 SDF0802078 7,8 8 16 76 SDF0802130 13,0 14 182 133
SDF0802034 3,4 74 34 SDF0802079 7,9 8 16 76 SDF0802135 13,5 14 182 133
SDF0802035 3,5 74 34 * SDF0802080 8,0 8 16 76 SDF0802138 13,8 14 182 133
SDF0802036 3,6 74 34 SDF0802081 8,1 10 139 95 * SDF0802140 14,0 14 182 133
SDF0802037 3,7 74 34 SDF0802082 8,2 10 139 95 SDF0802145 14,5 16 204 152
SDF0802038 3,8 85 45 SDF0802083 8,3 10 139 95 SDF0802148 14,8 16 204 152
SDF0802039 3,9 85 45 SDF0802084 8,4 10 139 95 SDF0802150 15,0 16 204 152
SDF0802040 4,0 85 45 SDF0802085 8,5 10 139 95 SDF0802155 15,5 16 204 152
SDF0802041 4,1 85 45 SDF0802086 8,6 10 139 95 SDF0802158 15,8 16 204 152
SDF0802042 4,2 85 45 SDF0802087 8,7 10 139 95 % SDF0802160 16,0 16 204 152
SDF0802043 4,3 85 45 SDF0802088 8,8 10 139 95

SDF0802044 4,4 85 45 SDF0802089 8,9 10 139 95

SDF0802045 4,5 85 45 SDF0802090 9,0 10 139 95

= COSTRUITI IN TOLLERANZA h7

>

DF0802046 4

SDF0802046 4,6 BE * =MADE WITH h7 TOLERANCE
-k

mm *

SDF0802047 4,7
SDF0802048 4,8

85 45 SDF0802091 9,1 10 139 95
85 45 SDF0802092 9,2 10 139 95
97 57 SDF0802093 9,3 10 139 95

= GEBAUT MIT TOLERANZ h7
= REALISES EN TOLERANCE h7

||| || o o o o o o o (o o o o o o|o|o|o|o|o|o|o|o|lo|o|olo|oo|lo|oolo oo o|o|o| o|o|o|o
©
~
5}
N

SDF0802049 4,9 97 57 SDF0802094 9,4 10 139 95
SDF0802050 5,0 97 57 SDF0802095 9,5 10 139 95
SDF0802051 5,1 97 57 SDF0802096 9,6 10 139 95
SDF0802052 5,2 SDF0802097 9,7 10 139 95
SDF0802053 5,3 97 57 SDF0802098 9,8 10 139 95
SDF0802054 5,4 97 57 SDF0802099 9,9 10 139 95
SDF0802055 5,5 97 57 % SDF0802100 10,0 10 139 95
SDF0802056 5,6 97 57 SDF0802101 10,1 12 163 114
SDF0802057 5,7 97 57 SDF0802102 10,2 12 163 114
SDF0802058 5,8 97 57 SDF0802103 10,3 12 163 114
SDF0802059 5,9 97 57 SDF0802104 10,4 12 163 114
% SDF0802060 6,0 97 57 SDF0802105 10,5 12 163 114
SDF0802061 6,1 106 66 SDF0802106 10,6 12 163 114
SDF0802062 6,2 106 66 SDF0802107 10,7 12 163 114
SDF0802063 6,3 106 66 SDF0802108 10,8 12 163 114
SDF0802064 6,4 106 66 SDF0802109 10,9 12 163 114
SDF0802065 6,5 106 66 SDF0802110 11,0 12 163 114
SDF0802066 6,6 106 66 SDF0802111 11,1 12 163 114
SDF0802067 6,7 106 66 SDF0802112 11,2 12 163 114
SDF0802068 6,8 106 66 SDF0802113 11,3 12 163 114
SDF0802069 6,9 106 66 SDF0802114 11,4 12 163 114
SDF0802070 7,0 106 66 SDF0802115 11,5 12 163 114
SDF0802071 7,1 16 76 SDF0802116 116 12 163 114
SDF0802072 7,2 16 76 SDF0802117 11,7 12 163 114
SDF0802073 7,3 16 76 SDF0802118 11,8 12 163 114
SDF0802074 7,4 16 76 SDF0802119 11,9 12 163 114

PAG. 1076



Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail
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P M K N S H G
= E w w w
o (& |8 088 |,B|.B2 5 |
S.,8.|8 |e=|x5= Yz yEig oy 2|8 |2
wmo oY Emfdd| z|Ilapw (8 |- |ooY |gm
- @ w w o |2 <2 w o .3 w
2586|0425 |35 |SE(6o/ud 2 |J |5 o228 &5
Sy o> SHIEQ s8-8 (0w ds|Y |2 |Ba|d |Eo
0|20 |En|lwn 22l g (25 0, |fo|¥sS|lus | Fo|, N :
o3lo4j|own gﬂ 2QUIOS5(wO =< Z3 mﬁ w o Ulo5|QZ B (giri/min) (mm/min)
22|22 3|22 |32 s> sh(gY|2S|wd |25 | EE| 22|28 |2 in-1
OoL|oz|09 (X2 |8 |12w 2T |8d25(5a(z%|of|(<Z| o (min-1)
. L J/0Z|0Z TR |TE|22(22 3585|8022 8|2
Applicazione - Application 22|22|93|25 2K|56 55 55|32|£3|22|8F | FF (25|66 n i
°
° 4+5 85 0,080 | 6016 481
° 56 85 0,110 | 4922 541
° 6+7 85 0,130 | 4165 541
° 7-8 85 0,150 | 3609 541
° 89 85 0,170 | 3185 541
° 9+10 85 0,190 | 2849 541
° 10+11 85 0,200 | 2707 541
° 112 85 0,210 | 2461 517
° 12413 85 0,220 | 2256 496
° 13+14 85 0,230 | 2082 479
° 14+15 85 0,240 | 1934 464
° 1516 85 0,250 | 1805 451
° 3+4 75 0,035 | 6824 239
° 4+5 75 0,045 | 5308 239
° 56 75 0,060 | 4343 261
° 67 75 0,075 | 3675 276
° 7+8 75 0,085 | 3185 271
° 8+9 75 0,095 | 2810 267
° 910 75 0,105 | 2514 264
° 10+11 75 0,110 | 2275 250
° 11+12 75 0,115 | 2077 239
° 12+13 75 0,120 | 1911 229
° 13+14 75 0,130 | 1769 230
° 14+15 75 0,140 | 1647 231
° 15+16 75 0,150 | 1541 231
° 3+4 55 0,035 | 5005 175
° 4+5 55 0,045 | 3892 175
° 56 55 0,060 | 3185 191
° 67 55 0,075 | 2695 202
° 7+8 55 0,085 | 2335 199
° 89 55 0,095 | 2061 196
° 9+10 55 0,105 | 1844 194
° 10+11 55 0,110 | 1668 184
° 112 55 0,115 | 1523 175
° 12413 55 0,120 | 1401 168
° 13+14 55 0,130 | 1297 169
° 14+15 55 0,140 | 1208 169
° 1516 55 0,150 | 1130 170
° 3+4 50 0,035 | 4550 159
° 4+5 50 0,045 | 3539 159
° 56 50 0,060 | 2895 174
° 6+7 50 0,075 | 2450 184
° 7+8 50 0,085 | 2123 180
° 8+9 50 0,095 | 1873 178
° 910 50 0,105 | 1676 176
° 10+11 50 0,110 | 1517 167
° 11+12 50 0,115 | 1385 159
° 12+13 50 0,120 | 1274 153
° 13+14 50 0,120 | 1180 142
° 14+15 50 0,125 | 1098 137
° 15+16 50 0125 | 1027 128
° 3+4 80 0,075 | 7279 546
° 4+5 80 0,100 | 5662 566
° 56 80 0,130 | 4632 602
° 67 80 0,150 | 3920 588
° 7+8 80 0,170 | 3397 577
° 89 80 0,190 | 2997 570
° 9+10 80 0,215 | 2682 577
° 10+11 80 0,230 | 2548 586
° 1112 80 0,255 | 2316 591
° 12413 80 0,280 | 2123 594
° 13+14 80 0,290 | 1960 568
° 14+15 80 0,300 | 1820 546
° 1516 80 0,310 | 1699 527
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 = giri/min (min")
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin

]
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M.D.I. Punte High Tech
HM High Tech drills
High-Tech VHM-bohrer
M.D.I. Pointes High Tech

QUALITY TOOLS ENGINEERING

——I‘ AvesTi
PAG. 1076 C TIALN 12xD
oD =3-16
H % 30°
L1
- - s
o0 NSNS NS SNOS S Y e ed
T T
DIN
| | D 6535
TOLLERANZE D | d % MG
TOLLERANCE RANGE h7 | he
SDF1201030 30 6 92 54 SDF1201075 7,5 8 146 108 SDF1201120 120 12 204 156
SDF1201031 31 6 92 54 SDF1201076 7.6 8 146 108 SDF1201125 125 14 230 182
SDF1201032 32 6 92 54 SDF1201077 7.7 8 146 108 SDF1201128 12,8 14 230 182
SDF1201033 33 6 92 54 SDF1201078 7.8 8 146 108 SDF1201130 13,0 14 230 182
SDF1201034 34 6 92 54 SDF1201079 7.9 8 146 108 SDF1201135 135 14 230 182
SDF1201035 35 6 92 54 SDF1201080 80 8 146 108 SDF1201138 13,8 14 230 182
SDF1201036 36 6 92 54 SDF1201081 81 10 162 120 SDF1201140 14,0 14 230 182
SDF1201037 37 6 92 54 SDF1201082 82 10 162 120 SDF1201145 145 16 260 208
SDF1201038 38 6 102 64 SDF1201083 83 10 162 120 SDF1201148 148 16 260 208
SDF1201039 39 6 102 64 SDF1201084 84 10 162 120 SDF1201150 150 16 260 208
SDF1201040 40 6 102 64 SDF1201085 85 10 162 120 SDF1201155 155 16 260 208
SDF1201041 41 6 102 64 SDF1201086 86 10 162 120 SDF1201158 158 16 260 208
SDF1201042 42 6 102 64 SDF1201087 87 10 162 120 SDF1201160 16,0 16 260 208
SDF1201043 43 6 102 64 SDF1201088 88 10 162 120
SDF1201044 44 6 102 64 SDF1201089 89 10 162 120
SDF1201045 45 6 102 64 SDF1201090 9,0 10 162 120
SDF1201046 46 6 102 64 SDF1201091 91 10 162 120
SDF1201047 47 6 102 64 SDF1201092 92 10 162 120
SDF1201048 48 6 116 78 SDF1201093 93 10 162 120
SDF1201049 49 6 116 78 SDF1201094 94 10 162 120
SDF1201050 50 6 116 78 SDF1201095 95 10 162 120
SDF1201051 51 6 116 78 SDF1201096 9.6 10 162 120
SDF1201052 52 6 116 78 SDF1201097 97 10 162 120
SDF1201053 53 6 116 78 SDF1201098 9.8 10 162 120
SDF1201054 54 6 116 78 SDF1201099 99 10 162 120
SDF1201055 55 6 116 78 SDF1201100 10,0 10 162 120
SDF1201056 56 6 116 78 SDF1201101 10,1 12 204 156
SDF1201057 57 6 116 78 SDF1201102 10,2 12 204 156
SDF1201058 58 6 116 78 SDF1201103 10,3 12 204 156
SDF1201059 59 6 116 78 SDF1201104 10,4 12 204 156
SDF1201060 60 6 116 78 SDF1201105 10,56 12 204 156 A
SDF1201061 61 8 146 108 SDF1201106 10,6 12 204 156
SDF1201062 62 8 146 108 SDF1201107 10,7 12 204 156 R GLI ACCORGIMENT DI PAG 1079
SDF1201063 63 8 146 108 SDF1201108 10,8 12 204 156 -PER ESEGUIRE IL PREFORO UTILIZZARE
SDF1201064 64 8 146 108 SDF1201109 10,9 12 204 156 ART. SDFO371 PAG 576
SDF1201065 6,5 8 146 108 SDF1201110 11,0 12 204 156 BR 'T?Eg%'}fpl}\sc'g?o;g"f DRILL READ THE
SDF1201066 66 8 146 108 SDF1201111 11,1 12 204 156 -USE ART. SDF0371 PAGE 576 TO MAKE
SDF1201067 67 8 146 108 SDF1201112 112 12 204 156 THE PRE-BORE
SDF1201068 68 8 146 108 SDF1201113 11,3 12 204 156 B= .VOR DEM GEBRAUCH SIEHE DIE
SDF1201069 69 8 146 108 SDF1201114 114 12 204 156 _*QME,'SE;‘gﬁgg,?,f;ﬁ’gmwn, SEITE
SDF1201070 7,0 8 146 108 SDF1201115 11,5 12 204 156 576 VERWENDEN
SDF1201071 71 8 146 108 SDF1201116 11,6 12 204 156 [0 -AVANT D’UTILISER LA POINTE, LIRE LES
SDF1201072 72 8 146 108 SDF1201117 11,7 12 204 156 R Y EeUTER FllgE)-TROU,
SDF1201073 7,3 8 146 108 SDF1201118 11,8 12 204 156 UTILISER ART. SDF0371 PAGE 576
SDF1201074 7.4 8 146 108 SDF1201119 11,9 12 204 156
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P M K N S H G
= E w w w
o (& |8 088 |,B|.B2 5 |
S.,8.|8 |e=|x5= Yz yEig oy 2|8 |2
wmo oY Emfdd| z|Ilapw (8 |- |ooY |gm
- @ w w o |2 <2 w o .3 w
2586|0425 |35 |SE(6o/ud 2 |J |5 o228 &5
Sy o> SHIEQ s8-8 (0w ds|Y |2 |Ba|d |Eo
0|20 |En|lwn 22l g (25 0, |fo|¥sS|lus | Fo|, N :
o3lo4j|own gﬂ 2QUIOS5(wO =< Z3 mﬁ w o Ulo5|QZ B (giri/min) (mm/min)
22|22 3|22 |32 s> sh(gY|2S|wd |25 | EE| 22|28 |2 in-1
OoL|oz|09 (X2 |8 |12w 2T |8d25(5a(z%|of|(<Z| o (min-1)
. L J/0Z|0Z TR |TE|22(22 3585|8022 8|2
Applicazione - Application 22|22|93|25 2K|56 55 55|32|£3|22|8F | FF (25|66 n i
°
° 4+5 80 0,080 | 5662 453
° 56 80 0,110 | 4632 510
° 6+7 80 0,130 | 3920 510
° 7-8 80 0,150 | 3397 510
° 89 80 0,170 | 2997 510
° 9+10 80 0,190 | 2682 510
° 10+11 80 0,200 | 2548 510
° 112 80 0,210 | 2316 486
° 12413 80 0,220 | 2123 467
° 13+14 80 0,230 | 1960 451
° 14+15 80 0,240 | 1820 437
° 1516 80 0,250 | 1699 425
° 3+4 50 0,035 | 4550 159
° 4+5 50 0,045 | 3539 159
° 56 50 0,060 | 2895 174
° 67 50 0,075 | 2450 184
° 7+8 50 0,085 | 2123 180
° 8+9 50 0,095 | 1873 178
° 910 50 0,105 | 1676 176
° 10+11 50 0,110 | 1592 175
° 11+12 50 0,115 | 1448 166
° 12+13 50 0,120 | 1327 159
° 13+14 50 0,130 | 1225 159
° 14+15 50 0,140 | 1137 159
° 15+16 50 0,150 | 1062 159
° 3+4 30 0,035 | 2730 9%
° 4+5 30 0,045 | 2123 9%
° 56 30 0,060 | 1737 104
° 67 30 0,075 | 1470 110
° 7+8 30 0,085 | 1274 108
° 89 30 0,095 | 1124 107
° 9+10 30 0,105 | 1006 106
° 10+11 30 0,110 955 105
° 112 30 0,115 869 100
° 12413 30 0,120 796 9%
° 13+14 30 0,130 735 9%
° 14+15 30 0,140 682 9%
° 1516 30 0,150 637 9%
° 3+4 50 0,035 | 4550 159
° 4+5 50 0,045 | 3539 159
° 56 50 0,060 | 2895 174
° 6+7 50 0,075 | 2450 184
° 7+8 50 0,085 | 2123 180
° 8+9 50 0,095 | 1873 178
° 910 50 0,105 | 1676 176
° 10+11 50 0,110 | 1517 167
° 11+12 50 0,115 | 1385 159
° 12+13 50 0,120 | 1274 153
° 13+14 50 0,120 | 1180 142
° 14+15 50 0,125 | 1098 137
° 15+16 50 0125 | 1027 128
° 3+4 75 0,075 | 6824 512
° 4+5 75 0,100 | 5308 531
° 56 75 0,130 | 4343 565
° 67 75 0,150 | 3675 551
° 7+8 75 0,170 | 3185 541
° 89 75 0,190 | 2810 534
° 9+10 75 0,215 | 2514 541
° 10+11 75 0,230 | 2389 549
° 1112 75 0,255 | 2171 554
° 12413 75 0,280 | 1990 557
° 13+14 75 0,290 | 1837 533
° 14+15 75 0,300 | 1706 512
° 1516 75 0,310 | 1592 494
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 314 = giri/min (min")
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn-n =mmmin

]
561






STEP DRILLS / STUFENBOHRER / POINTES A GRADIN /
PUNTAS ESCALON

aaaaaaaaaaaaaaaaa



M.D.I. Punte a gradino per viti TCEI

HM step drills for TCEI screws

VHM-stufenbohrer fiir inbusschrauben

M.D.I. Pointes a gradin pour vis a tete cylindrique a hexagone emboite

QUALITY TOOLS ENGINEERING

GENERICO / ALL PURPOSE "ConeD m

TIALN
@D =34 - 11 H e

L2

L1t % %oo
0[%1@’;7 S N\ - % 777777 f,‘gz <
I w—
4 me

> ANGOLO DI SVASATURA 180° > COUNTER SINK 180°
> PER ALLOGGIAMENTI TESTE VITI SECONDO DIN > SFOR HEAD SCREW DIN 84-912-6912-7513-7984
84-912-6912-7513-7984

SDN0102030 3.4 6 6 66 9 28

SDN0102040 4,5 8 8 80 1 37
SDN0102050 5,5 10 10 89 13 43
SDN0102060 6,6 12 " 95 15 47
SDN0102080 9,0 16 15 110 19 56
SDN0102100 11,0 18 18 123 23 62
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P M K N S H G
o = = w > |w w
2 |5 | 9.3 |,E42E | S ¥ |o
o I A = ) = B3 = e - - 3x8 |54
S SE-I @& OQ% E?% w S '_-9—' éu.l
zH|00|0 2B |SE|o WO |8 (o |5 |aZ|y |55
25|25|2 g0 52 250|823 /3 |2, 820, Eg| u D
%j ‘gtg ‘gtg éﬂ 25 26 28 55 éz mﬁ g('t) EE 95 25 g'é (mm)  (giri/min) (mm/min)
S5|32|50|52|5%|25|2¢¥|24|35|88122|55|&2| 32|32 (min”")
Applicazione - Application  EfIESIEEIIAEIA AR EIE EIFEICHER SRR T fnn v
° 3.4 80 0,180 | 7493 1349
° 45 80 0,180 | 5662 1019
° 55 80 0,240 | 4632 112
° 6,6 80 0,240 | 3860 926
° 9,0 80 0,300 | 2831 849
° 11,0 80 0,300 | 2316 695
° 34 50 0,150 | 4683 703
° 45 50 0,150 | 3539 531
° 5,5 50 0,210 | 2895 608
° 6,6 50 0,210 | 2413 507
° 9,0 50 0,270 | 1769 478
° 11,0 50 0,270 | 1448 391
° 3.4 75 0,230 | 7025 1616
° 45 75 0,230 | 5308 1221
° 5,5 75 0,335 | 4343 1455
° 6,6 75 0,335 | 3619 1212
° 9,0 75 0,425 | 2654 1128
° 11,0 75 0425 | 2171 923
° 3.4 75 0,200 | 7025 1405
° 45 75 0,200 | 5308 1062
° 55 75 0,250 | 4343 1086
° 6,6 75 0,250 | 3619 905
° 9,0 75 0,350 | 2654 929
° 11,0 75 0,350 | 2171 760
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min"') 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
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M.D.I. Punte a gradino per prefori di maschiatura
HM step drills for tapping pre-bores
VHM-stufenbohrer fiir gewindevorbohren

M.D.I. Pointes a gradin pour pre-trous de taraudage QUALITY TOOLS ENGINEERING

SDR0102 GENERICO / ALL PURPOSE "ComeD.
TIALN
@D =25 - 14 ) e
% 30°
<t
T e
> ANGOLO DI SVASATURA 90° > CHAMFER 90°
> RIVESTIMENTO TIALN > TIALN COATED

SDR0102030 2,5 6 66 88 20

SDR0102040 3,3 6 66 114 24
SDR0102050 4,2 6 66 13,6 28
SDR0102060 5,0 8 79 165 34
SDR0102080 6,8 10 89 210 47
SDR0102100 8,5 12 102 255 55
SDR0102120 10,2 14 107 30,0 60
SDR0102140 12,0 16 115 345 65
SDR0102160 14,0 18 123 385 73
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P M K N S H G
o = = w > |w w
2 |5 | 9.3 |,E42E | S ¥ |o
o I A = ) = B3 = e - - 3x8 |54
S SE-I @& OQ% E?% w S '_-9—' éu.l
zH|00|0 2B |SE|o WO |8 (o |5 |aZ|y |55
25|25|2 g0 52 250|823 /3 |2, 820, Eg| u D
CEICEIEEEIEE oS GOIELIZZ wK|Wwo EE 95 oZ|HE (giri/min) (mm/min)
L3225 (2252 >1SL Y sS|wa |25 2522 |2a|ca in-1
. e OF|0=|09 FHEHETEEEEIEER z‘g oElsz|oc g3 (min~T)
Applicazione - Application 2222|2325 25|66 65 52|22|28/27 |89 EF 25|66 n Vi
[ ] 2,5 80 0,100 10191 1019
° 3,3 80 0,180 | 7721 1390
° 42 80 0,180 | 6066 | 1092
[ ] 5,0 80 0,240 5096 1223
° 6,8 80 0,240 | 3747 899
° 8,5 80 0,300 | 2997 899
° 10,2 80 0,300 2498 749
° 12,0 80 0,350 | 2123 743
‘ ° 14,0 80 0,350 | 1820 637
° 2,5 50 0,080 | 6369 510
[ ] 3,3 50 0,150 4825 724
° 42 50 0,150 | 3791 569
° 5,0 50 0,210 | 3185 669
[ ] 6,8 50 0,210 2342 492
° 8,5 50 0,270 | 1873 506
° 10,2 50 0,270 | 1561 422
° 12,0 50 0320 | 1327 425
° 14,0 50 0,320 | 1137 364
° 2,5 75 0,150 | 9554 | 1433
° 33 75 0230 | 7238 | 1665
° 4,2 75 0,230 | 5687 | 1308
° 5,0 75 0,335 | 4777 | 1600
° 6,8 75 0335 | 3513 | 1177
° 8,5 75 0425 | 2810 | 1194
° 10,2 75 0425 | 2342 995
° 12,0 75 0520 | 1990 | 1035
° 14,0 75 0,520 | 1706 887
° 25 75 0125 | 9554 | 1194
° 3,3 75 0,200 | 7238 | 1448
° 4,2 75 0,200 | 5687 | 1137
° 50 75 0,250 | 4777 | 1194
° 6,8 75 0,250 | 3513 878
° 8,5 75 0,350 | 2810 984
° 10,2 75 0,350 | 2342 820
° 12,0 75 0,400 | 1990 796
° 14,0 75 0,400 | 1706 682
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

n = giri/min (min"') 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
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NOTE - NOTES




CENTER DRILLS - PILOT DRILL / ZENTRIERBOHRER - PILOTBOHRER /
POINTES A CENTRER - POINTE PILOTE / BROCAS CENTRADORAS - BROCA PILOTO

vvvvvvvvvvvvvvvvv



M.D.l. Punte a centrare Z2 90°
HM center drills Z2 90°
VHM-zentrierbohrer Z2 90°
M.D.I. Pointes a centrer Z2 90°

QUALITY TOOLS ENGINEERING

RIVESTIM.
SCR0184 GENERICO / ALL PURPOSE
TIALN
gD =3-20
H
A . | % v
90 SD éd 90
L N, I _ N I 900
)
L ) B — >
> PUNTA A CENTRARE PER MACCHINE CN > CENTER DRILL ON NC-AND DRILLING MACHINES
> ANGOLO DI TESTA 90° > HEAD ANGLE 90°
> ATTACCO DIN 6535 HB > SHANK DIN 6535 HB

SCR0184030 3 3 38 8
SCR0184040 4 4 50 10
SCR0184050 5 5 50 13
SCR0184060 6 6 57 13
SCR0184080 8 8 63 19

SCR0184100 10 10 66 20
SCR0184120 12 12 73 22
SCR0184160 16 16 82 24
SCR0184200 20 20 92 30

NINININININ|N(N N N
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P M K N S H G
Z5 |00 |LH|GH B85 SE (O 2 g 13 2|8 [0
23 §§ éE EQ 53 %% %é g% g; 2, §8 ﬁ% gg EQl,p (m/min). (mm)  (gir/min) (mm/min)
oo FEEEEEEHEH T LR H B )

Applicazione - Application 29|85|23 125 |85155% 553 = 58 7 4F EE ‘a’% 55 Ve fn n i

° 3 80 0100 | 8493 849

° 4 80 0,140 | 6369 892

° 5 80 0140 | 5096 713

° 6 80 0200 | 4246 849

° 8 80 0200 | 3185 637

° 10 80 0275 | 2548 701

° 12 80 0275 | 2123 584

° 16 80 0350 | 1592 557

° 20 80 0450 | 1274 573

° 3 50 0075 | 5308 398

° 4 50 0,100 | 3981 398

° 5 50 0,100 | 3185 318

° 6 50 0150 | 2654 398

° 8 50 0150 | 1990 299

° 10 50 0200 | 1592 318

° 12 50 0200 | 1327 | 265

° 16 50 0260 | 995 259

° 20 50 0325 | 79 259

° 3 70 0,075 | 7431 557

° 4 70 0125 | 5573 697

° 5 70 0125 | 4459 557

° 6 70 0175 | 3715 650

° 8 70 0175 | 2787 | 488

° 10 70 0225 | 2229 502

° 12 70 0225 | 1858 | 418

° 16 70 0300 | 1393 | 418

° 20 70 0375 | 1115 418

° 3 70 0,075 | 7431 557

° 4 70 0,100 | 5573 557

° 5 70 0100 | 4459 | 446

° 6 70 0150 | 3715 557

° 8 70 0150 | 2787 | 418

° 10 70 0200 | 2229 | 446

° 12 70 0200 | 1858 372

° 16 70 0260 | 1393 362

° 20 70 0325 | 1115 362

o 3 200 | 0020 | 21231 | 425

o 4 200 | 0,030 | 15924 | 478

o 5 200 | 0030 | 12739 | 382

o 6 200 | 0070 | 10816 | 743

o 8 200 | 0070 | 7962 557

o 10 200 | 0,110 | 6369 701

o 12 200 | 0110 | 5308 584

o 16 200 | 0150 | 3981 597

o 20 200 | 0200 | 3185 637

®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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M.D.I. Punte a centrare Z2 120°
HM center drills Z2 120°
VHM-zentrierbohrer Z2 120°

M.D.|. Pointes a centrer Z2 120° QUALITY TOOLS ENGINEERING
SC R01 85 RIVESTIM.
GENERICO / ALL PURPOSE COATED
TIALN
@D =6 -20
H
/\ L1 | % Ao
f /
120° @D N ————-— @d <420
\7 *
a3 v
> PUNTA A CENTRARE PER MACCHINE CN > CENTER DRILL ON NC-AND DRILLING MACHINES
> ANGOLO DI TESTA 120° > HEAD ANGLE 120°
> ATTACCO DIN 6535 HB > SHANK DIN 6535 HB

SCR0185060 6 6 57 13

SCR0185080 8 8 63 19
SCR0185100 10 10 66 20
SCR0185120 12 12 73 22
SCR0185160 16 16 82 24
SCR0185200 20 20 92 30

NIN[N|N N[N N
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P M K N S [H[G
: - i
,Q % % [e] g g E § % w g % [e]
Salig® E393 z|2%d5d 2 . 1358 5¢
13 gﬁ o4 ghlak g2|89 33 |3 |8 |gdjm &
§ g g § § E E @ g @ g % % % %‘ % ; E & E 8 % % g % E % E (m/min) (giri/min) (mm/min)
= = F == .
cani o EEEEEEEEERE B EEEERE T A 3 G
Applicazione - Application 2229 <i‘ ZHh Z0| 60|05 6 33582 4z EE <% [ofo] \/¢ n \%i
° 6 50 0,035 | 2654 186
° 8 50 0,040 1990 159
° 10 50 0,045 1592 143
° 12 50 0,050 1327 133
° 16 50 0,055 995 109
° 20 50 0,060 796 9
° 6 25 0,020 1327 53
° 8 25 0,030 995 60
° 10 25 0,035 796 56
° 12 25 0,040 663 53
° 16 25 0,045 498 45
° 20 25 0,050 398 40
° 6 72 0,045 | 3822 172
° 8 72 0,060 | 2866 172
° 10 72 0,065 | 2293 149
° 12 72 0,070 1911 134
° 16 72 0,075 1433 107
° 20 72 0,080 1146 92
° 6 60 0,045 | 3185 287
° 8 60 0,060 | 2389 287
° 10 60 0,065 1911 248
° 12 60 0,070 1592 223
° 16 60 0,075 1194 179
° 20 60 0,080 955 153
o 6 150 0,050 | 7962 796
o 8 150 0,060 | 5971 717
o 10 150 0,070 | 4777 669
o 12 150 0,080 | 3981 637
o 16 150 0,090 | 2986 537
o 20 150 0,100 | 2389 478
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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M.D.l. Punte a centrare Z2 142°
HM center drills Z2 142°
VHM-zentrierbohrer Z2 142°

h o
M.D.I. Pointes a centrer Z2 142 QUALITY TOOLS ENGINEERING

RIVESTIM.
SCR0186 GENERICO / ALL PURPOSE
TIALN
@D =6-20
H
L1
A | % v
f I
142° @D A s <2
) — >
> PUNTA A CENTRARE PER MACCHINE CN > CENTER DRILL ON NC-AND DRILLING MACHINES
> ANGOLO DI TESTA 142° > HEAD ANGLE 142°
> ATTACCO DIN 6535 HB > SHANK DIN 6535 HB

SCR0186060 6 6 57 "

SCR0186080 8 8 63 19
SCR0186100 10 10 66 20
SCR0186120 12 12 73 22
SCR0186160 16 16 82 24
SCR0186200 20 20 92 30

NIN|IN N[N N DY
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P M K N S [H[G
: - i
,Q % % [e] g g E § % w g % [e]
Salig® E393 z|2%d5d 2 . 1358 5¢
13 gﬁ o4 ghlak g2|89 33 |3 |8 |gdjm &
§ g g § § E E @ g @ g % % % %‘ % ; E & E 8 % % g % E % E (m/min) (giri/min) (mm/min)
= = F == .
cani o EEEEEEEEERE B EEEERE T A 3 G
Applicazione - Application 2229 <i‘ ZHh Z0| 60|05 6 33582 4z EE <% [ofo] \/¢ n \%i
° 6 80 0,200 | 4246 849
° 8 80 0,200 | 3185 637
° 10 80 0275 | 2548 701
° 12 80 0275 | 2123 584
° 16 80 0,350 1592 557
° 20 80 0,450 1274 573
° 6 50 0,150 | 2654 398
° 8 50 0,150 1990 299
° 10 50 0,200 1592 318
° 12 50 0,200 1327 265
° 16 50 0,260 995 259
° 20 50 0,325 796 259
° 6 70 0,175 | 3715 650
° 8 70 0,175 | 2787 488
° 10 70 0225 | 2229 502
° 12 70 0,225 1858 418
° 16 70 0,300 1393 418
° 20 70 0,375 1115 418
° 6 70 0,150 | 3715 557
° 8 70 0,150 | 2787 418
° 10 70 0,200 | 2229 446
° 12 70 0,200 1858 372
° 16 70 0,260 1393 362
° 20 70 0,325 1115 362
o 6 200 0,070 | 10616 743
o 8 200 0,070 | 7962 557
o 10 200 0,110 | 6369 701
o 12 200 0,110 5308 584
o 16 200 0,150 | 3981 597
o 20 200 0,200 | 3185 637
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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M.D.l. Punte Pilota
HM Pilot drills
VHM-Pilotbohrer
M.D.I. Pointes Pilote

QUALITY TOOLS ENGINEERING

SDF0371 ey 3xD
TIALN
oD=2-12
H
L1 % o
@D f T~ o @d
- | DIN
X 6535
—— =
4
PER PREPARAZIONE FORI 2 12xD
FOR THE PREPARATION OF BORES = 12xD TOLLERANZE D d MG
ZUR VORBEREITUNG VON BOHRUNGEN > 12xD
POUR LA PREPARATION DE TROUS 2 12xD TOLLERANCE RANGE 10032 ne

SDF0371020 2,0 4 50,0 12,0
SDF0371022 2,2 4 50,0 12,0
SDF0371023 2,3 4 50,0 12,0
SDF0371024 2,4 4 50,0 12,0
SDF0371025 2,5 4 50,0 12,0
SDF0371027 2,7 4 50,0 12,0
SDF0371028 2,8 4 50,0 12,0
SDF0371030 3,0 6 62,0 20,0
SDF0371032 3.2 6 62,0 20,0
SDF0371033 3.3 6 62,0 20,0
SDF0371035 3,5 6 62,0 20,0
SDF0371038 3,8 6 66,0 24,0
SDF0371040 4,0 6 66,0 24,0
SDF0371042 4,2 6 66,0 24,0
SDF0371045 4,5 6 66,0 24,0
SDF0371048 4,8 6 66,0 28,0
SDF0371050 5,0 6 66,0 28,0
SDF0371055 55 6 66,0 28,0
SDF0371058 5,8 6 66,0 28,0
SDF0371060 6,0 6 66,0 28,0
SDF0371065 6,5 8 79,0 34,0
SDF0371068 6,8 8 79,0 34,0
SDF0371070 7,0 8 79,0 34,0
SDF0371075 7,5 8 79,0 41,0
SDF0371078 7,8 8 79,0 41,0
SDF0371080 8,0 8 79,0 41,0
SDF0371085 8,5 10 89,0 47,0
SDF0371088 8,8 10 89,0 47,0
SDF0371090 9,0 10 89,0 47,0
SDF0371098 9,8 10 89,0 47,0
SDF0371100 10,0 10 89,0 47,0
SDF0371102 10,2 12 102,0 55,0
SDF0371108 10,8 12 102,0 55,0
SDF0371118 1,8 12 102,0 55,0
SDF0371120 120 12 102,0 55,0
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P M K N S H|G
o | |o £ & gz 4
S 18 |3 |83/52| |uZju2/g |u 9.3 |2,
G 28\ |5E2E 3|82 |32z § [p 093 |EB
2586|2185 (36|SE|S2|U3|3_|a |3 22| |85
R P EEE FEER A T
Qggj 95 gg g@ 08 558 E% %§ m% 58 SE g% oz E'J—‘: (giri/min) (mm/min)
N - SE|55/88|52/52|35/2532/55|48|2%/55/32 55|52 (min'T)
Applicazione - Application 22/238|83/125/25 5665582 3::‘ 23|27 |42 |EE|25/66 n Vf
[ ] 2+3 120 0,130 15287 1987
[ ] 3+4 120 0,150 10919 1638
[ ) 4+5 120 0,170 8493 1444
[ ] 5+6 120 0,200 6948 1390
[ ] 6+7 120 0,230 5879 1352
) 7+8 120 0,260 5096 1325
[ ] 8+9 120 0,300 4496 1349
[ ] 9+10 120 0,330 4023 1328
[ ) 10+11 120 0,350 3640 1274
[ ] 11+12 120 0,380 3323 1263
[ ) 2+3 110 0,130 14013 1822
[ ] 3+4 110 0,150 10009 1501
[ ] 4+5 110 0,170 7785 1323
[ ] 5+6 110 0,200 6369 1274
[ ] 6+7 110 0,230 5390 1240
[ ] 7+8 110 0,260 4671 1214
[ ] 8+9 110 0,300 4121 1236
[ ] 9+10 110 0,330 3688 1217
° 10+11 110 0,350 3336 1168
[ ] 11+12 110 0,380 3046 1158
[ 2+3 45 0,100 5732 573
[ ] 3+4 45 0,110 4095 450
[ ] 4+5 45 0,130 3185 414
[ ] 5+6 45 0,150 2606 391
[ ] 6+7 45 0,170 2205 375
[ ] 7+8 45 0,200 1911 382
[ ] 8+9 45 0,220 1686 371
[ ] 9+10 45 0,250 1509 377
[ ] 10+11 45 0,270 1365 369
[ ) 11+12 45 0,280 1246 349
[ ] 2+3 120 0,130 15287 1987
) 3+4 120 0,150 10919 1638
[ ] 4+5 120 0,170 8493 1444
[ ] 5+6 120 0,200 6948 1390
[ 6+7 120 0,230 5879 1352
[ ] 7+8 120 0,260 5096 1325
[ ] 8+9 120 0,300 4496 1349
[ 9+10 120 0,330 4023 1328
[ ] 10+11 120 0,350 3640 1274
[ ] 11+12 120 0,380 3323 1263
[ ] 2+3 110 0,100 14013 1401
[ ] 3+4 110 0,110 10009 1101
[ ] 4+5 110 0,130 7785 1012
[ ] 5+6 110 0,150 6369 955
[ ] 6+7 110 0,170 5390 916
[ ] 7+8 110 0,200 4671 934
[ ] 8+9 110 0,220 4121 907
[ ) 9+10 110 0,250 3688 922
[ ) 10+11 110 0,270 3336 901
[ ] 11+12 110 0,280 3046 853
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED AF’F’ITICATION (] AE_PLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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NOTE - NOTES




REAMER-DRILLS / REIBAHLEN-BOHRER / FORETS DE PERCAGE ET ALESAGE /
BROCAS ESCARIADORAS

aaaaaaaaaaaaaaaaa



M.D.l. Punte foralesa - 3xD
HM reamer-drills - 3xD
VHM-Reibahlen-Bohrer - 3xD

M.D.I. Forets de pergage et alésage - 3xD QUALITY TOOLS ENGINEERING

SPFAR3 GENERICO / ALL PURPOSE CONTED 3xD
TIALN
@D =297 -20,02
" % 30°
- : 0 &
SasSs | ==
TOLLERANZE D d MG
TOLLERANCE RANGE +0,003| h6

SPFAR3297 297 60 62 20 SPFAR3 10.00 10,00 10,0 89 47 SPFAR3 17.97 17,97 180 123 73
SPFAR3298 298 60 62 20 %SPFAR3 10.01 10,01 10,0 89 47 SPFAR3 17.98 17,98 18,0 123 73
SPFAR3299 299 60 62 20 SPFAR3 10.02 10,02 10,0 89 47 SPFAR317.99 17,99 180 123 73
SPFAR33.00 300 60 62 20 SPFAR3 10.97 10,97 12,0 102 55 SPFAR3 18.00 18,00 18,0 123 73
*SPFAR33.01 301 60 62 20 SPFAR3 10.98 10,98 12,0 102 55 *SPFAR3 18.01 18,01 180 123 73
SPFAR33.02 302 60 62 20 SPFAR310.99 10,99 12,0 102 55 SPFAR3 18.02 18,02 180 123 73
SPFAR3397 397 60 66 24 SPFAR3 11.00 11,00 120 102 55 SPFAR3 18.97 1897 200 131 79
SPFAR33.98 398 60 66 24 *SPFAR3 11.01 11,01 12,0 102 55 SPFAR3 18.98 18,98 20,0 131 79
SPFAR3399 399 60 66 24 SPFAR311.02 11,02 120 102 55 SPFAR3 18.99 1899 200 131 79
SPFAR34.00 400 60 66 24 SPFAR3 11.97 11,97 12,0 102 55 SPFAR3 19.00 19,00 20,0 131 79
*SPFAR34.01 401 60 66 24 SPFAR3 11.98 11,98 12,0 102 55 *SPFAR3 19.01 19,01 20,0 131 79
SPFAR34.02 402 60 66 24 SPFAR3 11.99 11,99 12,0 102 55 SPFAR3 19.02 19,02 20,0 131 79
SPFAR34.97 497 60 66 28 SPFAR3 12.00 12,00 12,0 102 55 SPFAR3 19.97 19,97 200 131 79
SPFAR3498 498 60 66 28 *SPFAR3 12.01 12,01 12,0 102 55 SPFAR3 19.98 19,98 20,0 131 79
SPFAR34.99 499 60 66 28 SPFAR3 12.02 12,02 12,0 102 55 SPFAR319.99 19,99 20,0 131 79
SPFAR35.00 500 60 66 28 SPFAR3 12.97 12,97 140 107 60 SPFAR320.00 20,00 200 131 79
*SPFAR35.01 501 60 66 28 SPFAR3 12.98 12,98 14,0 107 60 %SPFAR320.01 20,01 20,0 131 79
SPFAR35.02 502 60 66 28 SPFAR3 12.99 12,99 14,0 107 60 SPFAR320.02 20,02 20,0 131 79
SPFAR3597 597 60 66 28 SPFAR3 13.00 13,00 140 107 60
SPFAR3598 598 60 66 28 *SPFAR3 13.01 13,01 14,0 107 60 g§ * =PEROTTENERE FORIIN
SPFAR3599 599 60 66 28 SPFAR3 13.02 13,02 140 107 60 TOLLERANZA H7

% =TO OBTAIN BORES IN H7
SPFAR36.00 600 60 66 28 SPFAR3 13.97 13,97 140 107 60 BE © [oLERANCE
#SPFAR36.01 601 60 66 28 SPFAR3 13.98 1398 140 107 60 mm % =UMBOHRUNGEN IN H7-
SPFAR36.02 602 60 66 28 SPFAR3 13.99 13,99 14,0 107 60 TOLERANZ ZU ERHALTEN
SPFAR36.97 697 80 79 34 SPFAR3 14.00 14,00 14,0 107 60 mm* ::?g&%ﬂggﬁ?'zs el s
SPFAR36.98 698 80 79 34 %SPFAR3 14.01 1401 140 107 60
SPFAR36.99 6,99 80 79 34 SPFAR3 14.02 14,02 140 107 60
SPFAR37.00 7,00 80 79 34 SPFAR3 14.97 1497 160 115 65
%SPFAR37.01 7,01 80 79 34 SPFAR3 14.98 14,98 16,0 115 65
SPFAR37.02 7,02 80 79 34 SPFAR3 14.99 1499 160 115 65
SPFAR37.97 7,97 80 79 34 SPFAR3 15.00 15,00 16,0 115 65
SPFAR37.98 798 80 79 34 *SPFAR3 15.01 1501 16,0 115 65
SPFAR37.99 7,99 80 79 34 SPFAR3 15.02 15,02 16,0 115 65
SPFAR38.00 800 80 79 34 SPFAR3 15.97 15,97 16,0 115 65
*SPFAR3801 801 80 79 34 SPFAR3 15.98 1598 16,0 115 65
SPFAR38.02 802 80 79 34 SPFAR3 15.99 1599 16,0 115 65
SPFAR3897 897 100 89 47 SPFAR3 16.00 16,00 16,0 115 65
SPFAR3898 898 10,0 89 47 *SPFAR3 16.01 16,01 16,0 115 65
SPFAR38.99 899 10,0 89 47 SPFAR3 16.02 16,02 160 115 65
SPFAR39.00 9,00 10,0 89 47 SPFAR3 16.97 16,97 180 123 73
*SPFAR39.01 9,01 10,0 89 47 SPFAR3 16.98 16,98 18,0 123 73
SPFAR39.02 902 100 89 47 SPFAR3 16.99 16,99 180 123 73
SPFAR39.97 9,97 10,0 89 47 SPFAR3 17.00 17,00 18,0 123 73
SPFAR39.98 998 10,0 89 47 #SPFAR317.01 17,01 18,0 123 73
SPFAR39.99 999 10,0 89 47 SPFAR317.02 17,02 180 123 73
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o | e g
e & e ok 8 |E.Bg |, &l
3 14
G g8 Eadd sdedey & . B3 5p
Q 5 20 4 18 edag |z
25|00 |R | fin|dn|SE| 3 (228 =0
o > u : oF | ®Z w | w | B A
ég g% §E E% g@ gg g% %‘%; Em Eg g% l-lng E% = (giri/min) (mm/min)
= | - g | X S < Uisg|w OO w T -
can caion EEEEEEIFHEREEE HEEEEE R E 3 ()
Applicazione - Application 2229 <i‘ ZHh Z0 60|05 |6 FESICZIUZ EEISSI6H n \%i
° 3+5 80 0,14 6369 892
° 5+8 80 0,20 3920 784
° 8+12 80 0,24 2548 611
° 12+16 80 0,28 1820 510
° 16+20 80 0,28 1415 396
) 3+5 50 0,12 3981 478
) 5+8 50 0,16 2450 392
) 8+12 50 0,19 1592 302
° 12+16 50 0,19 1137 216
° 16+20 50 0,23 885 204
° 3+5 45 0,12 3583 430
° 5+8 45 0,16 2205 353
° 8+12 45 0,19 1433 272
° 12+16 45 0,19 1024 194
° 16+20 45 0,23 796 183
° 3+5 70 0,20 5573 115
° 5+8 70 0,28 3430 960
° 8+12 70 0,35 2229 780
° 12+16 70 0,40 1592 637
° 16+20 70 0,40 1238 495
° 3+5 60 0,14 4777 669
° 5+8 60 0,20 2940 588
° 8+12 60 0,24 1911 459
° 12+16 60 0,28 1365 382
° 16+20 60 0,28 1061 297
° 3+5 50 0,15 3981 597
° 5+8 50 0,22 2450 539
° 8+12 50 0,27 1592 430
° 12+16 50 0,29 1137 330
° 16+20 50 0,29 885 257
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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M.D.I. Punte foralesa - 5xD
HM reamer-drills - 5xD
VHM-Reibahlen-Bohrer - 5xD

M.D.l. Forets de percage et alésage - 5xD QUALITY TOOLS ENGINEERING

GENERICO / ALL PURPOSE o o
X
TIALN
@D =297 - 20,02
H % 30°
L1
{ ! <40
oo (S S s
N | W 4
ESS ) e
TOLLERANZE D d MG
TOLLERANCE RANGE +0,003| h6
SPFAR52.97 297 60 66 28 SPFAR5 10.00 10,00 10,0 103 61 SPFAR5 17.97 17,97 18,0 143 93
SPFAR52.98 298 60 66 28 %SPFAR5 10.01 10,01 10,0 103 61 SPFAR5 17.98 17,98 18,0 143 93
SPFAR52.99 299 60 66 28 SPFAR5 10.02 10,02 10,0 103 61 SPFAR5 17.99 17,99 18,0 143 93
SPFAR53.00 3,00 60 66 28 SPFAR5 10.97 10,97 12,0 118 71 SPFAR5 18.00 18,00 18,0 143 93
%SPFAR53.01 3,01 60 66 28 SPFAR5 10.98 10,98 12,0 118 71 #SPFAR5 18.01 18,01 18,0 143 93
SPFAR53.02 3,02 60 66 28 SPFAR5 10.99 10,99 12,0 118 71 SPFAR5 18.02 18,02 18,0 143 93
SPFAR53.97 397 6,0 74 36 SPFAR5 11.00 11,00 12,0 118 71 SPFAR5 18.97 18,97 20,0 153 101
SPFAR53.98 398 60 74 36 %SPFAR5 11.01 11,01 12,0 118 71 SPFARS5 18.98 18,98 20,0 153 101
SPFAR53.99 3,99 60 74 36 SPFAR5 11.02 11,02 12,0 118 71 SPFAR5 18.99 18,99 20,0 153 101
SPFAR54.00 4,00 60 74 36 SPFAR5 11.97 11,97 120 118 71 SPFAR5 19.00 19,00 20,0 153 101
*SPFAR54.01 4,01 6,0 74 36 SPFAR5 11.98 11,98 120 118 71 *SPFAR5 19.01 19,01 20,0 153 101
SPFAR54.02 4,02 6,0 74 36 SPFAR5 11.99 11,99 12,0 118 71 SPFAR5 19.02 19,02 20,0 153 101
SPFAR54.97 4,97 60 82 44 SPFAR5 12.00 12,00 12,0 118 71 SPFAR5 19.97 19,97 20,0 153 101
SPFAR54.98 4,98 60 82 44 %SPFAR5 12.01 12,01 12,0 118 71 SPFAR5 19.98 19,98 20,0 153 101
SPFAR54.99 4,99 60 82 44 SPFAR5 12.02 12,02 12,0 118 71 SPFAR5 19.99 19,99 20,0 153 101
SPFAR55.00 500 6,0 82 44 SPFAR5 12.97 12,97 14,0 124 77 SPFAR5 20.00 20,00 20,0 153 101
*SPFAR55.01 501 6,0 82 44 SPFAR5 12.98 12,98 14,0 124 77 %SPFAR5 20.01 20,01 20,0 153 101
SPFAR55.02 502 60 82 44 SPFAR5 12.99 12,99 14,0 124 77 SPFAR520.02 20,02 20,0 153 101
SPFAR55.97 597 6,0 82 44 SPFAR5 13.00 13,00 14,0 124 77
SPFAR55.98 598 60 82 44 *SPFAR5 13.01 13,01 14,0 124 77 4 = PER OTTENERE FORIIN
SPFAR55.99 599 60 82 44 SPFAR5 13.02 13,02 14,0 124 77 IE * TOLLERANZA H7
SPFAR56.00 6,00 60 82 44 SPFAR5 13.97 13,97 14,0 124 77 mm * =TOOBTAIN BORES IN H7
*SPFAR56.01 6,01 6,0 82 44 SPFAR5 13.98 13,98 14,0 124 77 ellgrinles
% =UM BOHRUNGEN IN H7-
SPFAR56.02 6,02 6,0 82 44 SPFAR5 13.99 13,99 14,0 124 77 = TOLERANZ ZU ERHALTEN
SPFAR56.97 6,97 80 91 53 SPFAR5 14.00 14,00 14,0 124 77 g§ * =POUR OBTENIR DES TROUS DANS
SPFAR56.98 6,98 80 91 53 *SPFAR5 14.01 14,01 14,0 124 77 LA TOLERANCE H7
SPFAR56.99 6,99 80 91 53 SPFAR5 14.02 14,02 14,0 124 77
SPFAR57.00 7,00 80 91 53 SPFAR5 14.97 14,97 16,0 133 83
*SPFAR57.01 7,01 80 91 53 SPFAR5 14.98 14,98 16,0 133 83
SPFAR57.02 7,02 80 91 53 SPFAR5 14.99 14,99 16,0 133 83
SPFAR57.97 7,97 80 91 53 SPFAR5 15.00 15,00 16,0 133 83
SPFAR57.98 7,98 80 91 53 *SPFAR5 15.01 15,01 16,0 133 83
SPFAR57.99 7,99 80 91 53 SPFAR5 15.02 15,02 16,0 133 83
SPFAR58.00 800 80 91 53 SPFAR5 15.97 15,97 16,0 133 83
*SPFAR58.01 801 80 91 53 SPFAR5 15.98 15,98 16,0 133 83
SPFAR58.02 802 80 91 53 SPFAR5 15.99 15,99 16,0 133 83
SPFAR58.97 897 10,0 103 61 SPFAR5 16.00 16,00 16,0 133 83
SPFAR58.98 898 10,0 103 61 *SPFAR5 16.01 16,01 16,0 133 83
SPFAR58.99 899 10,0 103 61 SPFAR5 16.02 16,02 16,0 133 83
SPFAR59.00 9,00 10,0 103 61 SPFAR5 16.97 16,97 18,0 143 93
%SPFAR59.01 9,01 10,0 103 61 SPFAR5 16.98 16,98 18,0 143 93
SPFAR59.02 9,02 10,0 103 61 SPFAR5 16.99 16,99 18,0 143 93
SPFAR59.97 9,97 10,0 103 61 SPFAR5 17.00 17,00 18,0 143 93
SPFAR59.98 9,98 10,0 103 61 %SPFAR5 17.01 17,01 18,0 143 93
SPFAR59.99 999 10,0 103 61 SPFAR5 17.02 17,02 18,0 143 93
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fe) A W
e & e ok 8 |E.Bg |, &l
9 4
fgle? B0 gdides o Bl
Q 5 96 4 |8 \edlp |&
25|00 |R | fin|dn|SE| 3 (228 =0
o > u : oF | ®Z w | w | B A
ég g% §E E% g@ gg g% %‘%; Em Eg g% l-lng E% = (giri/min) (mm/min)
= | - g | X S < Uisg|w OO w T -
o caion EEEEEEIFHEREEE HEEEEE R E : =y
Applicazione - Application 22/83|23|25|25|55|355 228|227 |/9F EE| R 686 n \ii
° 345 80 0,11 6369 700
° 5+8 80 016 | 3920 627
[ 8+12 80 0,19 2548 484
° 12:16 80 022 | 1820 400
° 16+20 80 022 | 1415 311
° 345 50 010 | 3981 398
° 5:8 50 013 | 2450 318
° 8+12 50 016 | 1592 255
° 12:16 50 0,16 1137 182
° 16+20 50 018 885 159
° 345 45 010 | 3583 358
° 5+8 45 013 | 2205 287
° 8+12 45 016 | 1433 229
° 12:16 45 016 | 1024 164
° 16+20 45 018 796 143
° 345 70 016 | 5573 892
° 5:8 70 022 | 3430 755
° 8+12 70 028 | 2229 624
° 12:16 70 032 | 1592 509
° 16+20 70 032 | 1238 396
° 345 60 0,11 4777 525
° 5+8 60 016 | 2940 470
° 8+12 60 0,19 1911 363
° 12:16 60 022 | 1365 300
° 16+20 60 022 | 1061 233
° 345 50 012 | 3981 478
° 5:8 50 017 | 2450 416
° 8+12 50 0,21 1592 334
° 12:16 50 0,23 1137 261
[ ] 16+20 50 0,23 885 203
® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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NOTE - NOTES




REAMERS / REIBAHLEN / ALESOIRS / ESCARIADORES

aaaaaaaaaaaaaaaaa



M.D.l. Alesatore decimale H7
HM Decimal H7 reamer
VHM-Dezimal-Reibahle H7
M.D.I. Alesoir decimal H7

QUALITY TOOLS ENGINEERING

SAN0S08 ;

@D=3-18

MG

TOLLERANZE D d
TOLLERANCE RANGE H7 h8

Z

*SAN0508030 New 3,0 3,0 56 16 4
*SAN0508035 New 3,5 3,0 56 18 4
*SAN0508040 4,0 3,5 56 20 6
*SAN0508045 4,5 4,0 63 22 6
*SAN0508050 5,0 4,0 63 22 6
*SAN0508055 5,5 5,0 63 22 6
SAN0508060 6,0 5,0 63 22 6
SAN0508065 6,5 5,0 63 22 6
SAN0508070 7,0 6,0 71 25 6
SAN0508075 75 6,0 71 25 6
SAN0508080 8,0 6,0 71 25 6
SAN0508085 8,5 6,0 71 25 6
SAN0508090 9,0 8,0 71 25 6
SAN0508095 9,5 8,0 71 25 6
SAN0508100 10,0 8,0 71 25 6
SAN0508105 10,5 8,0 80 28 6
SAN0508110 11,0 10,0 80 28 6
SAN0508115 11,5 10,0 80 28 6
SAN0508120 12,0 10,0 80 28 6
SAN0508130 13,0 10,0 80 28 6
SAN0508140 14,0 12,0 90 32 6
SAN0508150 15,0 12,0 90 32 8
SAN0508160 16,0 14,0 90 32 8
SAN0508170 17,0 14,0 90 32 8
SAN0508180 18,0 16,0 100 36 8

I * CON CENTRINO ESTERNO

Bi® * WITH EXTERNAL CENTERING POINT
= « MIT AUSSENZENTRIERPUNKT

IH * AVEC POINT CENTRAL EXTERNE

Nl ESEGUE FORI CON TOLLERANZA H7

Bl FOR BORES WITH H7 TOLERANCE

== FUHRT BOHRUNGEN MIT TOLERANZ H7 AUS
I} M.D.l. ALESOIR DECIMAL H7
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 | 388 5@
Q & 96 9 |g |edla (&
25|00 |RH|fin|dn|SE|Q 3 (228 (=0
o > a4 : O & ] Xl ® a
53 gg §E E% g@ gg g% %‘%% 85 Eg gl"E_J = E% E (giri/min) (mm/min)
>332 i EZ Ly =g uk|22 /24 in-1
oKz (8% |52 XZ gy gy ég 32 & §GI 22|53 (min”1)
- - q q (o] oZ =) E [0)
Applicazione - Application g2 §9 23|26 25 5% 555 2 8§ B2 EES% 0%
° 1+5 | 20-30 | 015 - -
° 5:10 | 20-30 | 025 - -
° 10+20 | 20-30 | 0,40 - -
° 1+5 | 1015 | 012 - -
° 5:10 | 10-15 | 020 - -
° 10+20 | 10-15 | 0,30 - -
° 1+5 | 510 | 008 - -
° 5:10 | 510 | 015 - -
° 10+20 | 510 | 025 - -
° 1+5 | 10-15 | 008 - -
° 5:10 | 10-15 | 015 - -
° 10+20 | 10-15 | 0,20 - -
° 1+5 | 1012 | 015 - -
° 5:10 | 1012 | 030 - -
° 10+20 | 10-12 | 0,50 - -
° 1+5 | 1012 | 015 - -
° 5:10 | 1012 | 030 - -
° 10+20 | 10-12 | 0,50 - -
° 1+5 | 2535 | 015 - -
° 5:10 | 2535 | 025 - -
° 10+20 | 2535 | 0,40 - -
° 1+5 | 25:35 | 020 - -
° 5:10 | 2535 | 0025 - -
° 10420 | 2535 | 040 - -
° 1+5 | 2530 | 015 - -
° 5¢10 | 2530 | 0,25 - -
° 10+20 | 2530 | 045 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn ' n = mmmin

L
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M.D.I. Alesoir centesimal

M.D.l. Alesatore centesimale
HM Centesimal reamer
VHM-Zentesimal-Reibahle

QUALITY TOOLS ENGINEERING

SAN0S09 ;

@D =297 - 18,20

MG

TOLLERANZE D d
TOLLERANCE RANGE -0/+0,004| h8

VA

*SAN0509 ... New 297-3,10 3,0 56 16 4
*SAN0509 ... New 311360 3,0 56 18 4
*SAN0509 ... New 3,614,10 3,5 56 20 6
*SAN0509 ... 4,11-4,60 4,0 63 22 6
*SANO0509 ... 4,61-5,10 4,0 63 22 6
*SAN0509 ... 5,11-5,60 5,0 63 22 6
SANO0509 ... 5,61-6,15 5,0 63 22 6
SANO0509 ... 6,16-6,65 5,0 63 22 6
SANO0509 ... 6,66-7,15 6,0 71 25 6
SANO0509 ... 7,16-7,65 6,0 71 25 6
SANO0509 ... 7,66-8,15 6,0 71 25 6
SANO0509 ... 8,16-8,65 6,0 71 25 6
SANO0509 ... 8,66-9,20 8,0 71 25 6
SANO0509 ... 9,21-9,70 8,0 71 25 6
SANO0509 ... 9,71-10,20 8,0 71 25 6
SANO0509 ... 10,21-10,70 8,0 80 28 6
SANO0509 ... 10,71-11,20 10,0 80 28 6
SANO0509 ... 1,21-11,70 10,0 80 28 6
SANO0509 ... 1,71-1220 10,0 80 28 6
SANO0509 ... 12211320 10,0 80 28 6
SANO0509 ... 1321-1420 12,0 90 32 6
SANO0509 ... 14211520 12,0 90 32 8
SANO0509 ... 1521-1620 14,0 90 32 8
SANO0509 ... 16,21-1720 14,0 90 32 8
SANO0509 ... 17,21-1820 16,0 100 36 8

I * CON CENTRINO ESTERNO

Bl * WITH EXTERNAL CENTERING POINT
=== » MIT AUSSENZENTRIERPUNKT

I B * AVEC POINT CENTRAL EXTERNE

* Nell'ordine inserire sempre il “@” scelto dopo il codice dell’alesatore
* When ordering always indicate the chosen diameter after the reamer code
* Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
* Entrer toujours dans la commande le “@” choisi apres le code de I'alesoir

I ESEGUE FORI CON TOLLERANZA -0/+0,004
BB FOR BORES WITH -0/+0,004 TOLERANCE

E= F(JHRT BOHRUNGEN MIT -0/+0,004 TOLERANZ AUS EX. ©=1321 COD. = SAN05091321
Tl EXECUTE TROUS AVEC TOLERANCE -0/+0,004 EX. ©=3,80 COD.=SAN05090380
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 | 388 5@
Q S =0 5 o =R [
Z5 Q0|6 B0 | SE(Q J |ag|8 |E0
o > H : o &< ] Xl ® Pay
53 gg §E E% g@ gg g% %‘%% 85 Eg gl"E_J = E% E (giri/min) (mm/min)
> =d|34 74 EZ Ly =g uk|22 /24 i1
o8z /800 %% xZ|dy|dy ég 32 o ﬁwI 2Z|0 (ingy)
. . o Og |0 3 E 9}
Applicazione - Application g2 §9 2325|285 5% 55|65 B 8§ MEIEREE 0%
° 1+5 | 2030 | 0,15 - -
° 5¢10 | 20-30 | 0,25 - -
° 10+20 | 2030 | 0,40 - -
° 145 | 1015 | 012 - -
° 5410 | 1015 | 0,20 - -
° 10+20 | 10-15 | 0,30 - -
° 145 510 | 0,08 - -
° 5¢10 | 510 | 015 - -
° 10+20 | 510 | 025 - -
° 1+5 | 10-15 | 0,08 - -
° 5¢10 | 1015 | 015 - -
° 10+20 | 10-15 | 020 - -
° 1+5 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+20 | 10-12 | 050 - -
° 15 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+20 | 10-12 | 050 - -
° 145 | 2535 | 0,15 - -
° 5¢10 | 2535 | 0,25 - -
° 10+20 | 2535 | 0,440 - -
° 1+5 | 2535 | 0,20 - -
° 5¢10 | 2535 | 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 1+5 | 2530 | 015 - -
° 5¢10 | 2530 | 0,25 - -
° 10+20 | 2530 | 045 - -
@  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn " n =mmimin

D
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M.D.l. Alesatore decimale H7
HM Decimal H7 reamer
VHM-Dezimal-Reibahle H7
M.D.I. Alesoir decimal H7

QUALITY TOOLS ENGINEERING

SAN0708 ;

@D =1,0-20,2

MG

TOLLERANZE D d
TOLLERANCE RANGE H7 h8
Z VA
*SAN07080010 1,0 1,0 40 8 - 4 SANO0708 ... 8,7-8,9 9,0 125 36 80 6
*SANO0708 ... 1,1-1,4 - 40 8 - 4 SAN07080090 9,0 9,0 125 36 80 6
*SAN07080015 1.5 1.5 40 8 - 4 SANO0708 ... 9,1-9,4 9,0 125 36 80 6
+*SANO0708 ... 1,6-1,9 - 43 9 - 4 SAN07080095 9,5 9,0 125 36 80 6
*SAN07080020 2,0 2,0 49 1 - 4 SAN07080096 9,6 9,0 125 36 80 6
+*SAN07080021 2,1 2,0 49 1 - 4 SANO0708 ... 9,7-9,9 10,0 133 38 85 6
*SANO0708 ... 2,2-23 2,0 53 12 - 4 SAN07080100 10,0 10,0 133 38 85 6
*SAN07080024 24 2 57 14 - 4 SANO0708 ... 10,1-10,4 10,0 133 38 85 6
*SAN07080025 2,5 2,5 57 14 - 4 SAN07080105 10,5 10,0 133 38 85 6
*SAN07080026 2,6 25 57 14 - 4 SAN07080106 10,6 10,0 133 38 85 6
*SANO0708 ... 2,7-29 25 61 15 - 4 SANO0708 ... 10,7-10,9 10,0 142 41 92 6
+*SAN07080030 3,0 3,0 65 16 - 4 SAN07080110 11,0 10,0 142 41 92 6
*SANO0708 ... 3,1-3,3 3,0 65 16 - 4 SANO0708 ... 1,1-114 10,0 142 41 92 6
+*SAN07080034 34 815 70 18 45 4 SAN07080115 11,5 10,0 142 41 92 6
*SAN07080035 85 BYo) 70 18 45 4 SAN07080116 11,6 10,0 142 41 92 6
*SANO0708 ... 3,6-3,7 BY5) 70 18 45 4 SANO0708 ... 11,7-11,9 12,0 151 44 99 6
*SANO0708 ... 3,8-3,9 4,0 75 19 47 6 SAN07080120 12,0 12,0 151 44 99 6
*SAN07080040 4,0 4,0 75 19 47 6 SANO0708 ... 12,1-122 12,0 151 44 99 6
*SANO0708 ... 4,1-4,2 4,0 75 19 47 6 SANO0708 ... 12,3-124 12,0 151 44 99 6
*SANO0708 ... 4,344 4,5 80 21 51 6 SAN07080125 12,5 12,0 151 44 99 6
*SAN07080045 4,5 4,5 80 21 51 6 SANO0708 ... 12,6-12,9 12,0 151 44 99 6
*SANO0708 ... 4,6-4,7 4,5 80 21 51 6 SAN07080130 13,0 12,0 151 44 99 6
*SANO0708 ... 4,8-4,9 5,0 86 23 56 6 SANO0708 ... 13,1-13,6 12,0 151 44 99 6
*SAN07080050 5,0 5,0 86 23 56 6 SANO0708 ... 13,7-13,9 14,0 160 47 105 6
*SAN07080051 5,1 5,0 86 23 56 6 SAN07080140 14,0 14,0 160 47 105 6
SANO0708 ... 5,2-5,4 5,0 93 26 58 6 SANO0708 ... 14,1-142 14,0 160 47 105 6
SAN07080055 55 5,0 93 26 58 6 SANO0708 ... 14,3-149 14,0 162 50 107 8
SAN07080056 5,6 5,0 93 26 58 6 SAN07080150 15,0 14,0 162 50 107 8
SANO708 ... 5,7-5,9 6,0 93 26 58 6 SANO0708 ... 15,1-15,6 14,0 162 50 107 8
SAN07080060 6,0 6,0 93 26 58 6 SANO0708 ... 15,7-15,9 16,0 170 52 115 8
SAN07080061 6,1 6,0 93 26 58 6 SAN07080160 16,0 16,0 170 52 115 8
SANO708 ... 6,2-6,4 6,0 101 28 63 6 SANO0708 ... 16,1-16,2 16,0 170 52 115 8
SAN07080065 6,5 6,0 101 28 63 6 SANO0708 ... 16,3-16,9 16,0 170 52 115 8
SANO708 ... 6,6-6,7 6,0 101 28 63 6 SAN07080170 17,0 16,0 170 52 115 8
SANO708 ... 6,8-6,9 7,0 109 31 71 6 SANO0708 ... 17,1-17,2 16,0 170 52 115 8
SAN07080070 7,0 7,0 109 31 71 6 SANO0708 ... 17,3-17,9 16,0 170 52 115 8
SANO708 ... 7,1-7,4 7,0 109 31 71 6 SAN07080180 18,0 16,0 170 52 115 8
SAN07080075 7.5 7,0 109 31 71 6 SANO0708 ... 18,1-18,2 16,0 170 52 115 8
SAN07080076 7,6 7,0 109 31 71 6 SANO708 ... New 18,3-18,9 18,0 170 52 115 8
SANO0708 ... 7,7-7,9 8,0 117 33 77 6 SAN07080190 New 19,0 18,0 170 52 115 8
SAN07080080 8,0 8,0 117 33 77 6 SANO708 ... New 19,1-192 18,0 170 52 115 8
SANO708 ... 8,1-8,4 8,0 117 33 77 6 SANO708 ... New 19,3-19,9 20,0 170 52 115 8
SAN07080085 8,5 8,0 117 33 77 6 SAN07080200 New 20,0 20,0 170 52 115 8
SAN07080086 8,6 8,0 117 33 77 6 SANO708 ... New 20,1-20,2 20,0 170 52 115 8
I * CON CENTRINO ESTERNO
EE * WITH EXTERNAL CENTERING POINT * Nell'ordine inserire sempre il “@” scelto dopo il codice dell’alesatore
ﬁ U\QEQ%%?E?%?&??EZ%ETRNE * When ordering always indicate the chosen diameter after the reamer code
* Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
* Entrer toujours dans la commande le “@” choisi aprés le code de I'alesoir
Nl ESEGUE FORI CON TOLLERANZA H7
BlE FOR BORES WITH H7 TOLERANCE
B FHRT BOHRUNGEN MIT TOLERANZ H7 AUS EX. ©=123 COD. = SAN07080123
LW M.D.I. ALESOIR DECIMAL H7 EX. @=3,1 COD.=SAN07080031
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
HEEEEER g§$-§§ &, 358 zg
Q & ad 9 |g |edla (&
25|00 |RH|fin|dn|SE|Q 3 (228 (=0
o > H : o &< ] Xl ® Pay
§ 3 g 3 § E E % g @ g g g g %‘ % 2|2 E a ﬁ |"§—J ws E g, (m/min) (giri/min) (mm/min)
AR E & sSiwd | ZE¥E 22|18/ EQ i1
oKz (8% |52 XZ gy gy ég 32 & §GI 22|53 (min”1)
- - q q (o] oZ =l E [0)
Applicazione - Application g2 §9 23|26 25 5% 555 2 8§ B2 EES% 0%
° 1+5 | 2030 | 0,15 - -
° 5¢10 | 20-30 | 0,25 - -
° 10+20,2 | 20-30 | 040 - -
° 145 | 1015 | 012 - -
° 5410 | 1015 | 0,20 - -
° 10+202 | 10-15 | 0,30 - -
° 145 510 | 0,08 - -
° 5¢10 | 510 | 015 - -
° 10-202 | 510 | 025 - -
° 1+5 | 10-15 | 0,08 - -
° 5¢10 | 1015 | 015 - -
° 10+202 | 10-15 | 020 - -
° 1+5 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+202 | 10-12 | 050 - -
° 15 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+202 | 1012 | 050 - -
° 145 | 2535 | 0,15 - -
° 5¢10 | 2535 | 0,25 - -
° 10+202 | 25-35 | 040 - -
° 1+5 | 2535 | 0,20 - -
° 5¢10 | 2535 | 0,25 - -
° 10+202 | 25-35 | 040 - -
° 1+5 | 2530 | 015 - -
° 5¢10 | 2530 | 0,25 - -
° 10-202 | 25-30 | 045 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn " n =mmimin

B
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M.D.I. Alesoir centesimal

M.D.l. Alesatore centesimale
HM Centesimal reamer
VHM-Zentesimal-Reibahle

QUALITY TOOLS ENGINEERING

SANO709 ;

@D = 0,90 - 20,20

MG

TOLLERANZE D d
TOLLERANCE RANGE -0/+0,004| h8

Z
*SANO709 ... New 0,90-0,99 - 40 8 - 4
*SANO709 ... 1,00-1,50 - 40 8 - 4
*SANO07009 ... 1,51-1,90 - 43 9 - 4
*SANO0709 ... 191212 2,0 49 1 26 4
*SANO0709 ... 2,13-2,36 2,0 53 12 - 4
*SANO0709 ... 2,37-2,48 23 57 14 - 4
*SANO07009 ... 2,49-2,65 2,5 57 14 - 4
*SANO0709 ... 2,66-2,96 2,5 61 15 - 4
*SANO0709 ... 297-3,35 3,0 65 16 40 4
*SANO07009 ... 3,36-3,75 815 70 18 45 4
*SANO709 ... 3,76-4,25 4,0 75 19 47 6
*SANO07009 ... 4,26-4,75 45 80 21 51 6
*SANO0709 ... 4,76-5,15 5,0 86 23 56 6
*SAN0709 ... 5,16-5,65 5,0 93 26 58 6
SANO0709 ... 5,66-6,15 6,0 93 26 58 6
SANO0709 ... 6,16-6,70 6,0 101 28 63 6
SANO0709 ... 6,71-7,65 7,0 109 31 7 6
SANO0709 ... 7,66-8,65 8,0 117 33 7 6
SANO0709 ... 8,66-9,65 9,0 125 36 80 6
SANO0709 ... 9,66-10,65 10,0 133 38 85 6
SANO0709 ... 10,66-11,65 10,0 142 41 92 6
SANO0709 ... 11,66-1220 12,0 151 44 99 6
SANO0709 ... 122141365 12,0 151 44 99 6
SANO0709 ... 13,66-1420 14,0 160 47 105 6
SANO0709 ... 14,21-1565 14,0 162 50 107 8
SANO0709 ... 15,66-16,20 16,0 170 52 115 8
SANO0709 ... 16,21-17,20 16,0 170 52 115 8
SANO0709 ... 17,21-1820 16,0 170 52 115 8
SAN0709 ... New 1821-1920 18,0 170 52 115 8
SANO709 ... New 19212020 20,0 170 52 115 8
Il * CON CENTRINO ESTERNO
I - MIT AUSSENZENTRIERPORI (
18 - AVEC POIT CENTRAL EXTERNE Al S A e I
* Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
* Entrer toujours dans la commande le “@” choisi apres le code de I'alesoir
Il ESEGUE FORI CON TOLLERANZA -0/+0,004
ElE FOR BORES WITH -0/+0,004 TOLERANCE
B FHRT BOHRUNGEN MIT -0/+0,004 TOLERANZ AUS EX. ©=10,66 COD.=SAN07091066
B EXECUTE TROUS AVEC TOLERANCE -0/+0,004 | Bl i
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 | 388 5@
Q S =0 5 o =R o
Z5 Q0|6 B0 | SE(Q J |ag|8 |E0
o > a4 : O & ] Xl ® a
§ 3 g 3 § E E % g @ g g g g %‘ % 2|2 E a ﬁ |"§—J ws E g, (m/min) (giri/min) (mm/min)
AR & sS|ud |SE|¥EIZ22 |2 5|ES i1
L L oE|8z|09 (52 ><<Z(§ gu ég 2 =0 ﬁOI 225 (min~T)
Applicazione - Application CEEEEEEEEE 5% 55/5233/35/85 82 EE 8% 0%
° 0905 | 2030 | 0,15 - -
° 5¢10 | 20-30 | 0,25 - -
° 10+20,2 | 20-30 | 0,40 - -
° 0,905 | 10-15 | 0,12 - -
° 5410 | 1015 | 0,20 - -
° 10+202 | 10-15 | 0,30 - -
° 0905 | 510 | 0,08 - -
° 5¢10 | 510 | 015 - -
° 10+202 | 510 | 025 - -
° 0,905 | 10-15 | 0,08 - -
° 5¢10 | 1015 | 015 - -
° 104202 | 1015 | 0,20 - -
° 0905 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+202 | 1012 | 0,50 - -
° 0905 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+20,2 | 1012 | 0,50 - -
° 0905 | 2535 | 0,15 - -
° 5¢10 | 2535 | 0,25 - -
° 104202 | 25-35 | 0,40 - -
° 0,905 | 2535 | 0,20 - -
° 5¢10 | 2535 | 0,25 - -
° 10+202 | 25-35 | 040 - -
° 0905 | 2530 | 0,15 - -
° 5¢10 | 2530 | 0,25 - -
° 10-202 | 25-30 | 045 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn " n =mmimin

D
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M.D.l. Alesatore decimale H7
HM Decimal H7 reamer
VHM-Dezimal-Reibahle H7
M.D.I. Alesoir decimal H7

QUALITY TOOLS ENGINEERING

SAN0S0S ;

@D =1,5-122

MG

TOLLERANZE D d
TOLLERANCE RANGE H7 h8

4 z
*SAN08080015 1,5 1,5 110 18 65 4 SANO0808 ... 8,2-8,4 8,0 220 50 145 6
*SAN08080020 2,0 2,0 110 18 65 4 SAN08080085 8,5 8,0 220 50 145 6
*SANO080S ... 2,1-2,3 2,0 110 18 65 4 SANO0808 ... 8,6-8,9 8,0 220 50 145 6
*SAN08080024 24 288 120 20 65 4 SAN08080090 9,0 9,0 220 50 145 6
+*SAN08080025 2,5 2,5 120 20 65 4 SAN08080091 9,1 9,0 220 50 145 6
*SANO080S ... 2,6-2,9 2,5 120 20 65 4 SANO080S ... 9,2-9,4 9,0 220 50 145 6
*SAN08080030 3,0 3,0 120 20 65 4 SAN08080095 9,5 9,0 220 50 145 6
+*SAN08080031 3.1 3,0 120 20 65 4 SANO0808 ... 9,6-9,9 9,0 220 50 145 6
*SANO080S ... 3,2-3,3 3,0 150 30 90 4 SAN08080100 10,0 10,0 220 50 145 6
*SAN08080034 34 BY5) 150 30 90 4 SANO0808 ... 10,1-10,2 10,0 220 50 145 6
*SAN08080035 615 815 150 30 90 4 SANO08O0S ... 10,3-10,4 10,0 250 55 170 6
+*SANO080S ... 3,6-3,9 BY5) 150 30 90 4 SAN08080105 10,5 10,0 250 55 170 6
*SAN08080040 4,0 4,0 150 30 90 6 SANO08O0S ... 10,6-10,7 10,0 250 55 170 6
*SANO080S ... 41-4,2 4,0 150 30 90 6 SANO0808 ... 10,8-10,9 11,0 250 55 170 6
*SAN080S ... 43-44 4,0 180 35 115 6 SAN08080110 11,0 11,0 250 55 170 6
*SAN08080045 45 4,0 180 35 115 6 SANO08O0S ... 1,1-11,2 11,0 250 55 170 6
*SANO080S ... 4,6-4,9 4,0 180 35 115 6 SANO08O0S ... 11,3-11,4 11,0 250 55 170 6
*SAN08080050 5,0 5,0 180 35 115 6 SAN08080115 1,5 11,0 250 55 170 6
+*SAN08080051 51 5,0 180 35 115 6 SANO0808 ... 11,6-11,7 11,0 250 55 170 6
*SANO080S ... 5,2-5,4 5,0 200 40 130 6 SANO080S ... 11,8-11,9 12,0 250 55 170 6
*SAN08080055 5 5,0 200 40 130 6 SAN08080120 12,0 12,0 250 55 170 6
*SAN080S ... 5,6-5,9 5,0 200 40 130 6 SANO0808 ... 12,1-12,2 12,0 250 55 170 6
*SAN08080060 6,0 6,0 200 40 130 6
*SAN08080061 6,1 6,0 200 40 130 6
*SANO080S ... 6,2-6,4 6,0 200 45 130 6
*SAN08080065 6,5 6,0 200 45 130 6
*SANO080S ... 6,6-6,9 6,0 200 45 130 6
*SAN08080070 7,0 7,0 200 45 130 6
*SAN08080071 71 7,0 200 45 130 6
*SANO080S ... 7,2-7,4 7,0 200 45 130 6
*SAN08080075 75 7,0 200 45 130 6
*SANO080S ... 7,6-7,9 7,0 200 45 130 6
*SAN08080080 8,0 8,0 200 45 130 6
SAN08080081 8,1 8,0 200 45 130 6
Il * CON CENTRINO ESTERNO
B T AUSSENZENTRERFONKT
L8 - AVEC PONT CENTRAL EXTERNE e e e
* Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
* Entrer toujours dans la commande le “@” choisi aprés le code de I'alesoir
Il ESEGUE FORI CON TOLLERANZA H7
El® FOR BORES WITH H7 TOLERANCE
E= FJHRT BOHRUNGEN MIT TOLERANZ H7 AUS EX. ©=113 COD.=SAN08080113
I[H M.D.l. ALESOIR DECIMAL H7 EX. ©=26 COD.=SAN08080026

PAG. 1076
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 | 388 5@
Q & 96 9 |g |edla (&
25|00 |RH|fin|dn|SE|Q 3 (228 (=0
o > a4 : O & ] Xl ® a
53 gg §E E% g@ gg g% %‘%% 85 Eg gl"E_J = E% E (giri/min) (mm/min)
>332 i EZ Ly =g uk|22 /24 in-1
oKz (8% |52 XZ gy gy ég 32 & §GI 22|53 (min”1)
- - q q (o] oZ =) E [0)
Applicazione - Application g2 §9 23|26 25 5% 555 2 8§ B2 EES% 0%
° 1+5 | 20-30 | 015 - -
° 5:10 | 20-30 | 025 - -
° 10+20 | 20-30 | 0,40 - -
° 1+5 | 1015 | 012 - -
° 5:10 | 10-15 | 020 - -
° 10+20 | 10-15 | 0,30 - -
° 1+5 | 510 | 008 - -
° 5:10 | 510 | 015 - -
° 10+20 | 510 | 025 - -
° 1+5 | 10-15 | 008 - -
° 5:10 | 10-15 | 015 - -
° 10+20 | 10-15 | 0,20 - -
° 1+5 | 1012 | 015 - -
° 5:10 | 1012 | 030 - -
° 10+20 | 10-12 | 0,50 - -
° 1+5 | 1012 | 015 - -
° 5:10 | 1012 | 030 - -
° 10+20 | 10-12 | 0,50 - -
° 1+5 | 2535 | 015 - -
° 5:10 | 2535 | 025 - -
° 10+20 | 2535 | 0,40 - -
° 1+5 | 25:35 | 020 - -
° 5:10 | 2535 | 0025 - -
° 10420 | 2535 | 040 - -
° 1+5 | 2530 | 015 - -
° 5¢10 | 2530 | 0,25 - -
° 10+20 | 2530 | 045 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn ' n = mm/min
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M.D.I. Alesoir centesimal

M.D.l. Alesatore centesimale
HM Centesimal reamer
VHM-Zentesimal-Reibahle

QUALITY TOOLS ENGINEERING

SAN0S09 ;

@D =2,00- 12,20

MG

TOLLERANZE D d
TOLLERANCE RANGE -0/+0,004| h8

Y4

*SAN0809 ... 2,00-2,31 2,0 110 18 65 4
*SAN0809 ... 2,32-241 2,3 120 20 65 4
*SANO0809 ... 242-291 2,5 120 20 65 4
*SAN0809 ... 2,92-311 3,0 120 20 65 4
*SANO0809 ... 3,12-3,31 3,0 150 30 90 4
*SAN0809 ... 3,32-391 3,5 150 30 90 4
*SANO0809 ... 3,92-4,24 4,0 150 30 90 6
*SAN0809 ... 4,25-4.91 4,0 180 35 115 6
*SAN0809 ... 4,92-5,11 5,0 180 35 115 6
*SANO0809 ... 5,12-591 5,0 200 40 130 6
*SAN0809 ... 5,92-6,11 6,0 200 40 130 6
*SANO0809 ... 6,12-6,91 6,0 200 45 130 6
*SAN0809 ... 6,92-7,11 7,0 200 45 130 6
*SAN0809 ... 7,12-7191 7,0 200 45 130 6
*SAN0809 ... 7,92-8,11 8,0 200 45 130 6
*SAN0809 ... 8,12-8,91 8,0 220 50 145 6
*SANO0809 ... 8,92-9.11 9,0 220 50 145 6
*SAN0809 ... 9,12-991 9,0 220 50 145 6
SANO0809 ... 9,92-10,20 10,0 220 50 145 6
SANO0809 ... 10,21-10,80 10,0 250 55 170 6
SANO0809 ... 10,81-11,20 11,0 250 55 170 6
SANO0809 ... 1,21-11,80 11,0 250 55 170 6
SANO0809 ... 11811220 12,0 250 55 170 6

Il = CON CENTRINO ESTERNO

BlE * WITH EXTERNAL CENTERING POINT
==  MIT AUSSENZENTRIERPUNKT

I B * AVEC POINT CENTRAL EXTERNE

* Nell'ordine inserire sempre il “@” scelto dopo il codice dell’alesatore
* When ordering always indicate the chosen diameter after the reamer code
* Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
* Entrer toujours dans la commande le “@” choisi apres le code de I'alesoir

I ESEGUE FORI CON TOLLERANZA -0/+0,004
BE FOR BORES WITH -0/+0,004 TOLERANCE

E= F(JHRT BOHRUNGEN MIT -0/+0,004 TOLERANZ AUS EX. ©=10,21 COD. = SAN08091021
IH EXECUTE TROUS AVEC TOLERANCE -0/+0,004 EX. ©@=2,00 COD.=SAN08090200
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o 3 = z w
e & e oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 | 388 5@
Q S =0 5 o =R [
Z5 Q0|6 B0 | SE(Q J |ag|8 |E0
o > H : o &< ] Xl ® Pay
53 gg §E E% g@ gg g% %‘%% 85 Eg gl"E_J = E% E (giri/min) (mm/min)
> =d|34 74 EZ Ly =g uk|22 /24 i1
o8z /800 %% xZ|dy|dy ég 32 o ﬁwI 2Z|0 (ingy)
. . o Og |0 3 E 9}
Applicazione - Application g2 §9 2325|285 5% 55|65 B 8§ MEIEREE 0%
° 1+5 | 2030 | 0,15 - -
° 5¢10 | 20-30 | 0,25 - -
° 10+20 | 2030 | 0,40 - -
° 145 | 1015 | 012 - -
° 5410 | 1015 | 0,20 - -
° 10+20 | 10-15 | 0,30 - -
° 145 510 | 0,08 - -
° 5¢10 | 510 | 015 - -
° 10+20 | 510 | 025 - -
° 1+5 | 10-15 | 0,08 - -
° 5¢10 | 1015 | 015 - -
° 10+20 | 10-15 | 020 - -
° 1+5 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+20 | 10-12 | 050 - -
° 15 | 1012 | 015 - -
° 5¢10 | 1012 | 0,30 - -
° 10+20 | 10-12 | 050 - -
° 145 | 2535 | 0,15 - -
° 5¢10 | 2535 | 0,25 - -
° 10+20 | 2535 | 0,440 - -
° 1+5 | 2535 | 0,20 - -
° 5¢10 | 2535 | 0,25 - -
° 10+20 | 2535 | 0,40 - -
° 1+5 | 2530 | 015 - -
° 5¢10 | 2530 | 0,25 - -
° 10+20 | 2530 | 045 - -
®  APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ Do
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn " n =mmimin
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HSSE Alesatore decimale H7
HSSE Decimal H7 reamer
HSSE-Dezimal-Reibahle H7
HSSE Alesoir decimal H7

QUALITY TOOLS ENGINEERING

S AN 0 20 8 4 RIVESTIMENTO A RICHIESTA
COATING ON REQUEST 6°
op=1-352 (3D
H

Il ESEGUE FORI CON TOLLERANZA H7
BlE FOR BORES WITH H7 TOLERANCE
B FJHRT BOHRUNGEN MIT TOLERANZ H7 AUS TOLLERANZE D d
I H M.D.I. ALESOIR DECIMAL H7 TOLLERANCE RANGE H7 | h8

Z Z
SANO0208 ... 1,0 1,0 40 8 — 4 SANO0208 ... 13,1-13,2 10,0 151 44 99 6
SANO0208 ... 1,1-1,4 - 40 8 - 4 SANO0208 ... 13,3-13,4 12,5 160 47 105 6
SANO0208 ... 1,5 1,5 40 8 - 4 SANO0208 ... 13,5 12,5 160 47 105 6
SANO0208 ... 1,6-1,9 - 43 9 - 4 SANO0208 ... 13,6-13,9 12,5 160 47 105 6
SANO0208 ... 2,0 2,0 49 11 — 4 SANO0208 ... 14,0 12,5 160 47 105 6
SANO0208 ... 2,1 2,0 49 11 26 4 SANO0208 ... 14,1 12,5 160 47 105 6
SANO0208 ... 2,2-2,3 2,0 53 12 - 4 SANO0208 ... 14,2-14,4 12,5 162 50 107 6
SANO0208 ... 2,4 2,3 57 14 - 4 SANO0208 ... 14,5 12,5 162 50 107 8
SANO0208 ... 2,5 2,5 57 14 — 4 SANO0208 ... 14,6-14,9 12,5 162 50 107 8
SANO0208 ... 2,6 25 57 14 - 4 SANO0208 ... 15,0 12,5 162 50 107 8
SANO0208 ... 2,7-2,9 2,5 61 15 - 4 SANO0208 ... 15,1 12,5 162 50 107 8
SANO0208 ... 3,0 3,0 65 16 - 4 SANO0208 ... 15,2-15,4 12,5 170 52 115 8
SANO0208 ... 3,1-3,3 3,0 65 16 40 4 SANO0208 ... 185 12,5 170 52 115 8
SANO0208 ... 3,4 &5 70 18 45 4 SANO0208 ... 15,6-15,9 12,5 170 52 115 8
SANO0208 ... 35 35 70 18 45 4 SANO0208 ... 16,0 12,5 170 52 115 8
SANO0208 ... 3,6-3,7 BiS) 70 18 45 4 SANO0208 ... 16,1 12,5 170 52 115 8
SANO0208 ... 3,8-3,9 4,0 75 19 47 4 SANO0208 ... 16,2-16,4 14,0 175 54 119 8
SANO0208 ... 4,0 4,0 75 19 47 6 SANO0208 ... 16,5 14,0 175 54 119 8
SANO0208 ... 4,1-4,2 4,0 75 19 47 6 SANO0208 ... 16,6-16,9 14,0 175 54 119 8
SANO0208 ... 4,3-4,4 4,5 80 21 51 6 SANO0208 ... 17,0 14,0 175 54 119 8
SANO0208 ... 4,5 4,5 80 21 51 6 SANO0208 ... 171 14,0 175 54 119 8
SANO0208 ... 4,6-4,7 4,5 80 21 51 6 SANO0208 ... 17,2-17,4 14,0 182 56 122 8
SANO0208 ... 4,8-4,9 50 86 23 56 6 SANO0208 ... 17,5 14,0 182 56 122 8
SANO0208 ... 5,0 5,0 86 23 56 6 SANO0208 ... 17,6-17,9 14,0 182 56 122 8
SANO0208 ... 51 5,0 86 23 56 6 SANO0208 ... 18,0 14,0 182 56 122 8
SANO0208 ... 5,2-5,4 5,0 93 26 58 6 SANO0208 ... 18,1 14,0 182 56 122 8
SANO0208 ... 515 50 93 26 58 6 SANO0208 ... 18,2-18,4 16,0 189 58 127 8
SANO0208 ... 5,6 5,0 93 26 58 6 SANO0208 ... 18,5 16,0 189 58 127 8
SANO0208 ... 5,7-5,9 6,0 93 26 58 6 SANO0208 ... 18,6-18,9 16,0 189 58 127 8
SANO0208 ... 6,0 6,0 93 26 58 6 SANO0208 ... 19,0 16,0 189 58 127 8
SANO0208 ... 6,1 6,0 93 26 58 6 SANO0208 ... 19,1 16,0 189 58 127 8
SANO0208 ... 6,2-6,4 6,0 101 28 63 6 SANO0208 ... 19,2-19,4 16,0 195 60 130 8
SANO0208 ... 6,5 6,0 101 28 63 6 SANO0208 ... 19,5 16,0 195 60 130 8
SANO0208 ... 6,6-6,7 6,0 101 28 63 6 SANO0208 ... 19,6-19,9 16,0 195 60 130 8
SANO0208 ... 6,8-6,9 7,0 109 31 71 6 SANO0208 ... 20,0 16,0 195 60 130 8
SANO0208 ... 7,0 7,0 109 31 71 6 SANO0208 ... 20,1 16,0 195 60 130 8
SANO0208 ... 7,1-7,4 7,0 109 31 71 6 SANO0208 ... 20,2-21,2 16,0 195 60 130 8
SANO0208 ... 7,5 7,0 109 31 71 6 SANO0208 ... 21,3-21,9 16,0 200 65 134 8
SANO0208 ... 7,6 7,0 109 31 71 6 SANO0208 ... 21,9 16,0 200 65 134 8
SANO0208 ... 7,7-7,9 8,0 117 33 77 6 SANO0208 ... 22,0 16,0 200 65 134 8
SANO0208 ... 8,0 8,0 117 33 77 6 SANO0208 ... 22,1-22,2 16,0 200 65 134 8
SANO0208 ... 8,1-8,4 8,0 117 33 77 6 SANO0208 ... 22,3-23,9 20,0 200 65 134 10
SANO0208 ... 8,5 8,0 117 33 77 6 SANO0208 ... 24,0 20,0 200 65 134 10
SANO0208 ... 8,6 8,0 117 33 77 6 SANO0208 ... 24,1-24,2 20,0 200 65 134 10
SANO0208 ... 8,7-8,9 9,0 125 36 80 6 SANO0208 ... 24,3-24,9 20,0 200 65 134 10
SANO0208 ... 9,0 9,0 125 36 80 6 SANO0208 ... 25,0 20,0 200 65 134 10
SANO0208 ... 9,1-9,4 9,0 125 36 80 6 SANO0208 ... 25,1-25,2 20,0 200 65 134 10
SANO0208 ... 9,5 9,0 125 36 80 6 SANO0208 ... 25,3-25,9 20,0 205 70 139 10
SANO0208 ... 9,6 9,0 125 36 80 6 SANO0208 ... 26,0 20,0 205 70 139 10
SANO0208 ... 9,7-9,9 10,0 133 38 85 6 SANO0208 ... 26,1-26,2 20,0 205 70 139 10
SANO0208 ... 10,0 10,0 133 38 85 6 SANO0208 ... 26,3-27,9 25,0 205 70 139 10
SANO0208 ... 10,1-10,4 10,0 133 38 85 6 SANO0208 ... 28,0 25,0 205 70 139 10
SANO0208 ... 10,5 10,0 133 38 85 6 SANO0208 ... 28,1-28,2 25,0 205 70 139 10
SANO0208 ... 10,6 10,0 133 38 85 6 SANO0208 ... 28,3-29,9 25,0 205 70 139 10
SANO0208 ... 10,7-10,9 10,0 142 41 92 6 SANO0208 ... 30,0 25,0 205 70 139 10
SANO0208 ... 11,0 10,0 142 41 92 6 SANO0208 ... 30,1-30,2 25,0 205 70 139 10
SANO0208 ... 11,1-11,4 10,0 142 41 92 6 SANO0208 ... 30,3-31,9 25,0 205 70 139 10
SANO0208 ... 11,5 10,0 142 41 92 6 SANO0208 ... 32,0 25,0 205 70 139 10
SANO0208 ... 11,6-11,8 10,0 142 41 92 6 SANO0208 ... 32,1-32,2 25,0 205 70 139 10
SANO0208 ... 11,9 10,0 151 44 99 6 SANO0208 ... 32,3-33,9 25,0 205 70 139 10
SANO0208 ... 12,0 10,0 151 44 99 6 SANO0208 ... 34,0 25,0 205 70 139 10
SANO0208 ... 12,1-12,4 10,0 151 44 99 6 SANO0208 ... 34,1-34,9 25,0 205 70 139 10
SANO0208 ... 12,5 10,0 151 44 99 6 SANO0208 ... 35,0 25,0 205 70 139 10
SANO0208 ... 12,6-12,9 10,0 151 44 99 6 SANO0208 ... 35,1-35,2 25,0 205 70 139 10
SANO0208 ... 13,0 10,0 151 44 99 6 SANO0208 ...
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o 3 = =W
e § |2 0% B ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 |, 388 5@
Q S =0 5 o =i [
25|00 |RH|fin|dn|SE| 3 |lez|5 |50
o > w : oF | FZ ] Xl ® o
§ 3 g 3 § E E @ g @ g g g % %‘ % % m o E 8 g |"§—J I-IOJ % E u E (mm)  (m/min) (giri/min) (mm/min)
=3 (<3 14 =< uf|SE¥E 32| <8 EE i1
cazi «ion EEEEEEIFEEREEE B EERE e ()
Applicazione - Application 22|23|23|85/85|55|35|5 SERIENERIEEEYE] 9D Ve
° 15 | 10-12 | 0,10 - -
° 5¢10 | 1012 | 0,15 - -
° 1020 | 10-12 | 025 - -
° 20+352 | 10-12 | 030 - -
° 15 810 | 0,10 - -
° 5:10 | 810 | 0,15 - -
° 1020 | 810 | 025 - -
° 20352 | 810 | 030 - -
° 15 4-6 0,08 - -
° 510 46 0,10 - -
° 10:20 | 46 0,20 - -
° 204352 | 46 0,30 - -
° 15 35 0,10 - -
° 510 35 015 - -
° 1020 | 35 0,20 - -
° 204352 | 35 0,30 - -
° 15 810 | 018 - -
° 5¢10 | 810 | 0,23 - -
° 10:20 | 810 | 0,30 - -
° 20352 | 810 | 035 - -
° 15 46 0,12 - -
° 510 46 017 - -
° 1020 | 46 025 - -
° 204352 | 46 0,30 - -
° 1+5 | 1820 | 015 - -
° 5:10 | 1820 | 0,20 - -
° 1020 | 1820 | 0,30 - -
° 20352 | 1820 | 035 - -
° 155 | 1015 | 020 - -
° 5¢10 | 10-15 | 0,30 - -
° 10+20 | 10-15 | 040 - -
° 20352 | 10-15 | 045 - -
° 15 46 0,20 - -
° 5+10 4-6 0,30 - -
° 10+20 | 46 0,40 - -
° 204352 | 46 045 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ i
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 giri/min (min”)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn " n =mmmin

D
599



M.D.I. Alesoir centesimal

M.D.l. Alesatore centesimale
HM Centesimal reamer
VHM-Zentesimal-Reibahle

QUALITY TOOLS ENGINEERING

SAN0209 é
QUEST
@D = 0,70 - 3520 (FI3D
H
HSSE
TOLLERANZE D d
TOLLERANCE RANGE -0/+0,004| h8

A
SANO0209 ... 0,70-0,79 - 40 8 - 4
SAN0209 ... 0,80-0,89 - 40 8 - 4
SANO0209 ... 0,90-0,96 - 40 8 - 4
SANO0209 ... 0,97-1,50 - 40 8 - 4
SANO0209 ... 1,51-1,93 - 43 9 - 4
SANO0209 ... 1,94-2,12 2,0 49 1" 26 4
SANO0209 ... 2,13-2,36 2,0 53 12 - 4
SANO0209 ... 2,37-2,48 23 57 14 - 4
SAN0209 ... 2,49-2,65 2,5 57 14 - 4
SANO0209 ... 2,66-2,96 2,5 61 15 - 4
SANO0209 ... 2,97-3,35 810, 65 16 40 4
SAN0209 ... 3,36-3,75 BY5) 70 18 45 4
SANO0209 ... 3,76-4,25 4,0 75 19 47 6
SANO0209 ... 4,26-4,75 45 80 21 51 6
SANO0209 ... 4,76-5,15 5,0 86 23 56 6
SAN0209 ... 5,16-5,65 5,0 93 26 58 6
SANO0209 ... 5,66-6,15 6,0 93 26 58 6
SANO0209 ... 6,16-6,71 6,0 101 28 63 6
SANO0209 ... 6,72-7,65 7,0 109 31 71 6
SANO0209 ... 7,66-8,65 8,0 117 33 77 6
SAN0209 ... 8,66-9,65 9,0 125 36 80 6
SANO0209 ... 9,66-1060 10,0 133 38 85 6
SAN0209 ... 10,61-11,80 10,0 142 41 92 6
SANO0209 ... 11,81-1220 10,0 151 44 99 6
SANO0209 ... 12211320 10,0 151 44 99 6
SANO0209 ... 1321-1415 12,5 160 47 105 6
SANO0209 ... 14,16-1515 12,5 162 50 107 6
SANO0209 ... 15,16-16,15 12,5 170 52 115 8
SAN0209 ... 1616-17,15 140 175 54 119 8 — — — :
WS i M0 tm Stz o | | ,Neloinersenssenpnl o soto opojcoous delaemor
SAN0209 ... 18,16-19,15 16,0 189 58 127 8 * Bei der Bestellung bitte immer den gewahlten “@” hinter dem Reibahlencode angeben
SANO0209 ... 19,16-20,15 16,0 195 60 130 8 * Entrer toujours dans la commande le “@” choisi apres le code de I'alesoir
SANO0209 ... 20,16-21,20 16,0 195 60 130 8
SAN0209 ... 21212220 16,0 200 65 134 8 EX. ©=1321 COD. = SAN02091321
SAN0209 ... 2212420 200 200 65 134 10 EX. =380 COD. = SAN02090380
SANO0209 ... 2421-2520 20,0 200 65 134 10
SAN0209 ... 25212620 20,0 200 65 134 10
SANO0209 ... 26,21-2820 25,0 205 70 139 10 T
SANO0209 ... 2821-30,20 25,0 205 70 139 10 = IECS)ERGBLgERFEgRVIVﬁ'?-IN-(;I;?(I)-, Iasffr\gféR?\I;%go“
SAN0209 ... 30,21-3220 25,0 205 70 139 10 == FJHRT BOHRUNGEN MIT -0/+0,004 TOLERANZ AUS
SAN0209 ... 3221-3520 25,0 205 70 139 10 I M EXECUTE TROUS AVEC TOLERANCE -0/+0,004
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Parametri di lavoro - Machining parameters - Schnittdaten - Paramétres de travail

MATERIALI - MATERIALS Pag. 1119

o 3 = z w
e & e |oE ¢ ELEE |y g w |,
S’EHEH EEEE %§$‘§§ 2 |, 388 5@
Q S =0 5 o =i [
25|00 |RH|fin|dn|SE| 3 (228 (=0
o > w : oF | FZ ] Xl ® o
§ 3 g 3 § E E % g @ % g g g g‘ % S|2 & E a g I"E_J = E % E (mm)  (giri/min) (mm/min)
>34 74 EZ Ly =Sp|uk|22/24 i1
o " 8c182189/52/52 ¢ é%ég S4822/858|22 ¢ (min)
Applicazione - Application CEEEEEEEEE 5% 5552 33/35/85 82 EE 8% 0% fn
° 07+5 | 1012 | 0,10 - -
° 5410 | 1012 | 015 - -
° 10420 | 10-12 | 0,25 - -
° 20352 | 10-12 | 0,30 - -
° 07+5 | 810 | 0,10 - -
° 5¢10 | 810 | 015 - -
° 1020 | 810 | 025 - -
° 20352 | 810 | 0,30 - -
° 07+5 | 46 0,08 - -
° 5410 | 46 0,10 - -
° 10+20 | 46 0,20 - -
° 20352 | 46 0,30 - -
° 07+5 | 35 0,10 - -
° 5¢10 | 35 0,15 - -
° 10:20 | 35 020 - -
° 20352 | 35 0,30 - -
° 07+5 | 810 | 018 - -
° 5¢10 | 810 | 023 - -
° 10+20 | 810 | 0,30 - -
° 20352 | 810 | 035 - -
° 07+5 | 46 0,12 - -
° 5¢10 | 46 0,17 - -
° 10+20 | 46 0,25 - -
° 20352 | 46 0,30 - -
° 07+5 | 1820 | 015 - -
° 5¢10 | 1820 | 0,20 - -
° 10+20 | 1820 | 0,30 - -
° 20352 | 1820 | 035 - -
° 07+5 | 1015 | 020 - -
° 5¢10 | 1015 | 0,30 - -
° 10+20 | 10-15 | 0,40 - -
° 20352 | 10-15 | 045 - -
° 07+5 | 46 0,20 - -
° 5¢10 | 46 0,30 - -
° 10:20 | 46 040 - -
° 20:352 | 46 0,45 - -
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION O  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
_ s
n = gir/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = 2D 314 girifmin (min™)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=1fn " n =mmmin

D
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PUNTE AD INSERTI
INDEXABLE INSERT DRILLING TOOLS
WENDEPLATTEN VOLLBOHRER
FORETS A PLAQUETTES

BROCAS CON PLAQUITAS

QUALITY TOOLS ENGINEERING

TDBC...25

@D =19 - 54

Q

|
@ ) aoaes
WCMX 06T308
2 | 25
I)S 030308 wemx 067308 X ’ 7

@D =15 - 40 (] @D = 17,5 - 59

QCMX 540308 b 080412 D
050412

SDQ..20 R - SDQM..20 R 060412 TDC..30 RIL TDBC..25 RIL

A\

@D = 15-60 @D = 17,5 - 50
J
@ Q@

010204
3 020204 4 030208
X 030308 X 040208
D QCMX 040308 D WCMX 050308
050412 06T308
060412 080412

SDQ..30 R - SDQM..30 R 080412 TDC..40 R/IL

| @D = 15 - 50 @D = 17,5 - 40

4 010204
X 020204
D 030308
QCMX 040308

050412

)

030208
040208
WCMX 050308
060412 06T308
SDQ..40 R 080412 TDCS.. RIL
Pag.
| SPU... |

0

-30
SM0702  -45
-65

SPU 1840-07
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Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer
Foret a plaquettes

QUALITY TOOLS ENGINEERING

SDQ .20 R 5 1540 aonx.. | M
SDQ X36 ==/
H QCNIX ... Py
L4 X42 ==/
L2 i L3
‘ | QCNIX ... P
I )] — - oA X52
@D |
DISASSAMENTO TEORICO
THEORETICAL OFFSET 2XD INSERTI - INSERTS
s PAG. 643
@dA  @D1 I @
15020 R 12225P 5607P
SDQ 15520 R 15,5 20 32 91 36 40 51 0,18 0,9+1,0
SDQ 16020 R 16,0 20 32 92 37 40 52 0,18 0,9+1,0
SDQ 16520 R 16,5 20 32 93 38 40 53 0,19 0,9+1,0
SDQ 17020 R 17,0 20 32 94 39 40 54 0,19 0,9+1,0
SDQ 17520 R 17,5 25) 37 112 Xl 54 58 0,33 0,9+1,0
SDQ 18020 R 18,0 25 37 113 42 54 59 0,33 0,9+1,0
SDQ 18520 R 18,5 25 37 114 43 54 60 0,34 0,9+1,0
SDQ 19020 R 19,0 25 37 115 44 54 61 0,34 0,9+1,0
SDQ 19520 R 19,5 25 37 116 45 54 62 0,34 0,9+1,0
SDQ 20020 R 20,0 25 37 117 46 54 63 0,34 0,9+1,0 | 020204 | 12225P 5607P
SDQ 20520 R 20,5 25 37 118 47 54 64 0,34 0,9+1,0
SDQ 21020 R 21,0 25 37 119 48 54 65 0,35 0,9+1,0
SDQ 21520 R 21,5 25 37 120 49 54 66 0,35 0,9+1,0
SDQ 22020 R 22,0 25 37 121 50 54 67 0,36 0,9+1,0
SDQ 22520 R 22,5 25 37 122 51 54 68 0,36 0,9+1,0
SDQ 23020 R 23,0 25 37 123 52 54 69 0,37 0,9+1,0
SDQ 23520 R 23,5 25 37 124 53 54 70 0,37 1,2+1,5 | 030308 | 123008P  5608P
SDQ 24020 R 24,0 25 37 125 54 54 71 0,37 1,2#1,5
SDQ 24520 R 24,5 25 37 126 55 54 72 0,38 1,2#1,5
SDQ 25020 R 25,0 32 49 133 56 58 75 0,62 1,2+1,5
SDQ 25520 R 2515 32 49 134 57 58 76 0,63 1,2#1,5
SDQ 26020 R 26,0 32 49 135 58 58 77 0,64 1,2#1,5
SDQ 26520 R 26,5 32 49 136 59 58 78 0,64 1,2#1,5
SDQ 27020 R 27,0 32 49 137 60 58 79 0,65 1,2#1,5
SDQ 27520 R 27,5 32 49 138 61 58 80 0,65 1,2#1,56
2 SDQ 28020 R 28,0 32 49 139 62 58 81 0,65 1,2#1,5
X SDQ 28520 R 28,5 32 49 140 63 58 82 0,66 1,2+1,5
SDQ 29020 R 29,0 32 49 141 64 58 83 0,67 1,2+1,5
D SDQ 29520 R 29,5 32 49 142 65 58 84 0,68 1,2#1,5
SDQ 30020 R 30,0 32 49 143 66 58 85 0,68 1,2#1,5 | 040308 | 123008P  5608P
SDQ 30520 R 30,5 32 49 144 67 58 86 0,69 1,2#1,56
SDQ 31020 R 31,0 32 49 145 68 58 87 0,69 1,2#1,5
SDQ 31520 R 31;5! 32 49 146 69 58 88 0,71 1,2+1,5
SDQ 32020 R 32,0 40 59 161 71 68 93 1,11 1,2+1,5
SDQM 32020 R New 32,0 32 49 151 71 58 93 0,76 1,2#1,5
SDQ 32520 R 32,5 40 59 162 72 68 94 1,14 1,2#1,5
SDQ 33020 R 33,0 40 59 163 73 68 95 1,15 1,2+1,5
SDQM 33020 R New 33,0 32 49 153 73 58 95 0,77 1,2#1,5
SDQ 33520 R 33,5 40 59 164 74 68 96 1,16 1,2#1,5
SDQ 34020 R 34,0 40 59 165 3 68 97 1,17 1,2+1,5
SDQM 34020 R New 34,0 32 49 155 75 58 97 0,81 1,2#1,5
SDQ 35020 RNew 35,0 40 59 167 77 68 99 1,19 3,0+3,5 | 050412 | 123511P  5615P
SDQM 35020 R New 35,0 32 49 157 77 58 99 0,82 3,0+3,5
SDQ 36020 R New 36,0 40 59 169 79 68 101 1,21 3,0+3,5
SDQM 36020 R New 36,0 32 49 159 79 58 101 0,85 3,0+3,5
SDQ 37020 R New 37,0 40 59 171 81 68 103 1,24 3,0+3,5
SDQM 37020 R New 37,0 32 49 161 81 58 103 0,87 3,0:3,5
SDQ 38020 R New 38,0 40 59 173 83 68 105 1,25 3,0+3,5
SDQM 38020 R New 38,0 32 49 163 83 58 105 0,89 3,0+3,5
SDQ 39020 R New 39,0 40 59 175 85 68 107 1,29 3,0+3,5
SDQM 39020 R New 39,0 32 49 165 85 58 107 0,93 3,0+3,5
SDQ 40020 R New 40,0 40 59 177 87 68 109 1,30 3,0+3,5 | 060412 | 123511P  5615P
SDQM 40020 R New 40,0 32 49 167 87 58 109 0,94 3,0:3,5
(a) L (o) ™ _
T — |
e == R ==

(w) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE
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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 |~>\ a°
s+ G | e | ool oes r [/
enaciia w -
SCELTA VELOCE - QUICK PICK 2 | cammoe RECOUVERTS (J di
Toughness _ u GRADES I
d7 Jgle
Pag. 632 N\
o o|N
S | H - BEE | | d d1 °
COD. P M K N n 161919
= (ol Lol Lo s ra
QCMX 010204 .X36 [ ) 0] (0] | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X36 (] o o | 66 | 7,1 | 238 | 25 | 04 7
QCMX 030308 .X36 [ ] e} o u 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X36 [ ] (¢} O | 96 | 10,2 | 3,18 | 34 0,8 7
QCMX 050412 .X36 [ ] o o u 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X36 [ ] e} o | 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 010204 .X42 () [ ) (0] | | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X42 [ ] [ ] o | 6,6 71 (238 | 25 | 04 7
QCMX 030308 .X42 () [ ) (0] | | 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X42 [ ] [ ] O | 96 [ 10,2318 | 34 0,8 7
QCMX 050412 .X42 [ ] [ ] o | 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X42 o [ ] O | 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 010204 .X52 () 0] o | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X52 [ ] o]} (o] u 6,6 71 (238 | 25 | 04 7
QCMX 030308 .X52 () 0] o | 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X52 ° [¢] o | 96 10,2318 | 34 | 0,8 7
QCMX 050412 .X52 [ ] e} o u 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X52 [ ] (¢} [e] | 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 010204 .X52 o [ ] | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X52 [} [ ] u 6,6 71 (238 | 25 | 04 7
QCMX 030308 .X52 (0] [ ] | 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X52 [e] o | 96 10,2318 | 34 | 0,8 7
QCMX 050412 .X52 o [ ] u 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X52 O o | 13,8 | 14,8 | 476 | 43 1,2 7
EEE
3 f / QCMX ... .X36 = CONSIGLIATO PER ACCIAIO NON LEGATO RECOMMENDED FOR NOT ALLOY STEEL
i Q / QCMX ... . X42 = CONSIGLIATO PER ACCIAIO INOX RECOMMENDED FOR STAINLESS STEEL
- QCMX ... .X52 = CONSIGLIATO PER ACCIAIO RECOMMENDED FOR STEEL
’ QCMX ... .X52 = CONSIGLIATO PER GHISA RECOMMENDED FOR CAST IRON
MATERIALI - MATERIALS 3}2';'3 HB fn mm Vc m/min Pag. 640
m
Pag. 1119 GR. HRC? | 915-195 | 02023 |@235295| ©30-39 | @40 T3610 | T5320 | T5322 | T530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,04-0,10 | 0,04-0,12 | 0,04-0,14 | 0,06-0,16 | 0,06-0,18 300 180
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 280 280 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 240 250
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,04-0,10 | 0,04-0,1 | 0,04-0,12 | 0,06-0,15 | 0,06-0,2 180 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,04-0,08 | 0,04-0,12 | 0,06-0,18 | 0,06-0,20 | 0,06-0,22 140 200 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 350 280
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 280 240
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 | 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 300 260
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,05-0,14 | 0,08-0,18 | 0,1-0,22 | 0,1-0,24 | 0,1-0,28 400 400
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 300 300
NON METALLICI - PLASTICS 29-30 / 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 300 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
A Vf=fn n =mmmin
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Vc . 1 000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = ————— = giri/min (min")
@D - 3,14
H DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 605

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer
Foret a plaquettes QUALITY TOOLS ENGINEERING

@ 15-60 QCMX ... a
SDQ'V .30 R X36 -
H QCMX ... =y
L4 X42 -~
L2
QCMX ... ®
- X52
oD ={e
DISASSAMENTO TEORICO
THEORETICAL OFFSET 3XD INSERTI - INSERTS
PAG. 643
15030 R 15.0 0.18 0 0 010204 12225P 5607P
SDQ 15530 R 16345 0.18 0 0
SDQ 16030 R 16.0 0.18 0 0
SDQ 16530 R 16.5 0,19 0 0
SDQ 17030 R 7.0 0.19 0 0
SDQ 17530 R 17.5 0.33 0 0
SDQ 18030 R 18.0 0.34 0 0
SDQ 18530 R 8.5 0.34 0 0
SDQ 19030 R 19.0 0.35 0 0
SDQ 19530 R 19.5 25 37 132,5 61.5 54 78,5 0.35 0 0
SDQ 20030 R 20,0 25 37 134 63 54 80 0.35 0 0 020204 12225P 5607P
SDQ 20530 R 20.5 25 37 135.5 64.5 54 81.5 0.36 [0] 0
SDQ 21030 R 21.0 25 37 137 66 54 83 0.37 (0] 0
SDQ 21530 R 21,5 25 37 138,5 67,5 54 84,5 0,37 0 .0
SDQ 22030 R 22,0 25 37 140 69 54 86 0,38 0 0
SDQ 22530 R 22,5 25 37 141.,5 70,5 54 87.5 0.39 0 0
SDQ 23030 R 23.0 25 37 143 72 54 89 0.40 0 0
SDQ 23530 R 23,5 25 37 144.5 73,5 54 90,5 0.40 1 5 030308 | 123008P  5608P
SDQ 24030 R 24,0 25 37 146 75 54 92 0.40 1. .5
SDQ 24530 R 24,5 25 37 147.5 76.5 54 93,5 0.42 1 5
SDQ 25030 R 25,0 32 49 156 79 58 98 0.65 1 5
SDQ 25530 R 25,5 32 49 157.5 80,5 58 99.5 0.66 1 5
SDQ 26030 R 26.0 32 49 159 82 58 101 0.67 1 5
SDQ 26530 R 26,5 32 49 160.5 83,5 58 102,5 0,68 1 .5
SDQ 27030 R 27,0 32 49 162 85 58 104 0.68 1 5
SDQ 27530 R 27,5 32 49 163.5 86.5 58 105,5 0,68 1 5
SDQ 28030 R 28.0 32 49 165 88 58 107 0.69 1 5
SDQ 28530 R 28.5 32 49 166.5 89,5 58 108.5 0.70 1 5
SDQ 29030 R 29,0 32 49 168 91 58 110 0,72 1 .5
SDQ 29530 R 29,5 32 49 169,5 92,5 58 111.5 0,74 1, .5
SDQ 30030 R 30,0 32 49 171 94 58 113 0.74 1 5 040308 | 123008P  5608P
SDQ 30530 R 30.5 32 49 172.5 95,5 58 114.5 0.75 1 5
SDQ 31030 R 31.0 32 49 174 97 58 116 0.76 1 5
SDQ 31530 R 1.3 32 49 175.,5 98,5 58 117.,5 0,80 1, .5
SDQ 32030 R 32,0 40 59 191 101 68 123 1,18 1 5
SDQM 32030 R New 32,0 32 49 181 101 58 123 0.85 1 5
SDQ 32530 R 32,5 40 59 192.5 102,5 68 1245 1.19 1 5
SDQ 33030 R 33.0 40 59 194 104 68 126 1.20 1 5
3 SDQM 33030 R New 33.0 32 49 184 104 58 126 0,88 1 .5
SDQ 33530 R B815) 40 59 195,5 105,5 68 127.5 1,23 1 5
X SDQ 34030 R 34,0 40 59 197 107 68 129 1,26 1 5
SDQM 34030 R New 34,0 32 49 187 107 58 129 0.92 1 5
D SDQ 34530 R 34.5 40 59 198.5 108.5 68 130.5 1.27 3 5 050412 | 123511P  5615P
SDQ 35030 R 35.0 40 59 200 110 68 132 1.28 3, .5
SDQM 35030 R New 35,0 32 49 190 110 58 132 0.94 3 5
SDQ 35530 R 35,5 40 59 2015 111.5 68 133.5 1.30 3 5
SDQ 36030 R 36.0 40 59 203 113 68 135 1.32 3 5
SDQM 36030 R New 36.0 32 49 193 113 58 135 0.99 3 5
SDQ 36530 R 36.5 40 59 204,5 114,5 68 136.5 1.33 3 .5
SDQ 37030 R 37,0 40 59 206 116 68 138 1,35 3 5
SDQM 37030 R New 37.0 32 49 196 116 58 138 1.01 3 5
SDQ 37530 R 37.5 40 59 207.5 117.5 68 139.5 1.37 3 5
SDQ 38030 R 38.0 40 59 209 119 68 141 1.39 3 5
SDQM 38030 R New 38.0 32 49 199 119 58 141 1.05 3 5
SDQ 38530 R 38.5 40 59 210,5 120,5 68 142,5 1.42 3, .5
SDQ 39030 R 39,0 40 59 212 122 68 144 1.44 3 5
SDQM 39030 R New 39,0 32 49 202 122 58 144 1.10 3 5
SDQ 39530 R 39,5 40 59 213,56 123,56 68 145.5 1.49 3 5
SDQ 40030 R 40,0 40 59 215 125 68 147 1.44 3 .5 060412 | 123511P  5615P
SDQM 40030 R New 40,0 32 49 205 125 58 147 1,12 3 5
SDQ 41030 R 41.0 40 59 218 128 68 150 1.50 3 5
SDQ 42030 R 42,0 40 59 221 131 68 153 1.56 3 5
SDQ 43030 R 43.0 40 59 224 134 68 156 1.64 3 5
SDQ 44030 R 44,0 40 59 227 137 68 159 1.69 3 .5
SDQ 45030 R 45,0 40 59 230 140 68 162 1.73 3, .5
SDQ 46030 R 46.0 40 59 241 143 68 173 1,78 3 5
SDQ 47030 R 47.0 40 59 244 146 68 176 1.86 3 5
SDQ 48030 R 48.0 40 59 247 149 68 179 1.93 3 5
SDQ 49030 R 49.0 40 59 250 152 68 182 2.05 3 5
SDQ 50030 R 50,0 40 59 253 158 68 185 2,11 3 .5 080412 | 123511P  5615P
SDQ 51030 R 51,0 40 59 256 161 68 188 217 3 5
SDQ 52030 R 52.0 40 59 259 164 68 191 2,27 3 5
SDQ 53030 R 53.0 40 59 262 167 68 194 2.37 3 5
SDQ 54030 R 54,0 40 59 265 170 68 197 2,47 3 .5
SDQ 55030 R 55,0 40 59 268 173 68 200 2,59 3 5
SDQ 56030 R 56,0 40 59 271 176 68 203 2,70 3 5
SDQ 57030 R 57,0 40 59 274 179 68 206 2.81 3 5
SDQ 58030 R 58.0 40 59 277 182 68 209 2.88 3 5
SDQ 59030 R 59.0 40 59 280 185 68 212 3.05 3 5
SDQ 60030 R 60.0 40 59 283 188 68 215 3.17 3, .5
(n) P (n) ' P
e =S e R e

(m ) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE
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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 |~>\ a°
s+ G | B | ol oes r vl
enaciia w -
SCELTA VELOCE - QUICK PICK Z | oammoe RECOUVERTS J di
Toughness _ u GRADES I
47 Jgle
Pag. 632 N\
o o|N
S | H - BEE | | d d1 °
COD. P M K N n 161919
= (ol Ll Lo s r|a
QCMX 010204 .X36 [ ) 0] (0] | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X36 ° o [e] | 66 | 7,1 238 | 25 | 04 7
QCMX 030308 .X36 () 0] (0] | 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X36 [ ] (¢} O | 96 [ 10,2318 | 34 0,8 7
QCMX 050412 .X36 [ ] ¢} o u 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X36 [ ) o) (o) | 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 080412 .X36 [ ] o]} o u 17,2 | 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X42 [ ] [ ] o | 54 58 (238 | 25 | 04 7
QCMX 020204 .X42 () [ ) (0] | | 6,6 71 1238 | 25 | 04 7
QCMX 030308 .X42 ° ° [e] u 83 | 88 | 318 | 34 | 0,8 7
QCMX 040308 .X42 [ ] [ ] o | 96 | 10,2 | 3,18 | 34 0,8 7
QCMX 050412 .X42 o [ ] O | 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X42 o [ ] o | 13,8 | 14,8 | 4,76 | 4,3 1,2 7
QCMX 080412 .X42 [ ) [ ) (0] | | 17,2 |1 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X52 [ ) o] o | 54 58 | 238 | 25 | 04 7
QCMX 020204 .X52 [ ] [¢] [¢] | 6,6 71 (238 | 25 | 04 7
QCMX 030308 .X52 [ ] [e] [e] u 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X52 [ ] [¢] [¢] | 96 | 10,2 | 3,18 | 34 0,8 7
QCMX 050412 .X52 [ ] [e] [e] u 11,3 | 12,1 | 4,76 | 43 1,2 7
QCMX 060412 .X52 [ ] [e] [e] | 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 080412 .X52 [ ] [e] [e] u 17,2 | 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X52 [e) ° | 54 | 58 | 238 | 25 | 04 7
QCMX 020204 .X52 o [ ] u 6,6 71 1238 | 25 | 04 7
QCMX 030308 .X52 O o | 8,3 88 | 318 | 34 0,8 7
QCMX 040308 .X52 o [ ] u 96 | 10,2 | 318 | 34 0,8 7
QCMX 050412 .X52 o [ ] | 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X52 O o | 13,8 | 148 | 476 | 43 | 1,2 7
QCMX 080412 .X52 O [J L 17,21 18,5 | 4,76 | 4,3 1,2 7
EEE
3 ﬁ QCMX ... .X36 = CONSIGLIATO PER ACCIAIO NON LEGATO RECOMMENDED FOR NOT ALLOY STEEL
; ﬁ QCMX ... .X42 = CONSIGLIATO PER ACCIAIO INOX RECOMMENDED FOR STAINLESS STEEL
L] QCMX ... .X52 = CONSIGLIATO PER ACCIAIO RECOMMENDED FOR STEEL
’ QCMX ... .X52 = CONSIGLIATO PER GHISA RECOMMENDED FOR CAST IRON
MATERIALI - MATERIALS 3}2';'3 HB fn mm Vc m/min  Pag. 640
m
Pag. 1119 GR. HRCY | @15-19,5 | ©20-23 |@235295| @30-395 | @40-49 | ©50-60 | T3610 | T5320 | T5322 | T530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125300 | 0,04-0,10 | 0,04-0,12 | 0,04-0,14 | 0,06-0,16 | 0,06-0,18 | 0,08-0,2 300 180
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 | 0,08-0,3 280 280 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 | 0,08-0,3 240 250
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,04-0,10 | 0,04-0,1 | 0,04-0,12 | 0,06-0,15 | 0,06-0,2 | 0,08-0,22 180 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,04-0,08 | 0,04-0,12 | 0,06-0,18 | 0,06-0,20 | 0,06-0,22 | 0,08-0,25 140 200 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 350 280
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 280 240
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 300 260
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,05-0,14 | 0,08-0,18 | 0,1-0,22 | 0,1-0,24 | 0,1-0,28 | 0,12-0,3 400 400
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 | 0,1-0,25 300 300
NON METALLICI - PLASTICS 29-30 / 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 | 0,1-0,25 300 300
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 45-602
A Vf=fn n =mmmin
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Vc . 1 000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = ————— = giri/min (min")
@D - 3,14
H DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 607

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer

Foret a plaquettes QUALITY TOOLS ENGINEERING
SDQ .40 R [EERER acwx... |
X36 - —
g QCMX ... P
L4 X42 - —
L2 L3
i QCMX ... P
,,,,,,,,,,, = oA X52
DISASSAMENTO TEORICO &
THEORETICAL OFFSET 4 XD INSERTI - INSERTS
@ PAG. 643
o g ©
@D @dA @D1 L1 , > ¥ @
SDQ 15040 R 15,0 20 32 120 65 40 80 0,20 0,9+1,0 | 010204 | 12225P  5607P
SDQ 15540 R 515 20 32 122 67 40 82 0,20 0,9+1,0
SDQ 16040 R 16,0 20 32 124 69 40 84 0,20 0,9+1,0
SDQ 16540 R 16,5 20 32 126 71 40 86 0,21 0,9+1,0
SDQ 17040 R 17,0 20 32 128 73 40 88 0,21 0,9+1,0
SDQ 17540 R 17,5 25 37 147 76 54 93 0,37 0,9+1,0
SDQ 18040 R 18,0 25 37 149 78 54 95 0,38 0,9+1,0
SDQ 18540 R 18,5 25 37 151 80 54 97 0,38 0,9+1,0
SDQ 19040 R 19,0 25 37 153 82 54 99 0,39 0,9+1,0
SDQ 19540 R 19,5 25 37 155 84 54 101 0,39 0,9+1,0
SDQ 20040 R 20,0 25 37 157 86 54 103 0,39 0,9+1,0 | 020204 | 12225P  5607P
SDQ 20540 R 20,5 25 37 159 88 54 105 0,40 0,9+1,0
SDQ 21040 R 21,0 25 37 161 90 54 107 0,41 0,9+1,0
SDQ 21540 R 215 25 37 163 92 54 109 0,41 0,9+1,0
SDQ 22040 R 22,0 25 37 165 94 54 111 0,42 0,9+1,0
SDQ 22540 R 22,5 25 37 167 96 54 113 0,43 0,9+1,0
SDQ 23040 R 23,0 25 37 169 98 54 115 0,44 0,9+1,0
SDQ 23540 R 23,5 25 37 170 99 54 116 0,44 1,2+1,5 | 030308 | 123008P  5608P
SDQ 24040 R 24,0 25 37 173 102 54 119 0,45 1,2+1,5
SDQ 24540 R 24,5 25 37 175 104 54 121 0,47 1,2+1,5
SDQ 25040 R 25,0 32 49 184 107 58 126 0,72 1,2+1,5
SDQ 25540 R 25,5 32 49 186 109 58 128 0,73 1,2+1,5
SDQ 26040 R 26,0 32 49 188 111 58 130 0,74 1,2+1,5
SDQ 26540 R 26,5 32 49 190 113 58 132 0,75 1,2+1,5
SDQ 27040 R 27,0 32 49 192 115 58 134 0,75 1,2+1,5
4 SDQ 27540 R 27,5 32 49 194 17 58 136 0,76 1,2+1,5
SDQ 28040 R 28,0 32 49 196 119 58 138 0,77 1,2+1,5
X SDQ 28540 R 28,5 32 49 198 121 58 140 0,78 1,2+1,5
D SDQ 29040 R 29,0 32 49 200 123 58 142 0,80 1,2+1,5
SDQ 29540 R 29,5 32 49 202 125 58 144 0,82 1,2+1,5
SDQ 30040 R 30,0 32 49 204 127 58 146 0,82 1,2+1,5 | 040308 | 123008P  5608P
SDQ 31040 R 31,0 32 49 208 131 58 150 0,84 1,2+1,5
SDQ 32040 R 32,0 40 59 226 136 68 158 1,33 1,2+1,5
SDQ 33040 R 33,0 40 59 230 140 68 162 1,36 1,2+1,5
SDQ 34040 R 34,0 40 59 234 144 68 166 1,42 1,2+1,5
SDQ 35040 R 35,0 40 59 238 148 68 170 145  3,0+3,5 | 050412 | 123511P  5615P
SDQ 36040 R 36,0 40 59 242 152 68 174 1,49 3,0:3,5
sDQ 37040 R 37,0 40 59 246 156 68 178 1,52 3,0+35
SDQ 38040 R 38,0 40 59 250 160 68 182 1,57 3,0+3,5
SDQ 39040 R 39,0 40 59 254 164 68 186 1,62 3,03,5
SDQ 40040 R 40,0 40 59 258 168 68 190 1,62 3,0:3,5 | 060412 | 123511P  5615P
SDQ 41040 R 41,0 40 59 262 172 68 194 1,70 3,0+3,5
SDQ 42040 R 42,0 40 59 266 176 68 198 1,76 3,0+3,5
SDQ 43040 R 43,0 40 59 270 180 68 202 1,85 3,0+3,5
SDQ 44040 R 44,0 40 59 274 184 68 206 1,90 3,03,5
SDQ 45040 R 45,0 40 59 278 188 68 210 1,95 3,0+3,5
SDQ 46040 R 46,0 40 59 290 192 68 222 2,01 3,03,5
SDQ 47040 R 47,0 40 59 294 196 68 226 2,10 3,0+3,5
SDQ 48040 R 48,0 40 59 298 200 68 230 2,18 3,0+3,5
SDQ 49040 R 49,0 40 59 302 204 68 234 2,32 3,0+3,5
SDQ 50040 R 50,0 40 59 306 211 68 238 2,38 3,0:3,5 | 080412 | 123511P  5615P
(=) “‘-—n (=) (A\ T
= == e e

(w) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

PAG. 1080
608 -



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 |~>\ a°
s+ G | e | ool oes r [/
enaciia w -
SCELTA VELOCE - QUICK PICK % | ol RECOUVERTS ) di
Toughness _ 4| GRADES I
d7 Jgle
Pag. 632 N\
o o|N
S | H - HEE | | d d1 °
COD. P M K N n 161919
= (ol Lol Lo s ra
QCMX 010204 .X36 [ ] (o} (o} | 54 | 58 |238| 25 | 04 7
QCMX 020204 .X36 (] o o | 66 | 7,1 | 238 | 25 | 04 7
QCMX 030308 .X36 [ ] e} o u 83 | 88 | 318 | 34 | 0,8 7
QCMX 040308 .X36 [ ] (¢} O | 96 10,2318 | 34 | 0,8 7
QCMX 050412 .X36 [ ] o o u 11,3 | 12,1 | 4,76 | 4,3 1,2 7
QCMX 060412 .X36 ] o [e] | 13,8 | 14,8 | 4,76 | 43 1,2 7
QCMX 080412 .X36 [ ] o o u 17,2 | 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X42 [ ] [ ] o | 54 | 58 | 238| 25 | 04 7
QCMX 020204 .X42 [ ] [ ] (o} | 66 | 71 | 238 | 25 | 04 7
QCMX 030308 .X42 ° [ ] [e] u 83 | 88 | 318 | 34 | 08 7
QCMX 040308 .X42 [ ] [ ] o | 96 | 102|318 | 34 | 0,8 7
QCMX 050412 .X42 o [ ] O | 1,3 |12,1|476 | 43 1,2 7
QCMX 060412 .X42 [ ] [ ] o | 13,8 | 14,8 | 4,76 | 4,3 1,2 7
QCMX 080412 .X42 [ ] [ ] (o} | 17,2 |1 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X52 [ ] (o} [¢] | 54 | 58 |238| 25 | 04 7
QCMX 020204 .X52 [ ] [0} [¢] | 66 | 7,1 1238 | 25 | 04 7
QCMX 030308 .X52 [ ] e} [e] u 83 | 88 | 318 | 34 | 0,8 7
QCMX 040308 .X52 [ ] (¢} [e] | 96 (10,2318 | 34 | 0,8 7
QCMX 050412 .X52 [ ] o (o] u 11,3 1 12,1 | 4,76 | 43 1,2 7
QCMX 060412 .X52 ° o o | 13,8 | 14,8 | 4,76 | 4,3 1,2 7
QCMX 080412 .X52 [ ] o [e] u 17,2 | 18,5 | 4,76 | 43 1,2 7
QCMX 010204 .X52 [e] ° | 54 | 58 | 238 | 25 | 04 7
QCMX 020204 .X52 o [ ] u 66 | 71 |238| 25 | 04 7
QCMX 030308 .X52 O o | 83 | 88 | 318 | 34 | 08 7
QCMX 040308 .X52 o [ ] u 96 | 102|318 | 34 | 0,8 7
QCMX 050412 .X52 [e] ° | 1,3 |12,1|476 | 43 1,2 7
QCMX 060412 .X52 o [ ] u 13,8 | 14,8 | 476 | 43 1,2 7
QCMX 080412 .X52 O o L 17,21 18,5 | 4,76 | 4,3 1,2 7
EEE
3 f / QCMX ... .X36 = CONSIGLIATO PER ACCIAIO NON LEGATO RECOMMENDED FOR NOT ALLOY STEEL
: Q / QCMX ... . X42 = CONSIGLIATO PER ACCIAIO INOX RECOMMENDED FOR STAINLESS STEEL
- QCMX ... .X52 = CONSIGLIATO PER ACCIAIO RECOMMENDED FOR STEEL
’ QCMX ... .X52 = CONSIGLIATO PER GHISA RECOMMENDED FOR CAST IRON
MATERIALI - MATERIALS 3}2';'3 HB fn mm Vc m/min Pag. 640
m
Pag. 1119 GR. HRC? | 15-195 | 02023 |@235295| ©30-39 | @4049 | @50 | T3610 | T5320 | T5322 | T530
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125300 | 0,04-0,10 | 0,04-0,12 | 0,04-0,14 | 0,06-0,16 | 0,06-0,18 | 0,08-0,2 300 180
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 | 0,08-0,3 280 280 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,04-0,16 | 0,04-0,20 | 0,06-0,22 | 0,06-0,25 | 0,08-0,3 240 250
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,04-0,10 | 0,04-0,1 | 0,04-0,12 | 0,06-0,15 | 0,06-0,2 | 0,08-0,22 180 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,04-0,08 | 0,04-0,12 | 0,06-0,18 | 0,06-0,20 | 0,06-0,22 | 0,08-0,25 140 200 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 | 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 350 280
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 280 240
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,06-0,15 | 0,06-0,18 | 0,06-0,22 | 0,06-0,24 | 0,08-0,26 | 0,08-0,3 300 260
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,05-0,14 | 0,08-0,18 | 0,1-0,22 | 0,1-0,24 | 0,1-0,28 | 0,12-0,3 400 400
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 | 0,1-0,25 300 300
NON METALLICI - PLASTICS 29-30 / 0,04-0,14 | 0,04-0,16 | 0,06-0,2 | 0,06-0,2 | 0,1-0,25 | 0,1-0,25 300 300
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
A Vf=fn n =mmmin
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min”') NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Vc . 1 000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = ————— = giri/min (min")
@D - 3,14
H DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /OO NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 609

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer
Foret a plaquettes

QUALITY TOOLS ENGINEERING

TDC ..30 R/L

@ 17,5-59

-
-

L4

<= @dA

o
ISO 9766

COMPATIBILE-COMPATIBLE

DISASSAMENTO TEORICO

THEORETICAL OFFSET 3XDb

WCMX ...
.S42

WCNMX ...
.562/.062

v
\4

INSERTI - INSERTS
PAG. 643

(mm)
@D "** @dA @D1 L1 ? @
TDC 17530 RI/L 17,5 25 32 138,5 54,5 54 84,5 0,38 1,1+1,3 | 030208 | 12256P 5608P
TDC 18030 RI/L 18 25 32 140 56 54 86 0,38 1,1+1,3
TDC 18530 RI/L 18,5 25 32 141,5 57,5 54 87,5 0,38 1,1+1,3
TDC 19030 RI/L 19 25 32 143 59 54 89 0,38 1,1+1,3
TDC 19530 RI/L 19,5 25 32 144,5 60,5 54 90,5 0,39 1,1+1,3
TDC 20030 RI/L 20 25 32 146 62 54 92 0,39 1,1+1,3
TDC 20530 RI/L 20,5 25 32 147,5 63,5 54 93,5 0,40 1,1+1,3
TDC 21030 RI/L 21 25 32 149 65 54 95 0,41 1,1+1,3 040208 12256P 5608P
TDC 21530 RI/L 21,5 25 32 150,5 66,5 54 96,5 0,41 1,1+1,3
TDC 22030 RI/L 22 25 32 152 68 54 98 0,42 1,1+1,3
TDC 22530 RI/L 22,5 25 32 153,5 69,5 54 99,5 0,42 1,1+1,3
TDC 23030 RI/L 23 25 32 155 71 54 101 0,43 1,1+1,3
TDC 23530 RI/L 23,5 25 32 156,5 72,5 54 102,5 0,44 1,1+1,3
TDC 24030 RI/L 24 25 32 158 74 54 104 0,45 1,1+1,3
TDC 24530 RI/L 24,5 25 32 159,5 75,5 54 105,5 0,45 1,1+1,3
TDC 25030 RI/L 25 25 32 161 77 54 107 0,46 1,1+1,3
TDC 25530 RI/L 2.515) 25 32 162,5 78,5 54 108,5 0,47 1,1+1,3
TDC 26030 R/L 26 25 32 164 80 54 110 0,48 1,2+1,5 | 050308 | 123008P  5608P
TDC 26530 R/L 26,5 25 32 165,5 81,5 54 11,5 0,49 1,2+1,5
TDC 27030 R/L 27 25 32 167 83 54 113 0,50 1,2+1,5
TDC 28030 R/L 28 25 32 170 86 54 116 0,52 1,2+1,5
TDC 29030 R/L 29 25 32 173 89 54 119 0,55 1,2+1,5
TDC 30030 R/L 30 32 49 180 92 58 122 0,84 1,2+1,5 | 050308 | 123008P 5608P
TDC 31030 R/L 31 32 49 183 95 58 125 0,87 2,0+3,0 | 06T308 | 123009P  5610P
3 TDC 32030 R/L 82 32 49 186 98 58 128 0,88 2,0+3,0
X TDC 33030 R/L 38 32 49 189 101 58 131 0,91 2,0+3,0
D TDC 34030 R/L 34 32 49 192 104 58 134 0,95 2,0+3,0
TDC 35030 R/L 85) 32 49 195 107 58 137 0,98 2,0+3,0
TDC 36030 R/L 36 32 49 198 110 58 140 1,02 2,0+3,0
TDC 37030 R/L 37 32 49 201 113 58 143 1,06 2,0+3,0
TDC 38030 R/L 38 32 49 204 116 58 146 1,09 2,0+3,0
TDC 39030 R/L 39 32 49 207 119 58 149 1,13 2,0+3,0
TDC 40030 R/L 40 32 49 210 122 58 152 1,18 2,0+3,0
TDC 41030 R/L 41 32 49 213 125 58 155 1,23 2,0+3,0
TDC 42030 R/L 42 32 49 216 128 58 158 1,27 3,8+5,0 | 080412 | C04011P  5615P
TDC 43030 R/L 43 32 49 219 131 58 161 1,31 3,8+5,0
TDC 44030 R/L 44 32 49 222 134 58 164 1,35 3,8+5,0
TDC 45030 R/L 45 40 59 240 137 68 172 1,91 3,8+5,0 | 080412 | C04011P 5615P
TDC 46030 R/L 46 40 59 243 140 68 175 1,93 3,8+5,0
TDC 47030 R/L 47 40 59 246 143 68 178 2,02 3,8+5,0
TDC 48030 R/L 48 40 59 249 146 68 181 2,09 3,8+5,0
TDC 49030 R/L 49 40 59 252 149 68 184 2,12 3,8+5,0
TDC 50030 R/L 50 40 59 255 152 68 187 2,22 3,8+5,0
TDC 51030 R/L 51 40 59 258 155 68 190 2,27 3,8+5,0
TDC 52030 R/L 52 40 59 261 158 68 193 2,32 3,8+5,0
TDC 53030 R/L 53 40 59 264 161 68 196 2,52 3,8+5,0
TDC 54030 R/L 54 40 59 267 164 68 199 2,57 3,8+5,0
TDC 55030 R/L 55 40 59 270 167 68 202 2,82 3,8+5,0
TDC 56030 R/L 56 40 59 273 170 68 205 2,92 3,8+5,0
TDC 57030 R/L 57 40 59 276 173 68 208 3,02 3,8+5,0
TDC 58030 R/L 58 40 59 279 176 68 211 3,12 3,8+5,0
TDC 59030 R/L 59 40 59 282 179 68 214 3,22 3,8+5,0

=]

(w) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE

(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE
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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 a°
r_~d
NONRIV. RIVESTITI r
Tenacita =4 o CEMEN- COATED GRADES “ ( J
SCELTA VELOCE - QUICK PICK Z | careoe RECoUVERTS d1
Toughness _ [ GRADES L j
o |
80
Pag. 632 A= dsk
o 3
cob. P M K N S H = B I |d|s dli|r|a°
WCMX 030208 .S62 [e] [ ] o | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .S62 o ] O | | 399 |635|23| 28 | 08 7°
WCMX 050308 .S62 [e] [ ] e} | 507 | 794 | 3,18 | 34 0,8 7°
WCMX 06T308 .062 o [ ) O | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [e] [ ] o | 8,14 | 12,7 | 4,76 | 44 1,2 7°
WCMX 030208 .S62 [ ] [ ] [e] u 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .S62 [ ] [ ] [e] | 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S62 ] o o | 507|794 318 | 34 | 08 7°
WCMX 06T308 .S62 [ ] [ ] [e] | 6,14 | 9,62 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [ J [J [0 L 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 .S42 [ ] ° o [ ] u 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S42 o [ ] (o) [ ) | 507 | 794 | 3,118 | 34 0,8 7°
WCMX 06T308 .S42 [ ] ° o [ ] u 6,14 | 9,52 | 397 | 3,8 0,8 7°
WCMX 080412 .S42 [J [ o [ J L 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX .S62/062 = 1° SCELTA PER IMPIEGO GENERICO 1° CHOICE FOR GENERIC USE
WCMX ... S42 = CONTROLLO DEL TRUCIOLO A BASSI AVANZAMENTI CHIP CONTROL WITH LOW FEEDS

MATERIALI - MATERIALS s | 1B fn mm Ve m/min  Pag. 640
Pag. 1119 GR. HRC? |@175205| @21-255 | ©26-30 | @31-41 | ©42-59 T120 | T538N
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 170
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 120
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 170
M [INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,04-0,12 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 | 0,12-0,18 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2 |0,15-0,22
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 350 300
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 200 230
NON METALLICI - PLASTICS 29-30 / = = - - -
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 | 0,08-0,12 | 0,09-0,14 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 | 0,16-0,2 80 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED VE=fn - n = mm/min

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

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Vc - 1000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = ——————— = giri/min (min")
@D - 3,14
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO  APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 611

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer

Foret é plaquettes QUALITY TOOLS ENGINEERING
TDC ..40 R/L [ERZE: wonc... @
.S42
L1
L4 WCMX ... v
L ‘ L3 .562/.062
Fas = -
@D o
DISASSAMENTO TEORICO ISO 9766
THEORETICAL OFFSET 4XD COMPATIBILE-COMPATIBLE INSERTI - INSERTS
@ PAG. 643
(mm)
@D “** @dA ©@D1 L1 ? @
TDC 17540 RIL 175 25 32 156 72 54 102 041  1,1+1,3 | 030208 | 12256P  5608P
TDC 18040 R/L 18 25 32 158 74 54 104 0,41 1,1+1,3
TDC 18540 RIL 185 25 32 160 76 54 106 042  1,1+13
TDC 19040 R/L 19 25 32 162 78 54 108 0,42 1,1+1,3
TDC 19540 R/L 19,5 25 32 164 80 54 110 0,44 1,1+1,3
TDC 20040 RL 20 25 32 166 82 54 12 044  1,1+13
TDC 20540 RIL 205 25 32 168 84 54 114 045  1,1+13
TDC 21040 RL 21 25 32 170 86 54 116 045  1,1+1,3 | 040208 | 12256P  5608P
TDC 21540 RL 215 25 32 172 88 54 118 047 1,413
TDC 22040 R/L 22 25 32 174 90 54 120 0,47 1,1+1,3
TDC 22540 R/L 22,5 25 32 176 92 54 122 0,49 1,1+1,3
TDC 23040 R/L 23 25 32 178 94 54 124 0,49 1,1+1,3
TDC 23540 RIL 235 25 32 180 96 54 126 049 1,413
TDC 24040 RIL 24 25 32 182 98 54 128 049  1,1+13
TDC 24540 RIL 245 25 32 184 100 54 130 053  1,1+13
TDC 25040 RIL 25 25 32 186 102 54 132 053  1,1+13
TDC 25540 RIL 255 25 32 188 104 54 134 055 1,1+13
TDC 26040 RI/L 26 25 32 190 106 54 136 0,55 1,2+1,5 | 050308 | 123008P  5608P
TDC 26540 R/L 26,5 25 32 192 108 54 138 0,57 1,2+1,5
TDC 27040 R/L 27 25 32 194 110 54 140 0,57 1,2+1,5
4 TDC 28040 RIL 28 25 32 198 114 54 144 060 1,2+15
X TDC 29040 RL 29 25 32 202 118 54 148 063 1,2+15
D TDC 30040 RL 30 32 49 210 122 58 152 096 1,215 | 050308 | 123008P 5608P
TDC 31040 RL 31 32 49 214 126 58 156 1,00  2,0+30 | 06T308 |123009P 5610P
TDC 32040 RL 32 32 49 218 130 58 160 1,02 2,030
TDC 33040 RL 33 32 49 222 134 58 164 1,06 2,0+30
TDC 34040 R/L 34 32 49 226 138 58 168 1,10 2,0+3,0
TDC 35040 RL 35 32 49 230 142 58 172 115 2,0:30
TDC 36040 RL 36 32 49 234 146 58 176 119 2,0:30
TDC 37040 RL 37 32 49 238 150 58 180 124 2,030
TDC 38040 R/L 38 32 49 242 154 58 184 130 2,0:30
TDC 39040 RL 39 32 49 246 158 58 188 135 2,030
TDC 40040 RIL 40 32 49 250 162 58 192 141 2030
TDC 41040 RIL 41 32 49 254 166 58 196 147 20+30
TDC 42040 RIL 42 32 49 258 170 58 200 1,54  3,8+50 | 080412 | CO4011P  5615P
TDC 43040 R/L 43 32 49 262 174 58 204 1,58 3,8+5,0
TDC 44040 RIL 44 32 49 266 178 58 208 166 3,850
TDC 45040 RIL 45 40 59 285 182 68 217 222  38+5,0 | 080412 | CO4011P  5615P
TDC 46040 RIL 46 40 50 289 186 68 221 231 3850
TDC 47040 RIL 47 40 50 293 190 68 225 238 3850
TDC 48040 RIL 48 40 59 207 194 68 229 242 3850
TDC 49040 R/ 49 40 50 301 198 68 233 252 38+5,0
TDC 50040 R/L 50 40 50 305 202 68 237 262  38+50
(m) . (m) (“
O e o e

(=) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

PAG. 1080
612 sy o 1000 |



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
e+ | o] oo r (
enaciia w -
SCELTA VELOCE - QUICK PICK Z | careoe RECOUVERTS
Toughness _ [ GRADES j
80
Pag. 632 > A Bablen
S 3 o
cob. P M K N S H = B I |d|s|dl|r |a
WCMX 030208 .S62 [e] [ ] o | 3,46 | 556 | 2,38 | 25 | 0,8 7°
WCMX 040208 .S62 o ] O | | 399 |635|23| 28 | 08 7°
WCMX 050308 .S62 [e] [ ] e} | 507 | 794 | 3,18 | 34 0,8 7°
WCMX 06T308 .062 o [ ) O | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [e] [ ] o | 8,14 | 12,7 | 4,76 | 44 1,2 7°
WCMX 030208 .S62 [ ] [ ] [e] u 3,46 | 556 | 2,38 | 25 | 0,8 7°
WCMX 040208 .S62 [ ] [ ] [e] | 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S62 ] o o | 507|794 318 | 34 | 08 7°
WCMX 06T308 .S62 [ ] [ ] [e] | 6,14 | 9,62 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [ J [ [¢] u 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 .S42 [ ] ° o [ ] u 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S42 o [ ] (o) [ ) | 507 | 794 | 3,118 | 34 0,8 7°
WCMX 06T308 .S42 [ ] ° o [ ] u 6,14 | 9,52 | 397 | 3,8 0,8 7°
WCMX 080412 .S42 [J [ o [ J L 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX .S62/062 = 1° SCELTA PER IMPIEGO GENERICO 1° CHOICE FOR GENERIC USE
WCMX ... S42 = CONTROLLO DEL TRUCIOLO A BASSI AVANZAMENTI CHIP CONTROL WITH LOW FEEDS
MATERIALI - MATERIALS 3‘2';'3 HB fn mm Vc m/min  Pag. 640
m
Pag. 1119 GR. HRC?  |@17,5205| @21-255 | @26-30 | @31-41 | ©@42-50 T120 | T538N
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 | 0,12-0,20 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 120
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 | 0,04-0,10 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 |0,12-0,20 170
M [INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,04-0,14 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 | 0,12-0,18 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2 |0,15-0,22
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 | 0,15-0,28 80
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 350 300
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 | 0,14-0,26 200 230
NON METALLICI - PLASTICS 29-30 / = = = = =
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 | 0,08-0,12 | 0,09-0,14 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 | 0,16-0,2 80 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560
. Vf=fn  n =mm/min
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Ve - 1000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = ——————— = giri/min (min)
oD - 3,14
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 61 3

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools
Wendeplattenvollbohrer

Foret é plaquettes QUALITY TOOLS ENGINEERING
WCMX ...
o @
WCMX ...
Pag. 615 .562/.062 v
DISASSAMENTO TEORICO o). . o L J
THEORETICAL OFFSET ISO 9766 INSERTI - INSERTS
COMPATIBILE-COMPATIBLE oD1 ® PAG. 643
(mm)
Ja .0,
gD @dA @D1 Lmin Lmax L1 L2 : ? ?
TDCS17530 R 17,5 25 32 12,0 48,0 1385 54,5 54 84,5 0,38 1,1+1,3 | 030208 | 12256P 5608P n°6 12404P -
TDCS18030 R 18,0 25 32 13,56 49,5 140,0 56,0 54 86,0 0,38 1,1+1,3
TDCS18530 R 18,5 25 32 150 51,0 1415 57,5 54 87,5 0,38 1,1+1,3
TDCS19030 R 19,0 25 32 16,5 52,5 143,0 59,0 54 89,0 0,38 1,1+1,3
TDCS19530 R 19,5 25 32 12,0 54,0 1445 60,5 54 90,5 0,39 1,1+1,3 | 030208 | 12256P 5608P  n°7 12404P -
TDCS20030 R 20,0 25 32 13,5 555 146,0 62,0 54 92,0 0,39 1,1+1,3
TDCS20530 R 20,5 25 32 15,0 57,0 1475 63,5 54 93,5 0,40 1,1+1,3
TDCS21030 R 21,0 25 32 16,5 58,5 149,0 65,0 54 95,0 0,41 1,1+1,3 | 040208 | 12256P 5608P  n°7 12404P -
TDCS21530 R 21,5 25 32 18,0 60,0 150,5 66,5 54 96,5 0,41 1,1+1,3
TDCS22030 R 22,0 25 32 19,5 61,5 152,0 68,0 54 98,0 0,42 1,1+1,3
TDCS22530 R 225 25 32 150 630 1535 69,5 54 995 042  1,1+1,3 | 040208 | 12256P 5608P n°812404P  —
TDCS23030 R 23,0 25 32 16,5 64,5 1550 71,0 54 101,0 0,43 1,1+1,3
TDCS23530 R 23,5 25 32 18,0 66,0 1565 72,5 54 1025 0,44 1,1+1,3
TDCS24030 R 24,0 25) 32 19,5 67,5 158,0 74,0 54 1040 045 1,1+1,3
TDCS24530 R 24,5 25 32 21,0 69,0 1595 755 54 1055 0,45 1,1+1,3
TDCS25030 R 25,0 25 32 225 705 1610 77,0 54 107,0 0,46 1,1+1,3
TDCS25530 R 25,5 25 32 18,0 72,0 1625 785 54 108,5 0,47 1,1+1,3 040208 12256P 5608P  n°912404P -
TDCS26030 R 26,0 25 32 195 73,5 164,0 80,0 54 110,0 0,48 1,2+1,5 | 050308 | 123008P 5608P n°10 12404P -
TDCS26530 R 265 25 32 210 750 1655 81,5 54 1115 049 1215
TDCS27030 R 27,0 25) 32 225 76,5 167,0 83,0 54 113,0 0,50 1,2+1,5
TDCS27530 R 27,5 25 32 24,0 78,0 1685 84,5 54 114,5 0,51 1,2+1,5
TDCS28030 R 28,0 25 32 255 795 170,0 86,0 54 116,0 0,52 1,2+1,5
TDCS28530 R 285 25 32 21,0 810 1715 875 54 1175 053 1,2+1,5 | 050308 | 123008P 5608P n°1012404P  —
TDCS29030 R 29,0 25 32 22,5 825 173,0 89,0 54 119,0 0,55 1,2+1,5
TDCS29530 R 29,5 25 32 24,0 845 1745 90,5 54 120,5 0,56 1,2+1,5
TDCS30030 R 30,0 32 49 255 855 180,0 92,0 58 1220 0,84 1,2+1,5 | 050308 | 123008P 5608P n°10 12404P -
TDCS30530 R 30,5 32 49 270 87,0 1815 935 58 123,5 0,85 1,2+1,5
TDCS31030 R 31,0 32 49 28,5 885 183,0 950 58 1250 0,87 2,0:3,0 | 06T308 | 123009P 5610P n°1012404P 5608P
TDCS31530 R 31,5 32 49 24,0 90,0 1845 96,5 58 126,5 0,87 2,0+3,0 | 06T308 | 123009P 5610P n°1112404P 5608P
TDCS32030 R 32,0 &2 49 255 91,5 186,0 98,0 58 1280 0,88 2,0+3,0
TDCS32530 R 32,5 32 49 27,0 93,0 1875 995 58 129,5 0,90 2,0+3,0
TDCS33030 R 33,0 32 49 285 945 1890 101,0 58 131,0 0,91 2,0+3,0
TDCS33530 R 335 32 49 30,0 96,0 190,5 1025 58 132,5 0,92 2,0+3,0
TDCS34030 R 34,0 32 49 31,56 975 1920 1040 58 1340 0,95 2,0+3,0
TDCS34530 R 34,5 32 49 27,0 99,0 1935 1055 58 1355 0,96 2,0:3,0 | 06T308 | 123009P 5610P n°1212404P 5608P
TDCS35030 R 350 32 49 285 1005 1950 1070 58 1370 0,98  2,0+3,0
TDCS35530 R 355 32, 49 30,0 102,0 196,5 108,5 58 1385 1,00 2,0+3,0
TDCS36030 R 36,0 32 49 31,5 103,5 198,0 110,0 58 140,0 1,02 2,0+3,0
TDCS36530 R 36,5 32 49 33,0 1050 199,5 1115 58 1415 1,04 2,0+3,0
TDCS37030 R 37,0 32 49 34,5 106,5 201,0 113,0 58 143,0 1,06 2,0+3,0
TDCS37530 R 37,5 32 49 30,0 108,0 202,5 1145 58 1445 1,07 2,0:3,0 | 06T308 | 123009P 5610P n°1312404P 5608P
TDCS38030 R 38,0 32 49 31,5 109,5 204,0 116,0 58 146,0 1,09 2,0+3,0
TDCS38530 R 38,5 32 49 33,0 111,0 2055 1175 58 1475 1,11 2,0+3,0
TDCS39030 R 39,0 32 49 345 112,56 2070 1190 58 1490 1,13 2,0+3,0
TDCS39530 R 39,5 32 49 36,0 114,0 208,5 1205 58 150,5 1,15 2,0+3,0
TDCS40030 R 40,0 32 49 37,5 1155 210,0 1220 58 1520 1,18 2,0+3,0
(m) (m) (“
L =agEm = —]

(w) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

PAG. 1080
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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 q a°
r— [

Tenacita 4+ b | QONSC| CoATED GRADES T YLK

SCELTA VELOCE - QUICK PICK " S |z OATED orADe .

gnness - & | oraoes RECOUVERTS r | B

Pag. 632 80°A T s

o 3

cob. P M K N S H g g | |d|s|dl|r |a°
WCMX 030208 .S562 (e} [ ) (o) | | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .S62 o [ ] (e} | 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S562 (e} [ ) (o) | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .062 (o) [ ] (] | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 (e} [ ) (o) | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 030208 .S562 [ ) [ ] (e} | | 3,46 | 556 | 2,38 | 2,5 0,8 7°
WCMX 040208 .S62 [ ) [ ) (o) | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMX 050308 .S62 [ ) [ ] (e} | 5,07 | 7,94 | 3,18 | 3,4 0,8 7°
WCMX 06T308 .S62 [ ] [ ) (o) | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [ ) [ ] o | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 .S42 [ ) [ ] o) [ ) | | 3,99 | 6,35 | 2,38 | 2,8 0,8 7°
WCMX 050308 .S42 [ ] [ (e} [ ] | 507 | 794 | 3118 | 34 0,8 7°
WCMX 06T308 .S42 [ ) [ ] o) [ ) | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S42 [ ) [ ) O [ ] | | 8,14 | 12,7 | 4,76 | 4,4 1,2 7°

WCMX.S62/062 = 1° SCELTA PER IMPIEGO GENERICO WCMX ... S42 = CONTROLLO DEL TRUCIOLO A BASSI AVANZAMENTI
1°CHOICE FOR GENERIC USE CHIP CONTROL WITH LOW FEEDS

‘ w QUANDO LO SMUSSATORE “SPU 1840-07” S| AVVICINA AL MATERIALE DA LAVORARE, RIDURRE L'AVANZAMENTO DEL 50%
AS THE “SPU 1840-07” CHAMFERING TOOL APPROACHES THE WORKPIECE, REDUCE FEED BY 50%
MATERIALI - MATERIALS oy | HB fn mm Vc m/min _Pag. 640
Pag. 1119 GR. HRC?  |@17,5-205| ©21-25,5 | ©26-30,5 | @31-40 T120 | T538N
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 170
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 120
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 | 0,04-0,12 | 0,06-0,14 | 0,10-0,18 | 0,12-0,2 170
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 | 0,04-0,12 | 0,06-0,12 | 0,10-0,14 | 0,12-0,16 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 80
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 | 0,08-0,14 | 0,08-0,14 | 0,12-0,18 | 0,14-0,2
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 | 0,08-0,16 | 0,08-0,18 | 0,12-0,2 | 0,14-0,26 80
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 350 300
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,06-0,16 | 0,06-0,16 | 0,10-0,18 | 0,12-0,22 200 230
NON METALLICI - PLASTICS 29-30 / - - - -
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 | 0,04-0,08 | 0,04-0,08 | 0,06-0,1 | 0,08-0,12 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,08-0,14 | 0,08-0,14 | 0,12-0,16 | 0,14-0,18 80 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560

mussatore - Chamfering tool - Werkzeug zum abschragen -Outil a chan

[
SPU 1840-07 sz | <)
o
\\o2

SM0702
-45

SM0702

INSERTI - INSERTS
PAG. 644

h1 Rman Rmix

SPU 1840-07 0,03 11+13 | SM0702

Inserti per Smussatore - Inserts for Chamfering tool - Wendeplatten fir Werkzeug zum abschr.

a GRADO

MATERIALI-MATERIALS Pag.1119

ART. a | S I d h | sMm '

hdL@ GRADE PIM|[K|N]|S]|H
SM 0702 - 30 30° | 2,38 | 6,35 | 2,8 | 1,3 | 2.2 1 @

SM 0702 - 45 45° | 2,38 | 6,35 | 2,8 | 23 | 23 L -1 L Tf_?ch III e|lo|e|o

SM 0702 - 55 55° | 2,38 | 6,35 | 2,8 | 56 | 39 SM S

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW [m] A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW

©® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 61 5

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Punta ad inserti
Indexable inserts drilling tools

Wendeplattenvollbohrer
Foret a plaquettes QUALITY TOOLS ENGINEERING

TDBC ..25 R/L BRZAERZ WewX..

L1

L4

LZj
17 =0

.562/.062

v
wow | G

L3

dA - -
@D
ISO 9766
25XD COMPATIBILE-COMPATIBLE @ INSERTI - INSERTS
@D1 " PAG. 643
(mm)
oD @
min-max @JdA @D1 | ?
TDBC 19025 R/L 19-24 25 32 25 134 50 54 80 0,39  11+13 | 040208 | 12256P  5608P
2,5 TDBC 24025 RIL 2430 25 32 30 146 62 54 92 0,45 12+15 | 050308 |123008P 5608P
x TDBC 30025 RL 30-38 32 49 40 165 77 58 107 0,84  20+30 | 06T308 |123009P 5610P
D TDBC 38025 RIL 3848 32 49 50 185 95 58 127 1,07 3850 | 080412 |C04011P 5615P
TDBC 48025 R/L 48-54 40 59 30 223 120 68 155 1,99 3850 | 080412 |C04011P 5615P

(w) LAVORAZIONE OTTIMALE - OPTIMUM MACHINING - OPTIMALE BEARBEITUNG - USINAGE OPTIMALE
(o) LAVORAZIONE POSSIBILE - POSSIBLE MACHINING - MOEGLICHE BEARBEITUNG - USINAGE POSSIBLE

PAG. 1080
616



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°
r- [
Tenacita  + [ | oy COMED GRADES AR
SCELTA VELOCE - QUICK PICK . Z | Chroioe BESCHICHTET d1
Toughness _ W | GRADES
3 RECOUVERTS r | 1
80°
Pag. 632 _ AT s
S 3 °
CoD. P M K N S H = B I |d|s |dl|r a
WCMX 030208 .S62 [e] [ ] o | 3,46 | 556 | 2,38 | 25 | 0,8 7°
WCMX 040208 .S62 o ] O | | 399 |635|23| 28 | 08 7°
WCMX 050308 .S62 [e] [ ] e} | 507 | 794 | 3,18 | 34 0,8 7°
WCMX 06T308 .062 o [ ) O | | 6,14 | 9,52 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [e] [ ] o | 8,14 | 12,7 | 4,76 | 44 1,2 7°
WCMX 030208 .S62 [ ] [ ] [e] u 3,46 | 556 | 2,38 | 25 | 0,8 7°
WCMX 040208 .S62 [ ] [ ] [e] | 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S62 ] o o | 507|794 318 | 34 | 08 7°
WCMX 06T308 .S62 [ ] [ ] [e] | 6,14 | 9,62 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S62 [ J [J [0 L 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX 040208 .S42 [ ] ° o [ ] u 3,99 | 635|238 | 28 0,8 7°
WCMX 050308 .S42 o [ ] (o) [ ) | 507 | 794 | 3,118 | 34 0,8 7°
WCMX 06T308 .S42 [ ] ° o [ ] u 6,14 | 9,62 | 3,97 | 3,8 0,8 7°
WCMX 080412 .S42 [J [ o [ J L 8,14 | 12,7 | 4,76 | 4,4 1,2 7°
WCMX .S62/062 = 1° SCELTA PER IMPIEGO GENERICO 1° CHOICE FOR GENERIC USE
WCMX ... S42 = CONTROLLO DEL TRUCIOLO A BASSI AVANZAMENTI CHIP CONTROL WITH LOW FEEDS
MATERIALI - MATERIALS 3}22'3 HB fn mm Vc m/min  Pag. 640
m
Pag. 1119 GR. HRC? ©19-24 | @24-30 | @30-38 | ©38-48 T120 | T538N
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 0,08 0,10 0,1 0,12
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,08 0,10 0,1 0,12 170
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,08 0,10 0,1 0,12 120
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,08 0,10 0,1 0,12 170
M [INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,08 0,10 0,1 0,11 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,08 0,12 0,14 0,15 80
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,12 0,14 0,15
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,08 0,12 0,14 0,15 80
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 0,06 0,10 0,12 0,14 350 300
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,06 0,10 0,12 0,14 200 230
NON METALLICI - PLASTICS 29-30 / = = = -
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320 0,04 0,06 0,08 0,09 40
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0,08 0,12 0,14 0,16 80 50
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 4560

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED VE=fn - n = mm/min

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

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION Vc - 1000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED = —————————— = giri/min (min*)
oD - 3,14
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / D NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 617

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



UTENSILI PER LAVORAZIONE FORI

TOOLS FOR MACHINING BORES
= WERKZEUGE ZUR BEARBEITUNG VON BOHRUNGEN

QUALITY TOOLS ENGINEERING OUTILS POUR USINAGE TROUS
HERRAMIENTAS PARA TRABAJO DE LOS AGUJEROS

Pag. Pag.
@D =11 - 50 ‘ @D =8-26
@D =9,8-31,8
0401.. i
0502.. 0401
0602.. 05T1
0703.. 0602
XCNT  a03. XCHX 0703
XCET (973 cc 060202 0903
10T3.. - 10T3
1304.. 1305
SB56W .. 1705.. S636W .. 06 SMT ... R/L ..
Pag. Pag. Pag.
S659 621 S646 625 S626 630
@D =11-30 ‘
@D =15-32 @D =10- 33
. (o] o]
0502..
XCNT 0602
XGET  0703.
0803.. 0602..
09T3.. CC.. 0602.. CC.. 09T3..
10T3..
S659W .. S646W .. 05 S626 ..
Pag. Pag.
S662W B | sMuc.tow b |
@D =18 - 33
{
0602..
CcC. 09T3.. SMU45..  10T2..
S662W .. SMU.C... 10W
S663W SMU.ER Fag.
623 -ER... 627
@D =15-31
{
0802
TC.. 1102 SMU45.. 10T2..
S663W .. SMU.ER... 10

618
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Bareno a 2 tagli per lamatura-allargatura

Spot-facing and widening boring bar with 2 cutting edges

2 Schneiden-bohrstange zum ansenken und aufbohren

Barre a aléser avec 2 tranchants pour lamage et élargissement

QUALITY TOOLS ENGINEERING

XCET ...
.N57P gXsti
XCET ... g
XCNT ... a
N54 =
INSERTI - INSERTS
PAG. 667
GFmin H Z @ ? %
011. 6 30 2 01 : 0401.. |121837P 5506P
S656W  011,5.04 115 16 35 99 29 22 51 2 041 0405
S656W  012.04 12 16 40 101 31 24 53 2 011 0405
S656W  012,5.04 12,5 6 45 0 3 24 53 2 011 0405
S656W  013.04 13 6 50 05 35 26 57 2 012 0405
S656W  013.5.04 13.5 6 55 05 35 26 57 2 012 0405
S656W _ 014.05 14 16 34 8 365 28 38 2 009 0506 M8 0502.. | 12204P  5506P
S656W  014,5.05 14,5 6 39 86 365 28 38 2 009 0506
S656W _ 015.05 15 6 45 83 38 30 40 2 010 0506
S656W  015,5.05 15,5 6 50 8 38 30 40 2 010 0506
S656W _ 016.06 16 6 41 92 42 32 44 2 010 0910 0602.. | 12225P  5507P
S656W  016,5.06 16.5 6 46 92 42 32 44 2 010 0910
S656W _ 017.06 17 6 51 94 44 35 46 2 011 0910
S656W  017,5.07 17.5 6 34 96 46 35 48 2 0. 0+12 M10 0703.. | 1225 5507
S656W _ 018.07 18 6 39 97 48 36 49 2 041 1012
S656W  018,5.07 18,5 6 44 97 48 36 49 2 011 1012
S656W _ 019.07 19 6 49 00 50 38 52 2 012 1012
S656W  019,5.07 19,5 6 54 00 50 38 52 2 012 10+12
S656W __ 020.08 20 6 42 02 52 40 54 2 013 12+15 M12 0803.. | 123008P 5508P
S656W _ 020,5.08 205 16 47 102 52 40 54 2 013 12:15
S656W  021.08 21 20 52 14 54 42 64 2 020 12+15
S656W  021,5.08 215 20 57 4 54 42 64 2 020 12+15
S656W  022.09 22 20 40 6 56 44 66 2 020 12+15 09T3.. | 123008P 5508P
S656W  022,5.09 225 20 45 6 56 44 66 2 020 12+15
S656W _ 023.09 23 20 50 119 59 46 69 2 022 12+15 M14
S656W  023,5.09 235 20 55 9 59 46 69 2 022 1215
S656W  024.10 24 20 40 22 62 48 12 2 022 3035 10T3.. | 123509P 5515P
S656W  024,5.10 245 20 45 22 62 48 72 2 022 3035
S656W  025.10 25 20 50 125 65 50 75 2 024 3035
S656W  0255.10 255 20 55 25 65 50 75 2 024 3035
S656W  026.10 26 25 6.0 36 66 52 80 2 037 3035 M16
S656W  026,5.10 265 25 65 36 66 52 80 2 037 3035
S656W _ 027.10 27 25 7.0 139 69 54 83 2 040 3035
S656W  027,5.10 275 25 15 39 69 54 83 2 040 3035
S656W  028.10 28 25 80 42 72 56 86 2 042 3035
S656W  028.5.10 285 25 85 42 72 56 86 2 042 3035
S656W _ 029.10 29 25 90 144 74 58 88 2 046 3035 M18
S656W  029,5.10 295 25 95 44 74 58 88 2 046 3035
S656W  030.10 30 25 100 146 76 58 90 2 048 3035
S656W _ 030,5.10 305 25 105 146 76 58 90 2 048 3035
S656W  031.13 31 25 53 149 79 62 93 2 046 4050 1304.. | 124510P 5520P
S656W  031,5.13 315 25 58 49 79 62 93 2 046 4050
S656W  032.13 32 25 63 52 82 64 96 2 049 4050 M20
S656W  032,5.13 325 25 68 52 82 64 96 2 049 4050
S656W  033.13 33 32 7.2 63 83 66 03 2  0.74 4050
S656W  033,5.13 335 32 77 163 83 66 03 2 074 4050
S656W  034.13 34 32 82 67 87 68 07 2 0.78 4050
S656W  034,5.13 345 32 87 67 87 68 07 2 0.78 4050
S656W _ 035.13 35 32 92 69 89 170 09 2 085 4050 M22
S656W  0355.13 355 32 97 169 89 70 09 2 085 4050
S656W  036.13 36 32 02 169 89 70 09 2 085 4050
S656W  036,5.13 36,5 32 07 169 89 70 09 2 085 4050
S656W _ 037.13 37 32 1.2 169 89 70 09 2 0.88 4050
S656W  037,5.13 375 32 1.7 169 89 70 109 2 0,88 4050
S656W _ 038.13 38 32 22 170 90 70 0 2 091 4050
S656W  038,5.13 385 32 27 170 90 70 0 2 091 4050
S656W  039.17 39 32 62 7191 170 1 2 084 4050 M24 1705.. | 124510P  5520P
S656W  039,5.17 395 32 67 7191 70 1 2 084 4050
S656W  040.17 40 32 72 7292 170 2 2 088 4050
S656W  040,5.17 405 32 7.7 72 92 70 2 2 088 4050
S656W  041.17 41 32 82 7393 70 3 2 092 4050
S656W  041,5.17 415 32 87 73 93 70 113 2 0,92 4050
S656W  042.17 42 32 92 174 94 70 4 2 096 4050
S656W  042,5.17 425 32 97 74 94 70 4 2 096 4050
S656W  043.17 43 32 102 186 106 80 126 2 .06 4050 M27
S656W  043,5.17 435 32 10,7 186 106 80 126 2 .06 40+50
S656W  044.17 44 32 12 186 106 80 126 2 1,10 4050
S656W  044,5.17 445 32 17 186 106 80 126 2 A0 4050
S656W  045.17 45 32 122 187 107 80 127 2 A5 40+50
S656W  0455.17 455 32 12,7 187 107 80 127 2 A5 4050
S656W  046.17 46 32 32 187 107 80 127 2 119 4,0+50
S656W  046,5.17 465 32 3.7 187 107 80 127 2 A9 4050
S656W  047.17 47 32 42 187 107 80 127 2 24 4050
S656W 047,517 475 32 47 187 107 80 127 2 24 4050
S656W  048.17 48 32 52 188 108 80 128 2 130 4,050 M30
S656W  048,5.17 485 32 57 188 108 80 128 2 30 4050
S656W  049.17 49 32 6.2 188 108 80 128 2 344050
S656W  049,5.17 495 32 6.7 188 108 80 128 2 344050
S656W _ 050.17 500 32 172 188 108 80 128 2 1,39 4050

@F min = DIAMETRO MINIMO DI PREFORO, DA UTILIZZARE SOLAMENTE IN CASO DI NECESSITA
620 @F min = MINIMUM PRE-BORE DIAMETER, TO BE USED ONLY IN CASE OF NEED



Bareno a 2 tagli per lamatura-allargatura
Spot-facing and widening boring bar with 2 cutting edges

2 Schneiden-bohrstange zum ansenken und aufbohren
Barre a aléser avec 2 tranchants pour lamage et €largissement QUALITY TOOLS ENGINEERING

@ 11-30 XCET ...
.N57P

XCET ...
.N53

XCNT ...
.N54

)
.
e

@ INSERTI - INSERTS
@ PAG. 667

L)
AR @D 3d @ @D kg 77 ?
S 659W 011-04 1 8 85 30 13 43 26 150 22 2 10 002 0405 M6 0401.. |121837P 5506P
S 659W 012-04 12 8 85 40 13 44 27 160 23 2 10 002 0405
S 659W 013-04 13 8 8,5 5,0 13 45 28 17,0 24 2 10 0,03 04+05
S 659W 014-05 14 10 10,5 34 18 52 33 18,6 27 2 15 0,04 0506 M8 0502.. | 12204P  5506P
S 659W 015-05 15 10 10,5 45 18 53 34 196 28 2 15 0,05 0506
S 659W 016-06 16 10 10,5 4,1 18 54 35 20,0 29 2 15 0,05 09+1,0 0602.. | 12225P  5507P
S 659W 017-06 17 10 10,5 5,1 18 55 36 21,0 30 2 15 0,05 09+1,0
S 659W 018-07 18 12 12,5 3,9 21 60 38 230 33 2 17 0,06 1,0+12 M10 0703.. 1225 5507
S 659W 019-07 19 12 125 49 21 61 39 240 34 2 17 007 1012
S 659W 020-08 20 12 125 42 21 62 40 250 36 2 17 007 12:15  M12 0803.. |123008P 5508P
S 659W 021-08 21 12 125 52 21 63 41 260 37 2 17 008 12:15
S 659W 022-09 22 16 170 40 29 71 47 280 41 2 24 013 12:15 09T3.. |123008P 5508P
S 659W 023-09 23 16 170 50 29 72 48 290 42 2 24 014 12:15  M14
S 659W 024-10 24 16 170 40 29 74 50 300 44 2 24 014 3035 10T3.. |123509P 5515P
S 659W 025-10 25 16 170 50 29 75 51 310 45 2 24 015 3035
S 659W 026-10 26 16 170 60 29 76 52 320 46 2 24 016 30:35  M16
S 659W 027-10 27 16 170 70 29 77 53 330 47 2 24 017 3035
S 659W 028-10 28 16 170 80 29 78 54 340 48 2 24 019 3035
S 659W 029-10 20 16 170 90 29 79 55 350 49 2 24 021 30:35  Mi18
S 659W 030-10 30 16 170 100 29 80 56 360 50 2 24 022 3035

D = o

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

@F min = DIAMETRO MINIMO DI PREFORO, DA UTILIZZARE SOLAMENTE IN CASO DI NECESSITA
@F min = MINIMUM PRE-BORE DIAMETER, TO BE USED ONLY IN CASE OF NEED 621



Bareno per lamature in tiro 90°
90° back - facing boring bar

Bohrstange zum senken im 90°-zug
Barre d’alésage pour lamage en tir 90°

QUALITY TOOLS ENGINEERING

[(ATTACCO/SHANK) WHISTLE-NOTCH - DIN1835E |
CC.. 0602

K

2 18-33 [ CC.. 0973

Sez. A-A

_

.

Al

h
L1
DQW L2 L

ﬂe

J @ INSERTI - INSERTS
©@D2min g PAG. 665

-
o
AR oD D D ad a kg %I% ?
S 662 018-06 (*) 18 10,5 25 20 38 40 112 62 47 40 20,5 0,14 1,012 M10 060204 | 12253 5607
S 662W 020-06 20 13,0 25 20 35 3,75 117 67 52 45 20,5 0,15 11+13 M12 060204 |12256CP 5608P
S 662W 024-06 24 15,0 25 20 45 475 122 72 57 50 20,5 0,16 1,1+13 M14 060204 | 12256P  5608P
S 662W 026-06 26 17,0 25 20 45 50 132 82 67 60 205 0,19 11+13 M16
S 662W 030-06 30 19,0 25 20 55 6,0 142 92 72 65 20,5 0,22 11+13 M18
S 662W 033-09 83 21,0 25 20 6,0 6,6 152 102 82 75 20,5 0,25 38+50 M20 09T308 |[C04008P 5615P
," D M19 = UTENSILE ORIENTATO, NON ROTANTE - NONROTATING ORIENTED TOOL
” M3 = UTENSILE IN ROTAZIONE - ROTATING TOOL

M19 M19

@) Lo @ )

w1
@‘ @i @]L

M3 = PEZZO IN ROTAZIONE - ROTATING WORK PIECE

F Nf / M3 (_gr M3 L M3—>
- o B =
O (2) ™ ©) “)

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
(*) = SENZA FORO REFRIGERANTE - WITHOUT COOLANT BORE - OHNE KUHLMITTELBOHRUNG - SANS TROU REFRIGERANT

622



Bareno per smussature in tiro 45°
45° back - chamfering boring bar
Bohrstange zum schlichten und fasen 45° im zug

T p L
Barre d’alésage pour chanfreinage en tir 45 QUALITY TOOLS ENGINEERING

[(ATTACCO/SHANK) WHISTLE-NOTCH - DIN1835E |
TC.. 0802
hé
@dT
7 TC.. 1102 A

ad 15-31 :

Sez. A-A

thJ Al TJ H

@D2min L1
W { Tmax L2 L
45°
e )
a8 ZD2umin @ INSERTI - INSERTS
@ PAG. 666
— | ¥
AR @D @D @D ad a kg
S 663 015-08 (*) 15 10,0 25 20 25 27 105 55 42 35 20,5 0,13 09+1,0 080204 | 12225P 5607P
S 663W 020-08 20 14,0 25 20 30 32 110 60 47 40 205 015 09+10
S 663W 023-11 23 17,0 25 20 30 32 120 70 57 50 20,5 0,18 1,1+13 110204 | 12256P  5608P
S 663W 027-11 27 21,0 25 20 3,0 32 140 90 77 70 20,5 0,27 1,1+13
S 663W 031-11 31 24,0 25 20 35 37 150 100 87 80 205 034 11+13
S S M19 = UTENSILE ORIENTATO, NON ROTANTE - NONROTATING ORIENTED TOOL
P/, M3 = UTENSILE IN ROTAZIONE - ROTATING TOOL

P -

@ oz @ 3) @ Glad ® -

M3 = PEZZO IN ROTAZIONE - ROTATING WORK PIECE

M3 M3 M3 M3
ool 1 R — 2
E - - i
S @

0 2 -

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
(*) = SENZA FORO REFRIGERANTE - WITHOUT COOLANT BORE - OHNE KUHLMITTELBOHRUNG - SANS TROU REFRIGERANT

623



Bareno di prefinitura

Pre-finishing boring bar

Vorschruppbohrstange

Barre d’alésage de pre-finissage QUALITY TOOLS ENGINEERING

CCET 0602

S 636W .. 06 B22

CCGT 0602
.G13

@ 9,8-31,8 CCGT 0602
| .G57P

o)

\]

)

aanb

CCGW 0602
X47

CCMT 0602

R02=+0,05/-0,1
R04=-0,03/-0,18 -G39

H @D
W F CCMT 0602
.G42

CCMT 0602
.G52

@ INSERTI - INSERTS
&) PAG. 665

g

VA
) 1 0602 | 12254P  5607P
S 636W 10.8-06 10,8 10 3,5 54 95 24 1 0,05 1012
S 636W 11.8-06 11,8 10 3,0 59 100 25 1 0,05 1,0+1.2
S 636W 12.8-06 12,8 10 2,5 6,4 105 26 1 0,06 1,0+1,2
S 636W 13.8-06 13,8 10 3,0 6,9 10 27 1 0,06 1,0+1,2
S 636W 14.8-06 14,8 12 3,5 74 120 28 1 0,10 1,0+1,2
S 636W 15.8-06 15,8 12 4,0 7,9 125 29 1 0,11 1,1+13| 0602 | 12256P 5608P
S 636W 16.8-06 16,8 16 5,0 8,4 133 30 1 0,20 1,1+1.3
S 636W 17.8-06 17,8 16 6,0 8,9 138 31 1 0,21 1,1+13
S 636W 18.8-06 18,8 16 7,0 9,4 143 32 1 0,22 1,1+13
S 636W 19.8-06 19,8 16 8,0 9,9 148 33 1 0,24 1,1+13
S 636W 20.8-06 20,8 16 90 104 154 34 1 0,25 1,1+13
S 636W 21.8-06 21,8 16 10,0 109 158 35 1 0,27 1,1+13
S 636W 22.8-06 228 20 110 11,4 165 36 1 0,40 1,1+1.3
S 636W 23.8-06 238 20 120 11,9 170 37 1 0,42 1,1+13
S 636W 24.8-06 24,8 20 13,0 124 175 38 1 0,44 11+13
S 636W 25.8-06 258 20 14,0 129 180 39 1 046 1,1+13
S 636W 26.8-06 26,8 20 150 134 185 40 1 0,48 1,1+13
S 636W 27.8-06 278 20 16,0 139 190 M 1 0,50 1,1+1.3
S 636W 28.8-06 28,8 20 17,0 144 195 42 1 0,52 1,1+13
S 636W 29.8-06 29,8 20 18,0 149 195 43 1 0,53 1,1+13
S 636W 30.8-06 30,8 25 19,0 154 195 44 1 0,55 1,1+13
S 636W 31.8-06 31,8 25 20,0 159 195 45 1 0,77 11+13

I] - PREFORO MINIMO POSSIBILE, INDICAZIONE PURAMENTE TEORICA, NON CONSIGLIATO
- - MINIMUM POSSIBLE PRE-HOLE , MERELY THEORETICAL INDICATION, NOT RECOMMENDED
5 - KLEINSTMOGLICHE VORBOHRUNG , REIN THEORETISCHE ANGABE , NICHT EMPFOHLEN
I] - PRE-TROU MINIMUM , INDICATION SEULEMENT THEORIQUE , PAS CONSEILLEE

W = FORO PER LIQUIDO REFRIGERANTE - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
e
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Bareno alesatore registrabile per finitura
Adjustable boring bar for finishing
Einstellbare borhstange zum schlichten

Barre d’alésage réglable pour finissage

QUALITY TOOLS ENGINEERING

CC.. 0602..

‘ INSERTI - INSERTS
PAG. 665
1 2 3 4 5

AR oD od © kg@/ 'é'x Y T e me g

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

S 646W 15.0 - 06 15 12 9 74 120 28 1 0,09 | 0602 645 644-06 12256CP 5508P GR505FP 5409 1803N
S 646W 16.0 - 06 16 12 10 79 125 29 1 0,09
S 646W 17.0 - 06 17 16 1 84 133 30 1 0,13
S 646W 18.0 - 06 18 16 12 89 138 31 1 0,14
S 646W 19.0 - 06 19 16 13 94 143 32 1 0,14
S 646W  20.0 - 06 20 16 14 99 148 33 1 0,21
S646W  21.0- 06 21 16 15 104 154 34 1 0,23
S 646W  22.0 - 06 22 16 16 10,9 158 35 1 0,24
S646W  23.0 - 06 23 20 17 11,4 165 36 1 0,37
S646W  24.0 - 06 24 20 18 1,9 170 37 1 0,38
S 646W  25.0 - 06 25 20 19 124 175 38 1 0,40
S 646W  26.0 - 06 26 20 20 129 180 39 1 0,41
S 646W  27.0 - 06 27 20 21 13,4 185 40 1 0,42
S 646W  28.0 - 06 28 20 22 139 190 41 1 0,43
S 646W  29.0 - 06 29 20 23 144 195 42 1 0,44
S 646W  30.0 - 06 30 20 24 149 195 43 1 0,45
S 646W  31.0 - 06 31 25 25 154 195 44 1 0,46
S 646W  32.0 - 06 32 25 26 159 195 45 1 0,47

I N - PREFORO MINIMO POSSIBILE, INDICAZIONE PURAMENTE TEORICA, NON CONSIGLIATO
Bl - MINIMUM POSSIBLE PRE-HOLE, MERELY THEORETICAL INDICATION, NOT RECOMMENDED
B _ KLEINSTMOGLICHE VORBOHRUNG , REIN THEORETISCHE ANGABE , NICHT EMPFOHLEN
I H - PRE-TROU MINIMUM , INDICATION SEULEMENT THEORIQUE , PAS CONSEILLEE

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

o
@F = DIAMETRO MINIMO DI PREFORO, DA UTILIZZARE SOLAMENTE IN CASO DI NECESSITA. PREFORO CONSIGLIATO @D -0,5+1mm.
@F = MINIMUM PRE-BORE DIAMETER, TO BE USED ONLY IN CASE OF NEED. RECOMMENDED PRE-BORE @D -0,5+1mm. 625



Smussatore a 45° per Punte integrali con attacco fisso whistle-notch
45° chamferer for Solid Carbide Drills with whistle-notch fixed shank

45°-Abschragwerkzeug fir VHM-Bohrer mit fester Whistle-Notch-Werkzeug
Dispositif de biseautage a 45° pour Pointes intégrales avec raccord fixe wh

QUALITY TOOLS ENGINEERING

art. ISO.A.WEC.. art. MAS.A.WEC..
SMU.C...10W Elis :zi‘gg"' art. 375.. ISO.B..WE.. MAS...WE.. SMU45
=l ISO.B..PUH.. MAS.B..PUH.. 10T2 .
.X55

TAGLIENTE PUNTA
DRILL CUTTING EDGE

[l Posizionare il vertice inserto dello smussatore a 2/3
del dorso dell’ elica della punta dal filo tagliente, come
mostrato in figura.

“Non utilizzare punte con doppio pattino”.

BIE Place the top of the chamferer insert at 2/3 of the INSERTI
drill pitch flank from the cutting edge, as shown in the F) INSERTS
figure. -

“DO not use double-guide drills”. A PAGESS

BB Spitze der abschrég-wendeschneidplatte auf 2/3 des i
schraubenriickens des bohrers ab der schneidkante |
positionieren, wie in der abbildung dargestellt. |
“Keine Doppelschlitten-Bohrer verwenden”. ! SCHEMA

! MONTAGGIO
Positionner le sommet de la plaquette du dispositif de ! @
biseautage a 2/3 du dos de I'helice de la pointe a par- | Assgfqg\ﬁg
tir du fil tranchant, comme indique sur la figure. | |
“Ne pas utiliser de pointes pourvues d’un double patin”. - @SMmax - PAG.1087
mm
o = B8 TI
S | &
@dp @d @dA@D1 SM L \ ? ==
n°2 n°2 n°2 n°4 n°1
) LMACIL. 905.005.
SMU.C025.0506.10W >5-6 6 25 35 0-3 56 56 046 1,1+1,3 1072 0618.10W  080.012 12256P GR05 GWRO05 5004 5508P 5025
) LMACIL. 905.005.
SMU.C025.0608.10W >6-8 8 25 35 0-3 56 56 045 1,1+13 1072 0618.10W  080.012 12256P GR612 GWR06 5004 5508P 5003
) LMACIL. 905.005.
SMU.C025.0810.10W >8-10 10 25 37 0-3 56 64 0,50 1,1+1,3 10T2 0618.10W  080.012 12256P GR612 GWR08 5004 5508P 5003
) LMACIL. 905.005.
SMU.C025.1012.10W >10-12 12 25 39 03 56 69 0,52 1,113 10T2 0618.10W 080.012 12256P GR810F GWR10 5004 5508P 5004
SMU.C025.1214.10W >12-14 14 25 41 03 56 69 0,50 1,1+1,3
) LMACIL. 905.005.
SMU.C032.1416.10W >14-16 16 32 43 03 60 68 069 1,1+1,3 1072 | aiow 08001 |2296P GRIOIOF GWR10 5004  5508P 5005
SMU.C032.1618.10W >16-18 18 32 45 0-3 60 68 0,70 1,1+1,3
I B - DIMENSIONE INGOMBRI PAG. 1088 I N -SMUSSO Max ESEGUIBILE 3mm
BIE - OVERALL SIZES PAGE 1088 Bl - Max. CHAMFERING POSSIBLE 3mm
B _ AUSSENABMESSUNGEN SEITE 1088 B - Max. AUSFUHRBARE ABCHRAGUNG 3mm
I H - DIMENSION HORS TOUT PAGE 1088 I N -BISEAU Maxi EXECUTABLE 3mm

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



Smussatore a 45° per Punte integrali con attacco portapinza tipo “..ER
45° chamferer for Solid Carbide Drills with “..ER..” type collet holder shank

45°-Abschragwerkzeug fiir VHM-Bohrer mit Spannzangenfutter Typ “..ER
Dispositif de biseautage a 45° pour Pointes intégrales avec raccord porte-p!

SSAU

QUALITY TOOLS ENGINEERING

SMU45
[art HSK.ER.. | [art. 360./356./357.]  |art.ISOB.ER.|  |art MAS.ER. 10T2 ﬂ
.X55
TAGLIENTE PUNTA
DRILL CUTTING EDGE art. 228..
228Q..
230..
230Q..
@D1
ad

[l Posizionare il vertice inserto dello smussatore a 2/3
del dorso dell’ elica della punta dal filo tagliente, come
mostrato in figura. L
“Non utilizzare punte con doppio pattino”.

B Place the top of the chamferer insert at 2/3 of the 45° INSERTI
drill pitch flank from the cutting edge, as shown in the D 7 % INSERTS
figure. T T
“DO not use double-guide drills”. ! ! PAG.666

I I

B Spitze der abschrag-wendeschneidplatte auf 2/3 des | |
schraubenriickens des bohrers ab der schneidkante ! !
positionieren, wie in der abbildung dargestellt. ! ~ !

“Keine Doppelschlitten-Bohrer verwenden”. ! J L ! SCHEMA
| @dP | MONTAGGIO

Il Positionner le sommet de la plaquette du dispositif de | |

) o | | | ASSEMBLY
biseautage a 2/3 du dos de I'helice de la pointe a par- ~— @SMmax —— SCHEME
tir du fil tranchant, comme indique sur la figure.

“Ne pas utiliser de pointes pourvues d’'un double patin”. PAG.1087

n°2 n°2 n°1 n°2
. LMA.ER. 905.005. SMU-
SMU.ER25.0616.10 >5-16 6-16 52 0-3 60 0,39 1,1+1,3 130  |--.025.--.-- 10T2 061810 080.012 ER25-00 12256P 5004 5508P [925.040
. LMA.ER. 905.005. SMU-
SMU.ER32.0618.10 >5-18 6-18 62 0-3 62 0,53 1,1+1,3 160 |--032.----| 10T2 R CR0R ERERGT 12256P 5004 5508P [925.058
. LMAER. 905.005. SMU-
SMU.ER40.0618.10 >5-18 6-18 70 0-3 65 0,64 1,1+1,3 230 [--.040.--.-- 10T2 061810 080.012 ERA0-00 12256P 5004 5508P [925.068
I N - DIMENSIONE INGOMBRI PAG. 1089 BN - SMUSSO Max ESEGUIBILE 3mm
BIE - OVERALL SIZES PAGE 1089 BB - Max. CHAMFERING POSSIBLE 3mm
BN _ AUSSENABMESSUNGEN SEITE 1089 B \lax. AUSFUHRBARE ABCHRAGUNG 3mm
I B - DIMENSION HORS TOUT PAGE 1089 BB -BISEAU Maxi EXECUTABLE 3mm
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Utensili multiuso foranti
All-purpose drilling tools
Mehrzweck-Bohrwerkzeuge

Outils de percage a usages multiples

QUALITY TOOLS ENGINEERING
XCHX ... 7?:\’[
F44 y 4

@ 8-26 XCHX ...
2,25XD FaTP

o e _Q}A@%

L4

-
w

1,5XD

| J— ¢
@D - %—JF— 4—@?A
f |

. @0 INSERTI - INSERTS
L1 8 PAG. 668

AR ORM @D @dA @D 4 kg L= ?
SMT 08225.04R/L A 8 10 12 60,5 18,0 38 22,5 1 0,05 0506 | 0401 122033 5606
SMT 08150.04R/L B 8 12 - 80,0 12,0 - - 1 0,03 0506
SMT 10225.05R/L A 10 12 16 700 22,5 42 28,0 1 0,06 10+12 | 05T1 12253 5607
SMT 10150.05R/L B 10 12 - 90,0 15,0 - - 1 0,04 10412
SMT 11225.06R/L A 1" 16 20 770 27,75 45 32,0 1 0,13 1012 | 0602 | 122549 5607
SMT 11150.06R/L B 1" 16 - 100,0 16,5 - - 1 0,08 1,0+12
SMT 15225.07R/L A 15 20 25 930 3375 50 43 1 0,24 12+15| 0703 |123008P 5608P
SMT 15150.07R/L B 15 20 - 1250 225 - - 1 0,15 12#15
SMT 18225.09R/L A 18 25 32 109,0 40,5 56 53 1 0,40 30+35| 0903 | 123509 5615P
SMT 18150.09R/L B 18 25 - 1350 27,0 - - 1 0,28 3035
SMT 20225.10R/L A 20 25 32 12,0 45,0 56 56 1 0,46 55770 | 10T3 | 125088 5620
SMT 20150.10R/L B 20 25 - 150,0 30,0 - - 1 0,29 5570
SMT 26225.13R/L A 26 32 40 1330 585 60 73 1 0,91 7590 | 1305 | 126012 5625
SMT 26150.13R/L B 26 32 - 180,0 39,0 - - 1 0,57 7590

PAG. 1085
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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
fenecto + G com cpimanen (
SCELTA VELOCE - QUICK PICK """ | o
- o] boL 7
Pag. 646 R
3 8 8
P M K N S H = < I °
. (32)
COD F/MR|IF MR|F MR|F M|R|F |[M|R|F |M|R 4 E ﬁ I d b S d1 r
XCHX 040102 .F44 oo oo [] 40 [635| 88 | 1,59 225 02
ele| |00 [
XCHX 040104 .F44 oo oo [] 40 [635| 88 | 1,59 225 04
el®e |00 [
XCHX 05T102 .F44 oo olo [] 50 |794| 8 [198] 28 | 0,2
el®e |00 [
XCHX 05T104 .F44 oo olo [] 50 |794| 8 [198] 28 | 04
el®e |00 [
XCHX 060202 .F44 oo olo [] 55 |873| 88 | 238 28 | 02
e/® |00 [
XCHX 060204 .F44 oo olo [] 55 |873| 88 | 238 28 | 04
e/® |00 [
XCHX 070304 .F44 oo olo [] 75 | 120 88 [318] 34 | 04
el®e |00 [
XCHX 070308 .F44 oo oo [] 75 | 120 88 [318] 34 | 08
el®e |00 [
XCHX 090304 .F44 oo olo [] 9.0 [1429] 88 [318| 44 | 04
e/® |00 [
XCHX 090308 .F44 oo olo [] 9.0 [1429] 88 [318| 44 | 08
ele| (0|0 [
XCHX 10T304 .F44 oo olo [] 10,0 |15,88| 88 |3,97 | 59 | 04
e/® |00 [
XCHX 107308 .F44 o0 o|o [] 10,0 |15,88| 88 |3,97 | 59 | 08
e/® |00 [
XCHX 130508 .F44 ole o|o [] 130 [ 21,0 | 88 [556| 7,0 | 0,8
e/® |00 [
XCHX 040102 .F47P °e® (] 40 [ 635| 88 | 1,59 | 2,25 02
XCHX 040104 .F47P ole (] 40 [635| 88 [ 1,59 2,25 04
XCHX 05T102 .F47P °e® (] 50 | 794 88 1,98 | 28 | 0.2
XCHX 05T104 .F47P ole (] 50 | 794 | 88 [1,98 | 28 | 04
XCHX 060202 .F47P o (] 55 | 873 | 88 | 238 28 | 0.2
XCHX 060204 .F47P ole (] 55 | 873 | 88 238 28 | 04
XCHX 070304 .F47P °® (] 75 | 120 88 318 | 34 | 04
XCHX 070308 .F47P ole (] 75 [ 120 88 [3,18] 34 | 08
XCHX 090304 .F47P ol (] 9,0 [14,29] 88 | 3,18 | 44 | 04
XCHX 090308 .F47P ole [] 9,0 [1429] 88 [3,18| 44 | 0,8
XCHX 107304 .F47P ole ] 10,0 (15,88 88 [3,97 | 59 | 04
XCHX 107308 .F47P ole [] 10,0 [15,88| 88 |3,97 | 59 | 0,8
XCHX 130508 .F47P ol (] 13,0 [ 21,0 | 88 | 556 | 7,0 | 0,8
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f ° ® ®
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY g
MATERIALI - MATERIALS s | HB Ve m/min _Pag. 658
- . . . .
Pag. 1119 GR. ure2) | N3015 | T1225 | F2430 Cinque lavorazioni, un unico utensile
Five machining operations, one tool
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 160
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 110
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 120
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 120 150
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 500
N RAME E SUE LEGHE - COPPER 26--28 90-110 400
NON METALLICI - PLASTICS 29-30 ! 400
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30
TITANIO E SUE LEGHE - TITANIUM 36-37 400-10501) 20
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602)
TORNITURA 1,5XD TORNITURA 2,25XD FORATURA TORNITURA 1,5XD TORNITURA 2,25XD FORATURA
TURNING 1,5XD TURNING 2,25XD DRILLING -Fa4 TURNING 1,5XD TURNING 2,25XD DRILLING -Fa7P
ap (mm) Insert (mm) ap (mm) ap (mm) Insert (mm)
12,0 12,0 12,0
13 ‘ 13
10,0 10,0 10,0
10 10
8,0 — 8,0 — 8,0
6.0 o — 60 3 — 6,0 o
' o7 ) 7 ' 07
40 |—F 40 =L N 40
20 05-06 20 04 20 07 05-06
© [ ex 04 ' .l 04
3 04 05 06 (M 0 010203 040506 mmm 0 0020040060080.100.12 ™ (mM™ 0 010203 040506 mmm 0 010203 040506 MMM 0 0030060080120 0.1 ™ (MM
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED Vc - 1000
n = giri/min (min"') NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = —————— =giri/min (min-1)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION @D - 3,14
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH Vf=fn " n = mm/min
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / I NEW
© @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 629

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Bareno a 1 taglio per lamatura-allargatura
Spot-facing and widening boring bar with 1 cutting edge
1 Schneiden-bohrstange zum ansenken und aufbohren

Barre a aléser avec 1 tranchant pour lamage et élargissement QUALITY TOOLS ENGINEERING
@ 10-33
CC.. 0602
CC.. 09T3 u

H
T
3 L
|
/
J f 90°
INSERTI - INSERTS
PAG. 665
AR @D gd O kg @ ?
S 626 10-06 10 8 40 50 61 23 25 22 1 0,02 1,0+1.2 060204 | 12254P  5607P
S 626 11-06 1 10 40 55 70 24 30 23 1 0,04 10+12 M6
S 626 12-06 12 10 40 60 70 25 375 24 1 0,04 10+1,2
S 626 13-06 13 12 50 65 80 27 35 25 1 0,06 1,0+1,2
S 626 14-06 14 12 50 70 80 28 35 26 1 0,07 1,0+1,22 M8
S 626 15-06 15 12 50 75 80 29 35 27 1 0,07 1,0+1,2
S 626 16-06 16 12 50 80 80 30 35 28 1 0,08 1,0+1.2
S 626 17-09 17 16 60 85 90 31 42 29 1 0,13 35+4,0 M10 09T308 | 1440 5615
S 626 18-09 18 16 60 90 90 33 42 30 1 0,13 3540
S 626 19-09 19 16 60 95 90 34 42 31 1 0,14 3540
S 626 20-09 20 16 6,0 100 90 35 42 32 1 0,14 3540 M12
S 626 21-09 21 20 60 105 100 36 51 33 1 0,22 35+4,0
S 626 22-09 22 20 70 11,0 100 37 51 34 1 0,22 35,0
S 626 23-09 23 20 70 115 100 38 51 35 1 0,23 35,0 M14
S 626 24-09 24 20 80 120 100 39 51 36 1 0,23 35,0
S 626 25-09 25 20 90 125 100 40 51 37 1 0,24 35+4,0
S 626 26-09 26 25 100 130 120 41 64 38 1 0,41 3850 M16 09T308 | 12409P  5615P
S 626 27-09 27 25 105 135 120 42 64 39 1 0,42 3850
S 626 28-09 28 25 11,0 140 120 43 64 40 1 0,43 3850
S 626 29-09 29 25 120 145 120 44 64 41 1 0,44 3850 M18
S 626 30-09 30 25 130 150 120 45 64 42 1 0,45 3850
S 626 31-09 31 25 140 155 120 46 64 43 1 0,46 3850
S 626 32-09 32 25 150 16,0 120 47 64 44 1 0,47 3850 M20
S 626 33-09 33 25 160 165 120 48 64 45 1 0,49 3850
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NOTE - NOTES




2 ]
SCELTA VELOCE Tenacits =+ -:}:
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 n=005025mm QSAU
X P Vc =200-380 m/min

GUIDA FACILE gg M Ve = 100-200 m/min|  QCMX 060412 .X42 - T5322

52 K - P10-30 / M15-30 / K15-25

EASY GUIDE =< | N Ve = 200-500 m/min (i

3 s - N
<) H ] 4
(- -

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

= 1K=

e

5 | p = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
VD?g{ézs 141 ™ = ACCIAIO INOSSIDABILE AUSTENITICO HB 180 - AUSTENITIC STAINLESS STEELHB 180
6 | K = GHISA GRIGIA HB 260 - GRAY CAST IRON HB 260
MATERIALI [ 21 | N = LEGHE DI ALLUMINIO HB 60 - ALUMINUM ALLOYS HB 60
WRTERALS) e S = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag- 1119 52T R = ACCIAIO TEMPRATO HRC 55 - TEMPERED STEEL HRC 55
F = FINITURA, LAVORAZIONI LEGGERE - FINISHING, LIGHT MACHINING
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO - MEDIUM MACHINING, GENERAL USE
R = SGROSSATURA, LAVORAZIONI PESANTI - ROUGHING, HEAVY MACHINING
fn (MM) = AVANZAMENTO PER TORNITURA - FEED FOR TOURNING

fz (mm/z) =AVANZAMENTO PER FRESATURA

Vc (m/min) = VELOCITA DI TAGLIO
[ ] = APPLICAZIONE CONSIGLIATA
(@) = APPLICAZIONE POSSIBILE
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- FEED FOR MILLING

- CUTTING SPEED

- RECOMMENDED APPLICATION
- POSSIBLE APPLICATION



INSERTI PER
FORATURA

DRILLING INSERTS / WENDEPLATTEN ZUM BOHREN / PLAQUETTES POUR PERCAGE
PLAQUITAS DE TALADRADO




INSERTI PER FORATURA
DRILLING INSERTS
WENDEPLATTEN ZUM BOHREN

QUALITY TOOLS ENGINEERING I PLAQUETTES POUR PERCAGE
PLAQUITAS DE TALADRADO

COME SCEGLIERE | PARAMETRI DI LAVORO

CATALOGO DISPONIBILITA INSERTI

HOW TO CHOOSE CUTTING DATA

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

WENDEPLATTENBESTAND-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

CATALOGUE DE DISPONIBILITE PLAQUETTES
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

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

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

3323
GR.

UNI WISTOFF DIN sl BS AFNOR Js ket.1 me

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

CF 10SPb20 | 10722 | 10SPb20 Los |- 10 POF 2
CF oS 28 10715 | 9SMn28 1213 280007 5250

CF 9 SWn 36 10736 | 9Stin36 1215 240007 5300
CFOSMNPb28 | 10718 | 9SMaPb28 12L13 S250Pb

cF 3 10737 | 9P 36 12114 S 300 P
15016 10401 | C15 1015 080 M 15 AF37C12:XC 18
c20; c21 10402 | c22 1020 050A20 AF 42620

1141 | ckis 1015 080 M 15 XC15:XC 18

ACCIAIO NON LEGATO RICOTTO 5
ANNEALED NOT-ALLOY STEEL C 0,15-0,55%

FASE 1 - PHASE 1

b NON LEGATO BONIFICATO
ND TEMPERED NOT-ALLOY STEEL

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

XC 60
B/NCE

QUENCHED AND TEMP! A L C>0,55% 300 HB

casku 11845 w10 Y1105 s (1m0 |02
B 11663 Wiz Y2120 se 1m0 |02
css 10535 1055 oo ss 1700 | 026
10601 1060 080A 62 coss - o (o2 | 5
1095 060A% |- sups | 1700|020
1055 oomss | xcss sssc | 1700 | o024
1060 060 A6 60 ssec [ 1700|024
3135 60A35 | 3NCE sNczss [ 1700|024
15120 | 38wnsia : : : : 00 | 020

ACCIAIO DEBOLMENTE LEGATO RICOTTO

ANNEALLED LOW ALLOY STEEL 180 HB
. 1z | 0crs I aa vics 1m0 |02
o7 wors Toiro | 0swcre 5 TG 18 Sxszsksa) 1700 | 024
o 170 | 12Ghos 10 Atz | tsorezzGron | 10609 10 = 0 | 0z
14Clo4 5 17335 | 13CHos s A182F11 | 1501620 Gr27 | 15GD 35 0 |02 | 6
2 irmis | dawoves 1503500440 | - 700 | 02
s isz | 1aNe hasoirs | - Tons - 700 | 04
Tencr 11 isz | ancrio auts nen Sxexise | 1700 | 024
TonGr 1 isrsz | 1aNcrie Tioss |eoma | 12N SNCaist | 1700 | 026
o Tsesr | 14NGioss 5 @i |- 5 700 | 02

im0 | 15cra o |sawts | Tzcs Scrts | 1700 | 026

1120

Foratura - Drilling - Bohren - Pergage - Taladrado

QCMX 0102, ' 1
CMX 020204 W50 =
QCMX 030308 |- =
QCMX 040308 JF=: ;
QCMX 0504
QCMY ~y 62}3? T
— R EIRETIE T
somom 5 =
b o ol |
o sl CEmmE
2 (ool ns v =
i oo s -
SCELTA INSERTO IN FUNZIONE DEL MATERIALE
CHOICE OF INSERT DEPENDING ON MATERIAL wowcosmzus saz | 900 | ass | 238 | 200 08 | >
WAHL DER WENDEPLATTE JE NACH WERKSTOFF v woicwnor —sals e [os [oor5s fos
CHOIX PLAQUETTE EN FONCTION DU MATERIEL
sixce: (i o [ 12 oo
R RIALIEN - MATERIAUX §
ACCIAIO - STEEL - 7}
Acciaio INox - il [o]
-ch” s s cussie o [
SRS S LT
i 63
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

Scelta dellinserto @ parametri

Auswahl der platte und scf

FASE 3 - PHASE 3

=5

JLiaTo PER ACCIAIO NOW LEGATO "RECOMMENDED FOR NOT ALLOY STEEL

SCELTA VELOCE DEI PARAMETRI
QUICK CHOICE OF PARAMETERS
SCHNELLWAHL DER PARAMETER
TRIAGE RAPIDE DES PARAMETRES

'RECOMMENDED FOR STAINLESS STEEL

@
Vcmimin Pag. 640

05060 | T3s10 | Ts320 | Tsaz2 | Ts30

125300 300 | 180

20 | 170

69 1s0350 | 004012

200325 | 004012 | 004016
200200 | 004010 | 00401
180230 | 0,04-0,08 | 004012

i [rcomo o oo s | s | e |

o
F REVOLUTIONS
m joLuTioN

VI = mimin VELOCITA DI AVANZAMENTO - FEED SPEED

» OISPONBILI - IV STOC:
©% APPLICAZIONE CONI
ENPFONLENERE|

ERBAR - DISPONILES /B NEW 'ARIGHIESTA- ON REQUEST - AUF A
RECOMMENDED APPLICATION JONE POSSIBILE - POSSIBLE

Vc(mimin)

ting speed of the drilling grade
 decoupe de la qualité de plaquettes de percage

T538N T5322| T530

P 120220 180350 | 100-180
100200 180320 | 100-180
100200 160300 | 100-180
160-300 100200 160300 | 100-180
160-300 100200 150280 | 90-160
150-280 110220 | 100180

7070 | 100-180

100210 | 100150

70200 70180 | 150200

100250 100230 | 100150

100180 | 150200

350
12 | 200 | 100230
330

FASE 4 - PHASE 4

100230 100:200 | 100-150

180 | 100-140 150200 120200 | 70-130

0180 100180 | 60-100

SCELTA DI VC IN FUNZIONE DEL GR. VDI

CHOICE OF VC DEPENDING ON VDI GR. B~ B s
w [ [ o [ww
WAHL VC JE NACH WERKSTOFF e oo || avae [0
a|w TED
CHOIX DE VC EN FONCTION DU GR. VDI 5w 650 100 i
o o | oo [
o o | oo | e
§ 21 90 180-240 140300 200400 | 200400
w [ s [0
30 50-200
N
D
33 | 250 40-60
e ow
35 | 320 2040
w o - -
7 o o m

38 | S5

39 | 60w

640
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PANORAMICA QUALITA DI FORATURA
GENERAL VIEW OF THE DRILLING GRADE
BOHREN-UBERSICHT

QUALITY TOOLS ENGINEERING | VUE D’ ENSEMBLE QUALITE DE PERCAGE
VISTA GENERAL DE LA CALIDAD DE TALADRADO

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
STAHL ROSTFREIER STAHL GRAUGUSS NICHTEISENMA SCHWIERIGE MATERILIEN HARTE MATERIALIEN
ISO ACIERS ACIER INOXYDABLE FONTE GRISE PAS FERREUX MAT.DIFICILES MATERIAUX DURS

513
01|10 | 20 | 30 | 40 | 50 | 10 | 20 | 30 |40 |01 |10 | 20 | 30 {40 |01 10 |20 {30 |01 | 10 | 20 | 30 | 40 | 01 | 10 | 20 | 30

HW {T120 T120

€ 13610 D 13610
530 T538N T538N )
oo T519D 5190
4(
HC 15320 5320 T5320
T5322 1532‘2 | T532‘2 >

TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE

{[ ]} <[ ]:» <[ ]} o — 2 —

RESISTENZA ALLUSURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

[ > <[ ]:» ([ ]} — — — =

VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

-«

METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO
UNCOATED CARBIDE COATED CARBIDE

HT cerver HW  sescrichreres narmvemac, HC BESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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Impiego delle qualita di foratura - Application of the drilling grade

Einsatz der bohren - Utilisation de las qualitées de percage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERlAL PAG. 1119
MATERIALIEN - MATERIAUX : QUICK
P M K| N H | PICK
DIN z z PAG. 632
SAU ISO nTy =2 - &
n<a 25k | 2E |z228
513 oSl _ wEess| E2gaiis
SouX| zoZ2Woz0/3SF0| UK x INDICAZIONI - USO
Zowl| O8E|zCHEIO5z0|Z LI 2| lnacin +
QEJDCFKEU'E_C<Q%>L”%EEEE8“_J%EEME Toughness
SHILSZhuoE35|E2 T c|BREC|HE Y| -
OEEG|loEo0G|T<x6|<00< SLogg<<g
NI INES|OOOL|=ZZZ= aon =SII=
] - ALTA RESISTENZA ALL' USURA E BUONA TENACITA
T120 | Hw | m10-20 O @ | O ] - INDICATO PER MEDIE VELOCITA DI TAGLIO E MEDI
K10-20 AVANZAMENTI
=
HC | P10-30 ] -INSERTO RESISTENTE ALL'USURA
T3610 o) Y ] -INDICATO PER MEDIE ALTE VELOCITA DI TAGLIO
CVD | K10-25 : ADATTO PER LA LAVORAZIONE DELLA GHISA
P30-40 = - ELEVATATENACITA, ALTA RESISTENZAALLA FRATTURAE ALLA
HC SCHEGGIATURA CON BUONA RESISTENZAALLUSURA
T 53 8 N M30-40 °® ° °® = - INDICATO PER MEDIO-BASSE VELOCITA DI TAGLIO ANCHE IN
o | O = CONDIZIONI DIFFICILI
cVD L] ~ CONSIGLIATO COME INSERTO PERIFERICO NELLA LAVORAZIONE
S30-40 L) DI INOX E COME INSERTO CENTRALE NELLA LAVORAZIONE DI GHISA
HC | P20-25 | QUALITA MICROGRANO CO CITA
] - QUALITA MICROGRANO CON ELEVATA TENACITA
T519D M15-25 | @ o ® (0] = - INDICATO PER MEDIO-BASSE VELOCITA DI TAGLIO
CVD | K20-25 -
HC | P10-30 ] -INSERTO CON MEDIA TENACITA
— -INDICATO PER MEDIE ALTE VELOCITA DI TAGLIO
T5320 M20-35 | @ (0] (@] - -ADATTO PER LA LAVORAZIONE DEGLI ACCIAI LEGATI E
CVD | K15-30 = DEBOLMENTE LEGATI
HC | P10-30 = -INSERTO CON MEDIATENACITA
- -INDICATO PER MEDIE ALTE VELOCITA DI TAGLIO
T5322 M15-30 | @ (] ) = -ADATTO PER LA LAVORAZIONE DEGLI ACCIAI BASSO
CVD | K15-30 = LEGATI E INOX
— -GRADO MOLTO TENAGE PARTICOLARMENTE INDIGATO
HC | P30-40 = ALLA LAVORAZIONE A BASSE VELOCITA DI TAGLIOE SU
MATERIALI MOLTO TENACI (ES. FE O ACCIAIO ALTA VELOCITA
T530 M20-25 | @ (o) = AL PIOMBO).
cVD L] _POSSIBILE IMPIEGO ANCHE SU ACCIAIO INOX E MATERIA-
L LI NON FERROSI.
@ 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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MOGLICHE ANWENDUNG
APPLICATION POSSIBLE

MOGLICHE ANWENDUNG
APPLICATION POSSIBLE

EMPFOHLENER EINSATZ
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Impiego delle qualita di foratura - Application of the drilling grade

Einsatz der bohren - Utilisation de las qualitées de percage

QUALITY TOOLS ENGINEERING

el L
=i

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

B

INDICATION - USAGE

-HIGH RESISTANCE TO WEAR WITH GOOD TOUGHNESS
-SUITABLE FOR MEDIUM CUTTING SPEEDS AND
MEDIUM FEED

-HOHE VERSCHLEISSFESTIGKEIT MIT SEHR
ZAHIGKET

-FUR MITTEL SCHNITTGESCHWINDIGKEITEN UND
MITTEL VORSCHUBE

-HAUTE RESISTANCE ET BONNE TENACITE
-INDIQUEE POUR LE MOYENNE VITESSE DE COUPE ET|
MOYENNE DEPLACEMENT

- WEAR-RESISTANT INSERT
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS
- SUITABLE FOR MACHINING CAST IRON

- VERSCHLEISSFESTE WENDEPLATTE

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR GUSSBEARBEITUNGEN

- PLAQUETTE RESISTANTE A L'USURE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- PREVUE POUR L'USINAGE DE LA FONTE

- HIGH TOUGHNESS, HIGH FRACTURE RESISTANCE AND
CHIPPING STRENGTHAS WELL AS GOOD RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM-LOW CUTTING SPEED, ALSO UNDER
DIFFICULT MACHINING CONDITIONS

- RECOMMENDED AS PERIPHERAL INSERT FOR INOXAND AS
CENTRAL INSERT FOR CAST-RON

- HOHE ZAHIGKEIT, BRUCH-UND RISSFESTIGKEIT MIT GUTEM
VERSCHLEIRWIDERSTAND

- GEEIGNET FUR MITTLERE BIS GERINGE GESCHWINDIGKEIT
AUCH UNDER SCHWIERIGEN BEARBEITUNGSBEDINGUNGEN

- EMPFOHLEN ALS PERIPHERIE-WENDEPLATTE ZUR
INOX-BEARBEITUNG UND ALS ZENTRALPLATTE ZUR
GUSSBEARBEITUNG

_ -TENACITE ELEVEE, HAUTE RESISTANCE A LARUPTURE ETA
ECHARDE AVEC BONNE RESISTANCE A LUSURE )
- INDIQUEE POUR MOYENNE-BAS VITESSE DE COUPE MEME
AVEC CONDITIONS DIFFICILES -
- CONSEILLE COMMENT PLAQUETTE PHERIPHERIQUE POUR
TRAVAILLER INOX ET COMMENT PLAQUETTE CENTRAL POUR
TRAVAILLER LAFRONTE

-MICROGRAIN GRADE WITH HIGH TOUGHNESS
-SUITABLE FOR MEDIUM AND LOW CUTTING SPEEDS

-MIKROKORNSORTE MIT HOHER ZAHIGKET
-FUR MITTEL UND GERINGE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

-QUALITE DE MICROGRAIN AVEC TENACITE ELEVEE
-INDIQUEE POUR LE MOYENNE-FAIBLE VITESSE DE
COUPE

- MEDIUM TOUGH INSERT

- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS

- SUITABLE FOR MACHINING ALLOYED AND WEAKLY
ALLOYED STEELS

- WENDEPLATTE MIT MITTLERER ZAHIGKEIT

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR BEARBEITUNGEN VON LEGIERTEM
UND SCHWACH LEGIERTEM STAHL

- PLAQUETTE AVEC TENACITE MOYENNE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- PREVUE POUR L'USINAGE DES ACIERS ALLIES ET
FAIBLEMENT ALLIES

- MEDIUM TOUGH INSERT
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS
- SUITABLE FOR BOTH LOW-ALLOY AND INOX STEEL

- WENDEPLATTE MIT MITTLERER ZAHIGKEIT

- GEEIGNET FUR MITTLERE/HOHE
SCHNITTGESCHWINDIGKEITEN

- GEEIGNET SOWOHL FUR NIEDERLEGIERTE ALS AUCH
FUR INOX-STAHLE

- PLAQUETTE AVEC TENACITE MOYENNE

- PREVUE POUR DES VITESSES DE COUPE HAUTES ET
MOYENNES

- INDIQUE POUR L'USINAGE DES ACIERS FAIBLEMENT
ALLIES ET INOX

- VERY TOUGH GRADE, PARTICULARLY SUITABLE FOR
LOW CUTTING SPEED AND FOR VERY TOUGH MATERIALS
(E.G FE OR HIGH SPEED LEADED STEEL)

- ALSO SUITABLE FOR STAINLESS STEEL AND NON-
FERROUS MATERIALS

- SEHR ZAHE SORTE, BESONDERS FUR DIE
BEARBEITUNG MIT NIEDRIGER SCHNITTGESCHWINDIGKEIT
UND FUR SEHR ZAHE MATERIALIEN (Z.B. FE ODER BLEIHAL-|
TIGEN HOCHGESCHWINDIGKEITSSTAHL) GEEIGNET

- AUCH BEI EDELSTAHL UND NICHT EISERNEN
MATERIALIEN EINSETZBAR

- DEGRE TRES TENACE PARTICULIEREMENT INDIQUE
POUR L'USINAGE A DE FAIBLES VITESSES DE COUPE ET
SUR DES MATERIAUX TRES TENACES (PAR EXEMPLE FE
OU ACIER A HAUTE VITESSE AU PLOMB).

- EMPLOI POSSIBLE MEME SUR ACIER INOX ET
MATERIAUX NON FERREUX.

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 foratura - Cutting speed of the drilling grade

Schnittgeschwindigkeit der bohren (Vc) - Vitesse decoupe de la qualité de plaquettes de pergage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
mATERALIEN| 3323 | HRC | T120 T3610  T538N T5320 T5322 | T530
MATERIAUX GR Rm
PAG 1119 .
P 1 125 120-220 180-350 | 100-180
2 | 180 100-200 180-320 | 100-180
3 | 250 100-200 160-300 | 100-180
4 | 220 100-200 160-300 | 100-180
5 | 300 100-200 150-280 | 90-160
6 | 180 110-220 | 100-180 120-250
7-8 |250-300 70-170 | 100-180 70-200
9 | 350 100-210 | 100-150 100-250
10 | 200 70-180 | 150-200 70-200
1 | 350 100-230 | 100-150 100-250
" 12 | 200 100-180 | 150-200 100-230
fpzt
SEEo | 13 | 330 100-200 | 100-150 100-230
wzw | 141 | 180 150-200 100-140 | 120-200 | 70-130
O3
bl
S48
z2Es | 14.2 [230-260 100-180 80-120 | 100-180 | 60-100
OzQW
e
K 15 | 180 | 60-100 80-220 80-120
16 | 260 | 60-100 70-180 70-150
17 | 160 130-280 110-250
118 250 75-230 70-180
(2]
g % & 19 | 130 80-200 | 80-120 70-150
s=3ig
2288 | 20 | 230 70-180 | 60-100 70-140
N 21 60 | 200-500 140-300 200-550 | 200-550
22 | 100 | 200-500 200-550 | 200-550
23 | 75 | 200-500 140-300 200-550 | 200-550
24 | 90 | 200-500 140-300 200-550 | 200-550
25 | 130 | 200-500 140-300 200-550 | 200-550
26 | 110 | 250-350 140-300 200-400 | 200-400
z
= 27 | 90 | 180-240 140-300 200-400 | 200-400
—Ex
é H S | 28 | 100 | 180-240 200-400 | 200-400
figzg
gris | 29 50-180
e
2595 | 30 50-200
S 31 | 200
32 | 280
33 | 250 40-60
z
5 34 | 350 20-40
Bz, | 35 | 320 20-40
==05 =2
252 | 36 |Rm400| 40-120 40-60
§0z0o
TL5% | 37 |Rm1050| 40-120 40-60
H 38 | 55HRC
z
z258 | 39 |60HRC
2=0
SEEx
7522 | 40 | 400
['4 woe
EREE
EE 4 41 | 55HRC

(@]
i
o




VC(m/min)

Velocita di taglio delle qualita di foratura - Cutting speed of the drilling grade

Schnittgeschwindigkeit der bohren (Vc) - Vitesse decoupe de la qualité de plaquettes de pergcage

QUALITY TOOLS ENGINEERING

WEE | VDI | HB
MATERIALIEN 3323 HRC
WET| oR | Rm
P 1 125
2 180
3 250
4 220
5 300
6 180
7-8 | 250-300
9 350
10 | 200
1 | 350
Y 12 | 200
Zzzg
SEES | 13 | 330
ozuy | 141 | 180
HED
zoug
zJiz | 14.2 |230-260
85¢¢9
K 15 | 180
16 | 260
17 | 160
Ll 18 250
=7 E
82% | 19 | 130
< -Su
2282 | 20 | 230
ooouw
N 21 60
22 | 100
23 75
24 90
25 | 130
26 | 110
g
2 27 90
+ 8 28 | 100
ZLE.
2823 | 30
S 31 200
32 | 280
33 | 250
g
5 34 | 350
b=, | 35 | 320
Jsuw 5
2522 | 36 | Rrm400
5050
i35 | 37 |rm1050
H 38 | 55HRC
z
2258 | 39 |B0HRC
3z k2
2522 | 40 | 400
Eoug
2235 41 | 55HRC
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Denominazione degli inserti per foratura

Inserts designation for drilling

QUALITY TOOLS ENGINEERING

wc\G\ITJ ‘060304\ EI‘INJ
3

FORMA INSERTO SPOGLIA INFER. TOLLERANZA+/-{mm} TIPO INSERTO
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANCE+/-{mm} 4 TYPE OF INSERT
o E m s d NI
85' 82 3 = T A N \ W
A B m A +-0,005 | +/-0,025 | +/-0,025
B D N e
0 Gl | C | +-0013 | +-0,025 | +-0,025 B §§~ a N=Y
70-90° W B 40°-60°
c D © 70D d | E +-0,025 | +/-0,025 | +/-0,025 a
— m CcC =N | R
+/-0,005 | +/-0,025 | +/-0,013 70°-90°
E H D 151@S ( 70025 | +-0,05 | +-0025 T
% G ’ : , \ N
d\/ +/-0,13 F AN T N
|: B ZOOD H +/-0,013 | +/-0,025 | +/-0,013 40760" LR
-
K - <> [ 4 [~ 7= EE]| |c SIN| U S
) = +-0,013 | +-0,025 | +/-0,05 ~— S
M X |k O ddm K +-0,13 N |,y REN
=
G |30 ;j L +:0,05 | +-0,013 | +-0,025 7090 TN RN [40°-60° N LN
+/-0,08 [ +-0,13 | +/-0,05 — SPECIALE
S I:' T A N 0°\|;:5 |:| M | +ois +-0.18 mt,J 900 X “sPECIAL
+-0,08 | +/-0,025 | +/-0,05 2
N 0 ’ 0 N <
) p [ T L oo oo | M RN
V wW Pz U +-038 | +-013 | +-0,32 NN
5 LUNGHEZZA TAGLIENTE 6 SPESSORE 7 RAGGIO 8 9
CUTTING EDGE LENGTH THICKNESS RADIUS
o [l ol N [ o] @ j NN s we | |F
INSCRITTO If &1 [oype gL J‘ 1 Dy Ed || == i - 7 ( )
INSCRIBED o
CIRCLE A (03 D E K L M R S T v w s @
3,97 02 — j MO (mm) D
476 08 0203 NN s
B -
556 05 09 NA\\JIE Afr (mm)
6,00 03 E
6,35 06 | 07 | o6 06 06 | 11| 11| 04 S mm 02 r=0,2
Ton o7 T 197 04 r=0,4
8,00 08 05 02 2,38 B
945 | 16 2 2,78 U = —%
952 [15-16{ 09 | 11 | 09 | 16 | 15 | 09 09 | 16 | 16 | 06 H3 2,80 T ——
06 r=0,6
10,00 10 06 @ 3.00
11,00 1 - 318 08 08 <; 7
11,50 12 = > ’
12,00 12 07 k N
04 4,76 1 =
12,62 18 Y =Y
05 5,56 S S
12,70 12 [ 15 | 12 15-20 12 | 22 08
15,87 16 15 w3 e 12 =12
) - —>
19,05 19 19 07 7,94 D
16 r=1,6
09 9,52
LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3
A N { = SPECIFICO PER GHISA LUCIDATO
c P N = SPECIFIC FOR CAST IRON POLISH
D R 6 M 3 = SPECIFICO PER ACCIAIO INOX
AVANZAMENTI MEDI SPECIFIC FOR STAINLESS STEEL
E S MEDIUM FEED
- SPECIFICO PER LEGHE DI ALLUMINIO
H T 5 7 = SPECIFIC FOR ALUMINIUM ALLOYS %
U ‘
ﬁ\éwéé’\élgh‘ﬂ RERICELSS 9 = SPECIFICO PER ACCIAIO Ej
J W 4 SPECIFIC FOR STEEL
K Y 2=
L Z N g ; INTERMEDI DI USO GENERICO
M &\\\ 6 = INTERMEDIATE FOR GENERAL USE
8=
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Foratura - Drilling - Bohren - Pergage - Taladrado

QUALITY TOOLS ENGINEERING

| I, | HW HC
r | rd fi NON RIVESTITI RIVESTITI
T (g1 IN CCARBIDE CESOMHTET
QCMX iﬂ WCMX a ﬁjm GRADES RECOUVERTS
d- Jsl bé\ |
A HE MRIE
ART COD. | d s d1 r a b = o0 o 10 |10
QCMX 010204 .X36 | 54 58 1238 25 0,4 7 - L]
& QCMX 020204 X36 | 66 | 7.1 | 238 25 | 04 | 7 - ™
= QCMX 030308 .X36 | 8,3 88 |318 | 34 0,8 7 - L]
.X36 QCMX 040308 .X36 | 9,6 10,2 | 3,18 | 3,4 0,8 7 - L]
QCMX 050412 X36 | 11,3 | 12,1 | 4,76 | 4,3 1,2 7 - L]
QCMX 060412 X36 | 13,8 | 14,8 | 4,76 | 4,3 1,2 7 - ]
QCMX 080412 X36 | 17,2 | 18,5 | 4,76 | 4,3 1,2 7 - L]
QCMX 010204 X42 | 54 58 238 25 0,4 7 - ]
a QCMX 020204 X42 | 6,6 71 2,38 | 25 0,4 7 - n
_— QCMX 030308 .X42 | 8,3 88 |318 | 34 0,8 7 - ]
QCMX 040308 X42 | 9,6 10,2 | 3,18 | 3,4 0,8 7 - ]
X42 QCMX 050412 X42 | 11,3 | 12,1 | 4,76 | 4,3 1,2 7 - ]
QCMX 060412 X42 | 138 | 14,8 | 4,76 | 4,3 1,2 7 - ]
QCMX 080412 X42 | 17,2 | 18,5 | 4,76 | 4,3 1,2 7 - ]
QCMX 010204 X52 | 54 58 1238 25 0,4 7 - | | ]
& QCMX 020204 .X52 | 6,6 71 2,38 | 2,5 0,4 7 - | ]
QCMX 030308 .X52 | 8,3 88 |318 | 34 0,8 7 - | | ]
X52 QCMX 040308 .X52 | 9,6 10,2 | 3,18 | 3,4 0,8 7 - ] ]
QCMX 050412 X52 | 11,3 | 12,1 | 4,76 | 4,3 1,2 7 - | | ]
QCMX 060412 .X52 | 13,8 | 14,8 | 4,76 | 4,3 1,2 7 - | ]
QCMX 080412 X52 | 17,2 | 18,5 | 4,76 | 4,3 1,2 7 - | | ]
WCMX 040208 .S42 | 3,99 | 6,35 | 2,38 | 2,8 0,8 7° 80° ]
v WCMX 050308 .S42 | 507 | 794 | 3,18 | 3,4 0,8 7° 80° L]
WCMX 06T308 .S42 | 6,14 | 9,52 | 3,97 | 3,8 0,8 7° 80° ]
.S42 WCMX 080412 .S42 | 8,14 | 12,7 | 4,76 | 4,4 1,2 7° 80° L]
WCMX 030208 .S62 | 3,46 | 556 | 2,38 | 2,5 0,8 7° 80° |m L]
v WCMX 040208 .S62 | 3,99 | 6,35 | 2,38 | 2,8 0,8 7° 80° |m ]
WCMX 050308 .S62 | 507 | 794 | 3,18 | 3,4 0,8 7° 80° |m L]
.S562/.062 |WCMX 06T308 .062 | 6,14 | 9,52 | 3,97 | 3,8 0,8 7° 80° |m
WCMX 06T308 .S62 | 6,14 | 9,52 | 3,97 | 3,8 0,8 7° 80° L]
WCMX 080412 .S62 | 8,14 | 12,7 | 4,76 | 4,4 1,2 7° 80° |m | |
olZ ol
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ] =5 Sdlg
= B2e EE R
P | ACCIAIO - STEEL - STAHL - ACIER o|e 30
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° ole|o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o e|0 o
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o o
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS O
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL ]
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / Ml NEW DA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /] NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE 643



Foratura - Drilling - Bohren - Pergcage - Taladrado

QUALITY TOOLS ENGINEERING

A HW HC
NON RIVESTITI RIVESTITI
SM..-30 | — | CEMENTED COATED GRADES
SM..-45 I | di CARBIDE BESCHICHTET
- L Zo8re GRADES RECOUVERTS
SM..-55 Ligl=
SM
[a]
=)
-
ART COD. | s d1 SM h o o
B SM 0702 - 30 6,35 2,38 2,8 2,2 1,3 30° L]
B SM 0702 - 45 6,35 2,38 2,8 2,3 2,3 45° ]
B SM 0702 - 55 6,35 2,38 2,8 3,9 5,6 55° L]
i a
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX =
n
=4
P | ACCIAIO - STEEL - STAHL - ACIER °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE °
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ®
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW

©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
644 EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



NOTE - NOTES




s ]
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

TN w1 | |-

- 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

el @W
QUALTY TOOLS ENGINEERING.

P Vc = 180-400 m/min
M CCMT 060204 .G52 - T1415

K Vc = 140-430 m/min P05-25 / K20-30

N
: LINTRION
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

GUIDA FACILE
EASY GUIDE

CCMT 060204 .G52
T1415

T1415

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

INSERTS FOR MACHINING BORES / WENDEPLATTEN ZUR BEARBEITUNG VON BOHRUNGEN
PLAQUETTES POUR USINAGE TROUS /PLAQUITAS PARA TRABAJO DE LOS AGUJEROS




INSERTI PER LAVORAZIONE FORI
INSERTS FOR MACHINING BORES
WENDEPLATTEN ZUR BEARBEITUNG VON BOHRUNGEN

QUALITY TOOLS ENGINEERING PLAQUETTES POUR USINAGE TROUS
PLAQUITAS PARA TRABAJO DE LOS AGUJEROS

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 materiali - Materials comparaison table
Material vergleichstabelle - Tableau comparatif des materiaux

1] = = | BB mn [e] v

3323
GR.

UNI WISTOFF DIN sl BS AFNOR Js ket.1 me

ACCIAIO NON LEGATO RICOTTO

o
ANNEALED NOT- ALLOY STEEL C<0,15% 125HB

CF oS | 10722 | 10SPb20 nLos |- 10PoF 2

CFosMn2s | 10715 | 9Sm2s 1213 oMo | $2%

CFoSMn3s | 1073 | 9SMn3s 1215 20M07 | S30

CFOSMPb28 | 10718 | 9SMPb28 12113 S250P

CFoSMPb36 | 10737 | 9SMnPb3 2114 5300

15016 1001 | C15 1015 080 M 15
10402 | G2 1020 050A20
1141 | ck1s 1015 080 M 15 XC15:XC 18

AIO NON LEGATO RICOTTO o
LED NOT-ALLOY STEEL C 0,15-0,55% 180 HB,

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

0AG
%oA% |-
comss  |xcss Swc  [1e |o02s
W  |xce Ssec |10 o024
S0A%  |3NGs SNexs | 1600 | 024
: : 600 | 024
ACCIAIO NON LEGATO B9
QUENCHED AND TEMPERED NOTS y C>0,55% 300 HB
cssku s | croswt wie |- V105 s (10 | 02e
: Tie | Crasw Wi V2120 S| |om
css Toss | Gis o5 | oowss 170|024
ceo 10801 | C60 1060 080 A G2 ccss - 00 (024 | 5
¢ T | Getor T [omAse |- Sups 1700 |0
50 T | G 0 |oowss [xcss S | im0 |os
13 Tzt | G 0 |omwA  [xcw sssc (10 | 02e
¢ Tso | seners s |ei0Ass | sNGs Snozse (1700 | 024
V520 | NS : : : : 700 | 054
ACCIAIO DEBOLMENTE LEGATO RICOTTO
ANNEALLED LOW ALLOY STEEL 180 HB
- 1205 | o0crs s a3 vioce 1m0 |02
Torwors T2 | 10swore E : Toswe 13 Sz | 1700 | 024
! 70 | 12cHlos 10 Atearzz | tsorez2 6131 | 106D, 10 : 0 |02
14CiMo4 5 17385 | 13CMo4d At82F11 | 1501620 Gr27 | 15CD 35 im0 (024 | 6
! iTris | leves 5o ce0 o |- 1700|024
Tanis Tz | 1aNe Assores | Tone - 700|024
Toncr 1 152 | NG P NGt Swxrse | 1700 | 024
Tona it Vs | raNGiie Siosa || 2o 1s Swcaisi [ 1700 | 024
! Toesr | 1aNowest : s |- : 1700|024
0| 1508 w5 |sems | rea Soratsen | 1700 | 024
1120
oA
LCHI
@ RECT
— '
N mAQ] s HT ommAmoo
po- el SRR B IR IEIES
_ d RAR B AR
N S| S/ || F |
A5 SVl w wiF|F |||
e vevoer - sauEEs oS T WY |
) e s (e [ 38 |2
N e [ | D1 B ]
CMT 060204 ST 7E [ 0r ]« [
| S s Tor | ]
CCMT 060208 o7 L ose [aor| s | os ‘ ‘
ST Tesz a5 4 o8
.G52 —d
CCMT 09T3. o5 |65 | 230 | 26 | 02 | [a .
CCMT 00 65 o5 238 28 [ 04 [ [m O
= w2 | o7 o |oor | ae| o |u .
|
lccaT ou 65 | 635[238| 28 | 00 -
FASE 2 - PHASE 2 SN =
e13 [CCGT 09T3( 952 | 397 | 44 | 00 -
[CCGT 097301 52 397 [ 44 [ 01 ) i
B f@ locor omant oo 5 | 25 | 01 . ||
pd [CCGT 060202_G57P 28 | 02 n
B garp [cooTo00208"GP Zo ot 5
oot ovmsuz_core 02 .
ot ooTsudcsre or .
CoT ooTsns G575 o5 5
Iz 65 | 639238 | 28 | 02
CHOICE OF INSERT DEPENDING ON MATERIAL 4 BB B 5008
4
o7 | oo | 307 | as | 02
DA AEARTERT]
WAHL DER WENDEPLATTE JE NACH WERKSTOFF o7 [sse (257 44 [ 08
CHOIX PLAQUETTE EN FONCTION DU MATERIEL
7/ o osozos G3s 65 | 635|238 | 20 | o |m
¥
Bl " ggo [ccumoomsos e o7 |02 |97 | 4a | 0a |u ; I
N
65 |65 | 23| 20 | 02
65 Tess 2 28 00
o7 | os2 | 397 | 44 | 02
97 [ 952 [397 | 44 |04 | | |
S s Taer w08 @
olw wiviwv oo
NN i NN N
NMERARA B BRI
eI SalalsisielE
yy O|OCjeje O @
fLuMMIUM-LEGIERUNGEN > h o o |
GHISA - CAS"  JffucEliddsiins ®
oy bt et [T [HEEE]
ar LR T ARICHESTA_ON REQUEST AU ANTRAGE U OEAIDE 1
Recomtuscs rsamen. A FeRSL POSeRE AP ICATON 665
N CONSBLEE O AENGONG AP ICRTEN POSSBLE
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

ap o)

160 O (@] 85
80 cionn

0 ciotn

0 cionn

0

oo (oo

oooomooa

(o)
orozoaoaie et 1

Qi o o %
g o a0 e 2

A o| % T142572425 | T1425 72425
—a| » TSIz | Ttz |

O o

O o

7 0

FASE 3 - PHASE 3

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED

EINSTELLUNG DES VORSCHUBS
CHOIX DE LAVANCEMENT

10204 08 16

.G57P

T2 04 0E 6 20

Qoo (>4

(o)

00T 0204 08 T8 20"

ap o)

Lrlw O 0 %
Dol ®

VAN ] 40

<ao|

=l = D010

Ol e

‘ Xa7 Zo S oI ™
661
Ve (mimin)

1tting speed of the machining bores grade
2 (Ve) - Vitesse decoupe de la qualté usinage trous.

T531

T1435| 75320

T1225|T2330 | T540
CED

220400 | 170-240 200-300 | 170-190 | 200350 | 170250 180-230
180280 | 170-190 | 170330 | 150-200 170190
170-190 | 120300 | 100-170 130150

220400

170190 | 100250 | 80140

220400
170-190 | 100280 | 100-160

220400

170150 | 120250 | 0200 150190
190 90150 | 70200 | 100-160 a0-150
1 120-200 | 100-250 | 100-150 70-130
120200 | 10200 | 80140 120200
160320 | 1022 o0 | 100250 | s0170 50100
FASE4-PHASE4 20320 | 130220 \ 140180 | 100230 | 120180 140180
20320 | 190220 140200 | 100200 | s0-40 o160
100210 100190 | 100200 | 100:130 | 100180 | t10-190
70100 | 70100 w0150 | 60130 | 80140 | 80150
140370 | 130210 | 130210
16 | 260 | 140370 | 130210 | 130210
17 | 160 | 190400 | 120240 | 120240
SCELTA DI VVC IN FUNZIONE DEL GR. VDI K0 ot | o |
CHOICE OF VC DEPENDING ON VDI GR. NI o | o oo
20 | 200 | 100520 | 150250 | 150250
WAHL VC JE NACH WERKSTOFF 2 [ & 00850
2 | 1w 300950
CHOIX DE VC EN FONCTION DU GR. VDI B )
e 200950
25 130 180-500
2 | 0 180350
] 27 90 180-350
2 | 0 200550
2 300950
30 300950
BRE 240 | 2040 240
2 | a0 20 | 153 1535
BE 2040 | 1030 825
| %0 o | s 415
D D 3
36 |00 0% | s 50130
37 [rm1050 20-50 2040 1535
38 |sumo
3 |oomo
40 400
41 [soec
659
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QUALITY TOOLS ENGINEERING

PANORAMICA QUALITA LAVORAZIONE FORI
GENERAL VIEW MACHINING BORES
BEARBEITUNG VON BOHRUNGEN-UBERSICHT

VUE D’ ENSEMBLE QUALITE USINAGE TROUS
VISTA GENERAL TRABAJO DE LOS AGUJEROS

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
STAHL ROSTFREIER STAHL GRAUGUSS NICHTEISENMA SCHWIERIGE MATERILIEN HARTE MATERIALIEN
ISO 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
4010)> C4010 :/c4o1o i
DT63 DT63 DT63 )
{ 1115 {1115 ) T115 )
N3015
{T120  T20
T5610 { 15610 >
T1415 {  T415
F2120
{ 13220
15320
T1225
T1425 T1425
F2425
F4425
T1126 <11126) XED
F2430
T531
T1435
F2435
T540

DP

TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE

l >

V?

[

_dimm— g

L ]

-«

] =

(:1:

RESISTENZA ALL'USURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A L'USURE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

[

[

> | =

N e— g

-«

L ]

-«

] =

(:1:

(:1:

VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

HT ceruer

HW

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

HC

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

DP

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita lavorazione fori - Application of the machining bores grade

Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o, = .o
MATERIALIEN - MATERIAUX : QUICK
P M K N S | H|PCK
DIN z 3 PAG. 646
= 2 | 22 z
Ol
513
(7] = = -
Suss| 23g/L02E0FE5 225 fnois 4+ INDICAZIONI - USO
2% ozofc|Z8uwBEpEE3EE 205 gin
SOTEISZEX|FE2E|ZLE (B2 22| wo L Toughness .
Qlz8Ig=a0|2058 | 0 EERLLTEE
eHhh2heRodo6R(2222 2682|352
S - QUALITA UNIVERSALE
- ALTA RESISTENZA AL CALORE E ALLUSURA,
C4010| HT [mos5| O | @ | O O | ® | BUONA TENACITA
K05-15 L - INDICATO PER LE ALTE VELOCITA DI TAGLIO
[ ]
P05-25 - QUALITA' MICROGRANO MOLTO RESISTENTE
ALLA ROTTURA ED ALLUSURA
MO05-2
DT63 H+T (M5 @ | @ | @ O | ® | |\DICATO PER MEDIO-ALTE VELOGITA' DI TAGLIO
K05-25 [ IN FINITURA.
[ |
- QUALITA’ MICROGRANO CON BUONA
RESISTENZA ALL'USURA ELEVATA STABILITA
DEL FILO TAGLIENTE, BASSA TENDENZA
T115 | HW | k1025 ol e | o O | @ | ALLINCOLLAMENTO
N10-20 ] - INDICATO PER MEDIO-BASSE VELOCITA DI
TAGLIO SU GHISA GRIGIA E ALTE PER MATERIALI
$10-20 ] NON FERROSI.
N3610 - GRADO PER LA LAVORAZIONE DELLE LEGHE DI
UNEW HW ® ® @ AuumiND
N10-20 L
N3015 | Hw ° @ | .- QUALITA' PER LAVORAZIONI DI MATERIALI NON
FERROSI COME ALLUMINIO E RAME
N05-15 L
- QUALITA' MICROGRANO CON BUONA TENACITA
" ] - INDICATO PER MEDIO-BASSE VELOCITA DI
T120 | HwW | m10-20 |l e e M| O @ | 14GLI0 E ALTI AVANZAMENTI. PER ASPORTAZIONI
K10-25 ] MEDIE IN SGROSSATURA
[ ]
HC - ALTA TENACITA, BUONA RESISTENZA ALL'USURA
P05-20 E ALLO SHOCK TERMICO
T5610 ° ° ® | - INDICATO PER MEDIO-ALTE VELOCITA DI TAGLIO
K05-20 . NELLA LAVORAZIONE DELL'ACCIAIO E MEDIE PER
CcVD = LAVORAZIONI PROBLEMATICHE DI GHISA
HC - QUALITA SPECIFICA PER LA LAVORAZIONE
DEGLI ACCIAI INOX, PARTICOLARMENTE ADATTO
ALLE LAVORAZIONI DI SUPER FINITURA
F2120 M15-25 ® O | O O ® | O|" _pyo ESSERE IMPIEGATO NELLE LAVORAZIONI
K15-25 [ DI GHISA, ALLUMINIO E LEGHE RESISTENTI AL
PVD = CALORE
HC - SUBSTRATO DI CARBURO APPOSITAMENTE SVI-
P30-40 m LUPPATO, RIVESTIMENTO IN PVD INNOVATIVO.
M15- - QUALITA CON UN'ECCELLENTE ROBUSTEZZA
F2425 98 O | O B | O | ® | 5ENZA PREGIUDICARE LA DUREZZAA CALDO E LA
PVD | RESISTENZA ALLUSURA SIA A BASSE CHE AD ALTE
] VELOCITA DI TAGLIO
HC [ - SUBSTRATO DI CARBURO APPOSITAMENTE
P35-45 E SVILUPPATO
M25-4 ] - RIVESTIMENTO IN PVD INNOVATIVO, FORNISCE
F2435 sl O | @ ® | O | UNECCELLENTE ROBUSTEZZA E OTTIMA TENACITA
PVD | SENZA PREGIUDICARE LA DUREZZA A CALDO SIAA
- BASSE CHE AD ALTE VELOCITA DI TAGLIO
APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER E|NSATZ' MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita lavorazione fori - Application of the machining bores grade

Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

QUALITY TOOLS ENGINEERING

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

B

INDICATION - USAGE

- UNIVERSAL GRADE

- HIGH HEAT AND WEAR RESISTANCE, GOOD
TOUGHNESS

- SUITABLE FOR HIGH CUTTING SPEEDS

- UNIVERSALSORTE

- HOHE HITZE- UND i
VERSCHLEISSBESTANDIGKEIT, GUTE ZAHIGKEIT

- FUR HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

- QUALITE UNIVERSELLE

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

- INDIQUE POUR LES HAUTES VITESSES DE
COUPE

-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 M|CROGRAIN TRES RESISTANT A
LA RUPTURE ET A LUSURE

-INDIQUEE POUR HAUTE VITESSE DE COUPE
EN FINISSAGE

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

-SUITABLE FOR MEDIUM CUTTING SPEEDS ON
GRAY IRON AND HIGH CUTTING SPEEDS AND
NONFERROUS MATERIALS.

-MIKROKORNSORTE MIT HOHER VERSCHLEIS-
SFESTIGKEIT, STABILITAT DER SCHNEIDE, NIE-
DRIGER NEIGUNG ZUR VERKLEBUNG

-FUR MITTEL-NIEDRIGE SCHNITTGESCHWIN-
DIGKEITEN BEI GRAUGUSS UND NE-MATERIA-
LIEN

-QUALITE MICRO-GRAIN AVEC BONNE RESI-
STANCE A LUSURE, STABILITE ELEVEE DU
TRANCHANT, BASSE TENDANCE AU ENCOLLAGE

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE

DE COUPE SUR FONTE GRISE ET MATERIAL NON
FERROUX

- GRADE FOR THE MACHINING OF ALUMINUM

- SORTE FUR DIE BEARBEITUNG VON
ALUMINIUM

- NUANCE POUR L'USINAGE DE LALUMINIUM

- DEGREE FOR NON-FERROUS MATERIALS
LIKE ALUMINIUM AND COPPER

- SORTE FUR NICHTEISENMATERIALIEN WIE
ALUMINIUM UND KUPFER

- QUALITE POUR DES USINAGES DE
MATERIAUX NON FERREUX TELS QUE
LALUMINIUM ET LE CUIVRE

- MICROGRAIN GRADE WITH GOOD
TOUHGNESS

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

-MIKROKORN SORTE MIT GUTER ZAHIGKEIT

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

-QUALITE DE MICROGRAIN AVEC BONNE
TENACITE

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

-HIGH TOUGHNESS, GOOD RESISTANCE TO
WEAR AND TO THERMAL SHOCK

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS ON STEEL AND MEDIUM CUTTING
SPEED FOR DIFFICULT IRON OPERATIONS

-HOHE ZAHIGKEIT , GUTE
VERSCHLEISSFESTIGKEIT UND
TEMPERATURWECHSELBESTANDIGKEIT

-GEEIGNET FUR MITTEL-HOHE
SCHNITTGESCHWIN-DIGKEITEN BEI STAHL UND
FUR MITTLERE SCHNITTGESCHWINDIGKEITEN
BEI GUSEISEN

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

-INDIQUEE POUR DES HAUTE-MOYENNE
VITESSE DE COUPE DANS LES USINAGES DE
L’ACIER ET MOYENNE POUR LES USINAGES
PROBLEMATIQUES DE LA FONTE

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

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

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

-EINSETZBAR FUR GUSS, ALUMINIUM UND
HITZEBESTANDIGE LEGIERUNGEN

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

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

- SPECIALLY DEVELOPED CARBIDE SUBSTRA-
TE, INNOVATIVE PVD COATING

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

- SPEZIELL ENTWICKELTES KARBIDSUBSTRAT,
INNOVATIVE PVD-BESCHICHTUNG.

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

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

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

- SPECIALLY DEVELOPED CARBIDE
SUBSTRATE

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

- 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 LA
DURETE A CHAUD A DE BASSES COMME A DE
HAUTES VITESSES DE COUPE.

METALLO DURO NON RICOPERTO

CERMET UNCOATED CARBIDE

HT HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE

HC

METAL DUR RECOUVERT

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita lavorazione fori - Application of the machining bores grade

Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL ) 0o
MATERIALIEN - MATERIAUX : QUICK
P M K N H | PICK
DIN z z PAG. 646
. =] z
SAU ISO azy ggé 22 | L,
513 Bod| L Bakx| E2pXIs2
5ok zg2io2mI5=8= 20| INDICAZIONI - USO
zow?2| O08G|zEPrlEox 2|2 <S 2| Tenacita  +
_9 SurZ| g, |6hpulc3UEZE 07
Zog|Tzigis SEI2EREISOZ8 150 LE| bughnes
Qu<h|3288|2253|280% 255 225k
2H0h2IHhe OQOE S22S|S63S|SF%=
o (@]
[ |
[ |
o
[ |
[ |
O [ ) [ |
[ |
[ ]
® O O ]
[ |
[ ]
[ ]
[ ) [ ) [ ]
[ |
[ ]
® o o [
[ |
[ |
[ ]
[ ) (@) [ |
[ |
[ |
[ ]
O e o [
[ |
[ |
[ ]
() O [ |
[ |
[ |
) e -INSERTO CON MEDIA TENACITA
T5320 M03s5| @ | O - @ | INDICATO PER MEDIE ALTE VELOCITA DI TAGLIO
-ADATTO PER LA LAVORAZIONE DEGLI ACCIAI
] LEGATI E DEBOLMENTE LEGATI
CVD
[ ]
APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER E|NSATZ, MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita lavorazione fori - Application of the machining bores grade
Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

QUALITY TOOLS ENGINEERING

INDICATIONS - USE GEBRAUCHSANWEISUNGEN INDICATION -

 MEDIUM TOUGH INSERT - WENDEPLATTE MIT MITTLERER ZAHIGKEIT | - PLAQUETTE AVEC TENACITE MOYENNE
- GEEIGNET FUR MITTLERE/HOHE - PREVUE POUR DES VITESSES DE COUPE
- IDEAL FOR MEDIUM TO HIGH CUTTING SPEEDS | i\ TT GESCHWINDIGKEITEN HAUTES ET MOYENNES
WAL ABLE FOR MACHINING ALLOYED AND - GEEIGNET FUR BEARBEITUNGEN VON - PREVUE POUR L'USINAGE DES ACIERS
LEGIERTEM UND SCHWACH LEGIERTEM STAHL |ALLIES ET FAIBLEMENT ALLIES

METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO DIAMANTE POLICRISTALLINO (PCD)

UNCOATED CARBIDE COATED CARBIDE POLYCRYSTALLINE DIAMOND (PCD)
HT CERMET HW UNBESCHICHTETES HARTMETALL HC BESCHICHTETES HARTMETALL DP POLYKRISTALLINER DIAMANT (PCD)

METAL DUR PAS RECOUVERT METAL DUR RECOUVERT DIAMANT POLYCRISTALLIN (PCD)
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Impiego delle qualita lavorazione fori - Application of the machining bores grade

Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL o, 0o
MATERIALIEN - MATERIAUX : QUICK
P M K N S | H|PCK
DIN z z PAG. 646
) . é =< z
SAU o0
513 oSl wEesxsl E2gazia
Soux| zoglio=RIGEE JbEx| INDICAZIONI - USO
o, |Z682 980IZEREIESEE 222 e +h| g
Tl kel SWIOHHEEIF0206|E 5 LT pughness ,f
QUES|ISRE5|5953|260K|kEhk|5%%k
TONIINVEI|OCIOL|SZZSSQB==STIT=
HC | o1 oz - OTTIMA RESISTENZA ALL’ USURA E BUONA
TENACITA.
M15- ]
T1225 5%, @ | O ® | NDICATO PER UNA VASTA GAMMA DI
cVD [ APPLICAZIONI
[ |
T2330 °
- GRADO PER LA LAVORAZIONE DELL’ACCIAIO
m M30-40 ° e 0| \ox
[ |
CVD
[ |
HC A
P20-43 =1 - OTTIMA TENACITA , RESISTENZA ALLUSURA E
T540 vos<o el o o = ® | ALA SCHEGGIATURA
- INDICATO PER MEDIO-BASSE VELOCITA DI
cVD [ TAGLIO
[ |
- GRADO INDICATO PER LA TORNITURA
DI MATERIALI NON FERROSI, ES. LEGHE DI
ALLUMINIO, MEGLIO SE AD ALTO TENORE
() o DI SILICIO, RAME, BRONZO TERMOPLASTICI
RINFORZAT| E COMPOSITI.
] - OTTIMA FINITURA E VITA UTENSILE.
APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER E|NSATZ’ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita lavorazione fori - Application of the machining bores grade

Einsatz der bearbeitung von bohrungen - Utilisation de les qualitées usinage trous

SSAU

QUALITY TOOLS ENGINEERING

=

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

-EXCELLENT RESISTANCE TO WEAR AND
GOOD TOUGHNESS

- SUITABLE FOR A WIDE RANGE OF
APPLICATIONS

-OPTIMAL VERSCHLEISSFESTIGKEIT UND
GUTE ZAHIGKEIT

- GEEIGNET FUR EINE BREITE PALETTE VON
ANWENDUNGEN

-OPTIMAL RESISTANCE A L'USURE ET BONNE
TENACITE

- INDIQUE POUR UNE VASTE GAMME
D’APPLICATIONS

- GRADE FOR THE MACHINING OF STAINLESS
STEEL

- SORTE FUR DIE BEARBEITUNG VON INOX-
STAHL

- NUANCE POUR L'USINAGE DE L'ACIER
INOXYDABLE

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND CHIPPING

-SUITABLE FOR MEDIUM-LOW CUTTING
SPEEDS

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

COPPER, BRONZE CONTENT, REINFORCED
THERMOPLASTIC MATERIALS AND COMPOUNDS

- EXCELLENT FINISHING AND TOOL LIFE

-SEHR GUTER VERSCHLEISS, UND
AUSBRUCHFESTIGKEIT

-FUR MITTEL-NIEDRIGE
SCHNITTGESCHWINDIGKEITEN

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

- HERVORRAGENDE OBERFLACHENGUTE

_ -HAUTE TENACITE, RESISTANCE A LUSURE ET
A LEBRECHEMENT

-INDIQUEE POUR MOYENNE-FAIBLE VITESSE
DE COUPE

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

- FINITION ET VIE DE L'OUTIL EXCELLENTES.

UND WERKZEUGSTANDZEIT

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

COATED CARBIDE

HC

METAL DUR RECOUVERT

METALLO DURO RICOPERTO

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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VC(m/min)

Velocita di taglio delle qualita lavorazione fori - Cutting speed of the machining bores grade

Schnittgeschwindigkeit bearbeitung von bohrungen (Vc) - Vitesse decoupe de la qualité usinage trous

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
wareimcen| 3323 | HRc | C4010 | DT63 | T115 |[N3610 N3015| T120 | F2120 | F2425| F2435 | T1415 T516
PAG 1119 GR. Rm m
P 1 125 | 230-270 | 310-400 130-250 | 170-190 | 220-400
2 180 | 230-270 | 260-350 130-250 | 170-190 | 220-400
3 250 | 230-270 | 220-300 130-250 | 170-190 | 220-400
4 | 220 | 230-270 | 220-330 130-250 | 170-190 | 220-400
5 | 300 | 230-270 | 180-280 130-250 | 170-190 | 220-400
6 180 | 230-270 | 250-350 130-250 | 90-150 | 220-400
7-8 |250-300| 180-230 | 200-350 60-180 | 90-150 | 200-320
9 350 | 180-230 | 150-220 60-180 | 90-150 | 200-320
10 | 200 | 160-200 | 200-350 80-200 | 120-200 | 180-320
11 | 350 | 160-200 | 150-220 80-200 | 120-200 | 180-320
Y 12 | 200 | 230-270 | 180-300 80-150 120-250 | 140-180 | 200-320
e
SEEG | 13 | 330 | 170-240 | 150-250 40-70 120-250 | 140-180 | 200-320
wzu | 141 | 180 | 170-240 | 150-280 50-100 | 120-200 | 100-250 | 110-200
)
bes
S48
z2Ez | 142 [230-260| 130-160 | 100-150 50-90 | 60-160 | 40-160 | 55-150
g5eg
K 15 | 180 | 200-300 | 200-300 | 120-160 100-150 | 120-160 140-370 | 180-300
16 | 260 | 200-300 | 150-260 | 120-160 70120 | 120-160 140-370 | 140-270
17 | 160 | 220-300 | 180-300 | 130-170 100-140 | 120-160 190-430 | 130-220
L | 18 | 250 | 220300 | 150-240 | 90-130 80-120 | 120-160 190-430 | 100-200
(2]
g % 5 | 19 | 130 | 250-350 | 170-280 | 140-200 120-180 | 140-220 180-520 | 150-280
s==3ig
2223 | 20 | 230 | 250350 | 150-220 | 120-160 70-120 | 120-160 180-520 | 120-220
N 21 60 100-950 | 100-950 | 400-950 | 300-1000 | 100-400
22 | 100 100-950 | 100-950 | 160-950 | 300-800 | 100-400
23 75 100-950 | 100-950 | 320-950 | 200-500 | 100-400
24 | 9 100-950 | 100-950 | 240-950 | 200-400 | 100-400
25 | 130 100-800 | 100-800 | 160-800 | 200-300 | 100-400
26 | 110 100-600 | 100-600 | 200-520 | 200-450 | 100-400
z
= 27 90 100-600 | 100-600 | 200-800 | 200-400 | 100-400
—Ex
é H % « | 28 | 100 100-400 | 100-400 | 120-320 | 250-350 | 100-400
G323
z % oz | 29 60-180 | 60-180 300-500 | 100-600
2hEe
£35% | 30 100-250 | 100-250 100-300 | 100-600
S 31 | 200 3045 20-50
32 | 280 20-35 20-50
33 | 250 20-35 15-40
z
S 34 | 350 18-30 20-35
B2, | 35 | 320 1525 20-35
== o=
£522 | 36 |Rm400 60-120 80-140
525
L5 | 37 |Rm1050 30-80 80-140
H 38 | 55HRC
z
z258 | 39 |60HRC
2=0
SEEX
3522 | 40 | 400
['4 woe
Lepy
EE g 41 | 55HRC

(o]
[6)]
o



VC(m/min)

Velocita di taglio delle qualita lavorazione fori - Cutting speed of the machining bores grade

Schnittgeschwindigkeit bearbeitung von bohrungen (Vc) - Vitesse decoupe de la qualité usinage trous

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
wareRaLen| 3323 | HRC | T3220 | T1425 | T1126 |F2430 | T531 T1435 T5320 T1225 T2330 T540
ot | GR. | Rm CNEW (NEW
P 1 125 | 200-340 | 170-240 | 170-240 200-300 | 170-190 | 200-350 | 170-250 180-230
2 180 | 200-340 | 170-240 | 170-240 180-280 | 170-190 | 170-330 | 150-200 170-190
3 | 250 | 200-340 | 170-240 | 170-240 170-190 | 120-300 | 100-170 130-150
4 | 220 | 200-340 | 170-240 | 170-240 170-190 | 100-250 | 80-140
5 | 300 | 200-340 | 170-240 | 170-240 170-190 | 100-280 | 100-160
6 | 180 | 200-340 | 170-240 | 170-240 170-190 | 120-250 | 140-200 150-190
7-8 |250-300| 150-290 | 100-190 | 100-190 90-150 | 70-200 | 100-160 90-150
9 | 350 | 150-290 | 130-210 | 130-210 120-200 | 100-250 | 100-150 70-130
10 | 200 | 160-290 | 130-210 | 130-210 120200 | 70-200 | 80-140 120-200
11 | 350 | 160-290 | 130-220 | 130-220 140-180 | 100-250 | 80-170 50-100
Cw 12 | 200 | 160-290 | 130-220 | 130-220 130-180 | 140-180 | 100-230 | 120-180 140-180
a2t
SEEG | 13 | 330 | 160-290 | 130-220 | 130-220 100-140 | 140-200 | 100-230 | 80-140 110-160
w2y | 141 | 180 100-210 | 100-210 | 100-220 | 100-160 | 100-190 | 100-200 | 100-130 | 100-180 | 110-190
BE2
a
= z
z3E¢ | 142 230260 70-100 | 70-100 | 80-200 | 80-120 | 50-150 | 80-150 | 80-130 | 80-140 | 80-150
SREQ
K 15 | 180 | 150-400 | 130-210 | 130-210
16 | 260 | 150-400 | 130-210 | 130-210
17 | 160 | 200-450 | 120-240 | 120-240
L | 18 | 250 | 200450 | 120-240 | 120-240
0
§§% 19 | 130 | 200-550 | 150-250 | 150-250
S-oi
2223 | 20 | 230 | 200550 | 150-250 | 150-250
N 21 60 300-950
22 | 100 300-950
23 | 75 200-950
24 | 9 200-950
25 | 130 180-500
26 | 110 180-350
z
2 27 | 90 180-350
—Ex
8L | 28 | 100 200-950
5323
ES5E [ o9 300-950
Spus
§§§'§ 30 300-950
S 31 | 200 2040 | 2040 20-40
32 | 280 20-40 15-35 15-35
33 | 250 20-40 10-30 8-25
z
= 34 | 350 10-30 518 415
&l
Bz, | 35 320 10-30 5-18 4-15
§§gﬁ
£522 | 36 |Rm400 10-30 | 80-130 80-130
el
L55 | 37 |Rm1050 20-50 | 20-40 15-35
H 38 | 55HRC
z
2958 | 39 |60HRC
3zE3
J552 | 40 | 400
o woe
EeEY
££<¢ 41 | 55HRC
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CAMPI D’IMPIEGO DEI ROMPITRUCIOLI LAVORAZIONE FORI
FIELDS OF APPLICATION FOR CHIP BREAKERS

EINSATZGEBIETE DER SPANBRECHER
QUALITY TOOLS ENGINEERING B CHAMPS D’USINAGE DE LE BRISE-COPEAUX
CAMPOS DE UTILIZACION DE ROMPEVIRUTAS PARA MANDRINADO

ap (mm)
A
O @) &5
8,0
DT61T
0 DT61T GRADI CONSIGLIATI
2,0 T120 RECOMMENDED GRADES
10 T120 EMPFOHLENE SORTEN
0.5 DEGRES CONSEILLES
- fn (mm)
0 01 02 04 08 16 20
F = FINITURA, LAV. LEGGERE FINISHING,LIGHT MACHING  |SCHLICHTEN,LEICHTE BEARBEITUNG |FINISSAGE USINAGES LEGERES
M = GENERICO, LAV. MEDIE GENERIC MEDIUM MACHINING |ALLGEMEIN,MITTELSCHWERE BEARBEITUNG | GENERAL USINAGES MOYENS
R = SGROSSATURA, LAV. PESANTI | ROUGHING, HEAVY MACHINING |SCHRUPPEN,SCHWERE BEARBETUNG|DEGROSSISAGES,USINAGES LOURDS
JK,N,S,H = MATERIALI ISO PAG 1119 ISO MATERIALS PAGE 1119 ISO-MATEREIALIEN,SEITE 1119 MATERIAUX ISO PAG 1119

O = TAGLIO CONTINUO CONTINUOUS CUT KONTINUIERLICHER SCHNITT TRONGCONNAGE CONTINU
O = TAGLIO DISCONTINUO DISCONTINUOUS CUT DISKONTINUIERLICHER SCHNITT TRONCONNAGE DISCONTINU
é:g = TAGLIO INTERROTTO INTERRUPTED CUT UNTERBROCHENER SCHNITT TRONGCONNAGE INTERROMPU
@ = APPLICAZIONE CONSIGLIATA | RECOMMENDED APPLICATION EMPFOHLENER EINSATZ APPLICATION CONSEILLEE
O = APPLICAZIONE POSSIBILE POSSIBLE APPLICATION MOGLICHE ANWENDUNG APPLICATION POSSIBLE
ap (mm) = PROFONDITA DI PASSATA DEPTH OF CUT GANGTIEFE PROFONDEUR DE PASSE
fn (mm) = AVANZAMENTO AL GIRO FEED/REVOLUTION VORSCHUB PRO UMDREHUNG DEPLACEMENT AU TOUR
ap (mm)
<> M A
S o 16,0 O O @
0O o© & DT63
A O 4,0 DT63-T531 T531 T531
— 0 20 DT63
O O 1,0
O o| o
»
L/ B 0 01 02 04 08 16 20 n (mm)
<> ap (mm)
14 /
S O O %
D O 8,0
A O 4,0 F2120 F2120
<~ 0 20 F2120 F2120
O F2120 F2120
O 1,0
F2120 F2120
O o 05
> i
L/ O 0 01 02 04 08 1,6 20 mn (mm)
ap (mm)
<> 4 A
K] O 0O
0 o© 8,0 T1425
A O 4,0 T1425
— O 2,0 T1425
O O 1,0
cawamm | S °|
. ~
L/ B 0 01 02 04 08 16 20 m (mm)
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‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘‘

O ap (mm)
A
<o | ™ O @) X
O o© & C4010
AN Gy C4010
< O 20 C4010
O O 1,0
O o 05
.G39 VAVERS 0 07 0204 08 76 200 mmm
O ap (mm)
A
<> o | O O &S
C] O 8.0 T1415-T1425-F2425 | T1415-T1425-F2425
ANE 4,0 T1425-F2425 | T1425-F2425
<~ 0O 2,0 T1415-T1425 | T1415-T1425
O O 1,0
O o 05
[ 7 > i
.G42 = 0 01 0204 08 16 20 n (mm)
<> ap (mm)
4 A
S oa| e O @) &
m= ey Tiazs 1143513220 |~ Trasertozz0 | F2435-T1435
VAN g0 e aass Fisaiine | F2435-T1435
<> 0O 2,0 T3220-T1415-T1425 | 13220-T1425
O O 1,0
O o os
L7 B 0 01 0204 08 76 20% (™M
ap (mm)
SR O 5
<> o | ™ O
D O 8,0
A 4,0
<> 0O 2,0 T115 T115
A o 1d T115 T115
T115 T115
O o 05
[ 7 >
= 0 01 02 04 08 16 20 n (mm)
ap (mm)
O o A O
<> o | " @) X
O o 8,0 T540 T540 T540
VAN 4.0 T540 T540 T540
<> 0 2,0 T120 T120
A o 10 T120 T120 T120
O o 05
>
Tavans 0 01 02 04 08 16 20 n (mm)
ap (mm)
<> 4 A
< o | O O &5
C] O 8,0
A v 4,0
<> O 2,0
AN o 1.0 D3010
O o os
X47 ©ED | L7 © 0 01 02040876 20% (™M

661



TORNITURA 1,5XD
TURNING 1,5XD

.F44 0 01 0203 0405 o6 Mmm

ap (mm)

12,0 1 O O é:g

8,0 T1225-F2430 | T1225-F2430 | T1225-F2430

eMR
10,0 T1225 T1225 T1225
oo |

o

TORNITURA 2,25XD
TURNING 2,25XD

[i][i]= F2430 F2430
0 01 0203 0405 o6 Mmm
Insert (mm)
A
< 13 |
O o
5= 1
= 09
é = o7 |
m .
8 Qo506
04
0002004006008 010012 M (Mm)
o
X Q
0 X
-3
~
%O
52
=
Z
x>
8 ~
.F47P o 01 0203 04 0,5 0,6: fn (mm)
ap (mm)
o A
Q 120
& O 0O &
N 100
o~ N
< N 8,0
o O aa
D=2 j
> E 0 N3015 N3015
Zx 7
S 20|ts
O~ | _.
= 0 010203 0405 0o mmm
Insert (mm)
A
< 13 |
9O 1o
S5 < 1
= 09
é =
m .
8 Qo506
04
0 003006009012050,18 M (MM
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ap (mm)

16,01

14,0

12,0

10,0

8,0

6,0
4,0

2,0

»

0 0,05 0,1 0,15 0,20,25 0,3

fn (mm)

O

O

&

T5320 T5320 T5320
T5320-T2330 | T5320-T2330 | T5320-T2330
T516 T516

.N57P CTED

ap (mm)

16,01

14,0

12,0

10,0

8,0
6,0
4,0

2,0

0 0,05 0,1 0,15 0,20,25 0,3

= fn (mm)

N3610

N3610

N3610
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Denominazione degli inserti per Lavorazione fori

Inserts designation for Machining bores

D

QUALITY TOOLS ENGINEERING

‘CNMG\ ‘120408\ ‘- -\-‘WSZP\

FORMA INSERTO SPOGLIA INFER. TOLLERANZA+/-{mm} TIPO INSERTO
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANCE-+/-{mm} 4 TYPE OF INSERT
3 o m s d
g W= )
A B m A +/-0,005 | +/-0,025 | +/-0,025
AN
8 | [ T NE
08 @ 5° = C +/-0,013 | +/-0,025 | +/-0,025 B N
70-00° W I\
C D C D d E | +-0025 | +-0,025 | +-0,025
e m C =N
<:> ‘ = +/-0,005 | +/-0,025 | +/-0,013 70°.90°
E H D 15°_| :\/ ( G | 0025 | +-005 [ +-0025
d O +-0.13 F Ry
Ij E ZOOD - H +-0,013 | +/-0,025 | +/-0,013
-
K L <> [ [ s pe]| |6 SIN| U S
86° = +/-0,013 | +-0,025 | +/-0,05 — S
M R O d—'m K +-0,13 H NN W NN
N\ ANY
G 301]::5 L +-0,05 | +/-0,013 | +/-0,025 70°-90°@ @ 40600 WA
+-0,08 | +-013 | +/-0,05 - SPECIALE
s U | /A N | oL |:| M | 73% Tl W == | i
70°-90°
~- N +/-0,08 | +/-0,025 | +/-0,05 :
Q s +/-0,18 +-0,13 " NN
v *“3 w P | LD THEEIEEEEE S
LUNGHEZZA TAGLIENTE SPESSORE RAGGIO
5 CUTTING EDGE LENGTH 6 THICKNESS 7 RADIUS 8 9
ad T —
Hiwi I lmH NN s . F
= Mo | Dmaloalflel| S 00() R
"t | Alc o e[ k| |m|RrR]s]| T]Vv]|w N . @ -
3,97 02 — j MO (mm) E
4,76 08 02-03 &!& —
— 1
5,56 05 09 N\ Afr (mm)
6,00 03 E
6,35 06 | 07 | o6 06 06 | 11| 11|04 s mm 02 r=0,2
670 | 10 01 1,59 D L
7,94 07 T 1.97 04 r=0,4
8,00 08 05 e e
02 2,38 05 r=0,5 %
945 | 16
952 [1516] 09 [ 11 [ 09 | 16 | 15 | 09 09 | 16 | 16 | 06 T2 2,78 T —
10,00 10 06 03 3,18 06 =06
11,00 11
T3 3,97 08 =08 D
11,50 12
12,00 12 07 v 4,76 N
12,62 18 05 5,56 10 r=1.0 3
12,70 12 |15 | 12 h5-20 12 | 22 08 06 6.35 o iy —ﬁ
15,87 16 15 —/8 —
oo W,
19,05 19 19
09 952 16 r=1,6
LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3

A N
Cc P
D R
E S
H T
| U
J w
K Y
L z
M

SGROSSATURA 4 = SPECIFICO PER GHISA
ROUGHING ~  SPECIFIC FOR CAST IRON
7 N\
GENERICO 3 = SPECIFICO PER ACCIAIO INOX
GENERIC 6 SPECIFIC FOR STAINLESS STEEL
5 _  SPECIFICO PER LEGHE DI ALLUMINIO
7= SPECIFIC FOR ALUMINIUM ALLOYS
FINITURA 4
FINISHING g = SPECIFICO PER ACCIAIO
3 = SPECIFIC FOR STEEL
2 TAGLEENTE _AFFILATO
SHARP CUTTING EDGE 2=
m g f INTERMEDI DI USO GENERICO
k 1 SUPERFINITURA ‘ —  INTERMEDIATE FOR GENERAL USE
SUPERFINISHING N g =

LUCIDATO
POLISH

GEOMETRIA
_ CON WIPER
~ GEOMETRY
WITH WIPER

w
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QUALITY TOOLS ENGINEERING

Lavorazione fori - Machining bores - Bearbeitung von bohrungen -
Usinage trous - Trabajo de los agujeros
(7 HC

CCET HT HW DP
CCGT CERMET | NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CCGW CARBIDE BESCHICHTET
CCMT GRADES RECOUVERTS
CCMX g
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o o1 | 1v IR I o
SIS ) Y925 9995 Q S
ART. COD. | d S d1 r |s|= h= NS SSFSER -
oo = Lk = 0
el H CCET 060202 L .B22 65 | 635|238 | 28 | 02 n ™
FA' CCET 060204 L .B22 6,5 | 6,35 | 2,38 | 28 0,4 ] ]
Fz .B22
CCET 09T304 L .B22 9,7 9,52 | 3,97 4,4 0,4 ] u
% CCGT 060200 .G13 6,5 6,35 | 2,38 2,8 0,0 ]
VA' CCGT 060201 .G13 6,5 6,35 | 2,38 2,8 0,1 ]
FA’ .G13
CCGT 097300 .G13 9,7 9,52 | 3,97 4.4 0,0 ]
CCGT 097301 .G13 9,7 9,52 | 3,97 4.4 0,1 ]
Fd Fem |cCGT 060201 .G57P 65 | 635|238 | 28 | 01 m
M . |CCGT 060202 .G57P 65 | 635 | 238 | 28 | 02 -
3 T 204 .G57P 2 2 4
B G57p |CCGT 060204 G5 65 | 635 2,38 | 28 | 0, .
CCGT 09T302 .G57P 9,7 9,52 | 3,97 4,4 0,2 ]
CCGT 09T304 .G57P 9,7 9,52 | 3,97 4,4 0,4 ]
CCGT 09T308 .G57P 9,7 9,52 | 3,97 4.4 0,8 ]
% a“ CCGW 060202 .X47 6,5 6,35 | 2,38 2,8 0,2
% h CCGW 060204 .X47 6,5 6,35 | 2,38 2,8 0,4
F" X47
CCGW 09T302 .X47 9,7 9,52 | 3,97 4.4 0,2
CCGW 09T304 .X47 97 | 952|397 | 44 0,4
CCGW 09T308 .X47 97 | 952|397 | 44 0,8
F _—
% [Gl CCMT 060204 .G39 6,5 | 635|238 | 28 | 04 |m
Z CCMT 097304 .G39 97 | 952|397 | 44 04 |m
.G39
7 CCMT 060202 .G42 6,5 6,35 | 2,38 2,8 0,2 ] u
% CCMT 060204 .G42 6,5 6,35 | 2,38 2,8 0,4 n | 1L}
.G42
CCMT 097302 .G42 9,7 9,52 | 3,97 4.4 0,2 n | |
CCMT 097304 .G42 9,7 9,52 | 3,97 4.4 0,4 n | 1L}
CCMT 097308 .G42 9,7 9,52 | 3,97 4.4 0,8 n | 1L}
% CCMT 060204 .G52 6,5 6,35 | 2,38 2,8 0,4 ] BN BN ] ]
% CCMT 060208 .G52 6,5 | 6,35 | 2,38 | 28 0,8 ] ] L]
Fz .G52
CCMT 09T304 .G52 97 | 952|397 | 44 0,4 N EEE [ ]
CCMT 097308 .G52 9,7 9,52 | 3,97 4,4 0,8 H E EEEN ]
[;VA; u CCMX 09T304 .G32W 97 | 952|397 | 44 | 04 []
FA’ .G32w
B D e olw i w v vl o @ 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S| © 0 N2 EIEIEEE &
< | = - N NN~ || ™|~ |1 -
oo [ L F|F|F|F - a
P | ACCIAIO - STEEL - STAHL - ACIER o|e [oRNeAN BN NECRN Nie) [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN ) [ BN BN ] o] [ BN ) O
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o|e O o|C|e| @
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o °
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /L1 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 665
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Lavorazione fori - Machining bores - Bearbeitung von bohrungen -

Usinage trous - Trabajo de los agujeros

QUALITY TOOLS ENGINEERING

| 70 HT HW HC DP
d 711 TCGT T CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
SMU45 % g 7 TCGW a1 CARBIDE BESCHICHTET
35° GRADES RECOUVERTS
L 4 TCMT = 11
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES o oo IR o o
5 0wl o - Nl® | NN ) o <
ART. COD. | d S d1 r < =S| S SIS ITTST & -
o -~ LW — [ -
y SMU45 10T2 .X55 9,5 6,1 2,83 | 28 - [ ] ] L
m .X55
% A\ TCGT 110202 .G39 11,0 | 6,35 | 238 | 2.8 02 |'m
w1 O\
ﬁ Y
G39
% @ TCGT 110204 .G57P 11,0 | 6,35 | 238 | 28 0,4 u
m .G57P
% A TCGW 110202 .X47 11,0 | 6,35 | 238 | 28 0,2
% TCGW 110204 .X47 11,0 | 6,35 | 2,38 | 28 0,4
xat CED
% A TCMT 110204 .G39 11,0 | 6,35 | 2,38 | 28 04 'm
W .G39
% A TCMT 110202 .S42 11,0 | 6,35 | 2,38 | 28 0,2 ]
% = |TCMT 110204 .S42 11,0 | 6,35 | 238 | 28 0,4 u ]
.S542
% A TCMT 080204 .G52 82 | 476 | 2,38 | 23 0,4 n
W G52 TCMT 110204 .G52 11,0 | 6,35 | 238 | 28 0,4 HEEEER n
TCMT 110208 .G52 11,0 | 6,35 | 2,38 | 28 0,8 L L L)
, (=4 oV IV L L o WL n —
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S 2|5 2919 59 8 ¢ ] S S
< - | - OWINN| |~ ™ - 0
o -~ L e - [ -
P | ACCIAIO - STEEL - STAHL - ACIER o [ ARcRNEN NN NEeRN ) ) [}
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ® o e 0 o ) o [
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (e} o L] [oNNeRN )
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM o ®
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
666 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Lavorazione fori - Machining bores - Bearbeitung von bohrungen -

Usinage trous - Trabajo de los agujeros

QUALITY TOOLS ENGINEERING

HT HW HC DP
CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
Xc ET 1 CARBIDE BESCHICHTET
Xc NT GRADES RECOUVERTS
@ oo
ART. coD I d b° d1 5 = 28
: : s r 2 2 2|8
Fd “/‘;\‘ XCET 040104FR .N57P 4 45 88 | 1,80 | 2,10 | 0,4 n
BA EX=€] | XCET 050204FN .N57P 5 58 | 88 | 21 |225| 04 n
N57P |XCET 060204FN .N57P 6 65 | 88 | 238 | 25 | 04 ]
XCET 070304FN .N57P 7 76 | 88 | 318 | 28 | 04 ]
XCET 080304FN .N57P 8 85 | 88 | 318 | 34 | 04 ]
XCET 09T304FN .N57P 9 96 | 88 | 397 | 34 | 04 ]
XCET 10T304FN .N57P 10 | 106 | 88 | 397 | 44 | 04 ]
XCET 130408FN .N57P 13 | 135 | 88 | 476 | 53 | 08 ]
XCET 170508FN .N57P 17 | 175 | 88 | 556 | 53 | 04 ]
LNEW ) IH DISPONIBILE DA GIUGNO 2020
BE AVAILABLE FROM JUNE 2020
== AB JUNI 2020 LIEFERBAR
IE DISPONIBLE A PARTIR DE JUIN 2020
!:‘j XCET 040104ER .N53 4 45 | 88 | 1,80 | 210 | 04 =
Fe XCET 050204EN .N53 5 58 | 88 | 21 |225| 04 n
Ve == Iy CET 060204EN N53 6 65 | 88 | 238 | 25 | 04 ™
B .N53 |xCET 070304EN .N53 7 | 7.6 | 88 | 318 | 2.8 | 04 ™
XCET 080304EN .N53 8 85 | 88 | 318 | 34 | 04 ™
XCET 09T304EN .N53 9 96 | 88 | 397 | 34 | 04 ™
XCET 10T304EN .N53 10 | 106 | 88 | 397 | 44 | 04 ™
XCET 130408EN .N53 13 | 135 | 88 | 476 | 53 | 08 ™
XCET 170508EN .N53 17 | 175 | 88 | 556 | 53 | 04 ™
=D Il DISPONIBILE DA GIUGNO 2020
BE AVAILABLE FROM JUNE 2020
== AB JUNI 2020 LIEFERBAR
IE DISPONIBLE A PARTIR DE JUIN 2020
© |XCNT 040102ER .N54 4 45 | 88 | 1,80 | 210 | 0,2 = ]
2 4+ |XCNT 040104ER .N54 4 45 | 88 | 180|210 | 04 n [ ]
e XCNT 050202EN .N54 5 58 | 88 | 21 | 225| 0,2 n ]
Pe  .N54 XCNT 050204EN .N54 5 58 | 88 | 21 |225| 04 n [ ]
XCNT 060202EN .N54 6 65 | 88 | 238 | 25 | 02 = ]
XCNT 060204EN .N54 6 65 | 88 | 238 | 25 | 04 n [ ]
XCNT 070304EN .N54 7 76 | 88 | 318 | 28 | 04 n [ ]
XCNT 080304EN .N54 8 85 | 88 | 318 | 34 | 04 n ]
XCNT 09T304EN .N54 9 96 | 88 | 397 | 34 | 04 n [ ]
XCNT 10T304EN .N54 10 | 106 | 88 | 397 | 44 | 04 = ]
XCNT 10T308EN .N54 10 | 106 | 88 | 397 | 44 | 08 n [ ]
XCNT 130404EN .N54 125 | 135 | 88 | 476 | 53 | 04 n =
XCNT 130408EN .N54 125 | 135 | 88 | 476 | 53 | 08 n [ ]
XCNT 170508EN .N54 17 | 175 | 88 | 556 | 53 | 08 n [ ]
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX g @ 5| &
z P e
P ACCIAIO - STEEL - STAHL - ACIER [ )
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE o|le
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ]
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 667

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Lavorazione fori - Machining bores - Bearbeitung von bohrungen -

Usinage trous - Trabajo de los agujeros

QUALITY TOOLS ENGINEERING

HT HW HC DP
CERMET | NON RIVESTITI RIVESTITI PCD
XCHX ( a COARBIDE CoESCHICHTET
.- GRADES RECOUVERTS
—h s
n [=) n
S g S
ART. COD. | d b° s d1 r (5] N =
= [N =
% "A"‘ XCHX 040102 .F44 4,0 6,35 88 1,59 | 225 | 0,2 n ]
% ;7 XCHX 040104 .F44 4,0 6,35 88 1,59 | 225 | 04 ] ]
g Fa4 XCHX 05T102 .F44 50 |7,938| 88 1,98 | 2,8 0,2 n ]
XCHX 05T104 .F44 50 |7,938| 88 1,98 | 2,8 0,4 ] ]
XCHX 060202 .F44 55 | 8,73 88 238 | 2,8 0,2 ] ]
XCHX 060204 .F44 55 | 8,73 88 238 | 2,8 0,4 n ]
XCHX 070304 .F44 7,5 12,0 88 3,18 | 3,4 0,4 ] ]
XCHX 070308 .F44 7,5 12,0 88 3,18 | 3,4 0,8 ] ]
XCHX 090304 .F44 9,0 |1429 | 88 3,18 | 44 0,4 L ]
XCHX 090308 .F44 9,0 |14,29| 88 3,18 | 4,4 0,8 ] ]
XCHX 10T304 .F44 10,0 (15,875 88 3,97 | 59 0,4 ] ]
XCHX 10T308 .F44 10,0 15,875/ 88 397 | 59 0,8 n ]
XCHX 130508 .F44 13,0 | 21,0 88 556 | 7,0 0,8 ] ]
XCHX 040102 .F47P 4,0 6,35 88 1,59 | 2,25 | 0,2 n
XCHX 040104 .F47P 4,0 6,35 88 1,59 | 2,25 | 04 ]
XCHX 05T102 .F47P 50 |7,938| 88 1,98 | 2,8 0,2 L]
XCHX 05T104 .F47P 50 |7,938| 88 1,98 | 2,8 0,4 n
XCHX 060202 .F47P 55 8,73 88 2,38 | 2,8 0,2 ]
XCHX 060204 .F47P 55 | 8,73 88 238 | 2,8 0,4 u
XCHX 070304 .F47P 7,5 12,0 88 3,18 | 3,4 0,4 n
XCHX 070308 .F47P 7,5 12,0 88 3,18 | 34 0,8 ]
XCHX 090304 .F47P 9,0 |14,29| 88 3,18 | 44 0,4 u
XCHX 090308 .F47P 9,0 |14,29| 88 3,18 | 4,4 0,8 n
XCHX 10T304 .F47P 10,0 [15,875| 88 3,97 | 59 0,4 ]
XCHX 10T308 .F47P 10,0 [15,875| 88 3,97 | 59 0,8 u
XCHX 130508 .F47P 13,0 | 21,0 88 556 | 7,0 0,8 n
w o ')
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX § g S
= [y =
P | ACCIAIO - STEEL - STAHL - ACIER °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- ALLIAGES D’ALUMINIUM
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL )
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
668 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE





