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Sau Group rappresenta una solida realta con un forte radicamento al proprio territorio e al tessuto sociale.

Il Gruppo viene rappresentato da quattro aziende storiche nel panorama industriale emiliano, nel nord ltalia.

La visione e politica aziendale vede, sia nei fornitori che nei partner, la valorizzazione del Made in Italy sinonimo da sem-
pre di qualita ed eccellenza. Sau Group ha da sempre forte sensibilita verso I'innovazione e la ricerca, questo permette
di garantire standard qualitativi elevati e nuove opportunita da proporre alle aziende partner, proprio per questo i prodotti
di Sau Group sono distribuiti in tutto il mondo, rigorosamente Made in Italy.

Sau Group represents a solid reality with a strong root to its territory and social fabric.

The Group is represented by four historical companies in the Emilian industrial panorama, in northern Italy.

The vision and company policy sees, both in suppliers and partners, the enhancement of Made in ltaly synonymous of
quality and excellence. Sau Group has always had a strong sensitivity towards innovation and research, this allows to
guarantee high quality standards and new opportunities to be offered to partner companies, and this is the reason why
Sau Group products are distributed all over the world, strictly Made in Italy.
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SAU TOOL GIS AIR COMPRESSORS

Produzione e vendita utensili Produzione e vendita Compressori

Production and sale of tools Production and sale of compressors
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AGS AUTOMATION BBO TOOLS SYSTEM

Automazioni industriali, produzione Produzione, affilatura, rivestimento e

magazzini verticali. vendita utensili.

Industrial automation, production of Production, sharpening, coating and

vertical warehouses. sale of tools



QUALITY TOOLS ENGINEERING

Sau nasce nel 1982 come azienda di servizio e di supporto alla commercializzazione di prodotti di utensileria standard,
ben presto SAU S.p.A. si & trasformata in vera entita produttiva e progettuale autonoma. Il forte e continuativo impegno
dello staff SAU S.p.A. profuso in questi anni, ha consentito di ottenere ottimi risultati sia in termini di fatturato che di pre-
senza sul mercato interno ed internazionale. Flessibilita produttiva, qualita, disponibilita di prodotto, velocita di servizio e
gamme di prodotti sempre piu complete, fanno di SAU S.p.A. una solida e affidabile realta produttiva ed imprenditoriale
a cui rivolgersi per le aziende che guardano al futuro. Sau produce, nello stabilimento di oltre 23.000 mq su sette piani
a Polinago, oltre 52.000 articoli lavorati in macchine a controllo numerico di ultima generazione e macchine affilatrici
a controllo numerico a 5 e 6 assi con righe ottiche. Tutto il processo produttivo viene gestito da un sistema informatico
personalizzato, questo permette una lavorazione 24 ore su 24 e con una banca parametri per 'ottimizzazione dei tempi
e cicli. Ogni singolo utensile, prima di essere commercializzato, viene collaudato accuratamente per garantire costanza
e qualita nel tempo.

Sau was founded in 1982 as a service and support company for the marketing of standard tooling products, soon SAU
S.p.A. became a true independent production and design entity. The strong and continuous commitment of the SAU
S.p.A. staff in recent years, has allowed to achieve excellent results both in terms of turnover and presence on the
domestic and international market. Production flexibility, quality, product availability, speed of service and increasingly
complete product ranges, make SAU S.p.A. a solid and reliable productive and entrepreneurial reality for companies
who are looking to the future. Sau produces, in the factory of over 23,000 square meters on seven floors in Polinago,
over 52,000 items processed in the latest generation of numerical control machines and grinding machines with 5-6-axis
numerical control with optical lines. The entire production process is managed by a custom computer system, this allows
24-hour processing and with a parameter bank for the optimization of times and cycles. Every single tool, before being
marketed, is carefully tested to ensure consistency and quality over time.
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TERRITORIO, STORIA E SENSO DI APPARTENENZA »>»

Sau da oltre quarant’anni ha la sua storia legata fortemente al territorio, alla sua gente, alla voglia di creare un’azienda
importante nel cuore dell’appennino modenese, tra natura e valori umani di spessore. Tenacia, caparbieta, dedizione,
coerenza, onesta, voglia di crescere guardando al futuro senza dimenticare le radici, queste sono caratteristiche che
fanno del personale Sau un valore aggiunto che si rispecchia negli utensili distribuiti in tutto il mondo.

TERRITORY, HISTORY AND SENSE OF BELONGING < €K

For over forty years, Sau has a strong history linked to the territory, its people, the desire to create an important company
in the heart of the Modena Apennines, between nature and human values of depth. Tenacity, stubbornness, dedication,
consistency, honesty, desire to grow looking to the future without forgetting the roots, these are characteristics that make
Sau staff an added value that is reflected in tools distributed around the world.




L'ufficio e reparto “Speciale” Sau offre una squadra di tec-

¥ nici specializzati a disposizione dei clienti con una altis-

sima flessibilita e velocita d’azione. | Tecnici studiano le
migliori soluzioni per I'ottimizzazione dei tempi di lavora-
zione, abbreviare i cicli e di conseguenza un risparmio in
termini economici e di riuscita del prodotto.

SPECIAL TOOL (
CONSTRUCTION DEPARTMENT

The Sau “Special” office and department offers a team of
| Specialized technicians available to customers with a very
high flexibility and speed of action. The Technicians study
the best solutions for the optimization of the working time,
shorten the cycles and consequently a saving in economic
terms and product success.




RICERCA E SVILUPPO 2»»

SAU é da sempre attenta allo sviluppo di nuovi prodotti,
all’evoluzione e miglioramento degli articoli esistenti, sem-
pre rivolta alla scoperta e 'implementazione di nuovi o piu
efficienti processi di produzione.

RESEARCH AND DEVELOPMENT <&KL

SAU has always been committed to the development of
new products, the evolution and improvement of existing
items, always striving for the discovery and implementa-
tion of new or more efficient production processes.

SALA METROLOGICA »>»

SAU dispone al suo interno di una sala metrologica
d’eccellenza per il controllo della taratura degli utensili e
degli strumenti di misura. Il servizio permette di verificare
tempestivamente la conformita sia degli strumenti SAU
sia di quelli del cliente alle norme di legge.

METROLOGY LAB €«

SAU has always been committed to the development of
new products, the evolution and improvement of existing
items, always striving for the discovery and implementa-
tion of new or more efficient production processes.




MAGAZZINO AUTOMATICO VERTICALE “THE BOX” »

I magazzino automatico verticale specifico per il tool management.
Completamente modulabile ed espandibile tramite moduli affiancabili e
sovrapponibili.
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MASTER SLAVE
AUTOMATED VERTICAL WAREHOUSE “THE BOX” <&KL i = 7 T T = =
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The automated vertical warehouse specific for tool management.
Fully modular and expandable, by adding modules to the sides or top.

Dimensioni:

L 1600 x H 2200 x P 1340 (mm)
Dimensions:

W 1600 x H 2200 x D 1340 (mm)

Peso:
8,5q
Weight:
850 kg

Numero massimo cassetti:
20

Maximum number of drawers:
20

Numero massimo settori:
480 ubicazioni singole dinamiche

Maximum number of sectors:
480 dynamic individual locations

Portata a pieno carico:
oltre 1600 Kg

Load limit:

over 1600 Kg

Superficie a terra occupata:
L 1600 x P 1000 < 2 mt®

Footprint:
W 1600 x D 1000 < 2 mt’
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Numero massimo settori:

T

1680 ubicazioni singole dinamiche
Maximum number of sectors:

Superficie a terra occupata:
L 1600 x P 1000 < 2 mt*

Footprint:
W 1600 x D 1000 < 2 mt’

1680 dynamic individual locations

https://www.sautool.com/en/tools/vertical-warehouse
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GIS, ¢i ypecialiati Al ania compressa.
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= AIR COMPRESSORS

Gis dal 1956 produce e commercializza a Carpi compressori di alta qualita e affidabilita, tutti igorosamente Made in
Italy. Grazie ad un know how maturato in oltre 67 anni di attivita, i tecnici specializzati Gis sapranno indicarti la migliore
soluzione per la tua azienda per darti affidabilita, resistenza nel tempo e risparmio in termini di energia.

Gis offre un servizio di manutenzione e assistenza per ogni tipologia di compressore.

GIS has been producing and selling high quality and reliability compressors in Carpi since 1956, all strictly Made in Italy.
Thanks to a know-how matured in over 67 years of activity,

GIS technicians will show you the best solution for your company to give you reliability, durability and energy savings.
Gis offers a service of maintenance and assistance of every type of compressor.

Compressori - Compressors :

Silenziati - Silenced

Oil free

Motocompressori - Motocompressors Pistoni - Piston

www.gis-air.it
.
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DINAPLUS,
IL CACCIAVITE DINAMOMETRICO DI SAU ))

- Un’unica impugnatura. Pud essere utilizzata con 14 lame TORX da T6 a T20
- Non necessita di regolazione quando la lama viene cambiata

- Meno inserti rotti viti e corpi, con conseguente risparmio

- La garanzia di un perfetto serraggio comporta una maggiore durata

e una maggiore qualita del prodotto finito.

DINAPLUS, ((
SAU’S AUTOMATIC DYNAMOMETRIC SCREWDRIVER

- A single handle can be used with 14 Torx blades from T6 to T20
- Does not require adjustment when the blade is changed

- Fewer broken inserts screws and bodies, resulting in savings

- The guarantee of proper tightening results in longer life

and higher quality for the finished product



IL MONDO SAU A PORTATA DI CLICK »»
SAU WORLD JUST A CLICK AWAY « €K

PER ESSERE SEMPRE COLLEGATI, 365 GIORNI ALL’ANNO 24 ORE SU 24 »>»

TO STAY CONNECTED, 365 DAYS A YEAR 24 HOURS A DAY €K

Trova il tuo ulensiie
W MEETTOOR. W ToEMTTLEE L4 FRIRATIRA &% FORETLIRS
o), TRETIATLEL ki ETELEATURE aliis BARTHATURA S WO ADCDES0E

www.sautool.com

SUPPORTO TECNICO DISPONIBILITA
TECHNICAL SUPPORT AVAILABILITY
O O DESCRIZIONI TECNICHE
E-COMMERCE TECHNICAL DESCRIPTIONS

SERVIZI AZIENDA

SERVICES \ / COMPANY
NOVITA O O DISEGNI TECNICI
NEWS TECHNICAL DRAWINGS

EVENTI STORIA
EVENTS STORY
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QUALITY TOOLS ENGINEERING

@d @D
ART. @Iﬂ Pag.
PORTAUTENSILI - TOOL HOLDER
S100-TS-04-... 4 12-25 8
$100-TS-05-... 5 1225 | 9
$100-TS-06-... 6 1225 | 10
S100-TS-07-... 7 16-25 1"
@D t
APPLICAZIONE - APPLICATION ART. min @d_| max Pag.
@ a13
TORNITURA INTERNA - INTERNAL TURNING
&2 M | S101-04.9820-.016RIL | 1742| 4 |02:03| 12
& M S | $101-05.9820-052-..020RIL | 4962 5 |04-05| 14
M= s S101-06.9820-062-..020RIL | 62 | 6 | 05 | 16
&2 e S | S101-07.9820-072-.020RIL | 72 | 7 | 05 | 18
% — | S101-04.9847-...-..RIL 32-42| 4 |04-08| 20
M= S | S5101-05.9847-052-.015RIL | 52 | 5 | 10 | 20
P e | S101-06.9847-062-..015R/L | 6,2 5 18 | 20
P | S101-07.9847-072-40.020RL| 72 | 7 | 25 | 20
B M s | S101-05.9020-052-.020RIL | 52 | 5 | 05 | 22




MINITOOL

QUALITY TOOLS ENGINEERING

APPLICAZIONE - APPLICATION Pag
13
SCANALATURA - GROOVING

% S102-04...000R/L 2042 4 |04-08 24
sl | S102-05...000R/L 5052 5 | 10 | 26
% e | 5102-06...-062-...000R/L 6,2 6 1,8 | 28
% H $102-07...-072-...000R/L 7,2 7 2,5 30
ﬁ M | S102-04R100-042-15050R/L| 42 | 4 | 08 | 32
& M | 5102-05.R...-052-20..R/IL 52 | 5 | 10 | 32
) e | S10206.R..062-25..RIL 62 | 6 | 18 | 32
ﬂ B $102-07.R...-072-30..R/L 72 | 7 | 25 | 32

IRIRISIAGLIO E SMUSSATURA - PRE-PART-OFF AND CHAMEERING;

S$105-04.0100-037-...000R/L | 3,7-4,2 4 0,7 34

-
s | S105-05.0100-052-...000R/L | 5,2 5 0,7 34

| | S105-06.0100-062-...000R/L 6,2 6 0,7 34

SCANALATURA FRONTALE - FACE GROOVING

| S103-06...-162-15.015R/L 6,2 6 26 | 36
"W | 5103-06..-E62-15.015R/L 6,2 6 26 | 38
e | S103-06.R..-162-15..RIL 6.2 6 2-4 | 40
"B  S103-06.R..-E62-15..RIL 6,2 6 24 | 42




SAU MINITOOL

QUALITY TOOLS ENGINEERING

APPLICAZIONE - APPLICATION max Pag.
%ﬁ}
SMUSSATURA - CHAMFERING
S101-06.00...-...020R/L 1 6 22-40| 44
THREADING (150 PARTIAL PROBIPE)
S104-04.0060-042-15.050R 4,2 4 0,4 46
S104-05.0060-048-...100R/L 4.8 5 0,7 46
0,84
S104-06.0060-062-...R 6,2 6 O,-98 46
DATI TECNICI - TECHNICAL DATA
*f? 49




Denominazione degli utensili “Minitool” - “Minitool” designation

“Minitool”-Artikelbezeichnungen - Désignation des outils “Minitool”

QUALITY TOOLS ENGINEERING

1 COD. TIPOLOGIAARTICOLO
COD. ITEM TYPE

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

@D DIAMETRO ATTACCO PORTA UTENSILE
@D TOOL-HOLDER ATTACHMENT DIAMETER

1 COD. TIPOLOGIAARTICOLO
COD. ITEM TYPE

4 ANGOLO o TESTA
a ANGLE - HEAD

7 r RAGGIO IN TESTA
r HEAD RADIUS

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

@Dmin DIAMETRO MINIMO DI ENTRATA
@Dmin MINIMUM PENETRATION DIAMETER

R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION

ANGOLO R TESTA
B ANGLE - HEAD

L1 PROFONDITA MASSIMA DI LAVORO
L1 MAXIMUM MACHINING DEPTH

1 COD. TIPOLOGIAARTICOLO
COD. ITEM TYPE

4 W LARGHEZZA SCANALATURA
W GROOVE WIDTH

7 r RAGGIO IN TESTA
r HEAD RADIUS

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

@Dmin DIAMETRO MINIMO DI ENTRATA
@Dmin MINIMUM PENETRATION DIAMETER

R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION

FORMA DELLA GOLA 0=PIANA R=SFERICA
SHAPE OF GROOVE 0=FLAT R=SPHERICAL

L1 PROFONDITA MASSIMA DI LAVORO
L1 MAXIMUM MACHINING DEPTH




Denominazione degli utensili “Minitool” - “Minitool” designation
“Minitool”-Artikelbezeichnungen - Désignation des outils “Minitool”

1 5"

QUALITY TOOLS ENGINEERING

1 COD. TIPOLOGIA ARTICOLO
COD. ITEM TYPE

4 W LARGHEZZA SCANALATURA
W GROOVE WIDTH

7 r RAGGIO IN TESTA
r HEAD RADIUS

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

@Dmin DIAMETRO MINIMO DI ENTRATA
@Dmin MINIMUM PENETRATION DIAMETER

R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION

FORMA DELLA GOLA 0=PIANA R=SFERICA
SHAPE OF GROOVE 0=FLAT R=SPHERICAL

L1 PROFONDITA MASSIMA DI LAVORO
L1 MAXIMUM MACHINING DEPTH

1 COD. TIPOLOGIAARTICOLO
COD. ITEM TYPE

4 W LARGHEZZA SCANALATURA
W GROOVE WIDTH

7 L1 PROFONDITA MASSIMA DI ENTRATA
L1 MAXIMUM PENETRATION DEPTH

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

TIPO TORNITURA I=INTERNA E=ESTERNA
TURNING TYPE I=INTERNAL E=EXTERNAL

r RAGGIO IN TESTA
r HEAD RADIUS

FORMA DELLA GOLA 0=PIANA R=SFERICA
SHAPE OF GROOVE 0=FLAT R=SPHERICAL

@Dmin DIAMETRO MINIMO DI ENTRATA
@Dmin MINIMUM PENETRATION DIAMETER

R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION

1 COD. TIPOLOGIA ARTICOLO
COD. ITEM TYPE

4 f DISTANZA OLTRE CENTRO
f OFF-CENTRE DISTANCE

7 R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION

@d DIAMETRO ATTACCO “MINITOOL”
@d “MINITOOL” ATTACHMENT DIAMETER

tmax MASSIMA PROFONDITA DI LAVORO
tmax MAXIMUM CUTTING DEPTH

ANGOLO a SMUSSATURA
a ANGLE - CHAMFERING

r RAGGIO IN TESTA
r HEAD RADIUS



Denominazione degli utensili “Minitool” - “Minitool” designation

“Minitool”-Artikelbezeichnungen - Désignation des outils “Minitool”

QUALITY TOOLS ENGINEERING

60° J

S104-06 .0060-062-/25.(125R

1 COD. TIPOLOGIA ARTICOLO 2 @d DIAMETRO ATTACCO “MINITOOL” 3 60° ANGOLO FILETTO
COD. ITEM TYPE @d “MINITOOL” ATTACHMENT DIAMETER 60° THREAD ANGLE

4 @Dmin DIAMETRO MINIMO DI ENTRATA 5 L1 PROFONDITA MASSIMA DI ENTRATA 6 P(min) PASSO MINIMO
@Dmin MINIMUM PENETRATION DIAMETER L1 MAXIMUM PENETRATION DEPTH P(min) MINIMUM PITCH

7 R/L DIREZIONE DI TAGLIO
R/L CUTTING DIRECTION




Portautensili
Tool-holders
Werkzeughalter
Porte-outils

QUALITY TOOLS ENGINEERING

S100-TS-04-...

vedi schema

see scheme
IG. A
$100-TS...0022
art. $10..-04..-..R/L “;‘ i J:““
R | — i §
[ | 1l L V]
LU L] ‘ i I
~L1 L2 4 PIANI
H 4 FLATS
=)
= -
S | S
AR OR @D ad = =
S100-TS-04.0012 B 12 4 10 14 48 70 15,5 n°2 GR408C n°1GR304C 5002
S100-TS-04.0016 B 16 4 14 14 53 75 17,5 n°2 GR408C n°1 GR404C 5002
S100-TS-04.0020 A 20 4 18 15 66 90 19,5 n°2 GR408C n°1GR505C 5002
S100-TS-04.0022 A 22 4 20 15 86 110 21,5 n°2 GR508C n°1GR505C 5025
S100-TS-04.0025 A 25 4 23 15 86 110 24,5 n°2GR410C n°1 GR505C 5002

(FIG. A) SCHEMA REFRIGERAZIONE - (FIG. A) COOLING DIAGRAM - (ABB. A) KUHLSCHEMA - (FIG. A) SCHEMA REFRIGERATION

CHIUSO CON GRANO APERTO
CLOSED WITH DOWEL OPEN

Q0@ Q0@

APERTO CHIUSO CON GRANO
OPEN CLOSED WITH DOWEL




Portautensili
Tool-holders
Werkzeughalter

Porte-outils

QUALITY TOOLS ENGINEERING

FORM A FORM B
m 1
T L1 &= g6
‘ @D
|
A
( o) \ vedi schema
Q. ) see scheme
Y/ FIG. A
S100-TS...0022
ui h -
i
|
L2 4 PIANI
H 4 FLATS
>
&
S | @
S | =
AR OR @D ad = =
S100-TS-05.0012 B 12 5 10 15 47 70 16,0 n°2 GR508C n°1 GR304C 5025
S100-TS-05.0016 B 16 5 14 15 52 75 18,0 n°2 GR508C n°1 GR404C 5025
S100-TS-05.0020 A 20 5 18 15 66 90 19,5 n°2 GR508C n°1 GRS05C 5025
S100-TS-05.0022 A 22 5 20 15 86 10 21,5 n°2 GR508C n°1 GR505C 5025
S100-TS-05.0025 A 25 5 23 15 86 110 24,5 n°2 GR510C n°1 GR505C 5025

(FIG. A) SCHEMA REFRIGERAZIONE - (FIG. A) COOLING DIAGRAM - (ABB. A) KUHLSCHEMA - (FIG. A) SCHEMA REFRIGERATION

CHIUSO CON GRANO APERTO
CLOSED WITH DOWEL OPEN

Qo @ Q0@

APERTO CHIUSO CON GRANO
OPEN CLOSED WITH DOWEL




Portautensili
Tool-holders
Werkzeughalter

Porte-outils QUALITY TOOLS ENGINEERING

S$100-TS-06-...

=

¢ <
< o (o)) s scpema
j % FIG. A

O

$100-TS...0022

art. $10..-06..-...R/L “. | 1
R i i h = i
s L B=
LUt ‘ | [ |
~L1 L2 4 PIANI
H 4 FLATS
=)
==
S | S
AR OR @D ad = =
S100-TS-06.0012 B 12 6 10 15 47 70 16,5 n°2 GR508C n°1GR304C 5025
S100-TS-06.0016 B 16 6 14 15 55 78 18,5 n°2 GR508C n°1 GR404C 5025
S100-TS-06.0020 A 20 6 18 15 66 90 19,5 n°2 GR508C n°1 GRS05C 5025
S100-TS-06.0022 A 22 6 20 15 86 110 21,5 n°2 GR508C n°1 GR505C 5025
S100-TS-06.0025 A 25 6 23 15 85 110 24,5 n°2GR510C n°1GRS05C 5025

(FIG. A) SCHEMA REFRIGERAZIONE - (FIG. A) COOLING DIAGRAM - (ABB. A) KUHLSCHEMA - (FIG. A) SCHEMA REFRIGERATION

CHIUSO CON GRANO APERTO
CLOSED WITH DOWEL OPEN

Q0@ @o@®

APERTO CHIUSO CON GRANO
OPEN CLOSED WITH DOWEL
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Portautensili
Tool-holders
Werkzeughalter
Porte-outils

QUALITY TOOLS ENGINEERING

S$100-TS-07-...

PN

¢ h6 a vedi schema
K od ——- — @ see scheme
© 7/ FIG. A

$100-TS...0022

L2 4 PIANI
H 4 FLATS
=
— -
AR OR oD @d = =
S100-TS-07.0016 B 16 7 14 15 55 78 19,0 n°2 GR508C n°1 GR404C 5025
S100-TS-07.0020 A 20 7 18 15 66 90 22,0 n°2 GR508C n°1 GR505C 5025
S100-TS-07.0022 A 22 7 20 15 86 110 21,7 n°2 GR508C n°1GR505C 5025
S100-TS-07.0025 A 25 7 23 15 86 110 24,5 n°2GR510C n°1 GR505C 5025

(FIG. A) SCHEMA REFRIGERAZIONE - (FIG. A) COOLING DIAGRAM - (ABB. A) KUHLSCHEMA - (FIG. A) SCHEMA REFRIGERATION

CHIUSO CON GRANO APERTO
CLOSED WITH DOWEL OPEN

Q0@ Q0@

APERTO CHIUSO CON GRANO
OPEN CLOSED WITH DOWEL




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

01-04.9820-...R/L Tornitura Interna - Internal Turning

N |
hé L
a % T il ]
r L1 ‘ B l
L2—=d
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
- CARBIDE | BeSCHGHTET
amn GRADES RECOUVERTS
2 oDmin  @d a tmax r M| K S | H |N3e3s5 F7835
S101-04.9820-017-06.010R/L New 1,7 4 1,05 0,7 145 0,2 0,0 06 13 o | e [ ]
o o | o o [
S101-04.9820-017-09.010R/L New 1,7 4 1,05 0,7 145 0,2 0,0 09 13 o | e [ ]
o o | o o [
S101-04.9820-022-06.010R/L New 2,2 4 1,56 095 195 0,2 0,10 06 13 o | e [ ]
o o | o o [
S101-04.9820-022-09.010R/L New 2,2 4 1,56 095 195 0,2 0,90 09 13 o | e [ ]
o o | o o [
S101-04.9820-022-13.010R/L New 2,2 4 1,56 095 195 0,2 0,0 13 18 o | e [ ]
o o | o o [
S101-04.9820-027-10.005R/L New 2,7 4 205 12 245 0,2 0,05 10 13 o | e [ ]
o o | o o [
S101-04.9820-027-10.015R/L New 2,7 4 205 12 245 02 0,5 10 13 o | e [ ]
o o | o o [
S101-04.9820-027-15.005R/L New 2,7 4 205 12 245 0,2 0,05 15 18 o | e [ ]
o o | o o [
S101-04.9820-027-15.015R/L New 2,7 4 205 12 245 02 0,15 15 18 o | e [ ]
o o | o o [
S101-04.9820-030-20.015R/L New 3,0 4 235 135 275 0,2 0,15 20 23 o | e [ ]
o o | o o [
S101-04.9820-030-25.005R/L New 3,0 4 235 135 275 0,2 0,05 25 28 o | e [ ]
o o | o o [
S101-04.9820-032-10.015R/L &2 4 255 145 295 0,2 0,15 10 13 o | e [ ]
o o | o o [
S101-04.9820-032-15.005R/L New &2 4 255 145 295 0,2 0,05 15 18 o | e [ ]
o o | o o [
S101-04.9820-032-15.015R/L &2 4 255 145 295 0,2 0,15 15 18 o | e [ ]
o o | o o [
S101-04.9820-032-20.005R/L New &2 4 255 145 295 0,2 0,05 20 23 o | e [ ]
o o | o o [
S101-04.9820-032-20.015R/L &2 4 255 145 295 0,2 0,15 20 23 o | e [ ]
o o | o o [
S101-04.9820-037-10.015R/L B 4 305 1,7 345 02 0,5 10 13 o | e [ ]
o o | o o [
S101-04.9820-037-15.015R/L it 4 305 1,7 345 02 0,15 15 18 o | e [ ]
o o | o o [
S101-04.9820-037-20.015R/L 33l 4 305 1,7 345 02 0,15 20 23 o | e [ ]
o o | o o [
S101-04.9820-037-25.015R/L 337 4 305 1,7 345 02 0,15 25 28 o | e [ ]
o o | o o [
]
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

HW HC
{mm) | o
amn GRAdES | REcOUvERTS
2 GDmin  @d a tmax M| K| N |S | H|n3s3s F7835
S101-04.9820-042-10.005R/L New 4,2 4 3,45 1,95 395 03 0,05 10 13 o e ]
e | o o (e} [ ]
S101-04.9820-042-10.015R/L 4,2 4 345 195 395 03 0,45 10 13 o e ]
e | o o (e} [ ]
S101-04.9820-042-15.005R/L New 4,2 4 3,45 195 395 03 0,05 15 18 o e ]
e | o | o (e} [ ]
S101-04.9820-042-15.015R/L 4,2 4 3,45 195 395 03 0,5 15 18 o e ]
e | o | o (e} [ ]
S101-04.9820-042-20.005R/L New 4,2 4 3,45 1,95 395 03 0,05 20 23 o e ]
e | o | o (e} [ ]
S101-04.9820-042-20.015R/L 4,2 4 345 195 395 03 0,15 20 23 o e ]
e | o o (e} [ ]
S101-04.9820-042-25.005R/L New 4,2 4 3,45 1,95 395 03 0,05 25 28 o e u
e | o o (e} [ ]
S101-04.9820-042-25.015R/L 4,2 4 3,45 195 395 03 0,15 25 28 o e u
e | o | o (e} [ ]
S101-04.9820-042-30.005R/L New 4,2 4 3,45 1,95 395 03 0,05 30 33 o e u
e | o | o (e} [ ]
Parametri di lavoro - Machining parameters
Schnittdaten - Paramétres de travail
MATERIALI - MATERIALS Ll HB Vc m/min
3323 Rm" fn mm
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 80-200 0,02-0,08
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-170 0,02-0,08
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08
INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08
NON METALLICI - PLASTICS 29-30 ! 20-100 0,02-0,08
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAIO TEMPRATO - HARDENED STEEL 38--41 45-60°
Vc - 1000 :
= ——————————— = giri/min (min') Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

01-05.9820-...R/L Tornitura Interna - Internal Turning

X @d1 24"
| ! e |
a % T il ]
r L1 ‘ B l
L2—=d
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
- CChRBiDE | BESCHIOTET
-! GRADES RECOUVERTS
2 oDmin  @d M| K S | H |N3e3s5 F7835
S101-05.9820-049-20.020R/L. New 4,9 5 395 245 465 04 02 20 23 o | e | ]
o o | o o [
S101-05.9820-049-25.020R/L New 49 5 395 245 465 04 02 25 28 o | e | ]
o o | o o [
S101-05.9820-049-30.020R/L New 49 5 395 245 465 04 02 30 33 o | e | ]
o o | o o [
S$101-05.9820-049-35.020R/L New 49 5 395 245 465 04 02 35 38 o | e n
o o | o o [
S$101-05.9820-049-40.020R/L New 4,9 5 395 245 465 04 0,2 40 43 o | e [ ]
o o | o o [
S$101-05.9820-052-10.005R/L New 52 5 425 245 495 05 0,05 10 13 o | e [ ]
o o | o o [
S101-05.9820-052-10.020R/L 5,2 5 425 245 495 05 02 10 13 o | e [ ]
o o | o o [
S101-05.9820-052-15.005R/L New 5,2 5 425 245 495 05 0,05 15 18 o | e [ ]
o o | o o [
S101-05.9820-052-15.020R/L 5,2 5 425 245 495 05 02 15 18 o | e [ ]
o o | o o [
S101-05.9820-052-20.005R/L New 5,2 5 425 245 495 05 0,05 20 23 o | e [ ]
o o | o o [
S101-05.9820-052-20.020R/L &2 5 425 245 495 05 02 20 23 o | e [ ]
o o | o o [
S$101-05.9820-052-25.020R/L 52 5 425 245 495 05 02 25 28 o | e | ]
o o | o o [
S$101-05.9820-052-30.005R/L New 52 5 425 245 495 05 0,05 30 33 o | e | ]
o o | o o [
S$101-05.9820-052-30.020R/L 52 5 425 245 495 05 02 30 33 o | e n
o o | o o [
S$101-05.9820-052-35.020R/L 52 5 425 245 495 05 02 35 38 o | e n
o o | o o [
S$101-05.9820-052-40.020R/L 52 5 425 245 495 05 02 40 43 o | e [ ]
o o | o o [

L
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-200 0,02-0,08
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-170 0,02-0,08

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08

NON METALLICI - PLASTICS 29-30 / 20-100 0,02-0,08

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

01-06.9820-...R/L Tornitura Interna - Internal Turning

L X 0f1 N 24"
i e |
r L1 ‘ o l
L2—=d
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
CChRBiDE | BESCHIOTET
GRADES RECOUVERTS
@Dmin  @d M| K S | H |N3e3s5 F7835
S101-06.9820-062-15.020R/L 6,2 6 525 295 595 05 02 15 18 o | e | ]
o o | o o [
S101-06.9820-062-20.020R/L 6,2 6 525 295 595 05 02 20 23 o | e | ]
o o | o o [
S101-06.9820-062-25.020R/L 6,2 6 525 295 595 05 02 25 28 o | e | ]
o o | o o [
S101-06.9820-062-30.020R/L 6,2 6 525 295 595 05 02 30 33 o | e n
o o | o o [
S101-06.9820-062-35.020R/L 6,2 6 525 295 595 05 02 35 38 o | e [ ]
o o | o o [
S101-06.9820-062-40.020R/L 6,2 6 525 295 595 05 0,2 40 43 o | e [ ]
o o | o o [

L
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-200 0,02-0,08
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-170 0,02-0,08

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08

NON METALLICI - PLASTICS 29-30 / 20-100 0,02-0,08

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

01-07.9820-...R/L Tornitura Interna - Internal Turning

X @d1 24"
| ! e |
a % T il ]
r L1 ‘ o }
L2—
In figura utensile destro - Right-hand shown
HW HC
g | ot
amn GRADES | REcOUVERTS
2 oDmin  @d M| K S | H |N3e3s5 F7835
S101-07.9820-072-25.020R/L 7,2 7 625 345 695 05 02 25 28 o | e | ]
e o | o o [
S$101-07.9820-072-30.020R/L 7,2 7 625 345 695 05 02 30 33 o | e | ]
e o | o o [
S101-07.9820-072-35.020R/L 7,2 7 625 345 695 05 02 35 38 o | e | ]
e o | o o [
S101-07.9820-072-40.020R/L 7,2 7 6,25 345 695 05 02 40 43 o [} [ ]
e o | o o [
S101-07.9820-072-45.020R/L New 7,2 7 6,25 345 695 05 02 45 48 (e} ° [ ]
e o | o o u
S101-07.9820-072-50.020R/L 7,2 7 6,25 345 695 05 02 50 53 (e} ° [ ]
e o | o o [

L
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-200 0,02-0,08
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-170 0,02-0,08

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08

NON METALLICI - PLASTICS 29-30 / 20-100 0,02-0,08

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per tornitura interna

Internal turning tools
Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

01-...9847-...R/L Tornitura Interna - Internal Turning

h6
X @Iﬂ ad
aLjL , o l
r _/ e Ij
L1 l
L2—— s
In figura utensile destro - Right-hand shown
) HW HC
(mm NON RIV. RIVESTITI
CEMENTED COATED GRADES
amn GRAdEs | mecouvents
3 ZDmin @d M| K S | H |N3e3s5 F7835

S101-04.9847-022-10.010R/L New 2,2 4 135 095 195 04 01 10 13 o | e | ]

o o | o o [
S101-04.9847-027-15.010R/L New 2,7 4 1,75 12 245 05 01 15 18 o | e [ ]

o o | o o [
S101-04.9847-032-15.010R/L 3,2 4 215 145 29 06 01 15 18 o | e [ ]

o o | o o [
S101-04.9847-042-20.015R/L 4,2 4 295 195 395 08 015 20 23 o | e [ ]

o o | o o [
S$101-05.9847-052-15.015R/L 5,2 5 375 245 495 1,0 0,15 15 18 o | e [ ]

o o | o o [
S$101-05.9847-052-25.015R/L 5,2 5 375 245 495 1,0 0,15 25 28 o | e [ ]

o o | o o [
S101-06.9847-062-20.015R/L 6,2 6 395 29 595 18 0,15 20 23 o | e [ ]

o o | o o [
S101-06.9847-062-30.015R/L 6,2 6 395 295 595 18 0,15 30 33 o | e | ]

o o | o o [
S101-07.9847-072-40.020R/L 7,2 7 415 345 695 25 02 40 43 o | e [ ]

o | o o [

L
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm" fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-200 0,02-0,08
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-170 0,02-0,08

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08

INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08

NON METALLICI - PLASTICS 29-30 / 20-100 0,02-0,08

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAio TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,1 4 n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

$101-05.9020-052...020R/L Tornitura Interna - Internal Turning

hé
X ad
a HAD W/
r N\
—L1 e
L2 —
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
GRADES RECOUVERTS
@Dmin @d a tmax r M| K S | H |N3635 F7835
S101-05.9020-052-10.020R/L 52 5 425 245 495 05 02 10 13 o ° [ ]
o | o | o o [ ]
S101-05.9020-052-15.020R/L 5,2 5 425 245 495 05 02 15 18 o | e [ ]
o | o | o o [ ]
S101-05.9020-052-20.020R/L 5,2 5 425 245 495 05 02 20 23 o | e [ ]
o | o | o o [ ]
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm") fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-200 0,02-0,08
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-170 0,02-0,08

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-110 0,02-0,08

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,02-0,08
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,02-0,08

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,02-0,08
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,02-0,08

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,02-0,08

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,02-0,08
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,02-0,08

NON METALLICI - PLASTICS 29-30 / 20-100 0,02-0,08

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,005-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,005-0,05
H |AcciAio TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n = —————— = giri/min (min") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
gD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES
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Utensili per scanalatura interna
Internal grooving tools
Innen-Nutendrehwerkzeuge

Outils de rainures intérieures QUALITY TOOLS ENGINEERING

S$102-04...-...R Scanalatura - Grooving

h6
ad

In figura utensile destro - Right-hand shown
HW HC
GRADES RECOUVERTS
f a tmax M| K S | H |N3e3s5 F7835
S102-04.0050-020-09.000R/L. New 2,0 4 1,15 085175 04 - 05 9 13 o | e | ]
o o | o o [
S102-04.0070-030-08.000R/L 3,0 4 195 135275 06 - 07 8 13 o | e | ]
o o | o o [
S102-04.0079-042-10.000R/L New 4,2 4 295 19539 08 - 0,79 10 13 o | e [ ]
o o | o o [
S102-04.0100-042-10.000R/L 4,2 4 295 19539 08 - 10 10 13 o | e n
o o | o o [
S102-04.0100-042-15.000R/L New 4,2 4 295 19539 08 - 10 15 18 o | e [ ]
o o | o o [
S$102-04.0100-042-20.000R/L 4,2 4 295 19539 08 - 10 20 23 o | e [ ]
o o | o o [
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,03
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,03

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,03

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura interna
Internal grooving tools
Innen-Nutendrehwerkzeuge

Outils de rainures intérieures QUALITY TOOLS ENGINEERING

$102-05...-...R Scanalatura - Grooving

h6
ad

In figura utensile destro - Right-hand shown
HW HC
(mm) |
amn GRADES | RECOUVERTS
3 oDmin @d M| K S | H [N3635 F7835

S102-05.0150-050-10.000R/L 5,0 5 3,30 19 440 1,0 - 15 10 13 o ° | |

o | o | o o ]
S102-05.0079-052-10.000R/L 52 5 3.75 245495 1,0 - 0,79 10 13 o ° | |

o | o | o o ]
S102-05.0079-052-20.000R/L 52 5 3.75 245495 1,0 - 0,79 20 23 o ° | |

o | o | o o ]
S102-05.0100-052-10.000R/L 52 5 3,75 245495 1,0 - 10 10 13 o ° | |

o | o | o o ]
S102-05.0100-052-15.000R/L 52 5 3,75 245495 1,0 - 1,0 15 18 o ° | |

o | o | o o ]
S102-05.0100-052-20.000R/L 52 5 3,75 245495 1,0 - 1,0 20 23 o ° | |

o | o | o o ]
S102-05.0100-052-30.000R/L 52 5 3,75 245495 1,0 - 1,0 30 33 o ° | |

o | o | o o ]
S102-05.0150-052-10.000R/L 52 5 3,75 245495 1,0 - 15 10 13 o ° | |

o | o | o o ]
S102-05.0150-052-15.000R/L New 52 5 3,75 245495 1,0 - 15 15 18 o ° | |

o | o | o o ]
S102-05.0150-052-20.000R/L 52 5 3,75 245495 1,0 - 15 20 23 o ° | |

o | o | o o ]
S102-05.0150-052-25.000R/L 52 5 3.75 245495 1,0 - 15 25 28 o ° | |

o | o | o o ]
S102-05.0150-052-30.000R/L 52 5 3,75 245495 1,0 - 15 30 33 o ° | |

o | o | o o ]
S102-05.0150-052-35.000R/L 52 5 3,75 245495 1,0 - 15 35 38 o ° | |

o | o | o o) ]
S102-05.0200-052-10.000R/L 52 5 3,75 245495 1,0 - 20 10 13 o ° | |

o | o | o o) ]
S102-05.0200-052-15.000R/L 52 5 3.75 245495 1,0 - 20 15 18 o ° | |

o | o | o o) ]
S102-05.0200-052-20.000R/L 52 5 3,75 245495 1,0 - 20 20 23 o ° | |

o | o | o o) ]
S102-05.0200-052-25.000R/L New 52 5 3,75 245495 1,0 - 20 25 28 o ° | |

o | o | o o) ]
S102-05.0200-052-30.000R/L 52 5 3,75 245495 1,0 - 20 30 33 o ° | |

o | o | o o ]
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,03
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,03

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,03

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura interna
Internal grooving tools
Innen-Nutendrehwerkzeuge

Outils de rainures intérieures QUALITY TOOLS ENGINEERING

S$102-06...-...R Scanalatura - Grooving

h6
ad

In figura utensile destro - Right-hand shown
HW HC
g | ot
amn GRADES | RECOUVERTS
3 ZDmin  @d f a tmax M| K S | H |nsess F7835

S102-06.0100-062-10.000R/L 6,2 6 395 29559 18 - 10 10 13 o | e | ]

oo | o o [
S102-06.0100-062-15.000R/L 6,2 6 395 29559 18 - 10 15 18 o | e | ]

oo | o o [
S$102-06.0100-062-20.000R/L New 6,2 6 395 29559 18 - 10 20 23 o | e | ]

oo | o o u
S$102-06.0100-062-25.000R/L 6,2 6 395 29559 18 - 10 25 28 o | e n

oo | o o [
S$102-06.0100-062-35.000R/L 6,2 6 395 295595 1.8 - 10 35 38 o | e [ ]

oo | o o [
S102-06.0150-062-10.000R/L New 6,2 6 395 295595 18 - 15 10 13 o | e [ ]

oo | o o u
S102-06.0150-062-15.000R/L 6,2 6 395 295595 18 - 15 15 18 o | e [ ]

oo | o o [
S102-06.0150-062-20.000R/L New 6,2 6 395 295595 18 - 15 20 23 o | e [ ]

oo | o o [
S102-06.0150-062-25.000R/L 6,2 6 395 29559 18 - 15 25 28 o | e [ ]

oo | o o [
S102-06.0150-062-35.000R/L 6,2 6 395 29559 18 - 15 35 38 o | e [ ]

oo | o o [
S102-06.0200-062-10.000R/L New 6,2 6 395 29559 18 - 20 10 13 o | e | ]

oo | o o [
S102-06.0200-062-15.000R/L 6,2 6 395 29559 18 - 20 15 18 o | e | ]

oo | o o [
S$102-06.0200-062-20.000R/L 6,2 6 395 29559 18 - 20 20 23 o | e | ]

oo | o o [
S$102-06.0200-062-25.000R/L 6,2 6 395 29559 18 - 20 25 28 o | e n

oo | o o [
S$102-06.0200-062-30.000R/L New 6,2 6 395 29559 18 - 20 30 33 o | e n

oo | o o u
S$102-06.0200-062-35.000R/L 6,2 6 395 295595 18 - 20 35 38 o | e [ ]

oo | o o [
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,03
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,03

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,03

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura interna
Internal grooving tools
Innen-Nutendrehwerkzeuge

Outils de rainures intérieures QUALITY TOOLS ENGINEERING

$102-07...-...R Scanalatura - Grooving

h6
ad

In figura utensile destro - Right-hand shown
HW HC
(mm) |
P gesce | sesoteirer
3 oDmin @d f a tmax r W0 M| K S | H [N3635 F7835

S102-07.0100-072-15.000R/L 7,2 7 4,25 3,456,95 25 - 1,0 15 18 o ° | |

e o | o o u
S102-07.0100-072-20.000R/L New 7,2 7 4,25 3,456,95 25 - 1,0 20 23 o ° | |

e o | o o =
S102-07.0100-072-25.000R/L 7,2 7 4,25 3,456,95 25 - 10 25 28 o ° | |

e o | o o u
S102-07.0100-072-35.000R/L 7,2 7 4,25 3,456,95 25 - 1,0 35 38 o ° | |

e o | o o u
S102-07.0150-072-10.000R/L New 7,2 7 4,25 3,456,95 25 - 15 10 13 o ° | |

e o | o o =
S102-07.0150-072-15.000R/L 7,2 7 4,25 3,456,95 25 - 15 15 18 o ° | |

e o | o o u
S102-07.0150-072-20.000R/L New 7,2 7 4,25 3,456,95 25 - 15 20 23 o ° | |

e o | o o =
S102-07.0150-072-25.000R/L 7,2 7 4,25 3,456,95 25 - 15 25 28 o ° | |

e o | o o u
S102-07.0150-072-30.000R/L New 7,2 7 4,25 3,456,95 25 - 15 30 33 o ° | |

e o | o o =
S102-07.0150-072-35.000R/L 7,2 7 4,25 3,456,95 25 - 15 35 38 o ° | |

e o | o o u
S102-07.0150-072-40.000R/L New 7,2 7 4,25 3,456,95 25 - 15 40 43 o ° | |

e o | o o =
S102-07.0157-072-10.000R/L 7,2 7 4,25 3,456,95 25 - 157 10 13 o ° | |

e o | o o u
S102-07.0200-072-10.000R/L 7,2 7 4,25 3,456,95 25 - 20 10 13 o ° | |

e o | o o u
S102-07.0200-072-15.000R/L 7,2 7 4,25 3,456,95 25 - 20 15 18 o ° | |

e o | o o u
S102-07.0200-072-20.000R/L 7,2 7 425 3,456,95 25 - 20 20 23 o ° | |

e o | o o u
S102-07.0200-072-25.000R/L 7,2 7 425 3,456,95 25 - 20 25 28 o ° | |

e o | o o u
S102-07.0200-072-30.000R/L 7,2 7 425 3,456,95 25 - 20 30 33 o ° | |

e o | o o u
S102-07.0200-072-35.000R/L 7,2 7 425 3,456,95 25 - 20 35 38 o ° | |

e o | o o u
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,03
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,03

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,03

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura interna
Internal grooving tools
Innen-Nutendrehwerkzeuge

Outils de rainures intérieures QUALITY TOOLS ENGINEERING

S$102-...R...-...R/L Scanalatura - Grooving

h6
ad

In figura utensile destro - Right-hand shown
HW HC
(mm) | o,
- oee | ececrcier
2 oDmin  @d f oa tmax r w L1 M| K|N|S | H [n33s F7835

S102-04.R100-042-15.050R/L New 4,2 4 295 19539 08 05 1 15 18 o | e | ]

e o | o o [
S102-05.R100-052-20.050R/L 52 5 3,75 245495 10 05 1 20 23 o ° [ ]

o o | o o [
S102-05.R200-052-20.100R/L 52 5 3,75 245495 10 10 2 20 23 o ° [ ]

oo | o o [
S102-06.R100-062-25.050R/L 6,2 6 395 295595 18 05 1 25 28 o [} [ ]

e o | o o [
S102-06.R150-062-25.075R/L New 6,2 6 395 295595 18 0,75 1,5 25 28 o ° [ ]

o o | o o [
S102-06.R200-062-20.100R/L New 6,2 6 3,95 295595 18 10 2 20 23 o ° [ ]

o o | o o [
S102-06.R200-062-25.100R/L 6,2 6 3,95 295595 18 10 2 25 28 o ° [ ]

e o | o o [
S102-07.R100-072-30.050R/L New 7,2 7 4,25 345695 25 05 1 30 33 o [} [ ]

o o | o o [
S$102-07.R150-072-30.075R/L New 7,2 7 4,25 345695 25 0,75 1,5 30 33 o ° [ ]

o o | o o [
S102-07.R200-072-30.100R/L New 7,2 7 4,25 345695 25 10 2 30 33 o ° [ ]

oo | o o [

L
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm" fn mm
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125-300 80-160 0,01-0,03
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-110 0,01-0,03
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03
NON METALLICI - PLASTICS 29-30 ! 20-80 0,01-0,03
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60°
Vc - 1000 ,
n=s—™™—-: giri/min (min") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = fn “N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per pretaglio e smussatura
Pre-Part-Off and chamfering tools
Vorstechen- und Fasenwerkzeuge

Outils de pré-coupe et de chanfreinage QUALITY TOOLS ENGINEERING

Pretaglio e smussatura

S RL Pre-part-Off and Chamfering

X ad1 a4
- ¢
R R
L1
L2 ‘ ——————— |
In figura utensile destro - Right-hand shown
HW HC
(mm) NONRIV. RIVESTITI
CChroive | “escioHTET
GRADES RECOUVERTS
@Dmin Jd M| K S | H |N3e3s F7835
S105-04.0100-037-10.000R/L 3,7 4 245 1,7 345 02 0,7 1 10 13 o | e [ ]
o o | o o ]
S105-04.0100-037-15.000R/L 3,7 4 245 17 345 02 07 1 15 18 o | e [ ]
o o | o o ]
S105-04.0100-042-20.000R/L 4,2 4 295 19539 02 07 1 20 23 o | e [ ]
o o | o o ]
S105-04.0100-042-25.000R/L New 4,2 4 29519539 02 07 1 25 28 o | e n
o o | o o (]
S105-05.0100-052-15.000R/L 552 5 375 245495 02 07 1 15 18 o | e [ ]
o o | o o ]
S$105-05.0100-052-20.000R/L 5,2 5 375 245495 02 07 1 20 23 o | e [ ]
o o | o o ]
S105-05.0100-052-25.000R/L 5,2 5 375 245495 02 07 1 25 28 o | e [ ]
o o | o o (]
S$105-05.0100-052-30.000R/L 52 5 375 245495 02 07 1 30 33 o | e n
o o | o o (]
S105-06.0100-062-30.000R/L 6,2 6 395 295595 02 07 1 30 33 o | e [ ]
o o | o o ]
S105-06.0100-062-40.000R/L 6,2 6 395 295595 02 07 1 40 43 o | e [ ]
o o | o o ]
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm" fz mm
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 80-160 0,01-0,03
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,03
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,03
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100 0,01-0,03
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,03
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,03
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,03
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,03
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,03
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,03
NON METALLICI - PLASTICS 29-30 ! 20-80 0,01-0,03
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,03
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,03
ACCIAIO TEMPRATO - HARDENED STEEL 38-41 45-60°
Vc - 1000 .
n = ——————— = giri/min (min") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura troncatura, tornitura interna

Internal grooving, parting and turning tools

Werkzeuge zum Innen-Nutendrehen, -Abstechen und -Drehen
Outils a rainurer, a trongonner et pour tournage intérieur

QUALITY TOOLS ENGINEERING

SYOREE YR EXGE/M Scanalatura Frontale - Face Grooving

h6

— =~ tmax. ad
i e — e G L
f 1 J 3 ad @Dmin
Y Bl 1
Lt
-—LZ——‘ e —
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
CEMENTED COATED GRADES
& CARBIDE BESCHICHTET
amn GRADES RECOUVERTS
2 oDmin  @d f tmax r w M| K S | H |N3e3s5 F7835
S103-06.0100-162-15.015R/L 6,2 6 295 2 015 10 15 18 o | e [ ]
o o | o o [
S$103-06.0150-162-15.015R/L 6,2 6 295 3 015 15 15 18 o | e | ]
o o | o o [
S103-06.0200-162-15.015R/L 6,2 6 295 4 015 20 15 18 o | e | ]
o o | o o [
S103-06.0239-162-15.015R/L 6,2 6 295 5 015 239 15 18 o | e n
o o | o o [
S$103-06.0250-162-15.015R/L 6,2 6 2,95 5 0,15 2,5 15 18 o | e [ ]
o o | o o [
S$103-06.0300-162-15.015R/L 6,2 6 2,95 6 0,175 3,0 15 18 o | e [ ]
o o | o o [
I
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Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters

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

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,05
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,05

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,05

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,05
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,05

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,05
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,05

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,05

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,05
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,05

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,05

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,05
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura troncatura, tornitura esterna
External grooving perting turning tools
Werkzeuge zum Aussen-Nutendrehen, -Abstechen und -Drehen

Outils a rainurer, a trongonner et pour tournage extérieur QUALITY TOOLS ENGINEERING

<=

SHOEEVCE YR EX KBTI Scanalatura Frontale - Face Grooving
L

r—> Ttmax. rrrrrrrr Qldhe

RN _ | 1

WT‘*ED;\:_ ’:II @th @Dmin ?
j

——LZ—J\"‘ rrrrrrrrrr n

———h

In figura utensile destro - Right-hand shown
HW HC
GEMENTED | COATED GRADES
amn v005 GRadts | mecouvents
= oDmin  @d f tmax r wooL1 M| K S | H |N3e3s5 F7835
S103-06.0100-E62-15.015R/L 6,2 6 2,95 2 0,175 1,0 15 18 o | e [ ]
o o | o o [
S103-06.0150-E62-15.015R/L 6,2 6 2,95 3 0,175 1,5 15 18 o | e [ ]
o o | o o [
S103-06.0200-E62-15.015R/L 6,2 6 2,95 4 0,175 2,0 15 18 o | e [ ]
o o | o o [
S103-06.0239-E62-15.015R/L 6,2 6 295 5 015 239 15 18 o | e | ]
o o | o o [
S103-06.0250-E62-15.015R/L 6,2 6 295 5 0,15 25 15 18 o | e | ]
o o | o o [
S103-06.0300-E62-15.015R/L 6,2 6 295 6 015 3,0 15 18 o | e | ]
o o | o o [

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



Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 80-160 0,01-0,05
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,05

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,05

INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100 0,01-0,05
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,05

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,05
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,05

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,05

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,05
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,05

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,05
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,05

ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60°

Vc - 1000 )
= =——————— = giri/min (min) Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
gD . 3 14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
3
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura troncatura, tornitura interna

Internal grooving, parting and turning tools
Werkzeuge zum Innen-Nutendrehen, -Abstechen und -Drehen
Outils a rainurer, a trongonner et pour tournage intérieur

QUALITY TOOLS ENGINEERING

S$103-06.R...-162-15...R/L

Scanalatura Frontale - Face Grooving

h6
ad

/Y7
N\

In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
GRADES RECOUVERTS
@Dmin  @d f tmax M| K S | H |n3ess F7835
S103-06.R100-162-15.050R/L 6,2 6 2,95 2 0,5 1 15 18 o | e [ ]
o o | o o [
S103-06.R160-162-15.080R/L 6,2 6 295 3 08 16 15 18 o | e | ]
o o | o o [
S103-06.R200-162-15.100R/L 6,2 6 295 4 1,0 2 15 18 o | e | ]
o o | o o [

O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm") fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,05
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-110 0,01-0,05

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,05

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,05
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,05

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,05
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 1718 160-250 25-80 30-130 0,01-0,05

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,05

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,05
N |RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,05

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,05

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,05
H |AcciAiO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=—"—-= giri/min (min-) Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per scanalatura troncatura, tornitura esterna

External grooving perting turning tools
Werkzeuge zum Aussen-Nutendrehen, -Abstechen und -Drehen
Outils a rainurer, a trongonner et pour tournage exterieur

=

QUALITY TOOLS ENGINEERING

=
SHOEENCH W A Y| Scanalatura Frontale - Face Grooving
L
— tmax. e h6
ad
Lo Py
( —— .
T 'r - | I ad @Dmin @ @
—L—
——LZ—J‘ ———————— —=
In figura utensile destro - Right-hand shown
HW HC
(mm) NON RIV. RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
GRADES RECOUVERTS
@Dmin  @d M| K S | H |nsess F7835
S103-06.R100-E62-15.050R/L 6,2 6 295 2 0,5 1 15 18 o | e [ ]
o o | o o [
S$103-06.R160-E62-15.080R/L 6,2 6 2,95 3 08 16 15 18 o | e [ ]
o o | o o [
S$103-06.R200-E62-15.100R/L 6,2 6 295 4 1,0 2 15 18 o | e [ ]
o o | o o [
]
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW

OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
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Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm" fn mm
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125-300 80-160 0,01-0,05
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-110 0,01-0,05
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,05
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100 0,01-0,05
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,05
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,05
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,05
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,05
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,05
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,05
NON METALLICI - PLASTICS 29-30 ! 20-80 0,01-0,05
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,05
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,05
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60°
Vc - 1000 ,
n = ———— = giri/min (min") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf=fn  n = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED




Utensili per smussatura

Chamfering tools
Werkzeuge zum Fasen
Outils a chanfreiner

@ QUALITY TOOLS ENGINEERING

01-06...-...020R/L

Smussatura - Chamfering
30° - 45° - 60°

h6
ad

. a
22— T ==
In figura utensile destro - Right-hand shown
) HW HC
(mm NON RIV. RIVESTITI
CEMENTED COATED GRADES
amn GRAdSs | mecouvents
3 ZDmin  @d M| K S | H |N3e3s5 F7835
S101-06.0030-017-22.020R/L New 1 6 1,7 0,2 30 2,2 13 o | e | ]
o o | o o [
S$101-06.0045-011-35.020R/L 1 6 1,1 0,2 45 3,5 13 o | e | ]
o o | o o [
S$101-06.0060-005-40.020R/L 1 6 0,5 0,2 60 4,0 13 o | e [ ]
o o | o o ]

B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / l NEW
44 ® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION
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OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm? fn mm
Pag. 1199 GR. HRC? N3635 F7835

ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 80-160 0,01-0,05
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 80-110 0,01-0,05

ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100 0,01-0,05

INOX MARTENS. - STAINLESS STEEL MART 12-13 200-240 50-100 0,01-0,05
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80 0,01-0,05

GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150 0,01-0,05
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130 0,01-0,05

GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100 0,01-0,05

ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150 0,01-0,05
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110 0,01-0,05

NON METALLICI - PLASTICS 29-30 / 20-80 0,01-0,05

LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80 0,01-0,05

TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80 0,01-0,05
H |AcciAlO TEMPRATO - HARDENED STEEL 38--41 45-60"

Vc - 1000 :
n=s ——-= giri/min (min-") Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

Vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED

NOTE - NOTES




Utensili per filettatura interna
Internal threading tools
Werkzeuge zum Innengewindedrehen

Outils de filetage intérieur QUALITY TOOLS ENGINEERING

Filettatura ISO Profilo Parziale
ISO Threading, Partial Profile

S$104-...0060-...R/L

<=

art. S100-TS-..

In figura utensile destro - Right-hand shown

HW HC
(m m) NON RIV. RIVESTITI
CCaraiDe | CaEscHicHTET
GRADES RECOUVERTS
@Dmin @d P(min) Pmax) @d1 f a tmax s w L1 K| N [S | H |n3635 F7835
S104-04.0060-042-15.050R 4,2 4 0,50 0,70 2,95 1,953,95 0,4 0,350,06 15 18 ol e [ ]
oo o o [
S104-05.0060-048-15.100R/L 4.8 5 1,00 1,25 3,55 225455 0,7 0,550,12 15 18 o|e [ ]
o oo o [
S104-05.0060-048-20.100R/L 4.8 5 1,00 1,25 3,55 2,254,555 0,7 0,550,12 20 23 o|e [ ]
o oo o [
S104-06.0060-062-15.125R 6,2 6 1,25 1,50 3,95 2,955,95 0,84 0,75 0,16 15 18 o|e [ ]
o oo o [
S104-06.0060-062-25.125R 6,2 6 1,25 1,50 3,95 2,955,95 0,84 0,75 0,16 25 28 o|e [ ]
o oo o [
S104-06.0060-062-15.150R 6,2 6 1,50 1,75 3,95 2,955,95 0,98 0,80 0,18 15 18 o|e [ ]
o oo o [
S104-06.0060-062-25.150R 6,2 6 1,50 1,75 3,95 2,955,95 0,98 0,80 0,18 25 28 o|e [ ]
oo o o [

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



Parametri di lavoro - Machining parameters

Schnittdaten - Paramétres de travail

QUALITY TOOLS ENGINEERING

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm")
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125-300 80-160
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-110
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150
N [RAME E SUE LEGHE - COPPER 26--28 90-110 50-110
NON METALLICI - PLASTICS 29-30 ! 20-80
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60°
Vc - 1000 i
= ———————— = giri/min (min) Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED
QD . 3,14 n = giri/min (min"") NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
vf = fn N = mm/min Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
NUMERO DI PASSATE - NUMBER OF PASSES
PASSO - PITCH 2
P (Resistenza alla trazione N/mm°) - (Tensile strenght N/mm?)
M K N S
mm Gg/"TPI 400-500 500-700 700-850 850-1150 >1150
0,5 48 5 5 5 5 8 8 5 8 5
0,8 32 6 6 6 6 8 8 6 8 6
1 24 7 7 7 7 8 8 7 8 7
1,25 20-19 8 8 8 8 10 10 8 10 8
15 16 10 10 10 10 12 12 10 12 10
1,75 14 12 12 12 12 14 14 12 14 12
2 12-11 13 13 13 13 15 15 13 15 13
25 10 15 15 16 16 18 18 16 18 15
3,0-3,5 8 16 16 17 17 20 20 17 20 16
IL NUMERO DI PASSATE E’ UN VALORE DA CONSIDERARE PURAMENTE INDICATIVO LE PASSATE DI FINITURA NON SONO CONSIDERATE IN TABELLA
THE NUMBER OF PASSES IS TO BE CONSIDERED PURELY INDICATIVE THE FINISHING PASSES ARE NOT INCLUDED IN THE CHART

NOTE - NOTES
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Panoramica qualita - General view - Qualitatsiibersicht - Vue d’ensemble qualité

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 |10 |20 30 40|01 |10|20 | 30|40 10|20 30 40
HW ‘@3635 ‘ N3635 )\
H C D DS F7835 7835 F7835)\
TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE
[ ) [ > [ > — o — 2
e ] < ] < [ 4= 4= 4=

RESISTENZA ALL'USURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

[ 2 [

2 [

>

A

-

I~ | <

.

—

: =

=

VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

METALLO DURO NON RICOPERTO

HW

UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL

METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC

Impiego delle qualita - Application of the grade - Einsatz der verschiedenen sorten

- Utilisation de les qualitées

MATERIALE - MATERIAL
MATERIALIEN - MATERIAUX

K

4
(4]
X

DIN
ISO
513

SHG

ACCIAI
STEELS
STAHL
ACIER

ACIER INOXYDABLE

ROSTFREIER STAHL
GHISA

STAINLESS STEELS

ACCIAI INOX

NICHTEISENMATERIALIEN

MAT. FERREUX

MAT.DIFFICILI
SCHWIERIGE MATERILIEN

CAST IROIN
GRAUGUSS

FONTE GRISE
MAT.NON FERROSI
NONFERROUS MAT.
DIFFICULT MATERIAL
MAT. DIFICILES
MATERIALI DURI
HARD MATERIALS

HARTE MATERIALIEN
MATERIAUX DURS

QUICK
PICK

Tenacita 4
Toughness -

i IEE
=

INDICAZIONI - USO

K30-40

. N30-40

N3635

I[N

- QUALITA ADATTA PER MATERIALI NON FERROSI
- METALLO DURO DI ALTA TENACITA, IDEALE ANCHE IN CONDIZIONI DI

TAGLIO DIFFICILI

- GRADE SUITABLE FOR NON-FERROUS MATERIALS
- VERY TOUGH HARD METAL, IDEALLY SUITED ALSO UNDER DIFFICULT

CUTTING CONDITIONS

- SORTE FUR NICHTEISENMATERIALIEN
- HARTMETALL MIT HOHER ZAHIGKEIT, AUCH UNTER SCHWEREN

SCHNITTBEDINGUNGEN BESTENS GEEIGNET

- QUALITE INDIQUEE POUR DES MATERIAUX NON FERREUX.
'UNE HAUTE TENACITE, IDEAL MEME DANS DES

- METAL DUR
CONDITIONS DE COUPE DIFFICILES

P30-40
M30-40
K30-40

HC

F7835

S$30-40

PVD | H30-40

L[N

- BUONA RESISTENZA ALLUSURA
- ELEVATA STABILITA ALLO SHOCK TERMICO
- MOLTO TENACE, ADATTO ANCHE IN CONDIZIONI DI TAGLIO DIFFICILI

- GOOD RESISTANCE TO WEAR
- HIGH THERMAL SHOCK RESISTANCE
- VERY TOUGH, ALSO SUITABLE UNDER DIFFICULT CUTTING CONDITIONS

- GUTE VERSCHLEISSFESTIGKEIT

- HOHE TEMPERATURWECHSELBESTANDIGKEIT

- SEHR ZAH, AUCH UNTER SCHWEREN SCHNITTBEDINGUNGEN GEEIGNET
- BONNE RESISTANCE A LUSURE

= STAB/L/TE ELEVEE AU CHOC THERMIQUE

- TRES TENACE, INDIQUE MEME DANS DES CONDITIONS DE COUPE

DIFFICILES

@ APPLICAZIONE CONSIGLIATA
RECOMMENDED APPLICATION
EMPFOHLENER EINSATZ
APPLICATION CONSEILLEE

O APPLICAZIONE POSSIBILE

POSSIBLE APPLICATION
MOGLICHE ANWENDUNG
APPLICATION POSSIBLE

(] APPLICAZIONE CONSIGLIATA

(O APPLICAZIONE POSSIBILE

RECOMMENDED APPLICATION
EMPFOHLENER EINSATZ
APPLICATION CONSEILLEE

POSSIBLE APPLICATION
MOGLICHE ANWENDUNG
APPLICATION POSSIBLE

O ————
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PARAMETRI DI TAGLIO - CUTTING DATA

SCHNTTPARAMETER - PARAMETRES DE COUPE

MATERIALI - MATERIALS VDI HB Ve m/min
3323 Rm"
Pag. 1199 GR. HRC? N3635 F7835
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 80-160
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 80-110
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 60-100
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 50-100
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 20-80
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 30-90 30-150
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 25-80 30-130
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 30-90 30-100
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 80-150
N |RAME E SUE LEGHE - COPPER 26--28 90-110 50-110
NON METALLICI - PLASTICS 29-30 ! 20-80
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30-80
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30-80
H |AccIAIO TEMPRATO - HARDENED STEEL 38--41 4560
LAVORAZIONI AVANZAMENTO f (mml/giro)
MACHINING FEED f (mm/rev.)
2 >
E % 0,02 -0,08
o O
[}
(8]
Eo
ES
j o 0,01-0,03
<0
Zo
o©
(7]
w
F
EO
Zz
e
Lo
é&) 0,01-0,05
20
38
<z
4
-
(S}
(7]
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TORNITURA

TURNING / DREHEN / TOURNAGE / TORNEADO

([ 4






UTENSILI PER TORNITURA
TURNING TOOLS

DREHENWERKZEUGE
QUALITY TOOLS ENGINEERING OUTILS DE TOURNAGE
HERRAMIENTAS PARA TORNEADO

UTENSILI PER TORNITURA ESTERNA

SLIDING
EXTERNAL TURNING TOOLS TTs -TooLS HACRINES

HERRAMIENTAS PARA TORNEADO EXTERIOR

=
m
X
)
N
m
C
9]
m
M
C
m
P
>
C
()]
()]
m
pd
w
m
>
X
w
m
_|
C
z
0]

UTENSILI PER TORNITURA INTERNA

HERRAMIENTAS PARA TORNEADO INTERIOR

=
m
X
=
N
m
c
@
m
m
c
m
by
z
z
m
z
@
m
>
T
o8]
m
_|
c
z
®

_ | Pag. 100

UTENSILI PER SCANALATURA E TAGLIO

pd
(e
_|
m
=z
o
X
m
T
m
=z
C
P4
O
>
[ve]
(@]
_|
m
O
T
m
z

L B | Pag. 136

HERRAMIENTAS ISO 26623-1 PARA TORNEADO EXTERIOR E INTERIOR

UTENSILI PER STOZZATURA
BROACHING

HERRAMIENTA DE BROCHADO

z
c
_|
n
_|
o
xR
=
m
Pyl
=
N
m
c
@
m

\ Pag. 185

INSERTI PER TORNITURA

PLAQUITAS DE TORNEADO

=
i
z
[S]
m
o
>
_‘
_‘
m
z
N
c
<
o
by
m
I
m
z

_ Pag. 191

INSERTI PER SCANALATURA

PLAQUITAS DE RANURAS

=
m
z
]
m
0
p
_|
_|
m
z
N
c
<
=
c
_|
m
z
]
Py
m
T
m
z

\ Pag. 235
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INDICAZIONI DI LETTURA
READING INSTRUCTIONS
HINWEISE ZUR ABLESUNG
INDICATIONS DE LECTURE

TIPO-TYPE-TYP-TYPE

TIPO-TYPE-TYP-TYPE

54

1 =ARTICOLO + GAMMA DI STELI

2 = LAVORAZIONI CONSIGLIATE

3 = INSERTI

4 = SISTEMA DI BLOCCAGGIO

5 = INSERTI SAU DISPONIBILI

6 = ELENCO ARTICOLI

7 = MISURE,DATI,INDICAZIONI

8 = GRANDEZZA INSERTI CONSIGLIATI
9 = RICAMBI IN DOTAZIONE

10 = ACCESSORI E RICAMBI OPZIONALI A RICHIESTA
11 = SCHEMA DI MONTAGGIO

12 = DATI TECNICI E CONSIGLI D’USO

1=ITEM + SHAFT RANGE

2 = RECOMMENDED MACHINING TYPES

3 =INSERTS

4 = CLAMPING SYSTEM

5 = AVAILABLE SAU INSERTS

6 =ITEM LIST

7 = MEASURES,DATA,INDICATIONS

8 = RECOMMENDED INSERTS SIZES

9 = SPARE PARTS EQUIPMENT

10 = OPTIONAL ACCESORIES AND SPARE PARTS ON REQUEST
11 = ASSEMBLY DIAGRAM

12 = TECHNICAL DATA AND SUGGESTIONS

1 =ARTIKEL + SCHAFTPALETTE

2 = EMPFOHLENE BEARBEITUNGEN

3 = WENDEPLATTEN

4 = SPANNSYSTEM

5 = LIEFERBARE SAU-WENDESCHNEIDPLATTEN
6 = AUFLISTUNG DER ARTIKEL

7 = ABMESSUNGEN,DATEN,HINWEISE

8 = EMPFOHLENE PLATTENGROSSEN

9 = ZUBEHOREERSATZTEILE

10 = OPTIONALZUBEHOR UND -ERSATZTEILE AUF ANFRAGE
11 = MONTAGEPLAN

12 = TECHNISCHE DATEN UND TIPPS

1= ARTICLE + GAMME DE QUEUES

2 = USINAGES CONSEILLES

3 = PLAQUETTES

4 = SYSTEME DE BLOCAGE

5= PLAQUETTES SAU DISPONIBLES

6 = LISTE DES ARTICLES

7 = DIMENSIONES,DONNEES,INDICATIONS

8 = DIMENSIONS DE LES PLAQUETTES CONSEILLEES

9 = RECHANGE EN DOTATION

10 = ACCESOIRES ET RECHANGE OPTIONNEL SUR DEMANDE
11 = SCHEMA DE MONTAGE

12 = DONNEES TECHNIQUES ET CONSEILLES D'USAGE

0N 7IPI DI BLOCCAGGIO

— KLEMMTYPEN

DCLNRIL o 020 32332

DCBNR/L [EERCRRERS

75"

- ' ; cnma (TS|

cnme | TS|

onum | ST j— " o | TS|
s s Ll Lond

L. o/l

T [oa 6 W e e

;. o
.@. oo

> @ B o
> |

o [ ————

CLAMPING TYPES
0 TYPES DE BLOCAGE

D

S

TIPO-TYPE-TYP-TYPE

Cc

TIPO-TYPE-TYP-TYPE
M

TIPO-TYPE-TYP-TYPE



DESIGNAZIONE UTENSILI PER TORNITURA ESTERNA SECONDO LE NORME ISO
TOOLS DESIGNATION FOR EXTERNAL TURNING ACCORDING TO ISO

1 TIPO DI BLOCCAGGIO

3 TIPO DI UTENSILE

QUALITY TOOLS ENGINEERING

4 ANGOLI DI SPOGLIA

TYPE OF CLAMPING TYPE OF TOOL RAKE ANGLES
90° 75° 90° 45° 60°
AV { { {
Lz |ds Ao
D P M
A B (o3 D E A B C
% @ 90° 90°| . _107.5° 93° 75°
| BYHY Y =
F G H J K D E F
95° 50° 63° 107.5° 75°
2 FORMA INSERTO
INSERT SHAPE J (| Q} {
[, (2], ® 5 |Lo [Joor
A B c L M N Q R G N P
45° 60° 93° 72.5° 60°
o< B, (D
5 |sEare
(1
K L M S T U v w - |y =
O A
ISO
T A Vv I w @ X R N L
|1]2]3]4]5]| 6 | 7 |[8] 9 |10 |
LUNGHEZZA
TAGLIENTE
6 |AutEZZASTELO 8 |LunGHEzzAUTENSILE 9 | cuTTiNG EDGE
SHANK HEIGHT TOOL LENGHT LENGHT
L1
ISO
= L) LH) <P
l B l C M
A
32 A
lr T 40 B
50 c <> <>
L J ﬂ‘: 60 D 4|\/ <\|\/ L
70 E D E H
| 80 F
: - v @ P
100 H o - <|\/
110 J K L M
125 K
LARGHEZZA STELO 140 L O
7 SHANK WIDTH 150 M |:|
160 N e | L
170 P (0] R S
— 180 Q
B 200 R
J 250 S L /‘l‘/ -~ L
300 T T U ")
| 350 u
400 %
L1 450 w
500 Y
Tz SPECIALE| X 10 gﬁ%ﬁﬂwo
] SPECIAL
INDICAZIONI SUPPLEMENTARI
ADDITIONALS DETAILS
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DESIGNAZIONE UTENSILI PER TORNITURA INTERNA SECONDO LE NORME ISO
TOOLS DESIGNATION FOR INTERNAL TURNING ACCORDING TO ISO

=

am
| 11|

9

| 10

11 |stEL0

SHANK

QUALITY TOOLS ENGINEERING

S = Stelo in acciaio

A = Stelo in acciaio + foro refrigerante

B = Stelo in acciaio + dispositivo antivibrante

C = Stelo in metallo duro con testa in acciaio

D = Stelo in acciaio + dispositivo antivibrante + foro refrigerante

E = Stelo in metallo duro con testa in acciaio + foro refrigerante

F = Stelo in metallo duro con testa in acciaio + dispositivo antivibrante

G = Stelo in metallo duro con testa in acciaio + dispositivo antivibrante
+ foro refrigerante

H = Stelo in metallo pesante
J = Stelo in metallo pesante + foro refrigerante

S = Steel shank
A = Steel shank + coolant hole

B = Steel shank +anti-vibration device
C = carbide shank with steel head

D = Steel shank + anti-vibration device + coolant hole

E = carbide shank with steel head + coolant hole

F = carbide shank with steel head + anti-vibration device
G =carbide shank with steel head + anti-vibration device

+ coolant hole
H = Heavy metal shank

J = Heavy metal shank + coolant hole

(®]

®/

ACCIAIO
STEEL
STAHL
ACIER

ACERO

ACCIAIO METALLO DURO

STEEL  SOLID CARBIDE
STAHL HARTMETALL
ACIER METAL DUR
ACERO METAL DURO

/

/

ACCIAIO
STEEL
STAHL
ACIER

ACERO

/
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SCELTA DELLA FORMA INSERTO IN BASE AL TIPO DI LAVORAZIONE
CHOICE OF INSERT SHAPE BASED ON TYPE OF MACHINING

SSAU

QUALITY TOOLS ENGINEERING

FORMA DELL’INSERTO - INSERT SHAPE
TORNITURA ESTERNA K R S T \'} w
EXTERNAL TURNING
©)
Tornitura Assiale / Sfacciatura
Axial Turning / Facing
o uj @ @ 0 @ o
Z
x Profilatura
2 Profiling
=
w I
o
w
e o) o) o) o)
[
% Sfacciatura
o Facing
g -
S
2 o o ° @ @
o
g_) Tornitura a tuffo
= Plunge turning
'—
) ®)
. FORMA CONSIGLIATA - RECOMMENDED SHAPE O FORMA POSSIBILE - POSSIBLE SHAPE
FORMA DELL'INSERTO - INSERT SHAPE
TORNITURA INTERNA K R S T \'} w

TIPO DI LAVORAZIONE - TYPE OF MACHINING

INTERNAL TURNING

Tornitura Assiale / Sfacciatura
Axial Turning / Facing

@

O @) [ ) O
Profilatura
Profiling
Sfacciatura
Facing
O ©) O

@ FORMA CONSIGLIATA - RECOMMENDED SHAPE

O FORMA POSSIBILE - POSSIBLE SHAPE
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QUALITY TOOLS ENGINEERING

1606..

[ 20x20 - 32x32

DCBNR/L

1906..

CNM.
1204..

UTENSILI PER TORNITURA ESTERNA
EXTERNAL TURNING TOOLS
WERKZEUGE FUER AUSSENBEARBEITUNG
OUTILS DE TOURNAGE EXTERIEUR
UTENSILIOS PARA TORNEADO EXTERIOR

[l 20x20 - 32x32

| DWLNRIL

TNM.
1604..

1204..
1606..

[l 16x16 - 40x40

PCBNR/L

1906..

CNM.
0903..

SNM.
1204..
1506..
1906..

1 20x20 - 32x32

TNM.
1604..
2204..

95°.

CNM.
1204..

[f1 20x20 - 32x32

DCKNR/L

[f1 20x20 - 25x25

[ 20x20 - 32x32

DCSNR/L

CNM.
1204..

[f1 20x20 - 32x32

DDJNR/L

Y\\J@EiEgﬁ
932

WNM.
0804..

1 20x20 - 25x25

DSKNRI/L

75°E

CNM.
1204..
1606..

[f1 16x16 - 40x40

1906..

(-1 Ny
60°

SNM.

1204..

1906..

1506..

1 20x20 - 32x32

DSSNRI/L

o
45\/%

[f1 20x20 - 25x25

SNM.
1204..

[ 20x20 - 32x32

MWLNR/L

TNM.
1604..
2204..

CNM. SNM.
1204.. 1204..
1606.. 1506..
1906.. 1906..

[l 20x20 - 32x32

1506..

1 20x20 - 32x32

2204..

1 16x16 - 32x32

WNM.
0604..
0804..

I 16x16 - 32x32
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CNM.
1204..
1606..
1906..

W >

93°

M1 20x20 - 32x32

1075%

DNM.
1506..

[N 20x20 - 32x25

.

VNM.
1604..

max

SCLCR/L Pags82

95
(Eiﬁézij
952

60\.

1 25x25

MSSNR/L

s
45\//1%i%£;j

DNM.
1506..

[f1 20x20 - 32x25

VNM.
1604..

N1 08x08 - 25x25

SCRCRI/L

CccC..
0602..
09T3..
1204..

11 08x08 - 25x25

STGCRI/L

L

1 20x20 - 40x40

MSBNRI/L

SNM.
1204..
1906..

1 20x20 - 32x32

VNM.
1604..

[1 08x08 - 25x25
N -

107.5°

CC..
0602..
09T3..
1204..

[1 08x08 - 25x25

—
107.52

N
L

1 32x32 - 40x40

SNM.
1906..

1 10x10 - 25x25

SDJCR/L

DC..
0702..
11T3..

TC..
0902..
1102..
16T3..

TC..
0902..
1102..
16T3..

1 20x20 - 32x25

VB..
1604..

c -

T
93¢

A!“i“

CKJNRI/L Pag.ot

I

1 20x20 - 32x32

KNUX
1604..

1 16x16 - 32x25

SVJCRI/L

.

5N
L

11 08x08 - 25x25

ﬁ
63°

DC..
0702..
1T3..

[ 12x12 - 32x25

| SVXCRIL

[f108x08 - 25x25

SRDCN

s

DC..
0702..
11T3..

Pag.85

A?

[f1 20x20 - 25x25

SVVCN

[ 12x12 - 25x25

RC..
0602MO..
0803MO..

1003MO..

75?

VC..
1604..

Pag.89

[N 16x16 - 32x25

VC..
1103..
1604..

SSSCRI/L

I
45\/%

SVJBR/L

[ 12x12 - 32x25

SC..
09T3..
1204..

ﬂ%
93°

[f1 16x16 - 32x25

VB..
1604..
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UTENSILI PER TORNITURA ESTERNA
EXTERNAL TURNING TOOLS
— WERKZEUGE FUER AUSSENBEARBEITUNG
QUALITY TOOLS ENGINEERING OUTILS DE TOURNAGE EXTERIEUR
UTENSILIOS PARA TORNEADO EXTERIOR

|

1 20x20 - 32x32 1 20x20 - 25x25
PDJNR/L..TTS | SDJCR/L..TTS

DNM. DC..
1506.. 11T3..

[f1 20x20 - 32x32 [f1 20x20 - 25x25

60



FM PTGNRIL..

s0: 5.
TNM.
16T3..

Pag.96 ‘ FM SCLCRIL..

Pag.97

[ 10x10 - 16x16
FM SCACRIL..

éo—o‘ﬁ

1 16x16

CccC..
0602..
09T3..

Pag.97

UTENSILI PER MACCHINE A FANTINA MOBILE
TOOLS FOR SLIDING HEADSTOCK MACHINES
WERKZEUGE FUR LANGDREHAUTOMATEN

OUTILS POUR MACHINES A POUPEE MOBIL
HERRAMIENTAS PARA MAQUINAS CON CABEZAL MOVIL

SLIDING

@ HEADSTOCK

MACHINES

[ 10x10 - 16x16
‘ FM SDJCRIL..

93¢

CccC..
0602..
09T3..

Pag.98

[ 10x10 - 16x16
| FM SDACRIL..

—
goﬁ

DC..
0702..
11T3..

Pag.98

1 10x10 - 16x16
‘ FM SVJCRIL..

.
932

DC..
0702..
1T3..

Pag.99

[ 10x10 - 16x16
‘ FM SVACRIL..

g

il

VvC..
1103..
1604..

Pag.99

1 10x10 - 16x16

VC..
1103..
1604..
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

DCBNR/L th 20x20 - 32x32 I

I 20x20 - 32x32

95° 75°

‘*h']j rf—— kh‘lﬂ
CNMA

T - cNvA N TN ¥
75°
T chnvc | Y TR 12 o chvG | Y]
! cnvm | ST S " cNvm |§T]
I

I B .

.
]
%

%
@

%
Z,

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

Egaseas @ Fgaaaaas ..
[y = INSERTI - INSERTS

PAG. 193

[

DCLNR/L 2020 K 12 20 20 25 125 30 3,9 1204 100-21 5415 3612 125011 5420
DCLNR/L 2525 M 12 25 25 32 150 33 3.9
DCLNR/L 3232 P 12 32 32 40 170 34 3,9
DCLNR/L 2525 M 16 25 25 32 150 36 6,4 1606 100-31 5420 3616 126011 5425
DCLNR/L 3232 P 16 32 32 40 170 40 6,4
DCLNR/L 3232 P 19 32 32 40 170 40 6,4 1906 100-41 5420 3619 126014P 5420
DCBNR/L 2020 K 12 20 20 17 125 32 3,9 1204 100-21 5415 3612 125011 5420
DCBNR/L 2525 M 12 25 25 22 150 32 3,9
DCBNR/L 3232 P 12 32 32 27 170 32 3,9

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

0 20x20 - 32x32 g th 20x20 - 32x32
75° f 45°
f

f ~=— h1
~~75° [——h1 T
’ |

cnvAa NN
2 CNMG
Mmoo CNMM
b—

] D b L h D ﬁ]

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

o NN N

cNvG |RY TR

%
]
-
é
o

1 | cnvv | TR

:

EgnSpageasrargaeaaas “
[y = INSERTI - INSERTS

PAG. 193

.G23 | .G61 | .F71 | .X47 | .G39 | .G42 | .F51 | .G52 | .G53 | .G55 | .G56 |.K57P| .F61 | .G62 | .G63 | .G68 | .G72 |.G34W

DCKNR/L 2020 K 12 20 20 25 125 30 3,9 1204 100-21 5415 3612 125011 5420
DCKNR/L 2525 M 12 25 25 32 150 33 3.9
DCKNR/L 3232 P 12 32 32 40 170 34 3,9
DCSNR/L 2020 K 12 20 20 25 125 35 3,9 1204 100-21 5415 3612 125011 5420
DCSNR/L 2525 M 12 25 25 32 150 36 3,9
DCSNR/L 3232 P 12 32 32 40 170 40 3,9

CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 226
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

KB DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103

W DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 63




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32 m—
93° —\t
<= ™

DNMA NN

93°
DNMG NN

DNMM N

L R
o 1]

@Wﬁ' @ﬁ = ﬁ"@"@msml-msmm

PAG. 195
.G23 .G39 .G42 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W

DDJNR/L 2020 K 15 20 20 25 125 35 3.9 1506 100-21 5415 3715 125011 5420
DDJNR/L 2525 M 15 25 25 32 150 36 3,9
DDJNR/L 3232 P 15 32 32 40 170 40 3,9

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

= .
H VELOCITA DI TAGLIO Ve
4 Vec. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
I Vc. VITESSE DE COUPE
IH DETTAGLIO RICAMBI \
BB SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
W DETAIL DE PIECES DE RECHANGE /
IE DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
= TECHNISCHE DATEN UND EMPFEHLUNGEN -
M@ DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

th 20x20 - 32x32

75°

~—h1

f——
F?S"

1 ;
12

—— L h

In figura utensile destro - Right-hand shown

: h 20x20 - 25x25

=)

45°
f ——h17
snma | T :
45°
STV i
snvm | TR "
b L h

In figura utensile destro - Right-hand shown

SNMA

SNMG

SNMM

CED | «ED
.o | -
BEREREEE=E =H-0-U-
INSERTI - INSERTS
PAG. 196
.G61 F71 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G54 .G72 .G82
DSKNR/L 2020 K 12 20 20 25 125 30 3,9 1204 100-21 5415 3512 125011 5420
DSKNR/L 2525 M 12 25 25 32 150 26 3,9
DSKNR/L 3232 P 12 32 32 40 170 30 3,9
DSKNR/L 3232 P 15 32 32 40 170 30 6,4 1506 100-31 5420 3515 126011 5425
DSSNR/L 2020 K 12 20 20 25 125 35 3,9 1204 100-21 5415 3512 125011 5420
DSSNR/L 2525 M 12 25 25 32 150 36 3,9
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
_____ BE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 226
......... BB E|NSATZGEBIETE FUR DREHPLATTEN -
""" I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
EE VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
=8 V. SCHNITTGESCHWINDIGKEIT . . PAG. 222
I Vc. VITESSE DE COUPE
KB DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN . ?T b PAG. 1103
W DETAIL DE PIECES DE RECHANGE /
B DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN . @‘ b PAG. 1126
I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

65




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 20x20 - 32x32 B
93°
=

TNMA NN

]
|
L

1

TNMG NN

I
TNMM NN
In figura utensile destro - Right-hand shown

AALAALAL-AALA s
[

L
L

.G61 .G71 .F32 .F51 .G52 .G53 .G55 .G56 .G62 .G63

[ & 8 7

DTJNR/L 2020 K 16 20 20 25 125 20 1,8 1604 100-11 5409 3416 12409P 5515P
DTJNR/L 2525 M 16 25 25 32 150 21 1,8
DTJNR/L 3232 P 16 32 32 40 170 23 1,8

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

t

[h 20x20 - 25x25

93°

— - h1
Fﬁ T WNMA

12 WNMG

.
]
%

%
]
G

J 1 WNMM

%
]
%,

— b e h

In figura utensile destro - Right-hand shown

VOO T IO IY

PAG. 199
.G23 .G61 F71 .G42 .F51 .G52 .G53 .G55 .G56 | .K57P | .F61 .G62 .G63 | .G34W

& [

DWLNR/L 2020 K 08 20 20 25 125 30 3.9 0804 100-21 5415 3308M 125011 5420

DWLNR/L 2525 M 08 25 25 32 150 33 3,9

I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
B8 EINSATZGEBIETE FUR DREHPLATTEN :
H @ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
@&
=
U

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
V. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE
I8 DETTAGLIO RICAMBI \
B SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . f PAG. 1103
T8 DETAIL DE PIECES DE RECHANGE y.
I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B3 TECHNISCHE DATEN UND EMPFEHLUNGEN -
T8 DONNEES TECNIQUES ET CONSEILS Y,

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 16x76 - 40x40 PCBNR/L th 16x16 - 40x40 1
95 75 -

95° %MT r T FMT

cnmvA R TN @ cnvA N TN

95° S - 12 75\0# S -

2 “@‘ : cNmG |RY TR l ® cNvG |RY TR

| | cnmm | ST . cnvm | ST

[, |
L bal tha] L bg—l I
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

EgpSspgaassrgragaaans,..
[y = INSERTI - INSERTS

PAG. 193
.G23 | .G61 | .F71 | .X47 | .G39 | .G42 | .F51 | .G52 | .G53 | .G55 | .G56 |.K57P| .F61 | .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

PCLNR/L 1616 H 09 16 16 20 100 22 0903 8009 1606 5025 3608 4109 0009
PCLNR/L 2020 K 09 20 20 25 125 26
PCLNR/L 2525 M 09 25 25 32 150 25
PCLNR/L 1616 H 12 New 16 16 20 100 26 1204 8012 1648 5003 3612 4112 0012
PCLNR/L 2020 K 12 20 20 25 125 28 1204 8012 1608 5003 3612 4112 0012
PCLNR/L 2525 M 12 25 25 32 150 33
PCLNR/L 3225 P 12 32 25 32 170 28
PCLNR/L 3232 P 12 32 32 40 170 30
PCLNR/L 2525 M 16 25 25 32 150 33 1606 8016 1618 5003 3616 4115 0015
PCLNR/L 3225 P 16 32 25 32 170 33
PCLNR/L 3232 P 16 32 32 40 170 33
PCLNR/L 2525 M 19 25 25 32 150 36 1906 8019 1610 5004 3619 4119 0019
PCLNR/L 3232 P 19 32 32 40 170 40
PCLNR/L 4040 S 19 40 40 50 250 40
PCBNR/L 1616 H 09 New 16 16 14 100 20 0903 8009 1606 5025 3608 4109 0009
PCBNR/L 2020 K 09 New 20 20 17 125 21
PCBNR/L 2525 M 09 New 25 25 22 150 21
PCBNR/L 2020 K 12 20 20 17 125 28 1204 8012 1608 5003 3612 4112 0012
PCBNR/L 2525 M 12 25 25 22 150 29
PCBNR/L 3225 P 12 32 25 22 170 32
PCBNR/L 2525 M 16 25 25 22 150 29 1606 8016 1618 5003 3616 4115 0015
PCBNR/L 3225 P 16 32 25 22 170 32
PCBNR/L 3232 P 16 32 32 27 170 35
PCBNR/L 3232 P 19 32 32 27 170 35 1906 8019 1610 5004 3619 4119 0019
PCBNR/L 4040 S 19 40 40 35 250 37

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

b PAG. 226
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

Bm DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

68



Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

0 16x16 - 40x40 . th 16x16 - 32x32
75° f 45°
f f h1
e ] "
cnvA N TN ‘ ‘\150 \ cnva NTN
N q 12 N \/35 S q
2 ©) cNmG | KT l ©) cNmG | YT
| cnmm | ST I cnvm | ST
I
LA
L b L e I I
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
CED CED CED

@ Faaaaaas ..
= INSERTI - INSERTS

PAG. 193

-0 - ==
[y

.G23 | .G61 | .F71 | .X47 | .G39 | .G42 | .F51 | .G52 | .G53 | .G55 | .G56 |.K57P| .F61 | .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

PCKNR/L 1616 H 09 New 16 16 20 100 22 0903 8009 1606 5025 3608 4109 0009
PCKNR/L 2020 K 09 New 20 20 25 125 20
PCKNR/L 2525 M 09 New 25 25 32 150 25
PCKNR/L 2020 K 12 20 20 25 125 26 1204 8012 1608 5003 3612 4112 0012
PCKNR/L 2525 M 12 25 25 32 150 30
PCKNR/L 2525 M 16 25 25 32 150 33 1606 8016 1618 5003 3616 4115 0015
PCKNR/L 3232 P 16 32 32 40 170 34
PCKNR/L 3232 P 19 32 32 40 170 36 1906 8019 1610 5004 3619 4119 0019
PCKNR/L 4040 S 19 40 40 50 250 45
PCSNR/L 1616 H 09 New 16 16 20 100 22 0903 8009 1606 5025 3608 4109 0009
PCSNR/L 2020 K 09 New 20 20 25 125 26
PCSNR/L 2525 M 09 New 25 25 32 150 25
PCSNR/L 2020 K 12 20 20 25 125 28 1204 8012 1608 5003 3612 4112 0012
PCSNR/L 2525 M 12 25 25 32 150 30
PCSNR/L 2525 M 16 25 25 32 150 33 1606 8016 1618 5003 3616 4115 0015
PCSNR/L 3232 P 16 32 32 40 170 34
PCSNR/L 3232 P 19 32 32 40 170 40 1906 8019 1610 5004 3619 4119 0019

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

PAG. 222

I8 DETTAGLIO RICAMBI \
B SPARE PARTS DETAILS T
E= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
ITH DETAIL DE PIECES DE RECHANGE

I DONNEES TECNIQUES ET CONSEILS

I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 69



Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 16x16 - 32x32 h 16x16 - 32x32

63° —\‘

93° - i

30°max

Ff—» ﬁmj T fo— rmj

Y ! pnvA NIN \ / pNvA | TN
93° ° 63° 62°
g 32 ] ]
2 V/ onve [ NN \/ \+’ DNMG |EY TS
—= == " DNvm | Y TR ® h DNvM | Y TR
|l
D I B — SR
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

& &L S & .'*‘ﬁ"'ﬁ"@mm

PAG. 195

.G23 | .G39 | .G42 .F51 .G52 | .G53 | .G55 | .G56 .F61 .G62 | .G63 | .G68 | .G72 |.G34W

n D
PDJNR/L 1616 H 11 16 16 20 100 30 1104 8411 1606 5025 3710 4108 0009
PDJNR/L 2020 K 11 20 20 25 125 30
PDJNR/L 2525 M 11 25 25 32 150 30
PDJNR/L 2020 K 15 20 20 25 125 35 1506 8415 1638 5003 3715 4112 0012
PDJNR/L 2525 M 15 25 25 32 150 35
PDJNR/L 3225 P 15 32 25 32 170 35
PDJNR/L 3232 P 15 32 32 40 170 36
PDNNR/L 1616 H 11 16 16 8,0 100 25 1104 8411 1606 5025 3710 4108 0009
PDNNR/L 2020 K 11 20 20 12,0 125 25
PDNNR/L 2525 M 11 25 25 12,0 150 29
PDNNR/L 2020 K 15 20 20 12,0 125 35 1506 8415 1638 5003 3715 4112 0012
PDNNR/L 2525 M 15 25 25 12,0 150 37
PDNNR/L 3225 P 15 32 25 12,0 170 37
PDNNR/L 3232 P 15 32 32 16,8 170 37

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS . PAG. 226
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

N DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

70



Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

PSBNR/L 0 20x20 - 40x40 e th 16x16 - 32x32
75° 45°
<=
T R
; sNvA NN i 7 sSNVA Y TN
- Y
2 Y ® snvG |EY TS T ® A snmG |EY TS
11
1 shvm | N N shvv | Y TR
(A
L—b——l L— h ——J - b - 7h4_j
In figura utensile destro - Right-hand shown
CED | «ED CED
: | e
INSERTI - INSERTS
PAG. 196
.G61 F71 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G54 .G72 .G82
PSBNR/L 2020 K 12 20 20 17 125 28 1204 8012 1608 5003 3512 4112 0012
PSBNR/L 2525 M 12 25 25 22 150 29
PSBNR/L 2525 M 15 25 25 22 150 32 1506 8016 1618 5003 3515 4115 0015
PSBNR/L 3232 P 15 32 32 27 170 32
PSBNR/L 3232 P 19 32 32 27 170 39 1906 8019 1610 5004 3519 4119 0019
PSBNR/L 4040 S 19 40 40 35 250 39
PSDNN 1616 H 12 16 16 8,3 100 30 1204 8012 1608 5003 3512 4112 0012
PSDNN 2020 K 12 20 20 10,3 125 28
PSDNN 2525 M 12 25 25 12,8 150 29
PSDNN 3232 P 19 32 32 16,5 170 40 1906 8019 1610 5004 3519 4119 0019
B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=M EINSATZGEBIETE FUR DREHPLATTEN -
B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
EE VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
B Vc. SCHNITTGESCHWINDIGKEIT . . PAG. 222
W Vc. VITESSE DE COUPE
W DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN . ?T b PAG. 1103
W DETAIL DE PIECES DE RECHANGE /
IE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS PAG. 1126

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

> ()

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna

External turning tools

Werkzeuge fuer aussenbearbeitung

Oultils de tournage extérieur QUALITY TOOLS ENGINEERING

[ 20x20 - 40x40 : h 16x16 - 40x40

=

75° 45°

f —
750 h1 f n
F\ [ﬁ j YN EN T T I r T sNvA N TN

snmG |KY IR L ® SNMG |RY T\

h J s | ST sNvM |ETRY
i M ‘

B b h]

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

: — e
INSERTI - INSERTS

PAG. 196
.G61 F71 .F51 .G52 .G53 .G55 | .G56 .F61 .G62 | .G54 .G72 .G82

PSKNR/L 2020 K 12 20 20 25 125 26 1204 8012 1608 5003 3512 4112 0012
PSKNR/L 2525 M 12 25 25 32 150 26
PSKNR/L 2525 M 15 25 25 32 150 30 1506 8016 1618 5003 3515 4115 0015
PSKNR/L 3232 P 15 32 32 40 170 34
PSKNR/L 3232 P 19 32 32 40 170 34 1906 8019 1610 5004 3519 4119 0019
PSKNR/L 4040 S 19 40 40 50 250 38
PSSNR/L 1616 H 12 16 16 20 100 26 1204 8012 1608 5003 3512 4112 0012
PSSNR/L 2020 K 12 20 20 25 125 29
PSSNR/L 2525 M 12 25 25 32 150 29
PSSNR/L 3225 P 12 32 25 32 170 29
PSSNR/L 2525 M 15 25 25 32 150 36 1506 8016 1618 5003 3515 4115 0015
PSSNR/L 3232 P 15 32 32 40 170 40
PSSNR/L 3232 P 19 32 32 40 170 40 1906 8019 1610 5004 3519 4119 0019
PSSNR/L 4040 S 19 40 40 50 250 40

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

N DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

0 20x20 - 32x32 ) th 20x20 - 32x32 e
90° 90°
<=

I ——
90° h1
\ 1 A NON| roy

]
f 90°
12 . 12 ®
TNvG | IS |

=)

TNMA | TN

TNvG | TS

1
J ™™nv | NN
i

%

" ™wvm | TN

B -

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

AbLLAALALAARA

PAG. 197

.G61 .G71 .F32 .F51 .G52 | .G53 .G55 | .G56 | .G62 .G63

PTENR/L 2020 K 16 20 20 25 125 20 1604 8009 1606 5025 3416 4109 0009
PTFNR/L 2525 M 16 25 25 32 150 21
PTENR/L 2525 M 22 25 25 32 150 27 2204 8012 1608 5003 3422 4112 0012
PTENR/L 3225 P 22 32 25 32 170 25
PTFNR/L 3232 P 22 32 32 40 170 25
PTGNR/L 2020 K 16 20 20 25 125 20 1604 8009 1606 5025 3416 4109 0009
PTGNR/L 2525 M 16 25 25 32 150 21
PTGNR/L 2525 M 22 25 25 32 150 27 2204 8012 1608 5003 3422 4112 0012
PTGNR/L 3225 P 22 32 25 32 170 29
PTGNR/L 3232 P 22 32 32 40 170 29

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 73
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 16x16 - 32x32 t
95°
&=
| —

95° h1
F» ﬁ T WNMA NN

12 - ® WNMG NEN

1 WNMM N N

In figura utensile destro - Right-hand shown

VIV IEVIVIIIV. .o

PAG. 199

.G23 .G61 F71 .G42 .F51 .G52 .G53 .G55 .G56 | .K57P | .F61 .G62 .G63 | .G34W

@U

PWLNR/L 1616 H 06 16 16 20 100 16 0604 8009 1606 5025 3306 4109 0009
PWLNR/L 2020 K 06 20 20 25 125 16
PWLNR/L 2525 M 06 25 25 32 150 16
PWLNR/L 2020 K 08 20 20 25 125 20 0804 8012 1608 5003 3308M 4112 0012
PWLNR/L 2525 M 08 25 25 32 150 21
PWLNR/L 3225 P 08 32 25 32 170 23
PWLNR/L 3232 P 08 32 32 40 170 23

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung

Outils de to

93°

urnage extérieur

]

th 20x20 - 32x32

93°

b

L

27°

rh14—‘

B

In figura utensile destro - Right-hand shown

D

QUALITY TOOLS ENGINEERING

60°

™wva NN ‘ \

60° 60°
™vG KT IJZ
™wvv TR

h 20x20 - 32x32

L
i

L

e

: j“ 8°max

TNMA

NN

TNMG [ ]

%
@

TNMM N

%

CED  CED | CED
A AL AAA - LA
INSERT! - INSERTS
PAG. 197
.G61 .G71 .F32 .F51 .G52 .G53 .G55 .G56 .G62 .G63
MTJINR/L 2020 K 16 20 20 25 125 31 1604 100-50 5025 3216 4186 4196 5003
MTINR/L 2525 M 16 25) 25 32 150 36
MTJINR/L 3225 P 16 32 25 32 170 35
MTJINR/L 2525 M 22 25 25 32 150 36 2204 100-51 5003 3222 4192 4196 -
MTJINR/L 3225 P 22 32 25 32 170 35
MTJINR/L 3232 P 22 32 32 40 170 40
MTENN 2020 K 16 20 20 10,5 125 35 1604 100-50 5025 3216 4186 4196 5003
MTENN 2525 M 16 25 25 13,0 150 37
MTENN 2525 M 22 25) 25 13,0 150 37 2204 100-51 5003 3222 4192 4196 -
MTENN 3232 P 22 32 32 16,5 170 37
I CAMPI DIMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
- = EINSATZGEBIETE FUR DREHPLATTEN -
g [l CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
b = @ Im VELOCITA DI TAGLIO V¢
] BE Vc. CUTTING SPEED
I == \Vc. SCHNITTGESCHWINDIGKEIT . . PAG. 222
@ ~ I Ve, VITESSE DE COUPE
g &>
—c) h;e/’
<
z I DETTAGLIO RICAVBI \ T
: BE SPARE PARTS DETAILS
©) 2 == DETAILS ZU DEN ERSATZTEILEN . 4 b PAG. 1103
: I[H DETAIL DE PIECES DE RECHANGE /
W DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS PAG. 1126

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN

DONNEES TECNIQUES ET CONSEILS

> ()

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32 4

95°
<=

WNMA NN

WNMG NN

WNMM NN

B B — M

In figura utensile destro - Right-hand shown

[ NEW ] [ NEW ] [ NEW ] %
VOOYOT T OO
? - INSERTI - INSERTS
PAG. 199
.G23 .G61 .F71 .G42 .F51 .G52 .G53 .G55 .G56 K57P .F61 .G62 .G63 | .G34W

MWLNR/L 2020 K 06 20 20 25 125 31 0604 100-53 - 5510 3306 4188  VBLO3L -
MWLNR/L 2525 M 06 25 25 32 150 25

MWLNR/L 2020 K 08N 20 20 25 125 28 0804 100-52 5025 = 3308M 4192 4196 5003
MWLNR/L 2525 M 08N 25 25 32 150 31

MWLNR/L 3232 P 08N 32 32 40 170 31

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

76 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 20x20 - 40x40
95°
[
F%o ~—h1
\g \ T CNMA NN
L ] cnve | YT
| CNMM N N
I - M ﬁ
In figura utensile destro - Right-hand shown
CED [ NEw | [ NEW ]
A= - - - -0 - - - = ”
HI ‘ I ﬂ IR E M | INSERTI - INSERTS
PAG. 193
.G23 | .G61 | F71 | X47 | .G39 | .G42 | F51 | .G52 | .G53 | .G55 | .G56 | .K57P| .F61 | .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

1 4 (6)

(7)
2 8 P8 &

MCLNR/L 2020 K 12 20 20 25 125 28 1204 | KCN433 KLM 46 CKM21 STCM20 5415 KMS 4 RCN1225
MCLNR/L 2525 M 12 25 25 32 150 33

MCLNR/L 3225 P 12 32 25 32 170 28

MCLNR/L 3232 P 12 32 32 40 170 30

MCLNR/L 2525 M 16 25 25 32 150 33 1606 | KCN533 KLM 58 CKM21 STCM20 5415 KMS 5 -
MCLNR/L 3225 P 16 32 25 32 170 33

MCLNR/L 3232 P 16 32 32 40 170 33

MCLNR/L 3232 P 19 32 32 40 170 40 1906 | KCN633 KLM 68 CKM 12 STCM4 5425 KMS 6 -
MCLNR/L 4040 S 19 40 40 50 250 40

a@g‘lﬂ%’sﬂ INEEEP IR - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
AT e AT s - B - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

DU 2 TSR . N TERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
L 10,7 ICH- VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

—
12,7
2 (T4

R 123 | cN. 1204..

B - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO

Bl - CHIP BREAKER FOR CERAMIC INSERTS AND FOR INSERTS WITHOUT BORE

= _ SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG
I N - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU

b PAG. 226
I VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
W Vc. VITESSE DE COUPE N

b PAG. 1103
@ b PAG. 1126

77

I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS
B8 EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1 DETTAGLIO RICAMBI

B SPARE PARTS DETAILS

| DETAILS ZU DEN ERSATZTEILEN
W DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 20x20 - 32x32 i 25x25

93° 107,5°

1
)

t
Y=

30°max

Fﬁf% rh'lg" : : "71:4— ‘fh']‘" - -
v DNMA |RY TN y 17450 pNvA NN
32° 107,5° '
12 N/ pNnve Y TN n pNMG Y TR
— " DNMM A i DIV
L s .

S B -

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

R = §
]
%

CED [ NEW ]
& & i L™
W M ﬁ ' @ i , ' INSERTI - INSERTS
PAG. 195
.G23 .G39 .G42 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W

MDJNR/L 2020 K 15 20 20 25 125 35 1506 | KDN433 KLM46L CKM22 STCM20 5415 KMS 4
MDJNR/L 2525 M 15 25 25 32 150 35
MDJNR/L 3225 P 15 32 25 32 170 36
MDJNR/L 3232 P 15 32 32 40 170 36

Il - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

B8 - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
I B - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

MDQNR/L 2525 M 15 25 25 32 150 36 1506 | KDN433 KLM46L CKM22 STCM20 5415 KMS 4

N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

B8 - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
W - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

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

EINSATZGEBIETE FUR DREHPLATTEN . PAG. 226
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

N DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

78



Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 20x20 - 40x40 th 32x32 - 40x40

45° 75°
=
f [kma‘ ffa kmﬂ
; , SUTSINEN \ snma VTN
f 45° 45° { 75°
N \
12 snvG | TR 12 el SNmG |RY TR
| ! |
IS snvm | TR i sNvm | &Y TRN

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

L 5| - h_ L . L h
M
[ NEW ]

-
B (
INSERTI - INSERTS

PAG. 196

(ERN)

5 | &

BEEEEE

.G61 F71 .F51 .G52 .G53 | .G55 .G56 .F61 .G62 .G54 | .G72 .G82

[

MSSNR/L 2020 K 12 20 20 25 125 32 1204 | KSN433 KLM 46 CKM21 STCM20 5415 KMS 4 RSN1225
MSSNR/L 2525 M 12 25 25 32 150 33

MSSNR/L 3232 P 12 32 32 40 170 40

MSSNR/L 3232 P 19 32 32 40 170 40 1906 | KSN633 KLM 68 CKM 12 STCM4 5425 KMS 6 -
MSSNR/L 4040 S 19 40 40 50 250 40

MSBNR/L 3232 P 19 32 32 27 170 39 1906 | KSN633 KLM 68 CKM 12 STCM4 5425 KMS 6 -
MSBNR/L 4040 S 19 40 40 35 250 39

?n'l's“AI\EsNuslla%g' IN%EEP Il - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
AT A AT )| - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
DIMENSIONES GEITSNET . (NTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
——R_ | L|10,7 IH- VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
RSN 1225 i H|25 D]E7 I T - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO
oL BIE - CHIP BREAKER FOR CERAMIC INSERTS AND FOR INSERTS WITHOUT BORE
H-se=m | R| 23| SN.. 1204.. | ™= - SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG
il Il - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU

CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 226
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 222
Vc. VITESSE DE COUPE ;

b PAG. 1103
@ b PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 79

K1 DETTAGLIO RICAMBI

Bl SPARE PARTS DETAILS

B DETAILS ZU DEN ERSATZTEILEN
I DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I8 DONNEES TECNIQUES ET CONSEILS




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x25 h 20x20 - 32x25

93° 72,5°
= ‘Ql)“max

Fifa «h1j ’of* «MT

12 VNMG

N

%
=
%
¥}

N
£

/

3
a

VMG Y T

LbJ LhJ M LbJ LhJ M

In figura utensile destro - Right-hand shown

PPV

PAG. 198

.G23 .G42 .G52 | .G53 .G55

MVJNR/L 2020 K 16 20 20 25 125 41 1604 | KVN323 KLM34L 5508 CKM22 STCM20 5415 KMS 3
MVJNR/L 2525 M 16 25 25 32 150 41
MVJNR/L 3225 P 16 32 25 32 170 41

Il - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

BlE - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
I B - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

MVVNN 2020 K 16 20 20 10 125 45 1604 | KVN323 KLM34L 5508 CKM22 STCM20 5415 KMS 3
MVVNN 2525 M 16 25 25 12,5 150 45
MVVNN 3225 P 16 32 25 12,5 170 45

N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl§ - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
I H- vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

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

b PAG. 226
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

Bm DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32

117,5°

117,5° @ 27,5°
12 ~7 VNMG N

- IS

In figura utensile destro - Right-hand shown

YAV AV av ar

.G23 .G42 .G52 .G53 .G55

INSERTI - INSERTS
PAG. 198

®
d |8 AN
b Ll
MVPNR/L 2020 K 16 20 20 25 125 41 1604 KVN323 KLM34L 5508 CKM22 STCM20 5415 KMS 3
MVPNR/L 2525 M 16 25 25 32 150 41
MVPNR/L 3225 P 16 32 25 32 170 41
MVPNR/L 3232 P 16 32 32 40 170 40

[l - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

BlE - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
W - viS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI %\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

[ 08x08 - 25x25

QUALITY TOOLS ENGINEERING

[ 08x08 - 25x25

95°
95°
12 A
L 11

-

B

In figura utensile destro - Right-hand shown

75°

-~
~—h1
-
_[ cct | AN {2 \75 \/@m

mpr 11

«mT
(1

cc.w

SR -

M

In figura utensile destro - Right-hand shown

¥

CC.T

-7°
ccw | N

L=

CED CED  CED [ NEW ]
F-I—. - E
FoEFsaSsEEED
et | | — i
.B22 F47 .G13 | .G57P | .X47 .F32 .F33 .G39 .G42 .F51 .G52 G32w

il
&

INSERTI - INSERTS
PAG. 201

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
M@ DONNEES TECNIQUES ET CONSEILS

> (=)

SCLCR/L 0808 D 1,1+1,3 | 0602 - 12256P  5508P
SCLCR/L 1010 E 06 10 10 12 70 10 1,1+1,3
SCLCR/L 1212 F 09 12 12 16 80 15 3,8+5,0 | 09T3 - - 12409P  5515P
SCLCR/L 1616 H 09 16 16 20 100 15 3,0:3,5 | 09T3 3609 BCL7 123511P 5515P
SCLCR/L 2020 K 09 20 20 25 125 17 3,0+3,5
SCLCR/L 2525 M 09 25 25 32 150 18 3,0+3,5
SCLCR/L 1616 H 12 16 16 20 100 20 4,0+5,0 1204 3611 BCL15 124513P 5520P
SCLCR/L 2020 K 12 20 20 25 125 20 4,0+5,0
SCLCR/L 2525 M 12 25 25 32 150 20 4,0+5,0
I B - PER UTENSILE R MONTARE INSERTO CCET..R.B22 , PER UTENSILE L MONTARE INSERTO CCET..L.B22
BlE - FOR RTOOL FIT INSERT CCET..R.B22, FOR L TOOL FIT INSERT CCET..L.B22
B . FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
I B - DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..R.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..L.B22
i i |
SCRCR/L 0808 D 06 8 8 9 60 10 1,1+1,3 | 0602 - - 12256P  5508P
SCRCR/L 1010 E 06 10 10 1 70 10 1,1+1,3
SCRCR/L 1212 F 09 12 12 13 80 15 3,8+5,0 | 09T3 - - 12409P  5515P
SCRCR/L 1616 H 09 16 16 17 100 15 3,0:3,5 | 09T3 3609 BCL7 123511P 5515P
SCRCR/L 2020 K 09 20 20 22 125 18 3,0+3,5
SCRCR/L 1616 H 12 16 16 17 100 20 4,0+5,0 | 1204 3611 BCL15 124513P 5520P
SCRCR/L 2020 K 12 20 20 22 125 20 4,0+5,0
SCRCR/L 2525 M 12 25 25 27 150 20 4,0+5,0
I B - PER UTENSILE R MONTARE INSERTO CCET..R.B22 , PER UTENSILE L MONTARE INSERTO CCET..L.B22
BlE - FOR RTOOL FIT INSERT CCET..R.B22, FOR L TOOL FIT INSERT CCET..L.B22
B - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
I B - DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..R.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..L.B22
| i
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
B EINSATZGEBIETE FUR DREHPLATTEN .
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
IE VELOCITA DI TAGLIO Ve
; ¥§ ggLLII,‘\‘I'SI'BGSEPSEgI-?WINDIGKEIT . » PAG. 222
B Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI
S S S sz R (7) Pp  rc o
B DETAIL DE PIECES DE RECHANGE /
I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura esterna

External turning tools

Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

[h 08x08 - 25x25

th 10x10 - 25x25

107,5°

93°

— ~—hi ﬂ . -
F h T hf h1——‘
A e pct | NN Yo j pcr | AN
Sl

h pcw | NN : ocw | NN

—ie—

L e L L b L h ﬂ

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
E ED @  ED ED | CED [ NEW ]
5 !— - i L r /
V- - -4V -4V -4V - AT - JF - 4V - G - JF - 4V - 4P - JF - SR SCN
G13 | L F45 |R F45| F46 | F47 | B53 | .G57P| Xx47 | F32 | F33 | G39 | G42 | F51 | G52 | G3aw| PAG.203

()
b
SDHCR/L 1010 E 07 10 10 12 70 10 1,1+1,3 | 0702 - - 12256P  5508P
SDHCR/L 1212 F 07 12 12 16 80 12 1,1+1,3
SDHCR/L 1616 H 11 16 16 20 100 19 3,0+3,5 1T3 3711 BCL7 123511P 5515P
SDHCR/L 2020 K 11 20 20 25 125 18 3,0+3,5
SDHCR/L 2525 M 11 25 25 32 150 20 3,0+3,5
SDJCR/L 0808 D 07 8 8 10 60 14 1,1+1,3 | 0702 - - 12256P  5508P
SDJCR/L 1010 E 07 10 10 12 70 14 1,1+1,3
SDJCR/L 1212 F 07 12 12 16 80 14 1,1+1,3
SDJCR/IL 1212 F 11 12 12 16 80 21 3,8+5,0 1T3 = = 12409P  5515P
SDJCR/L 1616 H 11 16 16 20 100 22 3,0+3,5 1T3 3711 BCL7 123511P 5515P
SDJCR/L 2020 K 11 20 20 25 125 23 3,0+3,5
SDJCR/L 2525 M 11 25 25 32 150 27 3,0:3,5

CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 226
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

[ 08x08 - 25x25

63°

T fo— ka
h DC.T W

INSERTI - INSERTS
PAG. 203

.G13 |L.F45 |R.F45| .F46 | .F47 | .B53 | .G57P | .X47 | .F32 | .F33 | .G39 | .G42 | .F51 | .G52 |.G32W

SDNCN 0808 D 07 8 8 4,0 60 9 0702 = = 12256P  5508P
SDNCN 1010 E 07 10 10 5,0 70 1"
SDNCN 1212 F 07 12 12 6,0 80 13
SDNCN 1212 F 11 12 12 6,0 80 12 1T3 = = 12409P  5515P
SDNCN 1616 H 11 16 16 8,0 100 16 11T3 3711 BCL7 123511P 5515P
SDNCN 2020 K 11 20 20 10,0 125 20
SDNCN 2525 M 11 25 25 12,5 150 25

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 12x12 - 25x25

fo h1
1

RC.T W

11 RC.W w

&0 :
u INSERTI - INSERTS

PAG. 205

¥

SRDCN 1212 F 06 12 12 9,0 80 12,5 1,1+1,3 | 0602MO0 - 12256P  5508P
SRDCN 1616 H 06 16 16 11,0 100 12,5 1,1+1,3
SRDCN 2020 K 06 20 20 13,0 125 12,5 1,1+1,3
SRDCN 2525 M 06 25 25 15,5 150 12,5 1,1+1,3
SRDCN 1616 H 08 16 16 12,0 100 16,5 1,2+1,5 | 0803MO - - 123008P 5508P
SRDCN 2020 K 08 20 20 14,0 125 16,5 1,2+1,5
SRDCN 2525 M 08 25 25 16,5 150 16,5 1,2+1,5
SRDCN 1616 H 10 16 16 13,0 100 20,5 3,0+3,5 | 1003M0 | 3810 BCL7 123511P 5515P
SRDCN 2020 K 10 20 20 15,0 125 20,5 3,0+3,5
SRDCN 2525 M 10 25 25 17,5 150 20,5 3,0:3,5

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI %\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226

®
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 12x12 - 25x25

45°

hf—— rh‘lj
{z jwv‘ V45* il sc.T W

11
sew | N

I L h S E
In figura utensile destro - Right-hand shown

CED  CED
Boas 3

INSERTI - INSERTS
PAG. 205

= ¥ ﬁg

.F51 .G57 | .G57P | .G52

SSSCR/L 1212 F 09 12 12 16 80 19 09T3 = = 12409P  5515P
SSSCR/L 1616 H 09 16 16 20 100 22 09T3 3509 BCL7 123511P 5515P
SSSCR/L 2020 K 09 20 20 25 125 23
SSSCR/L 1616 H 12 16 16 20 100 22 1204 3511 BCL15 124513P 5520P
SSSCR/L 2020 K 12 20 20 25 125 23
SSSCR/L 2525 M 12 25 25 32 150 27

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

i 08x08 - 25x25 ) f th 08x08 - 25x25 e
90° 90°
<=

f— ~— h1 f— h1

90°
1 B [ ]
T W — rer | NEN EOE ter | AN
12 If

L " tew | NEN L . rcw | NN

(| e A
L 5 —n S b e
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

A ﬁ ﬁl A INSERI-INSERTS

PAG. 206

STFCR/L 0808 D 09 8 8 10 60 10 0,9+1,0 | 0902 - - 12225P  5507P
STFCR/L 1010 E 09 10 10 12 70 10 0,9+1,0
STFCR/IL 1212 F 11 12 12 16 80 14 1,1+1,3 1102 - - 12256P  5508P
STFCR/L 1616 H 11 16 16 20 100 15 1,1+1,3
STFCR/L 1616 H 16 16 16 20 100 20 3,0+3,6 | 16T3 3415 BCL7 123511P 5515P
STFCR/L 2020 K 16 20 20 25 125 23 3,0+3,5
STFCR/L 2525 M 16 25 25 32 150 23 3,0+3,5
STGCR/L 0808 D 09 8 8 10 60 10 0,9+1,0 | 0902 - - 12225P  5507P
STGCR/L 1010 E 09 10 10 12 70 10 0,9+1,0
STGCR/L 1212 F 11 12 12 16 80 15 1,1+1,3 1102 - - 12256P  5508P
STGCR/L 1616 H 11 16 16 20 100 15 1,1+1.3
STGCR/L 1616 H 16 16 16 20 100 20 3,0:3,6 | 16T3 3415 BCL7 123511P 5515P
STGCR/L 2020 K 16 20 20 25 125 20 3,0+3,5
STGCR/L 2525 M 16 25 25 32 150 20 3,0:3,5

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI %\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 87
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 16x16 - 32x25 h 12x12 - 32x25

8 0 4
107,5 93 - ‘Qmmax
Fﬁ | J— ~—h1 T ‘ c Fﬁf;, ~—h1——y
L AN, 37250 ver | [N ‘ Yo L. ver | N

/ b vew | NEN ‘ h vew | [N

R A Sﬂ M SE
s -

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

VA4V 4V-av 47V av -4V 4V 4 e

PAG. 207

.G13 | .G57P | .F46 F47 X471 .F32 .F33 .G42 .G52

SVHCR/L 1616 H 11 16 16 20 100 15 1,1+1,3 1103 - - 12256P  5508P
SVHCR/L 2020 K 11 20 20 25 125 18 1,1+1.3
SVHCR/L 2525 M 11 25 25 32 150 25 1,1+1.3
SVHCR/L 2020 K 16 20 20 25 125 17 3,0:3,56 | 1604 3716 BCL7 123511P 5515P
SVHCR/L 2525 M 16 25 25 32 150 23 3,0:3,5
SVHCR/L 3225 P 16 32 25 32 170 23 3,0+3,5
SVJCRIL 1212 F 11 12 12 16 80 21 1,1+1.3 1103 = = 12256P  5508P
SVJCR/L 1616 H 11 16 16 20 100 24 1,1+1,3
SVJCR/L 2020 K 11 20 20 25 125 23 1,1+1,3
SVJCR/L 2525 M 11 25 25 32 150 27 1,1+1.3
SVJCR/L 2020 K 16 20 20 25 125 30 3,0+3,5 1604 3716 BCL7 123511P 5515P
SVJCR/L 2525 M 16 25 25 32 150 33 3,0+3,5
SVJCR/IL 3225 P 16 32 25 32 170 33 3,0+3,5

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

N DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

D

SVXCR/ th 20x20 - 25x25

kmj

hfa

113 300

/

[~

B DU —

— vew | NEN i

In figura utensile destro - Right-hand shown

72,5°

T f

h 16x16 - 32x25

ka

J\/7°

VC.T

B

J\«T’
JPT

VC.T
72.5°

VC.wW

INSERTI - INSERTS

CoD | €ED CED | CED
y-4v-av -4v- V-4
s
.G13 .G57P .F46 F47 X47 .F32 .F33 .G42 .G52

PAG. 207

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

KB DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

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

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

)|
% | ¥ Ll'
SVXCR/L 2020 K 16 20 20 25 125 25 3,0+3,5 1604 3716 BCL7 123511P 5515P
SVXCR/L 2525 M 16 25 25 32 150 25 3,0+3,5
SVVCN 1616 H 11 16 16 8,0 100 26 1,1+1,3 1103 - - 12256P 5508P
SVVCN 2020 K 11 20 20 10,0 125 32 1,1+1,3
SVVCN 2525 M 11 25 25 12,5 150 40 1,1+1,3
SVVCN 2020 K 16 20 20 10,0 125 34 3,0+3,5 1604 3716 BCL7 123511P 5515P
SVVCN 2525 M 16 25 25 12,5 150 42 3,0+3,5
SVVCN 3225 P 16 32 25 12,5 170 42 3,0+3,5
@ CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=8| EINSATZGEBIETE FUR DREHPLATTEN -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

> @ e
> o

> » paG. 1126

89




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

th 16x16 - 32x25 ’ th 20x20 - 32x25
"4
93° < y 72,5°
= ‘ 50°max

Fifa kmﬂ T £ ~— h1 ——

Y L. ver | [N \ ] ver | [N
72.5° 72.5°
12 12 /2
H vew | NEN | vew | N
[
M [ |

5 S 5 L h

In figura utensile destro - Right-hand shown

aV 4V 4V 4

PAG. 207

X471 .G42 .G52 .G58

e 7| g
SVJBR/IL 1616 H 16 16 16 20 100 30 3,0+3,5 | 1604 3716 BCL7 123511P 5515P
SVJBR/IL 2020 K 16 20 20 25 125 30 3,0+3,5
SVJBR/L 2525 M 16 25 25 32 150 33 3,0+3,5
SVJBR/L 3225 P 16 32 25 32 170 33 3,0+3,5
SVVBN 2020 K 16 20 20 10,0 125 34 3,0+3,5 | 1604 3716 BCL7 123511P 5515P
SVVBN 2525 M 16 25 25 12,5 150 42 3,0+3,5
SVVBN 3225 P 16 32 25 12,5 170 42 3,0:3,5

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

EE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

N DONNEES TECNIQUES ET CONSEILS /

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32

93°

hf—— ——h1j
12 \/ KNUX

_

5 s ] c -—i"‘ i

In figura utensile destro - Right-hand shown

S INSERT! - INSERTS

PAG. 196

CKJNR 2020 K 16 20 20 30 125 32 |1604.-R| 2316 3226 4012 1614 4295 4204 5004
CKINR 2525 M 16 25 25 32 150 32
CKINR 3232 P 16 32 32 40 170 32
CKINL 2020 K 16 20 20 30 125 32 |1604.-L| 2326 3236 4012 1614 4295 4204 5004
CKINL 2525 M 16 25 25 32 150 32
CKINL 3232 P 16 32 32 40 170 32

B B PER UTENSILE R MONTARE INSERTO R , PER UTENSILE L MONTARE INSERTO L

B FORRTOOL FIT INSERT R, FOR L TOOL FIT INSERT L

BN FUR DAS WERKZEUG R DIE WENDEPLATTE R EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE L

I B DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE R, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE L

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE /

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 91

PAG. 226




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32

RANGE DI
UTILIZZO
15+80 bar
APPLICATION
RANGE
15+80 bar

f—
F -~ hi
95°
e T oA | TN
o B ® cNMG | YT

CNMM N N

95°

1/8G Coolant Connection

Li b 4.J L h 4.‘ L(Zonnessione Refrigerante 1/8G P

In figura utensile destro - Right-hand shown

SaaSpgaasragraaaans $
iy =] INSERTI - INSERTS

PAG. 193

; U
PCLNR/L 2020 K 12TTS 20 20 25 125 28 1204 8012 1608 5003 3612 4112 0012
PCLNR/L 2525 M 12TTS 25 25 32 150 33
PCLNR/L 3225 P 12TTS 32 25 32 170 28
PCLNR/L 3232 P 12TTS 32 32 40 170 30

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

‘ 150mm 225mm 300mm ‘

PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097
PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

=8 DETAILS ZU DEN ERSATZTEILEN h ? PAG. 1103
I[N DETAIL DE PIECES DE RECHANGE /

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

M@ DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

h 20x20 - 32x32

RANGE DI
UTILIZZO
15+80 bar
APPLICATION
RANGE
15+80 bar

93°

t
Vi

] ]
DNMA NN
93° 32°
12 o V/ DNMG N
= " DNMM NEN
A ﬁ l—\"“
I ———
-5 leomersore oo e || [
In figura utensile destro - Right-hand shown

1S

(—
e

ﬁé” WW'@ - =" ﬁ"ﬁ"@mw-msmﬁ

PAG. 195

.G23 .G39 .G42 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W

G| g |

PDJNR/L 2020 K 15TTS 20 20 25 125 35 1506 8415 1638 5003 3715 4112 0012
PDJNR/L 2525 M 15TTS 25 25 32 150 35
PDJNR/L 3225 P 15TTS 32 25 32 170 35
PDJNR/L 3232 P 15TTS 32 32 40 170 36

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

150mm 225mm ‘ ‘ 300mm

PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097

oo du O

PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097

B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=M EINSATZGEBIETE FUR DREHPLATTEN -
B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
@ @ I VELOCITA DI TAGLIO Ve
: ’ — B8 Vc. CUTTING SPEED
B8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
LA I Vc. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS /

O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

SSAU

QUALITY TOOLS ENGINEERING

[h 20x20 - 25x25

95°

f—

12 95;
| > |

RANGE DI
UTILIZZO
15+80 bar
APPLICATION
RANGE
15+80 bar

CC.T

CcC.w

B

In figura utensile destro - Right-hand shown

E}onnessione Refrigerante 1/8G
1/8G Coolant Connection

[ NEW ]
pr=———a
-1 - - N -
.G57P | .X47 | .G42 .F51 .G52

INSERTI - INSERTS
PAG. 201

2| g | ¥
SCLCR/L 2020 K 12TTS 20 20 25 125 20 4,0+5,0 1204 3611 BCL15 124513P 5520P
SCLCR/L 2525 M 12TTS 25 25 32 150 20 4,0+5,0

BIE - FOR R TOOL FIT INSERT CCET..R.B22, FOR L TOOL FIT INSERT CCET..L.B22

Il - PER UTENSILE R MONTARE INSERTO CCET..R.B22 , PER UTENSILE L MONTARE INSERTO CCET..L.B22

== - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
Il - DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..R.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..L.B22

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

== = e
‘ 150mm 225mm ‘ 300mm ‘
PAG. 1096 PAG. 1096
[—
PAG. 1096 PAG. 1096

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

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

IE DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

PAG. 1096

PAG. 1097

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

>
> (vc)
» (it p
> (=)

PAG. 1097

PAG. 1097

PAG. 226

PAG. 222

PAG. 1103

PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

[h 20x20 - 25x25

RANGE DI
UTILIZZO
15+80 bar
APPLICATION
RANGE
15+80 bar

93°

emj

DC.T J@

s R P

1/8G Coolant Connection

T connessione Refrigerante 178G S

S albldoewoseoewsyssseos

.G13 |L.F45 |R.F45| .[F46 | .F47 | B53 | .G57P | .X47 | .\F32 | .F33 | .G39 | .G42 | .F51 | .G52 |.G32W

INSERTI - INSERTS
PAG. 203

SDJCR/L 2020 K 11 TTS 20 20 25 125 23 3,0:3,5 1T3 3711 BCL7 123511P 5515P

SDJCR/L 2525 M 11 TTS 25 25 32 150 27 3,0+3,5

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

e == =
150mm ‘ 225mm ‘ ‘ 300mm ‘
PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097
—
PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS . PAG. 226
BB E|NSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
EE VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
=8 V. SCHNITTGESCHWINDIGKEIT h . PAG. 222
I Vc. VITESSE DE COUPE
KB DETTAGLIO RICAMBI %\ T
BE SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN . ? b PAG. 1103
W DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per macchine a fantina mobile
Tools for sliding headstock machines
Werkzeuge fur Langdrehautomaten

Outils pour machines a poupée mobil QUALITY TOOLS ENGINEERING

TNMA NN

Al
h1

i

,/‘90"

o

TNMG NN

TNMM NN

- =

In figura utensile destro - Right-hand shown

= A & & INSEI - INSERTS

PAG. 197

.G61 .G71 .F32 .F51 .G52 .G53 .G55 .G56 .G62 .G63

®
QME@D

FM PTGNR/L 1616 K 16 16T3 8009 1606 5025 3416 4109 0009

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226
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Utensili per macchine a fantina mobile
Tools for sliding headstock machines

Werkzeuge fir Langdrehautomaten

Outils pour machines a poupée mobil

QUALITY TOOLS ENGINEERING

0 10x10 - 16x16 ) t th 10x70 - 16x16 [
o o
o5 | CED - 100 DD =
m [ ' | M " S
i * CC.T 7 i ‘ CC.T 7
il 1
(| cow | NN ;| ccw  NEN
95° b 100 b
(] ; |
) E ) E
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
CED CED | CED [ NEW | ‘
po— . ; @
Cal - It - QP - o - - - M - -
| | — INSERTI - INSERTS
PAG.
.B22 F47 .G13 | .G57P | .X47 .F32 F33 .G39 .G42 .F51 .G52 | .G32w AC SN

|

FM SCLCRI/L 1010 K 06 1 3 12256P  5508P
FM SCLCR/L 1212 K06 12 12 12 125 1,1+1,3
FM SCLCRI/L 1616 K06 16 16 16 125 1,1+1,3
FM SCLCRI/L 1212 K09 12 12 12 125 3,8+5,0 | 09T3 | 12409P 5515P
FM SCLCRI/L 1616 K 09 16 16 16 125 3,8+5,0

N - PER UTENSILE R MONTARE INSERTO CCET..R.B22 , PER UTENSILE L MONTARE INSERTO CCET..L.B22

Bl - FOR R TOOL FIT INSERT CCET..R.B22, FOR L TOOL FIT INSERT CCET..L.B22

== - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
Il - DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..R.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..L.B22

FM SCACRI/L 1010 K 06 10 10 10 125 0602 | 12256P  5508P
FM SCACRI/L 1212 K 06 12 12 12 125
FM SCACR/L 1212 K09 12 12 12 125 09T3 | 12409P 5515P
FM SCACR/L 1616 K09 16 16 16 125

N - PER UTENSILE R MONTARE INSERTO CCET..R.B22 , PER UTENSILE L MONTARE INSERTO CCET..L.B22

Bl - FOR RTOOL FIT INSERT CCET..R.B22, FOR L TOOL FIT INSERT CCET..L.B22

B - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...

Il - DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..R.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..L.B22
| |

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

> (vc)
» (1) p
> (=)

KB DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN
I8 DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

PAG. 226

PAG. 222

PAG. 1103

PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per macchine a fantina mobile
Tools for sliding headstock machines

Werkzeuge fur Langdrehautomaten

Outils pour machines a poupée mobil QUALITY TOOLS ENGINEERING
th 10x710 - 16x16 th 10x10 - 16x16
G NEW G NEW
1 h o h
* " per | AN h " per | AN
‘ 11 11
o , oew | NN o ; ocw | NS
122 b §125 b
+ vl |
93° 90°
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
CED | CED CED | CED CED | CED CED
- -4 -4r -4 TP - gV -4V - JF -4V - 47 - 47 - 4V - JN
"~ gh - & L/ - ¥4 -l
.G13 | L FA5|R F45| F46 | F47 | B53 | G57P | x47 | F32 | F33 | .G39 | .G42 | F51 | .G52 | Gaaw| FAG-203
FM SDJCR/L 1010 K07 1,1+1,3 12256P  5508P
FM SDJCR/L 1212 K07 12 12 12 125 1,1+1,3
FM SDJCR/L 1616 K07 16 16 16 125 1,1+1,3
FM SDJCRI/L 1212 K 11 12 12 12 125 3,8+5,0 1173 12409P  5515P
FM SDJCR/L 1616 K 11 16 16 16 125 3,8+5,0
FM SDACR/L 1010 K07 10 10 10 125 1,113 0702 12256P  5508P
FM SDACR/L 1212 K07 12 12 12 125 1,113
FM SDACR/L 1212 K11 12 12 12 125 3,8+5,0 11T3 12409P 5515P
FM SDACR/L 1616 K 11 16 16 16 125 3,8+5,0
_________ EI CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
,,,,,,,,,,,, BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
- B3 EINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

:

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222

Ve. VITESSE DE COUPE

H I DETTAGLIO RICAMBI \
e B8 SPARE PARTS DETAILS T

=m DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
B DETAIL DE PIECES DE RECHANGE /
I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -
B DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per macchine a fantina mobile
Tools for sliding headstock machines
Werkzeuge fir Langdrehautomaten

Outils pour machines a poupée mobil QUALITY TOOLS ENGINEERING

th 10x10 - 16x16 th 10x10 - 16x16

o "4 o " 4
93 m <= ‘QO“max 90 m <= \Qfmax

f— T
=\
f— =

ver | [N

-

ver | NN M |

* , vew | NS — | vew | NS
Fiaze b f145°: @ b
i i i 1

93° 90°

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

sT sT
s -

CED | CED CED  CED
INSERTI - INSERTS
G13 | G57P | F46 | F47 | x47 | F32 | F33 | .G42 | .G52 PAGEE

FM SVJCR/L 1010 K 11 1 3 12256P  5508P

FM SVJCR/L 1212 K 11 12 12 12 125 1,1+1,3

FM SVJCR/L 1616 K 11 16 16 16 125 1,1+1,3

FM SVJCR/L 1212 K16 12 12 12 125 3,0+3,5 1604 123509P 5515P

FM SVJCR/L 1616 K16 16 16 16 125 3,0+3,5

FM SVACR/L 1010 K 11 10 10 10 125 1103 12256P  5508P

FM SVACR/L 1212 K11 12 12 12 125

FM SVACR/L 1616 K 11 16 16 16 125

FM SVACR/L 1212 K16 12 12 12 125 1604 123509P 5515P

FM SVACR/L 1616 K 16 16 16 16 125

""""""""" B CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA
‘‘‘‘‘‘ BEE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 226
E= EINSATZGEBIETE FUR DREHPLATTEN -
Il CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

b PAG. 222

IH DETTAGLIO RICAMBI Q{
BE SPARE PARTS DETAILS T
E= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
ITH DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @‘

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS /

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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UTENSILI PER TORNITURA INTERNA

TOOL HOLDERS FOR INTERNAL USE
WERKZEUGE FUER INNENBEARBEITUNG

QUALITY TOOLS ENGINEERING OUTILS DE TOURNAGE INTERIEUR
HERRAMIENTAS PARA TORNEADO INTERIOR

A.DCLNR/L Pag.102 A.MTFNR/L Pag.109 | A..MCLNR/L Pag.111 | A.SWUCR/L Pag.115
95° 91° 95° 93°
P = G =
L s L e
@Dmin 32,0 @Dmin 25,0 @Dmin 32,0 @Dmin 32,0 @Dmin 5,8

1204..
1204.. 0903../1204..
CNM. (20 | [3] oNM. (oot /8| TNM. CNM. 1605, A | we.. oot
A.DDUNRIL Pag03| A.PDUNR/L Pag.105| A.MWLNR/L Pag.110| A.MDUNRIL Pag.112

@Dmin 40,0 @Dmin 27,0 @Dmin 5,8
1104.. 0604..
/37 | DNM. 1s06. | /37 | DNM. 1% @ WNM.  ooos” | /37 | DNM. 1506 @ WC..  0201.
| A..PSKNR/L Pag.106 A..SCUPR/L Pag.116
~_ | | ?
== =1
? [ ] '/:
@Dmin 32,0 @Dmin 32,0 @Dmin 8,0
[3] | sNmM. 1204 VNM. 6. | [3] | CP. osTi.
| APTENRIL  Pag.107 | A.MVUNRIL Pag.113
[ NEW ]
[ ]
@Dmin 21,0 @Dmin 32,0 @Dmin 8,0
1103..
@ TNM.  1604. VNM. 1604 | [3] | CP. osTi.
2204..
A..PWLNR/L Pag.108 A..MVZNR/L Pag.114
~— 1 |
==
= C
Lgso 957N
@Dmin 21,0 @Dmin 48,0
0604..
@ WNM. o0 VNM.  1604..
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[ B UTENSILI CON STELO IN METALLO DURO
BlI@ 100Ls WITH CARBIDE SHAFT

R WERKZEUGE MIT HM-SCHAFT

I W ouTILS AVEC QUEUE EN METAL DUR

A..SCLCR/L Pag.117 | A..SDUCR/L Pag.121| A..SDQCR/L Pag.126| A..SVOCR/L Pag.131| A.SSKCR/L Pag.135

@Dmin 8,5 @Dmin 12,5 @Dmin 16,0 @Dmin 16,0 @Dmin 20,0
0702.. 1103.. @ 09T3..
[G] | cc.. os02. | /G| DC.. or2. | /37 | DC. 9% vC. i sC.. %

S..SCLCR/L Pag.117 | S..SDUCR/L Pag.121 |E..SDQCR/L..N Pag.126 | A..SVUCR/L Pag.132

95 93 i
R : Ailt= . ==
L975° i T [

@Dmin 8,5 @Dmin 12,5 @Dmin 13,0 ‘ @Dmin 21,0
0702.. 1103..
[G] @ cc. 02 | /37| pC.. or02. | /37| DC. 9% VC.. oo
A..SCLCR/L Pag.118 A..SDNCR/L Pag.127
95“& % . f% % o 5 % {E
93 93
I*L I, | i [
95
@Dmin 10,0 @Dmin 13,0 @Dmin 20,0 @Dmin 21,0

0602..
09T3..

0702.. 0702..
1204.. DC..  ir3. /9/ | bc. 1T
E..SCLCR/L.N Pag.119 A.SDXCRIL Pag128| A.SVXCRIL Pag133|

[ NEW ]
f S;;;E%éééé% o ‘:1'!!3.——-—-—-
| g5° é é e
@bmin 10,0 | [SET] @bmin 125 | ISET) @Dmin 16,0 @Dmin 20,0

0602..
0702.. 0702.. 1103..
(@] | ec. o | /G| pe. % | /3| pe. VC.. 604,

1204..

CcC..

B..SCLCR/L Pag.120| B..SDUCR/L Pag.124| A..STUCR/L Pag.129| A..SVQCR/L Pag.133

[ J L

@Dmin 09,0 @Dmin 13,0 @Dmin 16,0 @Dmin 20,0

0602.. 0702.. 1102.. 1103..
@ CC.. (o3, @ DC..  ji13] @ TC.. 4613, VC.. 1604

F1075°

A..SDQCR/L Pag.125| A.STFCR/L Pag.129| A..SVQBR/L Pag.134

- ——— A

@Dmin 12,5 @Dmin 12,0 @Dmin 32,0

0902..
/9/ | bc.. oro2. @ TC.. 1102, VB..  1604.

16T3..

F1015°

S..SDQCR/L Pag.125 | E..STFCR/L..N Pag.130 | A..SVJBR/L Pag.134

o LNEW ) &
[t
5 00" | 3
v'/szi E; } / ® -
J—
@Dmin 12,5 @Dmin 12,0 @Dmin 32,0

0902..
/3/ | pbc.. oro2. @ TC.. 1102, VB..  1604.

16T3..
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@25 - @50

95°

ol

CNMA NHN

CNMG A\VEIAY

CNMM NN

In figura utensile destro - Right-hand shown

EgaESpgogaascrgrgaeaeans. .
[ == INSERTI - INSERTS

PAG. 193

A25R  DCLNR/L 12 32 25 17 24 200 3.9 1204 100-21 5415 3612 125009 5420
A32S DCLNR/L 12 40 32 22 31 250 3,9 1204 100-21 5415 3612 125011 5420
A40T DCLNR/L 12 50 40 27 38 300 3,9
A50U DCLNR/L 12 63 50 35 48 350 3,9
A50U DCLNR/L 16 63 50 35 48 350 6,4 1606 100-31 5420 3616 126011 5425

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE 2

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

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

PAG. 226




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

A..DDUNR/L

in figura utensile destro - right-hand shown

@32 - @50

| [e=
27° max

DNMA

.
]
%

DNMG

%
]
G

DNMM

%
]
%,

D

)

VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT
I® Vc. VITESSE DE COUPE

1 DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

CED CED
L INSERTI - INSERTS
PAG. 195

.G23 .G39 .G42 .F51 .Gh2 .G53 .G55 .G56 .F61 .G62 .G63 .G68 G72 .G34W
A32S DDUNR/L 15 40 32 22 31,0 250 3,9 1506 100-21 5415 3715 125011 5420
A40T DDUNR/L 15 50 40 27 38,5 300 3,9
A50U DDUNR/L 15 63 50 35 48,0 350 3,9

Im CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG 226

== EINSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

> @ e
> e

b PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@20 - @50 -

CNMA NHN

CNMG NN
N

CNMM

in figura utensile destro - right-hand shown

CED [ NEW] CED
EgaESpgogaascrgrgaeaeans. .
[ == INSERTI - INSERTS
PAG. 193
G23 | .G61 | .F71 | X47 | .G39 | .G42 | .F51 | .G52 | .G53 | .G55 | .G56 | .K57P| .F61 | .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

A20Q PCLNR/L 09 25 20 13 19,0 180 0903 8010 1603 5002 = = -
A25R PCLNR/L 09 32 25 17 24,0 200 0903 8410 1604 5025 3610 4108 0009
A25R  PCLNR/L 12 32 25 17 24,0 200 1204 8012 1648 5003 3612 4112 0012
A32S PCLNR/L 12 40 32 22 31,0 250 1204 8012 1608 5003 3612 4112 0012
A40T PCLNR/L 12 50 40 27 38,5 300

A50U PCLNR/L 12 63 50 35 48,0 350

A40T PCLNR/L 16 50 40 27 38,5 300 1606 8016 1618 5003 3616 4115 0015
A50U PCLNR/L 16 63 50 35 48,0 350

A50U PCLNR/L 19 63 50 35 48,0 350 1906 8019 1610 5004 3619 4119 0019

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE 2

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

104 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

A..PDUNR/L @20 - @50 T [

In figura utensile destro - Right-hand shown

DNMA NN

DNMG NN

DNMM NN

@d Q"’ ﬁ ' @ ﬁ .-."}. ﬁ ' ' @ ' ' ﬁ INSERI—INSERTS

PAG. 195

.G23 .G39 .G42 .F51 .G52

.G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W

Ly

A20Q PDUNR/L 11 27 20 16 18,0 180 1104 8410 1604 5025 = = -
A25R  PDUNR/L 11 32 25 17 23,0 200 1104 8411 1606 5025 3710 4108 0009
A32S PDUNR/L 11 40 32 22 31,0 250

A32S PDUNR/L 15 40 32 22 31,0 250 1506 8415 1638 5003 3715 4112 0012
A40T PDUNR/L 15 50 40 27 38,5 300

A50U PDUNR/L 15 63 50 35 48,0 350

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE o

1 DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

PAG. 226

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 105




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

75°

In figura utensile destro - Right-hand shown

@25 - @40

SNMA NHN

SNMG NN
SNMM NN

CED  CED CED
- —y oo
ERREEERE0a0
INSERTI - INSERTS
PAG. 196
.G61 F71 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G54 .G72 .G82
A25R  PSKNR/L 12 32 25 17 24,0 200 1204 | 8012 1648 5003 3512 4112 | 0012
A32S PSKNRIL 12 40 32 22 31,0 250
A40T  PSKNR/L 12 50 40 27 38,5 300 1204 | 8012 1608 5003 3512 4112 | 0012
Em CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226

=m E|INSATZGEBIETE FUR DREHPLATTEN
I CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

g VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

. \/c. SCHNITTGESCHWINDIGKEIT
Im Vc. VITESSE DE COUPE

> @ R
> o

> b PaG. 1126

1 DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

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

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @40 1T Je=
900 %

TNMA NN

TNMG NN

TNMM NN

In figura utensile destro - Right-hand shown

AALAALA-AALA e
]

.G61 .G71 .F32 .F51 .G52 .G53 .G55 .G56 .G62 .G63

A16M  PTFNR/LL 11 21 16 1" 15,25 150 1103 8008 1603 5002 = = -
A20Q PTFNR/L 11 25 20 13 19,0 180

A25R  PTFNR/L 16 32 25 17 24,0 200 1604 8009 1606 5025 3416 4109 0009
A32S PTFNR/L 16 40 32 22 31,0 250

A32S PTFNR/L 22 40 32 22 31,0 250 2204 8012 1608 5003 3422 4112 0012
A40T PTFNR/L 22 50 40 27 38,5 300

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE o

1 DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

PAG. 226

\Z

:
SHEE

@

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 107




Utensili per tornitura interna
Internal turning tools

QUALITY TOOLS ENGINEERING

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

@16 - @40

95°

WNMA NHN
WNMG NN
WNMM NN

In figura utensile destro - Right-hand shown

[ NEW ] CED [ NEW]
VYOOV VOIS IYIVY
' e i e
: b INSERTI - INSERTS
PAG. 199
.G23 .G61 F71 .G42 .F51 .G52 .G53 .G55 .G56 | .K57P | .F61 .G62 .G63 | .G34W
A16M PWLNR/L 06 21 16 1 15,25 150 0604 8216 1605 5002 - - -
A20Q PWLNR/L 06 25 20 13 19,0 180
A25R PWLNR/L 06 32 25 17 24,0 200 0604 8009 1606 5025 3306 4109 0009
A32S PWLNR/L 06 40 32 22 31,0 250
A25R PWLNR/L 08 32 25 17 24,0 200 0804 8012 1648 5003  3308M 4112 0012
A32S PWLNR/L 08 40 32 22 31,0 250 0804 8012 1608 5003  3308M 4112 0012
A40T PWLNR/L 08 50 40 27 38,5 300
Im CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226

EINSATZGEBIETE FUR DREHPLATTEN
I CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vce. VITESSE DE COUPE

> @ R
> o

> b PaG. 1126

1 DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

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

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@25 - @50

TNMA NN

TNMG NN

TNMM

in figura utensile destro - right-hand shown

AbALAAALASAAALA

PAG. 197

.G61 .G71 .F32 .F51 .G52 .G53 .G55 .G56 .G62 .G63

A25R  MTFNR/L 16 32 25 17 24,0 200 1604 100-50 = 4187  100-86P 5025
A32S MTFNR/L 16 40 32 22 31,0 250 1604 100-50 3216 4188  100-86P 5025
A40T MTFNR/L 16 50 40 27 38,5 300
A50U MTFNR/L 16 63 50 35 48,0 350
A40T MTFNR/L 22 50 40 27 38,5 300 2204 100-51 3222 4190 100-87P 5003
A50U MTFNR/L 22 63 50 35 48,0 350

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE o

1 DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

PAG. 226

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 109




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@20 - 950 <=
95° [l
A
WNMA N N
P 95T -
A WNMG NN
95°
" o o wnvm | TS
g
SEZ. A-A
In figura utensile destro - Right-hand shown
CED [ NEW ] [ NEW ]
" b INSERTI - INSERTS
PAG. 199
.G23 | .G61 F71 .G42 .F51 .G52 .G53 .G55 .G56 | .K57P | .F61 .G62 .G63 | .G34W

A20Q MWLNR/L 06 25 20 13 19,0 180 0604 100-53 5510 = = 4184 =
A25R MWLNR/L 06 32 25 17 24,0 200 0604 100-53 5510 - 3306 4188 -
A32S MWLNR/L 06 40 32 22 31,0 250
A25R MWLNR/L 08N 32 25 17 24,0 200 0804 100-52 = 5025 3308M 4185  100-87P
A32S MWLNR/L 08N 40 32 22 31,0 250 0804 100-52 - 5025 3308M 4190  100-87P
A40T MWLNR/L 08N 50 40 27 38,5 300

7;gSSOU MWLNR/L 08N 63 50 35 47,0 350 0804 100-52 - 5025 3308M 4190 100-87P

§g= SENZA FORO DI REFRIGERAZIONE / WITHOUT COOLANT BORE / OHNE KUEHLIMITTELBOHRUNG / SANS TROUS DE REFRIGERATION

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE 2

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

110 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@25 - @50 <=
* %ﬁ

CNMA

.
]
%

CNMG

%
]
G

CNMM

In figura utensile destro - Right-hand shown

S-S - -0 -0 - - A=
L5 e e X
HI ‘ I ﬂ A | INSERTI - INSERTS

PAG. 193
.G23 | .G61 | .F71 | .X47 | .G39 | .G42 | .F51 | .G52 | .G53 | .G55 | .G56 | .K57P| .F61 | .G62 | .G63 | .G68 | .G72 | .G82 |.G34W

1 4 (6)

(7)
§%§f§@

S

A25R  MCLNR/L 12 32 25 17 24,0 200 1204 KLM 44 CKM21 STCM20 5415 -

A32S MCLNR/L 12 40 32 22 31,0 250 1204 |KCN 433 KLM 46 CKM21 STCM20 5415 KMS 4 RCN1225
A40T MCLNR/L 12 50 40 27 38,5 300

A50U MCLNR/L 12 63 50 35 48,0 350

A40T  MCLNR/L 16 50 40 27 38,5 300 1606 |KCN533 KLM 58 CKM21 STCM20 5415 KMS 5 -
A50U MCLNR/L 16 63 50 35 48,0 350

A50U MCLNR/L 19 63 50 35 48,0 350 1906 |KCN633 KLM68 CKM12 STCM4 5425 KMS 6 -

?n'l's“AI\EsNuslla%g' mggg}o I 8- VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
ABMESSUNGEN WA - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
= B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG

. L (10,7 I H- VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
" j 3
RCN 1225 3 H |25 [UE7 Il - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO
L = BIg - CHIP BREAKER FOR CERAMIC INSERTS AND FOR INSERTS WITHOUT BORE
[ E‘: R | 23| CN..1204.. B - SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG
Il - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

b PAG. 226
VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT PAG. 222
Vc. VITESSE DE COUPE

W DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS \ T

[—] DETAILS ZU QEN ERSATZTEILEN ? PAG. 1103
W DETAIL DE PIECES DE RECHANGE

B DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
= TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 111




Utensili per tornitura interna
Internal t

urning tools

Werkzeuge fuer innenbearbeitung

Outils de

93°

tournage intérieur

QUALITY TOOLS ENGINEERING

@25 - @40 T 4=
%

In figura utensile destro - Right-hand shown

DNMA NHN

DNMG A\VEIAY

DNMM

=D [ NEW]
" INSERTI - INSERTS
PAG. 195
.G23 .G39 .G42 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W
AR (1) (2) (3) (4) (5H (6)
: - 5
D Add S
A25R MDUNR/L 15 32 25 17 24,0 200 1,5 1506 | KDN433 KLM 46 CKM22 STCM20 5415 KMS 4
A32S MDUNR/L 15 40 32 22 31,0 250 1,5 1506 | KDN433 KLM46L CKM 22 STCM20 5415 KMS 4
A40T MDUNR/L 15 50 40 27 38,5 300 0
W - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
[l VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=m E|INSATZGEBIETE FUR DREHPLATTEN .
I CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

112

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE )

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@25 - @40 T <= @25 - @40 T <=

93° 40°
25° max e

N TeRINV NS

VNG (Y TR

SEZ.A-A

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
AV AV AV aF. o
INSERTI - INSERTS
PAG. 198
.G23 .G42 .G52 .G53 .G55

A25R  MVPNR/L 16 32 25 17 24,0 200 1604 | KVN323 KLM34L 5508 CKM21 STCM25 5415 KMS3
A32S MVPNR/L 16 40 32 22 31,0 250 1604 | KVN323 KLM34L 5508 CKM22 STCM25 5415 KMS3
A40T  MVPNR/L 16 50 40 27 38,5 300 1604 | KVN323 KLM34L 5508 CKM22 STCM20 5415 KMS3

I - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

BlE - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
B - viS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

A25R  MVUNR/L 16 32 25 17 24,0 200 1604 | KVN323 KLM34L 5508 CKM21 STCM25 5415 KMS3
A32S MVUNR/L 16 40 32 22 31,0 250
A40T MVUNR/L 16 50 40 27 38,5 300 1604 | KVN323 KLM34L 5508 CKM21 STCM20 5415 KMS3

I - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

BlE - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
I W - vIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vc. VITESSE DE COUPE O

1 DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 113
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Utensili per tornitura interna

Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@32 - @40 (=

VNMG A\VEIAY

In figura utensile destro - Right-hand shown

YAV AV 2 ar

.G23 | .G42 .G52 .G53 | .G55

INSERTI - INSERTS
PAG. 198

(mm)

J18| 7 v

@Dmin @d
A32S MVZNR/L 16 48 32 30 31,0 250 14 18 1604 KVN323 KLM34L 5508 CKM22 STCM25 5415 KMS3
A40T MVZNR/L 16 57 40 35 38,5 300 15 20

[l - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

B8 - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
W - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE 2

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

114 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

=

WC.T we.T R Y

<7|24u Al
el

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

.B22 .G39 .B56

G (mm) ‘,

INSERTI - INSERTS
PAG. 208

amn A\
[ 8 @Dmin  @d

Qg7

A0508H SWUCR/L 02 5,8 8 5 2,9 7 100 16 0,5+0,6 | 0201 12203 5506
A0608H SWUCR/L 02 7,8 8 6 3,9 7 100 24 0,5+0,6
Il PERUTENSILE R MONTARE INSERTO WCGT..L.B22 , PER UTENSILE L MONTARE INSERTO WCGT..R.B22
Bl FORRTOOL FIT INSERT WCGT..L.B22, FOR L TOOL FIT INSERT WCGT..R.B22
B8 FUR DAS WERKZEUG R DIE WENDEPLATTE WCGT..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE WCGT..R.B22
I N DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE WCGT..L.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE WCGT..R.B22

EO5F  SWUCR/L 02N 58 5 - 2,9 - 85 - 0,5+0,6 | 0201 12203 5506
E06G  SWUCR/L 02N 7.8 6 - 3,9 - 95 - 0,5+0,6
E0508H SWUCR/L 02N 5,8 8 5 2,9 - 100 24 0,5+0,6 | 0201 12203 5506
E0608H SWUCR/L 02N 7,8 8 6 3,9 - 100 32 0,5+0,6
B PERUTENSILE R MONTARE INSERTO WCGT..L.B22 , PER UTENSILE L MONTARE INSERTO WCGT..R.B22
BE FORRTOOL FIT INSERT WCGT..L.B22, FOR L TOOL FIT INSERT WCGT..R.B22
B (R DAS WERKZEUG R DIE WENDEPLATTE WCGT..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE WCGT..R.B22
HE DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE WCGT..L.B22, DANS LE CAS DE L’'OUTIL L MONTER LA PLAQUETTE WCGT..R.B22
I
HH UTENSILI CON STELO IN METALLO DURO @
Bl TOOLS WITH CARBIDE SHAFT \
E=| \WERKZEUGE MIT HM-SCHAFT
B OUTILS AVEC QUEUE EN METAL DUR ﬁ
I
Im CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICA:I'ION FOR TURNING INSERTS PAG. 226
mm EINSATZGEBIETE FUR DREHPLATTEN .
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
Im VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
== \/c. SCHNITTGESCHWINDIGKEIT . b PAG. 222
Il Vc. VITESSE DE COUPE 2
W DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS
=8 DETAILS ZU DEN ERSATZTEILEN . gT b PAG. 1103
W DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

b PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 115




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

o8 - @16 -

93°

CP.T

cer | [
cew | NN

CP.W

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

E E H INSERTI - INSERTS
PAG. 202
.D34 .D42 .E42
A0608H SCUPR/L 05 8,0 8 6 4,5 7 100 20  09+1,0 | 05T1 | 12224 5507
A0810J SCUPR/L 05 10,5 10 8 6,0 9 110 26 0,9+1,0
A1012K SCUPR/L 05 12,5 12 10 7,0 11 125 32 0,9+10
A1216M SCUPR/L 05 15,5 16 12 9,0 15 150 40 09+1,0
E0608H SCUPR/L 05N 8 8 6 4,5 - 100 28 09+1,0| 05T1 | 12224 5507
E0810J SCUPR/L 05N 11 10 8 6,0 - 110 36  0,9+10
E1012K SCUPR/L 05N 13 12 10 7,0 - 125 44 09410
E1216M SCUPR/L 05N 16 16 12 9,0 N 150 55 0,9+1,0
I B UTENSILI CON STELO IN METALLO DURO
BIE TOOLS WITH CARBIDE SHAFT \
B WERKZEUGE MIT HM-SCHAFT
B B OUTILS AVEC QUEUE EN METAL DUR E

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

V. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE %

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI
BB TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

PAG. 226

B DONNEES TECNIQUES ET CONSEILS

11 6 O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

o8 - 716 - @8 - @16 -

95° §| 95° |

CC.T

4‘/ t |
95° H
12 | 7
‘ " ! cac? CC.w

ccr | NN
ccw NEN

In figura utensile destro - Right-hand shown

H H H jf i: g E & H = E a INSERI-INSERTS

PAG. 201
.B22 F47 .G13 | .G57P | .X47 .F32 .F33 .G39 .G42 .F51 .G52 | .G32wW

f -
A0608H SCLCR/L 06 8,5 8 6 4 7 100 20 1,0+1,2 0602 12254P 5507P
A0810J SCLCR/L 06 10,5 10 8 6 110 26 1,0+1,2
A1012K SCLCR/L 06 12,5 12 10 7 11 125 32 1,0+1,2
A1216M SCLCR/L 06 15,5 16 12 9 15 150 40 1,0+1,2
I] PER UTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22
- FOR R TOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22
5 FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22
'l | DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..L.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..R.B22

S0608H SCLCR/L 06 8,5 8 6 4 7 100 20 1,0+1,2 | 0602 |12254P 5507P
S0810J SCLCR/L 06 10,5 10 8 6 110 26 1,0+1,2
S1012K  SCLCR/L 06 12,5 12 10 7 1 125 32 10412
S1216M SCLCR/L 06 15,5 16 12 9 15 150 40 1,0+1,2
IE PER UTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22
BE FORRTOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22
B= FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22
I DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..L.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..R.B22

I
SENZA FORO DI ADDUZIONE REFRIGERANTE

WITHOUT COOLANT FEED

OHNE KULMITTELZUFUHR

SANS ABDUCTION DU REFRIGERANTE

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vc. VITESSE DE COUPE .-_l
Im DETTAGLIO RICAMBI \
BB SPARE PARTS DETAILS T
= DETAILS ZU QEN ERSATZTEILEN . g PAG. 1103
W DETAIL DE PIECES DE RECHANGE
(B DATI TECNICI E CONSIGLI
b PAG. 1126

B8 TECHNICAL DATAAND SUGGESTIONS
Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 117

PAG. 226

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@8 - @40 -

95° |

cct | SN
ccw NN

SEZ.A-A

In figura utensile destro - Right-hand shown

cED CED  CED CED
—— - -
Calll - O - JUTQF-HF -0 -0V - 0 - 0 - 1 - i - "
G| | — E INSERTI - INSERTS
PAG. 201
.B22 .F47 .G13 | .G57P | .X47 .F32 .F33 .G39 .G42 .F51 .G52 | .G32w
f ¥

AOBF  SCLCRI/L 06 10 8 5 7,60 80 1,0¢1,2 | 0602 = —  12254P 5507P
A10H SCLCRIL 06 12 10 7 9,50 100 1,1:1,3 | 0602 = - 12256P 5508P
A12K  SCLCRIL 06 16 12 9 1,50 125 1,113
A16M SCLCR/L 09 20 16 1 1525 150 3,8+50 | 09T3 = - 12409P 5515P
A20Q SCLCR/L 09 25 20 13 19,00 180 3,8+5,0
A25R  SCLCR/L 09 32 25 17 2400 200 3,850 | 09T3 = = 1240P  5515P
A25R SCLCR/L 12 32 25 17 2400 200 4,050 | 1204 = - 124510P 5520P
A32S SCLCRIL 12 40 32 22 31,00 250 4,0+50 | 1204 | 3611 BCL15 124513P 5520P
A40T  SCLCRIL 12 50 40 27 3850 300 4,0+5,0

IE PER UTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22

BE FORR TOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22

B= (R DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22

IH DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..L.B22, DANS LE CAS DE L'OUTIL L MONTER LA PLAQUETTE CCET..R.B22

| |

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

V. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE %

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI
BB TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

PAG. 226

B DONNEES TECNIQUES ET CONSEILS

11 8 O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

SET ECL 0812 R 06N SET ECL 0812 L 06N

95°
[
ccw NN
12 7
" od
SEZ. A-A
Contenuto del Set - Set Content Contenuto del Set - Set Content
S N.1 EO8K SCLCR 06N N.1 EO8K SCLCL 06N
N.1 E10K SCLCR 06N N.1 E10K SCLCL 06N
In figura utensile destro - Right-hand shown N.1 E12M SCLCR 06N N.1 E12M SCLCL 06N
CED [ NEw I NEW ] [ NEW ]
ﬁ-—-—l - E
Ul - AY - JEFA0 Y - 0 - - Y- Y- - “
| — | — INSERTI - INSERTS
PAG. 201
.B22 .F47 .G13 | .G57P | .X47 .F32 .F33 .G39 .G42 .F51 .G52 | .G32wW
f %
E08K SCLCR/L 06N 10 8 5 125 10 1,0:1,2 | 0602 | 12254P 5507P
E10K SCLCR/L 06N 12 10 6 125 10 1,1+1,3
E12M SCLCR/L 06N 14 12 8 150 10 1,1+1,3
E16R SCLCR/L 09N 18 16 10 200 16 3,8+5,0 | 09T3 | 12409P 5515P
E20S SCLCR/L 09N 23 20 12 250 16 3,8+5,0
E25S SCLCR/L 12N 30 25 15 250 16 4,0+50 | 1204 |124510P 5520P
HE UTENSILI CON STELO IN METALLO DURO @
BE TOOLS WITH CARBIDE SHAFT \
B \VERKZEUGE MIT HM-SCHAFT
IH OUTILS AVEC QUEUE EN METAL DUR ﬁ
HE PER UTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22
Bl FORRTOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22
B ()R DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22
DN DANS LE CAS DE L'OUTIL R MONTER LA PLAQUETTE CCET..L.B22, DANS LE CAS DE L’'OUTIL L MONTER LA PLAQUETTE CCET..R.B22

I CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA

BB FIELDS OF APPLICATION FOR TURNING INSERTS

== EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

pm VELOCITA DI TAGLIO Vc
BE Vc. CUTTING SPEED
== \Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Im Vc. VITESSE DE COUPE .-_l
Im DETTAGLIO RICAMBI \
BB SPARE PARTS DETAILS T
= DETAILS ZU QEN ERSATZTEILEN . g PAG. 1103
W DETAIL DE PIECES DE RECHANGE
(B DATI TECNICI E CONSIGLI
b PAG. 1126

B8 TECHNICAL DATAAND SUGGESTIONS
Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 11 9

PAG. 226

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS




Barrette di alesaggio POWERTURN
Boring bar POWERTURN
Bohrstangen POWERTURN

Barres d’alésage POWERTURN

QUALITY TOOLS ENGINEERING

. PAG. 226

b PAG. 1126
-

@20 - @32

95°

ccr | NN

CC.w

7°

In figura utensile destro - Right-hand shown

CED CED  CED CED
— - F
Ul - Y - S~ Y - of - - 0 - - ) - /
S | | — T INSERT! - INSERTS
PAG. 201
.B22 .F47 .G13 | .G57P | .X47 .F32 .F33 .G39 .G42 .F51 .G52 | .G32w
B 20 0816 SCLCRIL 06 9 20 8 26 45 76 16 36 40 20 1,0+1,2 | 0602 | 12253 5507
B 20 0824 SCLCRIL 06 9 20 8 26 45 84 24 44 40 20 1,0+1.2
B 20 1020 SCLCRIL 06 11 20 10 26 55 80 20 40 40 20 1012 | 0602 |12254P 5507P
B 20 1030 SCLCRIL 06 1 20 10 26 55 90 30 50 40 20 10+12
B 20 1224 SCLCRIL 06 13 20 12 26 65 84 24 44 40 20 11+1,3| 0602 | 12256P 5508P
B 20 1236 SCLCRIL 06 13 20 12 26 65 9 36 56 40 20 11+13
B 20 1428 SCLCRIL 06 15 20 14 26 75 88 28 48 40 20 1,1+13
B 20 1442 SCLCRIL 06 15 20 14 26 75 102 42 62 40 20 11+13
B 20 1428 SCLCRIL 09 15 20 14 26 75 88 28 48 40 20 35+40 | 09T3 | 1440 5515
B 20 1442 SCLCRIL 09 15 20 14 26 75 102 42 62 40 20 3540
B 20 1632 SCLCRIL 09 17 20 16 26 85 92 32 52 40 20 3540
B 20 1648 SCLCRIL 09 17 20 16 26 85 108 48 68 40 20 35+40
B 25 0816 SCLCRIL 06 9 25 8 32 45 83 16 38 45 22 1,012 | 0602 | 12253 5507
B 25 0824 SCLCRIL 06 9 25 8 32 45 91 24 46 45 22 1,0¢1.2
B 25 1020 SCLCRIL 06 11 25 10 32 55 87 20 42 45 22 10+1,2| 0602 | 12254P 5507P
B 25 1030 SCLCRIL 06 11 25 10 32 55 97 30 52 45 22 10+12
B 25 1224 SCLCRIL 06 13 25 12 32 65 91 24 46 45 22 11+1,3| 0602 | 12256P 5508P
B 25 1236 SCLCRIL 06 13 25 12 32 65 103 36 58 45 22 1,1+13
B 25 1428 SCLCRIL 06 15 25 14 32 75 95 28 50 45 22 11+13
B 25 1442 SCLCRIL 06 15 25 14 32 75 109 42 64 45 22 11+13
B 25 1428 SCLCRIL 09 15 25 14 32 75 95 28 50 45 22 3540 | 09T3 | 1440 5515
B 25 1442 SCLCRIL 09 15 25 14 32 75 109 42 64 45 22 3540
B 25 1632 SCLCRIL 09 17 25 16 32 85 99 32 54 45 22 3540
B 25 1648 SCLCRIL 09 17 25 16 32 85 15 48 70 45 22 3540
B 25 2040 SCLCRIL 09 21 25 20 32 105 107 40 62 45 22 3850 09T3 | 12409P 5515
B 25 2060 SCLCRIL 09 21 25 20 32 105 127 60 82 45 22 38%50
B 32 0816 SCLCRIL 06 9 32 8 43 45 88 16 40 48 24  1,0+1,2 | 0602 | 12253 5507
B 32 0824 SCLCRIL 06 9 32 8 43 45 96 24 48 48 24 1,0+1.2
B 32 1020 SCLCRIL 06 11 32 10 43 55 92 20 44 48 24 10+12| 0602 | 12254P 5507P
B 32 1030 SCLCRIL 06 11 32 10 43 55 102 30 54 48 24  1,0¢1.2
B 32 1224 SCLCRIL 06 13 32 12 43 65 9 24 48 48 24 11+1,3 | 0602 | 12256P 5508P
B 32 1236 SCLCRIL 06 13 32 12 43 65 108 36 60 48 24  11+13
B 32 1428 SCLCRIL 06 15 32 14 43 75 100 28 52 48 24 11+13
B 32 1442 SCLCRIL 06 15 32 14 43 75 14 42 66 48 24 11+13
B 32 1428 SCLCRIL 09 15 32 14 43 75 100 28 52 48 24 35+40| 09T3 | 1440 5515
B 32 1442 SCLCRIL 09 15 32 14 43 75 14 42 66 48 24 35+40
B 32 1632 SCLCRIL 09 17 32 16 43 85 104 32 56 48 24 3540
B 32 1648 SCLCRI/L 09 17 32 16 43 85 120 48 72 48 24 35+40
B 32 2040 SCLCRIL 09 21 32 20 43 105 112 40 64 48 24 38+50 | 09T3 | 12409P 5515
B 32 2060 SCLCRIL 09 21 32 20 43 105 132 60 84 48 24 38%50
B 32 2550 SCLCRIL 09 26 32 25 43 130 122 50 74 48 24 38+50
B 32 2575 SCLCRIL 09 26 32 25 43 130 147 75 99 48 24  38%50

1 20 Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

@10 - @16 T [e= @10 - 916 (T 4=

93° 93°

30° max 30° max

93 T
| I pct | NC pcr | NN
/ : ’ \/TQDmm - W >
f] A !, i
%r/ L pcw | NN 32xr/ L pcw NN

SEZ. A-A — SEZ.A-A —
in figura utensile destro - right-hand shown In figura utensile destro - Right-hand shown
CED CED ED  CED CED  CED CED

b - -4V - 4P - P - RGP - JF - gV - - P - - 4P - 4

.G13 |L.FA5 |R.F45| .F46 | .F47 | .B53 | .G57P | .X47 | .F32 | .F33 | .G39 | .G42 | .F51 | .G52

INSERTI - INSERTS
PAG. 203

@

. ¥ ?

A0810H SDUCRIL 07 12,5 10 7 4 9 100 22 1,012 | 0702 | 12254P 5507P
A1012K SDUCRIL 07 15,5 12 9 5 11 125 28 1,012
A1216M SDUCRIL 07 19,5 16 11 5 15 150 36 10412
S0810H SDUCRIL 07 12,5 10 7 4 9 100 22 1,0-12 | 0702 | 12254P 5507P
S1012K SDUCRIL 07 15,5 12 9 5 11 125 28 1,0:1.2
S1216M SDUCRIL 07 19,5 16 11 5 15 150 36 1,012

B B SENZA FORO DI ADDUZIONE REFRIGERANTE

B wWiTHOUT COOLANT FEED

B OHNE KULMITTELZUFUHR *

B B SANS ABDUCTION DU REFRIGERANTE

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

CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

V. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE 2

8 DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
N DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI
BB TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

PAG. 226

@ DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 121



Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@10 - @40 (T 4=

93°

30° max

pct | NN
pcw | NN

SEZ.A-A
S
in figura utensile destro - right-hand shown
CE | CED | @D CED CED | @D CED
Vol -4 -AV-20 ARV -0V -AP-4V-4F- A0 - 2P -4 -~
G13 | L F45 |R F45| F46 | FA7 | B53 | .G57P | X47 | F32 | F33 | .G39 | G42 | F51 | G52 |.G32w| TAG. 203

A10H SDUCR/L 07 13 10 8 9,50 100 0702 = = 12256P  5508P
A12K SDUCR/L 07 16 12 9 11,50 125

A16M SDUCR/L 07 20 16 1 15,25 150

A20Q SDUCR/L 07 25 20 13 19,00 180

A20Q SDUCR/L 11 25 20 13 19,00 180 3,8+5,0 1T3 - - 12409P  5515P
A25R SDUCR/L 11 32 25 17 24,00 200 3,8+5,0 1173 - - 1240P  5515P
A328 SDUCR/L 11 40 32 22 31,00 250 3,0:3,5 1T3 3711 BCL7 123511P 5515P
A40T SDUCR/L 11 49 40 27 38,50 300 3,0+3,5

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

CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE /.

I DETTAGLIO RICAMBI

B® SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATAAND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

B DONNEES TECNIQUES ET CONSEILS

122 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Ouitils de tournage intérieur QUALITY TOOLS ENGINEERING

@10 - @20 (T [¢=m SET EDU 1012 R 07N SET EDU 1012 L 07N
L B
o pcr | [N g
Y
32°/
12
; pcw | NEN
SEZ.A-A
i Contenuto del Set - Set Content Contenuto del Set - Set Content
S N.1 E10K SDUCR 07N N.1 E10K SDUCL 07N
N.1 E12M SDUCR 07N N.1 E12M SDUCL 07N
In figura utensile destro - Right-hand shown
CED  CE ED  CED CED  CED CED ‘
- -y ; Vi

Vedh - W -4V -4V -4V - JRTAV - JF - gV - JF - 4V - JF - 4P - JF - SR SCO0
G13 | L F45 |R F45| F46 | F47 | B53 | .G57P| Xx47 | F32 | F33 | .G39 | G42 | F51 | G52 | G3aw| PAG.203
E10K SDUCR/L 07N 12,5 10 7.0 125 10,0 11+1,3 | 0702 | 12256P 5508P
E12M SDUCR/L 07N 15,0 12 9,0 150 12,5 1,1+1,3
E16R SDUCR/L 07N 19,0 16 11,0 200 16,5 1,1+1,3
E20S SDUCR/L 11N 23,5 20 12,5 250 20,5 3,850 | 1173 | 12409P 5515P

HE UTENSILI CON STELO IN METALLO DURO

B TOOLS WITH CARBIDE SHAFT

B \VERKZEUGE MIT HM-SCHAFT ﬁ

HE OUTILS AVEC QUEUE EN METAL DUR

_______ m CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
BEE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226

== EINSATZGEBIETE FUR DREHPLATTEN
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

mm VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=m \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
I® Vc. VITESSE DE COUPE 2

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN . g PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 23




Barrette di alesaggio POWERTURN
Boring bar POWERTURN
Bohrstangen POWERTURN

Barres d’alésage POWERTURN QUALITY TOOLS ENGINEERING

B..SDUCRIL 020 - 232 -
PAG. 226
30° max
PAG. 222
pcr | NIV
bc.w JW” PAG. 1103
S PAG. 1126
In figura utensile destro - Right-hand shown
E =D | @D | CED [NEw Bl NEW | [ NEW |
' AV - JF -V - P - 4P - ¥ - JF - JF - 4
& &DHE . <~ - 4 & -
G13 | L.F45 |R .F45| F46 | .F47 | B53 | .G57P | X47 | F32 | F33 | .G39 | .G42 | F51 | .G52 |.G32w| PAG-203
O
: 7
B 20 1020 SDUCR/L 07 13 20 10 26 7 80 20 40 40 20 1,0+1,2 0702 12254P  5507P
B 20 1030 SDUCRI/L 07 13 20 10 26 7 90 30 50 40 20 1,012
B 20 1224 SDUCR/L 07 16 20 12 26 9 84 24 44 40 20 1,1+1,3 0702 12256P  5508P
B 20 1236 SDUCR/L 07 16 20 12 26 9 96 36 56 40 20 1,1+1,3
B 20 1428 SDUCR/L 07 18 20 14 26 10 88 28 48 40 20 1,1+1,3
B 20 1442 SDUCR/L 07 18 20 14 26 10 102 42 62 40 20 1,1+1,3
B 20 1632 SDUCR/L 07 20 20 16 26 1 92 32 52 40 20 1,1+1,3
B 20 1648 SDUCR/L 07 20 20 16 26 1" 108 48 68 40 20 1,1+1,3
B 20 1632 SDUCR/L 11 20 20 16 26 " 92 32 52 40 20 3,5+4,0 11T3 1440 5515
B 20 1648 SDUCR/L 11 20 20 16 26 1 108 48 68 40 20 3,5+4,0
B 25 1020 SDUCR/L 07 13 25 10 32 7 87 20 42 45 22 1,0+1,2 0702 12254P  5507P
B 25 1030 SDUCR/L 07 13 25 10 32 7 97 30 52 45 22 1,0+1,2
B 25 1224 SDUCR/L 07 16 25 12 32 9 91 24 46 45 22 1,1+1,3 0702 12256P  5508P
B 25 1236 SDUCR/L 07 16 25 12 32 9 103 36 58 45 22 1,1+1,3
B 25 1428 SDUCR/L 07 18 25 14 32 10 95 28 50 45 22 1,1+1,3
B 25 1442 SDUCR/L 07 18 25 14 32 10 109 42 64 45 22 1,1+1,3
B 25 1632 SDUCR/L 07 20 25 16 32 1" 99 32 54 45 22 1,1+1,3
B 25 1648 SDUCR/L 07 20 25 16 32 1 115 48 70 45 22 1,1+1,3
B 25 1632 SDUCR/L 11 20 25 16 32 11 99 32 54 45 22 3,5+4,0 1MT3 1440 55115
B 25 1648 SDUCR/L 11 20 25 16 32 1" 115 48 70 45 22 3,5+4,0
B 25 2040 SDUCR/L 11 24 25 20 32 13 107 40 62 45 22 3,8+5,0 MT3 12409P 5515
B 25 2060 SDUCR/L 11 24 25 20 32 13 127 60 82 45 22 3,8+5,0
B 32 1020 SDUCR/L 07 13 32 10 43 7 92 20 44 48 24 1,0+1,2 0702 12254P  5507P
B 32 1030 SDUCR/L 07 13 32 10 43 7 102 30 54 48 24 1,0+1,2
B 32 1224 SDUCR/L 07 16 32 12 43 9 96 24 48 48 24 1,1+1,3 0702 12256P  5508P
B 32 1236 SDUCRIL 07 16 32 12 43 9 108 36 60 48 24 1,113
B 32 1428 SDUCR/L 07 18 32 14 43 10 100 28 52 48 24 1,1+1,3
B 32 1442 SDUCR/L 07 18 32 14 43 10 114 42 66 48 24 1,1+1,3
B 32 1632 SDUCR/L 07 20 32 16 43 1M 104 32 56 48 24 1,1+1,3
B 32 1648 SDUCR/L 07 20 32 16 43 1M 120 48 72 48 24 1,1+1,3
B 32 1632 SDUCR/L 11 20 32 16 43 1 104 32 56 48 24 3,5+4,0 1MT3 1440 55115
B 32 1648 SDUCR/L 11 20 32 16 43 1 120 48 72 48 24 3540
B 32 2040 SDUCR/L 11 24 32 20 43 13 112 40 64 48 24 3,8+5,0 11T3 12409P 5515
B 32 2060 SDUCR/L 11 24 32 20 43 13 132 60 84 48 24 3,8+5,0
B 32 2550 SDUCR/L 11 31 32 25 43 17 122 50 74 48 24 3850
B 32 2575 SDUCR/L 11 31 32 25 43 17 147 75 99 48 24 3,8+5,0

L ——————
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

A..SDQCRIL @10 - @16 L @10 - @16 e o

107,5°

107.5"/\/ A_ »
/ peT W / L - f = l@) @Dmin DC.T J@
3 \\ g { f éljf—ma A\ I
1Al
1;5*’/?/ |2J pcw NN 1\?_5/°V |2J pcw | NN

H 7 o o
11 T o 11 T E
SEZ.AA - SEZ.A-A - E
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
CED CED CED | CED CED | CED CED
r-4r-4v-4 AV - JF - 4V - JF - 4V - 4F - JF - 4 4
E‘ ‘ ﬂ J d’ INSERTI - INSERTS
.G13 | L F45 R .F45| F46 | F47 | B53 | .G57P | 47 | F32 | F33 | .G39 | .G42 | F51 | .G52 PAGIES
. 7T

A0810H SDQCR/L 07 12,5 10 7 3 9 100 22 1,0¢1,2 | 0702 | 12254P 5507P
A1012K SDQCRI/L 07 15,5 12 9 4 11 125 28 1,0+12
A1216M SDQCRI/L 07 195 16 11 5 15 150 36  1,0+12
S0810H SDQCRI/L 07 125 10 7 3 9 100 22 1012 ] 0702 | 12254P 5507P
S1012K SDQCRI/L 07 15,5 12 9 4 11 125 28 10412
S1216M SDQCRI/L 07 19,5 16 11 5 15 150 36  1,0+12

I B SENZAFORO DI ADDUZIONE REFRIGERANTE

B witHouT COOLANT FEED

B OHNE KULMITTELZUFUHR *

B B sANS ABDUCTION DU REFRIGERANTE

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226

EINSATZGEBIETE FUR DREHPLATTEN
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE o

1 DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

A..SDQCR/L @12 - @32 5T

15° max

<=
107,5°
15 15°
max max|
pcr | NN - pcr | AN
7.

DC.W \w 17.5°

SEZ.A-A SEZ.A-A

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

Falbldoewoesewsssssseos

INSERTI - INSERTS
PAG. 203

.G13 |L.F45|R .F45| .[F46 | .F47 | .B53 | .G57P | .X47 | .F32 | .F33 | .G39 | .G42 | .F51 | .G52 |.G32W

A12K SDQCR/L 07 16 12 9 11,50 125 1,1+1,3 | 0702 = = 12256P  5508P
A16M SDQCR/L 07 20 16 11 15,25 150 1,1+1,3
A20Q SDQCR/L 07 25 20 13 19,00 180 1,1+1,3
A20Q SDQCR/L 11 25 20 13 19,00 180 3,8+50 | 11T3 = = 12409P  5515P
A25R SDQCR/L 11 32 25 17 24,00 200 3,8+50 | 11T3 = = 1240P  5515P
A32S SDQCR/L 11 40 32 22 31,00 250 3,0+3,5 | 11T3 3711 BCL7 123511P 5515P
E10K SDQCR/L 07N 13 10 7,0 - 125 10,0  1,1+1,3 | 0702 = - 12256P  5508P
E12M SDQCR/L 07N 16 12 8,5 - 150 125  1,1+1,3
E16R SDQCR/L 07N 20 16 10,0 - 200 16,5  1,1+1,3
E20S SDQCR/L 11N 25 20 12,5 - 250 13,0 3,8+50 | 11T3 = = 12409P  5515P
HE UTENSILI CON STELO IN METALLO DURO
Bl TOOLS WITH CARBIDE SHAFT
B \WVERKZEUGE MIT HM-SCHAFT
Bl OUTILS AVEC QUEUE EN METAL DUR
Em CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA
BEE FIELDS OF APPLICA]'ION FOR TURNING INSERTS PAG. 226
=8 EINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
mm VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
== \/c. SCHNITTGESCHWINDIGKEIT . b PAG. 222
W Vc. VITESSE DE COUPE 3

Im DETTAGLIO RICAMBI

B SPARE PARTS DETAILS \ T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
(A DETAIL DE PIECES DE RECHANGE

IE DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @25

63°

pct | AN

DC.W N

CED  CE ED  CED CED  C©ED CED
el oeysedhheyiodoodooon »
.G13 | L.F45|R F45| F46 | F47 | B53 | .G57P | X47 | .F32 | F33 | .G39 | .G42 | .F51 | G52 |.Gaaw| TAG-203

()

7

a
A16M SDNCR/L 07 20 16 " 6 1525 150 350 1,1+1,3 | 0702 | 12256P 5508P
A20Q SDNCR/L 11 25 20 15 9 19,00 180 525 3,8+5,0 11T3 | 12409P  5515P
A25R  SDNCR/L 11 32 25 17 9 24,00 200 525 3,8+5,0 1173 1240P  5515P

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vc. VITESSE DE COUPE O

1 DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 127
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur

SSAU

QUALITY TOOLS ENGINEERING

@12 - 925 T [=>

In figura utensile destro - Right-hand shown

X 1

pcw | NN

"-dh - YW -4 -4

- AP - dF - - JF - P - 4P - 4P - 4F - 4

INSERTI - INSERTS

.G13 | L.F45 |R .F45

PAG. 203

()

.B53 | .G57P | .X47 | .F32 | .F33 | .G39 | .G42 | .F51 | .G52 |.G32W

7

A12K SDXCR/L 07 16 12 11,0 5,0 11,50 125 25 " 1,1+1,3 | 0702 | 12256P  5508P
A16M SDXCR/L 07 20 16 13,0 5,0 15,25 150 35 1" 1,1+1,3
A20Q SDXCR/L 11 25 20 16,5 6,5 19,00 180 40 15 3,8+5,0 11T3 | 12409P  5515P
A25R SDXCR/L 11 32 25 19,0 65 24,00 200 50 15 3,8+5,0

128

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE 2

Im DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@12 - @32 1T 7 Jem @10 - @40 1T Je=

93° 90°

ter | AN
’ tew | NN H rew | N

/HZ)Dmin TC.T

SEZ. A-A SEZ.A-A
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
s aAAA “
e | s— = INSERT! - INSERTS
PAG. 206

A12K  STUCR/LL 11 16 12 9 11,50 125 1,1+1,3 1102 - - 12256P  5508P
A16M STUCR/L 16 20 16 " 15,25 150 3,8+5,0 | 16T3 = = 12409P  5515P
A20Q STUCR/L 16 25 20 13 19,00 180 3,8+5,0 | 16T3 - - 1240P  5515P
A25R  STUCR/L 16 32 25 17 24,00 200 3,8+5,0
A32S STUCR/L 16 40 32 22 31,00 250 3,0+3,6 | 16T3 3415 BCL7 123511P 5515P
A10H STFCR/L 09 12 10 7 9,50 100 0,9+1,0 | 0902 = = 12225P  5507P
A10H STFCR/L 11 12 10 7 9,50 100 1,1+1,3 1102 - - 12256P  5508P
A12K  STFCR/L 11 16 12 9 11,50 125 1,1+1,3
A16M  STFCR/L 11 20 16 " 15,25 150 1,1+1.3
A16M STFCR/L 16 20 16 " 15,25 150 3,8+5,0 | 16T3 - - 12409P  5515P
A20Q STFCR/L 16 25 20 13 19,00 180 3,8+5,0 | 16T3 - - 1240P  5515P
A25R STFCR/L 16 32 25 17 24,00 200 3,8+5,0
A32S STFCR/L 16 40 32 22 31,00 250 3,0:3,6 | 16T3 3415 BCL7 123511P 5515P
A40T STFCR/L 16 50 40 27 38,50 300 3,0+3,5

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE o

1 DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103

PAG. 226

IE DETAIL DE PIECES DE RECHANGE

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 129




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@10 - @20 1T 7 Jem

TC.T m&?"
12
-~ N TC.W m&r

SEZ.A-A

In figura utensile destro - Right-hand shown

AansAALA |
'ﬁ.—nﬁg ee——— fiw INSERTI - INSERTS
.G57P

PAG. 206
X37 X471 .G39 .S42 .G52

E10K STFCR/L 11N 12 10 6 125 16 1,1+1.3 1102 | 12256P  5508P
E12M STFCR/L 11N 15 12 8 150 20 1,1+1,3
E16R STFCR/L 11N 19 16 10 200 25 1,1+1,3
E20S STFCR/L 16N 24 20 12 250 32 3,8+5,0 | 16T3 1240P  5515P

UTENSILI CON STELO IN METALLO DURO
TOOLS WITH CARBIDE SHAFT

WERKZEUGE MIT HM-SCHAFT
OUTILS AVEC QUEUE EN METAL DUR ﬁ

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vce. VITESSE DE COUPE /i
Im DETTAGLIO RICAMBI
o B8 SPARE PARTS DETAILS
== DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
W DETAIL DE PIECES DE RECHANGE
W DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .
@ DONNEES TECNIQUES ET CONSEILS

130 Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@12 - @25 @®
140° ’y
AA.
A
ivi,, m
f /ﬁ» VC.T \(/70
A
95° o @
SEZ.A-A
S s
In figura utensile destro - Right-hand shown
[ NEw I NEW ] [ NEW I NEW |
A av Av-av 4V - av 4V -4V -4 «
INSERTI - INSERTS
G13 | .G57P | F46 | F47 | X47 | F32 | F33 | .G42 | G52 PAGEE

A12K  SVOCR/LL 11 16 12 9 11,5 125 1,1+1,3 1103 - - 12256P  5508P
A16M SVOCR/L 11 20 16 1 15 150 1,1+1,3
A20Q SVOCR/L 16 23 20 12,5 19 180 3,0+3,5 1604 = = 123509P 5515P
A25R SVOCR/L 16 30 25 16,5 24 200 3,0+3,5

Fate attenzione che il tagliente non

Lavorazione senza preforo Lavorazione con preforo th - !

L ) ) L ) ) superi 'asse di rotazione X
Machining a workpiece without Machining a workpiece with Make sure the cutting edae does not
prepared hole. prepared hole. surpass the X rotatio% ax?s

E-

La profondita di passata ap deve essere
inferiore al raggio inserto

Cutting depth ap must be lower than insert
radius

]l

PAG. 226

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS

== EINSATZGEBIETE FUR DREHPLATTEN

B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1 VELOCITA DI TAGLIO Ve
= Vc. CUTTING SPEED
== \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
I Vc. VITESSE DE COUPE
1 DETTAGLIO RICAMBI
BN SPARE PARTS DETAILS
e ’ == DETAILS ZU DEN ERSATZTEILEN . PAG. 1103
I DETAIL DE PIECES DE RECHANGE
IE DATI TECNICI E CONSIGLI
B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
== TECHNISCHE DATEN UND EMPFEHLUNGEN -
IE DONNEES TECNIQUES ET CONSEILS
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @40 T T @16 - 320 T g
93°
ver | NN ver | v

vew | NGNS vew | NN

In figura utensile destro - Right-hand shown

’ INSERTI - INSERTS

PAG. 207

V AF- AV 4V 4V 4PV -4ar 4

.G13 | .G57P | .F46 F47 X471 F32 .F33 .G42 .G52

¥

A16M SVUCR/L 11 21 16 12 1525 150 - 11+1,3 | 1103 = = 12256P  5508P
A20Q SVUCR/L 11 25 20 13 19,00 180 - 1,1+1,3
A25R SVUCR/L 16 32 25 17 2400 200 - 3,0:35 | 1604 = —  123509P 5515P
A32S SVUCR/L 16 40 32 22 31,00 250 - 3,0:35 | 1604 | 3716 BCL7 123511P 5515P
A40T SVUCR/L 16 50 40 27 38,50 300 - 3,0:3,5
E16R SVUCR/L 11N 21 16 11 - 200 165 1,1+13 | 1103 = = 12256P  5508P
E20S SVUCRL 11N 25 20 13 - 250 205 1,1+13

I B UTENSILI CON STELO IN METALLO DURO

BI@ T0OOLS WITH CARBIDE SHAFT \

B WERKZEUGE MIT HM-SCHAFT

B B OuTILS AVEC QUEUE EN METAL DUR ﬁ

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

V. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE %

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

= DETAILS ZU DEN ERSATZTEILEN . ¥ PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI
BB TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1126
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

PAG. 226

B DONNEES TECNIQUES ET CONSEILS

1 32 O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

SSAU

QUALITY TOOLS ENGINEERING

In figura utensile destro - Right-hand shown

15° max

@16 - 925

107,5°

SEZ.A-A

@16 - @40

SEZ. A-A

In figura utensile destro - Right-hand shown

A_
& vC.T ver | [N
L vew vew | NN

[ NEw JNI NEW ] [ NEW I NEW |
— INSERTI - INSERTS

G13 | G57P | F46 | F47 | x47 | F32 | F33 | .G42 | .G52 PAGEE
A16M SVXCR/L 11 20 16 1 15,25 150 1,1+1,3 1103 — - 12256P  5508P

A20Q SVXCR/L 11 25 20 13 19,00 180 1,1+1,3

A25R SVXCR/L 16 32 25 17 24,00 200 3,0+3,5 1604 - - 123509P 5515P

A16M SVQCR/L 11 20 16 11 15,25 150 1,1+1,3 1103 — — 12256P  5508P
A20Q SVQCR/L 11 25 20 13 19,00 180 1,1+1,3

A25R SVQCR/L 16 32 25 17 2400 200 3,035 | 1604 - T 123509P 5515P

A32S SVQCR/L 16 40 32 22 31,00 250 3,0+3,5 1604 3716 BCL7 123511P 5515P

A40T SVQCR/L 16 50 40 27 38,50 300 3,0+3,5

I CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA

BB FIELDS OF APPLICATION FOR TURNING INSERTS

== EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

mm VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT
I® Vc. VITESSE DE COUPE

1 DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

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

. » PAG. 1103
> b PAG. 1126

M DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili per tornitura interna

Internal turning tools
Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

A..SVQBRI/L

@25 - @40

VB.T

J\«/5°

A.

=

QUALITY TOOLS ENGINEERING

.SVJBR/L @25

F\sze
ma.

<=

?

vew | BT

SEZ.A-A

In figura utensile destro - Right-hand shown

A_
f

y

93

VB.T

[

12

vew | ST

In figura utensile destro - Right-hand shown

S

a4

i

INSERTI - INSERTS

prepared hole. prepared hole.

PAG. 207

X471 .G42 .G52 .G58
A25R  SVQBR/L 16 32 25 17 24,0 200 - - 3,0+3,5 1604 - - 123509P 5515P
A32S SVQBR/L 16 40 32 22 31,0 250 - - 3,0+3,5 1604 3716 BCL7 123511P 5515P
A40T SVQBR/L 16 50 40 27 38,5 300 - - 3,0+3,5
A25R  SVJBR/L 16 32 25 4,6 24 200 44 7 1,1+1,3 1604 \ - - 123509P 5515P \

Lavorazione senza preforo Lavorazione con preforo Fate attenzione che il tagliente non

L ) ) . ) ) superi I'asse di rotazione X
Machining a workpiece without Machining a workpiece with }
Make sure the cutting edge does not

surpass the X rotation axis

inferiore al raggio inserto

radius

La profondita di passata ap deve essere

Cutting depth ap must be lower than insert

1 VELOCITA DI TAGLIO Ve

B Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT
I Vc. VITESSE DE COUPE

IE DETTAGLIO RICAMBI

B SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN
I DETAIL DE PIECES DE RECHANG!

W DATI TECNICI E CONSIGLI

Em CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS

== EINSATZGEBIETE FUR DREHPLATTEN

I CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

B8 TECHNICAL DATA AND SUGGESTIONS
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

(%)
> (vc)
» (1)
JOI

E

PAG. 226

PAG. 222

PAG. 1103

PAG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @25 1T Je=

75°

sc.T W
scw | NN

In figura utensile destro - Right-hand shown

=} « [ - “
= INSERTI - INSERTS

PAG. 205
.F51 .G57 | .G57P | .G52

A16M SSKCR/L 09 20 16 1" 15,25 150 3,8+5,0 | 09T3 | 12409P 5515P
A20Q SSKCR/L 09 25 20 13 19,00 180 3,8+5,0 | 09T3 | 12409P 5515P
A25R SSKCR/L 12 32 25 17 24,00 200 4,0+5,0 1204 |124510P 5520P

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 222
Vc. VITESSE DE COUPE .-_l
Im DETTAGLIO RICAMBI \
BB SPARE PARTS DETAILS T
= DETAILS ZU QEN ERSATZTEILEN . g PAG. 1103
W DETAIL DE PIECES DE RECHANGE
(B DATI TECNICI E CONSIGLI
b PAG. 1126

B8 TECHNICAL DATAAND SUGGESTIONS
Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 35

PAG. 226

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS




QUALITY TOOLS ENGINEERING OUTILS A RAINURER,TRONGONNER ET POUR TOURNAGE

HERRAMIENTAS PARA RANURAS,CORTE TORNEADO

B UTENSILI PER SCANALATURA TAGLIO E TORNITURA
GROOVING, PARTING AND TURNING TOOLS
NUTENDREH - UND ABSTECHDREHWERKZEUGE

TRL TRCR/L  Pag.140 TRWRJ/L Pag.144 STGR/L Pag.154
= .
(o]
@Dmax =70 - 100 [ 16x16 - 25x25 [ 20x20 - 25x25 M 20x20 - 25x25
Q TRL..N ii 154..
W=3,0-4,0 - G..lj1ft,5 - G"';”f"s W=1,1-4,15
TRIR/L  Pag.140 ‘ A..STIR/L Pag.154
@Dmin = 20 - 25 1 20x20 - 25x25 @Dmin = 20 - 40
GM25
oy W=3 154..
G..N14, G..N25 / j \ Ww=1,1-4,1
g w=2.45 Ty W=3-6 5

‘ TRCRI/L Pag-142‘ TRFR/L  Pag.148

[ 20x20 - 32x32 [ 25x25
GM25 GM25
L W=3 N — W=3
G..N25 G..N25
Ty W=3-6 Ty W=3-6

TRIR/L  Pag142 | TRCXR/L Pag.150

==

@Dmin = 32 - 57 1 20x20 - 25x25
GM25
A W=3
G..N25 GM25
oy W=3-6 T wW=3

TRWXR/L Pag.152

[0 20x20 - 25x25

136



THE..-THS.. Pag.156

SCTFPRJ/L Pag.160

SGTBU

IN ESAURIMENTO
END OF STOCK

AUSLAUFEND
EN EPUISEMENT

f
- = R
I
IN ESAURIMENTO ij
END OF STOCK
AUSLAUFEND
EN EPUISEMENT
III 8x8 - 25x25 III 25x25
GIE../IGP TPMR 1103
TPMR 1603
SG/GR/IGW - o 3 TRL
W=0,5-3,0 A s —

@Dmin = 38,10

GIE../GP
SG/GR/GW

wW=0,5-3,0

137



Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Outils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

Pag.162

L AR w1/

w ’ ﬁ INSERTI - INSERTS

PAG. 239

.G52 | .G56 | .G57P

A @Dmax ﬂ
TRL 26-30 3,0 26 2,4 70 110 21,4 3,0 CH-TRL3040
TRL 26-40 4,0 26 3,2 80 110 21,4 4,0 CH-TRL30-40
TRL 32-30 3,0 32 2,4 100 150 25,0 3,0 CH-TRL30-40
TRL 32-40 4,0 32 3,2 100 150 25,0 4,0 CH-TRL30-40

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

b PAG. 250

VELOCITA DI TAGLIO Vc
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248

Ve. VITESSE DE COUPE Z

I DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN . \?T PAG. 1103
W DETAIL DE PIECES DE RECHANGE

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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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 wio!
" NONRIV. RIVESTITI o
Tenacita =+ o | ceEmenTED cgé\g%al(e:mgs
SCELTA VELOCE - QUICK PICK """ " 2 |
[&]
Pag. 242 TRL-N
© 3 @
D. P M K N S H - ) N o
co FMR|FM[R[FM[R[FM[R|F[M[R|F[M[R p= il = W r a
TRLN 3.00-0.20N .G52 ole u 3,0 0,2 0°
olele olele u
TRLN 4.00-0.30N .G52 ol u 4,0* 0,3 0°
ole|e ole|e [ ]
TRLN 3.00-0.30N .G56 [ 3K ) | 3,0* 0,3 0°
ole|e ole|e [ ]
TRLN 4.00-0.40N .G56 ole ] 4,0* 0,4 0°
olele ole|e u
TRLN 3.00-0.30N .G57P e/e |0 [] 3,0* 0,3 0°
TRLN 4.00-0.40N .G57P ele|0 u 4,0* 0,4 0°
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ° ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ) o
-
é- E
VDI H
MATERIALI - MATERIALS 3323 HB Ve m/min_Pag. 248 w W = I +E Peae
Pag. 1199 GR. HRC» | T116 | F4645 | T5235 1 1 =
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125-300 130 | 150
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 120 | 140 I
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 90 130
INOX MARTENS. - STAINLESS STEEL MART 1213 200240 90 115 4 4
3
IVl |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.4-142 | 180-230 - 8
0 01 02 03 04 05 " fn 0 01 02 03 04 05 .M
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 130 (mm) (mm)
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250 120 VI
w .G57P
GHISA MALLEABILE - MALLEABLE CAST IRON | 1920 130-230 130 y
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 600
N [RAME E SUE LEGHE - COPPER 26--28 90-110 400
NON METALLICI - PLASTICS 29-30 / 450
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320 .
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 3
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45602 0 010203 0405 M,
% = SCANALATURA - GROOVING Vc - 1000
R = —— = giri/min (min"
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED n @D - 3.14 9 ( )
)

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 VFf
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH

fn ' N = mm/min

R e ———
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / Bl NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / 0O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 139
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



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

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

th 16x16 - 25x25 TRIR/L @16 - @20
12 A _ g7
= S =
h1 A : H l
+ * || L\ &
A SEZA-A
- =~ Tmax
! ! == ==
f b GS.N —F GS.N
i : : /@) P [145. i ® :\% @ 14,5..
w iy o W ‘
0 11
Tmax
@D min
=—@Dmin !
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
AV 4 / / / / /
INSERTI - INSERTS
X42 | X47 | X47 | X52 | X54 | .X55 PACES

@Dmin Tmax ?
TRCRI/L 1616 14-2 2 16 16 800 16,3 12,5 125 31,5 5,0+6,0 |GS..145.-2|\VBZ0412 5003
TRCRI/L 1616 14-3 3 16 16 800 16,5 12,5 125 31,5 5,0+6,0 |GS.145.-3|VBZ0412 5003
TRCR/L 2020 14-2 2 20 20 1100 20,3 12,5 125 33,5 5,0+6,0 |GS.145.-2|\VBZ0516 5004
TRCR/L 2020 14-3 3 20 20 1100 20,5 12,5 125 33,5 5,0+6,0 |GS.145.-3|VBZ0516 5004
TRCR/L 2020 14-4 4 20 20 1100 20,5 12,5 125 33,5 5,0+6,0 |GS..145.4|VBZ0516 5004
TRCR/IL 2525 14-2 2 25 25 1600 25,3 12,5 150 33,5 5,0+6,0 |GS.145.-2|VBZ 0516 5004
TRCR/L 2525 14-3 3 25 25 1600 25,5 12,5 150 33,5 5,0+6,0 |GS..145.-3)VBZ0516 5004
TRCR/L 2525 14-4 4 25 25 1600 25,5 12,5 150 33,5 5,0+6,0 |GS.145.4|VBZ 0516 5004

|
Tmax

TRIR/L GS.145.-2 5520
TRIRIL 16 14-3 3 16 20 13,0 15,0 5,0 150,0 30 5,0+6,0 |GS.145.-3| SM 523 5520
TRIR/L 20 14-2 2 20 25 15,5 19,0 5,5 180,5 35 5,0+6,0 |GS.145.-2| SM 521 5420
TRIR/L 20 14-3 3 20 25 15,5 19,0 55 180,5 35 5,0+6,0 |GS.145.-3] SM 521 5420
TRIR/L 20 14-4 4 20 25 15,5 19,0 5,5 180,5 35 5,0+6,0 |GS.145.4| SM 521 5420

I CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

B8 FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 250

== E|NSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .

B CHAMPS D'USINAGE DES PLAQUETTES POUR TRONGCONNAGE-GORGES

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Vc. VITESSE DE COUPE >

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . \?T PAG. 1103
I DETAIL DE PIECES DE RECHANGE o

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

B DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

140



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

QUALITY TOOLS ENGINEERING

HT | HW HC DP W W
Tenacta + o L R I S A
SCELTA VELOCE - QUICKPICK ' = 2 | oo oechoer | . .
(&}
I
Pag. 242
5 W DTS 233 S .
CoD. FIMR|FMIR|F[M|R|F|M|R|F [M|R|F [M|R TR a w r | T a
GMGN 14.5-0.2-2 .X47 = [ JEJ 2,0 0,2 14,5 1,5 8°
GMGN 14.5-0.2-3 .X47 [ [ JK ] 3,0 0,2 14,5 2,2 8°
GMGN 14.5-0.4-4 .X47 [ e e 4,0 0,4 14,5 3,2 8°
GMGN 14.5R1.0-2 .X47 o« [ JEJ 2,0 1,0 14,5 1,5 8°
GMGN 14.5R1.5-3 .X47 [ [ JEJ 3,0 1,5 14,5 2,2 8°
GMGN 14.5R2.0-4 .X47 [ = [ JK ) 4,0 2,0 14,5 3,2 8°
GSGN 14.5-0.2-2 .X42 EB=|0|® o|e Oo|0 | 2,0 0,2 14,5 1,5 10°
o|e o|0 Oo|0 u
ole o|e® L
GSGN 14.5-0.2-3 .X42 B= |o|e ole o|0 | | 3,0 0,2 14,5 2,2 10°
ole o|0 Oo|0 u
ol|e o|e u
GSGN 14.5-0.4-4 .X42 B=|o|e o|e O|0 | 4,0 0,4 14,5 3,2 10°
o/e| |olo| |o|o u
ole o|e u
GSGN 14.5-0.2-2 .X52 RB= ® |0 [o2e] [ Jie] | 2,0 0,2 14,5 1,5 10°
[ Jie} [ 26} u
e 0| |0o|0O ]
GSGN 14.5-0.2-3 .X52 = ® O o|0 ® 0 ] 3,0 0,2 14,5 2,2 10°
®| O @0 |
®| 0| |0|O u
GSGN 14.5-0.4-4 .X52 = ® O o|o ®| O | 4,0 0,4 14,5 3,2 10°
® |0 [ Jie] u
®| O Oo|0 L
GSTN 14.5-0.2-2 .X54 K= |Oo|®|O|O|®@|O|OC|@®|O | | 2,0 0,2 14,5 1,5 10°
O|®@|O|0|O|O|0|@|O u
Oo|@e|O0|0C|@|O u
GSTN 14.5-0.2-3 .X54 = |o|®|O|0|®@|O|O|®| O | 3,0 0,2 14,5 2,2 11°
o|e|o|o0|O0|O|O|@|O u
O|e|O|0C|@®@|O u
GSTN 14.5-0.3-4 .X54 = |o|®e|O|0|®@|O|O|®|O | 4,0 0,3 14,5 3,2 11°
o|e|o|0|O0|O|O|@|O u
o|e|0|0|®@|O u
GSTN 14.5R1.0-2 .X55 G=> |0|®|O|0O|@®@|O|O|@®|O | 2,0 1,0 14,5 1,5 8°
O|®|Ol0|O|0O|O|@|O |
o|e|o|0|®@|O u
GSTN 14.5R1.5-3 .X55 &= |Oo|®(O|O|@®@|O|O|® O | 3,0 1,5 14,5 2,2 8°
O|®|Ol0|0O|O0|0C|@|O u
o|@|O|OC|@®|O L
GSTN 14.5R2.0-4 .X55 Gz |o|e|O|O|®|O|O|@|O | 4,0 2,0 14,5 3,2 8°
o|e|o|o0|O|O|O|@|O ]
o|®e|O0|0C|@®@|O u
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ,f olole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # °
|
MATERIALI - MATERIALS s | HB Vc m/min Pag. 248 a2 ar
Pag. 1199 GR. WRCY | D3007| F4530 | T5735 | F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 140 | 150 | 130
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 | 140 | 120 w H] =0 w *g -
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 115 | 90 [
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 150 | 160 | 90
INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 120 | 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 140
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 | 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 115 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 700 2 2
N |RAME E SUE LEGHE - COPPER 26--28 90-110 600 0 010203 04 05" i , | 0 01020304057 i )
NON METALLICI - PLASTICS 29-30 / 800
w Vi X471 | w X52 | w Vi (mim) &» X54 | w & () &» X55
A — A 4 A
« = = G=
25 25
20 20
4 4 4 15 03| 04 4 15 03| 04
3 3 3 10 02 3 10 02
2 2 2 05 2 05
0 01 02 03 04 05 ‘fn 0 01 02 03 04 05 ‘fn 0 01 02 03 04 05 fn 0 0050,10 0,15 0,20 0,25;fn 0 0102 0304 05 ‘fn 0 0050,10 0,15 0,20 025 , fn
(mm) (mm) (mm) (mm) (mm) (mm)
¥
%$=SCANALATURA-GROOVING V¢ = 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 W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 14’]

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



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

Outils a rainurer, a trongonner et pour tournage exterieur et interieur QUALITY TOOLS ENGINEERING
TRCR/ i 20x20 - 32x32 TRIR/L @25 - @40

- 2" =R
= W !
|| L\ |
A SEZAA
- ~Tmax
r 1 <, — 7 v \
f / b GM.. | B——=<J GM.. | BB—=<
! O] i 25.. |E—=< 25..
\;V T = =
GSN | BE——% GSN
i=—@Dmin 25..
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown

127722727277 ol

L. X52|.N.. X52|.R. X52| X42 | X47 | X47 | X52 | X54 | X55 PAGIES

Tmax ?

mm

W
2020 25-3 3 GS..25..-3|VBZ 0516
TRCR/L 2020 25-4 4 20 20 1100 20,5 22 125 40,5 GS..25.-4|VBZ 0516 5004
TRCR/L 2525 25-3 3 25 25 1600 25,5 22 150 38,5 GS.25.-3|VBZ 0516 5004
TRCR/L 2525 25-4 4 25 25 1600 25,5 22 150 38,5 GS.25.-4|VBZ 0516 5004
TRCR/L 2525 25-5 5 25 25 1600 25,5 22 150 38,5 GS..25.-5|VBZ 0516 5004
TRCR/L 2525 25-6 6 25 25 1600 25,6 22 150 38,5 GS.25.-6|VBZ 0516 5004
TRCR/L 3232 25-4 4 32 32 3000 32,5 22 170 40,5 GS.25.-4|VBZ 0516 5004
TRCR/L 3232 25-5 5 32 32 3000 32,5 22 170 40,5 GS..25.-5|VBZ 0516 5004
TRCR/L 3232 25-6 6 32 32 3000 32,6 22 170 40,5 GS.25.-6|VBZ 0516 5004

mm)

W Tmax

TRIR/L 3

TRIR/L 25 25-4 4 25 32 22,5 24,0 10,0 200,5 39,0 5,0+6,0 |GS..25.-4| SM 522 5420
TRIR/L 25 25-5 5 25 32 22,5 24,0 10,0 200,5 39,0 5,0+6,0 |GS..25.-5| SM 522 5420
TRIR/L 25 25-6 6 25 32 22,5 24,0 10,0 200,5 39,0 5,0+6,0 |GS..25.-6| SM 522 5420
TRIR/L 32 25-3 3 32 42 27,5 31,0 11,0 250,0 51,5 5,0+6,0 |GS..25..-3| SM 522 5420
TRIR/L 32 25-4 4 32 42 27,5 31,0 11,0 250,0 51,5 5,0+6,0 |GS..25.-4| SM 522 5420
TRIR/L 32 25-5 5 32 42 27,5 31,0 11,0 250,0 51,5 5,0+6,0 |GS..25.-5| SM 522 5420
TRIR/L 32 25-6 6 32 47 34,4 31,0 17,5 250,0 52,0 5,0+6,0 |GS..25.-6| SM 522 5420
TRIR/L 40 25-4 4 40 53] 32,5 38,5 12,0 300,0 63,0 5,0+6,0 |GS..25.-4| SM 522 5420
TRIR/L 40 25-5 5 40 58] 32,5 38,5 12,0 300,0 64,0 5,0+6,0 |GS..25.-5| SM 522 5420
TRIR/L 40 25-6 6 40 57 34,4 38,5 17,5 300,0 65,0 5,0+6,0 |GS..25.-6| SM 522 5420

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Vce. VITESSE DE COUPE £

I DETTAGLIO RICAMBI

B® SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN h \?T PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE .

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 1129
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

PAG. 250

I8 DONNEES TECNIQUES ET CONSEILS

O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

142



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

QUALITY TOOLS ENGINEERING

HT | HW HC DP W W W
L P e 1
. NON RIV. RIVESTITI PCD
Tenacita -+ o | cEMENTED COATED GRADES 7 boN]
SCELTA VELOCE - QUICKPICK o) Rl | T -
9 - o] a‘ L
Pag. 242 GM.. N L R
PIM|K|N|S]|H 22213 -
WIN|N(© o o
CoD. FIMRIFMIR|F[M|R|F|M|R|F [M|R|F [M|R s a Wir I T a b
GMGN 25-0.2-3 .X47 [ Y e e 3,0 0,2 25 2,2 8° -
GMGN 25-0.4-4 .X47 [ Y e e 4,0 0,4 25 3.2 8° -
GMGN 25-0.4-5 .X47 [ Y [ 2K ] 5,0 0,4 25 4,1 8° -
GMGN 25R1.5-3 .X47 [ [ 2K ] 3,0 1,5 25 2,2 8° -
GMGN 25R2.0-4 .X47 [ [ 2K ] 4,0 2,0 25 3.2 8° -
GMGN 25R2.5-5 .X47 [ e e 5,0 25 25 4.1 8° -
GSGN 25-0.2-3 .X42 E=|0|® o|e Oo|0 | 3,0 0,2 25 2,2 11° -
o|e o|0 o|0 u
ole ole | |
GSGN 25-0.4-4 .X42 E=|o|e o|le o|O0 | 4,0 0,4 25 3,2 11° -
ole o|0 Oo|0 u
ole ole | |
GSGN 25-0.4-5 .X42 E=|o|e o|le Oo|O0 | | 5,0 0,4 25 4,1 10° -
o/e| |o|lo| |o|o ]
ole ole | |
GSGN 25-0.4-6 .X42 R=|o|e o|le o|O0 | | 6,0 0,4 25 5,0 10° -
o/e| |o|lo| |o|o u
ole| |0ole | ]
GMGL 25-0.2-3 .X52 [ [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° 6
GMGL 25-0.3-4 .X52 [ [ Jie) o|0 ® 0 | | 4,0 0,3 25 3.2 10° 6
GMGN 25-0.2-3 .X52 = [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° -
GMGN 25-0.3-4 .X52 = ®| O o|o @0 4,0 0,3 25 3,2 10° -
GMGR 25-0.2-3 .X52 K= ®| O o|o @0 | | 3,0 0,2 25 2,2 10° 6
GMGR 25-0.3-4 .X52 K= ®| O o|o @0 | | 4,0 0,3 25 3.2 10° 6
GSGN 25-0.2-3 .X52 B= ® |0 o|0 ® |0 | 3,0 0,2 25 2,2 11° -
® |0 ®| 0 u
® |0 o|o | |
GSGN 25-0.4-4 .X52 = ® O o|o ® |0 | 4,0 0,4 25 3,2 11° -
® |0 ®| 0 u
®| O o|o | |
GSGN 25-0.4-5 .X52 = ® O [eX[e) ® 0 | | 5,0 0,4 25 4.1 10° -
® |0 ® |0 u
® |0 o|o | |
GSGN 25-0.4-6 .X52 E= ® O [eX[e) ® 0 | | 6,0 0,4 25 5,0 10° -
[ 3o} [ 26} u
® |0 o|o | |
GSTN 25-0.2-3 .X54 = |o|e@|O|0|®@|O|O|®|O | 3,0 0,2 25 2,2 11° -
o|e|o|o|o|o|o|@|O u
ole|o|o|e|O | ]
GSTN 25-0.3-4 .X54 = |o|e|O|0|@|O|O|@®|O | 4,0 0,3 25 3.2 11° -
O|®Ol0|O|0O|0C|@®@|O |
ole|o|o|e@|O | ]
GSTN 25-0.3-5 .X54 RB=|o|e|O|0|@|O|O|@|O | 5,0 0,3 25 41 10° -
O|®|Ol0O|O|0O|OC|@|O |
ole|o|o|e|O | ]
GSTN 25-0.3-6 .X54 K= |O|®|O|O|®@O|OC|@®| O | 6,0 0,3 25 5,0 10° -
O|®|O|0|0O|O(|0|@|O u
o|@e|O|OC|@®|O | |
GSTN 25R1.5-3 .X55 = |o|e|O|O|®@|O|O|@|O | 3,0 1,5 25 2,2 8° -
O|®|O|0|O|O|0|@|O u
o|le[O|OC|@|O | |
GSTN 25R2.0-4 .X55 = |o|e|Oo|0|@|O|O|@|O | | 4,0 2,0 25 3,2 8° -
o|e|o|o|o|o|O|@|O ]
O|le|O|C|@®@|O | |
GSTN 25R2.5-5 .X55 = |o|e|O|O|@®|O|O|@|O | 5,0 2,5 25 41 8° -
o|e|o|o|o|o|o|@|O u
Ole|O|C|@®|O | |
GSTN 25R3.0-6 .X55 G= |o|e|O|O|@|O|O|@®|O | 6,0 3,0 25 5,0 8° -
o|e|o|o|o|o|o|@|O u
ole|ojo|e|O [ |
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r eololele r" F‘W r W
a’ N r
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° | - T
i
- GS..
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 248
3323 Rm" .X42 Xa7
Pag. 1199 GR. HRC? D3007 | F4530 | F4730 | T5735 | F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 140 | 140 | 150 | 130 w N w W
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 130 | 130 | 140 | 120 1 = 1 e
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 100 | 115 90
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 150 | 150 | 160 | 90
INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 100 | 120 | 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 160 | 140 2 s
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 | 140 | 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 140 | 115 3 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 700 00102030405 . ) 070102 03 04 05~ . )
N [RAME E SUE LEGHE - COPPER 26--28 90-110 600
NON METALLICI - PLASTICS 29-30 / 800
w Vi X47 | w V] X52 | w Vi (mm) X54 | w 2 (mm) r=g X55
A A A — A =1
e« = 25 = = 25 = =
5 : : b : ps
15 03] 04 5 15 03] 04
4 4 4 1,0 4 10
3 3 3 05 3 05
0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 0,05 0,10 0,15 0,20 0,25 fn 0 0102 0304 05 ‘fn 0 0,05 0,10 0,15 0,20 0,25, fn
(mm) (mm) (mm) (mm) (mm) (mm)
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 143

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



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

QUALITY TOOLS ENGINEERING

Outils a rainurer, a trongonner et pour tournage exterieur

TRWRI/L

B DIREKTE ZUFUHRUNG DES SCHMIERSTOFFS AN DIE PLATTE

[l ADDUZIONE REFRIGERANTE DIRETTA SULL'INSERTO
I;D 20x20 - 25x25 BlE DIRECT COOLANT SUPPLY TO THE INSERT r
[l ADDUCTION REFRIGERANT DIRECTE SUR LA PLAQUETTE

RANGE DI
UTILIZZO
20+80 bar h1 P i~ A
APPLICATION Sy Lo
RANGE 1 L T 1
20+80 bar LConnessione Refrigerante 1/8GJ i~—@Dmin
1/8G Coolant Connection GS.N
- ~Tmax 14,5
P S— =R
+L —3 ® _ | In figura utensile destro
W ‘ T Right-hand shown

IL VANTAGGIO DI PERFORMANCES S| OTTIENE SOLO CON L’ALTA PRESSIONE DEL REFRIGERANTE 20+80 bar, LE POMPE UTILIZZATE DEVONO AVERE UN
FILTRAGGIO DEL LIQUIDO DI RITORNO.

;[{gszFIIQLFTORRA%AOl:‘CE ADVANTAGE CAN BE ACHIEVED ONLY WITH HIGH COOLANT PRESSURE (20+80 BAR). THE PUMPS USED MUST BE EQUIPPED WITH RETURN-
DER LEISTUNGSVORTEIL IST NUR BEI HOHEM KUHLMITTELDRUCK (20+80 BAR) ERZIELBAR. DIE EINGESETZTEN PUMPEN MUSSEN MIT EINER
RUCKLAUFFILTERUNG AUSGESTATTET SEIN

L’AVANTAGE DE PERFORMANCES NE S’OBTIENT QUE PAR LA HAUTE PRESSION DU REFRIGERANT 20+80 bars, LES POMPES UTILISEES DOIVENT ETRE DOTEES
D’UN FILTRE DU LIQUIDE DE RETOUR.

INSERTI - INSERTS

PAG. 237

X42 X471 X471 X52 X54 .X55

W h=h1 o] @Dmin Tmax 11 A g =
TRWR/L 2020 14-2 2 GS.145.-2|VBZ0516 5004 218-1814
TRWR/L 2020 14-3 3 20 20 1100 20,5 12,5 125 35,5 5,0+6,0 |GS.145.-3)VBZ0516 5004 218-1814
TRWR/L 2020 14-4 4 20 20 1100 20,5 12,5 125 35,5 5,0+6,0 |GS.145.-4/VBZ 0516 5004 218-1814
TRWR/L 2525 14-2 2 25 25 1600 25,3 12,5 150 36,0 5,0+6,0 |GS.145.-2|VBZ 0516 5004 218-1814
TRWR/L 2525 14-3 3 25 25 1600 25,5 12,5 150 36,0 5,0+6,0 |GS.145.-3|VBZ0516 5004 218-1814
TRWR/L 2525 14-4 4 25 25 1600 25,5 12,5 150 36,0 5,0+6,0 |GS.145.-4/VBZ 0516 5004 218-1814

== == =
150mm ‘ ‘ 225mm ‘ ‘ 300mm

PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097

phe % Iy O

PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN

b PAG. 250
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Ve. VITESSE DE COUPE i
I DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
s B8 DETAILS ZU DEN ERSATZTEILEN h ng PAG. 1103
(B DETAIL DE PIECES DE RECHANGE .

W DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

I

I8 DONNEES TECNIQUES ET CONSEILS

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS

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

144



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

QUALITY TOOLS ENGINEERING

HT | HW HC DP W W
Tonacia 4+ LA o L AT
SCELTA VELOCE - QUICK PICK Toughness. - E CARBIDE R tre ! . .
(@]
i
Pag. 242
P M| K]|N ag H 283 S \
COD. F/MIR|F MR|F MR|F | M|R|F M|R|F |M|R E l.l|_') E 8 W r | T a
GMGN 14.5-0.2-2 .X47 [ oo 20 | 02 | 145 15 | &
GMGN 14.5-0.2-3 .X47 [ oo 30 | 02 | 145 | 22 | 8
GMGN 14.5-0.4-4 .X47 = oo 40 | 04 | 145 | 32 | &
GMGN 14.5R1.0-2 .X47 «— oo 20 | 10 | 145 15 | &
GMGN 14.5R1.5-3 .X47 o« oo 30 | 15 | 145 | 22 | 8
GMGN 14.5R2.0-4 .X47 o« oo 40 | 20 | 145 | 32 | &
GSGN 14.5-0.2-2 .X42 R= [o|e| [o|e| [olo = 20 | 02 | 145 | 15 | 10°
ole| |o|lo| |o|o ]
ole| |o|e u
GSGN 14.5-0.2-3 .X42 B= [o|e| [o|e| |o|o n 30 | 02 | 145 | 22 | 10°
ole| |o|o| |o|o ]
ole| |o|e u
GSGN 14.5-0.4-4 .X42 B=|o|e| [o|e| [o]o u 40 | 04 | 145 | 32 | 10°
ole| |o|lo| |o|o [
ole| |o|e u
GSGN 14.5-0.2-2 .X52 RB=| |e|o| [o|o| |e]o = 20 | 02 | 145 | 15 | 10°
e|0O ) (]
e|o| |olo u
GSGN 14.5-0.2-3 .X52 &= | |e|o| |o|o| |e|o = 30 | 02 | 145 | 22 | 10°
/0 ) (]
e|o| |00 u
GSGN 14.5-0.4-4 X52 RB=| |e|o| |[o|o| |e|o u 40 | 04 | 145 | 32 | 10°
/0 e|0 ]
elo| |olo u
GSTN 14.5-0.2-2 .X54 = [o|e|o|o|e|o[o|e|o u 20 | 02 | 145 | 15 | 10°
o|e|o|o|o|o|o|e|o ]
olelolo|e|o u
GSTN 14.5-0.2-3 .X54 RB=|o|e|o|o|e[o|o]e]o u 30 | 02 | 145 | 22 | 11°
o|e|o|o|o|o|o|e|o [
olelolo|e|o u
GSTN 14.5-0.3-4 .X54 R=|o|e|o|o|e|o|o]e|o = 40 | 03 | 145 | 32 | 11°
o|e|o|o|o|o|o|e|o (]
ole|o|o|e|o u
GSTN 14.5R1.0-2 .X55 G= |o|e|o|o|e[o[o|e|0 = 20 | 10 | 145 | 15 | &
o|e|o|o|o|o|o|e|o ]
olelo|o|e|o u
GSTN 14.5R1.5-3 .X55 G= |o|e|o|o|e|o[o|e|0 u 30 | 15 | 145 | 22 | &
o|e|o|o|o|o|o|e|o ]
olelolo|e|o u
GSTN 14.5R2.0-4 .X55 G= |o|e|o|o|e|o|o|e|o u 40 | 20 | 145 | 32 | &
o|e|o|o|o|o|o|e|o ]
olelo|o|e|o u
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY &" olele
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ¢ °
I
——— -
MATERIALI - MATERIALS s | HB Vc m/min Pag. 248 4 ar
Pag. 1199 GR. HRC® | D3007|F4530| T5735| F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 140 150 130
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 | 140 | 120 w H] = w *g =
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 115 90 o [
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 150 | 160 | 90
INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 100 120 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 140
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 115 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 700 2 2
N RAME E SUE LEGHE - COPPER 26--28 90-110 600 0 01 02 03 04 05 V("f]r:n) 0 01 02 03 04 05 (rgr‘n)
NON METALLICI - PLASTICS 29-30 ! 800
w 2 X471 | w X52 | w Vi (i) &» X54 | w & (i) &» X55
A =t - y y A
«— = = =
25 25
20 20
4 4 4 15 03[ 04 4 15 03| 04
3 3 3 10 02 3 1,0 02
2 2 2 05 2 05
0 01 02 03 04 05 0 01 02 03 04 05 M 0 01 02 03 04 05 f 0 005010015020 025 f 0 0702 0304 05 0 005010 0,15 0,20 025 " fn
(mm) (mm) (mm) (mm) (mm) (mm)
¥
%E = SCANALATURA - GROOVING V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED 1 = giri/min (min') NUMERO DI GIRI - NUMBER OF REVOLUTIONS
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION  Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / Bl NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 145
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Utensili per scanalatura troncatura, tornitura esterna
External grooving perting turning
Aussen + abstech - drehwerzeuge

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

[l ADDUZIONE REFRIGERANTE DIRETTA SULL'INSERTO
IjJ 20x20 - 25x25 BE DIRECT COOLANT SUPPLY TO THE INSERT
B D|REKTE ZUFUHRUNG DES SCHMIERSTOFFS AN DIE PLATTE
[l ADDUCTION REFRIGERANT DIRECTE SUR LA PLAQUETTE

RANGE DI
UTILIZZO
20+80 bar 1 == *
APPLICATION L — L= h
RANGE i L 1
20+80 b i i i | = —
ar L()onnessmne Refrigerante 1/8GJ ~—@Dmin :
1/8G Coolant Connection GM.. 6:
- ~Tmax 25
L / ] S (R I
’ — ® i In figura utensile destro
W 11 Right-hand shown
Il - VANTAGGIO DI PERFORMANCES SI OTTIENE SOLO CON L'ALTA PRESSIONE DEL REFRIGERANTE 20%80 bar, LE POMPE UTILIZZATE DEVONO AVERE UN
FILTRAGGIO DEL LIQUIDO DI RITORNO. GS.N = E—
g THE PERFORMANCE ADVANTAGE CAN BE ACHIEVED ONLY WITH HIGH COOLANT PRESSURE (20:80 BAR). THE PUMPS USED MUST BE EQUIPPED WITH RETURN-
FLOW FILTRATION 25..
p== DER LEISTUNGSVORTEIL IST NUR BEI HOHEM KUHLMITTELDRUCK (20+80 BAR) ERZIELBAR. DIE EINGESETZTEN PUMPEN MUSSEN MIT EINER
RUCKLAUFFILTERUNG AUSGESTATTET SEIN
[N LAVANTAGE DE PERFORMANCES NE S'OBTIENT QUE PAR LA HAUTE PRESSION DU REFRIGERANT 20480 bars, LES POMPES UTILISEES DOIVENT ETRE DOTEES
D'UN FILTRE DU LIQUIDE DE RETOUR.

22722277277 oR

PAG. 238
.L.. . X52|.N.. X52|.R.. . X52| .X42 X471 X471 X52 X54 .X55

b  @Dmin Tmax 11 ?
TRWR/L 2020 25-3 GS..25.-3|VBZ 0516 218-1814

TRWR/L 2020 25-4 20 20 1100 20,5 22 125 40,5 5,0+6,0 |GS.25.-4|VBZ0516 5004 218-1814

TRWR/L 2525 25-3 25 25 1600 25,5 22 150 41,0 5,0+6,0 |GS.25.-3|VBZ0516 5004 218-1814

TRWR/L 2525 25-5 25 25 1600 25,5 22 150 41,0 5,0+6,0 |GS.25.-5|VBZ0516 5004 218-1814

4
3

TRWR/L 2525 25-4 4 25 25 1600 25,5 22 150 41,0 5,0+6,0 |GS..25.-4|VBZ0516 5004 218-1814
5
6

TRWR/L 2525 25-6 25 25 1600 25,6 22 150 41,0 5,0+6,0 |GS.25.-6|VBZ0516 5004 218-1814

‘ 150mm ‘ 225mm 300mm ‘

PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097

e A

=

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097
FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN

. PAG. 250
CHAMPS D’'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve
V. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT . PAG. 248
Ve. VITESSE DE COUPE )
B DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
= DETAILS ZU DEN ERSATZTEILEN h \?T PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE y

@ DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
== TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

I8 DONNEES TECNIQUES ET CONSEILS

(:) A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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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 DP W W W
ol P L 1
. NON RIV. RIVESTITI PCD
Tenacita -+ T | ceEmMenTED COATED GRADES 7 bo\]
SCELTAVELOCE - QUICKPICK o) Rl | T -
9 - o) a‘ L
Pag. 242 GM.. N L R
PIM|K|N|S]|H 22213 -
WIN|N(© o o
CoD. FIMR|FMIR|F[M|R|F|M|R|F [M|R[F [M|R P =4 a w r l T a b
GMGN 25-0.2-3 .X47 [ e e 3,0 0,2 25 2,2 8° -
GMGN 25-0.4-4 .X47 [ Y e e 4,0 0,4 25 3.2 8° -
GMGN 25-0.4-5 .X47 [ Y e e 5,0 0,4 25 4,1 8° -
GMGN 25R1.5-3 .X47 o«—= [ 2K ] 3,0 1,5 25 2,2 8° -
GMGN 25R2.0-4 .X47 [ [ 2K ] 4,0 2,0 25 3,2 8° -
GMGN 25R2.5-5 .X47 [ [ 2K ] 5,0 25 25 4.1 8° -
GSGN 25-0.2-3 .X42 B=|o|e o|e Oo|0 | 3,0 0,2 25 2,2 11° -
ole [e2e] (o2 e] u
ole ole | |
GSGN 25-0.4-4 .X42 E=|o|e o|le o|O0 | 4,0 0,4 25 3,2 11° -
ole o|0 Oo|0 u
ole ole | |
GSGN 25-0.4-5 .X42 E=|o|e o|le o|O0 | | 5,0 0,4 25 4,1 10° -
ole o|0 Oo|0 u
ole ole | |
GSGN 25-0.4-6 .X42 E=|o|e o|le Oo|O0 | | 6,0 0,4 25 5,0 10° -
o/e| |o|lo| |o|o u
ole ole | |
GMGL 25-0.2-3 .X52 [ [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° 6
GMGL 25-0.3-4 .X52 [ [ Jie) o|0 ® 0 | | 4,0 0,3 25 3.2 10° 6
GMGN 25-0.2-3 .X52 x [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° -
GMGN 25-0.3-4 .X52 = [ Jie) o|0 ® 0 4,0 0,3 25 3.2 10° -
GMGR 25-0.2-3 .X52 e ® |0 o|o ®| 0 | | 3,0 0,2 25 2,2 10° 6
GMGR 25-0.3-4 .X52 K= ®| O o|o @0 | | 4,0 0,3 25 3,2 10° 6
GSGN 25-0.2-3 .X52 B= ® O [e)e} ® O | 30| 02 25 22 | 11° -
® |0 @0 |
@ 0| |o|o | ]
GSGN 25-0.4-4 .X52 = ® |0 o|0 ® |0 | 4,0 0,4 25 3,2 11° -
® |0 ®| 0 u
®| O o|0o | |
GSGN 25-0.4-5 .X52 = ® O [eX[e) ® 0 | 5,0 0,4 25 4.1 10° -
® |0 ® |0 u
®| O o|o | |
GSGN 25-0.4-6 .X52 E= ® O [eX[e) ® 0 | | 6,0 0,4 25 5,0 10° -
[ 3o} [ 26} ]
® |0 o|o | |
GSTN 25-0.2-3 .X54 = |o|e®|O|0|@|O|O|®|O | | 3,0 0,2 25 2,2 11° -
o|e|o|o|o|o|o|@|O u
ole|o|o|e|O | ]
GSTN 25-0.3-4 .X54 = |o|e@|O|0|®@|O|O|®|O | 4,0 0,3 25 3.2 11° -
o|e|o|o|o|o|o|@|O u
ole|o|o|e|O [ |
GSTN 25-0.3-5 .X54 = |o|e|O|0|@|O|O|@®|O | 5,0 0,3 25 41 10° -
O|®|Ol0O|O|0O|O|@|O |
ole|o|o|e|O | ]
GSTN 25-0.3-6 .X54 = |o|e|O|0|@|O|O|@|O | 6,0 0,3 25 5,0 10° -
O|®|Ol0O|O|0O|OC|@|O u
o|@e|O|OC|@®|O | |
GSTN 25R1.5-3 .X55 = |o|e|O|O|®@O|O|@|O | 3,0 15 25 2,2 8° -
O|®|O|0|O|O|0|@|O u
o|@eO|OC|@®|O | |
GSTN 25R2.0-4 .X55 = |o|e|O|O|®@O|O|@|O | | 4,0 2,0 25 3,2 8° -
O|®@|O(0|O|O|0|@|O u
o|le|O0|C|@®@|O | |
GSTN 25R2.5-5 .X55 GC= |o|e|O|O|@®|O|O|@|O | 5,0 2,5 25 4,1 8° -
o|e|o|o|o|o|o|@|O u
Ole|O|C|@®|O | |
GSTN 25R3.0-6 .X55 G= |o|e|O|O|@|O|O|@®|O | | 6,0 3,0 25 5,0 8° -
o|e|o|o|o|o|o|@|O u
ole|ojo|e|O | ]
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r eololele rj F‘W r W
a’ N r
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° | - T
I
B _ -
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 248
3323 Rm" .X42 Xa7
Pag. 1199 GR. HRC?  |D3007|F4530 |FA730 | T5735 | F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 140 | 140 | 150 | 130 w W w W
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 130 | 130 | 140 | 120 1 = 1 e
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 100 | 115 | 90
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 150 | 150 | 160 90
INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 100 | 120 | 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 160 | 140 g 5
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 | 140 | 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 140 | 115 3 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 700 0 01 02 03 04 05 ! i ) 0010203 04 05 i )
N [RAME E SUE LEGHE - COPPER 26--28 90-110 600
NON METALLICI - PLASTICS 29-30 / 800
w Vi X471 | w Vi X52 | w Vi () X54 | w 2 (mim) <> X55
A y A — A -1
o« = 25 = = 25 = =
; g 2 20 06 6 20 06
15 03] 04 5 15 03] 04
4 4 4 10 4 10
3 3 3 05 3 05
0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 0,05 0,10 0,15 0,20 0,25 fn 0 01 02 0304 05 ‘fn 0 0,05 0,10 0,15 0,20 0,25, fn
(mm) (mm) (mm) (mm) (mm) (mm)
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 147

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



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

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

Ij] 25x25 [l UTENSILE PER SCANALATURA FRONTALE
X BE TOOLHOLDER FOR FACE GROOVING

== AXIALEINSTECHWERKZEUG

Il OUTIL POUR GORGES FRONTALES

§ R
[
; I’} 5 B
f; \ ~ TRFR —
] i GM. | B—=
" 25.. B
- = Tmax T
| |
o ? £
w | " _ TRFL

® GS.N
25..
In figura utensile destro - Right-hand shown

272727272277

L. X52|.N.. X52|.R. X52| X42 | X47 | X47 | X52 | X54 | X55 PAGIES

W @Dmin @Dmax f Tmax g
2525 25-3 35-50 3 GS..25..-3|VBZ 0516
TRFR/L 2525 25-3 50-75 3 25 25 50 75 26,5 22 150 39 5,0+6,0 |GS..25.-3|VBZ0516 5004
TRFR/L 2525 25-3 75-100 & 25 25 75 100 26,5 22 150 39 5,0+6,0 |GS..25..-3|VBZ 0516 5004
TRFR/L 2525 25-3 100-150 3 25 25 100 150 26,5 22 150 39 5,0+6,0 |GS..25.-3|VBZ 0516 5004
TRFR/L 2525 25-3 150-350 3 25 25 150 350 26,5 22 150 39 5,0+6,0 |GS..25.-3|VBZ0516 5004
TRFR/L 2525 25-4 35-50 4 25 25 & 50 27,0 13 150 39 5,0+6,0 |GS..25.-4|VBZ0516 5004
TRFR/L 2525 25-4 50-75 4 25 25 50 75 27,0 22 150 39 5,0+6,0 |GS..25.-4|VBZ0516 5004
TRFR/L 2525 25-4 75-100 4 25 25 75 100 27,0 22 150 39 5,0+6,0 |GS..25.4|VBZ 0516 5004
TRFR/L 2525 25-4 100-150 4 25 25 100 150 27,0 22 150 39 5,0+6,0 |GS..25.-4|VBZ0516 5004
TRFR/L 2525 25-4 150-350 4 25 25 150 350 27,0 22 150 39 5,0+6,0 |GS..25.4|VBZ 0516 5004
TRFR/L 2525 25-5 35-50 5 25 25 & 50 27,5 13 150 39 5,0+6,0 |GS..25.-5|VBZ 0516 5004
TRFR/L 2525 25-5 50-75 5 25 25 50 75 27,5 22 150 39 5,0+6,0 |GS..25.-5|VBZ 0516 5004
TRFR/L 2525 25-5 75-100 5 25 25 75 100 27,5 22 150 39 5,0+6,0 |GS..25.-5|VBZ 0516 5004
TRFR/L 2525 25-5 100-150 5 25 25 100 150 27,5 22 150 39 5,0+6,0 |GS..25.-5|VBZ 0516 5004
TRFR/L 2525 25-5 150-350 5 25 25 150 350 27,5 22 150 39 5,0+6,0 |GS..25.-5|VBZ 0516 5004
TRFR/L 2525 25-6 35-50 6 25 25 &3 50 28,0 13 150 39 5,0+6,0 |GS..25.-6|VBZ0516 5004
TRFR/L 2525 25-6 50-75 6 25 25 50 75 28,0 22 150 39 5,0+6,0 |GS..25.-6|VBZ0516 5004
TRFR/L 2525 25-6 75-100 6 25 25 75 100 28,0 22 150 39 5,0+6,0 |GS..25.-6|VBZ 0516 5004
TRFR/L 2525 25-6 100-150 6 25 25 100 150 28,0 22 150 39 5,0+6,0 |GS..25.-6|VBZ0516 5004
TRFR/L 2525 25-6 150-350 6 25 25 150 350 28,0 22 150 39 5,0+6,0 |GS..25.-6|VBZ0516 5004

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS . PAG. 250
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Vce. VITESSE DE COUPE £

I DETTAGLIO RICAMBI

B® SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN h \?T PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE .

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 1129
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

I8 DONNEES TECNIQUES ET CONSEILS

O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

148



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

QUALITY TOOLS ENGINEERING

HT | HW HC DP W W W
ol P L 1
. NON RIV. RIVESTITI PCD
Tenacita -+ T | ceEmMenTED COATED GRADES 7 bo\]
SCELTAVELOCE - QUICKPICK o) Rl | T -
9 - o) a‘ L
Pag. 242 GM.. N L R
PIM|K|N|S]|H 22213 -
WIN|N(© o o
CoD. FIMR|FMIR|F[M|R|F|M|R|F [M|R[F [M|R P =4 a w r l T a b
GMGN 25-0.2-3 .X47 [ e e 3,0 0,2 25 2,2 8° -
GMGN 25-0.4-4 .X47 [ Y e e 4,0 0,4 25 3.2 8° -
GMGN 25-0.4-5 .X47 [ Y e e 5,0 0,4 25 4,1 8° -
GMGN 25R1.5-3 .X47 o«—= [ 2K ] 3,0 1,5 25 2,2 8° -
GMGN 25R2.0-4 .X47 [ [ 2K ] 4,0 2,0 25 3,2 8° -
GMGN 25R2.5-5 .X47 [ [ 2K ] 5,0 25 25 4.1 8° -
GSGN 25-0.2-3 .X42 B=|o|e o|e Oo|0 | 3,0 0,2 25 2,2 11° -
ole [e2e] (o2 e] u
ole ole | |
GSGN 25-0.4-4 .X42 E=|o|e o|le o|O0 | 4,0 0,4 25 3,2 11° -
ole o|0 Oo|0 u
ole ole | |
GSGN 25-0.4-5 .X42 E=|o|e o|le o|O0 | | 5,0 0,4 25 4,1 10° -
ole o|0 Oo|0 u
ole ole | |
GSGN 25-0.4-6 .X42 E=|o|e o|le Oo|O0 | | 6,0 0,4 25 5,0 10° -
o/e| |o|lo| |o|o u
ole ole | |
GMGL 25-0.2-3 .X52 [ [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° 6
GMGL 25-0.3-4 .X52 [ [ Jie) o|0 ® 0 | | 4,0 0,3 25 3.2 10° 6
GMGN 25-0.2-3 .X52 x [ Jie) o|0 ® 0 | | 3,0 0,2 25 2,2 10° -
GMGN 25-0.3-4 .X52 = [ Jie) o|0 ® 0 4,0 0,3 25 3.2 10° -
GMGR 25-0.2-3 .X52 e ® |0 o|o ®| 0 | | 3,0 0,2 25 2,2 10° 6
GMGR 25-0.3-4 .X52 K= ®| O o|o @0 | | 4,0 0,3 25 3,2 10° 6
GSGN 25-0.2-3 .X52 B= ® O [e)e} ® O | 30| 02 25 22 | 11° -
® |0 @0 |
@ 0| |o|o | ]
GSGN 25-0.4-4 .X52 = ® |0 o|0 ® |0 | 4,0 0,4 25 3,2 11° -
® |0 ®| 0 u
®| O o|0o | |
GSGN 25-0.4-5 .X52 = ® O [eX[e) ® 0 | 5,0 0,4 25 4.1 10° -
® |0 ® |0 u
®| O o|o | |
GSGN 25-0.4-6 .X52 E= ® O [eX[e) ® 0 | | 6,0 0,4 25 5,0 10° -
[ 3o} [ 26} ]
® |0 o|o | |
GSTN 25-0.2-3 .X54 = |o|e®|O|0|@|O|O|®|O | | 3,0 0,2 25 2,2 11° -
o|e|o|o|o|o|o|@|O u
ole|o|o|e|O | ]
GSTN 25-0.3-4 .X54 = |o|e@|O|0|®@|O|O|®|O | 4,0 0,3 25 3.2 11° -
o|e|o|o|o|o|o|@|O u
ole|o|o|e|O [ |
GSTN 25-0.3-5 .X54 = |o|e|O|0|@|O|O|@®|O | 5,0 0,3 25 41 10° -
O|®|Ol0O|O|0O|O|@|O |
ole|o|o|e|O | ]
GSTN 25-0.3-6 .X54 = |o|e|O|0|@|O|O|@|O | 6,0 0,3 25 5,0 10° -
O|®|Ol0O|O|0O|OC|@|O u
o|@e|O|OC|@®|O | |
GSTN 25R1.5-3 .X55 = |o|e|O|O|®@O|O|@|O | 3,0 15 25 2,2 8° -
O|®|O|0|O|O|0|@|O u
o|@eO|OC|@®|O | |
GSTN 25R2.0-4 .X55 = |o|e|O|O|®@O|O|@|O | | 4,0 2,0 25 3,2 8° -
O|®@|O(0|O|O|0|@|O u
o|le|O0|C|@®@|O | |
GSTN 25R2.5-5 .X55 GC= |o|e|O|O|@®|O|O|@|O | 5,0 2,5 25 4,1 8° -
o|e|o|o|o|o|o|@|O u
Ole|O|C|@®|O | |
GSTN 25R3.0-6 .X55 G= |o|e|O|O|@|O|O|@®|O | | 6,0 3,0 25 5,0 8° -
o|e|o|o|o|o|o|@|O u
ole|ojo|e|O | ]
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r eololele rj F‘W r W
a’ N r
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # ° | - T
I
B _ -
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 248
3323 Rm" .X42 Xa7
Pag. 1199 GR. HRC?  |D3007|F4530 |FA730 | T5735 | F4645
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 140 | 140 | 150 | 130 w W w W
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 130 | 130 | 140 | 120 1 = 1 e
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 100 | 115 | 90
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 150 | 150 | 160 90
INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 100 | 120 | 100
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 160 | 140 g 5
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 | 140 | 130 4 4
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 | 140 | 115 3 3
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 700 0 01 02 03 04 05 ! i ) 0010203 04 05 i )
N [RAME E SUE LEGHE - COPPER 26--28 90-110 600
NON METALLICI - PLASTICS 29-30 / 800
w Vi X471 | w Vi X52 | w Vi () X54 | w 2 (mim) <> X55
A y A — A -1
o« = 25 = = 25 = =
; g 2 20 06 6 20 06
15 03] 04 5 15 03] 04
4 4 4 10 4 10
3 3 3 05 3 05
0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 01 02 03 04 05 fn 0 0,05 0,10 0,15 0,20 0,25 fn 0 01 02 0304 05 ‘fn 0 0,05 0,10 0,15 0,20 0,25, fn
(mm) (mm) (mm) (mm) (mm) (mm)
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 149

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



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

QUALITY TOOLS ENGINEERING

Outils a rainurer, a trongonner et pour tournage exterieur

TRCXR/ h 20x20 - 25x25 S

— »
& ! —
i i . GM.. L=
=—@Dmin 25.. =
- ~Tmax —=
5 b
f f
bl
w 1

/ / / INSERTI - INSERTS

PAG.
.L.. .X52|.N.. X52|.R.. .X52 c-28

@Dmin ?

TRCXR/L 2020 25-3 3 20 20 1100 20,5 32,5 125 50,0 5,0+6,0 |GM..25..-3|VBZ 0516 5004
TRCXR/L 2525 25-3 3 25 25 1600 25,5 32,5 150 48,5 5,0+6,0 |GM..25.-3|VBZ 0516 5004
TRCXR/L 2020 25-4 New 4 20 20 1100 20,0 32,5 125 50,0 5,0+6,0 |GM..25.4|VBZ0516 5004
TRCXR/L 2525 25-4 New 4 25 25 1600 25,0 32,5 150 48,5 5,0+6,0 |GM..25.4|VBZ 0516 5004

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

. PAG. 250
VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Vc. VITESSE DE COUPE N

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN . \?T PAG. 1103
I DETAIL DE PIECES DE RECHANGE -

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

B DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

150



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

QUALITY TOOLS ENGINEERING

HT | HW HC W W, Wi
° I- I- o r
" NON RIV. RIVESTITI a T r T n j r
Tenacita =+ T | ceEmenTED COATED GRADES 7 o\
SCELTA VELOCE - QUICK PICK Z | Chors RECOUVERTS | T T T
Toughness = i}
5 & i
Pag. 242 GM.. N L R
23
b. P|M[K|NJ[SIH 2|2 o [ pe
co FIMR]F[M[R[F[M[R]F [M]R[F [M[R[F [M[R ol Wir I T a b
GMGL 25-0.2-3 .X52 [ @ O [eXke] ®| O ] 3,0 0,2 25 2,2 10° 6
GMGL 25-0.3-4 .X52 [ ® | O Oo|0 ®| 0 L 4,0 0,3 25 3,2 10° 6
GMGN 25-0.2-3 .X52 RB= ®| O O|0 ®| 0 ] 3,0 0,2 25 2,2 10° —
GMGN 25-0.3-4 .X52 = ® | O o|0 ®| 0 L 4,0 0,3 25 3,2 10° —
GMGR 25-0.2-3 .X52 B ® |0 o|0 @0 n 3,0 0,2 25 2,2 10° 6
GMGR 25-0.3-4 .X52 B2 ® | O o|0 ®| 0 L 4,0 0,3 25 3,2 10° 6
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY *
|
—
|
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 248
3323 Rm" .X52
Pag. 1199 GR. HRC? | F4530 |F4730
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125300 | 140 | 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 130 | 130 * =
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 100 | 100 W‘
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 | 150 | 150
INOX AUST. DUPLEX - STAINLESS STEEL AUST |  14.1-14.2 180230 | 100 | 100 =
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 160
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160250 | 140 | 140 =
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130230 | 140 | 140
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 ‘3‘
N |RAME E SUE LEGHE - COPPER 26--28 90-110 R ey
NON METALLICI - PLASTICS 29-30 / 10203 0805 )
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45602
%E = SCANALATURA - GROOVING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED - VC ] 1000 = giri/mi )
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 = giri/min (min-’)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH Vf = fn ‘N = mm/min

ap =mm PROFONDITA DI TAGLIO - CUTTING DEPTH

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

QUALITY TOOLS ENGINEERING

Outils a rainurer, a trongonner et pour tournage exterieur

TRWXR/ h 20x20 - 25x25 S

><7|2——‘
\ A
U !
h1 e h
1 LY i
LConnessione Refrigerante 1/8G =—@Dmin
1/8G Coolant Connection ™

-~

P
INSERTI - INSERTS

PAG.
.L.. .X52|.N.. X52|.R.. .X52 -2

Tmax g

TRWXR/L 2020 25-3 3 20 20 1100 20,5 32,5 125 52,0 5,0+6,0 |GM..25.-3|VBZ0516 5004 218-1814
TRWXR/L 2525 25-3 3 25 25 1600 25,5 32,5 150 50,5 5,0+6,0 |GM..25.-3|VBZ 0516 5004 218-1814
TRWXR/L 2020 25-4 New 4 20 20 1100 20,0 32,5 125 52,0 5,0+6,0 |GM..25.4|VBZ0516 5004 218-1814
TRWXR/L 2525 25-4 New 4 25 25 1600 25,0 32,5 150 50,5 5,0+6,0 |GM..25.4|VBZ 0516 5004 218-1814

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

‘ 150mm 225mm ‘ ‘ 300mm

PAG. 1096 PAG. 1096 PAG. 1096 PAG. 1097

pihs s ' O

PAG. 1096 PAG. 1096 PAG. 1097 PAG. 1097
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN

b PAG. 250
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Ve. VITESSE DE COUPE i
I DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS
-, B8 DETAILS ZU DEN ERSATZTEILEN h X?T PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE .

@ DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 1129
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

I

I8 DONNEES TECNIQUES ET CONSEILS

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS .

N\
(__) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail

QUALITY TOOLS ENGINEERING

HT | HW HC W W, Wi
° I- I- o r
" NON RIV. RIVESTITI a T r T n j r
Tenacita -+ T | ceEmMenTED COATED GRADES 7 bo\]
SCELTA VELOCE - QUICK PICK Z | Chors RECOUVERTS | T T T
Toughness - i}
5 & i
Pag. 242 GM.. N L R
23
b. P|M[K|NJ[SIH 2|2 o [ pe
co FIMR]F[M[R[F[M[R]F [M]R[F [M[R[F [M[R il Wir I T a b
GMGL 25-0.2-3 .X52 [ @ O [eXke] ®| O ] 3,0 0,2 25 2,2 10° 6
GMGL 25-0.3-4 .X52 [ ® | O Oo|0 ®| 0 L 4,0 0,3 25 3,2 10° 6
GMGN 25-0.2-3 .X52 RB= ®| O O|0 ®| 0 ] 3,0 0,2 25 2,2 10° —
GMGN 25-0.3-4 .X52 = ® | O o|0 ®| 0 L 4,0 0,3 25 3,2 10° —
GMGR 25-0.2-3 .X52 B ® |0 o|0 @0 n 3,0 0,2 25 2,2 10° 6
GMGR 25-0.3-4 .X52 B2 ® | O o|0 ®| 0 L 4,0 0,3 25 3,2 10° 6
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY *
|
—
—
MATERIALI - MATERIALS VDI HB Vc m/min Pag. 248
3323 Rm" .X52
Pag. 1199 GR. HRC? | F4530 |F4730
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125300 | 140 | 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 130 | 130 * =
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 | 100 | 100 W‘
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 | 150 | 150
INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180230 | 100 | 100 =
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 | 160
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160250 | 140 | 140 =
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130230 | 140 | 140
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 ‘3‘
N |RAME E SUE LEGHE - COPPER 26--28 90-110 R Py
NON METALLICI - PLASTICS 29-30 / 10203 0805 )
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31.--35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
H |ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45602
%E = SCANALATURA - GROOVING
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED - VC ] 1000 = giri/mi )
n = giri/min (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS n = @D - 3.14 = giri/min (min-’)
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION ’
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH Vf = fn ‘N = mm/min

ap =mm PROFONDITA DI TAGLIO - CUTTING DEPTH

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

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

j 12 r /;\_4‘ ng7 ‘
U v j‘ A
i 1
I B
f b 154 154
d oA A
1
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
L & O 2
INSERTI - INSERTS
C54 c57 PAG. 237

STGRI/L 2020 K 16-3 20 20 N N 20 - - - 125 20 3,5+4,0 J 124095P  5515P
STGR/L 2525 M 16-3 25 25 - - 25 - - - 150 20 3,5+4,0 124095P 5515P

A16M STIR/L 16-3 - - 16 20 1" 15,25 - 2 150 35 3,5+4,0 J 124095P 5515P
A20Q STIR/L 16-3 - - 20 25 13 19,00 - 2 180 40 3,5+4,0 114415 124095P 5515P
A25R STIR/L 16-3 = = 25 32 17 24,00 N 3 200 50 35+4,0 [ 124095P  5515P
A32S STIR/L 16-3 - - 32 40 22 31,00 - 3 250 55 3,5+4,0 124095P 5515P

I] Tmax(*) VEDI PAGINA INSERTI

= Tmax(*) SEE PAGE OF INSERTS

5 Tmax(*) SIEHE WENDESCHNEIDPLATTENSEITE
I] Tmax(*) VOIR PAGE DES PLAQUETTES

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 248
Vce. VITESSE DE COUPE £

I DETTAGLIO RICAMBI

B® SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN . \?T PAG. 1103
I8 DETAIL DE PIECES DE RECHANGE .

Il DATI TECNICI E CONSIGLI
B8 TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 1129
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

PAG. 250

I8 DONNEES TECNIQUES ET CONSEILS

O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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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 e W
Tenacita - i cg;grﬁ\én COABFIQIDE%ETRIEDES L i
SCELTA VELOCE - QUICK PICK 2 | et BESCHCHTET T [
¢} - 5) 60°\J=—|—= s
Pag. 242
cop. PN M G N e H $ g 8%
) S Wi s || |d|Tdl
F[M|R|F|M|R|F|M|R|F |M|R|[F |M|R|F |M|R 2 o
154.15-16110 oe 0o o oo n 1,25 | 2,5 16 | 952 | 12 | 45
® 0 o o o e n
154.15-16130 oeo 0 o oo n 145 | 2,5 16 | 952 | 15 | 45
e/ 0 0000 L
154.15-16160 oe 0o o oo n 1,80 | 2,5 16 | 952 | 18 | 45
/0 0000 L
154.15-16185 oeo 0 o oo [} 2,00 | 25 16 | 952 | 3 4,5
/0 0000 L
154.15-16215 LK AN K BN K ) u 2,30 | 2,8 16 | 9,52 3 4,5
® e o o o e L
154.15-16265 o0 0 0 o0 0 [} 2,80 | 33 16 | 952 | 3 4,5
® 0 o o o e L
154.15-16315 o0 0 0 o0 0 [} 335| 3,8 16 | 952 | 3 4,5
® 0 o o o e n
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ® °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY #
1 ||
:E =
1 |

SI POSSONO UTILIZZARE GLI INSERTI DI PRECISIONE 156... VEDI PAG 237

PRECISION INSERTS 156... (SEE PAGE 237) CAN BE USED

DIE PRAZISIONSWENDESCHNEIDPLATTEN 156... (s.SEITE 237) KONNEN EINGESETZT WERDEN.
ON PEUT UTILISER LES PLAQUETTES DE PRECISION 156... VOIR PAGE 237

MATERIALI - MATERIALS s | HB fn mm Ve m/min _Pag. 248
Pag. 1199 GR. HRC? F M R | N3440 | F4340
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1-5 125-300 0,06 | 012 | 0,26 240
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,05 0,1 0,25 190
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,05 0,1 0,25 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,05 0,1 0,25 120
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 0,1 0,25 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 006 | 012 | 025 180
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,05 0,1 0,25 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,05 0,1 0,25 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 0,06 0,1 0,25 650
N [RAME E SUE LEGHE - COPPER 26--28 90-110 0,05 0,1 0,25 500
NON METALLICI - PLASTICS 29-30 / 0,05 0,1 0,25 700
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60?
& = SCANALATURA - GROOVING Vc - 1000
n = ——— = giri/min (min")

Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED

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

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

@D - 3,14

fn ' N = mm/min

O —m——mIm—
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Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Outils a rainurer et a trongonner QUALITY TOOLS ENGINEERING

THE -7 -..RI/IL
THS -7 -..R/IL '3/3 8x8 - 25x25 ='=

|
il

GIE-7-.. @l

=
Iq

In figura utensile destro - Right-hand shown

! d J ! V
INSERTI - INSERTS

PAG. 240

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

UTENSILI PER MACCHINE A FANTINA MOBILE - TOOLS FOR SLIDING HEADSTOCK MACHINES

THS - 7-0808 R/ L 08 08 140 1,2+1,5 | 0,5-3,0 | 123008P 5508P
THS-7-1010R /L 10 10 150 1,2+1,5
TE INSERTI CON T = 2,54 ! H‘H TE INSERTI CONT =6
(mm) INSERTS WITH T = 2,54 @D (mm) INSERTS WITHT = 6
3 Li‘u—# 6
TE 5
\\\
2 ~J 4
\_\s‘ 3
2
1

@D @D
0 10 20 30 40 50 60 70 (mm) 0 10 20 30 40 50 60 70 (mm)

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

PAG. 250

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
V. VITESSE DE COUPE

PAG. 248

N DETTAGLIO RICAMBI
B8 SPARE PARTS DETAILS
= DETAILS ZU DEN ERSATZTEILEN . \?T PAG. 1103
I DETAIL DE PIECES DE RECHANGE >

Il DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

PAG. 1129

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Scelta dell’inserto e parametri di lavoro - Choice of the insert and machining parameters

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

QUALITY TOOLS ENGINEERING

HT | HW HC w 1
. NON RIV. RIVESTITI
Tenacita = o | cemenTeD Cgég%a %mg}?s
SCELTA VELOCE - QUICK PICK Toughness - £ | Craoes RECOUVERTS g
(&}
]
Pag. 242 "1 eE.GP. NL R GIE...ST...
z 002
CcoD. P M K N S H = W B|R|T|/H|S| L
GIE-7-GP-1.0R-N ° ° m 10 - [ - Jeo| 7 | 2 |17
GIE-7-GP-1.0L-N D D n 10 - [ - Jeo| 7 2 |17
GIE-7-GP-1.5R-N ° ° m 15 - [ - Jeo| 7 | 2 | 17
GIE-7-GP-15R-R D D n 15 - [ - Jeo| 7 | 2 |17
GIE-7-GP-15L-N ° ° n 15 - [ - ]eo| 7| 2 |17
GIE-7-GP-15L-R ° ° n 15 - [ - Jeo| 7| 2 |17
GIE-7-GP-15L-L ° ° n 15 - [ - Jeo| 7| 2 |17
GIE-7-GP-20R-N ° ° m 20| - | — |60 | 7 [ 2 |17
GIE-7-GP-20R-R ° ° n 20| - | — |60 | 7 [ 2 |17
GIE-7-GP-2.0L-N ° ° m 20| - | - |60 | 7 [ 2 |17
GIE-7-ST-3.0R ° ° o 317 - | - | = [ 7 [317] 17
GIE-7-ST-3.0L ° ° o 317 - | - | = [ 7 [317] 17
GIE-7-SG-05R D ° n 050 — | — 254 7 [ 2 | 17
GIE-7-SG-05L o . \ u 050 | — | - [254] 7 | 2 | 17
GIE-7-SG-07R ° ° o\ m 070 | — | — 254 7 | 2 | 17
GIE-7-SG-0.7L ° ° “@t“"‘t u 070 - | - [254] 7 | 2 | 17
GIE-7-SG-0.8R ° ° WS cOUT 1\ u 080 — | - [2854| 7 | 2 | 17
GIE-7-SG-0.8L ° ° C eSO c o'~ L o 080 | - | - [284] 7 | 2 | 17
GIE-7-SG-09R D . A T OV WS EWND m 090| — | — 254 7 | 2 |17
GIE-7-SG-09L ° D L2 A AV AN A u 09 | — | - J28m4| 7 | 2 |17
GIE-7-SG-11R ° ° \ | P\ n 190 - [ - Jeoo| 7 [ 2 | 17
GIE-7-SG-11L ° ° \ W' o 1,10 - | - |00 7 | 2 | 17
GIE-7-SG-13R D ° \ AN u 130 - | - [600] 7 | 2 | 17
GIE-7-SG-13L ° ° m 130 - | - Jeoo| 7 | 2 | 17
GIE-7-SG-1.6R D D n 160 - | - Jeoo| 7 [ 2 | 17
GIE-7-SG-1.6L ° ° m 160 - | - Jeoo| 7 | 2 | 17
GIE-7-SG-1.85R D D n 185 - | - J|eoo| 7 [ 2 | 17
GIE-7-SG-1.85L ° ° o 185 - | - |e00| 7 | 2 | 17
GIE-7-GR-1.0R ° . n 10 - Jos0] 6 [ 7 [ 2 | 17
GIE-7-GR-1.0L ° ° o 1,0 - Jos0] 6 [ 7 | 2 | 17
GIE-7-GR-15R ° ° m 15 - Jors| 6 | 7 | 2 | 17
GIE-7-GR-15L D D n 15 - Jors] 6 | 7 | 2 | 17
GIE-7-GR-2.0R ° ° m 20| - J100| 6 | 7 [ 2 |17
GIE-7-GR-20L D D n 20 | - [100] 6 [ 7 [ 2 |17
GIE-7-GW-60R ° ° n - |60 Jot0| - [ 7 [ 2 | 17
GIE-7-GW-60L ° ° n - | 60° | 0,10 7 | 2 |7
GIE-7-GW-55R ° ° n - | 55° [012 7 | 2 |7
GIE-7-GW-55L ° ° o - s o2 - [ 7 [ 2 |17
S " s H
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ° qu A R:L rj t\
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY @ X 5
- T
1 R” T cE.scleR.. £\ GE.ow,
MATERIALI - MATERIALS 3‘23'3 HB fn mm Vc m/min Pag. 248
m
Pag. 1199 GR. HRC? F M R C5PV
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,03 0,05 0,10 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 0,03 0,05 0,10 105
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,03 | 005 | 0,10 | 105
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,03 0,05 0,10 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,03 0,05 0,10 105
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130
N RAME E SUE LEGHE - COPPER 26--28 90-110
NON METALLICI - PLASTICS 29-30 /
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
% = SCANALATURA - GROOVING Vc - 1000
) R n = ——— = giri/min (min")
Ve = m/min VELOCITA DI TAGLIO - CUTTING SPEED oD - 3.14
)

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

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

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

fn ' N = mm/min

R EEEEEEEEEEE———
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Scanalatura e taglio
Grooving and parting

Nutendrehen und abstechen
Outils a rainurer et a trongonner

D

QUALITY TOOLS ENGINEERING

@20 - @32

THI-7 -..R/

Wl b

In figura utensile destro - Right-hand shown

GIE-7-..

INSERTI - INSERTS

-GP/-ST
ART.

|

(mm) \‘

PAG. 240

123008P 5508P

@Dmin \ w ?
THI-7-20R /L 38,10 20 13,34 19,05 140 25 50 1,2+1,5 | 0,5-3,0
THI-7-25R/L 38,10 25 13,34 19,05 150 32 63 1,2+1,5
THI-7-32R/L 38,10 32 13,34 19,05 150 32 63 1,2+1,5

Il B PER UTENSILI DESTRI (R) INSERTO SINISTRO (L) - PER UTENSILI SINISTRI (L) INSERTO DESTRO (R)
BI8 FOR RIGHT TOOLS (R) LEFT INSERT (L) - FOR LEFT TOOLS (L) RIGHT INSERT (R)
BB ()R RECHTE WERKZEUGE (R) LINKE PLATTEN (L) - FUR LINKE WERKZEUGE (L) RECHTE PLATTEN (R)
I B POUR OUTILS DROITS (R) PLAQUETTE GAUCHE (L) - POUR OUTILS GAUCHES (L) PLAQUETTE DROITE (R)
T INSERTICON T =6
(mm) INSERTSWITHT =6
3
-//
| —
2
1
@D
0 38150 60 70 80 90 (mm)

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

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

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
V. VITESSE DE COUPE

> (vc)

K DETTAGLIO RICAMBI

B SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN
W DETAIL DE PIECES DE RECHANGE

Il DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

JOI

PAG. 250

PAG. 248

> e

PAG. 1129

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



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

5 v
HT | HW HC IFw ayE ;5 e
. NON RIV. RIVESTITI /\ T
Tenacita = o | cemenTeD Cgég%a %mg}?s L
SCELTA VELOCE - QUICK PICK Toughness - £ | Craoes RECOUVERTS | )
(&}
7
Pag. 242 T GE.GP. N L R GIE...ST...
z 002
CcoD. P M K N S H = W B|R|T|/H|S| L
GIE-7-GP-1.0R-N ° ° u 10 - | - |60 7 | 2 |17
GIE-7-GP-1.0L-N D D n 10 - [ - Jeo| 7 2 |17
GIE-7-GP-1.5R-N ° ° u 15| - | - |60 7 | 2 |17
GIE-7-GP-15R-R D D n 15 - [ - Jeo| 7 | 2 |17
GIE-7-GP-15L-N ° ° n 15 - [ - ]eo| 7| 2 |17
GIE-7-GP-15L-R ° ° n 15 - [ - Jeo| 7| 2 |17
GIE-7-GP-15L-L ° ° n 15 - [ - Jeo| 7| 2 |17
GIE-7-GP-20R-N ° ° u 20 - | - 60| 7 | 2 |7
GIE-7-GP-20R-R ° ° n 20| - | — |60 | 7 [ 2 |17
GIE-7-GP-2.0L-N ° ° = 20 - | - 60| 7 | 2 |7
GIE-7-ST-3.0R ° ° o 317 - | - | = [ 7 [317] 17
GIE-7-ST-3.0L ° ° o 317 - | - | = [ 7 [317] 17
GIE-7-SG-05R D ° n 050 — | — 254 7 [ 2 | 17
GIE-7-SG-05L o . \ u 050 | — | - [254] 7 | 2 | 17
GIE-7-SG-07R ° ° o\ u 070 | - | - |2854| 7 | 2 | 17
GIE-7-SG-0.7L ° ° “@t“"‘t u 070 - | - [254] 7 | 2 | 17
GIE-7-SG-0.8R ° ° WS cOUT 1\ u 080 — | - [2854| 7 | 2 | 17
GIE-7-SG-0.8L ° ° C eSO c o'~ L o 080 | - | - [284] 7 | 2 | 17
GIE-7-SG-09R o ° A SOV WS ERNDY u 09 | - | - [2854| 7 | 2 |17
GIE-7-SG-09L ° D L2 A AV AN A u 09 | — | - J28m4| 7 | 2 |17
GIE-7-SG-11R ° ° \ | P\ n 190 - [ - Jeoo| 7 [ 2 | 17
GIE-7-SG-11L ° ° \ W' o 1,10 - | - |00 7 | 2 | 17
GIE-7-SG-1.3R D ° \ AN u 13 ] - [ - [eo0| 7 [ 2 |17
GIE-7-SG-13L ° ° u 130 - | - |00 7 | 2 | 17
GIE-7-SG-1.6R D D n 160 - | - Jeoo| 7 [ 2 | 17
GIE-7-SG-1.6L ° ° u 160 - | - |00 7 | 2 | 17
GIE-7-SG-1.85R D D n 185 - | - J|eoo| 7 [ 2 | 17
GIE-7-SG-1.85L ° ° o 185 - | - |e00| 7 | 2 | 17
GIE-7-GR-1.0R ° . n 10 - Jos0] 6 [ 7 [ 2 | 17
GIE-7-GR-1.0L ° ° o 1,0 - Jos0] 6 [ 7 | 2 | 17
GIE-7-GR-15R ° ° u 15| - |o7s| 6 [ 7 | 2 |17
GIE-7-GR-15L D D n 15 - Jors] 6 | 7 | 2 | 17
GIE-7-GR-2.0R ° ° u 20| - [100] 6 | 7 | 2 |17
GIE-7-GR-20L D D n 20 | - [100] 6 [ 7 [ 2 |17
GIE-7-GW-60R ° ° n - |60 Jot0| - [ 7 [ 2 | 17
GIE-7-GW-60L ° ° n - | 60° | 0,10 7 | 2 |7
GIE-7-GW-55R ° ° n - | 55° [012 7 | 2 |7
GIE-7-GW-55L ° ° o - s o2 - [ 7 [ 2 |17
S " s H
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ° W:H: A R:L rj D\
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY @ X E
] 4 ) )
- T
1 r” T cE.sc/eR.. £ GE..GW..
MATERIALI - MATERIALS 3‘23'3 HB fn mm Vc m/min Pag. 248
m
Pag. 1199 GR. HRC? F M R C5PV
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 0,03 0,05 0,10 140
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180350 | 0,03 | 0,05 | 0,10 [ 105
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,03 | 005 | 0,10 105
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,03 0,05 0,10 120
M INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,03 0,05 0,10 105
GHISA GRIGIA - GREY CAST IRON 15-16 180-260
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130
N RAME E SUE LEGHE - COPPER 26--28 90-110
NON METALLICI - PLASTICS 29-30 /
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
% = SCANALATURA - GROOVING Vc - 1000
) R n = ——— = giri/min (min")
Ve = m/min VELOCITA DI TAGLIO - CUTTING SPEED oD - 3.14
)

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

fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION

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

fn ' N = mm/min

R EEEEEEEEEEE———
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / M NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
®® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 159
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Outils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

h1 h1

1
rur | [

In figura utensile destro - Right-hand shown

&

INSERTI - INSERTS
PAG. 206

calll

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

II CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA
BE FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS PAG. 250
B E|NSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN :
LB CHAMPS D'USINAGE DES PLAQUETTES POUR TRONGONNAGE-GORGES
I3 VELOCITA DI TAGLIO Ve m
BE Vc. CUTTING SPEED
v B Vc. SCHNITTGESCHWINDIGKEIT . VC PAG. 248
/ O I Vc. VITESSE DE COUPE )
: Im DETTAGLIO RICAMBI
: BE SPARE PARTS DETAILS \ T
@ ® B DETAILS ZU DEN ERSATZTEILEN . ] PAG. 1103
y I DETAIL DE PIECES DE RECHANGE y.
I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1129
B TECHNISCHE DATEN UND EMPFEHLUNGEN -
EB DONNEES TECNIQUES ET CONSEILS A

O ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

160



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
Al
" NON RIV. RIVESTITI T
Tenacita -+ T | ceEmMenTED cgé\g%al(e:mgs
SCELTA VELOCE - QUICK PICK | z | oo
LA s
60° E— .
Pag. 210 ! s
Q&
D. PIM[K[N[S]H gR o
co FIMR|FMIR|F[M|R|F|M|R|F [M|R[F [M|R Pl I d s | d1 r|a
TPMR 110304 .S44 [ JK ] [e3ke] [e}ke] ] 11,0 | 6,35 | 3,18 — 0,4 —
TPMR 110308 .S44 LJEJ 0o|0 0|0 L 11,0 | 6,35 | 3,18 — 0,8 —
TPMR 160304 .S44 ®| O [e3ke] ®| O L 16,5 | 9,52 | 3,18 — 0,4 —
TPMR 160308 .S44 ®| O [e3ke] ®| O L 16,5 | 9,52 | 3,18 - 0,8 —
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY #
Es
MATERIALI - MATERIALS sy | HB Ve m/min Pag. 222 sa4
o d
. HRC?
Pag. 1199 GR. T1625 | T7725
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1--5 125-300 380 300
o ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 300 | 230 | (mm)
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 220 180 “
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 200 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 200 195
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 180 160
K |GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 130 130
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 150 150 16
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130
N |RAME E SUE LEGHE - COPPER 26--28 90-110 "
NON METALLICI - PLASTICS 29-30 /
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 >
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 0 01020408 16 20 ( n )
mm
H |AcciAIO TEMPRATO - HARDENED STEEL 38--41 45-609
¥
%E = SCANALATURA - GROOVING Vf f
R =Th ' 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 Vc . 1000
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED n = ——— = giri/min (min")
| =mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH QD . 3,14
o I———
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 1 6’]

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Scanalatura e taglio

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

QUALITY TOOLS ENGINEERING

SGTBU 20-5 20 26 86 21 38 4 43 9

TRL26- ... 5005 VBLO6
SGTBU 25-5 25 26 10 23 42 4 45 5
SGTBU 20-6 20 32 100 19 38 53 50 13
SGTBU 25-6 25 32 10 23 42 53 50 8 TRLE32-1... 5005 VBLO06
SGTBU 32-6 32 32 10 28 44 53 50 25

1 62 O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



NOTE - NOTES




PSC50 - PSC63

SC.. DWLNR/L

CNM.
1204..

Pag.167

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

ISO 26623-1 AUSSENDREHWERKZEUGE

OUTILS ISO 26623-1 POUR TOURNAGE EXTERNE

HERRAMIENTAS ISO 26623-1 PARA TORNEADO EXTERIOR

PSC50 - PSC63

PSC63

SC63 DDMNL

CNM.
1204..

Pag.169

PSC40 - PSC50 - PSC63

| SC.. PDINRIL

PSC63

CNM.
1204..

Pag.171

CccC..
1204..

PSC40 - PSC50 - PSC63

SC.. SDJCR/L

PSC50 - PSC63

SC.. PWLNRI/L

Pag.172

Pag.174

PSC63

SC63 SVMBL

PSC40 - PSC50 - PSC63

SC.. SVHBR/L

PSC40 - PSC50 - PSC63

WNM.
0804..

107,5%

Pag.175

P2

VB..
1604..

PSC63

PSC40 - PSC50 - PSC63

| SC.. SVJBRIL

é@‘

Pag.176

pao 4

VB..
1604..

PSC40 - PSC50 - PSC63

PSC.C63.1PAR/L Pag.1043

PSC.C63.U45 Pag.1043

164



QUALITY TOOLS ENGINEERING

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

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

s |

E

95°

SC.. SER/L  Pag.838
i A
902
PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63 16ERI
EL
[G] | eNm. 1204 | [3] |cC. 1204
PSC40 - PSC50 - PSC63
PWLNR/L Pag.180 DUCRIL Pag SC..ANRIL  Pag.839

r |

PSC40 - PSC50 - PSC63

PSC40 - PSC50 - PSC63

/O | WNM. osos.

@ DC.. nT3.

@ 16IR/IL

VB..  1604..

165




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

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

95°

CNMA NN

CNMG N

CNMM N

In figura utensile destro - Right-hand shown

Saagpanasraraaaans |
[y = INSERTI - INSERTS

PAG. 193

(mm)

@Dm1 @Dm2 @D1 3 mﬁ
SC50 DCLNR/L 35060-12 PSC50 80 165 50 35 60 3,9 1204 100-21 5415 3612 125011 5420
SC63 DCLNRI/L 45065-12 PSC63 100 190 63 45 65 3.9
SC63 DCLNR/L 45065-16 PSC63 125 190 63 45 65 6,4 1604 100-31 5420 3616 126011 5420

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

IE DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 1126
@ DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

166



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

Outils 1ISO 26623-1 olell]g tournage externe QUALITY TOOLS ENGINEERING
93°
<=
WNMA N N
WNMG N
WNMM N N

D

In figura utensile destro - Right-hand shown

e

(mm)

&
a
4
Qs
4
..!_I}
@
| B

INSERTI - INSERTS
PAG. 199

@Dm1 @Dm2 @D1 @ % Ms @ 5 Mﬁ

SC50 DWLNR/L 35060-08 PSC50 80 165 50 35 60 3,9 0804 100-21 5415 3308M 125011 5420
SC63 DWLNR/L 45065-08 PSC63 100 190 63 45 65 3,9

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE 73

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . g PAG. 1103
N DETAIL DE PIECES DE RECHANGE

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 167

PAG. 226




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

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

SC63 DCMNN e

CNMA NN

CNMG VY

CNMM NN

Saagpagaasraraaaans |
[y = INSERTI - INSERTS

PAG. 193

I

SC63 DCMNN 00090-12 PSC63 190 63 0 90 3,9 1204 100-21 5415 3612 125011 5420
SC63 DCMNN 00115-12 PSC63 190 63 0 115 3,9

B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA g

BE® FIELDS OF APPLICATION FOR TURNING INSERTS & PAG. 226
B8 EINSATZGEBIETE FUR DREHPLATTEN ! 1 -

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE -

Em VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
Im Vc. VITESSE DE COUPE 3

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE

B DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

M@ DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

168



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

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

SC63 DDMNL

f
o
A8 @Dm2
— DNMA NN
12 N S
\\ DNMG NN
DNMM NN
In figura utensile sinistro - Left-hand shown
ED CED
C gt gl U4 dE gl -4V -JU -4U -4 g 4P~ Jes
L INSERTI - INSERTS
PAG. 195
.G23 .G39 .G42 .F51 .G52 .G53 .G55 .G56 .F61 .G62 .G63 .G68 .G72 | .G34W
SC63 DDMNL 00130-15 PSC63 190 63 0 130 3,9 1506 100-21 5415 3715 125011 5420
EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=8 E|NSATZGEBIETE FUR DREHPLATTEN .
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
B VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
B8 \c. SCHNITTGESCHWINDIGKEIT
Il Vc. VITESSE DE COUPE

KB DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

169




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

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

95°

In figura utensile destro - Right-hand shown

CNMA NN
CNMG NN
CNMM N N

!
ol

INSERTI - INSERTS

PAG. 193
(mm)
@Dm1 @Dm2 @D1 Ly D
SC40 PCLNR/L 27050-12 PSC40 70 140 40 27 50 1204 8012 1608 5003 3612 4112 0012
SC50 PCLNR/L 35060-12 PSC50 80 165 50 35 60
SC63 PCLNR/L 45065-12 PSC63 100 190 63 45 65
SC63 PCLNR/L 45065-16 PSC63 100 190 63 45 65 1604 8016 1618 5003 3616 4115 0015
B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA g
BEE FIELDS OF APPLICA_TION FOR TURNING INSERTS A%‘_ b PAG. 226
E== EINSATZGEBIETE FUR DREHPLATTEN ] 1 -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE .
mE VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
== \/c. SCHNITTGESCHWINDIGKEIT . b PAG. 222
Im Vc. VITESSE DE COUPE .-I..

170

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

=8 DETAILS ZU DEN ERSATZTEILEN
B DETAIL DE PIECES DE RECHANGE

B8 TECHNICAL DATA AND SUGGESTIONS
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN

B P o
> b Pac. 1126

DATI TECNICI E CONSIGLI

DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



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

Outils 1ISO 26623-1 olell]g tournage externe QUALITY TOOLS ENGINEERING

93° gggmax
R

DNMA NN

DNMG NEN

DNMM NN

In figura utensile destro - Right-hand shown

@ g’ﬁ ' @ ﬁ =i E ' a @ ' ' @ INSERTI-INSERTS

PAG. 195

.G23 | .G39 | .G42 .F51 .G52 | .G53 | .G55 | .G56 .F61 .G62 | .G63 | .G68 | .G72 |.G34W

@Dm1 @Dm2 @D1 w7 Ly B

SC50 PDJINRIL 35060-15 PSC50 80 165 50 35 60 1506 8415 1638 5003 3715 4112 0012
SC63 PDJINRIL 45065-15 PSC63 100 190 63 45 65

(mm)

(i

@ B CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA

BEE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
6 E= EINSATZGEBIETE FUR DREHPLATTEN -
v

@ CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

%; B VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

; B Vc. SCHNITTGESCHWINDIGKEIT
7 I Ve, VITESSE DE COUPE

[®
®

KB DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 171



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

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

H@‘
95°
<=

WNMA NN

WNMG NN

WNMM NN

In figura utensile destro - Right-hand shown

VITIVIIVIV. .0

PAG. 199

@D

SC40 PWLNRJ/L 27050-08 PSC40 70 140 40 27 50 0804 8012 1608 5003 3308M 4112 0012
SC50 PWLNR/L 35060-08 PSC50 80 165 50 35 60
SC63 PWLNRI/L 45065-08 PSC63 100 190 63 45 65

B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA g

BE® FIELDS OF APPLICATION FOR TURNING INSERTS £ PAG. 226
B8 EINSATZGEBIETE FUR DREHPLATTEN 1 -

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE Z: -

Em VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
Im Vc. VITESSE DE COUPE Z

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS ‘\ T

== DETAILS ZU DEN ERSATZTEILEN . 't PAG. 1103
I DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @ PA 112
== TECHNISCHE DATEN UND EMPFEHLUNGEN G. 6

N DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

172



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

Outils 1ISO 26623-1 olell]g tournage externe QUALITY TOOLS ENGINEERING

95°

@Dm2

cc.T W
cow | NEN

S -1
| — INSERTI - INSERTS

PAG. 201

In figura utensile destro - Right-hand shown

.G57P | X471 .G42 .F51 .G52

(mm)

@?%

1204 3611 BCL15 124513P 5520P

@Dm1 @Dm2 @D1
90 140 40
100 165 50 35 60 4,0+5,0
110 190 63 45 65 4,0+5,0

SC40 SCLCRIL 27050-12
SC50 SCLCRIL 35060-12
SC63 SCLCRIL 45065-12

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE W

W DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE .

I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

PAG. 226

I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 173



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

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

93°

In figura utensile destro - Right-hand shown

%max
3

®

=
DC.T W
oow | S

£F

i

INSERTI - INSERTS

(mm)

@Dm1 @Dm2 @D1

PAG. 203

T

v

174

IE DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

BE TECHNICAL DATA AND SUGGESTIONS
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN

SC40 SDJCR/L 27050-11 PSC40 80 140 40 27 50 3,0+3,5 11T3 3711 BCL7 123511P 5515P
SC50 SDJCR/L 35060-11 PSC50 100 165 50 35 60 3,0+3,5
SC63 SDJCR/L 45065-11 PSC63 150 190 63 45 65 3,0+3,5
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
B EINSATZGEBIETE FUR DREHPLATTEN .
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
IE VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
| Vc. SCHNITTGESCHWINDIGKEIT
B Vc. VITESSE DE COUPE

DATI TECNICI E CONSIGLI

DONNEES TECNIQUES ET CONSEILS

> » PaG. 1126

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



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

Outils 1ISO 26623-1 olell]g tournage externe QUALITY TOOLS ENGINEERING

107,5° ma
] <

VB.T =

s &

INSERTI - INSERTS
PAG. 207

J el v T

In figura utensile destro - Right-hand shown

44

(mm)

@Dm1 @Dm2 @D1

SC40 SVHBRI/L 27050-16 PSC40 120 140 40 27 50 3,0+3,5 1604 3716 BCL7 123511P 5515P
SC50 SVHBRIL 35060-16 PSC50 120 165 50 35 60 3,0+3,5
SC63 SVHBRI/L 45065-16 PSC63 120 190 63 45 65 3,0+3,5

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

KB DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

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

Outils ISO 26623-1 pour tournage externe

93°

In figura utensile destro - Right-hand shown

50°max
&

QUALITY TOOLS ENGINEERING

VB.T

Jl«/5°

VB.W

44

T

PAG. 207

dlelv| T

INSERTI - INSERTS

SC40 SVJBRI/L 27050-16 PSC40 120 140 40 27 50 3,0+3,5 1604 3716 BCL7 123511P 5515P
SC50 SVJBRIL 35060-16 PSC50 120 165 50 35 60 3,0+3,5
SC63 SVJBRIL 45065-16 PSC63 120 190 63 45 65 3,0+3,5

176

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

CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

> @ R
B P o

PAG. 1126
JE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

=8 DETAILS ZU DEN ERSATZTEILEN
B DETAIL DE PIECES DE RECHANGE

B DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
N DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




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

Outils ISO 26623-1 pour tournage externe

QUALITY TOOLS ENGINEERING

SC63 SCMCN T

Pl N

@2Dm2

CC.T

JVT’
cow | [N
B
ST
| — INSERTI - INSERTS

PAG. 201

.G57P | X471 .G42 .F51 .G52

@ g7 T

SC63 SCMCN 00090-12 PSC63 190 63 0 90 4,0+5,0 1204 3611 BCL15 124513P 5520P

B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226
=M EINSATZGEBIETE FUR DREHPLATTEN -

B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

EE VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

B8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
I Vc. VITESSE DE COUPE N

I DETTAGLIO RICAMBI y

BN SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . Y PAG. 1103
I DETAIL DE PIECES DE RECHANGE p-

I DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

177



Utensili ISO 26623-1 per tornitura esterna

1ISO 26623-1 External turning tools

ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

SC63 SVMBL

%max
-

]
@) 50° 2Dm2

VB.T L=\
vew | NN

) s T

In figura utensile sinistro - Left-hand shown
.:/ ’ I /
INSERTI - INSERTS

PAG. 207

dlelv| T

SC63 SVMBL 00130-16 PSC63 190 63 0 130 3,0:3,6 | 1604 3716 BCL7 123511P 5515P

B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA g

BE® FIELDS OF APPLICATION FOR TURNING INSERTS £ PAG. 226
B8 EINSATZGEBIETE FUR DREHPLATTEN 1 -

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE .

Em VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
Im Vc. VITESSE DE COUPE )

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS W\ T

== DETAILS ZU DEN ERSATZTEILEN . 't PAG. 1103
I DETAIL DE PIECES DE RECHANGE y

B DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

y

N DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

178



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

QUALITY TOOLS ENGINEERING
=
= &
A
‘ W CNMA NN
*7 D1 @Dmin
f 95° 2 > CNMG NN
| 95° ’1
-3 CNMM NN
12 ‘ SEZ A-A @D2

in figura utensile destro - right-hand shown

outils ISO 26623-1 Pour tournage interne

EgnSpagaasrargaeaanas |
[y =om INSERTI - INSERTS

PAG. 193

@D1 @D2 Ly B
SC40 PCLNR/L 22110-12 PSC40 39 40 32 22 110 87 1204 8012 1608 5003 3612 4112 0012
SC50 PCLNR/L 22110-12 PSC50 39 50 32 22 110 87
SC63 PCLNRJ/L 27140-12 PSC63 48 63 40 27 140 111

I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS

B8 EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

EE VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

B8 \/c. SCHNITTGESCHWINDIGKEIT . PAG. 222
I Vc. VITESSE DE COUPE O

W DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . g PAG. 1103
N DETAIL DE PIECES DE RECHANGE

IE DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 226

179



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

outils ISO 26623-1 Pour tournage interne

QUALITY TOOLS ENGINEERING

95°

In figura utensile destro - Right-hand shown

WNMA

WNMG NN

WNMM NN

180

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

=8 DETAILS ZU DEN ERSATZTEILEN
B DETAIL DE PIECES DE RECHANGE

B8 TECHNICAL DATA AND SUGGESTIONS
™8 TECHNISCHE DATEN UND EMPFEHLUNGEN

[ NEW ] [ NEW | [ NEW |
ey g
AAAA A ANA A4 A AL
Ey INSERTI - INSERTS
PAG. 199
(mm)
@Dmin @D1 @D2 - £ % S | g D

SC40 PWLNR/L 22110-08 PSC40 39 40 32 22 110 87 0804 8012 1608 5003 3308M 4112 0012
SC50 PWLNR/L 22110-08 PSC50 39 50 32 22 110 87
SC63 PWLNR/L 27140-08 PSC63 48 63 40 27 140 111

B CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA g

BEE FIELDS OF APPLICA_TION FOR TURNING INSERTS A%‘_ b PAG. 226

E== EINSATZGEBIETE FUR DREHPLATTEN ] 1 -

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE .

mE VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT . b PAG. 222

Im Vc. VITESSE DE COUPE .-I..

B P o
> b Pac. 1126

DATI TECNICI E CONSIGLI

DONNEES TECNIQUES ET CONSEILS

Q A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



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

QUALITY TOOLS ENGINEERING

outils ISO 26623-1 Pour tournage interne

&=
95° 1

cct | N
ccw | NN

s T
AsEEsEn 2

@Dmin

In figura utensile destro - Right-hand shown

Lol - it - |

PAG. 201
G32W
- , o » © o0 e
R @
@Dmin @D1 @D2 3 S ? %

SC40 SCLCRI/L 11070-09 - - 12409P 5515P
SC40 SCLCRI/L 13080-09 40 20 13 80 58 3,8+5,0

SC40 SCLCRI/L 17090-12 40 25 17 90 68 4,0+5,0 1204 - - 124510P  5520P
SC40 SCLCRI/L 22110-12 40 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
SC50 SCLCRI/L 17090-12 50 25 17 90 68 4,0+5,0 1204 - - 124510P  5520P

SC50 SCLCRIL 22110-12
SC63 SCLCRIL 22125-12
SC63 SCLCRIL 22160-12
SC63 SCLCRIL 27140-12
SC63 SCLCRIL 27180-12

50 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
63 32 22 125 102 4,0+5,0
63 32 22 160 132 4,050
63 40 27 140 111 4,0:5,0
63 40 27 180 151 4,050

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT . PAG. 222
Ve. VITESSE DE COUPE /i
W DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
N DETAIL DE PIECES DE RECHANGE
IE DATI TECNICI E CONSIGLI
b PAG. 1126

BE TECHNICAL DATA AND SUGGESTIONS
Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1 81

PAG. 226

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS




93°

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

outils ISO 26623-1 Pour tournage interne

SSAU

QUALITY TOOLS ENGINEERING

7

30° max

pct | AN

DC.W N

in figura utensile destro - right-hand shown

s T

ﬂ —!-? # —-"IIII H 'ﬁr ﬂ ﬂ # ; INSERTI - INSERTS

s s S o

.F47 | .B53

.G57P | x47 | F32 | F33 | .G39 | G42 | F51 | G52 |.Gaow| PAG.203

182

O

(mm)
@Dmin @D1 @D2

SC40 SDUCRI/L 11070-07 PSC40 20 40 16 11 70 47 1,1+1,3 0702 12256P  5508P
SC40 SDUCR/L 13080-11 PSC40 25 40 20 13 80 58 1173 - - 12409P 5515P
SC40 SDUCRI/L 17090-11 PSC40 30 40 25 17 90 68 1173 - - 1240P  5515P
SC40 SDUCRI/L 22110-11 PSC40 39 40 32 22 110 87 1173 3711 BCL7 123511P 5515P
SC50 SDUCR/L 17090-11 PSC50 30 50 25 17 90 68 1173 - - 1240P  5515P
SC50 SDUCRI/L 22110-11 PSC50 39 50 32 22 110 87 1173 371 BCL7 123511P 5515P
SC63 SDUCRI/L 22125-11 PSC63 39 63 32 22 125 102 3,0:3,5
SC63 SDUCR/L 22160-11 PSC63 39 63 32 22 160 132 3,0+3,5
SC63 SDUCRI/L 27140-11 PSC63 48 63 40 27 140 111 3,0+3,5
SC63 SDUCRJ/L 27180-11 PSC63 48 63 40 27 180 151 3,0+3,5

EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 226

== EINSATZGEBIETE FUR DREHPLATTEN

EE CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

EE VELOCITA DI TAGLIO Ve

; ¥§ (S:gLLII,‘\I"('I?GSEPSE(E-?WINDIGKEIT . b PAG. 222

I Vc. VITESSE DE COUPE %

B DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS \ T

B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 1103
I DETAIL DE PIECES DE RECHANGE

B DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 1126
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

M@ DONNEES TECNIQUES ET CONSEILS

A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE




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

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING

15° max

=

SC.. SVQBR/L

VB.T \W
ow | NS

In figura utensile destro - Right-hand shown
v 44 o
INSERTI - INSERTS

PAG.
X471 .G42 .G52 AG. 207

O N © 0 e

J el v T

SC50 SVQBRI/L 17090-16 PSC50 30 50 25 17 90 65 3,0+3,5 1604 - - 123509P 5515P
SC63 SVQBRIL 22125-16 PSC63 39 63 32 22 125 95 3,0+3,5 1604 3716 BCL7 123511P 5515P
SC63 SVQBRIL 27180-16 PSC63 48 63 40 27 180 150 3,0+3,5

I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS

B8 EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 226

EE VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

B8 \/c. SCHNITTGESCHWINDIGKEIT
I Vc. VITESSE DE COUPE

KB DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

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

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

™8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

Q ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 183



NOTE - NOTES




SSAU

QUALITY TOOLS ENGINEERING

UTENSILI PER STOZZATURA
BROACHING TOOLS
NUTSTORWERKZEUGE

OUTILS DE BROCHAGE
HERRAMIENTAS DE BROCHADO

ro o |

@Dmin 9,5

@d 25 - 32

% SLT.

= = S686 ...

185



Utensili per stozzatura
Broaching tools
NutstoBwerkzeuge

Outils de brochage

QUALITY TOOLS ENGINEERING

Y T
02532 (XA
L1
INSERTI - INSERTS
PAG. 209
3
@Dmin @dA @D1 Tmax L1 \ ? r

S686.030.030.025 & 9,0 9,5 25 30 30 133 43 22 0,36 1+1,2 |030-0604 | 122510P 5607P g?gOMCLGO
S686.030.040.025 3 9,0 9,5 25 30 40 143 53 22 0,37 11,2
S686.030.030.032 3 9,0 9,5 32 37 30 143 43 29 0,65 1+12
S686.030.040.032 3 9,0 9,5 32 37 40 153 53 29 0,66 11,2

. 040-0604/ 903.006.

S686.040-050.040.025 04-05 10,0 10,9-11,2 25 30 40 143 53 22 0,37 11,2 050-0604 122510P  5607P 016.M40
S686.040-050.060.025 04-05 10,0 10,9-11,2 25 30 60 163 73 22 0,38 1+1,2
S686.040-050.040.032 04-05 10,0 10,9-11,2 32 37 40 153 53 29 0,66 1+12
S686.040-050.060.032 04-05 10,0 10,9-11,2 32 37 60 173 73 29 0,67 11,2

. 060-1006/ 903.006.

S686.060-080.060.025 06-08 15,9 17-17,5 25 30 60 165 75 22 0,42 3,85 080-1006 124015P 5615P 016.M40
S686.060-080.100.025 06-08 15,9 17-17,5 25 30 100 205 115 22 0,47 385
S686.060-080.060.032 06-08 15,9 17-17,5 32 37 60 175 75 29 0,72 3,8+5
S686.060-080.100.032 06-08 15,9 17-17,5 32 37 100 215 115 29 0,76 3,85

X 100-1309/ 903.006.

S686.100-120.080.025 10-12 22,4 24-245 25 30 80 185 95 22 0,53 7599 120-1309 126018P 5625P 016.M40
S686.100-120.140.025 10-12 224 24-24.5 25 30 140 245 155 22 0,67 7,5+9
S686.100-120.080.032 10-12 22,4 24-245 32 37 80 195 95 29 0,82 759
S686.100-120.140.032 10-12 22,4 24-245 32 37 140 255 155 29 0,95 759

PAG. 1131

186



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 N:',Y:v HC HSS W s
Tenacita + 5 | cEMeNTED COMED GRADES T {
SCELTA VELOCE - QUICK PICK "~ S e ey
T sl Bl
Pag. 210 . p 1= stk
P M K N S H & [
CoD. TOLL. MR[FM[RIF[M[R[F[M[R|F [M]R[F [M[R [ % Wis st | T |d1
SLT 030-0604 H7 (3,000-3,010) [J [ J [ [ [ [ J u 3 4,66 | 4,76 6 1,5 2,8
SLT 030-0604 D10 (3,020-3,060) [J [ J [ [ [ [ J L 3 4,66 | 4,76 6 1,5 2,8
SLT 030-0604 C11 (3,060-3,120) [ [ J [ [ [ [ J u 3 4,66 | 4,76 6 1,5 2,8
SLT 040-0604 H7 (4,000-4,012) [ [ J [ [ [ [ J L 4 4,66 | 4,76 6 2,5 2,8
SLT 040-0604 D10 (4,030-4,078) [ [ [ [ [ [ n 4 4,66 | 4,76 6 25 | 28
SLT 040-0604 C11 (4,070-4,145) [J [ J [ [ [ [ J L 4 4,66 | 4,76 6 2,5 2,8
SLT 050-0604 H7 (5,000-5,012) [ [ [ [ [ [ u 5 4,66 | 4,76 6 30 | 28
SLT 050-0604 D10 (5,030-5,078) [ [ J [ [ [ [ J u 5 4,66 | 4,76 6 3,0 2,8
SLT 050-0604 C11 (5,070-5,145) [ ] [ J [ ] (] (] [ J L 5 4,66 | 4,76 6 3,0 2,8
SLT 060-1006 H7 (6,000-6,012) ° [ ] [ ] [ ] [ ] [ ] | 6 625|635 | 10 4,0 4,4
[J [©) (] [ ) |
SLT 060-1006 D10 (6,030-6,078) [ ) [ o [ ° L] | 6 6,25 | 635 | 10 40 | 44
(] [0} (] [ ) |
SLT 060-1006 C11 (6,070-6,145) o ] o [ ° L] | 6 6,25 635 | 10 40 | 44
[ [0} [ [ |
SLT 080-1006 H7 (8,000-8,015) [ ] [ ) [ ] [ ] [ ] [ ) u 8 6,25 | 6,35 | 10 5,0 4,4
[ O [ [ |
SLT 080-1006 D10 (8,040-8,098) [ ] [ ) [ ] [ ] [ ] [ ] | 8 6,25 | 6,35 | 10 5,0 4,4
[ O [ [ | |
SLT 080-1006 C11 (8,080-8,170) [ ] [ ) [ ] [ ] [ ] [ | 8 6,25 | 6,35 | 10 5,0 4,4
(] O (] [J L
SLT 100-1309 H7 (10,000-10,015) ° [ ] [ ] [ ] [ ] [ ] | 10 | 9,40 | 960 | 13 6,0 6,5
[J [©) (] [J L
SLT 100-1309 D10 (10,040-10,098) ° [ ] [ ] [ ] [ ] [ ] | 10 | 9,40 | 960 | 13 6,0 6,5
(] [©) [J [J L
SLT 100-1309 C11 (10,080-10,170) ° ] ° [ ° L] | 10 9,40 | 9,60 | 13 6,0 | 6,5
(] [©) [J [ ) |
SLT 120-1309 H7 (12,000-12,018) ° ] ° [ ° L] | 12 19,40 | 9,60 | 13 70 | 65
(] [0} [J [ ) |
SLT 120-1309 D10 (12,050-12,120) ° ] ° [ ° L] | 12 19,40 | 9,60 | 13 70 | 65
[ [0} [ [ |
SLT 120-1309 C11 (12,095-12,205) [ ] [ ) [ ] [ ] [ ] [ ) u 12 | 9,40 | 960 | 13 7,0 6,5
[ O [ [
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r [ ]
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # o o
Il PER INSERTI SPECIALI VEDERE TERZA DI COPERTINA E %:

B FOR SPECIAL INSERTS, SEE THE BACK COVER
== FUR SONDERWENDEPLATTEN SIEHE DIE RUCKSEITE
IN POUR DES PLAQUETTES SPECIAUX, VOIR LA TROISIEME DE COUVERTURE

f (mm/min) Avanzamento - Feed f (mm/min) Avanzamento - Feed
5000 6000 7000 8000 9000 9500 10000 3000 4000 5000 6000 7000 8000 8500 9000 9500 10000
1500 1500
£ __ 1350 400 £ __ 1350 400
5“‘5 1200 — E =350 g E 1200 L= a50
;’§ 1050 = L — 320 o ‘g;§ 1050 B T 320 _m
== = Dy c< N = QF
S = 900 it 265 Ty S 900 = 2065 Ty
gg’m B - 230 gﬁggmo L= EER 2 § ¢
= T N A s = i ~ s
T & 600 = 18 3§ T 60 = 0 38
B2 50 — - 1w — T 22 450 - 1o ©F
2 S 300 o 90 ko S 300 o 90
& 150 = 60 & 150 = 60
0 F 0 F
0035 005 006 0075 008 008 009 0095 01 0,12 0 003 005 006 0075 008 008 009 0095 01 0,12
ap (mm) Profondita di Taglio - Cutting Depth ap (mm) Profondita di Taglio - Cutting Depth

f (mm/min) 5000 | 5500 | 6000 | 6500 | 7000 | 8000 | 8500 | 9000 | 9500 | 10000 f (mm/min) 3000 | 4000 | 5000 | 6000 | 7000 | 8000 | 8500 | 9000 | 9500 | 10000

ap (mm) 0,035| 0,05 | 0,06 |0,075| 0,08 {0,085 | 0,09 |0,095| 0,1 | 0,12 ap (mm) 0,035 | 0,05 | 0,06 |0,075| 0,08 | 0,085 | 0,09 |0,095| 0,1 0,12
HB 400 | 350 | 320 | 265 | 230 | 180 | 140 | 120 920 60 HB 400 | 350 | 320 | 265 | 230 | 180 | 140 | 120 90 60
N/mm?2 1350 | 1200 | 1100 | 900 | 750 | 600 | 450 | 400 | 300 | 200 N/mm?2 1350 | 1200 | 1100 | 900 | 750 | 600 | 450 | 400 | 300 | 200

Il INDICAZIONI PER TORNI ORIZZONTALI ”
BlE INSTRUCTIONS FOR HORIZONTAL LATHES

== ANGABEN FUR HORIZONTAL-DREHMASCHINEN k ‘
Il INDICATIONS POUR DES TOURS HORIZONTAUX

DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
®® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 1 87
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Utensili per stozzatura
Broaching tools
NutstoBwerkzeuge
Outils de brochage

QUALITY TOOLS ENGINEERING

T
JLLZ

ADATTATORI QUADRI PER UTENSILI PER STOZZATURA
SQUARE ADAPTERS FOR SLOTTING TOOLS
VIERKANTADAPTER FUR STOSSWERKZEUGE
ADAPTATEUR CARRE POUR OUTILS ABROCHER

D
S686-D25 25 140 40 10 6 35 n2GR1208 5006  260Z 3/8-12
S686-D32 32 140 50 10 6 40 n2GR1208 5006  260Z 3/8-12

188




NOTE - NOTES




INSERTI PER TORNITURA
TURNING INSERTS

WENDEPLATTEN ZUM DREHEN
QUALITY TOOLS ENGINEERING I PLAQUETTES DE TOURNAGE
PLAQUITAS DE TORNEADO

DENOMINAZIONI DEGLI INSERTI PER TORNITURA

CAMPI DI IMPIEGO DEI ROMPITRUCIOLI PER TORNITURA

INSERTS DESIGNATION FOR TURNING

FIELDS OF APPLICATION FOR CHIP BREAKERS

BEZEICHNUNG DER WENDEPLATTEN ZUM DREHEN

EINSATZGEBIETE DER SPANBRECHER

DENOMINATION DES LES PLAQUETTES POUR LE TOURNAGE

CHAMPS D’USINAGE DE LE BRISE-COPEAUX
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INSERTI PER
TORNITURA

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




Denominazione degli inserti per Tornitura
Inserts designation for Turning

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
. : A m s d N N
85' 82 3°_= A
A B rL A +/-0,005 | +/-0,025 | +/-0,025 @
N\ SN\
e 5°D J C +-0,013 | +/-0,025 | +-0,025 B NEN
80° = - i a N
70°-90° W N
C D © \D d | E | +-0025 | +-:0025 | +-0,025
7= m cC =
@ <:> i F +/-0,005 | +-0,025 | +/-0,013 P N=N
E H D E
15°_ |\ +/-0,025 | +-0,05 | +/-0,025 -
<’\/ © 013 F W),
|:| E ZOO\JE i H +/-0,013 | +/-0,025 | +-0,013
-
K L (9) J +-0.005 [ +-0,025 | +0,05 CGPN N U =
F 25°j g L -0, 40°-60°
o +-0,013 | +/-0,025 | +/-0,05 S S
M . R Q - d—'m K +/-0,13 H A W NN
N AN
G 30°JE L +-0,05 | +/-0,013 | +/-0,025 7090 R [40-60° N L1
X H u SPECIALE
I:I A . M +/_0,08 +/-0,13 +/_0,05 J g NN
S T N 0 p |:| izl 018 ey NEN | X specia
/-0,08 | +/-0,025 | +/-0,05
N +_ ¥ : 0 N q
A | [F o] | e v SR
° +/- +/- +/-
\ W = u Y038 | +-013 | +-032 NN
LUNGHEZZA TAGLIENTE SPESSORE RAGGIO
5 CUTTING EDGE LENGTH 6 THICKNESS 7 RADIUS 8 9
ad i —_—
1 H 1 -f 1 I N Y s » F
= ol | Dme|@|afla)| s ) R
INSCRIBED
CIRCLE A © D E K L M R s T v | w \Qi&\ ® - -
3,97 02 . MO (mm)
N L <
476 08 02-03 NN s -
)
5,56 05 09 S s / \__—r(mm)
0% % 00 <005 | |E
r=<0,
6,35 06 | 07 | 06 06 06 | 11| 11 |04 < mm
570 10 01 1,59 01 r=0,1 D L
7,94 07 T1 1,97 02 r=0,2
800 08 08 L 02 2,38 04 r=0,4 S R
945 | 16
9,52 [15-16/ 09 | 11 | 09 | 16 | 15 | 09 09 | 16 | 16 | 06 Iz 27 05 r=0,5 T =
10,00 10 06 03 3,18 06 r=0,6
11,00 " T3 3,97 08 r=0,8 D
11,50 12
04 4,76 10 r=1,0 N
12,00 12 07
12,62 18 e D 12 r=1,2 S
12,70 12 | 15 | 12 15-20 12 | 22 08 06 6,35 16 =16 _%,,
15,87 16 & 07 7,94 24 r=2,4 <; ) NarA e
19,05 19 19
25,40 25 25 09 9,52 32 r=3,2
LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3
A N SGROSSATURA 4= SPECIFICOPER GHISA _ LUCIDATO
C ) ROUGHING = SPECIFIC FOR CAST IRON POLISH
7 Y
D) R GENERICO 3 = SPECIFICO PER ACCIAIO INOX
£ S GENERIC 6 SPECIFIC FOR STAINLESS STEEL
5 — SPECIFICO PER LEGHE DI ALLUMINIO
H T 7 =  SPECIFIC FOR ALUMINIUM ALLOYS
| U EmgﬁFNAG 4 GEOMETRIA
—  SPECIFICO PER ACCIAIO _ CON WIPER
J W 3 9 =  SPECIFIC FOR STEEL W ~ GEOMETRY
TAGLIENTE AFFILATO WITH WIPER
K X 2 SHARP CUTTING EDGE 2=
\\ 4=
- INTERMEDI DI USO GENERICO
L Y m 1 SUPERFINITURA ‘ 5 —  INTERMEDIATE FOR GENERAL USE
M Z SUPER-FINISHING m g: <«
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QUALITY TOOLS ENGINEERING

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

HT HW DP
CNG P CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
CNMA CARBIDE BESCHICHTET
CNMG GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES =) olwlo v v« @@ ol o
g NN N|™ N[~~~ NN ™ o~
S SNIEIfdseeSS S
ART. cob. [ d s | d | r |3 delsislsleleeesl &
A ﬁ, CNGP 120402 .G23 129 | 12,7 | 476 | 516 | 02 o
_W CNGP 120404 .G23 12,9 | 12,7 | 476 | 5,16 | 04 O
& G23 |CNGP 120408 .G23 129 | 127 | 476 | 516 | 0,8 o
. CNMA 120408 .G61 12,9 | 12,7 | 476 | 516 | 0,8 n n
° CNMA 120412 .G61 129 | 127 | 476 | 516 | 1,2 n
G61 |CNMA 120416 .G61 129 | 127 | 476 | 516 | 16 n
CNMA 120408 .F71 129 | 12,7 | 476 | 516 | 0,8 mlm
0 CNMA 120412 .F71 129 | 127 | 476 | 516 | 1,2 mlm
| CED
. @ CNMA 090304 .X47 9,52 | 952 | 318 | 381 | 04
% CNMA 090308 .X47 952 | 9,52 | 3,18 | 381 | 0,8
X47 |CNMA 120404 X47 12,9 | 12,7 | 476 | 516 | 04
CNMA 120408 .X47 129 | 127 | 476 | 516 | 0,8
o @B |CNMG 120404 .G39 129 | 127 | 476 | 516 | 04 |m
£ .. |CNMG 120408 .G39 12,9 | 127 | 476 | 516 | 0,8 |m
.G39
i f'fﬂ* CNMG 090304 .G42 9552 | 952 | 318 | 3,81 | 04 nn
F
(]
B CNMG 120404 .G42 12,9 | 12,7 | 476 | 516 | 04 i
-G42  [CNMG 120408 .G42 12,9 | 127 | 4,76 | 5,16 | 0.8 nm
CNMG 120404 .F51 12,9 | 12,7 | 476 | 516 | 04 ]
‘e CNMG 120408 .F51 12,9 | 12,7 | 476 | 516 | 0,8 mm
F51 |CNMG 120412 .F51 129 | 127 | 476 | 516 | 1,2 mlm
CNMG 120404 .G52 12,9 | 12,7 | 476 | 516 | 04 i
o CNMG 120408 .G52 129 | 127 | 476 | 516 | 08 M .
G52 |CNMG 120412 .G52 12,9 | 12,7 | 476 | 516 | 1,2 mEnm | m
CNMG 160608 .G52 16,1 | 15,87 | 6,35 | 6,35 | 0,8 n
CNMG 160616 .G52 16,1 | 15,87 | 6,35 | 6,35 | 16 n
i ﬁ CNMG 090304 .G53 952 | 952 | 318 | 381 | 04 n
% CNMG 090308 .G53 9,52 | 9,52 | 318 | 381 | 0,8 ]
.G53
CNMG 120404 .G53 12,9 | 12,7 | 476 | 516 | 04 n ]
CNMG 120408 .G53 12,9 | 12,7 | 476 | 516 | 0,8 n ™
CNMG 120412 .G53 129 | 127 | 476 | 516 | 1,2 ]
; = O O WV W «~ N T O WV =
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S 219 Y FEEEEES <
< NN === O M M| (3]
(3} LlwF|F|F|F|F|F|F|F ~
P | ACCIAIO - STEEL - STAHL - ACIER (e} [oRN BN BN RiNe) o|le O
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] [ AN BN ) o] O [ ]
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (e} [¢] ®@ OO @ 0 o
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
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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QUALITY TOOLS ENGINEERING

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

HT HW DP
CERMET|NON RIVESTITI RIVESTITI PCD
CNMG CEMENTED COATED GRADES
CARBIDE BESCHICHTET
CNMM GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES | © olw|w|« @@ olo|n 0wl o
2 1Y EEEEEEEESE. | S
ART. COoD. ' d s d1 r = e BREERRRRRE BF
; %  |CNMG 120404 .G55 12,9 | 12,7 | 476 | 516 | 04 n n
Z- == CNMG 120408 .G55 129 | 12,7 | 476 | 516 | 0,8 n [
.G55
7] E CNMG 120408 .G56 12,9 | 12,7 | 476 | 516 | 08 = =
% CNMG 120412 .G56 12,9 | 127 | 476 | 516 | 1,2 | m
.G56
—
i#m | |CNMG 120404 .K57P 12,9 | 12,7 | 476 | 516 | 0,4 =
"=, |CNMG 120408 .K57P 12,9 | 127 | 476 | 516 | 08 ™
.K57P
0 CNMG 120408 .F61 12,9 | 12,7 | 476 | 516 | 08 | m
° CNMG 120412 .F61 12,9 | 12,7 | 476 | 516 | 1,2 | m
®  Fe1 |CNMG 120416 .F61 12,9 | 127 | 476 | 516 | 16 u
CNMG 160612 .F61 16,1 | 15,87 | 6,35 | 6,35 | 1,2 | m
CNMG 160616 .F61 16,1 | 15,87 | 6,35 | 6,35 | 1,6 | m
£ E CNMG 120408 .G62 12,9 | 127 | 476 | 516 | 08 | mm =
% CNMG 120412 .G62 12,9 | 127 | 476 | 516 | 1,2 n n n
b4 G62 |CNMG 120416 .G62 12,9 | 12,7 | 476 | 516 | 16 u
CNMG 160608 .G62 16,1 | 15,87 | 6,35 | 6,35 | 0,8 mm
CNMG 160612 .G62 16,1 | 15,87 | 6,35 | 6,35 | 1.2 n EmEm
CNMG 160616 .G62 16,1 | 15,87 | 6,35 | 6,35 | 16 u u
CNMG 190612 .G62 19,3 | 19,05| 6,35 | 7,94 | 12 n mm
CNMG 190616 .G62 19,3 [19,05| 6,35 | 7,94 | 16 n n
b CNMG 120408 .G63 12,9 | 12,7 | 476 | 5,16 | 0,8 n n
o I CNMG 120412 .G63 12,9 | 127 | 476 | 516 | 1,2 u
.G63
; CNMM 120408 .G68 12,9 | 12,7 | 476 | 516 | 08 | m n
(]
Z .G68
5 u CNMM 120412 .G72 12,9 | 12,7 | 476 | 516 | 1,2 | m n
CNMM 120416 .G72 12,9 | 127 | 476 | 516 | 16 n n
¥ G172
CNMM 160612 .G72 16,1 | 15,87 | 6,35 | 6,35 | 1.2 | m n
CNMM 190612 .G72 19,3 | 19,05| 6,35 | 7,94 | 12 | m
CNMM 190616 .G72 19,3 [19,05| 6,35 | 7,94 | 16 =
CNMM 250724 .G72 2580|2540 | 7,94 | 912 | 24 m|
CNMM 250924 .G72 25,80 | 2540 952 | 9,12 | 24 O
i 0| © oW V|~ EE olo|w v o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S g9 I IS SSINT oS
-~ N W ™ (M MM M M - 0 (N
- [ LiF|F|F|F|F|F|F|F L~
P | ACCIAIO - STEEL - STAHL - ACIER [eRN ) ® ® | O O|O0|e® o
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN J o] (0] [e] o|e
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ) [oNNeNN NN BN NN BN J
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
1 94 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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QUALITY TOOLS ENGINEERING

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

N HT HW DP
DNGP d { § | cERvET | non RivesTIT RIVESTITI PCD
CEMENTED COATED GRADES
DNMG d1 CARBIDE BESCHICHTET
o@( ! GRADES RECOUVERTS
55

INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES

CNMM
CNMX

L
5
r
T3112E0D

T3121E0D

(= ol v o | nw u ol n o
S Sg8gs S S oS
ART. cob. | d | s |d1 | r |3 SSEIBIEIE ol=l (8§
1 n CNMM 190616 .G82 19,3 | 19,05| 6,35 | 7.94 | 1,6 n
g CNMM 190624 .G82 19,3 | 19,05 | 6,35 | 7,94 | 2.4 n
A .G82
CNMM 250924 .G82 2580 | 2540 | 9,52 | 9,12 | 2,4 O
CNMM 250932 .G82 2580 | 2540 | 9,52 | 9,12 | 3,2 O
=
% ;.,__., CNMX 120408 .G34W 12,9 | 127 | 476 | 516 | 08 n
.G34W
Ei}; DNGP 110404 .G23 116 | 952 | 476 | 381 | 04 o
2l 623 |DNGP 150602 .G23 155 | 12,7 | 6,35 | 5,16 | 0,2 O
DNGP 150604 .G23 155 | 12,7 | 6,35 | 516 | 0.4 O
DNGP 150608 .G23 155 | 12,7 | 6,35 | 5,16 | 08 O
.
%f* DNMG 150604 .G39 155 | 12,7 | 6,35 | 516 | 04 | O
| ¥
.G39
r ﬁ DNMG 110404 .G42 116 | 952 | 476 | 3,81 | 04 aE
(]
2l G42 |DNMG 150604 .G42 155 | 12,7 | 6,35 | 516 | 04 n
P ' DNMG 150608 .F51 155 | 12,7 | 6,35 | 516 | 0,8 mm
(]
Bl Esq [ NEW ]
ﬁ DNMG 110404 .G52 116 | 952 | 476 | 3,81 | 04 n
(] DNMG 110408 .G52 116 | 952 | 476 | 3,81 | 0,8 nm ™
.G52
DNMG 150604 .G52 155 | 12,7 | 6,35 | 5,16 | 0.4 nm
DNMG 150608 .G52 155 | 12,7 | 6,35 | 516 | 08 | mm mm
DNMG 150612 .G52 155 | 12,7 | 6,35 | 516 | 1,2 nm m

w DNMG 110404 .G53 11,6 | 9,52 | 4,76 | 3,81 0,4 n
E,E DNMG 110408 .G53 11,6 | 9,52 | 4,76 | 3,81 0,8 ]
i .G53
DNMG 150604 .G53 155 | 12,7 | 6,35 | 516 | 04 L u
DNMG 150608 .G53 15,5 | 12,7 | 6,35 | 5,16 | 0,8 ] ]
% ' ' DNMG 150608 .G55 15,5 | 12,7 | 6,35 | 5,16 | 0,8 [ | | |
4 .G55
% ﬁ DNMG 150608 .G56 155 | 12,7 | 6,35 | 516 | 0,8 L ]
Fj DNMG 150612 .G56 15,5 | 12,7 | 6,35 | 5,16 1,2 | BN | L
.G56
. = olwiv|/ow W o~ O|lw 0o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ) 4191 SIS -
~ NN~ |0 (=™ ™ 0|~ 0| N
[3) Lk |k F[F|F L |~
P | ACCIAIO - STEEL - STAHL - ACIER (e} o|e [ BN J o|le o
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ) e ®e/ @O o o ole
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o [¢] [ ] [eRNenN NN NN J
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o
- ALLIAGES D’ALUMINIUM
g | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o ° °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRAT - HARD AND HARDENED MATERIAL ]
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 1 95
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QUALITY TOOLS ENGINEERING

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

HT HW DP
DNMG ! r{O"J B CERMET | NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
DNMM @ 9 KNUX D CARBIDE BESCHICHTET
DNMX B B | e GRADES RECOUVERTS
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES ol o olslale @@ Bl oo
g9 I 5998952
ART. cop. I d | s | dl | r NEREIE R
7 DNMG 150608 .F61 15,5 | 12,7 | 6,35 | 5,16 0,8 ]
W DNMG 150612 .F61 15,5 | 12,7 | 6,35 | 5,16 1,2 u
R
B Fet CED
E
% ’ DNMG 150608 .G62 15,5 | 12,7 | 6,35 | 5,16 0,8 ]
(]
,Z .G62
E
% ﬁ DNMG 150608 .G63 15,5 | 12,7 | 6,35 | 5,16 0,8 [ ] [ ]
,Z. DNMG 150612 .G63 15,5 | 12,7 | 6,35 | 5,16 1,2 ]
.G63
E
% ' DNMM 150608 .G68 15,5 | 12,7 | 6,35 | 5,16 0,8 LB ]
o
.G68
E
% ' DNMM 150612 .G72 15,5 | 12,7 | 6,35 | 5,16 1,2 Hu ]
Bd
.G72
Fd]
W DNMX 150608 .G34W 15,5 | 12,7 | 6,35 | 5,16 0,8 ]
4
.G34W
Z KNUX 160405EL .G69 16,0 | 9,52 | 4,76 — 0,5 ]
v, @ [xnuX 160405ER .G69 16,0 | 952 | 476 | — | 05 n
IZ KNUX 160410EL .G69 16,0 | 9,52 | 4,76 - 1,0 ]
-G69 KNUX 160410ER .G69 16,0 | 9,52 | 4,76 - 1,0 ]
. SNMA 120408 .G61 12,7 | 12,7 | 4,76 | 5,16 0,8 ]
°
.G61
Z - SNMA 120408 .F71 12,7 | 12,7 | 4,76 | 5,16 0,8 n
“ (NE]
Bd  Fr1
7] - SNMG 120412 .F51 12,7 | 127 | 476 | 516 | 12 .
% =D
.F51
7| EM] sNwG 120408 G52 12,7 | 127 | 476 | 516 | 08 . . .
W SNMG 120412 .G52 12,7 | 12,7 | 4,76 | 5,16 1,2 L] HE L]
5l G52
£ F# |SNMG 120408 .G53 12,7 | 12,7 | 476 | 516 | 08 n
EA L:&
Bl 53
7 i SNMG 120408 .G55 12,7 | 12,7 | 4,76 | 5,16 0,8 ] ]
W -,
Bl .es5 ol
. 0| © O N W «~ N ™ O W WL O
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX g8 |gigidEI=Yg e
N O ™ ™ M M M M ™ 0 N
&e BEERBRRERERE
P | ACCIAIO - STEEL - STAHL - ACIER o|e ® O O ole o
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE oo o o olole
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ] (oRNeNN NN NN NN J
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
| LECHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
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QUALITY TOOLS ENGINEERING

Tornitura - Turning - Drehen - Tournage - Torneado @W
N HC
” i

HT HW DP
CERMET NON RIVESTITI RIVESTITI PCD
SN MG TN MA CEMENTED COATED GRADES
CARBIDE BESCHICHTET
SNMM TNMG GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES 0| - @@ o 0
N | ~ |~ | NN ]
JIeleaS 3
ART. CcoD. I d s d1 r clelelee =
£ SNMG 120408 .G56 12,7 | 12,7 | 4,76 | 516 | 0,8 ]
A SNMG 120412 .G56 12,7 | 12,7 | 476 | 516 | 1,2 n
Z .G56
124 - SNMG 120408 .F61 12,7 | 12,7 | 476 | 516 | 0,8 n
(]
% Fe61 |SNMG 150612 .F61 15,87 | 15,87 | 6,35 | 6,35 | 1,2 n
P Rl |SNMG 120408 .G62 12,7 | 12,7 | 476 | 516 | 0,8 ]
Ye Ealad [SNMG 120412 .G62 12,7 | 12,7 | 476 | 516 | 1,2 ]
v .G62
SNMG 150612 .G62 15,87 | 15,87 | 6,35 | 6,35 | 1,2 ] n
SNMG 190612 .G62 19,05 | 19,05| 6,35 | 7,94 | 1,2 m] n
124 u SNMM 190616 .G54 19,05 | 19,05 | 6,35 | 7,94 | 16 O
(]
% Gsa SNMM 250924 .G54 2540|2540 | 952 | 912 | 2.4 m]
£ SNMM 190612 .G72 19,05 | 19,05 | 6,35 | 7,94 | 1,2 m]
SNMM 190616 .G72 19,05 | 19,05| 6,35 | 7,94 | 1,6 u]
Z G72
: SNMM 250724 .G72 2540|2540 | 7,94 | 912 | 24 O
SNMM 250924 .G72 25402540 952 | 9,12 | 24 u]
I SNMM 190616 .G82 19,05 | 19,05| 6,35 | 7,94 | 1,6 m]
v SNMM 190624 .G82 19,05 19,05| 6,35 | 7,94 | 2.4 u]
% .G82
SNMM 250924 .G82 2540|2540 | 952 | 9,12 | 24 m]
SNMM 250932 .G82 2540|2540 | 9,52 | 912 | 32 u]
=
% TNMA 160408 .G61 16,5 | 9,52 | 4,76 | 3,81 | 0,8 n
(]
.G61
F
TNMA 160408 .F71 16,5 | 952 | 4,76 | 3,81 | 0,8 mlm
ZO TNMA 160412 .F71 16,5 | 952 | 4,76 | 3,81 | 1,2 n
o CED
E
i f;b\q TNMG 160404 .F32 16,5 | 9,52 | 4,76 | 3,81 | 04
% i TNMG 160408 F32 16,5 | 952 | 4,76 | 3,81 | 0.8
-F32 [ NEW |
F
% A TNMG 160408 .F51 16,5 | 9,52 | 4,76 | 3,81 | 0,8 mlm
(]
il F51 =D
, e
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o M
- M M MmN M - - | -
| |[F| - [ |-
P ACCIAIO - STEEL - STAHL - ACIER ® O O [ ) [ AN }
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE O O O
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [oN BN BN BN J O
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
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

- HT HW HC DP
d CERMET | NON RIVESTITI RIVESTITI PCD
TNMG VNGP Hi CEMENTED COATED GRADES
VNMG W 71 CARBIDE BESCHICHTET
GRADES RECOUVERTS
3K |
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES olw|lololwv|lw| o © 0
Sg¥F 9 S 5
ART. CoD. [ d s | d1 r YalElelslEle = (K
ﬂ TNMG 160404 .G52 16,5 | 9,52 | 4,76 | 3,81 0,4 nn
% TNMG 160408 .G52 16,5 | 9,52 | 4,76 | 3,81 0,8 ] H EE n
F" TNMG 160412 .G52 16,5 | 9,52 | 4,76 | 3,81 1,2 H E N
.G52
TNMG 220404 .G52 22,0 | 12,70 | 4,76 | 5,16 | 0,4 n
TNMG 220408 .G52 22,0 | 12,70 | 4,76 | 5,16 | 0,8 LB
F TNMG 160404 .G53 16,5 | 9,52 | 4,76 | 3,81 0,4 n
A TNMG 160408 .G53 16,5 | 9,52 | 4,76 | 3,81 0,8 n
R
4 .G53
7 L
% - TNMG 160408 .G55 16,5 | 9,52 | 4,76 | 3,81 0,8 L] ]
()
.G55
]
y TNMG 160408 .G56 16,5 | 9,52 | 4,76 | 3,81 0,8 nn
Z. TNMG 160412 .G56 16,5 | 9,52 | 4,76 | 3,81 1,2 LB
.G56
F
TNMG 160408 .G62 16,5 | 9,52 | 4,76 | 3,81 0,8 L]
()
Z .G62
]
TNMG 160408 .G63 16,5 | 9,52 | 4,76 | 3,81 0,8 n
% TNMG 160412 .G63 16,5 | 9,52 | 4,76 | 3,81 1,2 n
.G63
3
% VNGP 160402 .G23 16,6 | 9,52 | 4,76 | 3,81 0,2 | |
Z VNGP 160404 .G23 16,6 | 9,52 | 4,76 | 3,81 0,4 n
.G23
3
% ﬁ VNMG 160404 .G42 16,6 | 9,52 | 4,76 | 3,81 0,4 | |
4
.G42
3
Z VNMG 160404 .G52 16,6 | 9,52 | 4,76 | 3,81 0,4 N n
% VNMG 160408 .G52 16,6 | 9,52 | 4,76 | 3,81 0,8 nn
.G52
e
% ﬁf VNMG 160408 .G53 16,6 | 9,52 | 4,76 | 3,81 0,8 n
()
.G53
F
% - VNMG 160408 .G55 16,6 | 9,52 | 4,76 | 3,81 0,8 ] ]
°
.G55
i olw o|(o|w| v o " 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX dgYEF F9 QL @
N N ™ O v™|v™ ™ -~ (-]
LWL = o
P | ACCIAIO - STEEL - STAHL - ACIER o|e ® @ O [ ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE e e @ O o o o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [o} ° o|lo|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
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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QUALITY TOOLS ENGINEERING

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

r - HT HW DP
WNGP d {’ CERMET  |NON RIVESTITI RIVESTITI PCD
WNMA B CEMENTED COATED GRADES
. %1 CARBIDE BESCHICHTET
80° GRADES RECOUVERTS
WNMG . ! B
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES o v o Bl S S ole
el | 1885285888 38
ART. cob. ' d s | d1 r = fEEREFRRRRE |BF
7 WNGP 080404 .G23 8,7 12,7 | 4,76 | 5,16 0,4 (u]
% WNGP 080408 .G23 8,7 | 12,7 | 476 | 516 | 0,8 [u]
.G23
Z WNMA 080408 .G61 8,7 12,7 | 4,76 | 5,16 0,8 |
IZZ‘ WNMA 080412 .G61 8,7 12,7 | 4,76 | 5,16 1,2 L]
.G61
Z WNMA 080408 .F71 8,6 12,7 | 4,76 | 5,16 0,8 L L
lzzé WNMA 080412 .F71 8,6 12,7 | 4,76 | 5,16 1,2 u
YT [ NEW )
WNMG 060404 .G42 6,5 9,52 | 4,76 | 3,81 0,4 |
WNMG 080404 .G42 8,7 12,7 | 4,76 | 5,16 0,4 |

e | R | S

.G42
WNMG 080408 .F51 86 | 12,7 | 476 | 516 | 0,8 LA
WNMG 080412 .F51 86 | 12,7 | 476 | 516 | 1,2 LEL
.F51
G52

WNMG 060404 .G52 65 | 952 | 476 | 381 | 04 n
WNMG 060408 .G52 65 | 952 | 476 | 381 | 08 I
WNMG 080404 .G52 87 | 127 | 476 | 516 | 04 .
WNMG 080408 .G52 87 | 127 | 476 | 516 | 08 n == " .
WNMG 080412 .G52 87 | 127 | 476 | 516 | 1.2 m == " .
i WNMG 060404 .G53 65 | 952 | 476 | 381 | 04 "
% . WNMG 060408 .G53 65 | 952 | 476 | 3,81 | 08 =
.G53
WNMG 080404 .G53 87 | 127 | 476 | 516 | 04 " "
WNMG 080408 .G53 87 | 127 | 476 | 516 | 08 " "
£l 4 |WNMG 080408 .G55 87 | 127 | 476 | 516 | 08 - "
Ve %
21 ass
£ WNMG 080408 .G56 87 | 127 | 476 | 516 | 08 " .
% WNMG 080412 .G56 87 | 127 | 476 | 516 | 1.2 I
.G56
F .,
) \\t'ﬂy WNMG 080404 .K57P 87 | 127 | 476 | 516 | 04 "
% WNMG 080408 .K57P 87 | 127 | 476 | 516 | 08 "
®  K57P
2 WNMG 080408 .F61 86 | 127 | 476 | 516 | 08 "
% WNMG 080412 .F61 86 | 127 | 476 | 516 | 1.2 "I
@

Fo1 CED

MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX

T31126B
T3121 €0

T110

F2120

® | O (F2425

o o | o T1126
F8410

® T1415

O | O | e [T1425
T3111

T3220

O | ® [T1435
F8315

® | O (T2120

ACCIAIO - STEEL - STAHL - ACIER

O
o

ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE

[e]
[e]

GHISA - CAST IRON - GRAUGUSS - FONTE GRISE

o

LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN

- ALLIAGES D’ALUMINIUM

LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS

- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL

- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES

O|O0 |0 | e

I »n Z X =0

M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

r 0° HT HW HC DP
d { CERMET  |NON RIVESTITI RIVESTITI PCD
WNMG @ EJ‘” CEMENTED COATED GRADES
CARBIDE BESCHICHTET
WNMX 80" 1 GRADES RECOUVERTS
I«l———‘ - S [
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES 0 v v o
-
S T 9 5|8
ART. cob. | d s | d1 r & clelele
% WNMG 080408 .G62 8,7 12,7 | 4,76 | 516 | 0,8 H E N
Z. WNMG 080412 .G62 8,7 12,7 | 4,76 | 5,16 1,2 H E NN
(o)
.G62
3 e e
% . |WNMG 080408 .G63 8,7 12,7 | 4,76 | 516 | 0,8 n
Z. K WNMG 080412 .G63 8,7 12,7 | 4,76 | 5,16 1,2 ]
(o]
.G63
A
y; WNMX 080408 .G34W 8,7 12,7 | 4,76 | 516 | 0,8 n
b
.G34wW
i 0 0 WO
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S FI9E
N - =M ™
[ |-
P | ACCIAIO - STEEL - STAHL - ACIER o ® @/ 0|0
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ) o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE oOlo|le|e
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / O NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

CCET HT HW HC DP
CERMET NON RIVESTITI RIVESTITI PCD
CCGT CEMENTED COATED GRADES
CARBIDE BESCHICHTET
CCGW GRADES RECOUVERTS
B8 B
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES o =y : © Ty ©
S8 =2 =S8 = N S
ART. cob. I d s d1 r 135 = A g il O3
4 CCET 060202 L .B22 65 | 635 | 238 | 28 | 02 n [ ]
ﬁ CCET 060204 L .B22 65 | 635 | 238 | 28 | 04 ] ]
‘B22 |CCET09T304 L .B22 97 | 952|397 | 44 | 04 n [ ]
{ |CCGT 060202 .F47 6,5 | 635 | 2,38 | 28 | 02 ]
CCGT 060204 .F47 65 | 6,35 | 2,38 | 2,8 | 04 []
B F47 |CCGT 097302 .F47 97 | 952 397 | 44 | 02 (]
CCGT 09T304 .F47 97 | 952|397 | 44 | 04 [
CCGT 09T308 .F47 97 | 952|397 | 44 | 08 ]
CCGT 120404 .F47 12,9 | 12,7 | 476 | 55 | 04 (]
CCGT 120408 .F47 129 [ 127 [ 476 [ 55 | 08 ]
{ CCGT 060200 .G13 65 | 635|238 | 28 | 00 =
CCGT 060201 .G13 65 | 6,35 | 2,38 | 2,8 | 0,1 [
>l 513 |CCGT 097300 .G13 97 | 952|397 | 44 | 00 .
CCGT 09T301 .G13 97 | 952|397 | 44 | 0,1 n
i _ri-* CCGT 060201 .G57P 65 | 635 | 238 | 28 | 0,1 n
% CCGT 060202 .G57P 65 | 635 | 2,38 | 2,8 | 02 n
57 “ |cCGT 060204 .G57P 65 | 635 | 238 | 28 | 04 [
.G57P
CCGT 09T302 .G57P 97 | 952|397 | 44 | 02 ]
CCGT 09T304 .G57P 97 | 952|397 | 44 | 04 [
CCGT 09T308 .G57P 97 | 952|397 | 44 | 08 n
CCGT 120404 .G57P 12,9 | 12,7 | 476 | 55 | 04 n
CCGT 120408 .G57P 12,9 | 12,7 | 476 | 55 | 08 []
- CCGW 060202 .X47 65 | 635 | 238 | 28 | 02
W ™ Ccow 060204 xa7 65 | 635 | 238 | 28 | 04
70
b Xa7 |CCGW 097302 .X47 97 | 952|397 | 44 | 02
CCGW 09T304 .X47 97 [ 952397 44 [ 04
CCGW 09T308 .X47 97 | 952|397 | 44 | 08
CCGW 120404 .X47 12,9 | 12,7 | 476 | 55 | 04
CCGW 120408 .X47 12,9 | 127 | 476 | 55 | 08
7 d.:' CCMT 060202 .F32 65 | 635 | 238 | 28 | 02 =
W = CCMT 060204 .F32 65 | 635 | 238 | 2,8 | 04 ulm
WS |ComT 060208 F32 65 | 635 | 238 | 28 | 08 [
b
.F32
CCMT 09T304 .F32 97 | 952|397 | 44 | 04 (]
CCMT 09T308 .F32 97 | 952|397 | 44 | 08 mlm
CCMT 060202 .F33 65 | 635 | 238 | 28 | 02 =
CCMT 060204 .F33 65 | 6,35 | 2,38 | 2,8 | 04 n
b4 F33 |CCMT 097304 .F33 97 | 952|397 | 44 | 04 =
o @ |CCMT 060204 .G39 65 | 635|238 | 28 | 04
I~
o/ = |coMT 09T304 .G39 97 | 952|397 | 44 | 04 |m
- 88 B
} Dl o|lo|© AR ©
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S| 8 ) SR = N S
< | = - ™ NN 0 - |-
[SRN=] - =W = S o
P ACCIAIO - STEEL - STAHL - ACIER [ BN J (@] o (@] [ NN )
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN ) [eBN BN ] [ ] (o)
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o|e O| O (0]
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N - ALLIAGES D’ALUMINIUM ® O )
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR o o
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 - 20']
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QUALITY TOOLS ENGINEERING

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

- HT HW DP
d CERMET NON RIVESTITI RIVESTITI PCD
CPGT T CEMENTED COATED GRADES
cPMT 1 et oy
s =E
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | = wl|ol v S =
% 8 183 5185882
ART. coD. I d s | d1 ro|5 = Sl IElEleee s
ﬂ H CCMT 060202 .G42 6,5 | 6,35 | 238 | 2,8 0,2 n n
% CCMT 060204 .G42 65 | 635 | 238 | 28 0,4 LB
.G42
CCMT 097302 .G42 9,7 | 952 | 397 | 44 0,2 L ]
CCMT 097304 .G42 9,7 | 952 | 397 | 44 0,4 n nn
CCMT 097308 .G42 9,7 | 952 | 397 | 44 0,8 L LB
CCMT 120404 .G42 12,9 | 12,7 | 476 | 55 0,4 L
ﬂ CCMT 097304 .F51 9,7 | 952 | 397 | 44 0,4 [ BN |
% CCMT 097308 .F51 9,7 | 952 | 397 | 44 0,8 Hn
.F51
CCMT 120408 .F51 129 | 12,7 | 4,76 | 55 0,8 Hn
ﬂ E CCMT 060204 .G52 6,5 | 6,35 | 238 | 28 0,4 L LB LB
% CCMT 060208 .G52 6,5 | 6,35 | 2,38 | 2,8 0,8 n n u
.G52
CCMT 097304 .G52 9,7 | 952 | 397 | 44 0,4 H E N L L oL
CCMT 097308 .G52 9,7 | 952 | 397 | 44 0,8 H E N LB LB
CCMT 120404 .G52 129 | 12,7 | 4,76 | 5,5 0,4 L ]
CCMT 120408 .G52 12,9 | 12,7 | 4,76 | 55 0,8 ] n n L)
CCMT 120412 .G52 12,9 | 12,7 | 4,76 | 55 1,2 L L]
% u CCMX 09T304 .G32W 97 | 952|397 | 44 | 04 .
.G32w
(] ! |CPGT 05T102 EN .D34 56 | 556 | 1,97 | 2,5 02 |'m
CPGT 05T104 EN .D34 5,6 556 | 1,97 | 25 04 'm
.D34
(] CPGT 05T102 FN .D42 56 | 556 | 1,97 | 2,5 0,2 ]
° CPGT 05T104 FN .D42 5,6 556 | 1,97 | 25 0,4 n
.D42
% CPMT 05T102 EN .G42 5,6 556 | 1,97 | 25 0,2 n
% CPMT 05T104 EN .G42 56 | 556 | 1,97 | 25 0,4 ]
.G42
. = 0| ©| 1 w o o |(o|w
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX © Q 9|9 & SIS =92
= - N~ | N = (M ™ M|
[=] - ™ |-
P | ACCIAIO - STEEL - STAHL - ACIER [ ] O @O L AN J o|le
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ) CER R o o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o [ ] [eRNenN NN NN J
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o o
- ALLIAGES D’ALUMINIUM
g | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL ]
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / 8 NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
202 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

N HT HW HC DP
CERMET NON RIVESTITI RIVESTITI PCD
DCGT ‘( g{‘l CEMENTED COATED GRADES
DCGW GRADES RECOUVERTS
- B8
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES olwo|lo o =)
= ST |8 g S
ART. cob. | d | s | d1 | r = AR %o =
A w DCGT 070200 .G13 78 | 635|238 | 28 | 00 u
b DCGT 070201 .G13 78 | 635|238 ] 28 | 0,1 n
4 .G13 |DCGT 11T300 .G13 11,6 | 9,52 | 397 | 44 | 00 n
DCGT 117301 .G13 11,6 | 9,52 [ 397 | 44 | 01 n
) ﬂ DCGT 0702008 L .F45 78 | 635|238 | 28 | 0,08 .
B4 DCGT 0702008 R .F45 78 | 635|238 ] 28 | 0,08 m
i DCGT 0702015 L .F45 78 | 635|238 28 | 0,15 n
L .F45 I5cGT 0702015 R .F45 78 | 635|238 28 | 0,15 n
E DCGT 1173015 L .F45 11,6 | 952 | 397 | 44 | 0,15 m
DCGT 11T3015 R .F45 11,6 | 9,52 [ 3,97 | 44 | 0,15 m
R .F45 [DCGT 1173035 L .F45 11,6 | 9,52 [ 3,97 | 44 [ 035 n
DCGT 11T3035 R .F45 11,6 | 9,52 [ 3,97 | 44 | 035 n
A4 ﬁ DCGT 0702008 .F46 78 | 635|238 | 28 | 0,08 m
B4 DCGT 0702015 .F46 78 | 635|238 28 | 0,15 u
4 .F46 |DCGT 11T3015 .F46 11,6 | 9,52 | 397 | 44 | 0,15 n
DCGT 1173035 .F46 11,6 | 952 [ 397 | 44 [ 035 m
A # DCGT 070202 .F47 78 | 635|238 | 28 | 02 [ ]
B4 DCGT 070204 .F47 78 1635|238 28 | 04 u
4 .FA7 |DCGT 117302 .F47 11,6 | 9,52 | 397 | 44 | 02 m
DCGT 117304 .F47 11,6 | 952 [ 397 | 44 | 04 u
DCGT 117308 .F47 11,6 | 952 [ 397 | 44 | 08 u
E DCGT 070202 .B53 78 | 635|238 | 28 | 02 u
BA {ﬁ'— DCGT 070204 .B53 78 | 635|238 28 | 04 u
;4 .B53 |DCGT 11T302 .B53 11,6 | 952 | 397 | 44 | 02 [
DCGT 117304 .B53 11,6 | 952 | 397 | 44 | 04 u
F] #% # |DCGT 070201 .G57P 78 1635|238 | 28 | 0,1 n
A DCGT 070202 .G57P 78 1635|238 28 | 02 n
R DCGT 070204 .G57P 78 | 635|238 | 28 | 04 n
.G57P |DCGT 070208 .G57P 78 | 635|238 | 28 | 08 n
DCGT 117302 .G57P 11,6 | 9,52 | 3,97 | 44 | 02 n
DCGT 117304 .G57P 11,6 | 9,52 | 397 | 44 | 04 u
DCGT 117308 .G57P 11,6 | 9,52 | 397 | 44 | 08 u
Fd g DCGW 070202 .X47 78 | 635|238 | 28 | 02
B4 DCGW 070204 .X47 78 635|238 ] 28 | 04
4 X47 |DCGW 11T302 .X47 11,6 | 9,52 | 397 | 44 | 02
DCGW 117304 .X47 11,6 | 952 [ 397 | 44 | 04
, 88 -
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX 0 5T|d g =
-~ ™| 0| N (==}
[ W o O
P ACCIAIO - STEEL - STAHL - ACIER O
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE oO|O0| @ o]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O o]
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ° o °
- ALLIAGES D’ALUMINIUM
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS e 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 / 8 NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 203

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




QUALITY TOOLS ENGINEERING

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

- HT HW DP
d CERMET NON RIVESTITI RIVESTITI PCD
DCMT K 3:1 CEMENTED COATED GRADES
DCMX X/ e e
M B B 8
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES =) w| oo w0 g T 0| 0
= glaie IR - |
ART. cob. [ d | s | d | r |Z Salel EElelelelsl IElE
Fel 4#% 7 DCMT 070202 F32 78 | 635|238 | 28 | 02 m
b4 DCMT 070204 .F32 78 | 635|238 | 28 | 04 n
o4 F32 |DCMT 11T302 .F32 1,6 | 952 | 397 | 44 | 0,2 m
DCMT 11T304 .F32 16 | 952 | 397 | 44 | 04 nm
e M DCMT 070202 .F33 78 | 635|238 | 28 | 02 n
v DCMT 070204 .F33 78 | 635 | 2,38 | 28 | 04 n
i F33 |DCMT 117302 .F33 1,6 | 952 | 397 | 44 | 0,2 n
DCMT 11T304 .F33 16 | 952 | 397 | 44 | 04 n
I;VA; iﬁ DCMT 070204 .G39 78 | 635238 | 28 | 04 |m
® DCMT 11T304 .G39 116 | 952 | 397 | 44 | 04 |m
.G39
E] DCMT 070202 .G42 78 | 635|238 | 28 | 02 n n
BA DCMT 070204 .G42 78 | 635 | 2,38 | 28 | 04 n E
b4 .G42 |DCMT 11T302 .G42 1,6 | 952 | 397 | 44 | 0,2 n n
DCMT 11T304 .G42 16 | 952 | 397 | 44 | 04 n n
DCMT 11T308 .G42 16 | 952 | 397 | 44 | 08 n n
% ” DCMT 070204 .F51 77 1635|238 | 28 | 04 n
b F51 |DCMT 117304 .F51 1,6 | 952 | 397 | 44 | 04 =
DCMT 11T308 .F51 16 | 952 | 397 | 44 | 08 n
] ’ DCMT 070204 .G52 78 | 635|238 | 28 | 04 u n E
% DCMT 070208 .G52 78 | 635|238 | 28 | 08 n n n
.G52
DCMT 11T304 .G52 16 | 952 | 397 | 44 | 04 n n | mn ]
DCMT 11T308 .G52 16 | 952 | 397 | 44 | 08 ™ n M mm
% ﬂ DCMX 117304 .G32W 16 | 952 | 397 | 44 | 04 n
Fz .G32w
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S g § E § g T g § g § g
[3) || w FlFF|F|F|F |-
P | ACCIAIO - STEEL - STAHL - ACIER [ ] O|0|O ® 0 O o|e L AN J
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) [ BN BN ) o) o) O
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O O/ e e @ O
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
204 ©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

) B, HT HW HC DP
RCGT r ‘—‘ J SCGT CERMET NON RIVESTITI RIVESTITI PCD
@ ( d1 CEMENTED COATED GRADES
CARBIDE BESCHICHTET
RCMT il SCMT GRADES RECOUVERTS
1 B B
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | v o 0| - o 0
3= 198 99d 2
ART. coD. [ d | s | dl | r TIE SelEl IElele =
% gy, [RCGT 0602MO FN 257 - 6 | 238 28 | - n
Bd 757 |RCGT 0803MO FN .257 - 8 |318| 34 | - n
RCGT 1003MO FN .Z57 - 10 | 318 | 40 | - n
£ RCMT 0602MO .G52 - 6 | 238 28 | - =
% RCMT 0803MO .G52 - 8 | 318 34 | - n
> G52 |RCMT 1003MO0 .G52 - 10 | 318 | 40 | - n
% u SCGT 120408 .G57 12,7 | 127 | 476 | 53 | 0,8 n
k4 .G57
£ ‘ﬁ SCGT 09T304 .G57P 952 | 952 | 397 | 44 | 04 n
% ..":_‘ SCGT 09T308 .G57P 952 | 952 | 397 | 44 | 08 n
.G57P
% u SCMT 120408 .F51 127 | 127 | 476 | 53 | 0,8 n
FA' .F51
P SCMT 097304 .G52 952 | 952 | 397 | 44 | 04 n n
% SCMT 097308 .G52 952 | 952|397 | 44 | 08 nn m |m
.G52
SCMT 120404 .G52 127 | 127 | 476 | 53 | 04 n n
SCMT 120408 .G52 127 | 127 | 476 | 53 | 0,8 n | |m n
SCMT 120412 .G52 127 | 127 | 476 | 53 | 1,2 n n n
3 0| Ww|o 0| - o 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX e =98 199 9
- | - NN |~ - M M -
[ || - |- -
P | ACCIAIO - STEEL - STAHL - ACIER o|e [ ] o [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ AN ) O o)
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O | O [ ) [oBN BN )
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 205
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

70 r e HT HW HC DP
TCGT T J d r CERMET NON RIVESTITI RIVESTITI PCD
CEMENTED COATED GRADES
TCGW d1 TPMR CARBIDE BESCHICHTET
GRADES RECOUVERTS
TCMT 60"\ | —+ 451 60°\/ — sk ﬂ
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o w06 o IR o =
5 ks 389298 2 3B
ART. CcoD. I d s d1 ros = =N EI s = Ll 2
e _”'..__ TCGT 110202 .G39 11,0 | 6,35 | 2,38 2,8 02 |m
ot
.G39
; H;r TCGT 090202 .G57P 9,6 5,56 | 2,38 2,5 0,2 L]
Z. “ TCGT 090204 .G57P 96 | 556 | 2,38 | 25 0,4 ]
.G57P
TCGT 110204 .G57P 11,0 | 6,35 | 2,38 2,8 0,4 L]
TCGT 16T304 .G57P 16,5 | 9,52 | 3,97 4,4 0,4 L]
TCGT 16T308 .G57P 16,5 | 9,52 | 3,97 4.4 0,8 L]
Fe & TCGW 090202 .X47 / .X37 9,6 5,56 | 2,38 2,5 0,2
o TCGW 090204 .X47 / .X37 9,6 5,56 | 2,38 2,5 0,4
X47
TCGW 110202 .X47 / .X37 11,0 | 6,35 | 2,38 2,8 0,2
E . TCGW 110204 .X47 | .X37 11,0 | 6,35 | 2,38 2,8 0,4
"
ZO H TCGW 16T304 .X47 | .X37 16,5 | 9,52 | 3,97 4,4 0,4
X37
% ﬁ TCMT 110204 .G39 11,0 | 6,35 | 2,38 2,8 04 |m
.G39
Z '_;:; TCMT 110202 .S42 11,0 | 6,35 | 2,38 2,8 0,2 ]
o ' |TCMT 110204 .S42 1,0 | 6,35 | 2,38 | 2,8 | 04 [ u
.S42
TCMT 167304 .S42 16,5 | 9,52 | 3,97 4,4 0,4 ]
TCMT 16T308 .S42 16,5 | 9,52 | 3,97 4.4 0,8 [ | L]
TCMT 220404 .S42 22,0 | 12,7 | 4,76 5,6 0,4 |
% A TCMT 090204 .G52 9,6 5,56 | 2,38 2,5 0,4 n LB
Fz G52 TCMT 110204 .G52 11,0 | 6,35 | 2,38 2,8 0,4 n H EE R ]
TCMT 110208 .G52 11,0 | 6,35 | 2,38 2,8 0,8 ] L] LB ]
TCMT 16T304 .G52 16,5 | 9,52 | 3,97 4.4 0,4 ] LRI ]
TCMT 167308 .G52 16,5 | 9,52 | 3,97 4,4 0,8 n LB ]
TCMT 16T312 .G52 16,5 | 9,52 | 3,97 4.4 1,2 [ | [ |
% ; . |TPMR 110304 .S44 11,0 | 6,35 | 3,18 - 0,4 L]
% TPMR 110308 .S44 11,0 | 6,35 | 3,18 — 0,8 ]
.S44
TPMR 160304 .S44 16,5 | 9,52 | 3,18 — 0,4 ]
TPMR 160308 .S44 16,5 | 9,52 | 3,18 - 0,8 L]
. =] NiWw W o n =
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX § E § g g E g E g § &’ § é
o [l L L = [l O
P | ACCIAIO - STEEL - STAHL - ACIER [ ] @@ O/ O (@ @ O [ ] (]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] O [eBN BNORN ) O o] [ )
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O [ ] O O oO|0| @
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o ole
- 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 / I NEW
206 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE



Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

3 4 HT HW HC DP
& "
d d1 d d1 CERMET | NON RIVESTITI RIVESTITI PCD
VBGW i i VCGT iy ] CEMENTED COATED GRADES
VBMT J VCGW ) CARBIDE BESCHICHTET
35 %L«I | _ g 35 {%‘Ll | _ GRADES aﬁ RECOUVERTS
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES Sl o|lo|w|lw|(w| v o o
= EEIRRR < =
ART. COD. | d S d1 r = AR = | = = 0
A v’,':/ VBGW 160402 .X47 16,5 | 9,52 | 476 | 4,4 0,2
() VBGW 160404 .X47 16,5 | 952 | 4,76 | 44 0,4
X47
v VBMT 160404 .G42 16,5 | 9,52 | 4,76 | 44 0,4 n L L)
(] VBMT 160408 .G42 16,5 | 952 | 4,76 | 44 0,8 ] LB L
.G42
£ " VBMT 160404 .G52 16,5 | 952 | 4,76 | 44 | 04 | == u
° VBMT 160408 .G52 16,5 | 9,52 | 4,76 | 44 0,8 n L L)
.G52
F I VBMT 160404 .G58 16,5 | 952 | 476 | 44 | 04 | |m
(] VBMT 160408 .G58 16,5 | 9,52 | 4,76 | 44 0,8 n
.G58
A VCGT 110300 .G13 1,1 ] 6,35 | 3,18 | 2,9 0,0 n
VCGT 110301 .G13 1,1 1635 | 3,18 | 2,9 0,1 ]
.G13
VCGT 160400 .G13 16,5 | 952 | 4,76 | 44 0,0 ]
VCGT 160401 .G13 16,5 | 9,52 | 4,76 | 44 0,1 n
ﬂ ; _:'"' VCGT 110302 .G57P 1,1 635 | 318 | 29 0,2 L
% = VCGT 110304 .G57P 1,1 1635 | 3,18 | 2,9 0,4 u
.G57P
VCGT 160404 .G57P 16,5 | 952 | 4,76 | 44 0,4 u
VCGT 160408 .G57P 16,5 | 9,52 | 4,76 | 44 0,8 L
VCGT 160412 .G57P 16,5 | 952 | 4,76 | 44 1,2 u
74 ﬁ VCGT 1103008 .F46 11,1 1635 | 3,18 | 2,9 | 0,08 n
(e] VCGT 1103015 .F46 1,1 635|318 | 29 | 0,15 L
F46 [ NEW ]
7 ﬁ VCGT 110302 .F47 1,1 1 6,35 | 3,18 | 2,9 0,2 L
% VCGT 110304 .F47 11,1 1635 | 3,18 | 2,9 0,4 L
F47
VCGT 160402 .F47 16,5 | 952 | 4,76 | 44 0,2 n
VCGT 160404 .F47 16,5 | 9,52 | 4,76 | 44 0,4 ]
VCGT 160408 .F47 16,5 | 952 | 4,76 | 44 0,8 L
VCGT 160412 .F47 16,5 | 9,52 | 476 | 44 1,2 L
% ﬂ VCGW 160404 .X47 16,5 | 9,52 | 4,76 | 44 0,4
F‘ X47
, ol W O Ww v v v n o
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX &) s =YY EE Q
Al M| 00 NN N|™ ™ -
= o ww- - = a
P | ACCIAIO - STEEL - STAHL - ACIER o [oRNeRN BN J [ ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE oOl0o|e|le| e o o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (e} o o [eRNe)
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ° o °
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS e 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 OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 207
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MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

1 r 70 HT HW HC DP
58 d
d d1 CERMET | NON RIVESTITI RIVESTITI PCD
VCMT WCGT i 1 CEMENTED COATED GRADES
% g WCMT . %1 CARBIDE BESCHICHTET
35° 80° GRADES RECOUVERTS
L«lw‘ JSL |<l<——l J SL g ﬁﬁ
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o o o Ik o %l e
S8 918|258 - HElE
ART. cob. [ d s | d1 r 1315 SYEE = R
% 4 VCMT 110302 .F32 1,1 ] 6,35 | 3,18 | 2,9 0,2 L
% VCMT 110304 .F32 1,1 1635 | 3,18 | 2,9 0,4 LB
.F32
VCMT 160404 .F32 16,5 | 9562 | 4,76 | 44 0,4 LB
VCMT 160408 .F32 16,5 | 9,52 | 4,76 | 4,4 0,8 LB
A " VCMT 110302 .F33 111|635 | 318 | 29 | 02 .
% VCMT 110304 .F33 1,1 1635 | 3,18 | 2,9 0,4 ]
F33 CED
% VCMT 110302 .G42 1,1 1635 | 3,18 | 29 0,2 L ]
ZO VCMT 110304 .G42 1,1 | 6,35 | 3,18 | 2,9 0,4 L] n
.G42
VCMT 160404 .G42 16,5 | 9562 | 4,76 | 44 0,4 L] n
ﬂ ’ VCMT 110304 .G52 1,1 1 6,35 | 3,18 | 2,9 0,4 L] HEn ]
% VCMT 110308 .G52 111|635 | 3,18 | 29 | 08 m mam "
.G52
VCMT 160404 .G52 16,5 | 9,52 | 476 | 44 0,4 L HE L
VCMT 160408 .G52 16,5 | 9,52 | 4,76 | 4,4 0,8 | LB ]
% W |WCGT 020102 L .B22 262 | 397 | 1,59 | 23 0,2 n
.ﬂ WCGT 020102 R .B22 262 | 397 | 1,59 | 23 0,2 ]
FA' B22 WCGT 020104 L .B22 262 | 397 | 1,59 | 23 0,4 n
% ﬁ WCGT 020102 .G39 262 | 397 | 159 | 23 02 |'m
4 .G39
7 v WCMT 020102 .B56 262 | 397 | 1,59 | 23 0,2 L ]
% WCMT 020104 .B56 262 | 397 | 1,59 | 23 0,4 n ]
.B56
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S| © 9959 F < ? PN
¥ = NN N[~ - - || N
ol L |- - = =l
P | ACCIAIO - STEEL - STAHL - ACIER [ BN [oRNeoRNoNN BN J (] [ AN ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE (3K LR K o o ole
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE ol e o0 (e}
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL ]
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
208 ©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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Stozzatura - Broaching - NutstoB - Brochage - Brochado

QUALITY TOOLS ENGINEERING

W s HT HW HC HSS
T ‘ { CERMET NON RIVESTITI RIVESTITI ACCIAIO SUPER RAPIDO
SLT *7 i * CEMENTED COATED GRADES HIGH SPEED STEEL
d1 CARBIDE BESCHICHTET HOCHSCHNELLSTAHL
L J i f GRADES RECOUVERTS ACIER SUPER RAPIDE
|- stk % %
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES 3 2
ART. COD. TOLL. W S s1 | T | d1 E §
A SLT 030-0604 H7 | (30003010) | 3 |4,66|476| 6 | 1,5 | 2,8 n
Ve SLT 030-0604 D10 | (3.0203060) | 3 | 466 |476| 6 | 1,5 | 2.8 n
b SLT 030-0604 C11 | (30603.120) | 3 | 4,66 |4,76| 6 | 15 | 2,8 n
SLT 040-0604 H7 | (4.0004012) | 4 |466|476| 6 | 2,5 | 2.8 n
SLT 040-0604 D10 | (4.0304078) | 4 |466|476] 6 | 2,5 | 2.8 n
SLT 040-0604 C11 | (4.0704.145) | 4 |466|476| 6 | 2,5 | 2.8 n
SLT 050-0604 H7 | (50005012) | 5 |466|476| 6 | 30 | 2.8 n
SLT 050-0604 D10 (5,030-5,078) 5 466 | 4,76 6 3,0 2,8 [ ]
SLT 050-0604 C11 | (50705.145) | 5 | 4,66 |4,76| 6 | 3,0 | 2,8 n
SLT 060-1006 H7 | (6.0006012) | 6 |6,25|6,35| 10 | 40 | 44 n ™
SLT 060-1006 D10 | (6,0306078) | 6 |6,25|6,35| 10 | 40 | 4.4 n =
SLT 060-1006 C11 | (6.0706.145) | 6 |6,25|6,35| 10 | 4,0 | 4.4 n ™
SLT 080-1006 H7 | (8.0008015) | 8 |6,25|6,35| 10 | 50 | 4,4 n =
SLT 080-1006 D10 (8,040-8,098) 8 6,25 16,35| 10 50 4.4 n ]
SLT 080-1006 C11 | (8.0808170) | 8 |6,25|6,35| 10 | 50 | 4.4 n ™
SLT 100-1309 H7 | (10,000-10,015)| 10 | 9,40 | 9,60 | 13 | 6,0 | 6,5 = =
SLT 100-1309 D10 (10,040-10,098)| 10 [9,40 | 9,60 | 13 6,0 6,5 n ]
SLT 100-1309 C11 | (10,080-10,170)] 10 | 9,40 | 9,60 | 13 | 6,0 | 6,5 n ™
SLT 120-1309 H7 | (12,000-12,018)] 12 | 9,40 | 9,60 | 13 | 7,0 | 6,5 = =
SLT 120-1309 D10 (12,050-12,120)| 12 9,40 19,60 | 13 7,0 6,5 n ]
SLT 120-1309 C11 | (12,095-12,205)| 12 | 9,40 | 9,60 | 13 | 7,0 | 6,5 n ™
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX § g
w EE|
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 LEQHE RESIST"ENTI AL CALORE - HEAT RESISTANT ALLOYS . °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E__TEMPRATl - HARD AND HARDENED MATERIAL ) °
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES

M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW
©® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION-
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CONEW
O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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SCELTA VELOCE Tenacita =+ ==
QUICK PICK Toughness - DD

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

CLTLTI TR RN [RERRRURRARR | f=i] | =

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

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

K P30-P40/M15-35

GUIDA FACILE
EASY GUIDE

CNMG 120408 .G63
F2425

LI

N
S
H

GUIDAALL'USO DELL'INSERTO. PRESENTE ANCHE SU OGNI ETICHETTA

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

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

1=l ] =

6 | P = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
VD,G§§,23 141 ™ = ACCIAIO INOSSIDABILE AUSTENITICO HB 180 - AUSTENITIC STAINLESS STEELHB 180
16 | K = GHISA GRIGIA HB 260 - GRAY CAST IRON HB 260
MATERIALI | 21 | N = LEGHE DI ALLUMINIO HB 60 - ALUMINUM ALLOYS HB 60
WRTERALS) e P = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag. 1199 Moe T = ACCIAIO TEMPRATO HRC 55 - TEMPERED STEEL HRC 55
F = FINITURA, LAVORAZIONI LEGGERE - FINISHING, LIGHT MACHINING
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO - MEDIUM MACHINING, GENERAL USE
R = SGROSSATURA, LAVORAZIONI PESANTI - ROUGHING, HEAVY MACHINING
fn (Mmm) = AVANZAMENTO PER TORNITURA - FEED FOR TOURNING
fz (mm/z) =AVANZAMENTO PER FRESATURA - FEED FOR MILLING
Ve (m/min) = VELOCITA DI TAGLIO - CUTTING SPEED
[ J = APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION
O = APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
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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 Material
Material vergl

L} = = BE o [e] Vol
3323
UNI WISTOFF  DIN AISI BS AFNOR DS ke1.1mec | GR.
‘
'ACCIAIO NON LEGATO RICOTTO 0,
ANNEALED NOT- ALLOY STEEL C< 0'15 % 125 HB
|
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C 35 : oo |omss  |ssms
FASE 1 - PHASE 1
sl RN Sttt
C 45 2 o
C 36 0 sowricato
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. w0 |woun |ams .
o b P f
ins : oz
o o | oM s 0z | 3
o s |omoas |assoss o
SCELTA GR. VDI IN FUNZIONE DEL MATERIALE B bie kP oS %
’ o5
e : o
CHOICE OF VDI GR. DEPENDING ON MATERIAL |
accix orro
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cssiw 1isis wio |- 0
e wo| o
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- 1.1274 Ck 103 060 A 96 - 024
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1o | Sawss : ’ : oo [oat
A ANNEALLED Lo ALLOY STEEL 180 HB
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i | omesnn | Awerz |isore et | 10608 10 : oo (oot
14CMlo4 s 17385 | 13CMoad A182F11 | 1501620 Gr27 | 15CD 35 - 0 [0z | 6
i | weves ! s |- : 0 021
s Tam | Teme hssours | o : o |03
BT B v Sie | e swcursen 1100|024
Be [iem | o [ P ShGars 1700|024
; lawr | unowes |- s | : 0 021
A s || 2cs Scutsnn | 1100|024
1120
L
SR
ReCC ~
| Hr_| o|lw| o m W - | O
==y MR B FREE
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e e o 2
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24 i ot er o I
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Y- P O N I
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% oo oot otz | 120 | 127 |75 [ 516 | 0 ]
642 [GNMG 120408 G4z 129 [ 127 [ 476 [ 516 | 08 | |
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4 o omsos ss | 052 | 052 |10 |31 | 04 ol
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il .G53
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

6T | T1az5

TrasTIa25

FASE 3 - PHASE 3

——
_r2azs
<2425

n o
Lo o)

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED

EINSTELLUNG DES VORSCHUBS
CHOIX DE L’AVANCEMENT

oooog

Fa315-F410 | Fa315-FB410

K|

N
Fa315-F410 | Fa3I5FEA10
TH425T1435

R &
&0 E o0 [P| [reenasmias .
“0 gum ;
20 o1 o [K]| [TraisTrazs [Tiatsriazs | a5

oommmase

o
L )

T1425

oomomaaa

n o
Lo o)

o o 8
s

Qoe (>odd |Qoe (>odo Qoo {odd Qoo (>

oomocmaos

.G61

o)

010204 0816 20

191

Vc(mimin)
gl 1Y sing speed of turning grade
Irica (VS “lecoupe de la qualité de plaquettes de tournage

T3210 | T3220| T1126 | T531 (F8120 | T1435| F8315
L NEW ]

170-240 | 250550 | 200340 | 170240 | 200:300 170-190

70240 | 250550 | 200-340 | 170-200 | 180280 170-190

170240 | 250550 | 200340 | 170240 170-190

| v [
gl 90| 130210 | 170-300 | 150-290 | 130-210 120-200
FASE 4 PHASE 4 12 | 200 | 200320 180-320 | 160-290 | 130220 | 130180 140-180
- 13 330 | 200-320 160-290 | 130-220 | 100-140 140-200
| 0 o e O
SCELTA DI VC IN FUNZIONE DEL GR VDI 18 250 | 190-430 200-350 | 120-240 | 200-350 | 200-450 | 120-240
CHOICE OF VC DEPENDING ON VDI GR 19 130 | 180520 220400 | 150-250 | 220400 | 200-550 | 150-250
30|52 o 0 o o o o
WAHL VC JE NACH WERKSTOFF | w
2w
CHOIX DE VC EN FONCTION DU GR. VDI %
#
s [w
5
30
i O [ = | o
2w [ww
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s O ol
S
» Jiows
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QUALITY TOOLS ENGINEERING

PANORAMICA QUALITA DI TORNITURA

GENERAL VIEW OF THE TURNING GRADE

DREHEN-UBERSICHT

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

ACCIAI ACCIAI INOSSIDABIL| GHISE NON FERROSI MAT.DIFFICILI MATERIALI DURI
DIN |\ P & M Sereersna | K Graveuss N O | S Stwemoemneavey | H e woeaes
ISO ACIERS ACIER INOXYDABLE FONTE GRISE PAS FERREUX MAT.DIFICILES MATERIAUX DURS
>13 01|10 ‘ 20| 30|40 50 |10 20 1 30 (40 |01 (10 | 20 |30 40|01 |10 |20 30 (01 10|20 30| 40|01 |10 20| 30
4010 C4010 C4010
HT DT61T | D‘T61T DT61T
DT63 l D'ILB ‘ DT63
T110
HW T115 {1115) T115 )
{1120 < _T120
G3210) 13210
13310 ) | (NETD
F8410 _Fsa10 )
T3111 T3111
T3112
T1415 T1415
T1215 {1215
(F2115) {F2115 )
F8315 F8315
“Fatte > Folte
F2120 F2120
G2120) T
€ 13220 ) i i i T3220
F8120 F8120 >
HC T3121
T1225 T1225 [ NEW |
T1625 L Ties @ Tie2s
T1425 Tazs T1425
2425 ~Fzs
T7725 Tz 1725 [ NEW |
T1126 Tz T1126
F2326 55 CED
> @ © CHD
T531 T531
T1435 T1435
12335
F2435 F2435
T540 540
DP @i
TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE
[ )= [ ) = [ = — — — 2
e < ] s ] | | |/
RESISTENZA ALL'USURA - RESISTANCE TO WEAR - VERSCHLEISSFESTIGKEIT - RESISTANCE A L'USURE
AVANZAMENTO - FEED - VORSCHUB - AVANCE
[ )= [ = [ > [— = [— = — S
s < ] < ] = /== =
VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

HT cermver

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

HW

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 di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL
MATERIALIEN - MATERIAUX PACG- 1199 | quUICK

P M K N H | PICK
DIN z z PAG. 210
0 = | z
S| Iso
513
500%| zooBgzgZEuaCHE N INDICAZIONI - USO
Sowo| XLl ER=20|3E <3 Tenacita 4+
o |EiLgZ| BRO1ZcofiEsEE(II=2 g
iJJnf52&m<_gugwu}j‘-‘-59_omgmg Toughness -
oHEEoszQE&(E;’zggg&égém'&E o
CG5LeLeR6386R22222 585|355
S - QUALITA UNIVERSALE
- ALTA RESISTENZA AL CALORE E ALL'USURA,
C4010 | HT |vos5| @ | @ | O O | @ | BUONA TENACITA
K05-15 L - INDICATO PER LE ALTE VELOCITA DI TAGLIO
]
P05-30 - ALTA RESISTENZA ALL’ USURA E BUONA
TENACITA
M it
DT61T| HT (mos0| @ | @ | O | O ® | |\DICATO PER ALTE VELOCITA DI TAGLIO IN
K05-30 m SEMIFINITURA E FINITURA
]
P05-25 - QUALITA' MICROGRANO MOLTO RESISTENTE
ALLA ROTTURA ED ALLUSURA
M05-2
DT63 +T (w525 @ | @ | @ O | @ | \\DICATO PER MEDIO-ALTE VELOGITA DI TAGLIO
K05-25 m IN FINITURA.
||

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

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

NON FERROSI PER ASPORTAZIONI MEDIE IN
SGROSSATURA

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

T115 | Hw | k1020 O e o O | @ | ALLINCOLLAMENTO

N10-20 . - INDICATO PER MEDIO-BASSE VELOCITA DI
TAGLIO SU GHISA GRIGIA E ALTE PER MATERIALI
§10-20 L NON FERROSI
- QUALITA MICROGRANO CON BUONA TENACITA
y B - INDICATO PER MEDIO-BASSE VELOCITA DI
T120 | HwW | m10-20 cl e e O | @ | 7AGLIO E ALTI AVANZAMENTI. PER ASPORTAZIONI
K10-25 m MEDIE IN SGROSSATURA
||
- QUALITA' MICROGRANO CON ALTA RESISTENZA
HC ALL USURA
T3310 - INDICATO PER MEDIE VELOCITA DI TAGLIO IL
o) o) Ol e @ | SUO RIVESTIMENTO PERMETTE DI GARANTIRE
m —— OTIIME FINITURE SU MATERIALI ISO M-S
CVD | N05-20 = -OTTIMA APPLICAZIONE SU FINITURE DI TUTTI
GLI ALTRI MATERIALI
F2115 HC - QUALITA' MICROGRANO CON ALTA RESISTENZA
ALL USURA
m N10-20 o o ol @ - INDICATO PER MEDIO-BASSE VELOCITA DI
m TAGLIO SU MATERIALI ISO M-N-S
PVD | S10-20
]
HC - QUALITA MICROGRANO CON ALTA RESISTENZA
F8116 ALL USURA
MO5-20 (o] ([} ® | - INDICATO PER MEDIE VELOCITA DI TAGLIO IL
m B SUO RIVESTIMENTO PERMETTE DI GARANTIRE
PVD | S05-20 = OTIIME FINITURE SU MATERIALI ISO M-S
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 L AVORAZIONI
PVD K15-25 m DI GHISA, ALLUMINIO E LEGHE RESISTENTI AL
. CALORE
. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

iE

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

-HIGH RESISTANCE TO WEAR AND GOOD
TOUGHNESS

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

-HOHE VERSCHLEISFESTIGKEIT UND GUTE
ZAHIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM HALBSCHLICHTEN UND SCHLICHTEN

-HAUTE RESISTANCE A LUSURE ET BONNE
TENACITE

-INDIQUE POUR HAUTE VITESSE DE COUPE
EN SEMIFINISSAGE ET FINISSAGE

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

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS FOR FINISHING

-MIKROKORNSORTE MIT SEHR HOHER BRUCH
— UND VERSCH-LEISSFESTIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM SCHLICHTEN GEEIGNET

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

-INDIQUE POUR HAUTE VITESSE DE COUPE EN
FINISSAGE

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

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

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

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

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

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

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

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

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

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

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

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

- MICROGRAIN GRADE WITH GOOD
TOUHGNESS

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

-MIKROKORN SORTE MIT GUTER ZAHIGKEIT

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

-QUALITE DE MICROGRAIN AVEC BONNE
TENACITE

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

- MICROGRAIN GRADE WITH HIGH
RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM CUTTING SPEEDS.
ITS COATING ALLOWS FOR EXCELLENT FINISHES
ON ISO M-S MATERIALS

- EXCELLENT FOR FINISHING APPLICATIONS
ON ALL OTHER MATERIALS

- MIKROKORN-SORTE MIT HOHER
VERSCHLEISSFESTIGKEIT

- GEEIGNET FUR MITTLERE
SCHNITTGESCHWINDIGKEITEN. HERVORRAGENDE|
OBERFLACHENGUTE AUF ISO — M-S-MATERIALIEN
DANK DER BESONDEREN BESCHICHTUNG

- HERVORRAGEND ZUM SCHLICHTEN AUF
ALLEN ANDEREN MATERIALIEN

- QUALITE MICROGRAIN AVEC HAUTE
RESISTANCE A LUSURE

- INDIQUE POUR DES VITESSES DE DECOUPE
MOYENNES, SON REVETEMENT PERMET DE
GARANTIR DES FINITIONS PARFAITES SUR DES
MATERIAUX ISO M-S

- APPLICATION PARFAITE SUR LES FINITIONS
DE TOUS LES AUTRES MATERIAUX

- MICROGRAIN GRADE WITH HIGH
RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM TO LOW CUTTING
SPEEDS ON ISO M-S MATERIALS

- MIKROKORN-SORTE MIT HOHER
VERSCHLEISSFESTIGKEIT

- GEEIGNET FUR MITTLERE BIS NIEDRIGE
SCHNITTGESCHWINDIGKEITEN AUF ISO-M-S-
MATERIALIEN.

- QUALITE MICROGRAIN AVEC HAUTE
RESISTANCE A LUSURE

_ - INDIQUE POUR VITESSE DE DECOUPE FAIBLE
A MOYENNE SUR MATERIAUX ISO M-N-S

- MICROGRAIN GRADE WITH HIGH
RESISTANCE TO WEAR

- SUITABLE FOR MEDIUM CUTTING SPEEDS.
ITS COATING ALLOWS FOR EXCELLENT
FINISHING APPLICATIONS ON ISO M-S
MATERIALS.

- MIKROKORN-SORTE MIT HOHER
VERSCHLEISSFESTIGKEIT

- GEEIGNET FUR MITTLERE
SCHNITTGESCHWINDIGKEITEN.
HERVORRAGENDE OBERFLACHENGUTE
AUF 1SO — M-S-MATERIALIEN DANK DER
BESONDEREN BESCHICHTUNG

- QUALITE MICROGRAIN AVEC HAUTE
RESISTANCE A L'USURE

- INDIQUE POUR DES VITESSES DE DECOUPE
MOYENNES, SON REVETEMENT PERMET DE
GARANTIR DES FINITIONS PARFAITES SUR DES
MATERIAUX ISO M-S

- 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

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE

HC

METAL DUR RECOUVERT

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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QUALITY TOOLS ENGINEERING

MATERIALE - MATERIAL
MATERIALIEN - MATERIAUX PACG- 1199 | quICK
P M K N H | PICK
DIN z z PAG. 210
SAU ISO o Fw o2 | 27 g
e 83F | BE ;932
513
Souy| zgg ESZRIBE83| ShES| e + INDICAZIONI - USO
I b g
InTELTZEE|IG=2E|ZL ENIO =2 500 | Toughness -
SUEGI8R85|5 2558|655 5tk 2%k
IONIINEI(OCOL|ISZZS|SAN=|SIT=
HC | P10-40 .
iR [ - QUALITA PER UNA VASTA GAMMA DI MATERIALI
T1625 k1040 | @ (0] (@) | ® | - ADATTO PER LE LAVORAZIONI DI SGROSSATURA
B E FINITURA
CVD
]
HC - SUBSTRATO DI CARBURO APPOSITAMENTE SVI-
P30-40 . LUPPATO, RIVESTIMENTO IN PVD INNOVATIVO.
MA15- - QUALITA CON UN'ECCELLENTE ROBUSTEZZA
F2425 53%| O | @ B | O ® | 5\7h PREGIUDICARE LA DUREZZA A CALDO E LA
PVD L RESISTENZA ALLUSURA SIA A BASSE CHE AD ALTE
] VELOCITA DI TAGLIO
. - QUALITA UNIVERSALE
T7725 P15-35 - ALTA RESISTENZA ALL'USURA E TAGLIENTE
TENACE PER TORNITURA DI ACCIAI, INDICATA
m MI030, @ | O | O Bl | ® O | ANCHE PER GLI ACCIAI INOSSIDABILI E GHISE.
cvp | (1539 - - AFFIDABILE PER LAVORAZIONE CON VELOCITA
] DI TAGLIO LIMITATE
HC | oo ae - SUBSTRATO MIGLIORATO CON BUONA
RESISTENZA ALLUSURA E ALLUABRASIONE
M10-2 ]
T1126 025 @ @ @ ® | O | ADATTO PERE LAVORAZIONI SENZA LAUSILIO
cVD K25-35 m DEL LUBROREFRIGERANTE.
||
F2326 HC | P15-30 - QUALITA’ MICR OGRANO CON ALTA RESISTENZA
M15-30 — ALL USURA E BUONA TENACITA
m o o ol @ - OTTIMA APPLICAZIONE PER LAVORI DI FINITURA
PVD m SU ISO M-S
||
HC ] - SUBSTRATO DI CARBURO APPOSITAMENTE
P35-45 . SVILUPPATO
L . - RIVESTIMENTO IN PVD INNOVATIVO, FORNISCE
F2435 M25-451 O | @ ® O | UNECCELLENTE ROBUSTEZZA E OTTIMA TENACITA
PVD ] SENZA PREGIUDICARE LA DUREZZA A CALDO SIAA
. BASSE CHE AD ALTE VELOCITA DI TAGLIO
HC
- ECCELLENTE RESISTENZA AL CALORE E
F841 0 M05-20 o) o O | @ | ALLUSURA
- - IDEALE PER LAVORAZIONI DELLE SUPERLEGHE
PVD | 50520 ]
HC
P01-20 - GRADO DI TORNITURA SPECIFICO PER LA
T3111 o) PY - ® | O | LAVORAZIONE DELLA GHISA
K05-20 ] - OTTIMA RESISTENZA ALLUSURA
CVD
]
HC - GRADO INSERTO IDEALE PER LA PRODUZIONE
P05-25 AD ALTO VOLUME
T1415 o (@] O | ® | -BUONARESISTENZAAL CALORE CHE LO RENDE
K10-35 B PERFETTAMENTE ADATTO PER LA LAVORAZIONE A
CVD = SECCO ANCHE AD ALTE VELOCITA DI TAGLIO
HC
P15-35 - VASTA GAMMA DI IMPIEGHI, IDEAELE PER TUTTE
T1425 MI025 @ | O | O El | O O |LELEGHE DIACCIAIO E GHISA, BUONE PRESTAZIO-
K25.35 ] NI ANCHE SU INOX
CVD =
. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA o APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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QUALITY TOOLS ENGINEERING

e
] ==

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

i

INDICATION - USAGE

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

- SORTE FUR EINE VIELZAHL VON
MATERIALIEN

- FUR SCHRUPPEN UND SCHLICHTEN GEEI-
GNET

- QUALITE POUR UNE VASTE GAMME DE
MATERIAUX

- PREVU POUR LES USINAGES DE
DEGROSSISSAGE ET DE FINITION

- SPECIALLY DEVELOPED CARBIDE SUBSTRA-
TE, INNOVATIVE PVD COATING

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

- SPEZIELL ENTWICKELTES KARBIDSUBSTRAT,
INNOVATIVE PVD-BESCHICHTUNG.

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

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

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

- UNIVERSAL GRADE

- HIGH RESISTANCE TO WEAR AND TOUGH
CUTTING EDGE FOR STEEL TURNING, ALSO
SUITABLE FOR STAINLESS STEEL AND CAST
IRON.

- RELIABLE FOR MACHINING AT LIMITED
CUTTING SPEED

- UNIVERSALSORTE

- HOHE VERSCHLEISSFESTIGKEIT UND ZAHE
SCHNEIDKANTE ZUM STAHLDREHEN, AUCH FUR
INOX UND GUSSEISEN GEEIGNET.

- ZUVERLASSIG FUR BEARBEITUNGEN MIT
BEGRENZTER SCHNITTGESCHWINDIGKEIT

- QUALITE UNIVERSELLE

- HAUTE RESISTANCE A LUSURE ET ARETE
DE COUPE RESISTANTE POUR TOURNAGE
DES ACIERS, CONVIENT AUSSI AUX ACIERS
INOXYDABLES ET FONTES.

- FIABLE EN CAS D'USINAGE AVEC VITESSES
DE DECOUPE LIMITEES

- IMPROVED SUBSTRATE WITH GOOD
RESISTANCE TO WEAR AND ABRASION

- SUITABLE FOR MACHINING WITHOUT
COOLING LUBRICANT

- VERBESSERTES SUBSTRAT MIT GUTER
VERSCHLEISSBESTANDIGKEIT UND
ABRIEBFESTIGKEIT

- ZUR BEARBEITUNG OHNE
KUHLSCHMIERSTOFF GEEIGNET

- SUBSTRAT AMELIORE AVEC BONNE
RESISTANCE A L'USURE ET A LABRASION

- SPECIALEMENT PREVU POUR LES USINAGES
SANS LUBRIFIANT-REFRIGERANT.

- MICROGRAIN GRADE WITH HIGH
RESISTANCE TO WEAR AND GOOD TOUGHNESS

- EXCELLENT FOR FINISHING APPLICATIONS
ON ISO M-S MATERIALS

- MIKROKORN-SORTE MIT HOHER
VERSCHLEISSFESTIGKEIT UND GUTER
ZAHIGKEIT

- HERVORRAGEND ZUM SCHLICHTEN AUF
ISO-M-S-MATERIALIEN

- QUALITE MICROGRAIN AVEC HAUTE )
RESISTANCE A L'USURE ET BONNE DURETE

- APPLICATION PARFAITE POUR TRAVAUX DE
FINITION SUR ISO M-S

- SPECIALLY DEVELOPED CARBIDE
SUBSTRATE

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

- SPEZIELL ENTWICKELTES KARBID-
SUBSTRAT

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

- SUBSTRAT DE CARBURE SPECIALEMENT
DEVELOPPE

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

- EXCELLENT HEAT AND WEAR RESISTANCE
- IDEAL FOR SUPER-ALLOYS

- EXCELLENTE HITZE- UND
VERSCHLEISSBESTANDIGKEIT

- IDEAL FUR SUPER-LEGIERUNGEN

- RESISTANCE EXCELLENTE A LA CHALEUR ET
ALUSURE

- IDEAL POUR LES USINAGES DES SUPER-
ALLIAGES

- TURNING GRADE SPECIALLY DESIGNED FOR
CAST IRON

- EXCELLENT RESISTANCE TO WEAR

- DREHSORTE, SPEZIELL FUR GUSS
ENTWICKELT

- HERVORRAGENDE
VERSCHLEISSBESTANDIGKEIT

- - DEGRE DE TOURNAGE SPECIFIQUE POUR
L'USINAGE DE LA FONTE

- RESISTANCE A L'USURE EXCELLENTE

- IDEAL GRADE FOR HIGH VOLUME MACHINING

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

- IDEALE SORTE FUR
HOCHVOLUMENFERTIGUNG

- GUTE HITZEBESTANDIGKEIT UND DAHER PER-

FEKT FUR DIE TROCKENBEARBEITUNG, AUCH MIT
HOHEN SCHNITTGESCHWINDIGEKEITEN

- DEGRE PLAQUETTE IDEAL POUR LA PRO-
DUCTION A HAUT VOLUME

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

- WIDE RANGE OF APPLICATIONS, IDEAL FOR
ALL STEEL AND CAST IRON ALLOYS, GOOD PER-
FORMANCE ALSO ON INOX

- HOHE VIELSEITIGKEIT, IDEAL FUR ALLE
STAHL- UND GUSSLEGIERUNGEN, GUTE
LEISTUNG AUCH MIT INOXSTAHL

- VASTE GAMME D’EMPLOIS, IDEAL POUR
TOUS LES ALLIAGES EN ACIER ET FONTE, BON-
NES PERFORMANCES MEME SUR INOX

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE

HC

METAL DUR RECOUVERT

BESCHICHTETES HARTMETALL

DIAMANTE POLICRISTALLINO (PCD)
POLYCRYSTALLINE DIAMOND (PCD)
POLYKRISTALLINER DIAMANT (PCD)
DIAMANT POLYCRISTALLIN (PCD)
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MATERIALE - MATERIAL
MATERIALIEN - MATERIAUX PACG- 1199 | quICK

P M K N H | PICK
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g B<hE | BE |g9=22
513 Hogd w|EaEx| ESa5Ts2
sofs zp8B32g2850 0588 INDICAZIONI - USO
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SnrfEzZzEE|g-2E(2LEN|AE 2 - w0 | Toughness -
SLEG|8r80|z 255|280 |ku5k|kE%k
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HC | po1-10 - GRADO DA TORNITURA PER LA LAVORAZIONE
T3210 o ° @ | O | DELLAGHIAGRIGIA E SFEROIDALE CON ELEVATA
RESISTENZA ALLUSURA AD ELEVATE VELOCITA DI
K5-15 TAGLIO CON TAGLIO CONTINUO
CVD
]
HC
T3112 - ALTA RESISTENZA ALL'USURA, ADATTO PER
® ® | LAVORAZIONI DI SPIANATURA IN CONDIZIONI
m ovp | <0520 1 STABILI
]
HC
FO120 GRADO DA TORNITURA PER LA LAVORAZIONE
T3220 <100 ©) (] Bl | O @ | pg (A GHISA GRIGIA E SFEROIDALE
CVD : -
||
HC
T3121 - - GRADO SPECIFICO PER LAVORAZIONE DI
° = @ | GHISA. PER LAVORAZIONI IN GENERE ANCHE PER
m TAGLIO INTERROTTO, IDEALE PER GHISE GRIGIE E
K10-25 ] SFEROIDALI
CVD
||
F7230 HC | b - INSERTO AD ALTA TENACITA' PER LAVORAZIONI
CON MEDIO-BASSE VELOCITA DI TAGLIO
CNEW Mo e e e e e o Bl | O | ® | “T\\DICATO PER LAVORAZIONI DI STOZZATURA
K30 ] ANCHE IN CONDIZIONI NON OTTIMALI
PVD
||
R P . -QUALITA' MICROGRANO TENACE CON BUONA
T531 . 5 | . ° — © @ | RESISTENZAAGLI URTI ED AGLI SHOCK TERMICI
- INDICATO PER MEDIE E MEDIO-BASSE
cVD m VELOCITA DI TAGLIO
||
HC - QUALITA RESISTENTE ALLUSURA, IDEALE PER
LAVORAZIONI A TAGLIO INTERROTTO
F8120 M15-35 o o - ® | |NDICATO PER MATERIALI RESISTENTI AL
PVD | $10-30 . CALORE E INOX
]
HC —
P25-45 - GRADO INSERTO TENACE PER LAVORAZIONI
T1435 ®@ O EE | ® o |DIFFICILI CON CONDIZIONI INSTABILI E A TAGLIO
M20-30 1 INTERROTTO
CVD
]
HC A
T1215 P10-25 - QUALITA PER MASSIMA VELOCITA DI TAGLIO
° o ® | @ | CONTORNITURA DALEGGERA A MEDIA, GRAZIE
m ALLO SPECIALE RIVESTIMENTO QUESTO TIPO E’
K10-25 ] ESTREMAMENTE RESISTENTE ALLUSURA
CcVvD
||
HC i
- QUALITA MICROGRANO IN PVD
F8315 MO05-25 (0] ([ m ® O | -ADATTO PER LA LAVORAZIONE DELLE
] SUPERLEGHE
PVD
S05-25 -

. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA o APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
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QUALITY TOOLS ENGINEERING

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

iE

INDICATION - USAGE

- TURNING GRADE FOR THE MACHINING OF
GREY AND NODULAR CAST IRON WITH HIGH
WEAR RESISTANCE AT HIGH CUTTING SPEEDS
WITH CONTINUOUS CUT

- DREHSORTE ZUR BEARBEITUNG VON
GRAU- UND GRAPHITGUSS MIT HOHEM
VERSCHLEISSWIDERSTAND BEI HOHEN
SCHNITTGESCHWINDIGKEITEN MIT
KONTINUIERLICHEM SCHNITT

- DEGRE DE TOURNAGE POUR LE TRAITEMENT|
DE LA FONTE GRISE ET SPHEROIDALE AVEC
UNE RESISTANCE ELEVEE A L'USURE A DE
HAUTES VITESSES DE COUPE AVEC COUPE
CONTINUE

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

- HOHE VERSCHLEISSFESTIGKEIT, ZUR
PLANBEARBEITUNG UNTER STABILEN
BEDINGUNGEN GEEIGNET

- HAUTE RESISTANCE A L'USURE, INDIQUE
POUR LES OPERATIONS DE SURFAGCAGE DANS
DES CONDITIONS STABLES.

- TURNING GRADE FOR GREY CAST IRON AND
NODULAR CAST IRON

- DREHSORTE FUR DIE BEARBEITUNG VON
GUSS UND SPHAROGUSS

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

- CAST IRON-SPECIFIC INSERT GRADE

FOR GENERAL PURPOSE, ALSO FOR
INTERRUPTED CUTTING. BEST SUITED FOR
GREY AND NODULAR CAST IRON

- SPEZIFISCHE SORTE FUR GUSSEISEN

ALLGEMEIN EINSETZBAR, AUCH FUR
UNTERBROCHENEN SCHNITT, IDEAL FUR GRAU-
UND SPHAROGUSS

- DEGRE SPECIFIQUE POUR L'USINAGE DE LA
FONTE. POUR LES EXECUTIONS EN GENERAL
MEME EN CAS DE DECOUPAGE INTERROMPU,
PARFAIT POUR LES FONTES GRISES ET
SPHEROIDALES

- VERY TOUGH INSERTS FOR MEDIUM TO LOW
CUTTING SPEEDS

- SUITABLE FOR SLOTTING, ALSO UNDER NON-
OPTIMAL CONDITIONS

- SEHR ZAHE WENDEPLATTE FUR MITTLEREN
BIS NIEDRIGEN SCHNITTGESCHWINDIGKEITEN

- GEEIGNET FUR STOSSBEARBEITUNGEN,
AUCH UNTER NICHT OPTIMALEN BEDINGUNGEN

- PLAQUETTE A HAUTE RESISTANCE POUR
DES USINAGES A VITESSE DE DECOUPE FAIBLE
A MOYENNE

- INDIQUE POUR DES USINAGES DE
MORTAISAGE MEME DANS DES CONDITIONS
NON OPTIMALES

-TOUGH MICROGRAIN GRADE WITH HIGH
gEglé;TANCE TO SHOCK AND THERMAL
HOCK.

-SUITABLE FOR MEDIUM AND MEDIUM-LOW
CUTTING SPEEDS

-MIKROKORNSORTE MIT HOHER
STOSSFESTIGKEIT UND h
TEMPERATURWECHSELBESTANDIGKEIT

-FUR MITTLERE UND MITTEL-NIEDRIGE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

-QUALITE DE MICROGRAIN TENACE AVEC
BONNE RESISTANCE AU COUPS ET AU SHOCKS
THERMIQUES.

-INDIQUEE POUR MOYENNE ET MOYENNE-
FAIBLE VITESSE DE COUPE

- WEAR-RESISTANT GRADE, IDEAL FOR
INTERRUPTED CUTTING

- SUITABLE FOR HEAT-RESISTANT MATERIALS
AND STAINLESS STEEL

- VERSCHLEISSFESTE SORTE, IDEAL FUR
UNTERBROCHENEN SCHNITT

- FUR HITZEBESTANDIGE MATERIALIEN UND
INOX-STAHL GEEIGNET

-QUALITE RESISTANTE A LUSURE, IDEAL
POUR USINAGE A COUPE INTERROMPU

-INDIQUEE POUR MATERIAUX RESISTANTES A
LA CHALEUR ET INOX

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

- ZAHE SORTE FUR SCHWERE
BEARBEITUNGEN UNTER UNSTABILEN
BEDINGUNGEN UND MIT UNTERBROCHENEM
SCHNITT

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

- GRADE FOR MAXIMUM CUTTING SPEED
IN LIGHT TO MEDIUM TURNING OPERATIONS.
THANKS TO ITS SPECIAL COATING, IT IS
EXTREMELY RESISTANT TO WEAR

- SORTE FUR MAXIMALE
SCHNITTGESCHWINDIGKEIT BEI LEICHTEN BIS
MITTLEREN DREHANWENDUNGEN. AUSSERST
VERSCHLEISSFEST DANK SEINER SPEZIELLEN
BESCHICHTUNG.

- QUALITE POUR UNE VITESSE DE DECOUPE
MAXIMUM AVEC TOURNAGE DE LEGER A
MOYEN, GRACE AU REVETEMENT SPECIAL
CE TYPE EST EXTREMEMENT RESISTANT A
L'USURE.

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

- MIKROKORNSORTE, PVD-BESCHICHTET

- ZUR BEARBEITUNG VON SUPER-
LEGIERUNGEN GEEIGNET

- QUALITE MICROGRAIN EN PVD

- PREVUE POUR L'USINAGE DES SUPER-
ALLIAGES

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

METALLO DURO RICOPERTO
COATED CARBIDE

HC

METAL DUR RECOUVERT

BESCHICHTETES HARTMETALL
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HC - SUBSTRATO DI CARBURO APPOSITAMENTE
P30-40 L SVILUPPATO E RIVESTITO IN CVD INNOVATIVO
T2120 M15-35 | O [ . ® | O| -QUALITA CON UN’ECCELLENTE ROBUSTEZZA
. SENZA PREGIUDICARE LA DUREZZA A CALDO E LA
CVD RESISTENZA ALLUSURA.
]
L - QUESTA VARIETA MULTI-GAMMA E
T1225 & CARATTERIZZATA DA ELEVATA RESISTENZA
M15-35 | @ o) [ ] ® @ | ALLUSURA ED ECCELLENTI PROPRIETA DI
m = TENACITA A UNA VASTA GAMMA DI APPLICAZIONI.
CVD
]
HC
[ - BUONA TENACITA' E RESISTENZA ALLUSURA.
T2335 — m2s45 o [ @® | - QUALITA, IDEALE PER LA TORNITURA DI ACCIAI
] AUSTENITICI INOSSIDABILI.
CVD
|
] ,
HC - ALTA TENACITA , BUONA RESISTENZA
p25-45 [ ALL'USURA E ALLO SHOCK TERMICO
T540 M25-40 | @ o (@] (@] m ® O | - INDICATO PER BASSE VELOCITA DI TAGLIO E
] ALTI AVANZAMENTI IN SGROSSATURA PESANTE
CVD ANCHE IN CONDIZIONI PRECARIE.
||
- GRADO INDICATO PER LA TORNITURA DI MATE-
RIALI NON FERROSI, ES. LEGHE DI ALLUMINIO,
MEGLIO SE AD ALTO TENORE DI SILICIO,
D3010 or (] () RAME, BRONZO TERMOPLASTICI RINFORZATI 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 di tornitura - Application of the turning grade

Einsatz der drehsorten - Utilisation de las qualitées de tournage

QUALITY TOOLS ENGINEERING

e L
e N

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

iE

INDICATION - USAGE

- SPECIALLY DEVELOPED CARBIDE
SUBSTRATE, INNOVATIVE CVD COATING
- GRADE WITH EXCELLENT TOUGHNESS

WHICH DOES NOT AFFECT RED HARDNESS AND
WEAR RESISTANCE

- SPEZIELL ENTWICKELTES KARBIDSUBSTRAT,
INNOVATIVE CVD-BESCHICHTUNG.

- SORTE MIT HERVORRAGENDER ROBUSTHEIT!
BEI UNVERANDERTER WARMHARTE UND
VERSCHLEISSBESTANDIGKEIT

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

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

- THIS MULTI-RANGE GRADE FEATURES HIGH
RESISTANCE TO WEAR AND OUTSTANDING
TOUGHNESS FOR A BROAD SPECTRUM OF
APPLICATIONS

- DIESE MEHRBEREICHSSORTE ZEICHNET
SICH DURCH HOHE VERSCHLEISSFESTIGKEIT
UND HERVORRAGENDE i
ZAHIGKEITSEIGENSCHAFTEN FUR EINE
VIELZAHL VON ANWENDUNGEN AUS

- CETTE VARIETE MULTI-GAMME SE .
CARACTERISE PAR UNE RESISTANCE ELEVEE
A L'USURE ET DES PROPRIETES DE DURETE
EXCELLENTES SETENDANT A UNE VASTE
GAMME D’APPLICATIONS.

-GOOD TOUGHNESS AND WEAR RESISTANCE

-IDEAL GRADE FOR AUSTENITIC STAINLESS
STEEL.

-GUTE ZAHIGLEIT UND
VERSCHLEISSFESTIGKEIT

-IDEALE SORTE ZUM DREHEN VON
AUSTENITISCHEM ROSTFREIEM STAHL

-BONNE TENACITE ET RESISTANCE A L'USURE

-QUALITE IDEALE POUR LE TOURNAGE DES
ACIERS AUSTENITICI INOXIDABLES

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND TO THERMAL SHOCK

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

- TURNING GRADE FOR NON-FERROUS
MATERIALS, SUCH AS ALUMINUM ALLOYS,

PREFERABLY WITH HIGH SILICON,
COPPER, BRONZE CONTENT, REINFORCED
THERMOPLASTIC MATERIALS AND COMPOUNDS

- EXCELLENT FINISHING AND TOOL LIFE

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

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

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

- HERVORRAGENDE OBERFLACHENGUTE
UND WERKZEUGSTANDZEIT

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

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

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

- FINITION ET VIE DE L'OUTIL EXCELLENTES.

METALLO DURO NON RICOPERTO

UNCOATED CARBIDE

HT

CERMET

HW

UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

COATED CARBIDE

HC

METAL DUR RECOUVERT

METALLO DURO RICOPERTO

BESCHICHTETES HARTMETALL

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

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade
Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
%2 | ike |C4010 DT61T DT63 | T110 T115 | T120 | T3310 F2115 F8116 F2120 T1625
PAG 1199 GR. Rm m m m
P 1 125 | 230-270 | 320-600 | 310-400 450-680
2 | 180 | 230-270 | 300-560 | 260-350 450-680
3 | 250 | 230-270 | 270430 | 220-300 450-680
4 | 220 | 230270 | 300-450 | 220-330 300-500
5 | 300 | 230-270 | 220-340 | 180-280 300-500
6 | 180 | 230-270 | 250420 | 250-350 200-450
7-8 [250-300| 180-230 | 160-300 | 200-300 200-450
9 | 350 | 180-230 | 130-200 | 150-220 200-450
10 | 200 | 160-200 | 150-310 | 200-350 200-400
11 | 350 | 160-200 | 130-200 | 150-220 200-400
. 12 | 200 | 230-270 | 260-320 | 180-300 80-150 200-400
é be % 13 | 330 | 170-240 | 160-240 | 150-250 40-70 200-400
M y | 141 | 180 | 170-240 | 180-280 | 180-280 50-100 60-140 | 120-200 | 160-260
BEZ
s2Eg | 14.2 |230-260| 130-160 | 130-230 | 100-150 50-90 60-140 | 60-160 | 160-260
L2
K 15 | 180 | 200-300 | 220-260 | 200-300 | 120-160 | 120-160 | 100-150 120-160 | 110-180
16 | 260 | 200-300 | 130-170 | 150-260 | 90-140 | 120-160 | 70-120 120-160 | 110-180
17 | 160 | 220-300 | 200-240 | 180-300 | 130-170 | 130-170 | 100-140 120-160 | 110-180
.| 18 | 250 | 220300 | 150-200 | 150-240 | 90-130 | 130-170 | 80-120 120-160 | 110-180
§ g4 % 19 | 130 | 250-350 | 230-300 | 170-280 | 140-200 | 140-200 | 120-180 140-220 | 110-180
22 é 5 | 20 | 230 | 250-350 | 130-170 | 150-220 | 120-160 | 140-200 | 70-120 120-160 | 110-180
N 21 | 60 500-900 300-950 | 100-950 | 300-800 | 450-950 | 100-950 100-400
22 | 100 500-900 300-950 | 100-950 | 300-800 | 450-950 | 100-950 100-400
23 | 75 500-900 400-950 | 100-950 | 300-800 | 450-950 | 100-950 100-400
24 | 9 500-900 400-950 | 100-950 | 300-800 | 450-950 | 100-950 100-400
25 | 130 500-900 200-800 | 100-800 | 300-800 | 450-950 | 100-950 100-400
26 | 110 500-900 250-600 | 100-800 | 400-550 | 250-950 | 100-500 100-400
g 27 | 9 200-600 | 100-300 | 400-550 | 250-950 | 100-500 100-400
é % g . 28 | 100 150-400 | 100-300 | 200400 | 250-950 | 100-500 100-400
% % % £ 2 80-180 | 100-950 250-950 | 100-300 100-600
£85% | 30 100-250 | 100-950 250-950 | 100-300 100-600
S 31 | 200 30-45 3045 | 3070 | 20-50
32 | 280 20-35 2035 | 3070 | 20-50
33 | 250 20-35 2035 | 3070 | 15-40
’ g 34 | 350 18-30 2035 | 3070 | 20-35
: E % g | 35 | 320 18-30 1530 | 3070 | 20-35
g g E g 36 | Rm400 60-120 | 60-120 40-60 | 40-90 | 80-140
E £ § £ | 37 |rm1050 3060 | 60-120 30-50 | 40-90 | 80-140
H 38 | 55HRC
: % % % 39 | 60HRC
3523 | 40 | 400
BoEd
£<% 41 | 55HRC

N
N
N



VC(m/min)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade
Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VDI HB
MATERIALEN| 3323 | HRC | F2425 T7725 | T1126 | F2326 | F2435 | F8410 | T3111 | T1415 T1425 T3210 T3112
BT | GR | Rm (NEW] CNEW CNEW)
P 1 125 | 130-250 | 170-450 | 170-240 | 130-200 | 170-190 250-550 | 220-400 | 170-240 | 250-550
2 180 | 130-250 | 170-450 | 170-240 | 130-200 | 170-190 250-550 | 220-400 | 170-240 | 250-550
3 250 | 130-250 | 170-450 | 170-240 | 130-200 | 170-190 250-550 | 220-400 | 170-240 | 250-550
4 220 | 130-250 | 170-450 | 170-240 | 130-200 | 170-190 250-550 | 220-400 | 170-240 | 250-550
5 300 | 130-250 | 130-330 | 170-240 | 130-200 | 170-190 250-550 | 220-400 | 170-240 | 250-550
6 180 | 130-250 | 130-330 | 170-240 90-150 250-400 | 220-400 | 170-240 | 250-400
7-8 |250-300| 60-180 | 130-330 | 100-190 90-150 220-340 | 200-320 | 100-190 | 220-340
9 350 | 60-180 | 130-330 | 130-210 90-150 170-300 | 200-320 | 130-210 | 170-300
10 | 200 | 80-200 | 130230 | 130-210 120-200 200-350 | 180-320 | 130-210 | 200-350
11 | 350 | 80-200 | 130-230 | 130-220 120-200 150-300 | 180-320 | 130-220 | 150-300
" 12 | 200 | 120-250 | 130-270 | 130-220 140-180 180-320 | 200-320 | 130-220 | 180-320
T
SEEGC | 13 | 330 | 120250 | 130-270 | 130-220 140-180 180-320 | 200-320 | 130-220 | 180-320
oy | 141 | 180 | 100250 | 160-260 | 100-210 | 130-200 | 110-200 | 140-230 100-210
B2
z0
gggé 14.2 |230-260| 40-160 | 130-210 | 70-100 | 100-180 | 55-150 | 60-100 70-100
2589
K 15 | 180 110210 | 130-210 250-550 | 140-370 | 130-210 | 250-550 | 210-500
16 | 260 110210 | 130-210 220-400 | 140-370 | 130-210 | 220-400 | 140-270
17 | 160 80-180 | 120-240 220-420 | 190-430 | 120-240 | 220-420 | 150-300
L1 18 | 250 80-180 | 120-240 200-350 | 190-430 | 120-240 | 200-350 | 110-200
02
626 | 19 | 130 90210 | 150-250 220-400 | 180-520 | 150-250 | 220-400 | 200-330
EESE
2223 | 20 | 230 90210 | 150-250 180-350 | 180-520 | 150-250 | 180-350 | 100-240
N 21 60
22 | 100
23 75
24 90
25 | 130
26 | 110
z
e 27 90
225« | 28 | 100
HoGH
ZE82% | 29
Qi
EZLe
2825 | 30
S 31 | 200 80-120
32 | 280 60-100
33 | 250 35-90
z
= 34 | 350 30-50
Bz, ] 35 | 30 30-50
IJsuwy
ﬁ%%‘i’ 36 | Rm400 70-120
5050
L85 | 37 |rm1050 70-120
H 38 | 55HRC
zZ
g232 | 39 |6OHRC
2522 | 40 | 400
bpEd
EEEa 41 | 55HRC
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VC(mlmin)

Velocita di taglio delle qualita di tornitura - Cutting speed of turning grade
Schnittgeschwindigkeit drehsorten (Vc) - Vitesse decoupe de la qualité de plaquettes de tournage

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
wreREN| 3323 | HRC | 13220 | T3121 | T531 | F8120 T1435 T1215 F8315 T2120 T1225 T2335 T540
mons | GR. | Rm NEW) CED CED
P 1 125 | 200-340 200-300 170-190 | 140-360 130-250 | 100-250 170-250
2 | 180 | 200-340 180-280 170-190 | 140-360 130-250 | 100-250 140-200
3 | 250 | 200-340 170-190 | 140-360 130-250 | 100-250 120-150
4 | 220 | 200-340 170-190 | 140-360 130-250 | 100-250 110-150
5 | 300 | 200-340 170-190 | 130-260 130-250 | 100-180 100-120
6 | 180 | 200-340 170-190 | 130-260 130-250 | 100-180 140-200
7-8 |250-300| 150-290 90-150 | 130-260 60-180 | 100-180 100-140
9 | 350 | 150-290 120-200 | 130-260 60-180 | 100-180 70-100
10 | 200 | 160-290 120-200 | 110-210 80-200 | 80-160 90-130
11 | 350 | 160-290 140-180 | 110-210 80-200 | 80-160 60-100
" 12 | 200 | 160-290 130-180 140-180 | 110-210 120-250 | 80-160 120-170
EEET
8EEG | 13 | 330 | 160-290 100-140 140-200 | 110-210 120-250 | 80-160 80-130
mgy | 141 | 180 100-160 | 100-140 | 100-190 120-220 | 100-250 | 100-130 | 80-120 | 70-180
[2]
5485
ke | 142 (230260 80-120 | 75120 | 50-150 5090 | 40-160 | 100-130 | 70-100 | 60-130
8582
K 15 | 180 | 150-400 | 200-400 110-360
16 | 260 | 150-400 | 140-270 110-360
17 | 160 | 200-450 | 120-300 110-360
.| 18 | 250 | 200-450 | 100-200 110-360
@»
845 | 19 | 130 | 200550 | 180-320 110-210
Seoi
2223 | 20 | 230 | 200550 | 100-240 110-210
N 21 60 300-950
22 | 100 300-700
23 | 75 300-700
24 | 9 300-500
25 | 130 250-350
26 | 110 400-500
z
e 27 | 90 250-350
235« | 28 | 100
HogH
23 | 29
Shiwuw
gtz
£82% | 30
S 31 | 200 2040 | 4075 80-120 35-100
32 | 280 15-35 | 40-60 60-100 3570
33 | 250 10-30 | 30-50 35-90
z
L2 34 | 350 518 20-35 30-50 20-60
<u
Bz, | 35 | 320 518 15-30 30-50 40-60
=4 =]
£522 | 36 |Rm400 80-130 | 2545 70-120 40-60
§o=0
ZE5Z | 37 |Rm1050 20-40 15-35 70-120
H 38 | 55HRC
z
[HRR%]
ZFJE 39 | 60HRC
2522 | 40 | 400
boEd
=g 4 55HRC

N
N
N




VC(m/min)

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

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

QUALITY TOOLS ENGINEERING

MATERIALE
warera | VDI | HB
MATERIALIEN| 3323 | HRC
MATERIAUX

PAG 1199 GR. Rm
P 1 125
2 180
3 | 250
4 | 220
5 | 300
6 180
7-8 |250-300
9 | 350
10 | 200
1 | 350
29 12 | 200
SEES | 13 | 330

ney | 141 | 180
o< @

g | 14.2 230260
2582

K 15 | 180

16 | 260

17 | 160

.| 18 | 250
2%z

525 | 19 | 130
Szt

z2%3 | 20 | 230

Z

21 60 300-950

22 100 | 300-950

23 75 200-950

24 90 200-950

25 130 | 180-500

26 110 | 180-350

z
2 27 | 90 | 180-350
4
S22, | 28 | 100 | 200950
5322
z£8% | 29 300-950
Zheo
£55% | 30 300-950
S 31 | 200
32 | 280
33 | 250
%
= 34 | 350
<
bz, | 35 | 320
Jsuwy
2582 | 36 |Rmd00
§0=0o
L8 | 37 |Rm1050
H 38 | 55HRC
z %’ % ‘§ 39 | 60HRC
w x
3533 | 40 | 400
GoEd
S225 | 41 |55HRC
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QUALITY TOOLS ENGINEERING

»>

0 01 0204 08 16 20

fn (mm)

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

CHAMPS D’USINAGE DE LE BRISE-COPEAUX
CAMPOS DE UTILIZACION DE ROMPEVIRUTAS PARA TORNEADO

DT61T

T120

T120

GRADI CONSIGLIATI
RECOMMENDED GRADES
EMPFOHLENE SORTEN
DEGRES CONSEILLES

A =
n

S
=
e
Z
»
I
n

FINITURA, LAV. LEGGERE

GENERICO, LAV. MEDIE

= SGROSSATURA, LAV. PESANTI

MATERIALI ISO PAG 1199

TAGLIO CONTINUO

TAGLIO DISCONTINUO

TAGLIO INTERROTTO

= APPLICAZIONE CONSIGLIATA

FINISHING,LIGHT MACHING

GENERIC MEDIUM MACHINING

ROUGHING, HEAVY MACHINING

ISO MATERIALS PAGE 1199

CONTINUOUS CcUT

DISCONTINUOUS CUT

INTERRUPTED CUT

RECOMMENDED APPLICATION

SCHLICHTEN,LEICHTE BEARBEITUNG
ALLGEMEIN,MITTELSCHWERE BEARBEITUNG
SCHRUPPEN,SCHWERE BEARBETUNG
ISO-MATEREIALIEN,SEITE 1199
KONTINUIERLICHER SCHNITT
DISKONTINUIERLICHER SCHNITT
UNTERBROCHENER SCHNITT

EMPFOHLENER EINSATZ

FINISSAGE USINAGES LEGERES
GENERAL USINAGES MOYENS
DEGROSSISAGES,USINAGES LOURDS
MATERIAUX ISO PAG 1199
TRONCONNAGE CONTINU
TRONGCONNAGE DISCONTINU
TRONGCONNAGE INTERROMPU

APPLICATION CONSEILLEE

= 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)
v A
: e 16,0 O O S'J\é
I:l = 8,0
A C 4,0 F2120
— ¥ 20 F2120
O v 10 F2120
F2120
O c 05
» fl
L7 . 0 01 0204 08 16 20 m (mm)
<> ap (mm)
B A
: C 16,0 O O é‘:\é
0 c 8,0 T1215-T1225
A ¥ 4,0 T1225
<~ C 2.0 T1215
O = 1,0
FeEd | 2 -
. » fi
L7 . 0 01 0204 08 1,6 20 m (mm)
O ap (mm)
v A
<> N & O O é‘rg
0 c 8,0 T1415
A = 4,0
~ 2.0 T1415
O 4 1,0
O c| o
» fi
L7 & 0 01 0204 08 1,6 20 n (mm)
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.G42

<> ap (mm)
A
S| 0 O O &
0O o 8,0 C4010 C4010
AN 4,0 C4010 C4010
— O 2.0 C4010 C4010
O O 1,0
O o os
/7 fi
= 0 01 02 04 08 16 20 n (mm)
ap (mm)
Ll et O %
So e o
0 o 8,0 T1415-T1425 T1425
ANE 4,0 T1425 T1425
— N 2,0 T1415-T1425 T1425
O i 1,0
O o os
/7 fi
o 0 01 0204 08 16 20 n (mm)
<> ap (mm)
A
<> O il O O @3
[:] O 8,0
A 0 4,0
<> 0O 20
A o 10 D3010
O o 05
L/ O 0 01 02 04 08 16 20 fr (mm)
<> ap (mm)
A
<> 160 @) O &
[:] 8,0
A ¥ 4,0
<= O 20 T3112-T3121 | T312-T3121 T3121
O v 1,0
O o 05
fi
Tavane 0 01 02 04 08 16 20 n (mm)
<> ap (mm)
A
S 160 @) O &5
0O gl TISTI4S | T1425-T3111 T3111
A © 4,0 T1425-T1126 | T1425-T1126 T1126
T1415-T1425-T3111 T1425-T1126 T1126-T3111
<> M 2,0 T3210-T3220-T1126 T3111 -
O i 1,0
O o os
fi
Tavans 0 01 02 04 08 16 20 n (mm)
ap (mm)
Ll wt O %
S | 10 O
0O w 8,0 F2425
A 4,0 F2425
<> ¥ 2,0
O i 1,0
O o os
/7 fi
= 0 01 02 04 08 16 20 M (mm)
ap (mm)
O oo A O
<> o | ®° @) &S
OdJ &l T1425 T1425
A O 4,0 T1425-F8315-F8410 | T1425-F8315
<= 0 2,0 T1425 T1425 T1425
O O 1,0
F8315-F8410 F8315
O o os
/7 fi
o 0 01 02 04 08 16 20 )
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ap (mm)

0 01 0204 08 16 20

<> 4 A
O N &/ O O 63
D ¥ 8,0
A ¥ 4,0 F8315-F8410 | F8315-F8410
<> ¥ 20
O e 1,0
O . 05 F8315-F8410 | F8315-F8410
>
D E 0 01 0204 08 16 20 n (mm)
<> ap (mm)
4 A
2% s O o @
0O | ® TIRTE | TEnE [resmism
A x| 4o TR | DT | v
Soc| o TEETE | TeETR [resmsn
O 4 1,0
O c| os
» fi
D E o 01 0204 08 16 2,0 n (mm)
<> ap (mm)
4
2% O 0O s
D = 8,0
A o 4,0
<> C 2,0
O e 10 T110 T110
O c| o
» fi
L7 & 0 01 0204 08 1,6 20 n (mm)
<> ap (mm)
4 A
: v 16,0 O O %
D N 8,0
A = 4,0
= C 2.0 T3112-T3121 | T3112-T3121 T3121
O 4 1,0
O c| os
» fi
L7 & 0 01 0204 08 1,6 20 m (mm)
ap (mm)
<> '8 A O
<> ® @) &S
D 4 8,0 T3220-T3111 | T3220-T3111 T3111
A 4 4,0
T3220-T3111-T1126 | T3220-T3111-T1126 | T1126-T3111
<> C 20
O e 1,0
O c| os
avans 0 0.1 0204 0816 2o mmm
<> ap (mm)
v A
2% o O Qo
0O « 8,0 TI41 T1928 11435 | T1425T1435-T3111 | T1435-T3111
A 4,0 THASTII25 | T1425-T1435-T1126 T1126
- e THETESTIE | TR st
O 4 1,0
O ¢ 05
» fl
D E 0 01 0204 08 16 20 n (mm)
<> ap (mm)
4 A
> W e O O 63
0O c 8,0 F2425 F2425
A v 4,0 F2425 F2425
<> C 2l
O 4 1,0
O c| os
[7 C - fn (mm)
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0 01 0204 08 16 20

<> ap (mm)
A
<> w0 @) O &S
0O o e T1425 T1425
VAN = 4 T1425 T1425
<> O 2,0 T1425 T1425
O o 1,0
G68 O o
) avans 0o 01 0204 08 1,6 2,0: fi (mm)
ap (mm)
O oo : O
<> o | O &5
O o 8,0 T1425 T1425 T1425
/\ O 4,0 T1425 T1425 T1425
<> 0O 2,0 T1425 T1425 T1425
O 0 1,0
O o 0,5
/7 N » fl
0 01 0204 08 16 20 n (mm)
<> ap (mm)
A
S o | ®e ©) O &5
D 8,0
A 4,0
< 0O 2,0 T3112-T3121 | T3112-T3121 T3121
O N 1,0
O o o
v 0 0.1 0204 0816 200 "™
<> ap (mm)
A
Sow | o @) &
O w gL T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
/\ O 4,0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
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INSERTI PER TAGLIO-SCANALATURA-FILETTATURA
PARTING-GROOVING-THREADING INSERTS
WENDEPLATTEN ZUM ABSTECHEN-NUTENDREHEN-GEWINDESCHNEIDEN

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

DENOMINAZIONI DEGLI INSERTI TAGLIO-SCAN.-FILETTATURA

CAMPI DI IMPIEGO DEI ROMPITRUCIOLI TAGLIO-SCAN.

INSERTS DESIGNATION FOR PARTING-GROOVING-THREADING

FIELDS OF APPLICATION FOR CHIP BREAKERS,PARTING-GROOVING

BEZEICHNUNG DER WENDEPLATTEN ZUM ABSTECHEN NUNTENDREHEN UND GEWINDESCHNEIDEN

SCHNITTGESCHWINDIGKEIT ABSTECHEN-NUTENDREHEN

DENOMINATION DE LES PLAQUETTES POUR LE TRONGCONNAGE-GORGES-FILETAGE

CHAMPS D’USINAGE DE LE BRISE-COPEAUX TRONCONNAGE-GORGES
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INSERTI PER TAGLIO
SCANALATURA

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




DENOMINAZIONE DEGLI INSERTI PER TAGLIO - SCANALATURA - FILETTATURA
INSERTS DESIGNATION FOR PARTING - GROOVING - THREADING

QUALITY TOOLS ENGINEERING

o RO Goon

DIREZIONE DI TAGLIO LUNGHEZZA INSERTO RAGGIO SPIGOLO SPESSORE DI TAGLIO
1 2 CUTTING DIRECTION 3 INSERT LENGTH 4 RADIUS EDGE 5 CUTTING THICKNESS

N R L
CODIFICA SAU m m m I
SAU CODIFICATION

r *Wr

LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
6 IDENTIFICATION LETTER 7 MACHINING TYPES 8 CUTTING EDGE PREPARATION 9

LAV. PESANTI 4 = SPECIFICO PER GHISA LUCIDATO

HEAVY MACHINING SPECIFIC FOR CAST IRON POLISH
A\

= SPECIFICO PER ACCIAIO INOX
gE“EE:gO 6 3= SPECIFIC FOR STAINLESS STEEL

I(mO0|(>

5 7 SPECIFICO PER LEGHE DI ALLUMINIO
SPECIFIC FOR ALUMINIUM ALLOYS

LAV. LEGGERE
LIGHT MACHINING

3

MAN 2 N T

SPECIFICO PER ACCIAIO
SPECIFIC FOR STEEL

INTERMEDI DI USO GENERICO
INTERMEDIATE FOR GENERAL USE

Ni<[x|S|c|ld|n|x|Uv|=z

oo N| ©
nmunuwnn

SIr| x|«
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Taglio Parting Abstechen Trongonnage
Scanalatura Grooving Nutendrehen Gorges
QUALITY TOOLS ENGINEERING
6.G HW HC DP
d = =—=W ..GN w w NON RIVESTITI RIVESTITI PCD
154.15 [ 14,5 a® r'} r i " CEMENTED COATED GRADES
- - .L T Y1 ’ CARBIDE BESCHICHTET
1 56.1 5" 2 A T G..TN | T — T GRADES RECOUVERTS
0 [ == 14,5 In
n o olw v o w
- | 9 ™ 0| | — W=
o 83 35S 3
ART. COD. W | r/s | d | M/T|a%d1 z z I I il O
TOLLERANZA W - W TOLERANCE 08
24 154.15-16110 1,25| 25 (16,0952 1,2 | 45 [ ] [
EA 154.15-16130 1,45] 25 (16,0952 15 | 45 ] u
B4 154.15-16160 1,80] 2,5 [16,0]9,52] 1,8 | 45 ] n
154.15-16185 2,00] 25 [16,0[952] 3 [ 45 ] n
154.15-16215 2,30] 2,8 [16,0[952] 3 | 45 ] n
154.15-16265 2,80 3,3 [16,0[952] 3 |45 ] n
154.15-16315 3,35 38 [16,0[952| 3 |45 ] n
SET 154.15-16110215 N3440 SET 154.15-16110215 F4340
Contenuto del kit / Content of the kit: Contenuto del kit / Content of the kit:
-n°2 154.15-16110 N3440 -n°2 154.15-16110 F4340
-n°2 154.15-16130 N3440 -n°2 154.15-16130 F4340
-n°2 154.15-16160 N3440 -n°2 154.15-16160 F4340
-n°2 154.15-16185 N3440 -n°2 154.15-16185 F4340
-n°2 154.15-16215 N3440 -n°2 154.15-16215 F4340
TOLLERANZA W - W TOLERANCE o
2 156.15-16110 .C54 | 1,10| 3 |16,0]952| 3,0 | 45 [ |
BA | 156.15-16130 .C54|1,30] 3 [16,0]9,52] 30 | 45 n
B csa 156.15-16160 .C54|1,60] 3 |16,0]9552] 30 | 45 n
156.15-16185 .C54|1,85] 3 |16,0/9,552] 30 | 45 n
156.15-16215 .C54|2,15] 3 |16,0]9,52]| 30 | 45 n
156.15-16265 .C54|265| 3 |16,0]952] 30 | 45 n
156.15-16315 .C54|3,15| 35 |16,0|9,52| 33 | 45 u
156.15-16415 .C544,15[ 4,5 [ 16,0952 | 3,3 | 4,5 u
156.15-16110 .C571,10| 3 |16,0]9,52| 3,0 | 4,5 [
156.15-16130 .C57 /1,30 3 |16,0/9552]| 30 | 45 u
156.15-16160 .C57|1,60] 3 [16,0]9552] 3,0 | 45 u
A c57 156.15-16185 .C57|1,85] 3 [16,0/9,552] 3,0 | 45 u
156.15-16215 .C57|2,15] 3 |16,0]9,52]| 30 | 45 u
156.15-16265 .C57|2,65] 3 |16,0]9552] 30 | 45 u
156.15-16315 .C57|3,15] 3,5 [16,0]9,52]| 33 | 45 u
156.15-16415 .C57 |4,15] 4,5 [16,0]9,52]| 33 | 45 u
Fe X47 + L GMGN 14.5-0.2-2 .X47 20|02 [145] — |15 ]| 8&°
% 004 GMGN 14.5-0.2-3 .X47 3002 [145] — [22] 8
b GMGN 14.5-0.4-4 .X47 4004 [145] — [32] 8°
e XA47 + GMGN 14.5R1.0-2 .X47 2010 /145 - |15 8°
5 °°“ GMGN 14.5R1.5-3 .X47 30| 15 (145 — [ 22 8°
GMGN 14.5R2.0-4 .X47 40120 (145 — [32] &
F6 X42 L GSGN 14.5-0.2-2 .X42 2002|145 — | 15| 10° (AN
4 0.04 W= GSGN 14.5-0.2-3 .X42 3002145 — [ 22]10° FA AN
=\ ~—<~ |GSGN 14.5-0.4-4 .X42 40 [ 04 [145] — |32 | 10° | mm
F X52 + L GSGN 14.5-0.2-2 .X52 20|02 [145] - |15 ]10° |
% °°‘{N Sp—gp) |GSCN 145023 X52 3002145 - [22]10° mmm
Z 5\ &) [GSGN 14.5-0.4-4 .X52 40 [ 04 [145] — [ 32 ] 10° nmm
£ X54 + L GSTN 14.5-0.2-2 .X54 20,02 [145] — |15 ]10° (AN
% 0.04 GSTN 14.5-0.2-3 .X54 3002 [145] — [22[11° nmm
’ GSTN 14.5-0.3-4 .X54 40103 [145] — |32 [ 11° mm
X55 + 4 I GsTN 14.5R1.0-2 X55 2010 /145 - |15 | 8° | mm
00 GSTN 14.5R1.5-3_.X55 30 | 15 [145] — [ 22 & nmm
GSTN 14.5R2.0-4 .X55 40120 [145] — [32] & | Em
. D o v wvlo 0 B
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX 23 BIRI3S o =
©| ™ < | 0| < ©
zZ2| 2 W | Ww|w 'y O
P | ACCIAIO - STEEL - STAHL - ACIER e o o o [ ]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BNeRN BN ) [ )
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ BN J [ ]
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N - ALLIAGES D’ALUMINIUM o 0 b
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
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION-
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / CONEW
O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE
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LEL]I{o) Parting Abstechen Trongonnage
Scanalatura Grooving Nutendrehen Gorges
QUALITY TOOLS ENGINEERING
HW HC DP
W, W, W,
a° '\1 B ~ hee 1 " | G-GN N rW i F‘W NON RIVESTITI RIVESTITI PCD
GMG 7 b\ 25 a’ CEMENTED COATED GRADES
- | T T T " CARBIDE BESCHICHTET
25 G TN T - T GRADES RECOUVERTS
N L R 25.. bl a
[=BN-2N NN ]
AN AR D =
IS5 %
ART. COD. w r | T |a | b W W a
e w7 |GMGN 25-0.2-3 .X47 30 /02|25 | 22| 8 | —
% XAT +004f GMGN 25-0.4-4  .X47 40| 04 | 25 | 32| 8 | -
4 V# GMGN 25-0.4-5 .X47 50|04 |25 |41 8 | —
el GMGN 25R1.5-3 .X47 30 15|25 | 22| 8 | -
Y| X47 x004f GMGN 25R2.0-4 .X47 4020 25 32| 8 | -
il WF GMGN 25R2.5-5 .X47 50| 25|25 |41 8 | -
] =7 |GMGL 25-0.2-3  .X52 30 /02|25 |22|10°| 6 n
o X52 0041 _ GMGL 25-0.3-4 .X52New | 40 | 0,3 | 25 | 32 | 10° | 6 ]
4 wB—=<
r
F &7 |GMGN 25-0.2-3 .X52 30 /02|25 |22|10° | - [ ]
A X52 0041 GMGN 25-0.3-4 .X52New | 40 | 0,3 | 25 | 32 | 10° | 6 ]
54 WEE=]
i &=—57 |GMGR 25-0.2-3 .X52 30 /02|25 |22|10° | 6 ]
o .X52 004f _ GMGR 25-0.3-4 .X52New | 4,0 | 0,3 | 25 | 32 | 10° | 6 ]
% Wi
r
4 GSGN 25-0.2-3  .X42 30 /02|25 | 22|11 | - [ ] LI
A j GSGN 25-0.4-4  .X42 40 | 04 | 25 |32 | 11°| - [ ] LI
i GSGN 25-0.4-5  .X42 50|04 |25 |41 |10° | - [ ] LI
GSGN 25-0.4-6  .X42 60|04 |25 |50|10° | - ] LI
12 GSGN 25-0.2-3  .X52 30 /02|25 |22 |11 - n =
BA GSGN 25-0.4-4  .X52 40 | 04 | 25 | 32 | 11°| - [ ] LI
34 GSGN 25-0.4-5 .X52 50|04 |25 |41 |10 | - [ ] LI
GSGN 25-0.4-6  .X52 60|04 |25 |50|10° | - [ ] LI
4 GSTN 25-0.2-3  .X54 30 /02|25 | 22|11 | - [ ] LI
A GSTN 25-0.3-4  .X54 40 03] 25 [ 32| 11°| - [ ] LI
34 GSTN 25-0.3-5  .X54 50|03 |25 |41 |10 | - [ ] LI
GSTN 25-0.3-6  .X54 60 03|25 |50|10° | — ] LI
4 GSTN 25R1.5-3  .X55 30 15|25 | 22| 8 | - [ ] LI
A GSTN 25R2.0-4  .X55 40 20| 25 | 32| 8 | - ] LI
34 GSTN 25R2.5-5 .X55 50| 25|25 |41 | 8 | - [ ] LI
GSTN 25R3.0-6  .X55 60|30 | 25|50 8 | - ] LI
, (=3 @ [Ts 2 r) =
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX BIRIRIS =
IEe =
P | ACCIAIO - STEEL - STAHL - ACIER [ AN NN BN J
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BNeRNO