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FRESE A SPIANARE*MILLING CUTTERSPLANFRASER




Spianatura Lovorazione a taglic Esecuzione di cave Interpolazione elicoidale

Facemilling interrotio Full slot milling Helical interpolation
Planfrasen Demanding intermittent Vollnutenfrésen Zirkularfrésen
machining
Schere Berabeitung bei
unterbrochenem Schnitt

FRESATURA IN RAMPA Nelle operazioni di penetrazione
& preferibile usore il sistema in rampo. L'angolo massimo in
rampa dipende dallo dimensione dellinserto & dal diametro
della fresa.l'angolo o per ogni fresa é indicato nella
tabella qui di seguito.

RAMPING In penetrating operations ramping is preferred.
The maximum ramping angle is dependent on insert size and
cug;r t:!iilzmmr.Thu angle ofor each cutter is presented in the
ta OW.

EINTAUCHEN ALS RAMPE Wir empfehlen mittels einer
Rompe einzutauchen. Der moximale Eintauchwinkelist abhéngig
von der PlattengroBe und dem Fraserdurchmesser. Der Winkel o °
fiir jeden Fréser ist in der untenstehenden Tabelle angegeben.

A Interpolazione elicoidale
Fresatura in rampa Helicol interpolation
CODE N° D Ramping Zirkularfrasen

2 MIN

fi - 1 4% | ] I =& s i
801523 | 40 [ 9 | 69 | 98







INSERTI ¢« INSERTS - WENDEPLATTEN




CODE N*

L1

ap

SEHW1204AF
SEHT 1204AF

CODE N°

Cv5
{tor20)

)
A




INSERTI = INSERTS »- WENDEPLATTEN

CODE N°

SEHW1204AF

SEHT1204AF

Ghisa - Cast ron - Gull

Ghisa nodulore
Modulor cast iron
Kugelgrophitguf

1504110

T120/%0

Leghe di Alluminio
Alurminium alloys
Aluminiumlegierungen

30-100

T0/600

SDELFER
(81




Profondita di passato

Indicato nella lovorozione

Sgrossatura e finitura

sino @ 10 mm. speculare a taglio inferrotto
Depth of cut until 10 mm. Roughing and mirror Suvitable for interrupted
hnitiefe bis 10 mm. finishing cut operation
Schrupp-und Einsetzbar fir
Schlichtbearbeitung unterbrochenen Schnitt

Fresa o spionare per operozioni di sgrossatura e finitura con basso ossorbimento di potenza.
Face cutter for finishing and roughing operation with very low power absorption.
Planfréser fir Fein-und Schruppbearbeitung mit sehr geringer Kroftaufnahme.




CODE N°

PDHW120420

PARAMETRI DI TAGLIO - CUTTING PARAMETERS -

SCHNITTPARAMETER

Ghisa - Cast iron - GuB Accigio - Steel - Siihle

di Alluminio
uminium alloys 30100 | PH2O BOG/700 | 720/680 | 700/650 | 420/500
Aluminiumlegierungen




Spianatura Spallamenti refti Profilatura Interpolazione elicoidale
Facemilling Shoulder millin Profiling Helical interpolation
Planfrésen Ecimﬂmrkﬁufg Profilieran Zirkularfrasen

FRESATURA IN RAMPA Melle operazioni di
etrazione & preferibile usare il sistema in rampa.
‘angolo massimo in rampa dipende dalla dimensione

dellinserto e dal diometro della fresa.
L'angolo o °per ogni fresa & indicato nella tabella
qui di seguito.

RAMPING |n penetroting operations ramping s
preferred. The moximum ramping angle is dependent
on insert size ond cutter diomater. The angle o *for
each cutter is presented in the table below.

EINTAUCHEN ALS RAMPE

Wir empfehlen mittels siner Rampe einzutouchen.
Der maximale Eintauchwinkelist abhéngig von der
Plattengrisfie und dem Fraserdurchmesser.

Der Winkel o *fir jeden Fréser ist

in der untenstehenden Tabelle angegeben.

Interpalazione elicoidale
Fresatura in rarmpa Helical interpolatian
CODE N° o Ramping Zidkularirdsen
Schriges Eintauchen d=12 d=16
" @ MN | @MAX | @ MIN




[1aul z | g | FORICIM

CODE N

CX2532-35
CX3233-35

&

VS2
ftors8)

V535L
{torx15)

5740

(fore15)




CODE N°

D2

L1 H

op

CODE N°

Cv004
ot 5 ST ffonx15)
V55N Vs
ffore20) ST30 {tor20)




CODE N°

RDHXO701MOT

RDHXO70ZMOT
RDHX1003MOT

RDMXT003MOT

RDHX12T3MCT

RDMX12TIMOT

RDHX1604MOT

RDMX1 604MOT

RDHT1003MOT

RDHT12T3MOT

RDHT1604MOT

DIOImO0000000E.
|| [ole] le[ | lele 20 _
DCIM00000000TTes

PARAMETRI DI TAGLIO - CUTTING PARAMETERS -
SCHNITTPARAMETER

Ghisa - Cost iron - GuB

Accigio inossidabile
Stainless steal
Rostfreie Stdhle

Ghiso nodulore
Nodular cost iron
Kugelgraphitgu

RE10

180140

165120

1407100

120/20




Spianatura Fresatura in rampa Interpolazione elicoidale
Facemilling Remping Helical interpolation
Planfrésen Eintauchen ais Rampe Zirkularfrasen

JET MILL offre numerosi vantaggi.
Particolarmente adatta per lavor

di svuotamento, non richiede
preforo e consente avanzament
moho elevatill sistema di doppio
serraggic gorantisce massima
aderenza e stabilitd dellinserto.

JET MILL offers several advaritages.

It is particularly suitable for empting
operation and it allows machining

with high feed rate. The double
clamping system guarantees the

insert moximum adherence and stability.

JET MILL hn'n?f mehre Vorteile.

Er ist geeignet fir AusrGumopretaionen,

er benstigt keine Vorbohrungen und

er erloubt Bearbeitungen mit hohen

Varschiben. Das doppelte Klemmsystem
arantiert beste onierung und

giubi!ifﬁt




JM3233

JM5204

JMBODS

52

80

27

1.5
20

2,0

JDHWIOT310

JDHW14M520




_JETMILL

INSERTI « INSERTS »- WENDEPLATTEN

CODE N°

JDOHW10T310

JDHW14M520

PARAMETRI DI TAGLIO » CUTTING PARAMETERS -
SCHNITTPARAMETER

Hardness Wi
erici el
Alloy steel %00-1200 RK40G | 200110 | 185/100 155/80
Vengitete Formatiihle
Ghisa grigia
l

READG
RE1D

Ghisa - Cast iron - Gull Accigio - Steel - Stshle




FRESE A SPALLAMENTO RETTO » SOUARE SHOULDERS CUTTERS
ECKMESSERKOPFE

SDELFE




L2

CODE N

MH1221

MH1722

12

L

16

14

10

10

L1

24

30

APKT1003PDR

Lz

CODE N°

MH1Z2Z1L

MH1722L

MH2532L

MH4033L

12

17

25

40

16

32

16

ap

10

13,5

13,5

10

L1

3

190

160

180

250




CODE N*

MH301505

MHB01507

MHE01607

50

27

27

ap

13,5

]3'5

15

L1

25

40




RICAMEI » SPARES » ERSATZITEILE

INSERTI » INSERTS - WENDEPLATTEN

(torx13)

CODE N°

APKT1003PDR

APKT1604PDR

ADET1505PDR




TCCMWT 20408

CODE N°

CODE N°

CCMWO040208

CCMWOeT208

CCMW120408

ADGWI100308

ADGW 130308

APGW160408




Finitura spollamenti retti
Finishing shoulder millin
Schlichten Eckmesserkd

Spianatura di finitura
Finishing facemilling
Schlichten planfrésen

Spallamento retto a 90° con minima
ione di grading.

907 shoulder milling with minimized
mismatch.

90" Schultern frésen mit minimaler
abweichung.




CODEN® | D |D2|H |ap|U1|12] 2

_ - : ) Lr . - . h : . - | - 1 - 3 - | * D m mﬂ
= L JE2033 20 | 20 10 | 40 (110 3
—J‘ 10 (45 | 120 3

| ADHT1003PER

- ADHT 1404PER

= & | P

V55N Cvs
{torx20) [ton20Q)




INSERTI » INSERTS - WENDEPLATTEN

ADHT1003PER

ADHT1404PER




FRESE A COPIARE-COPYING CUTTERS KOPIERFRASER

299039




CODE N° D D2l K [op| )

MG2532L | 25 | 32 15 [ 110

MG2542L | 25 CM4) 15 | 110

MG3244L | 32 CM4) 31 | 20

MG3246L | 32 CM5| 45 | 120

170

219

199

12,5

12,5

146

16

2RCCWI90412

2RCCW2305146
25DlWOoP0308

2

2RCCW230516
45DLW0P0308

2

FRCCW190412

25DLW090308

RCCW230516
45DLW090308




CODE W° D(D2|K |ap|Ll|L2]| | Z

CW250620

40 70 {150 (220 l RDEW?I!U&!-D

5 SPLW1204AD

CW250620

40 95 l RDEWEEO&EG
3 SPLWI1204AD

1 RDCW250625

237 1 RDEW290425

3 SPLWIIMED

'i




RICAMEI » SPARES *» ERSATZTEILE

CODE N°

CC4
{tore1 5)

fon15)
V54T ccs
ol flon20}

MG3246L

_4 057L _ ﬂm:,,m" ftonc20)

CODE N

)

RCCW190412
RCCW2305146

1]

SDLWO?0308

RDCW250620
RDCW250625

RDEW220620
RDEW290625

SPLW1204AD

=n = | T | Em




Cngi:mm in generale Semifinitura Copiatura di Superfinitura

Inclinare l'asse fresa di 10°-15°

neral copying Samifinishing Superfinishing for copy milling elimina la V.0, e aumenta
Allgemeines kopierfrésen Vorschiichten Super-Schlichten fir die a durofa dellinserto
pierbearbeitung Tilt the cutter axis of 10°-15°
decrease the V.0 and
increase the insert's life
CcA Den Fraser 10°-15° anstellen,

um vC=0 zu vermeiden und die
Lebensdouer der
Wendeschneidplatte zu erh&hen

COPIDRILL: frese di semifinitura e finitura in copiatura,
consentono di ottenare uno buona finitura impiegando
elevate velocité di taglio.

COPIDRILL: copying cutters in semi-finishing and finishing
operation, permit to have o good finished surface using
high cutting speed.

COPIDRILL: Kopierfriser fir die Fain-und Feinstbearbeitung
zum Erzielen von hdchsten Oberflachengiiten bei hohen
Schnittgeschwindigkeiten.

DELFER

COPIBALL: frese di finitura e super-finitura,
consentono di oftenere una superticie finita speculare
impiegande un'elevata velocitd di taglio.

COPIBALL: finishing and super-finishing cutters,
permit fo have the specular finished surface together
with high cutting speed.

COPIBALL: 5Schlicht und Super-Schlichtfraser
fiir héichste Oberflachengiiten beim H3C-Frasen
und Bknomisches Arbeiter.




CODE N

; mu., vsuﬁma

cmf. 'u'sm (020
cnzs . ] {m-ﬂﬂ]

Ho



INSERTI ¢« INSERTS - WENDEPLATTEN

RRRRRNACO0SO00MT

SCHNITTPARAMETER

Durezzn Vi = sl

N/mm2 | HB 0,10 0,20 0,30 0,40

he di Alluminie
minium alloys 30100 TKOEM 1100/900 | 10004850 | 900/600 | BOOVESD
Aluminiumlegierungen







RICAMEI * SPARES * ERSATZTEILE

d'

ai'm—
[Coma.
A TN




INSERTI » INSERTS » WENDEPLATTEN

mm
1] l ) m
Alloy steal P00 RKOZE | 200150 | 180130 | 160A110 | 14090
' Wergilete Formstihle RKOZCE
9'19‘3
he di Alluminic
uminium olloys 1100500 | 1000/850
Aluminiumlegierungen




Copiatura di Superfinitura Copiatura per interpolazione

Super-finishing for copy milling Interpolation copying
SUPET-SJ'I%E‘.‘]‘I*&" ur die Zirkularkopierfrésen
Kopierbearbeitung

Esecuzione di cave
Full slot milling
Vollnutenfrisen

Avanzamento per piani
inclinofi
Ramping

Eintauchen als rampe

JET BF 5i utilizzane per operazioni di svuotamento

& copiatura stampi, permettendo lovorazioni di foratura

e fresatura. La particolore geometria di toglio permette
forti avonzamenti anche nelle lavorezioni pil difficoltose.
Notevole la robustezza di questa fresa grozie alla chivsura
perfetta garantita do una base prismotica.

JET BF Are designed for both empyting and mould

copying operation, and allow milling and drilling machining.
The cutfing geometry permits high feed rates in even the most
difficult materials to machine. Tﬁia tool is very stranght, thanks
to the perfect lock, guranteed by a prismatic seat.

JET BF ist ausgelegt fiir die Beorbeitungen: Ausréumen und
Kepierfrisen und es edaubt die Friss-und Bohrbearbeitung.
Die Schneidengeometrie ermaglicht hohe Vorschiibe in der

Bwrbeituni'mn schwerzerspanbaren Werkstoffen. Das Werkzeug
& Festigkeit, dank der perfekien Klemmung, garaniert

hat eine ha

durch den prismatischen Sitz.




CODE N°

BF162.V516 CV005
(Ton20) (Tenc20)

BF252.VSB25

CCh
(Ton30) (Torc30}

S DELFER




INSERTI » INSERTS » WENDEPLATTEN

CODE W°

i RBF1210
] RBF1613
RBF2016
RBF2520

Ghisa - Cost iron - Gull Acdaio - Steel - Stahle

Grofite - Graphite - Graphit RKOGCF | 300/200 | 2500150




COPIDRILL CARDIBE CCD:

COPIBALL CARDIBE CC: Indinare l'asse fresa di
copigtura di superfinitura copiatura di finitura 10°-15 elimina la Ve.0,
con alta velocitddi toglio con alta velocitd di e aumenia la
per macchine HSC. taglio per macchine HSC. durata dellinserto.
COPIBALL CARDIBE CC: COPIDRILL CARDIBE CCD: Tilt the cutter axis of 10%-15°
copying superfinishing copying finishing operation decrease the Ve.0 and
operation withhigh speed cut with high speed cut ond incrensethe inserfs life. Jet Hartmetoll zum
and for HSC machine. for HSC machine. Den Friser 10°-15° anstellen, Zirkularkopierfrasen.
COPIBALL CARBIDE CC: COPIDRILL CARBIDE CCD: um vC=0 2u vermeiden und
Feinstbearbeitung mit hohen Kopierfrasen mit hohen die Lebensdauer der
Schni indigkeiten Schnittgeschwindigkeiten Wendeschneidplotie zu erhhen.
und HSC Bearbeitung und HSC Bearbeitung.
COPIDRILL CARBIDE CCD
COPIBALL CAREBIDE CC ]

JET CARBIDE CCBF

Il corpo in metallo duro riduce al minimo la vibrazioni
aoumentonde notevolmente la vita dell'inserto e permettendo
una lavorozione in moggiore profonditd.

The Carbide body minimizes the vibrations, with a great i increase /T
of the insert’s life and ollowing o deeper machining.

Dieser Horimetallkérper reduziert Vibrofionen, steigert die Sia .
der Wendeschneidplatten und eraubt eine hohere Bamﬁai‘luﬁg;



COPIBALL CARBIDE €C *» COPIDRILL CARBIDE CCD

COPIBALL CC

CODE N° D D2 L L2

mm“- .
---- B

CC.’EBEA‘ 20 2(] 125 24[}

COPIDRILL CCD

CODE N* b D2 L L2

RCMNIZAL

RCHT6AL

CODE N®

p

Chlis VSA16 fton15) CVO04 florx] 5)

CCD123]

o |
SR VS16  (lon20) CVO05 {ton20)

CCD2031 V520
CCD2032




COPIBALL CARBIDE €C - COPIDRILL CARBIDE €CD

INSERTI » INSERTS - WENDEPLATTEN

CODE N

RCATZ
RCAlS

RCM12Z
RCM1&
RCMN20

RCN12AL
RCN1 &AL
RCNZ0AL

Lagha di Alluminio
Aluminium alloys
Aluminiumlegierungen




RICAMBI « SPARES * ERSATZTEILE

CODE N°

CV004 (torx15)

CVOO05 {tor20)




INSERTI » INSERTS » WENDEPLATTEN

CODE N°

RBF1210

REF1413

RBF2016

Grafite - Graphite - Grophit




FRESE CONTORNIRE-CONTOURING CUTTERS-KONTURFRASER




CODE N®

V51 Vo0
fromé) (trorxt)

V52 cvooz2
{for8) (torx8)
V535L 5T40 V004
{torx15) [torx1 5)

CODE N°

FDHWO40110

XDHWOS0210

ADHW10T310




S DELFER




TR3716C




o
48

CODE N°

TR3214C TR3Z14
TR3716C  TR3716

CODE N°

CCMWDE0208

CCMWOST308

CCMW120408

CCMTOS0208

CCMTOST308

CCMT120408




Y

CODE N°

AR10060

TARSD

HV3 {ch 3)

CODE N°

ARG2560

ARG3360




CODE N° D D1 K L1 2 Z

L2 & 3232 32 i1 CM3 30,5 17 2 TPMO11

(G3232V54 (igx15) CV004 (forx15)

INSERTI » INSERTS «- WENDEPLATTEN

CODE N

TPMOS11

TPMO%11







CODE N° L K D ] D2 M




EXTENSION SYSTEM HEAVY METAL

m-II-ZE--IEI

mmmm
—mmmmmmm ’lJ
_Eﬁ-m“m A ’f

= ’|r-,

Ly ‘ PDCI0120D | 80 | 120




CODE N*

D1

op

L1




CODE N°

V51 ftorxé) CVOO1 (torx6)
V52 ffor8) CV002 {torx8)
V535L(lorx15) 5T40 CV004 ftorx15)

V54VS4T lond 5)
CV005 {torx20)

Vil

CODE N

XDHWO040110
XDHWO&0210
XDHWI0T310

Y

ADGW130308
APGW160408
APGW120408

CCMWOG0208
CCMWORPTI08
COMW120408

ADHT1003PER

APKT1003PDR

JDHWI10T310




TORIDEX

M5CX35D

MSMG25D

21

(B

19

29

29

10,5
12,5
17

17

12,5

12,5

L1

43

MI10

M12

M16

M16

M12

INSERTI

RD..1003MOT

RD..1003MOT

RO 12T3MOT

RD..12T3MOT

RCCW190412




" \ °J\
RICAMEI! - SPARES * ERSATZTEILE

MSCX255D _

— V535Ltorx15) CVO04 fforx] 5)
- 5T40 o
MSCX328D | VSSN(ton0) ST30 V005 torx20)
V540C{tor1 5] CV004(fon15)
_ MSMG32D V550C ton20) CV005{ton20) |
MSCAOBD VSAOBflon7) | CVO15{torx7
MSCA10D _ VSAIOftor8) | CVO02{torx8
VSA12{tonc10) | CV0O03ftor10
¥ 6D ml&[t_orﬂﬁl CV004ftorx15)
V5A20(ton20
V512
V516 CVO05 (tonc20)
vszg (ton20)
V525
VSB12(torx15) | CV004 (torx15)
Y514
ysz 10020} | CVOOS ftonc20)

CODE N

RODHXD702MOT
ROHX1003MOT
RDMX1003MOT
ROHX12T3MOT
ROMX12TIMOT
ROHX1 A04MOT
RDMX1 804MOT

RDHT1003MOT
RDHT12T3MOT
RDHT1404MOT

T,

RCCWI190412
RCCW230514

RCADB
RCAID
RCAIZ
RCAlS
RCAZ0

RCN12
RCN1&
RCN20
RCM25
RCNT2AL
RCMN16AL
RCN20AL
RCN25AL

REF1210
RBF1613
RBF2016

i i i T

.
- —

B | emm | s




MANDRINI PER CALETTAMENTO TERMICO
per utensili con attacco cilindrico.

SHRINK FIT CHUCK for cutters
with cylindrical shank.

SCHRUMPFFUTTER fiir friiser
mit zylinderschaft,

—nr]

d




MANDRINI PORTAFRESE TIPO WELDON
per utensili con attacco cilindrico e piono di
trascinoments DIN 1835-B.

END MILL ADAPTORS
for cutters with cylindrical shonk and weldon
flat DIN 1835-B.

FRAS

ERAUFNAHMEN
for fraser mit zylinderschoft und mitnahmeflache
DIM 1835-B.




MANDRINI PORTAFRESE
per frese con trascinatare frontale.

SHELL MILL ADAPTORS
for cutters with driving slot.

AUFSTECKFRASDORN

fir fraser mit quernut.

CODE N° K d D L L




G 6,3 " —

150 40 = 15.000 w

50 = 10.000

MANDRINI ANTIVIBRANTI
per frese filetiote.

THREADED CUTTERS
odaoptors anti vibrofion.

EINSCHRAUBFRASDORN
anti vibration.

MANDRINI PORTA FRESE
ANTIVIBRANTI fissi per frese con
trascinatore frontale DIM 138.

SHELL MILL ADAPTORS
ANTI VIBRATION
tor cutters with driving slet Din 138,

EINSCHRAUBFRASDORN
fiir fréiser mit quernut din 138.




MANDRINI PER CALETTAMENTO
TERMICO per utensili con attacco
cilindrica.

SHRINK FIT CHUCK for cutters
with eylindrical shank.

SCHRUMPFFUTTER fur friiser
mit zylinderschaft.

CODE N° HSK d D D1 L

SDELFER




G 2,5
(", 22.000

MANDRINI PER CALETTAMENTO TERMICO
per utensili con attoceo cilindrico.

SHRINK FIT CHUCK for cutters
with cylindrical shonk.

SCHRUMPFFUTTER fir fraser
mit zylinderschaoft.

CODE N° HSK




c 2,5

(_ 20.000

MANDRINI PORTAFRESE FIS51 per frese
con trascinatore frontale.

SHELL MILL ADAPTORS for cutters
with driving slot.

AUFSTECKFRASDORN fir fréiser

mit quemnut.

D
| '=!r.\- .1.

L1

1




G 2,5
(. 20.000

MANDRINI PORTAFRESE PER PINZE
DEI:lHH {ER) per utensili con gambo
cilindrico.

COLLET CHUCKS FOR COLLETS DIN 6499 (ER)
for tools with cylindrical shank.

FRASERSPANNFUTTER FUR DIN 6499 (ER)
SPANNZANGEN fir werkzeuge mit zylinderschaft.

CODE N° H3K dl D L

MDE&3.02.20 HSK-E53 | ER32 2-20| 50 | 75




METALLO DURO INTEGRALE+-SOLID CARBIDE -
VOLLHARTMETALL

DELFER

He




copEn' | D8 | p2M| d L L L2 13 r z

-nm-mmmn
nnnmmmm-
mmnmm,mn

—nn-nnm-nn
-nn-nnm-nn
_nn-m-m-nn
mm-m-m-nn
mm-m-mr' ;ll"’ ,,




H S




HMUR
CODE N° o8 | p2™| L L1 12 r z

45







DELFER

He




S ]
PARAMETRI TAGLIO - CUTTING DATA+ SCHNITTPARAMETER

[ioH]

(=1,
BHXL SN—————— S"—— BuHLa
S
Accigio ol corbonio Fﬂﬂﬂ;ﬁhﬂ‘m
Mﬂlﬂ:‘ :"::E‘::{ e NMMMT Accicio legato Actiaio per ulensili | Accicio per utensil
Matarial Corgtruction
Castiron (GG) | Ductile cost iron (GGG Aloy el Tool steel Too sieel
Koblanscfh Lﬂﬂ"*ﬂa “"“I Lagieris gthla Warkeeugsichle Werkzeugsihle

Suparinituro * Superfinishing * Super-schiichten
Ve 400 I 350 300 | 250 I 200
upxuﬁ . G,ﬂEDxFﬂU’ED

--mmmmm-m----m
“mm_-_mm-_mm
“mmmnmm-mmmmmmm

“mmmmmmm-mm




PARAMETRI TAGLIO METALLO DURO INTEGRALE-SOLID CAREIDE

CUTTING DATA-VOLLHARTMETALL SCHNITTPARAMETER

ap ¥x oe(f}>
Acdiaio legato
Acciale al carbonio Accioio da costruzione
Moterioh Ghisa (GG} %mm Accicio legeies Accicio perulsesli | Accialo per vlensli

Castiron (GG) | Dudile cost iron (GGG}

Finitura * nishinq = Schlichten
_-m_ 1D m i:: n x0,D |  1Dx0,05D 1D x 0,05

nm_m--_mm_m
—mmmmmmmmmmm

HMHC2
HMH2
-
Accigio ol carbonic | Accicio da costnzione
Materi Ghisa(SG)  (Ghisarmclealie(GGE) | e lagato Accicio per utenslli | Acciaio per utensii
Cast iron (GG} D.dhmdeGG]
it
kraiiathic W"E” Legierte sighle Werkzeugstahle Werkzeugsthle
Gubeisen (GG Schmiedbores GuBeisen

II5 15’5‘ﬂ 320 u,mﬂ 13‘?0 280 ﬂ'lﬂﬂ 990 | 170 |0,0B5| 500 ﬂ,ﬂ?ﬂ 80 4(]]' Eﬁ ﬂ,ﬂ?ﬂ
20 1270| 300 (0,120 (1110 | 270 10,120) 800 | 160 |0,000( 480 |0080| 80 | 320 | 51 |0080




PARAMETRI TAGLIO METALLO DURO INTEGRALE-SOLID CAREIDE

CUTTING DATA-VOLLHARTMETALL SCHNITTPARAMETER

HMH » HMHL
Accioio
Accigio al corbonio Acdialo do codruzione
Moteriol Ghisa (GG G‘“’“Ndmm Accicio legoto Accidio per lersili | Accigio per lensil

_ 1,5::;:11::- 15D!ﬂ1['l 15n;n1n I,SD::I‘.'.IEI&D 1,5:::{:,&50
-MEEEEIE{B 1910 mm-mmmm







INSERTI » INSERTS » WENDEPLATTEN

12 |8 | ol & | B ] 5
mm | mm | mm | mm | mm | O

ADIWI 503Z7R 252 13,18 | 0.8 15°
ADGWI100308 3,18(0,8 15°
ADGW130308 3,18(0,8 15°
APGWI 60408 476|108 1°
APGWI1 90408 476|108 11°
APEW1504ZZR 12,70 4,76 1,94 11*
APLWI1504Z7R 12,704,764 1,94 "
APLW2004ZZR 12,70 |4,74 1,1 11*
ADLT1503Z2R 952 13,18| 0.8 15°
APLT15047ZZR 2,704,746 1,94 11
ADHT1003PER 660 13,181 0,5 12| 18
ADHT1404PER 11,804,776 | 0,6 1.4 |15°
ADET1505PDR 952| 5 |08 1,46 (154
APKTT1003FDR 67013505 T2 |11
APET1604PDR 945153 |08 1.8 1
ARG2550 27014,76 1.4 11"
ARG3360 27014,76 1.4 11°




INSERTI ¢ INSERTS » WENDEPLATTEN

CCMWO04s0208
CCMWOST308
CCMWI20408

CCMTO60208
CCMTOBO308
CCMTO9TI08
CCMT120408

XDHWO40110
XDHWOS0210
XDHW10T310

SPLW1204A0
SPEW1204AD

SPLT1204AD

SEHW1204AF
SEHW1504AF

SEHT1204AF

SDLWOS0308

SDLTOR0308

SEAM1203AFN
SEKIN1203AFN
SEKM1504AFN

PDHW 120420

D| S r m

mm | mm | mm mm | o
635 12,38| 0,8 1319 7=
952139708 26| T
12,70(4,76 | 0,8 3080 7
435|2,38| 0,8 1319 7
797 |318 0,8 1765 | 7
952 397 | 0,8 2206 7
12,70|4,76 | 0,8 3080 7
1,5¢| 1,0 15°
23811,0 5%
397|110 15

2,70 1270 | 4,74 1=
12,70 4,76 e
12.70|4,76 1°
4,76 1.25 | 20°
4,76 1.86 | 20°

4,76 1,25 | 20°
3,1810,8 1,644 | 15°
3.18(0,8 1444 | 15°
3.8 200
3,18 200
4,76 20°
1654 (4,76 | 2 15°




INSERTI » INSERTS »- WENDEPLATTEN

SFAN1203EFR
SFAN1203EFL
SPKM1203EDR
SPKMN1203EDL
SPKM1504EDR
SPKMN1504EDL

ROHXO701MOT
RDHXO702MOT
RDHX0802MOT
RDHX1003MOT
RDHX12T3MOT
RDHX14604MOT

RDMX1 003MOT
RDMX12T3MOT
RDMX1 604MOT

RDHT1003MOT
RDHTI12T3MOT
RDHT1404MOT

RDEW10T3MO
RPEW1204MO

ROMTI0TIMO
RPMT1204MO

TPMO511
TPMOP11

TPEKM1603P0OR
TPEMN14603PDL
TPEKM2204PDR
TPKN2204PDL

TPKRZ204PDR

D 5 r b
mm |mm | mm | mm | o°
3,18 14~] 26°
3,18 14~| 28°
3,18 14~ 11°
3,18 T4~ 11°
4,76 14~ 11*°
4,74 T4~] 11*
7 11,99 15"
7 12,38 15"
B |2,38 15°
10 | 3,18 15
12 | 397 15°
16 | 476 15°
10 | 3,18 158
12 | 3,97 15°
16 | 4,76 15°
10 | 3,18 15
12 | 3,97 15
16 | 4,76 15
10 |3.97 15°
12 |4,76 i
10 3,97 15°
12 |4,76 1°
555|250 0.8 8
952 |3,18 | 0,8 i il
952 | 3,18 1,0=] 11"
952 | 3,18 1.0~ 11°
1270 | 4,76 1.5~ 11°
12,70 | 4,76 1.5~ 11°
1270 |4,76 5~ Nt




INSERTI *» INSERTS - WENDEPLATTEN

RCCW120412
RCCW230514

RDCW250420
ROCW250625

RDEW220620
RDEW290625

JDHWI10T310
JDHW14M520

ODEW150508

CDET150508

RCMODB
RCNIO
RCNI12
RCN14
RCNZO
RCM2S
RCN32

RCNO8 AL
RCN10 AL
RCN12 AL
RCH14 AL
RCNZ0 AL
RCN25 AL
RCN32 AL

RCAQS
RCAID
RCA12
RCAlS
RCAZ0
RCA25
RCA32

RBF1210
RBF1413
RBF2016
RBF2520

2|s|r|lda|D]| |
mm | M | mm§ mm | mm | o
75 |45 125 7
10,555 [16,0 %
12,4 (6,0 | 20 15°
13,4 | 6,0 | 25 15°
13,6 (6,0 | 20 15°
15 (6025 15°
10,4 (3,97 1,0 15°
14,4 (5,00 | 2,0 15°
1588(5,50 | 0,8 15°
1588(5,50 | 0,8 15°
2 25| 8 |12°
24 3 |10|12
25 5 | 1212
3 5 |16 12
3 5 g0
4 6 | 25|12
5 8 | 32|12
2 25| 8 |12°
2,4 3 1012
2,5 5 | 12|12
3 5 | 16120
3 5 |'20| 12
4 6 | 25|12
5 B | 32|12
24 25| 8
2,6 3 |10
3 35| 12
4 4 |16
5 5 | 20
6 6 | 25
7 8 | 32
25 1,037 |12 | 11e
42 35316110
5 1,653 |20 [
5 0l9 |25 |1




METALLO DURO PER FRESATURA-MILLING CARBIDE

GRADE SELECTION-HARTMETALL FRASSORTEN

Z5M

Chualitts in metalle duro non rivestita, Z564 & particolorments edatio per
leecwamiani di fresoturs leggens & medie d'occios,

Lﬁ'md“:dmhdng‘;-fiu.m“mumlgmduhuulnllgﬂmld

Z5M unbe schictetes hortmesall ist besonderst geeignet fir die leichte und mitflare
Baorbaibung von Ssahl.

Z56

Chuclitts in mefafle duro non rivestita. 256 & uno qualish universole per ke
lovonorion] madie & pesanti docciaio.

Uncodgied corbide . Z56 is an vniversol grode for wse in medium ond
hesovy mochining of sheal.

54 unbe schicietes hartmeioll (st ein universa| elnestzhares Hormeiall for die
mitttare bis schwere Zempanung von Stahl.

ZKO3M

Glualiit in metollo dure non rvestio. ZKO3M & porticolarments odatho per
leverazion] di copiotura leggene & madie dei moteriali non famost,

Uncoated corbide grode. ZKO3M hpuﬂb.rhﬂf iable for use in nd
madium capying opsnation of non-fermous metals. g el il

Z¥0GEM unbe schictetes harimetall ist basondarst geeignet bei leichien und
milttieren Kopierdnisen von NE - Mefallan.

ZH20

Glualith In metallo dure non dvestite. ZH20 & una gualitd universale per le
lovosrarioni pesonii & medie del materali non fermosi.

Uncocted corbide TH20 is on universal gode for use in medium ond
heaovy mochining of non-ferrous makals.

IHXD unbb!d'-:tﬂ'h: hesrrmetall ist ecn universel einsetthares Harmetall e die
mitfere bis schwere Zempanung von NE - Metallen,

RK250G

TialN

RE25G & una nuova Hﬂmﬂmhwhbﬂuﬁnﬁlumlwwa
esiremomente rest olf'usuro. Poricolormente indiooio nells loveromoni leggens
& medie di occalo.

RE2 ted
i Prtutor S Tt i ackrp g ch s AP

RK25G ist nmmﬂasr.hlduung i i ml:knnhmrbﬂ Das Substeat st
rmrrl‘gg;‘un HﬁmEl:mm’ﬂu' mundr:mhn

Bearbaibung van

RK40G

Mhmh&.mTWN spessore 4 mé rh!udd'h

TN RK.‘QG is weith
pub'mnrm Hﬂqﬁmhm rmould ﬂdf'::m seal :ﬂ,ﬁ Imlﬂqh

Hartmesall mil siner 4 (rm dicken TLAIN Mrhadﬁun;muelummnm
shgm ol ideal zum Friisen von Stohl, Gesenkechmisdasthol, rostfreiem

RKO3E

Chualitd in metalle dure rivestito (PYD] in TIAIN spessore 3 um. Forficolormenta
indicato nalle kovorozicne di copiotun in finitur @ superfinituro.

Cooted corbide grode TIAIN thickness 3 prm. Parficwlady suftable for finishi
¢ndwwﬂnuhln';;m#gm S . =
Harirredall mit elner 3 pm dicken TWAN Beschichiung. Besonders gaelgned fir
die Fain- undFdndbmm;d'u'qbuan: -

RKO3CF

Chualitt in mesolle dura rivestito in TIAIN spessore 3 pm. Porficolormente
n&cﬁuhmpmunmmﬁﬁhtﬁ:upﬂmﬁrﬁﬂ

Coaded corbide groda TWAIN [PVD) thidmess 3 pm. Partiodary suifcble for copying
upmﬁunln ﬁmgung,supurfin‘ungtlﬂ HaC.

Einl TiAlM beschichtetes Hartrmetall mit eines S&H;IdF:rlmTﬁN -
. Basonders gesignet zum Kopiorfrisan nsthearbmitung
und bm der - Bearbestung |

RB10

A0RRRAAARNDN

Chualitts In mstalle duro rvestito in in TIAIM spessare 4 pm. Grodo
nmﬂnmmﬁhwhﬁﬁnﬁndﬂh#&m

Cooted carbide grode TIAIN (PYD) thickness 4 pm, Grode suitabde for medium
rcschining of cast iron.

Hartmedtall mit iner 4 um dicken TAIN (PVD] Beschichtung fir die minlers
Baarbaitung van Grougull. i
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