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UTENSILI PER TORNITURA
TURNING TOOLS

DREHENWERKZEUGE
QUALITY TOOLS ENGINEERING OUTILS DE TOURNAGE
HERRAMIENTAS PARA TORNEADO

UTENSILI PER TORNITURA ESTERNA

(0
BB | EXTERNAL TURNING TOOLS
B  \WERKZEUGE FUER AUSSENBEARBEITUNG

= | HERRAMIENTAS PARA TORNEADO EXTERIOR

UTENSILI PER TORNITURA INTERNA

(|
B  TOOL HOLDER FOR INTERNAL USE

B= | HERRAMIENTAS PARA TORNEADO INTERIOR

B B | UTENSILI PER SCANALATURA E TAGLIO

OUTILS A RAINURER ET TRONGONNER

(1
B | HERRAMIENTAS PARA RANURAS

B B | UTENSILI ISO 26623-1 PER TORNITURA ESTERNA ED INTERNA

1ISO 26623-1 INNEN- UND AUSSENDREHWERKZEUGE

-
B  OUTILS ISO 26623-1 POUR TOURNAGE EXTERNE ET INTERNE
B= | HERRAMIENTAS ISO 26623-1 PARA TORNEADO EXTERIOR E INTERIOR

B B | INSERTI PER TORNITURA

TURNING INSERTS

PLAQUETTES DE TOURNAGE

€
BN . \VENDEPLATTEN ZUM DREHEN
in
—

PLAQUITAS DE TORNEADO

_ Pag. 121

INSERTI PER SCANALATURA

GROOVING INSERTS

PLAQUETTES DE GORGES

Ll
3E
BN . \ENDEPLATTEN ZUM NUTENDREHEN
in
—

PLAQUITAS DE RANURAS

\ Pag. 157




INDICAZIONI DI LETTURA
READING INSTRUCTIONS
HINWEISE ZUR ABLESUNG
INDICATIONS DE LECTURE

“ 1= ARTICOLO + GAMMA D} STEL/
2 = LAVORAZIONI CONSIGLIATE
3 = INSERT/
4 = SISTEMA DI BLOCCAGGIO
5= INSERT/ SAU DISPONIBIL!
6 = ELENCO ARTICOL/
7 = MISURE, DAT/,INDICAZION}
8 = GRANDEZZA INSERT! CONSIGLIAT/
9 = RICAMB! IN DOTAZIONE
10 = ACCESSOR! E RICAMB! 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

B 7/PI DI BLOCCAGGIO

= KLEMMTYPEN
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== CLAMPING TYPES
0 TYPES DE BLOCAGE

TIPO-TYPE-TYP-TYPE

TIPO-TYPE-TYP-TYPE
S

TIPO-TYPE-TYP-TYPE

Cc

TIPO-TYPE-TYP-TYPE
M

11l

TIPO-TYPE-TYP-TYPE



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

QUALITY TOOLS ENGINEERING

1 | PoDiBLOCCAGGIO 3 |TIPODIUTENSILE 4 |ANGOLI DI SPOGLIA
TYPE OF CLAMPING TYPE OF TOOL RAKE ANGLES
90° 75° 90° 45° 60°
AV { { {
Az s |llp
D P M
A B (o3 D E A B C
% @ 90° 90°[ . 107.5° 93° 75°
s c i ‘:‘ i ‘:‘ i dbas | Jhzor |28
F G H J K D E F
95° 50° 63° 107.5° 75°
2 FORMA INSERTO
INSERT SHAPE J (] QJ\ {
=], £, ® w | Lo
A B Cc L M N Q R G N P
45° 60° 93° 72.5° 60°
B P (D | |
5 |seerone
(1]
K L M S T U \) w <= <p -
oDk @ | I .
ISO
<@,
T A \') W X R N L
(1 ]2]3]4]5| 6 | 7 |[[8] 9 || 10 |
LUNGHEZZA
TAGLIENTE
6 |ALTEZZASTELO 8 |LuncHEZZAUTENSILE 9 | cutTING EDGE
SHANK HEIGHT TOOL LENGHT LENGHT
L1
e [ &
| = [
A B (o3
32 A
T i 40 B
: § B 2| @
60 D I/ o Tk
70 E D E H
| e [
L1 90 G <>
100 H L 1 4
110 J K L M
125 K
LARGHEZZA STELO 140 L
7 SHANK WIDTH 150 M D
160 N Sy | -
170 P o R S
180 Q
. 20 | R = A
| 250 S L | ~yL
A | e w
350 U
\ T ‘ 400 Y
450 w
500 Y 10 | FacoLTaTIVO
SPECIALE| X OPTIONAL
SPECIAL
INDICAZIONI SUPPLEMENTARI
ADDITIONALS DETAILS




DESIGNAZIONE UTENSILI PER TORNITURA INTERNA SECONDO LE NORME ISO
TOOLS DESIGNATION FOR INTERNAL TURNING ACCORDING TO ISO

QUALITY TOOLS ENGINEERING

EEIEIIB-

9 || 10 |

11 |stELO

SHANK
S = Stelo in acciaio S = Steel shank
A = Stelo in acciaio + foro refrigerante A = Steel shank + coolant hole
B = Stelo in acciaio + dispositivo antivibrante B = Steel shank +anti-vibration device
C = Stelo in metallo duro con testa in acciaio C = carbide shank with steel head
D = Stelo in acciaio + dispositivo antivibrante + foro refrigerante D = Steel shank + anti-vibration device + coolant hole
E = Stelo in metallo duro con testa in acciaio + foro refrigerante E = carbide shank with steel head + coolant hole
F = Stelo in metallo duro con testa in acciaio + dispositivo antivibrante F = carbide shank with steel head + anti-vibration device
G = Stelo in metallo duro con testa in acciaio + dispositivo antivibrante G =carbide shank with steel head + anti-vibration device
+ foro refrigerante + coolant hole
H = Stelo in metallo pesante H = Heavy metal shank
J = Stelo in metallo pesante + foro refrigerante 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

S..




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

QUALITY TOOLS ENGINEERING

FORMA DELLINSERTO - INSERT SHAPE

TORNITURA ESTERNA K R S T \" W

QO B oA < @

EXTERNAL TURNING

Tornitura Assiale / Sfacciatura
Axial Turning / Facing

=
([
©)
©)
©)
©)
©)
©)

Profilatura
Profiling

[
©)
©)
©)
©)

Sfacciatura
Facing

_
©)
©)
©)
©)
([ J
©)
©)

Tornitura a tuffo
Plunge turning

TIPO DI LAVORAZIONE - TYPE OF MACHINING

L

@ FORMA CONSIGLIATA - RECOMMENDED SHAPE O FORMA POSSIBILE - POSSIBLE SHAPE

FORMA DELLINSERTO - INSERT SHAPE

TORNITURA INTERNA K R S T \" W

& O B a < @

INTERNAL TURNING

Tornitura Assiale / Sfacciatura
Axial Turning / Facing

[ o o e o

Profilatura
Profiling

Sfacciatura

TIPO DI LAVORAZIONE - TYPE OF MACHINING
o
[
o
©)

Facing
- . o o 0
. FORMA CONSIGLIATA - RECOMMENDED SHAPE O FORMA POSSIBILE - POSSIBLE SHAPE




UTENSILI PER TORNITURA ESTERNA

EXTERNAL TURNING TOOLS
== WERKZEUGE FUER AUSSENBEARBEITUNG

QUALITY TOOLS ENGINELRING OUTILS DE TOURNAGE EXTERIEUR

UTENSILIOS PARA TORNEADO EXTERIOR

| DTINRIL Pagi4

T . ,
CNM. CNM. SNM.
0903.. TNM.
1204.. TNM. 1204 1204.. 1604
1606.. 1604.. ” 1506 :
1906..

1606.. 1906:: 2204..
N1 20x20 - 32x32 1 20x20 - 32x32

[ 16x16 - 40x40 1906.. [f1 20x20 - 40x40 [ 20x20 - 32x32
DCBNR/L | DWLNR/L

CNM.

CNM. WNM. 1204.. SNM. THM.
1204.. 0804.. 1606.. 1906” 2204"
1906.. v v
[ 20x20 - 32x32 [N 20x20 - 25x25 [ 20x20 - 40x40 M 20x20 - 32x32
DCKNRIL | | PCKNRIL | | MWLNRIL
° . A
CNM. SNM. WNM.
C’I:Z":)!\ln 1204.. 1282 0604..
v 1906.. 1906” 0804..
III 20x20 - 32x32 III 20x20 - 40x40 III 20x20 - 40x40 i III 20x20 - 32x32
DCSNRIL PCSNR/L | PSSNR/L |
I T 7
a3 43/ 45: @

CNM. SNM.
CNM. 1204.. 1204..
1204.. 1606.. 1506..
1906.. 1906..
N1 20x20 - 32x32 1 20x20 - 32x32 1 20x20 - 40x40

DDJNRI/L | PDJNRIL | PTFNRIL

90,
ﬁi Vi 4 : Vi 4 A
DNM. TNM.
DNM.
1104.. 1604..
1506.. 1506.. 2204..

N1 20x20 - 25x25

1 16x16 - 32x32 1 20x20 - 32x32

DSKNRI/L PDNNRI/L

| PTGNRIL
75°
Vi 4 1 A
SNM. TNM.
DNM.
. = =

[l 20x20 - 32x32

DSSNRI/L

5
45\/i

N1 20x20 - 25x25

[l 20x20 - 32x32 [l 20x20 - 32x32

| PWLNR/L

95°
1\[@‘
95¢

SNM. WNM.
1204 0604..
N 0804..

1 16x16 - 32x32

8




—
952 |

[ 20x20 - 32x32

MDJNRI/L

CNM.

1204..
1606..
1906..

o
N S

1 20x20 - 32x32

MDQNRI/L

—
107,52\

DNM.

1506..

[ 20x20 - 32x25

VNM.

1604..

N 25x25

MSSNR/L

L
45\//ji|‘||||

DNM.

1506..

1 20x20 - 32x25

| MVPNRIL

117,5°

VNM.
1604..

[N 08x08 - 25x25

| SCRCRIL

CcC..
0602..
09T3..
1204..

TC..

0902.. VB..
1102.. 1604..
16T3..

Y
s b
SVVBN  Pag3s
pao

1 08x08 - 25x25

| STGCRIL

1 20x20 - 40x40

MSBNR/L

\Ji

d

SNM.
1204..
1906..

[N 20x20 - 32x25

VNM.
1604..

1 08x08 - 25x25

| SDHCRIL

1204..

1 08x08 - 25x25

SVHCRI/L

1 20x20 - 32x25

16T3..

c

CKJNR/L Pag.39

[f1 32x32 - 40x40

SNM.
1906..

1 10x10 - 25x25

SDJCRI/L

DC..
0702..
11T3..

1 16x16 - 32x25

| SVJCRIL

.

93

1 08x08 - 25x25

—
63°

DC..
0702..
1T3..

|

1 12x12 - 32x25

SVXCRI/L

[N 08x08 - 25x25

DC..
0702..
11T3..

@

VvC..
1604..

KNUX
1604..
@ [ 20x20 - 32x32
VC.. TTS - TOOLS
1103.. “llllllllll""'
1604..

PCLNR/L..TTS

DNM.
1506..

1 12x12 - 25x25

SSSCRIL

RC..

0602MO..
0803MO..
1003MO..

VC..
1103..
1604..

[l 20x20 - 32x32
SCLCRI/L..TTS

iR

CcC..
1204..

[ 12x12 - 32x25

SC..
09T3..
1204..

VB..
1604..

[l 20x20 - 25x25
SDJCR/L..TTS

LIS

1 16x16 - 32x25

1 20x20 - 25x25




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

95°

-

SR

In figura utensile destro - Right-hand shown

i 20x20 - 32x32

DCBNRI/L

75°

h 20x20 - 32x32

h1T

-

cNvA [N TN r :
- [V
cNvG Y TR 2 ™~
cnvv | TN
L5

In figura utensile destro

L h

- Right-hand shown

CNMA

CNMG

CNMM

INSERTI - INSERTS
PAG. 143

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 New 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
EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS . PAG. 136
= EINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
1E VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
== \/c. SCHNITTGESCHWINDIGKEIT b . PAG. 132
I Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
BB SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967
N DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS PAG. 992

-

(

10 -

™= TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

I
:‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

> (=)




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur i QUALITY TOOLS ENGINEERING

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

L e & f h1ﬂ
- —

cnvA NI !
45°v
12 cnve | N TRY| » cNMmG | Y R
& 1 cnvm | TR 11 cnvv | Y TS

-

BN

- B

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
[ NEw |
=1 ! E=7 -
& fEFEEEEE
" — INSERTI - INSERTS
PAG. 143

2 & |

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

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS

B8 EINSATZGEBIETE FUR DREHPLATTEN

B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
= \/c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE
101 DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -
B DONNEES TECNIQUES ET CONSEILS
p

\”> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 1

PAG. 136




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

i 20x20 - 32x32

93° Y

1
J

DNMA NN

93°

DNMG N

[T
DNMM NN

In figura utensile destro - Right-hand shown

/4 ﬁ ' ' ' INSERTI - INSERTS

.G55 | .G56 | .G62 | .G63 | .G68 | .G72 PAG. S

Fgle ||

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

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

'@ DONNEES TECNIQUES ET CONSEILS

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

PAG. 136

=1} =

12




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

1

h 20x20 - 32x32 th 20x20 - 25x25

45°

75°

=

F fT - f h1
75° T
1 | | r snvA | NN T shvA N TN
12 snvG | 1] | N sNvG | TR
J— 11 N q
p SNMM | snvv | TR
L M L5 I

In figura utensile destro - Right-hand shown
-

INSERTI - INSERTS
PAG. 146

PN
o
°

%
G

N

E

In figura utensile destro - Right-hand shown

BEEE=E08 8

.G61 G52 | .G53 | .G55 | .G56 | .G62 | .G54 | .G72 | .G82

©
IS
S

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 35615 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

B8 EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS T
B= DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ G

™= TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 992
B DONNEES TECNIQUES ET CONSEILS

I
‘/> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 13

PAG. 136

\




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

93°

i 20x20 - 32x32

In figura utensile destro - Right-hand shown

&

TNMA NN
TNMG NN
TNMM

D

7
5 B g
%

14

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

=1} =

DETTAGLIO RICAMBI

SPARE PARTS DETAILS

DETAILS ZU DEN ERSATZTEILEN
DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI

TECHNICAL DATA AND SUGGESTIONS
TECHNISCHE DATEN UND EMPFEHLUNGEN
DONNEES TECNIQUES ET CONSEILS

=y} =

A \ 3
ALLbLLALAA
INSERTI - INSERTS
PAG. 147
.G61 .B32 .G52 .G53 .G55 .G56 .G62 .G63
DTINR/L 2020 K 16 20 20 25 125 20 1,8 1604 100-11 5409 3416 12409P 5515P
DTINR/L 2525 M 16 25 25 32 150 21 1,8
DTJNR/L 3232 P 16 32 32 40 170 23 1,8
IE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BEE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN :
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

> @ e
B P oo

> b Pac. 992

(:‘ 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 - 25x25

t

P

‘ ; WNMA NN
95°

12 WNMG NN

J— 1" WNMM NN

L

[
o
E

In figura utensile destro - Right-hand shown

VIV VE

.G23 | .G61 .G42 | G52 | .G53 | .G55 | .G56 | .K57P | .G62 | .G63

)

INSERTI - INSERTS
PAG. 148

(5)
éf ; B) )
ﬂT =/ ﬂr
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
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
B8 EINSATZGEBIETE FUR DREHPLATTEN .
: I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
©
.
=
18 VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
B= \/c. SCHNITTGESCHWINDIGKEIT . PAG. 132
N Vc. VITESSE DE COUPE
N DETTAGLIO RICAMBI \
BE SPARE PARTS DETAILS T
B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
Il DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .
I DONNEES TECNIQUES ET CONSEILS

‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

15




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

PCBNR/L

75°

 16x16 - 40x40

h 20x20 - 40x40

95°

f h1
o O S G P
75°
95° 12 RN Y
2 cNvG [ TR
l " cnvmv | TS
L. l—h— l}rﬂ

g

In figura utensile destro - Right-hand shown

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS

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

Il DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

> @ e
B o

> o

(L]
- I - ) - [
INSERT! - INSERTS
PAG. 143

.G23 | .G61 .B32 | .G39 | .G42 | .G52 | .G53 | .G55 | .G56 | .K57P | .G62 | .G63 | .G68 | .G72 | .G82
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 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
PCLNRIL 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 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

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OFAF’PLICA_TION FOR TURNING INSERTS b PAG. 136

E= EINSATZGEBIETE FUR DREHPLATTEN

I8 CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

h 20x20 - 40x40 th 20x20 - 32x32
75° 45°
f

fmﬂ f f r h1T

QUALITY TOOLS ENGINEERING

~~75°

)

B — -

In figura utensile destro - Right-hand shown

INSERTI - INSERTS

PAG. 143
(6)

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 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 New 25 25 32 150 33 1606 8016 1618 5003 3616 4115 0015
PCSNR/L 3232 P 16 New 32 32 40 170 34
PCSNR/L 3232 P 19 New 32 32 40 170 40 1906 8019 1610 5004 3619 4119 0019

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136

B8 EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

SWRE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 17

e
\




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

0 16x16 - 32x32 h 20x20 - 32x32

63 - ‘E}”max

L

93°

T f r rmj
pnvA WIS \ / pNvA | N TN
63° 62°

12 onve NN N/ DNmG | TR
pDNmm | Y TR h DNmm | Y TR

5 L h i

; “ e P P e

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

g
:
7

[ NEW ]
"_'!-f ' ﬁ ' ' ' INSERTI - INSERTS

.G55 .G56 | .G62 .G63 .G68 | .G72 PACES
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 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
V. VITESSE DE COUPE

K DETTAGLIO RICAMBI w\

BE SPARE PARTS DETAILS T

B= DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
W DETAIL DE PIECES DE RECHANGE

KB DATI TECNICI E CONSIGLI

BEE TECHNICAL DATA AND SUGGESTIONS ﬁ PAG. 992
P= TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

I
\/:j‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

18




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

PSBNRI/L th 20x20 - 40x40

QUALITY TOOLS ENGINEERING

th 20x20 - 32x32

75° 45°

sNvA N TN sNvA N TN

sNvG | TR sNvG | TR

11 snvv | NN snvv | TR
[ — llrﬂ

In figura utensile destro - Right-hand shown

G- -H-R-) - i
i INSERTI - INSERTS

PAG. 146
.G55 .G56 .G62 .G54 .G72 .G82
&
. £ S Iy
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 2020 K 12 20 20 10,3 125 28 1204 8012 1608 5003 3512 4112 0012
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
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN -
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

SWRE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 19




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

[ 20x20 - 40x40 h 20x20 - 40x40 t

75° 45°

<=

f rmj

sNVA N TN r ! sNvA N TN
45°
2y
sNmG | Y TR sNvG | TR
11

snvv | Y TR snvm | TR

L 5 L g B h p 1rh'.‘j

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

- -N-0-1- 2
== INSERTI - INSERTS

PAG. 146

.G55 .G56 .G62 .G54 .G72 .G82

©
WE G B
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 2020 K 12 20 20 25 125 29 1204 8012 1608 5003 3512 4112 0012
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

Il CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN .

18 CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

B VELOCITA DI TAGLIO Ve

BEE Vc. CUTTING SPEED

E= \c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE

K DETTAGLIO RICAMBI w\

BE SPARE PARTS DETAILS T

B= DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
W DETAIL DE PIECES DE RECHANGE

KB DATI TECNICI E CONSIGLI

BEE TECHNICAL DATA AND SUGGESTIONS ﬁ PAG. 992
®= TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

20 \/,> 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 th 20x20 - 32x32

=

90°

F—f—» rmj

INVA NN ™NVA N TN

TNMG

%
L
-
@

TNMG [ TR

™nvv | T

%
L
%

TNMM

- Lon

==
==

L B

P

g

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

A L& oAb AA

PAG. 147

.G61 .B32 .G52 | .G53 | .G55 | .G56 | .G62 | .G63

(3)
<)
g8
PTFNR/L 2020 K 16 20 20 25 125 20 1604 8009 1606 5025 3416 4109 0009
PTENR/L 2525 M 16 25 25 32 150 21
PTFENR/L 2525 M 22 25 25 32 150 27 2204 8012 1608 5003 3422 4112 0012
PTFNR/L 3225 P 22 32 25 32 170 25
PTENR/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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 21
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Ouitils de tournage extérieur QUALITY TOOLS ENGINEERING

th 16x16 - 32x32 t
95°
<=
f—e

F

h1
95°
T \ r T WNMA NN
95°
12 ! WNMG NN
1 WNMM NN
5 ]

I P

In figura utensile destro - Right-hand shown

-

9

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

INSERTI - INSERTS
PAG. 148

£ W$ I B
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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

= DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
Il DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

'@ DONNEES TECNIQUES ET CONSEILS

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

=1} =
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur

h 20x20 - 32x32

QUALITY TOOLS ENGINEERING

th 20x20 - 32x32
> 60°

58°max

h1 f h1
" 1T ™M ‘
INVA NN ‘ \ / ™NVA N TN
27°
60° 60°
\Z TNmG |KY TR 12 TNMG |KY TR
" ™NvM | ST i ™wvm NN
I

b h M ﬁ:\ h M ﬁ:\
In figura utensile destro - Right-hand shown
A A ALLEAALAA
p INSERTI - INSERTS
PAG. 147
.G61 .B32 .G52 .G53 .G55 .G56 .G62 .G63
MTJNR/L 2020 K 16 20 20 25 125 31 1604 100-50 5025 3216 4186 4196 5003
MTJINR/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
N CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS . b PAG. 136
== EINSATZGEBIETE FUR DREHPLATTEN -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vc. VITESSE DE COUPE

SWRE

> @ e
B oo

> b pac. 992

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

A\@%(‘l(@e

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

™= TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

I
‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

23




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Ouitils de tournage extérieur QUALITY TOOLS ENGINEERING

th 20x20 - 32x32 t
95°
PR
h1

ﬁ ] wnva | TS
WNMG NEN

1 WNMM

L

] M

In figura utensile destro - Right-hand shown

a4\ 4

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

7
=W
%

INSERTI - INSERTS
PAG. 148

3

®
f? %r

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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Ve. VITESSE DE COUPE

DETTAGLIO RICAMBI y

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI

TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN .
DONNEES TECNIQUES ET CONSEILS

24 (:‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

=1} =
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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° prem

CNMA NN

CNMG

%
|
@

CNMM

In figura utensile destro - Right-hand shown

forer,
—
L

) 74
%

INSERTI - INSERTS

339 PAG. 143

(6) (7)
I\

MCLNR/L 2020 K 12 20 20 25 125 28 1204 KCN433 KLM 46 CKM 21 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 CKM 21 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

m’fgﬁ{gg' INSERTO I B - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
ABMESSUNGEN - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
DIMENSIONES (el B _ | NTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG

Il - VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

Il - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO

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

=1 . SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG

I W - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU
EINSATZGEBIETE FUR DREHPLATTEN

b PAG. 136
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT PAG. 132
Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI \
B8 SPARE PARTS DETAILS T
B DETAILS ZU DEN ERSATZTEILEN ? PAG. 967
I DETAIL DE PIECES DE RECHANGE
I DATI TECNICI E CONSIGLI
88 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
B| TECHNISCHE DATEN UND EMPFEHLUNGEN -
T DONNEES TECNIQUES ET CONSEILS
™

__) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

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

SWRE

—

25




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

i 20x20 - 32x32 h 25x25

93° 107,5°

15°max

] " ] ]
{ f r T DNMA N TN ¥ DNMA NN TN
93¢ 32° 107,5°
12 pNviG (K NN 2 pNMmG | TR
" pnvv (MRS ’ DNmM | K TR
-

B

L g . L & . M ﬁ

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

| X
5O
INSERTI - INSERTS

.G55 | .G56 | .G62 | .G63 | .G68 | .G72 PAG. S

he = §
=
%

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

I[N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

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

MDQNR/L 2525 M 15 25 25 32 150 36 1506 | KDN433 KLM46L CKM 22 STCM20 5415 KMS 4

LB - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

= _ UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
Il - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132

V. VITESSE DE COUPE

DETTAGLIO RICAMBI w\

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN b g PAG. 967

DETAIL DE PIECES DE RECHANGE
DATI TECNICI E CONSIGLI
TECHNICAL DATA AND SUGGESTIONS ﬁ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN -
DONNEES TECNIQUES ET CONSEILS

I

\/,> 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

i 20x20 - 40x40

45°

f [ﬁmﬁ

L5 e h—

In figura utensile destro - Right-hand shown

th 32x32 - 40x40
75°

snvA NN shvA | N T

sNmG |KY RS sNmG Y TS
snvmv Y TR 1 snvv | N TR

In figura utensile destro - Right-hand shown

M ﬁ L 5 (I M ﬁ
- . INSERTI - ;SERTS

.G55 .G56 .G62 .G54 .G72 .G82

PAG. 146

61 7)

B &

E nl8 [

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 CKM12 STCM4 5425 KMS 6 -
MSBNR/L 4040 S 19 40 40 35 250 39

DIMENSIONI INSERTO
MEASURES INSERT
ABMESSUNGEN WENDEPLATTEN
DIMENSIONES P

LAQUETTES

1
12,7
o|zs| (s

R | 23| sN.. 1204..

I N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

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

Il - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO

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

B _ SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG

I B - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU
EINSATZGEBIETE FUR DREHPLATTEN

b PAG. 136
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT PAG. 132
Vc. VITESSE DE COUPE

DETTAGLIO RICAMBI x

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN ? PAG. 967
DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI

TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN -
DONNEES TECNIQUES ET CONSEILS

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

=1 } |5

=N | |-

—

™

) 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

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

"4
3° < :/[ 72,5°
9 - ‘ 50°max

h1j

VMG K TR 12 VNMG | TR

\
725°
L

T
"~
- R

b

- M M

In figura utensile destro - Right-hand shown

VAV AV AV 2y -
INSERTI - INSERTS

PAG. 147

.G23 .G42 .G52 .G53 .G55

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

W - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
Wl 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

LB - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

= _ UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
Il - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 132

V. VITESSE DE COUPE

DETTAGLIO RICAMBI w\

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967

DETAIL DE PIECES DE RECHANGE
DATI TECNICI E CONSIGLI
TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN -
DONNEES TECNIQUES ET CONSEILS

I

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

SNEE
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

th 20x20 - 32x25

117,5°

VNMG NEN

L—h——J M

In figura utensile destro - Right-hand shown

CED
(5
VY AV AV AV Ay <
INSERTI - INSERTS
.G23 .G42 .G52 .G53 .G55 PAG.IES

7w 80
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 32

I N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

B8 - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

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

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 29
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

h 08x08 - 25x25

o5° ~ s | QD
Rfj FMﬂ
ccr | NN 1 | cct | N
Py
! ccw NN I ccw NN

S

In figura utensile destro - Right-hand shown

QUALITY TOOLS ENGINEERING

h 08x08 - 25x25

S I

In figura utensile destro - Right-hand shown

]

S

T

.B33

INSERTI - INSERTS
PAG. 149

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
Il - 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
BN - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
[ W - 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
! 1 1
SCRCR/L 0808 D 06 8 8 9 60 10 1,1+1,3 0602 = = 12256P  5508P
SCRCR/L 1010 E 06 10 10 11 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
Il - 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
B - FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..R.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..L.B22...
[ W - 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
| 1
I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICATION FOR TURNING INSERTS . b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN
@ CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT
Vc. VITESSE DE COUPE

=1} =

> @ e
B P oo

> P e

DETTAGLIO RICAMBI

SPARE PARTS DETAILS

DETAILS ZU DEN ERSATZTEILEN
DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI

TECHNICAL DATA AND SUGGESTIONS
TECHNISCHE DATEN UND EMPFEHLUNGEN
DONNEES TECNIQUES ET CONSEILS

=y} =

I
‘(#:‘ 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 10x70 - 25x25 th 08x08 - 25x25

93° P VN §\L

30°max

pct | AN
pcw | NN

107,5°

pct | AN !
pcw | NN

SR

B B

(7))
(7))
—

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

)
#)

E N _’?/ ! ﬂ ﬂ , INSERTI - INSERTS

PAG. 150

.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52

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 1173 = = 12409P  5515P
SDJCR/L 1616 H 11 16 16 20 100 22 3,0:3,5 1173 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. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘/> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 31
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Ouitils de tournage extérieur QUALITY TOOLS ENGINEERING

i 08x08 - 25x25

63°
60° e MO"

DC.T m\/r

DC.W §-i§

7°

|
E ” :/ 'g ﬂ a , INSERTI - INSERTS

PAG. 150

SDNCN 0808 D 07 8 8 4,0 60 9 1,1+1,3 | 0702 - - 12256P  5508P
SDNCN 1010 E 07 10 10 5,0 70 1" 1,1+1.3
SDNCN 1212 F 07 12 12 6,0 80 13 1,1+1.3
SDNCN 1212 F 11 12 12 6,0 80 12 3,8+5,0 1173 - = 12409P  5515P
SDNCN 1616 H 11 16 16 8.0 100 16 3,0+3,5 1T3 3711 BCL7 123511P 5515P
SDNCN 2020 K 11 20 20 10,0 125 20 3,0+3,5
SDNCN 2525 M 11 25 25 12,5 150 25 3,0+3,5

B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
E= E|NSATZGEBIETE FUR DREHPLATTEN .

B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1E VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

E= \/c. SCHNITTGESCHWINDIGKEIT . PAG. 132
I3 V. VITESSE DE COUPE

W DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
I8 DETAIL DE PIECES DE RECHANGE

IE DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
== TECHNISCHE DATEN UND EMPFEHLUNGEN .

I DONNEES TECNIQUES ET CONSEILS

(:‘ 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 12x12 - 25x25 —

fe

<=

RC.T W
ow | [N

s |
ee

INSERTI - INSERTS
PAG. 151

SRDCN 1212 F 06 12 12 9,0 80 12,5 1,1+1,3 | 0602MO - - 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

SWRE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Ouitils de tournage extérieur QUALITY TOOLS ENGINEERING

h 12x12 - 25x25 ‘ P
45°

SC.T

SC.w

In figura utensile destro - Right-hand shown

1S,

=1 - .
| = INSERTI - INSERTS

.G57P | .Z57 .G52 PAG. 151

@ ? Qig
SSSCR/L 1212 F 09 12 12 16 80 19 3,8+5,0 09T3 - - 12409P 5515P
SSSCR/L 1616 H 09 16 16 20 100 22 3,0+3,5 09T3 3509 BCL7 123511P 5515P
SSSCR/L 2020 K 09 20 20 25 125 23 3,0+3,5
SSSCR/L 1616 H 12 16 16 20 100 22 4,0+5,0 1204 3511 BCL15 124513P 5520P
SSSCR/L 2020 K 12 20 20 25 125 23 4,0+5,0
SSSCR/L 2525 M 12 25 25 32 150 27 4,0+5,0

@ CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN .

B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT . PAG. 132
Im Vc. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

'@ DONNEES TECNIQUES ET CONSEILS

(:‘ 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 08x08 - 25x25 R th 08x08 - 25x25
90° 90°
<=
f— h1 JE—
o "] ™)
L rer | [N IL ter | AN
| rcw NN I Tew | NEN
WY
I B S 5 e S i £
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
AAA m
b = INSERTI - INSERTS
PAG. 152
(mm)
el <
h=h1 b & ? Qil
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+3,5 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+13
STGCR/L 1616 H 16 16 16 20 100 20 3,0+3,5 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘() 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

0 16x16 - 32x25

; r h1 T
/37.5° 1‘
- h

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

th 12x12 - 32x25

il = \\ﬁnmx
h1

1 ]

vew | NN L

R

107,5°

ver | NN
vew SN

1

2 107.5°

P

L—b——J L— h——J

S

y-4v-4v 4 ’ ’
= INSERTI - INSERTS

PAG. 153

.G13 | .G57P | .Z57 .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 3,0:3,5 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
SVJCR/L 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/L 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 b b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132

V. VITESSE DE COUPE

DETTAGLIO RICAMBI w\

SPARE PARTS DETAILS T
DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
DETAIL DE PIECES DE RECHANGE
DATI TECNICI E CONSIGLI
TECHNICAL DATA AND SUGGESTIONS ﬁ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN -
DONNEES TECNIQUES ET CONSEILS

I

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

SNEE
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

QUALITY TOOLS ENGINEERING

Outils de tournage extérieur

VXCR h 20x20 - 25x25 th 16x16 - 32x25
&| | 125

I N 1

/ ] ver | SN \ ] ver | SN

32° 12 72.5° 72.5°

J 4& 12

’ vew NN | vew NN
s | m— s -l g E

In figura utensile destro - Right-hand shown

VAEAT 4V 4V 4
- INSERTI - INSERTS

PAG. 153

13°

.G13 | .G57P | .Z57 .G42 .G52

>
IN="
?ﬁg

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

FIELDS OF APPLICATION FOR TURNING INSERTS . b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 37
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Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING
th 16x16 - 32x25 th 20x20 - 32x25
"4
72,5°
- ‘Qo“max

1 T

I
52°

ver | SN
vew | NGV

In figura utensile destro - Right-hand shown

CED  «ED 0

y 4V 4V 4 o
INSERTI - INSERTS

PAG. 153

ve.r | SN
vew | NN

93°

B b

.G42 .G52 .G58

D
=
??ﬁ

SVJBR/L 1616 H 16 16 16 20 100 30 3,0+3,5 1604 3716 BCL7 123511P 5515P
SVJBR/L 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 . b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 132

V. VITESSE DE COUPE

DETTAGLIO RICAMBI w\

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967

DETAIL DE PIECES DE RECHANGE
DATI TECNICI E CONSIGLI
TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN -
DONNEES TECNIQUES ET CONSEILS

I

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

SNEE

38




Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur

QUALITY TOOLS ENGINEERING

th 20x20 - 32x32

oy

="

——

7
_

KNUX

In figura utensile destro - Right-hand shown

INSERTI - INSERTS

PAG. 146

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
CKJINL 3232 P 16 32 32 40 170 32

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

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

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

I N 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

SWRE
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Utensili per tornitura esterna
External turning tools

Werkzeuge fuer aussenbearbeitung
Outils de tournage extérieur QUALITY TOOLS ENGINEERING

t

h 20x20 - 32x32

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

f—
F =~ ht
% j CNMA NN

8

12 .\. CNMG NN

CNMM NN

N B T P

In figura utensile destro - Right-hand shown

b

INSERTI - INSERTS
PAG. 143

@B

[

PCLNR/L 2020 K 12TTS 20 20 25 125 28 1204 8012 1608 5003 3612 4112 0012
PCLNR/L 2525 M 12 TTS 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

L 150mm | . 225mm | . 300mm
PAG. 965 PAG. 965 PAG. 965
PAG. 965 PAG. 966 PAG. 966 PAG. 966
I CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN :
@ CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

=1} =

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

E= DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
B DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

B DONNEES TECNIQUES ET CONSEILS

(:‘ 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

Eg\jg\

h 20x20 - 32x32

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

] T

\ ‘ J DNMA NN
93° @ 300
12 o \,/ DNMG NN
— " DNMM NEN
AT |

In figura utensile destro - Right-hand shown

‘- E @ @ 48 ﬁ ' ' ' INSERTI - INSERTS

PAG. 145

.B32 .G39 | .G42 | G52 | .G53 | .G55 | .G56 | .G62 | .G63 | .GB8 | .G72

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 - Zubehér zur werkzeugverbindung - Accessoires pour connexion outils TTS

_—= p——L—— p——C——
150mm | L 225mm . 300mm
PAG. 965 PAG. 965 PAG. 965
PAG. 965 PAG. 966 PAG. 966 PAG. 966

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
B E|NSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT . PAG. 132
I Vc. VITESSE DE COUPE

101 DETTAGLIO RICAMBI \

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 41




Utensili per tornitura esterna
External turning tools
Werkzeuge fuer aussenbearbeitung

Outils de tournage extérieur QUALITY TOOLS ENGINEERING

t

h 20x20 - 25x25

RANGE DI
UTILIZZO
15+80 bar

APPLICATION
RANGE
15+80 bar

{ \%; E cer | AN
| B | J cow |
T

= INSERTI - INSERTS

PAG. 149
.G52

L
L
L
L
7

In figura utensile destro - Right-hand shown

(all - M - H-0-

.B22 .G13 .B33 | .G57P | .Z57

gl@

@le |y T

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

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

p——0—— pr———0—— pr ———l——
L 150mm | . 225mm | .. 300mm
PAG. 965 PAG. 965 PAG. 965
PAG. 965 PAG. 966 PAG. 966 PAG. 966

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 b PAG. 132
Ve. VITESSE DE COUPE

DETTAGLIO RICAMBI y

SPARE PARTS DETAILS T

DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI

TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
TECHNISCHE DATEN UND EMPFEHLUNGEN .
DONNEES TECNIQUES ET CONSEILS

42 (:‘ 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 - 25x25

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

4—‘\3\

30°max

oy f T DC.T W

h 11 DC.W w

S—— b
s T

EH YUELHOL .NSEERTS

PAG. 150

In figura utensile destro - Right-hand shown

.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52

?Q‘l;

SDJCR/L 2020 K 11 TTS 20 20 25 125 23 3,0+3,5 1173 3711 BCL7 123511P 5515P

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

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

p——1—— pr ———0—— ——0——
150mm | L 225mm . 300mm
PAG. 965 PAG. 965 PAG. 965
ke o @,
PAG. 965 PAG. 966 PAG. 966 PAG. 966
N CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
B E|NSATZGEBIETE FUR DREHPLATTEN -
B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
i L1 VELOCITA DI TAGLIO Vo
&> BE Vc. CUTTING SPEED
’ B| Vc. SCHNITTGESCHWINDIGKEIT PAG. 132
T DB Vc. VITESSE DE COUPE
| 0N DETTAGLIO RICAMBI % T
i BE SPARE PARTS DETAILS
e B= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
¥ DETAIL DE PIECES DE RECHANGE

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘

™= TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 992
B DONNEES TECNIQUES ET CONSEILS

‘/\\/‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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UTENSILI PER TORNITURA INTERNA

TOOL HOLDERS FOR INTERNAL USE
WERKZEUGE FUER INNENBEARBEITUNG

QURLITY TOOLS ENGINELRING OUTILS DE TOURNAGE INTERIEUR
HERRAMIENTAS PARA TORNEADO INTERIOR

A..PCLNR/L Pag48 | A.MTFNR/L Pag.53

|
@Dmin 32,0 @Dmin 25,0 @Dmin 32,0 @Dmin 32,0 @Dmin 5,8

1204..

1204.. 0903../1204.. 1604..
CNM.  1506. E’ CNM. 4606, /1906. @ TNM. 2204 CNM. 1882: A WC..  0201.
A..DDUNR/L Pag.47| A..PDUNR/L  Pag.49 |E..SWUCRIL Pag.59

LN
@Dmin 40,0 @Dmin 27,0 @Dmin 25,0 @Dmin 32,0 @Dmin 5,8
1104.. 0604..
/G/ | DNM. 1s06. | /G/  DNM. 18" @ WNM.  ooos” | /O/ | DNM.  1506. A WC..  0201..
A..PSKNR/L  Pag.50 A..MVPNR/L Pag57 | A..SCUPR/L Pag.60
i
o S| emem
\©) = L

@Dmin 32,0 @Dmin 32,0 @Dmin 8,0

SNM.  1204. ~ O | VNM.  1604. CP..  05Ti.

| A..MVUNRIL Pag.57| E.SCUPRIL Pag60

o3 sl

@Dmin 21,0 @Dmin 32,0 @Dmin 8,0

/D | TNM. 1604, O | VNM. 1604 CP.  05T1.

2204..
A..PWLNR/L A..MVZNR/L  Pag.58

o A — TF
95° 950\.<
@Dmin 21,0 @Dmin 48,0
@ WNM.  2604- VNM. 1604
* 0804.. : -

44




I W UTENSILI CON STELO IN METALLO DURO @\ /@

B& T1OO0LS WITH CARBIDE SHAFT
B \WERKZEUGE MIT HM-SCHAFT ﬁ

il

I B 0uTILS AVEC QUEUE EN METAL DUR

Pag.65 | A..SDQCR/L Pag.70 ‘ A..SSKCR/L  Pag.79
& .
? 8 w iy -
QF_ 3 5 s 75
. (| T '
@Dmin 8,5 @Dmin 12,5 @Dmin 16,0 @Dmin 16,0 @Dmin 20,0
cc. o2 | /3| pc. oz | /3 pc. 92| OF| ve. 0 sc. B

S..SCLCR/L  Pag.61 E..SDQCR/L  Pag.70
T iﬁ il
@Dmin 8,5 @Dmin 12,5 @Dmin 12,0 ‘ @Dmin 21,0
[3] | cc.. oe2. | /G DC. or2. | /37 | pc. Y% |_OF| ve. -

A..SCLCR/L  Pag.62 ‘ A..SDNCR/L  Pag.71

o5

@Dmin 10,0

E..SCLCR/L  Pag.63

d!ulso é

CC..

\ A..SDXCRIL Pag.72‘ A.SVXCRIL Pag77

@Dmin 11,0 @Dmin 12,0 @Dmin 20,0
0602..
0702.. 0702.. 1103..
CcC.. ?%2" /Y | oc. 173.. /Y | bc. uts. |07 Ve isarl
B..SCLCR/L A..STUCR/L Pag.73
L 93° S
L gs° J i
@Dmin 09,0 @Dmin 13,0 @Dmin 16,0 @Dmin 20,0

0602.. 0702.. 1102.. 1103..
CC.. o3, /3 | bc. 1T3.. A TC.. jer5. |07 | VC.  jeo

A..SDQCR/L Pag69 | A.STFCR/L Pag.73

@Dmin 12,5 @Dmin 12,0 @Dmin 32,0
0902..
/9/ | pc.. o2 @ TC.. 1o2. (~OF7| VB.  1604.
E..STFCR/L 3 ‘A..SVJBR/L Pag.78
g
il
@Dmin 12,5 @Dmin 14,0 @Dmin 32,0
0902..
/3/ | pc.. o2 @S TC.. mo2. (O 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 P
= &

CNMA NN

CNMG

%
|
@

CNMM

%
]
%.

D

In figura utensile destro - Right-hand shown

(]

EEEEEEE I =
i =" : INSERTI - INSERTS

PAG. 143

2 B

.G23 | .G61 | B32 | .G39 | .G42 | .G52 | .G53 | .G55 | .G56 | .K57P | .G62 | .G63 | .G68 | .G72 | .G82

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

i}

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
== E|NSATZGEBIETE FUR DREHPLATTEN .
in |

CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
HE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
LI DONNEES TECNIQUES ET CONSEILS
P

{ \/‘ 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..DDUNR/L

QUALITY TOOLS ENGINEERING

@32 - @50

in figura utensile destro - right-hand shown

<=

27° max

DNMA NN
DNMG NEN
DNMM NN

INSERTI - INSERTS
PAG. 145
.G23 .B32 .G39 .G42 G52 .G53 .G55 .G56 .G62 .G63 .G68 .G72
]

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

B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136

== EINSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

B VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

=8 Vc. SCHNITTGESCHWINDIGKEIT b b PAG. 132

I Vc. VITESSE DE COUPE

IE DETTAGLIO RICAMBI Q{ T

BE SPARE PARTS DETAILS

B DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967

Il DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS PAG. 992

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

> (=)

(: 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 -

/-3_‘
! A
95°
11

CNMA NN

¥

;

CNMG N R

CNMM NN

SEZ A-A -

in figura utensile destro - right-hand shown

I

INSERTI - INSERTS

PAG. 143
(6)
A20Q PCLNR/L 09 25 20 13 19,0 180 0903 8010 1605 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 . PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
B DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
LI DONNEES TECNIQUES ET CONSEILS
P

{ \/‘ 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..PDUNR/L

QUALITY TOOLS ENGINEERING

@20 - @50

DNMA NN
DNMG NEN
DNMM NN

INSERTI - INSERTS
PAG. 145

.G23 .B32 .G39 | G42 | G52 | .G53 | .G55 | .G56 | .G62 | .G63 | .G68 | .G72
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

KN CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136

== EINSATZGEBIETE FUR DREHPLATTEN .

® I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vce. VITESSE DE COUPE

IE DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

B DETAILS ZU DEN ERSATZTEILEN
Il DETAIL DE PIECES DE RECHANGE

-~ (e
®)

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

Bm TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

(: 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 3 QUALITY TOOLS ENGINEERING

@25 - @40 =
75° E
6.1
75@ -
LLFM
Li 11

SEZ.A-A

SNMA NN

SNMG N R

SNMM NN

P

In figura utensile destro - Right-hand shown

.G61 .G55 | .G56 | .G62 G5 | .G72 | .G82

- - . INSERTI - INSERTS

PAG. 146

J e8] | B|q]l

A25R  PSKNR/L 12 32 25 17 24,0 200 1204 8012 1648 5003 3512 4112 0012
A32S PSKNR/L 12 40 32 22 31,0 250
A40T PSKNR/L 12 50 40 27 38,5 300 1204 8012 1608 5003 3512 4112 0012

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 b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
HE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P

{ \/‘ 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

TNMA NN

TNMG NEN

TNMM NN

In figura utensile destro - Right-hand shown

ArLdbrbaAa v
[

.G61 .B32 .G52 | .G53 | .G55 | .G56 | .G62 | .G63

A16M  PTFENR/L 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

A40T  PTFNR/L 22 50 40 27 38,5 300 2204 8012 1608 5003 3422 4112 0012

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

(: ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 51




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @40 -

WNMA NN

WNMG NEN

WNMM NN

In figura utensile destro - Right-hand shown

w v Ve Yy
L —d
v

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

INSERTI - INSERTS
PAG. 148

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

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

CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

PAG. 136

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vc. VITESSE DE COUPE

PAG. 132

I DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN b Y PAG. 967
I DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI
B8 TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 992
B8 TECHNISCHE DATEN UND EMPFEHLUNGEN .
@ DONNEES TECNIQUES ET CONSEILS
—

{ \/‘ 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 P

27°
max

TNMA NH

%
%

TNMG

%
|
@

TNMM

in figura utensile destro - right-hand shown

A A&A-AAAA

PAG. 147

=

.G61 .B32 .G52 | .G53 | .G55 | .G56 | .G62 | .G63

Yo 87|

A25R  MTFNR/L 16 32 25 17 24,0 200 1604 100-50 - 4187 100-86 5025
A32S MTFNR/L 16 40 32 22 31,0 250 1604 100-50 3216 4188 100-86 5025
A40T MTFENR/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 100-87 5003
A50U MTFNR/L 22 63 50 35 48,0 350

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

B DONNEES TECNIQUES ET CONSEILS

(: ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 53




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@20 - @50 =

WNMA NN
WNMG NEN
WNMM NN

SEZ. A-A

M

In figura utensile destro - Right-hand shown

VYV

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

INSERTI - INSERTS
PAG. 148

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 100-87
A32S MWLNR/L 08N 40 32 22 31,0 250 0804 100-52 = 5025 3308M 4190 100-87
A40T MWLNR/L 08N 50 40 27 38,5 300

l) S50U MWLNR/L 08N 63 50 35 47,0 350 0804 100-52 = 5025 3308M 4190 100-87

()= SENZA FORO DI REFRIGERAZIONE / WITHOUT COOLANT BORE / OHNE KUEHLMITTELBOHRUNG / 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
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
IN DETAIL DE PIECES DE RECHANGE
B DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P

{ \/‘ 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 P
= &

CNMA NN

?
N
%

CNMG

%
|
@

CNMM N

In figura utensile destro - Right-hand shown

L NEW ] L NEW ]
] = . |
T EL

.G39 | .G42

=
C=

INSERTI - INSERTS
PAG. 143

6) (7

B |

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 KLM46 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 |KCN 533 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 |KCN 633 KLM 68 CKM12 STCM4 5425 KMS 6 -

,‘Dn'l'_:“'fg'uségg' INSERTO B B- VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

INSERT
SﬁnNEENSSIUNEEN E’LEANDUEEPTLI'AETSI-EN Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
— — B . UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG

_'"!f'i_—B— L (10,7 W M- VIS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
| 1
RCN 1225 ' H |25 EE7 Il - ROMPITRUCIOLO PER INSERTI CERAMICI E SENZA FORO
- L Bl - CHIP BREAKER FOR CERAMIC INSERTS AND FOR INSERTS WITHOUT BORE
H:::I R 23| cN.. 1204.. B . SPANBRECHER FUER KERAMISCHE WENDEPLATTEN UND FUER WENDEPLATTEN OHNE KUEHLMITTELBOHRUNG

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

I[N - BRISE-CPEAUX POUR PLAQUETTES CERAMIQUES ET POUR PLAQUETTES SANS TROU
FIELDS OF APPLICATION FOR TURNING INSERTS
EINSATZGEBIETE FUR DREHPLATTEN

b PAG. 136
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT PAG. 132
Ve. VITESSE DE COUPE

Im DETTAGLIO RICAMBI x

BE SPARE PARTS DETAILS 7

== DETAILS ZU DEN ERSATZTEILEN ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

i: ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 55




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

In figura utensile destro - Right-hand shown

@25 - @40 P
93°
3o A
DNMA
I‘"}' DNMG N R
/ DNMM N N

M

[ NEW ] [ NEW ] CED  CED
o (T
& A -4 4
" INSERTI - INSERTS
PAG. 145
.G42 .G52 .G53 .G55 .G56 .G62 .G68 .G72
AR (1) (2) (3) (4) (5) (6)
N
R @D ad § % mﬁ §
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 CKM22 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
Bi§ - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
W - vis DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
O BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
S) == EINSATZGEBIETE FUR DREHPLATTEN 4
B CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
6
I VELOCITA DI TAGLIO Ve
EE Vc. CUTTING SPEED
B3 Vc. SCHNITTGESCHWINDIGKEIT b b PAG. 132
IE Ve. VITESSE DE COUPE
I DETTAGLIO RICAMBI y T
BE SPARE PARTS DETAILS
B8 DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
IE DATI TECNICI E CONSIGLI
EE TECHNICAL DATA AND SUGGESTIONS PAG. 992

B8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

> ()

‘/\/‘ 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 - @40 = @25 - @40 <=

93°

25° max

A

-
WM
VNMG |KYT] QL A

vNmG | TR

%
G

I

M

In figura utensile destro - Right-hand shown

PIVIVIVlP

PAG. 147

.G23 | .G42 .G52 .G53 | .G55

877 [
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

N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

Bl - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

E=| _ UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
BN - 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

Wl - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO
B8 - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE
B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
LB - visS DE FIXAGE DE SOUS-PLAQUETTE POUR PLAQUETTES SANS TROU
EINSATZGEBIETE FUR DREHPLATTEN

. PAG. 136
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

‘i: ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 57
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FIELDS OF APPLICATION FOR TURNING INSERTS




Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

A..MVZNR/ @32 - @40 ﬁii-

VNMG

%
|
@

In figura utensile destro - Right-hand shown

[ NEW |
g g g FF =
INSERTI - INSERTS
PAG. 147
.G23 .G42 .G52 .G53 .G55

) @ ®» © 0 6 6
@Dmin  @d ? § ﬁ % S ms g
A32S MVZNR/L 16 48 32 30 31,0 250 14 1604 KVN323 KLM34L 5508 CKM22 STCM25 5415 KMS3

A40T  MVZNR/L 16 57 40 35 38,5 300 15

I N - VITE DI FISSAGGIO DEL SOTTOPLACCHETTA PER INSERTI SENZA FORO

BlE - SHIM CLAMPING SCREW FOR INSERTS WITHOUT BORE

B UNTERLEGPLATTENBEFESTIGUNGSSCHRAUBE FUR WENDEPLATTEN OHNE BOHRUNG
LB - 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 b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
HE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P

{ \/‘ 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

SEZ. A-A ‘:‘/\‘/E;SQ

=)

In figura utensile destro - Right-hand shown

SSAU

QUALITY TOOLS ENGINEERING

=

%,
]
%

@5 - 08
93°
w v
: Y 4l
® }f— @Dmin
wer | o Al wc.T
e I
H g7
j od

SEZ. A-A - 7>
S | S

In figura utensile destro - Right-hand shown

T

.B22 .G39 .B56

INSERTI - INSERTS
PAG. 154

B8 TECHNICAL DATA AND SUGGESTIONS
Bm TECHNISCHE DATEN UND EMPFEHLUNGEN

. N 2 E
@Dmin ad = ? gig
A0508H SWUCR/L 02 58 8 5 29 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
Bl PER UTENSILE R MONTARE INSERTO WCGT..L.B22 , PER UTENSILE L MONTARE INSERTO WCGT..R.B22
S FORR TOOL 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
B 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 02 58 5 5 2,9 - 85 - 0,5+0,6 | 0201 12203 5506
E06G SWUCR/L 02 7.8 6 6 3,9 - 95 - 0,5+0,6
E0508H SWUCR/L 02 58 8 5 2,9 7 100 24 0,5+0,6 | 0201 12203 5506
E0608H SWUCR/L 02 7.8 8 6 3,9 7 100 30 0,5+0,6
Bl PER UTENSILE R MONTARE INSERTO WCGT..L.B22 , PER UTENSILE L MONTARE INSERTO WCGT..R.B22
S FORR TOOL FIT INSERT WCGT..L.B22, FOR L TOOL FIT INSERT WCGT..R.B22
BN F(R DAS WERKZEUG R DIE WENDEPLATTE WCGT..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE WCGT..R.B22
IH 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
|
Nl UTENSILI CON STELO IN METALLO DURO b
BE TOOLS WITH CARBIDE SHAFT LN
BN \WERKZEUGE MIT HM-SCHAFT
BN OUTILS AVEC QUEUE EN METAL DUR E
!
Im CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICA:I'ION FOR TURNING INSERTS b PAG. 136
B8 EINSATZGEBIETE FUR DREHPLATTEN -
@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
W VELOCITA DI TAGLIO Ve
BE Vc. CUTTING SPEED
o B8 \/c. SCHNITTGESCHWINDIGKEIT b b PAG. 132
Im Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI \ T
BEE SPARE PARTS DETAILS
: E= DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967
W DETAIL DE PIECES DE RECHANGE

DATI TECNICI E CONSIGLI
b @ b PAG. 992
DONNEES TECNIQUES ET CONSEILS

(: 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

<=

N
cer | NN

cew | NN

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
R g ’ INSERTI - INSERTS

PAG. 1
.D34 .D42 .E42 G. 150

A0608H SCUPR/L 05 8,0 8 6 4,5 7 100 20 0,9+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 1" 125 32 0,9+1,0
A1216M SCUPR/L 05 15,5 16 12 9,0 15 150 40 0,9+1,0
E0608H SCUPR/L 05 8 8 6 4,5 7 100 30 0,9+1,0 | 05T1 12224 5507
E0810J SCUPR/L 05 " 10 8 6.0 9 110 36 0,9+1,0
E1012K SCUPR/L 05 13 12 0 7,0 1" 125 44 0,9+1,0
E1216M SCUPR/L 05 16 16 2 9,0 15 150 55 0,9+1,0

TOOLS WITH CARBIDE SHAFT

WERKZEUGE MIT HM-SCHAFT
OUTILS AVEC QUEUE EN METAL DUR ,ﬁ

UTENSILI CON STELO IN METALLO DURO @

=1l | |-

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 b PAG. 132
Ve. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
BB SPARE PARTS DETAILS T
H B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
e ! I[B DETAIL DE PIECES DE RECHANGE
B DATI TECNICI E CONSIGLI
B TECHNICAL DATAAND SUGGESTIONS @ PAG. 992
=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

@8 - @16

95° L] 95°

95°

— € n | cer | NEN| /-

ccw | NEN 4/950

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

Calll - 01 - S0 - o - | o
| INSERTI - INSERTS

PAG. 149

.B22 .G13 .B33 | .G57P | .Z57 .G39 .G42 .G52

C Al
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 9 110 26 1,0+1,2
A1012K SCLCR/L 06 12,5 12 10 7 1 125 32 1,0+1,2
A1216M SCLCR/L 06 15,5 16 12 9 15 150 40 1,0+1,2
Bl PERUTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22
B FORRTOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22
E= FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22
NN 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 SCLCRI/L 06 8,5 8 6 4 7 100 20  1,0+12| 0602 | 12254P 5507P
S0810J SCLCRI/L 06 10,5 10 8 6 110 26 1,0+12
S1012K  SCLCR/L 06 12,5 12 10 7 1 125 32 10412
$1216M SCLCRI/L 06 15,5 16 12 9 15 150 40 1,0+1,2
BN PERUTENSILE R MONTARE INSERTO CCET..L.B22, PER UTENSILE L MONTARE INSERTO CCET..R.B22
B FORRTOOL FIT INSERT CCET..L.B22, FOR L TOOL FIT INSERT CCET..R.B22
E=  FUR DAS WERKZEUG R DIE WENDEPLATTE CCET..L.B22 EINSETZEN; FUR DAS WERKZEUG L DIE WENDEPLATTE CCET..R.B22
IE 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
!
Nl SENZAFORO DI ADDUZIONE REFRIGERANTE
BE WITHOUT COOLANT FEED
E=  OHNE KULMITTELZUFUHR
BN SANS ABDUCTION DU REFRIGERANTE

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS . PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

‘i: 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

@8 - @40 -

95° |

cct | NN

ccw N

s I
o

In figura utensile destro - Right-hand shown

Ul - O - HU-0 -t - i - |
| o INSERTI - INSERTS
PAG. 149
.B22 .G13 B33 | .G57P | .Z57 .G39 .G42 .G52
f ¥

AO8F SCLCR/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 SCLCR/L 06 16 12 9 11,50 125 11413
A16M SCLCR/L 09 20 16 11 1525 150 3,8+50 | 09T3 = —  12409P 5515P
A20Q SCLCR/L 09 25 20 13 19,00 180 3,85,0
A25R  SCLCR/L 09 32 25 17 2400 200 3,8+50 | 09T3 = = 1240P  5515P
A25R  SCLCR/L 12 32 25 17 2400 200 4,050 | 1204 = = 124510 5520
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

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

I DANS LE CAS DE LOUTIL 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Vec. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
BB SPARE PARTS DETAILS T
B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[B DETAIL DE PIECES DE RECHANGE
B DATI TECNICI E CONSIGLI
B TECHNICAL DATAAND SUGGESTIONS @ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN -
@ DONNEES TECNIQUES ET CONSEILS
pu
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@8 - P25 <=

95°

f 957 ceT Jm
tr

cc.w S

s I

11

FrEEEEBESE 0
P INSERTI - INSERTS
PAG. 149
.B22 .G13 .B33 | .G57P .Z57 .G39 .G42 .G52
: ¥ Ef
EO8K SCLCR/L 06 11 8 5 7,60 125 1,0+1,2 | 0602 | 12254P 5507P
E10K SCLCR/L 06 13 10 7 9,50 125 11+13 | 0602 | 12256P 5508P
E12M SCLCR/L 06 16 12 9 11,50 150 1,1+1,3
E16R SCLCR/L 09 20 16 1 15,25 200 3,8+50 | 09T3 | 12409P 5515P
E20S SCLCR/L 09 25 20 13 19,00 250 3,8+5,0
E25T SCLCR/L 09 32 25 17 24,00 300 3,8+50 | 09T3 | 1240P 5515P
Ol UTENSILI CON STELO IN METALLO DURO @
BE TOOLS WITH CARBIDE SHAFT \
BN \WERKZEUGE MIT HM-SCHAFT
NE OUTILS AVEC QUEUE EN METAL DUR E
HH PERUTENSILE R MONTARE INSERTO CCET..L.B22 , PER UTENSILE L MONTARE INSERTO CCET..R.B22
BIE 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
HE 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS
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Barrette di alesaggio POWERTURN
Boring bar POWERTURN
Bohrstangen POWERTURN

Barres d’alésage POWERTURN

QUALITY TOOLS ENGINEERING

b PAG. 136

@20 - @32

95°

CC.T

cc.w

rPrEBEEDEBE -

|\l INSERTI - INSERTS
PAG. 149

.B22 .G13 .B33 | .G57P | .Z57 .G39 .G42 .G52

B 20 0816 SCLCR/L 06 9 20 8 26 4,5 76 16 36 40 20 1,0+1,2 0602 12253 5507

B 20 0824 SCLCR/L 06 9 20 8 26 4,5 84 24 44 40 20 1,0+1,2

B 20 1020 SCLCR/L 06 1" 20 10 26 55 80 20 40 40 20 1,0+1,2 0602 12254P  5507P

B 20 1030 SCLCR/L 06 1" 20 10 26 55 90 30 50 40 20 1,0+1,2

B 20 1224 SCLCR/L 06 13 20 12 26 6,5 84 24 44 40 20 1,1+1,3 0602 12256P  5508P

B 20 1236 SCLCR/L 06 13 20 12 26 6,5 96 36 56 40 20 1,1+1.3

B 20 1428 SCLCR/L 06 15 20 14 26 7,5 88 28 48 40 20 1,1+1,3

B 20 1442 SCLCR/L 06 15 20 14 26 7,5 102 42 62 40 20 1,1+1,3

B 20 1428 SCLCR/L 09 15 20 14 26 7,5 88 28 48 40 20 3,5+4,0 | 09T3 1440 5515

B 20 1442 SCLCR/L 09 15 20 14 26 7,5 102 42 62 40 20 3,56+4,0

B 20 1632 SCLCR/L 09 17 20 16 26 8,5 92 32 52 40 20 3,5+4,0

B 20 1648 SCLCR/L 09 17 20 16 26 8,5 108 48 68 40 20 3,5+4,0

B 25 0816 SCLCR/L 06 9 25 8 32 4,5 83 16 38 45 22 1,0+1,2 0602 12253 5507

B 25 0824 SCLCR/L 06 9 25 8 32 4,5 91 24 46 45 22 1,0+1,2

B 25 1020 SCLCR/L 06 1 25 10 32 55 87 20 42 45 22  1,0+1,2 | 0602 | 12254P 5507P

B 25 1030 SCLCR/L 06 1" 25 10 32 55 97 30 52 45 22 1,0+1,2

B 25 1224 SCLCR/L 06 13 25 12 32 6,5 91 24 46 45 22 1,1+1,3 0602 12256P  5508P

B 25 1236 SCLCR/L 06 13 25 12 32 6,5 103 36 58 45 22 1,1+13

B 25 1428 SCLCR/L 06 15 25 14 32 7,5 95 28 50 45 22 1,1+1.3

B 25 1442 SCLCR/L 06 15 25 14 32 7,5 109 42 64 45 22 1,1+1,3

B 25 1428 SCLCR/L 09 15 25 14 32 7,5 95 28 50 45 22  3,5+4,0 | 09T3 1440 5515

B 25 1442 SCLCR/L 09 15 25 14 32 7,5 109 42 64 45 22 3,5+4,0

B 25 1632 SCLCR/L 09 17 25 16 32 8,5 99 32 54 45 22 3,5+4,0

B 25 1648 SCLCR/L 09 17 25 16 32 8,5 115 48 70 45 22 3,5+4,0

B 25 2040 SCLCR/L 09 21 25 20 32 10,5 107 40 62 45 22 3,8+5,0 09T3 12409P 5515

B 25 2060 SCLCR/L 09 21 25 20 32 10,5 127 60 82 45 22 3,8+5,0

B 32 0816 SCLCR/L 06 9 32 8 43 4,5 88 16 40 48 24 1,0+1,2 | 0602 12253 5507

B 32 0824 SCLCR/L 06 9 32 8 43 4,5 96 24 48 48 24 1,0+1,2

B 32 1020 SCLCR/L 06 11 32 10 43 55 92 20 44 48 24 1,0+1,2 0602 12254P  5507P

B 32 1030 SCLCR/L 06 1 32 10 43 55 102 30 54 48 24 1,0+1,2

B 32 1224 SCLCR/L 06 13 32 12 43 6,5 96 24 48 48 24 1,1+1,3 0602 12256P  5508P

B 32 1236 SCLCR/L 06 13 32 12 43 6,5 108 36 60 48 24 1,1+1,3

B 32 1428 SCLCR/L 06 15 32 14 43 7,5 100 28 52 48 24 1,1+1,3

B 32 1442 SCLCR/L 06 15 32 14 43 7,5 114 42 66 48 24 1,1+1,3

B 32 1428 SCLCR/L 09 15 32 14 43 7,5 100 28 52 48 24 3,5+4,0 09T3 1440 5515

B 32 1442 SCLCR/L 09 15 32 14 43 7,5 114 42 66 48 24 3,5+4,0

B 32 1632 SCLCR/L 09 17 32 16 43 8,5 104 32 56 48 24 3,5+4,0

B 32 1648 SCLCR/L 09 17 32 16 43 8,5 120 48 72 48 24 3,5+4,0

B 32 2040 SCLCR/L 09 21 32 20 43 10,6 112 40 64 48 24  3,8+5,0 | 09T3 | 12409P 5515

B 32 2060 SCLCR/L 09 21 32 20 43 10,5 132 60 84 48 24 3,8+5,0

B 32 2550 SCLCR/L 09 26 32 25 43 13,0 122 50 74 48 24 3,8+5,0

B 32 2575 SCLCR/L 09 26 32 25 43 13,0 147 75 99 48 24  3,8+5,0

<7> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

64




Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

@10 - @16
93°

in figura utensile destro - right-hand shown

@10 - @16
93°

30° max

A
93° _
oc.r | S /ilﬁl!.I
f a
; in
bc.w w 32\T/<7 12

i T gdgs

SEZ. A-A -

In figura utensile destro - Right-hand shown

V-V A4V

.G13 .B53 .Z57 .G39

|

v

INSERTI - INSERTS
PAG. 150

a
A0810H SDUCR/L 07 12,5 10 7 4 9 100 22 1,0+1,2 | 0702 | 12254P 5507P
A1012K SDUCR/L 07 15,5 12 9 5 1 125 28 1,0+1,2
A1216M SDUCR/L 07 19,5 16 " 5 15 150 36 1,0+1,2
S0810H SDUCR/L 07 12,5 10 7 4 9 100 22 1,0+1,2 | 0702 | 12254P  5507P
S$1012K SDUCR/L 07 15,5 12 9 5 1" 125 28 1,0+1,2
S1216M SDUCR/L 07 19,5 16 1 5 15 150 36 1,0+1,2

=il | |-

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

>
> ()
» (1)
JOI

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN
W DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I8 DONNEES TECNIQUES ET CONSEILS

PAG. 136

PAG. 132

PAG. 967

PAG. 992
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Ouitils de tournage intérieur QUALITY TOOLS ENGINEERING

@10 - @40 <=

93°

30° max

pct | NN
pcw | NN

in figura utensile destro - right-hand shown

P-4V ARV -AV-2V-JF -

PAG. 150

.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52

¥

A10H SDUCR/L 07 13 10 8 9,50 100 1,1+1,3 | 0702 - - 12256P  5508P
A12K SDUCR/L 07 16 12 9 11,50 125 1,1+1,3
A16M SDUCR/L 07 20 16 " 15,25 150 1,1+1,3
A20Q SDUCR/L 07 25 20 13 19,00 180 1,1+1,3
A20Q SDUCR/L 11 25 20 13 19,00 180 3,8+5,0 1173 - - 12409P  5515P
A25R SDUCR/L 11 32 25 17 24,00 200 3,8+5,0 1T3 = = 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 b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN -
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI y

BB SPARE PARTS DETAILS T

=8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS @ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

I
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@10 - @20 P
A_
— DC.T =
5
? A
32°
. pcw | NN
SEZ.A-A -

in figura utensile destro - right-hand shown

s =
&

E N —‘T/ g ﬁ ﬂ , INSERTI - INSERTS

PAG. 150

.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52

E10K SDUCR/L 07 12 10 7 9,50 125 1,1+1,3 | 0702 - - 12256P  5508P
E12M SDUCR/L 07 16 12 9 11,50 150 1,1+1.3
E16R SDUCR/L 07 20 16 1" 15,25 200 1,113
E20S SDUCR/L 11 25 20 13 19,00 250 3,8+5,0 1173 - - 12409P  5515P

NN UTENSILI CON STELO IN METALLO DURO @

Bl TOOLS WITH CARBIDE SHAFT N
]
|

WERKZEUGE MIT HM-SCHAFT
OUTILS AVEC QUEUE EN METAL DUR

EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

EE FIELDS OF APPLICATION FOR TURNING INSERTS

B EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

I VELOCITA DI TAGLIO Ve

=8 Vc. CUTTING SPEED

B8 \c. SCHNITTGESCHWINDIGKEIT b PAG. 132
B Vc. VITESSE DE COUPE

W DETTAGLIO RICAMBI x

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
(B DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS
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Barrette di alesaggio POWERTURN
Boring bar POWERTURN
Bohrstangen POWERTURN

Barres d'alésage POWERTURN QUALITY TOOLS ENGINEERING

B..SDUCR/L @20 - @32
. PAG. 136

.,

pc.r | NN
I pcw | NEN

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52 PACES
f ¥

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 SDUCR/L 07 13 20 10 26 7 90 30 50 40 20 1,0+1,2

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+13

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 1" 92 32 52 40 20 3,5+#4,0 1173 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+13

B 25 1428 SDUCR/L 07 18 25 14 32 10 95 28 50 45 22 1,1+13

B 25 1442 SDUCR/L 07 18 25 14 32 10 109 42 64 45 22 1,1+13

B 25 1632 SDUCR/L 07 20 25 16 32 1" 99 32 54 45 22 1,1+13

B 25 1648 SDUCR/L 07 20 25 16 32 1" 115 48 70 45 22 1,1+13

B 25 1632 SDUCR/L 11 20 25 16 32 1 99 32 54 45 22 3,5+4,0 1173 1440 5515
B 25 1648 SDUCR/L 11 20 25 16 32 11 115 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 11T3 | 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 1,012

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 SDUCR/L 07 16 32 12 43 9 108 36 60 48 24 1,1+13

B 32 1428 SDUCR/L 07 18 32 14 43 10 100 28 52 48 24 1,1+13

B 32 1442 SDUCR/L 07 18 32 14 43 10 114 42 66 48 24 1,1+13

B 32 1632 SDUCR/L 07 20 32 16 43 1 104 32 56 48 24 1,1+13

B 32 1648 SDUCR/L 07 20 32 16 43 1" 120 48 72 48 24 1,1+13

B 32 1632 SDUCR/L 11 20 32 16 43 1 104 32 56 48 24 3,5+4,0 1173 1440 5515
B 32 1648 SDUCR/L 11 20 32 16 43 1 120 48 72 48 24 3,5+4,0

B 32 2040 SDUCR/L 11 24 32 20 43 13 12 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  3,8+5,0

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..SDQCR/L @10 - @16

17.5°

In figura utensile destro - Right-hand shown

CLCIp @10 - @16
107,5°
15°

max

DC.T

Jl/7°

15° max

<=

JV7°

DC.W

NN

In figura utensile destro - Right-hand shown

NN

T

V-V A4V

.G13 .B53 .Z57 .G39

.G52

|

v

INSERTI - INSERTS
PAG. 150

a
A0810H SDQCR/L 07 12,5 10 7 3 9 100 22 1,0+1,2 | 0702 | 12254P 5507P
A1012K SDQCR/L 07 15,5 12 9 4 1" 125 28 1,0+1,2
A1216M SDQCR/L 07 19,5 16 1" 5 15 150 36 1,0+1,2
S0810H SDQCR/L 07 12,5 10 7 3 9 100 22 1,0+1,2 | 0702 | 12254P  5507P
S1012K SDQCR/L 07 15,5 12 9 4 1 125 28 1,0+1,2
S$1216M SDQCR/L 07 19,5 16 " 5 15 150 36 1,0+1,2

=l § |-

SENZA FORO DI ADDUZIONE REFRIGERANTE
WITHOUT COOLANT FEED

OHNE KULMITTELZUFUHR

SANS ABDUCTION DU REFRIGERANTE

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

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vce. VITESSE DE COUPE

IE DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

B DETAILS ZU DEN ERSATZTEILEN
Il DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

Bm TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

>
JOI
» (1)
> (=)

PAG. 136

PAG. 132

PAG. 967

PAG. 992
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

A..SDQCR/L @12 - @32

f 107.5°

In figura utensile destro - Right-hand shown

DC.wW

N

QUALITY TOOLS ENGINEERING

@10 - @20

In figura utensile destro - Right-hand shown

15° max
% -
max;

JVT’

DC.T

NN

V-V A4V

s
@

INSERTI - INSERTS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
@ DONNEES TECNIQUES ET CONSEILS

> ()

PAG. 150
.G13 .B53 .G57P Z57 .G39 .G42 .G52
A12K SDQCRI/L 07 16 12 9 11,50 125 1,1+1,3 | 0702 = = 12256P  5508P
A16M SDQCR/L 07 20 16 1 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 3,850 | 1173 = = 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 3,0:35 | 1173 3711 BCL7 123511P 5515P
E10K SDQCR/L 07 12 10 7 9 125 1,1+1,3 | 0702 = = 12256P  5508P
E12M SDQCR/L 07 15 12 9 1 150 1,1+1,3
E16R SDQCR/L 07 19 16 11 15 200 11+1,3
E20S SDQCR/L 11 23 20 13 18 250 3,850 | 1173 = = 12409P  5515P
BN UTENSILI CON STELO IN METALLO DURO @
Bl TOOLS WITH CARBIDE SHAFT N
B \\ERKZEUGE MIT HM-SCHAFT ﬁ
I W OUTILS AVEC QUEUE EN METAL DUR
Im CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA
BEE FIELDS OF APPLICA_'_I'ION FOR TURNING INSERTS . PAG. 136
B8 EINSATZGEBIETE FUR DREHPLATTEN -
Il CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE
Im VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
B3 Vc. SCHNITTGESCHWINDIGKEIT b b PAG. 132
Im Vc. VITESSE DE COUPE
W DETTAGLIO RICAMBI y T
BB SPARE PARTS DETAILS
B8 DETAILS ZU DEN ERSATZTEILEN . ? b PAG. 967
W DETAIL DE PIECES DE RECHANGE
@ DATI TECNICI E CONSIGLI
B TECHNICAL DATA AND SUGGESTIONS PAG. 992

Ve
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@16 - @25

g [ [=

DC.T N
pcw | [NE§

SEZ.A-A

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
PAG. 150
.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52
. P

A16M SDNCR/L 07 20 16 " 6 15,25 150 1,1+1,3 | 0702 12256P  5508P
A20Q SDNCR/L 11 25 20 15 9 19,00 180 3,8+5,0 1173 12409P  5515P
A25R SDNCR/L 11 32 25 17 9 24,00 200 3,8+5,0 1173 1240P  5515P

EE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136

B3 EINSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

.

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN .

@ DONNEES TECNIQUES ET CONSEILS

(: 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 - 925

=

DC.T mVr

117 N Al
1
g6
P
SEZ.A-A

In figura utensile destro - Right-hand shown

s £
VAV RV 4V-4P-4F- ol

PAG. 150

.G13 .B53 | .G57P | .Z57 .G39 .G42 .G52

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+1,3
A20Q SDXCR/L 11 25 20 16,5 6,5 19,00 180 40 3,8+5,0 11T3 | 12409P  5515P
A25R SDXCR/L 11 32 25 19,0 6,5 24,00 200 50 3,8+5,0

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

CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
I[N DETAIL DE PIECES DE RECHANGE
HE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P
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Utensili per tornitura interna
Internal turning tools
Werkzeuge fuer innenbearbeitung

Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@12 - @32 <= @10 - @40 <=

90°

Ter | NN
Tew | [NEN

s

Ter | NN ;’Oﬁ
Tew | NEN

[——

In figura utensile destro - Right-hand shown

‘ﬂ E %@a é A ‘_A A INSERTI - INSERTS
G39 | G57P | z57 | G39 | 842 | .G52 PAG IS
A12K STUCR/L 11 16 12 9 11,50 125 1,1+1,3 1102 - - 12256P  5508P
A16M STUCR/L 16 20 16 11 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+3,5 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 11 15,25 150 1,1+1,3
A16M STFCR/L 16 20 16 11 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+3,5 16T3 3415 BCL7 123511P 5515P
A40T STFCR/L 16 50 40 27 38,50 300 3,0+3,5
B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPUCA:“ON FOR TURNING INSERTS b PAG. 136
=\ £ |INSATZGEBIETE FUR DREHPLATTEN
Il CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vec. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vce. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=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

@10 - @20 <=

TC.T

TC.W

é A == A INSERTI - INSERTS

PAG.
.Z57 .G39 .S42 .G52 A I

E10M STFCR/L 09 13 10 7 9,50 150 0,9+1,0 | 0902 | 12225P  5507P
E12Q STFCR/L 11 16 12 9 11,50 180 1,1+1,3 1102 | 12256P  5508P
E16R STFCR/L 11 20 16 " 15,25 200 1,1+1,3

E20S STFCR/L 16 25 20 13 19,00 250 3,8+5,0 | 16T3 1240P  5515P

TOOLS WITH CARBIDE SHAFT

WERKZEUGE MIT HM-SCHAFT
OUTILS AVEC QUEUE EN METAL DUR

UTENSILI CON STELO IN METALLO DURO @

=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 b PAG. 132
Ve. VITESSE DE COUPE
W3 DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
IN DETAIL DE PIECES DE RECHANGE
HE DATI TECNICI E CONSIGLI
BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
=5 TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur QUALITY TOOLS ENGINEERING

@12 - @25 @

140° 4

vC.T W
wow | N

In figura utensile destro - Right-hand shown

j ﬂ }/ ’ ’ INSERTI - INSERTS

PAG. 153

.G13 | .G57P | .Z57 .G42 .G52

¥

- 12256P  5508P

A12K SVOCR/L 11 16 12 9 11,5 125 1,1+1,3 1103

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
Lavorazione senza preforo Lavorazione con preforo Fate attenzione che il tagliente non

L ) ) L ) . superi ’asse di rotazione X
Machining a workpiece without Machining a workpiece with Mak th i dae d i
ake sure the cutting edge does no

prepared hole. prepared hole. surpass the X rotatio% ax?s

\

(@)

La profondita di passata ap deve essere
inferiore al raggio inserto

Cutting depth ap must be lower than insert
radius

\

Q

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. 132
Ve, VITESSE DE COUPE

W DETTAGLIO RICAMBI

PAG. 136

BB SPARE PARTS DETAILS

== DETAILS ZU DEN ERSATZTEILEN PAG. 967
I DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BE TECHNICAL DATAAND SUGGESTIONS PAG. 992

=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 - @40 - @16 - @20 -
s | 93°

ver | SN
vew | NEN

ver | SN
vew | NEN

s
@

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

il INSERTI - INSERTS
PAG. 153

.G13 | .G57P Z57 .G42 .G52
A16M SVUCR/L 11 21 16 12 15,25 150 1,1+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+3,5 | 1604 - —  123509P 5515P
A32S SVUCR/L 16 40 32 22 31,00 250 3,0+3,5| 1604 | 3716  BCL7 123511P 5515P
A40T SVUCR/L 16 50 40 27 38,50 300 3,0:3,5
E16R SVUCR/L 11 21 16 11 1525 200 11+1,3 [ 1103 = = 12256P  5508P
E20S SVUCR/L 11 25 20 13 19,00 250 1,1+1,3

I B UTENSILI CON STELO IN METALLO DURO @

BJE TOOLS WITH CARBIDE SHAFT \

BB \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
Vec. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
BB SPARE PARTS DETAILS T
B8 DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
I[B DETAIL DE PIECES DE RECHANGE
B DATI TECNICI E CONSIGLI
B TECHNICAL DATAAND SUGGESTIONS @ PAG. 992
=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

15° max

‘=

@16 - @25 @16 - @40

ver | SN
vew NN

st s
o

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

j }/ ﬂs:/ ’ ’ INSERTI - INSERTS

.G13 | .G57P | .Z57 | .G42 | .G52 PAG. 153

el

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 " 15,25 150 1,1+1.3 1103 - - 12256P  5508P
A20Q SVQCR/L 11 25 20 13 19,00 180 1,113
A25R SVQCR/L 16 32 25 17 24,00 200 3,0:3,5 | 1604 = = 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

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

CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

. PAG. 136

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE

W DETTAGLIO RICAMBI \

B8 SPARE PARTS DETAILS T

B8 DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
(B DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
=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

A..SVQBR/L

@25 - @40

@ QUALITY TOOLS ENGINEERING

15° max

=

A..SVJBR/L

VB.T J@

vew | NN

In figura utensile destro - Right-hand shown

52°
F\max -

y
jmax
B - ver | SN
vew | NEN

s |

SEZ.A-A

Y44

INSERTI - INSERTS

.G42 .G52 .G58

PAG. 153

7

A25R  SVQBR/L 16 32 17 24,0 200 3,0:3,56 | 1604 - - 123509P 5515P
A32S SVQBR/L 16 40 22 31,0 250 3,0:3,5 | 1604 3716 BCL7 123511P 5515P
A40T SVQBR/L 16 50 27 38,5 300 3,0+3,5

A25R  SVJBR/L 16 32 4,6 24 200 1,1+1,3 | 1604 = = 12256P  5508P

@ CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
B8 FIELDS OF APPLICATION FOR TURNING INSERTS
== EINSATZGEBIETE FUR DREHPLATTEN

@ CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

mm VELOCITA DI TAGLIO Ve

B8 Vc. CUTTING SPEED

B8 Vc. SCHNITTGESCHWINDIGKEIT
B Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN
W DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B8 TECHNICAL DATAAND SUGGESTIONS

=8 TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

>

. PAG. 136

D> @ o
B o

> b PaG. 952
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Utensili per tornitura interna
Internal turning tools

Werkzeuge fuer innenbearbeitung
Outils de tournage intérieur

QUALITY TOOLS ENGINEERING

=

@16 - @25

75°

In figura utensile destro - Right-hand shown

<=

sc.T W
sow | [N

T

=] -

INSERTI - INSERTS

.Z57

.G52

PAG. 151

v

|

IE DETTAGLIO RICAMBI
BE SPARE PARTS DETAILS

B DETAILS ZU DEN ERSATZTEILEN
Il DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

Bm TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

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 | 124510 5520
B CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
B EINSATZGEBIETE FUR DREHPLATTEN :
I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE
I VELOCITA DI TAGLIO Ve
B8 Vc. CUTTING SPEED
=8 Vc. SCHNITTGESCHWINDIGKEIT b b PAG. 132
Il Vc. VITESSE DE COUPE

B oo
B b Pac. 902
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UTENSILI PER SCANALATURA TAGLIO E TORNITURA
GROOVING, PARTING AND TURNING TOOLS
NUTENDREH - UND ABSTECHDREHWERKZEUGE
OUTILS A RAINURER, TRONGONNER ET POUR TOURNAGE
== HERRAMIENTAS PARA RANURAS,CORTE TORNEADO

QUALITY TOOLS ENGINEERING I

LGIH Pag.82 TRL Pag.84 TMSDR/L Pag.86 STGR/L Pag.90
@Dmax = 50 - 120 @Dmax = 70 - 100 [ 16x16 - 25x25 [ 20x20 - 25x25
STN TRL..N GX16 154..
W=2,2-6,4 W w=3,040 | — W=3-5 W=1,1-4,15

@Dmin = 20,5 - 42 @Dmin = 20 - 40

GX16 154..
= W=2-5 W=1,1-4,15

0 25x25

GX24
ol ) W=2-6

TMSIR/L Pag.88

@Dmin = 42 - 57

GX24
W=3-6




THE..-THS.. Pag.92 SCTFPR/L Pag.9% LGTBN Pag.98
NOA - Jp— H
I}
III 8x8 - 25x25 III 25x25
GIE../GP TPMR 1103 LGIH
SG/GR/GW TPMR 1603
iyt A TR e SON

W=16,5

@Dmin = 38,10

GIE../GP

SG/GR/GW
W=0,5-3,0
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Scanalatura e taglio
Grooving and parting

Nutendrehen und abstechen
Ouitils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

26 - 32

Pag.98

STN

INSERTI - INSERTS
PAG. 172

¥

»
4
z

LGIH 26-2 2,2-24 26 1,6 50 110 214 2 SESG-1
LGIH 26-3 3.1 26 2,4 75 110 21,4 3 SESG-1
LGIH 26-4 4.1 26 3,2 80 110 214 4 SESG-1
LGIH 26-5 4,8-5,1 26 4,0 80 110 214 5 SESG-1
LGIH 32-2 2,2-2,4 32 1,6 40 150 25,0 2 SESG-1
LGIH 32-3 3.1 32 24 100 150 25,0 3 SESG-1
LGIH 32-4 4.1 32 3,2 100 150 25,0 4 SESG-1
LGIH 32-5 4,8-51 32 4,0 120 150 25,0 5 SESG-1

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS b PAG. 166
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .
CHAMPS D’'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT » PAG. 164
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS T

BS DETAILS ZU DEN ERSATZTEILEN » Q\? PAG. 967
W DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 995
B3 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

‘(#:‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

82




Sce

Ita 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 Wi0,1
NON RIV. RIVESTITI 4"__‘/7 r
Tenacita L | cEyENTED CBESCHeHTET
SCELTA VELOCE - QUICK PICK Toughness Z | Graoes RECOUVERTS
= &)
Pag. 156 = L
-] ]
cop. P M K N S H = g w r a°
F|/M|IR|FMR|F MR|F | MR|F|M|R|F |M|R - -
STN2.L52 ° ° ° m 2.21 02 0°
STN 3.L52 ° ° ° ° n 3.1 02 0°
° ° ° m
STN 4 .L52 ° ° ° ° u 41 0,24 0°
° ° ° n
STN 5.L52 ° ° ° ° u 51 028 0°
° ° ° m
g\
TatO
L0\
&
LT R ‘
// -¢ - C’
" ( \1’
1‘\ \ AN SR
~ N L
Y;\ “ - ///
o'
RYZEWNPET
- ‘ |
‘/ L~
\ -
-~
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY
MATERIALI - MATERIALS oy | HB Vc m/min Pag. 164 Ls2
e d
Pag. 1063 HRC? | T518M| T533
GR.
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 190 190
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 160 160 W
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 135 135 A
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 155 155
M INOX AUST. DUPLEX - STAINLESS STEEL AUST 14.1-14.2 180-230 140 140
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 150
K GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 160 6
ALLUMINIO E SUE LEGHE - ALUMINIUM 21---25 60-130 5
N RAME E SUE LEGHE - COPPER 26--28 90-110 4
NON METALLICI - PLASTICS 29-30 I 3
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30 25
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050 100 0 01 02 03 04 05 fn
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-60? (mm)
% = SCANALATURA - GROOVING Vc - 1000
. R n = ———— =giri/min (min*)
Vc = mimin VELOCITA DI TAGLIO - CUTTING SPEED @D - 3.14
n = girifmin (min") NUMERO DI GIRI - NUMBER OF REVOLUTIONS ’
fn = mm AVANZAMENTO AL GIRO - FEED / REVOLUTION
Vf = mm/min VELOCITA DI AVANZAMENTO - FEED SPEED Vf=fn 'n = mm/min
W = mm LARGHEZZA TAGLIENTE - CUTTING EDGE WIDTH
L
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /1 NEW
©@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION 0O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 83
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Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Ouitils a rainurer et a trongonner QUALITY TOOLS ENGINEERING

26 - 32

Pag.98

@D
e .

o
—
Lili
:—i—l—x‘i
w
o)

L ‘ @Af TRLN.. ‘;

-
)]
(=]

o!

v ﬁ ﬁ INSERTI - INSERTS

PAG. 172

.G52 | .G56 | .G57P

TRL 26-30 3,0 26 2,4 70 110 21,4 3,0 SESG-1 CH-TRL3040
TRL 26-40 4,0 26 3,2 80 110 21,4 4,0 SESG-1 CH-TRL30-40
TRL 32-30 3,0 32 2,4 100 150 25,0 3,0 SESG-1 CH-TRL30-40
TRL 32-40 4,0 32 3,2 100 150 25,0 4,0 SESG-1 CH-TRL3040

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS b b PAG. 166
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 164
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI

B8 SPARE PARTS DETAILS T

BS DETAILS ZU DEN ERSATZTEILEN b Q\? PAG. 967
W DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 995
B3 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

I
( /:‘ 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!
NON RIV. RIVESTITI =
Tenacita 4+ | cEMENTED COATED GRADES
SCELTA VELOCE - QUICK PICK . 2 | Qeene vy
Toughness  _ C 1 i % ﬁ
Pag. 156 TRL.N
o | |8 7
D. P M K N S H - @ I °
co FIM[R|FIMR|F[M[R|F[M[R[F [M[R|F [M[R = i = W r a
TRLN 3.00-0.20N .G52 [ 2K J | 3,0* 0,2 0°
ole|e ole|le [
TRLN 4.00-0.30N .G52 e e | 4,0" 0,3 0°
ole|e olele u
TRLN 3.00-0.30N .G56 LK ) | 3,0" 0,3 0°
olele olele [
TRLN 4.00-0.40N .G56 oo = 4,0* 0,4 0°
ocle|e® oclele u
TRLN 3.00-0.30N .G57P LI JKe) u 3,0* 0,3 0°
TRLN 4.00-0.40N .G57P ® e O | 4,0" 0,4 0°
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ® ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY P o
|
- |
*Ié |
[ 1 |
MATERIALI - MATERIALS 3‘2;; HB Ve m/min_Pag. 164 w +ﬂ esa | w +Q 6
o ! /
Pag. 1063 GR. HRCY | T115 | F4645 | T5235 1 1
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 130 | 150
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 120 | 140
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 90 130
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 90 115 4 4
3
IVl | INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 - 8 -
0 01 02 03 04 05 0 01 02 03 04 05 .M
GHISA GRIGIA - GREY CAST IRON 1516 180-260 130 (mm) (mm)
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250 120 v
w .G57P
GHISA MALLEABILE - MALLEABLE CAST IRON | 19-20 130-230 130 Y
ALLUMINIO E SUE LEGHE - ALUMINIUM 2125 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 45-60 0 010203 0405 i,
% = SCANALATURA - GROOVING Vc - 1000
R n = ———— = giri/min (min*)
V¢ = m/min VELOCITA DI TAGLIO - CUTTING SPEED oD - 3.14
t

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
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /] NEW
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Utensili per scanalatura troncatura, tornitura esterna e interna
External and internal grooving perting turning
Aussen und innennuten + abstech - drehwerzeuge

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

MSDRI/L th 16x16 - 25x25 @16 - @32
GX | 1Y
16.. | B=a E
-~ W
T |
il |
Tmax
@D min
1
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
’ ’ / ﬁ ﬂ INSERTI - INSERTS
PAG. 171

TMSDR/L 1616-16.2 3-356 16 16 16,5 13 110 26 5,0+6,0 | GX16.2 | SM516 5004
TMSDRI/L 1616-16.3 4-5 16 16 16,5 13 110 26 5,0+6,0 | GX16.3 | SM516 5004
TMSDR/L 2020-16.2 3-3,6 20 20 20,5 13 122 29 5,0+6,0 | GX16.2 | SM520 5004
TMSDR/L 2020-16.3 4-5 20 20 20,5 13 122 29 5,0+6,0 | GX16.3 | SM520 5004
TMSDRI/L 2525-16.2 3-3,5 25 25 25,5 13 138 30 5,0+6,0 | GX16.2 | SM520 5004
TMSDR/L 2525-16.3 4-5 25 25 25,5 13 138 30 5,0+6,0 | GX16.3 | SM520 5004

TMSIR/L 16-16-1 2-2,5 16 20,5 13,5 15,25 55 150 28 5,0+6,0 | GX16.1 | SM523 5520
TMSIR/L 16-16-2 3-3,5 16 20,5 13,5 15,25 55 150 28 5,0+6,0 | GX16.2 | SM523 5520
TMSIR/L 20-16-2 3-3,5 20 25 15,6 19,00 55 180 35 5,0+6,0 | GX16.2 | SM 521 5520
TMSIR/L 25-16-2 3-36 25 32 20,5 24,00 8,0 200 40 5,0+6,0 | GX16.2 | SM522 5520
TMSIR/L 25-16-3 4-5 25 32 22,5 24,00 10,0 200 40 5,0+6,0 | GX16.3 | SM522 5520
TMSIR/L 32-16-2 3-3,5 32 42 27,5 31,00 11,0 250 50 5,0+6,0 | GX16.2 | SM522 5520
TMSIR/L 32-16-3 4-5 32 42 27,5 31,00 11,0 250 50 5,0+6,0 | GX16.3 | SM522 5520

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 b PAG. 164
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN » X?T PAG. 967
[l DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B TECHNICAL DATAAND SUGGESTIONS @ PAG. 995
== TECHNISCHE DATEN UND EMPFEHLUNGEN -

@ DONNEES TECNIQUES ET CONSEILS

I
/\;‘ 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
NON RIV. RIVESTITI \ "\1 r r r
Terecis [ oam  cgimene o
SCELTA VELOCE - QUICK PICK " | o A7 . .
' o8 p ﬂ
Pag. 156
0 3 &
D. PIM[K[N[S]H e 3 B o
co FIMRIFM[R[FIM[R|IF[M[R|F[M[R]|F [m[R = i = W r | T a
GX16-1E2.00N-0.20 .Z32 B= e o o L 2,0 0,2 16 1,40 6°
GX16-1E2.50N-0.20 .Z32 BR= e ¢} LJ L} 2,5 0,2 16 1,40 6°
GX16-2E3.00N-0.30 .Z32 B= @ ¢} LJ u 3,0 0,3 16 2,10 6°
GX16-2E3.50N-0.30 .Z32 B= e ) ® L 3,5 0,3 16 2,10 6°
GX16-3E4.00N-0.40 .Z32 B= e [} [J u 4,0 0,4 16 3,05 6°
GX16-3E5.00N-0.40 .Z32 = e ¢} [ u 5,0 0,4 16 3,05 6°
GX16-2R1.50N .Z42 = |®|0 o|0 ®| O L] 3,0 1,5 16 2,10 6°
GX16-3R2.00N .Z42 G= |@|o o|0 ®| O u 4,0 2,0 16 3,05 6°
GX16-3R2.50N .Z42 C= |®|0 o|0 ®| O L 5,0 2,5 16 3,05 6°
GX16-2E3.00N-0.30 .Z52 RB= |o|e® o|e O| O L] 3,0 0,3 16 2,10 6°
GX16-3E4.00N-0.40 .Z52 K= |o|e ole O|0 u 4,0 0,4 16 3,05 6°
GX16-3E5.00N-0.40 .Z52 = |o|® o|e Q|0 u 5,0 0,4 16 3,05 6°
GX16-2E3.00N-0.30 .Z47P = ® 0 O L 3,0 0,3 16 2,10 6°
GX16-3E4.00N-0.40 .Z47P = ®e 0 n 4,0 04 16 3,05 6°
GX16-2R1.5N .Z47P = ® 0 O [m] 3,0 1,5 16 2,10 6°
GX16-3R2.0N .Z47P = LI JKe) [m] 4,0 2,0 16 3,05 6°
GX16-3R2.5N .Z47P = ® 0 O [m] 5,0 2,5 16 3,05 6°
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY f ° ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY o o
MATERIALI - MATERIALS oy | HB Ve miminPag. 164 W ¢ﬂ W o |
o .
Pag. 1063 GR. HRC? T115 | F4645 | T5226 b 1
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 130 | 180 =
p ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 120 | 150
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 90 135
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 90 170 4 4
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST |  14.1-14.2 180-230 100 | 120 * - s >
0 01 02 03 04 05 fn 0 01 02 03 04 05 fn
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 (mm) (mm)
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE | 17-18 160-250 150 +
w w <>
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 170 y Y
ALLUMINIO E SUE LEGHE - ALUMINIUM 2125 60-130 440 G
N |RAME E SUE LEGHE - COPPER 26--28 90-110 340
NON METALLICI - PLASTICS 29-30 / 290
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31--35 200-320 30 j i
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 30 3 3
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602 0 01 02 03 04 05 (ngrgn) 0 02 04 06 08 10 ( ngpn )
232 * .Z42 * .Z52
w + w <> w w <> w w <>
y y y y
= C= =
4 45 5 5 5 5
33/ 335 4 4 4 4
22, 225 3 3 3 3
0 01 02 03 04 05 fn 0 01 02 03 04 05 M 0 01 02 03 04 05 M 0 02 04 06 08 10 0 01020304 05 0 01 02 03 04 05 MM
(mm) (mm) (mm) (mm) (mm) (mm)

%ﬁ) = SCANALATURA - GROOVING Vc - 1000

. R n = ————— = giri/min (min")
Vc = 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

L EEEEEEEEE———
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /I NEW
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Utensili per scanalatura troncatura, tornitura esterna e interna
External and internal grooving perting turning
Aussen und innennuten + abstech - drehwerzeuge

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

@32 - @40

6
od>

cx E_ IS
24.. B

In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
< INSERTI - INSERTS
PAG. 172

TMSDR/L 2525-24.2 3-356 25 25 25,5 22 143 43 5,5+7,0 | GX24.2 | SM620 5005
TMSDRI/L 2525-24.3 4-5 25 25 25,5 22 143 43 5,5+7,0 | GX24.3 | SM620 5005
TMSDR/L 2525-24.4 6 25 25 26 22 143 43 5,5+7,0 | GX24.4 | SM620 5005

Jdmin f
TMSIR/L 32-24-2 3 32 42 27,5 31,0 11,0 250 50 5,0+6,0 | GX24.2 | SM 522 5520
TMSIR/L 32-24-3 4-5 32 42 27,5 31,0 11,0 250 50 5,0+6,0 | GX24.3 | SM 522 5520
TMSIR/L 32-24-4 6 32 47 30,4 31,0 17,5 250 50 5,0+6,0 | GX24.4 | SM 522 5520
TMSIR/L 40-24-3 4-5 40 53 32,5 38,5 12,0 300 60 5,0+6,0 | GX24.3 | SM 522 5520
TMSIR/L 40-24-4 6 40 57 34,4 38,5 17,5 300 60 5,0+6,0 | GX24.4 | SM 522 5520

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 b PAG. 164
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN » X?T PAG. 967
[l DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B TECHNICAL DATAAND SUGGESTIONS @ PAG. 995
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

@ DONNEES TECNIQUES ET CONSEILS

I
88 /\;‘ 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
= | NonRw RIVESTITI \ f\.‘\ r r r
Tenacita + im CEMENTED COATED GRADES a°
SCELTA VELOCE - QUICK PICK ™" 2 | Ty I 0
- o
 — ﬁ
P M| KJ|N o | B2 88 .
CcoD. FIM[R][F [M[R[F[M[R]F [m = P el w r | T a
GX24-2E3.00N-0.30 .Z33 B= e [ L 3,0 0,3 24 2,10 6°
GX24-2E3.50N-0.30 .Z33 = @ [J u 3,5 0,3 24 2,10 6°
GX24-3E4.00N-0.40 .Z33 B= e [ L) 4,0 0,4 24 3,05 6°
GX24-3E5.00N-0.40 .Z33 = e [J L] 5,0 0,4 24 3,05 6°
GX24-4E6.00N-0.50 .Z33 R= e L] L) 6,0 0,5 24 4,30 6°
GX24-2E3.00N-0.30 .Z42 = ®|0 o|0 ®| O | 3,0 0,3 24 2,10 6°
e e ole e e L
GX24-3E4.00N-0.40 .Z42 = ®|0 o|0 ®| O u 4,0 0,4 24 3,05 6°
[ JK ) ole e e u
GX24-3E5.00N-0.40 .Z42 = |®|0 o|0 ®| O u 5,0 0,4 24 3,05 6°
[ JKJ ole [ JEJ u
GX24-4E6.00N-0.50 .Z42 R= ®|0 [e}}e) ® O u 6,0 0,5 24 4,30 6°
e e ole e e | |
®| 0 o|0 Oo|0 Q|0 n
GX24-3R2.0N .Z62 C= ® |0 0|0 ®| O L 4,0 2,0 24 3,05 6°
GX24-3R2.5N .Z62 = @® | O O|O0 ® 0 u 5,0 2,5 24 3,05 6°
GX24-4R3.0N .Z62 = ® | O O|O0 ® 0 L 6,0 3,0 24 4,3 6°
GX24-2E3.00N-0.30 .Z47P = ® 0 O L 3,0 0,3 24 2,10 6°
GX24-3E4.00N-0.40 .Z47P = ® 0 O L 4,0 0,4 24 3,05 6°
GX24-3E5.00N-0.40 .Z47P = L JK JKe) u 5,0 0,4 24 3,05 6°
GX24-4E6.00N-0.50 .Z47P R= ® e O L 6,0 0,5 24 4,3 6°
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ° ole ole
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ

MATERIALI - MATERIALS s | 1B Ve m/min_Pag. 164 247p
o d
Pag. 1063 GR. HRC? | T115 |F4530 | F4645|T5226| T5235
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1---5 125-300 140 | 130 | 180 | 150
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6--9 180-350 130 | 120 | 150 | 140
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 100 | 90 | 135 | 130 +
w w <>
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 150 | 90 | 170 | 115 3 i %
IV |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 | 100 | 120 | 120 =
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 160 | 130
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 140 150 | 120 6 6
5 5
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 140 170 | 130 4 4
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 440 | 250 3 . 8 .
N |RAME E SUE LEGHE - COPPER 26--28 90-110 340 | 300 0 0102030405 (nz?n) 0 010203 0408 (ngnm)
NON METALLICI - PLASTICS 29-30 / 290 | 180
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 30 30
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 40 30
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-607
.Z33 + 242 + 262
w + w <> w w <> w w <>
y Y [ y / 1
[ = C=
6 6
5 5 6 6
4 4 5 5 6 6
35 35 4 4 5 5
3 3 3 3 4 4
0 01 02 03 04 05 fn 0 01 02 03 04 05 . f 0 01 02 03 04 05 M 0 0710203 04 05 " 0 01020304 05 M 0 02 0406 08 1.0 M
(mm) (mm) (mm) (mm) (mm) (mm)

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

fn ‘N = mm/min

L EEEEEEEEE———
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EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




QUALITY TOOLS ENGINEERING

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

Ouitils a rainurer, a trongonner et pour tournage exterieur et interieur

h 20x20 - 25x25 @16 - @32

6
@d?

154 \ 154
156 156

X
In figura utensile destro - Right-hand shown In figura utensile destro - Right-hand shown
A6 A
INSERTI - INSERTS
PAG. 171
.C54 .C57

STGR/L 2020 K 16-3 20 20 - - 20 - - - 125 20 3,5+4,0 L 12415 FS244P  5515P
STGR/L 2525 M 16-3 25 25 - - 25 - - - 150 20 3,5+4,0 ] T FS244P  5515P
L

A16M STIR/L 16-3 - - 16 20 1" 15,25 - 2 150 35 3,5+4,0 I FS244P  5515P
A20Q STIR/L 16-3 - - 20 25 13 19,00 - 2 180 40 3,5+4,0 11415 FS244P  5515P
A25R STIR/L 16-3 = = 25 32 17 24,00 N 3 200 50 35+4,0 ]| " FS244P  5515P
A328 STIR/L 16-3 - - 32 40 22 31,00 - 3 250 55 3,5+4,0 || FS244P  5515P

B W Tmax(*) VEDI PAGINA INSERTI

BI& Tmax() SEE PAGE OF INSERTS
) SIEHE WENDESCHNEIDPLATTENSEITE
)

- Tmax(*

“ Tmax(*) VOIR PAGE DES PLAQUETTES

CAMPI D'IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS b . PAG. 166
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 164
Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BB SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN b X?T PAG. 967
[l DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI

B TECHNICAL DATAAND SUGGESTIONS @ PAG. 995
=8 TECHNISCHE DATEN UND EMPFEHLUNGEN -

@ DONNEES TECNIQUES ET CONSEILS

—
/\/‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

90




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

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

QUALITY TOOLS ENGINEERING

HT | HW HC d W
. NONRIV. RIVESTITI ﬁ
Tenacita =4 o | cementen COATED GRADES L N
SCELTA VELOCE - QUICK PICK | I = | Somoe BESCHICHTET ol T
- o 60°\L |— s
Pag. 156
P M| K| N/|S H g 2 o
cob. 3 g W s|1 | d| T d1
F/M|R|FMR|F MIR|F|M|R|F |M|R|F M|R 4 W
154.15-16110 o o0 o0 o o0 u 1,25 | 2,5 16 | 952 | 12 4,5
o 0 00 0o u
154.15-16130 e o0 o0 o0 | | 1,45 | 2,5 16 | 952 | 15 4,5
o0 0000 L
154.15-16160 o o 0o o 0o | | 1,80 | 2,5 16 | 952 | 1,8 4,5
o 0 00 o0 o0 L
154.15-16185 o 0 0o o0 o0 | | 2,00 | 25 16 | 9,52 3 4,5
o 0 00 0 o0 u
154.15-16215 e o o o 0o | | 230 | 2,8 16 | 9,52 3 4,5
o0 0 0 oo L
154.15-16265 e o o o 0o | | 2,80 | 33 16 | 9,52 3 4,5
®(® 0 o oo L
154.15-16315 o ®0 o0 o0 o0 | | 3,35 3,8 16 | 9,52 3 4,5
(2K K 2K 2K 2K ) L
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r PY PY
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ

SI POSSONO UTILIZZARE GLI INSERTI DI PRECISIONE 156... VEDI PAG 171
PRECISION INSERTS 156... (SEE PAGE 171) CAN BE USED
DIE PRAZISIONSWENDESCHNEIDPLATTEN 156... (s.SEITE 171) KONNEN EINGESETZT WERDEN.

=ll | |-

ON PEUT UTILISER LES PLAQUETTES DE PRECISION 156... VOIR PAGE 171

MATERIALI - MATERIALS oy | HB fn mm Ve m/min Pag. 164
Pag. 1063 GR. HRC? F M R | N3440 | F4340
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 0,06 | 0,12 | 0,26 240
ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 0,05 0,1 0,25 190
P ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,05 0,1 0,25 150
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,05 0,1 0,25 120
[V |INOX AUST. DUPLEX - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,05 0,1 0,25 120
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 0,06 | 012 | 0,25 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 0,05 0,1 0,25 150
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 0,05 0,1 0,25 160
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130 0,06 0,1 0,25 650
N |RAME E SUE LEGHE - COPPER 26--28 90-110 0,05 0,1 0,25 500
NON METALLICI - PLASTICS 29-30 I 0,05 0,1 0,25 700
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-609
& = SCANALATURA - GROOVING VC : 1 000
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

oD - 3,14

fn ' N = mm/min

L EEEEEEEEE——
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©® @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 91
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

QUALITY TOOLS ENGINEERING

Outils a rainurer et a trongonner

THE..-THS.. th 8x8 - 25x25

j
h1 ml J S\
GIE-7-.. ‘@_‘
—= TE
W o
= i

In figura utensile destro - Right-hand shown

INSERTI - INSERTS

PAG. 173

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

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-7-0808R/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 ﬁ_‘_ TE INSERTI CON T = 6
(mm) INSERTS WITH T = 2,54 D (mm) INSERTS WITHT =6

T
3 1 6
I~
TE 5 ~—|
—
2 ~ 4
\ 3
~

1 2
]

@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

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 164
Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS x T

B DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967
I DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 995
B3 TECHNISCHE DATEN UND EMPFEHLUNGEN -

I DONNEES TECNIQUES ET CONSEILS

I
92 (/\‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 166




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 7 vsvj W ST
enccis + g |comre oot Tibes AR
‘enacita w CEMENTED)|
SCELTA VELOCE - QUICKPICK " "] ~ Bl | ¢ 5o iy P
- o !
Pag. 156 f eEer. NL R GIE...ST...
E +9.02
cobD. P M K N S H o W B|/R T/H S| L
GIE-7-GP-10R-N [ J [ L 1,0 — - 6,0 7 2 17
GIE-7-GP-1.0L-N [J [ L 1,0 — - 6,0 7 2 17
GIE-7-GP-15R-N LJ o u 1,5 — - 6,0 7 2 17
GIE-7-GP-15R-R [J [ L 1,5 — - 6,0 7 2 17
GIE-7-GP-15L-N [ ° ] 15| - - |60 ] 7 2 17
GIE-7-GP-15L-R ] ° u 1,5 - - 6,0 7 2 17
GIE-7-GP-15L-L [ ° ] 15| - - 160 ] 7 2 17
GIE-7-GP-2.0R-N LJ o u 2,0 - - 6,0 7 2 17
GIE-7-GP-20R-R [J [ L 2,0 — - 6,0 7 2 17
GIE-7-GP-2.0L-N [ J o L 2,0 — - 6,0 7 2 17
GIE-7-ST-3.0R L] ° m] 3,17 - - - 7 3,17 | 17
GIE-7-ST-3.0L [ ° u] 317 | - - - 7 [317 ] 17
GIE-7-SG-0.5R [ J [ L 0,50 — - 2,54 7 2 17
GIE-7-SG-05L [ ° ] 050 | - - 1254 7 2 17
GIE-7-8G-0.7R L] [ u 0,70 - - 2,54 7 2 17
GIE-7-SG-0.7L [J [ L 0,70 — - 2,54 7 2 17
GIE-7-8SG-0.8R [J [ u 0,80 - - 2,54 7 2 17
GIE-7-SG-08L [J [ [m] 0,80 - - 2,54 7 2 17
GIE-7-SG-09R [ ° ] 090 | - - 1254 7 2 17
GIE-7-SG-09L ] ° u 0,90 - - 2,54 7 2 17
GIE-7-SG-11R LJ o u 1,10 — - 6,00 7 2 17
GIE-7-SG-11L [ J [ [m] 1,10 — - 6,00 7 2 17
GIE-7-SG-13R [J [J u 1,30 — — 6,00 7 2 17
GIE-7-8SG-13L LJ o u 1,30 - - 6,00 7 2 17
GIE-7-SG-16R [J [ u 1,60 - - 6,00 7 2 17
GIE-7-SG-16L [ ° ] 160 | - - 600 7 2 17
GIE-7-SG-1.85R ] ° u 1,85 - - 6,00 7 2 17
GIE-7-SG-1.85L [ ° u] 1,85 | — - 1600 7 2 17
GIE-7-GR-1.0R L] [ u 1,0 - 0,50 6 7 2 17
GIE-7-GR-1.0L [J [J [m] 1,0 - 0,50 6 7 2 17
GIE-7-GR-15R [ J [ u 1,5 — 0,75 6 7 2 17
GIE-7-GR-15L [J [ L 1,5 — 0,75 6 7 2 17
GIE-7-GR-2.0R LJ o u 2,0 - 1,00 6 7 2 17
GIE-7-GR-2.0L [J [ u 2,0 — 1,00 6 7 2 17
GIE-7-GW-60R [ ° ] - | 60° 010 - 7 2 17
GIE-7-GW-60L L] [ u - 60° | 0,10 - 7 2 17
GIE-7-GW-55R [J [J u - 55° | 0,12 7 2 17
GIE-7-GW-55L [J [ [m] - 55° | 0,12 - 7 2 17
@ S H S H
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY ) PY qu /\ Rq FT [j\
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY ﬁ L 5
] i ) )
- T
1 r” T GE.scier.. 8 GIE.GW...
MATERIALI - MATERIALS 3‘2;; HB fn mm Ve m/min _Pag. 164
m
Pag. 1063 GR. HRC? F M R C5PV
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 0,03 | 005 | 0,10 | 140
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 69 180-350 0,03 | 005 | 0,10 | 105
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 0,03 | 0,05 | 0,10 105
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,03 | 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 17418 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
) . n = ———— = giri/min (min")
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED QD . 3 14
H

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 = mmimin

L EEEEEEE——
W DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
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Scanalatura e taglio

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

=

QUALITY TOOLS ENGINEERING

GIE-7-..

(Ve A

INSERTI - INSERTS

¥

PAG. 173

]

THI-7-20R/L 38,10 20 13,34 19,05 140 25 50
THI-7-25R/L 38,10 25 13,34 19,05 150 32 63
THI-7-32R/L 38,10 32 13,34 19,05 150 32 63 1,2+1,5

123008P 5508P

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

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

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

94

Tl
(mm)

INSERTICON T =6
INSERTS WITHT =6

1

@D

0 38,150 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

PAG. 166

> @ e
B P oo

> b Pac. 995

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

B8 DETAILS ZU DEN ERSATZTEILEN
I DETAIL DE PIECES DE RECHANGE

Il DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

== TECHNISCHE DATEN UND EMPFEHLUNGEN
I DONNEES TECNIQUES ET CONSEILS

f;) 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

3 ee
HT | HW HC JEw 7 s N
. + o | oy ANy
enacita [ | CEMENTED|
SCELTA VELOCE - QUICKPICK " " | ~ Bl | ¢ 5o L P
- i !
Pag. 156 "1 eE.GP. NL R | GE.ST.
z +9.02
CcoD. P M K N S H o W B|/R T|/H S| L
GIE-7-GP-10R-N o o u 1,0 - - 6,0 7 2 17
GIE-7-GP-10L-N o ° ] 1,0 - - 6,0 7 2 17
GIE-7-GP-15R-N LJ o u 1,5 — - 6,0 7 2 17
GIE-7-GP-15R-R [ (] u 1,5 - - 6,0 7 2 17
GIE-7-GP-15L-N ° D [ 15 | - - | 60| 7 2 17
GIE-7-GP-15L-R ° ° u 1,5 - - 6,0 7 2 17
GIE-7-GP-15L-L ° ° [ 15 | - - |60 | 7 2 17
GIE-7-GP-2.0R-N LJ o u 2,0 - - 6,0 7 2 17
GIE-7-GP-20R-R o ° ] 2,0 - - 6,0 7 2 17
GIE-7-GP-2.0L-N [ J o L 2,0 — - 6,0 7 2 17
GIE-7-8ST-3.0R [ ° o 3,17 - - - 7 317 | 17
GIE-7-ST-3.0L ° ° u] 317 - - - 7 347 17
GIE-7-SG-0.5R [ ° u 0,50 - - 2,54 7 2 17
GIE-7-SG-0.5L ° D [ 050 | - - |254| 7 2 17
GIE-7-8SG-0.7R o ° u 0,70 - - 2,54 7 2 17
GIE-7-SG-0.7L LJ o L) 0,70 - - 2,54 7 2 17
GIE-7-SG-0.8R [J [ u 0,80 - - 2,54 7 2 17
GIE-7-SG-0.8L [J [ [m] 0,80 - - 2,54 7 2 17
GIE-7-SG-09R ° ° [ 090 | - - |254| 7 2 17
GIE-7-SG-09L ° ° u 0,90 - - 2,54 7 2 17
GIE-7-SG-11R LJ o u 1,10 — - 6,00 7 2 17
GIE-7-SG-11L [ J [ [m] 1,10 — - 6,00 7 2 17
GIE-7-SG-13R LJ o L) 1,30 - - 6,00 7 2 17
GIE-7-8SG-13L LJ o u 1,30 - - 6,00 7 2 17
GIE-7-SG-1.6R [ [ u 1,60 - - 6,00 7 2 17
GIE-7-SG-1.6L ° ° [ 1,60 | - - |600| 7 2 17
GIE-7-SG-1.85R ° ° u 1,85 - - 6,00 7 2 17
GIE-7-SG-1.85L ° [ [u] 1,85 | - - |600| 7 2 17
GIE-7-GR-1.0R o ° u 1,0 - 0,50 6 7 2 17
GIE-7-GR-1.0L LJ o [m] 1,0 - 0,50 6 7 2 17
GIE-7-GR-15R [ J [ u 1,5 — 0,75 6 7 2 17
GIE-7-GR-15L o ° u 1,5 - 0,75 6 7 2 17
GIE-7-GR-2.0R LJ o u 2,0 - 1,00 6 7 2 17
GIE-7-GR-2.0L [ o u 2,0 - 1,00 6 7 2 17
GIE-7-GW-60R ° ° [ - | 60° 010 ] - 7 2 17
GIE-7-GW-60L o ° u - 60° | 0,10 - 7 2 17
GIE-7-GW-55R LJ o u - 55° | 0,12 7 2 17
GIE-7-GW-55L [J [ [m] - 55° | 0,12 - 7 2 17
S s
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY & w H H
£ o | AT | A TN
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY # L 5
— T
— =7 T cE.scicr.. {8 GIE.GW..
MATERIALI - MATERIALS oy | HB fn mm Ve m/min Pag. 164
m
Pag. 1063 GR. HRC? F M R C5PV
ACCIAIO NON LEGATO - NOT ALLOY STEEL 15 125-300 | 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 | 0,05 | 0,10 105
INOX MARTENS. - STAINLESS STEEL MART 12413 200-240 0,03 | 005 | 0,10 120
IVl | INOX AUST. DUPLEX - STAINLESS STEEL AUST |  14.1-14.2 180-230 | 0,03 | 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 2125 60-130
N |RAME E SUE LEGHE - COPPER 26-28 90-110
NON METALLICI - PLASTICS 29-30 ]
LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 3135 200-320
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050"
ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-609
% = SCANALATURA - GROOVING Vc - 1000
) . n = ———— = giri/min (min")
Vc = m/min VELOCITA DI TAGLIO - CUTTING SPEED QD . 3 14
H

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 = mmimin

R ———
B 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 95
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

0 25x25

ur | SR

In figura utensile destro - Right-hand shown

— INSERTI - INSERTS
PAG. 152

call

SCTFPR/L 2525 M 11 25 25 25 150 22 1103 2304C 5025 = =

SCTFPR/L 2525 M 16 25 25 25 150 25 1603 2305C 5003 3116 4002

CAMPI D’IMPIEGO DEGLI INSERTI PER TAGLIO-SCANALATURA

FIELDS OF APPLICATION FOR PARTING AND GROOVING INSERTS . PAG. 166
EINSATZBEREICH FUR ABSTECH- UND NUTENDREHWENDEPLATTEN y
CHAMPS D'USINAGE DES PLAQUETTES POUR TRONCONNAGE-GORGES

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Ve. SCHNITTGESCHWINDIGKEIT . PAG. 164
Ve. VITESSE DE COUPE

KX DETTAGLIO RICAMBI
88 SPARE PARTS DETAILS Q\ T
B DETAILS ZU DEN ERSATZTEILEN » ? PAG. 967

EN DETAIL DE PIECES DE RECHANGE

W DATI TECNICI E CONSIGLI
S8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 995
== TECHNISCHE DATEN UND EMPFEHLUNGEN .

Il DONNEES TECNIQUES ET CONSEILS

/\;‘ 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
NON RIV. RIVESTITI
ferecia + D el cpnivee
SCELTA VELOCE - QUICK PICK " O
' &
Pag. 156 i £
D. P/ M|K[NJ[S]|H e Q o
co FIMRIFIMIR|F[M|R|F|M|R|F M|R[F |M|R = [ | d s | d1 r|a
TPMR 110304 .S44 [ JK ] Qo|0 O|O L 11,0 | 6,35 | 3,18 — 0,4 —
TPMR 110308 .S44 [ JK ] o|0 Oo|O0 L 11,0 | 6,35 | 3,18 — 0,8 —
TPMR 160304 .S44 ®| O o|0 ®| O u 16,5 | 9,52 | 3,18 - 0,4 -
TPMR 160308 .S44 ®| O o|0 ®| O L 16,5 | 9,52 | 3,18 — 0,8 —
CON ADDUZIONE LUBROREFRIGERANTE - WITH COOLANT SUPPLY r ° °
SENZA ADDUZIONE LUBROREFRIGERANTE - WITHOUT COOLANT SUPPLY P
MATERIALI - MATERIALS oy | HB Ve m/min  Pag. 164 sas
- g
Pag. 1063 GR. HRC? | T520T | T1625
ACCIAIO NON LEGATO - NOT ALLOY STEEL 1.5 125-300 300 380 +
P ACCIAIO POCO LEGATO - LOW ALLOY STEEL 6-9 180-350 230 300 | (mm)
ACCIAIO ALTO LEGATO - ALLOY STEEL 10-11 200-325 180 220 A
INOX MARTENS. - STAINLESS STEEL MART 1213 200-240 200 200
M |INOX AUST. DUPLEX - STAINLESS STEEL AUST |  14.1-14.2 180-230 195 200
GHISA GRIGIA - GREY CAST IRON 15-16 180-260 160 180
K | GHISA SFEROIDALE - SPHEROIDAL GRAPHITE 17-18 160-250 130 130
GHISA MALLEABILE - MALLEABLE CAST IRON 19-20 130-230 150 150 16
ALLUMINIO E SUE LEGHE - ALUMINIUM 21--25 60-130
N |RAME E SUE LEGHE - COPPER 26--28 90-110 M
NON METALLICI - PLASTICS 29-30 /
s LEGHE RESIST. CALORE - HIG. TEMP. ALLOY 31---35 200-320 >
TITANIO E SUE LEGHE - TITANIUM 36-37 400-1050" 00102040816 20 ( n )
mm
H ACCIAIO TEMPRATO - HARDENED STEEL 38--41 45-602
¥
% = SCANALATURA - GROOVING Vf f
. =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 . 1 000
o LARGHEA2A TABLIENTE - CUTI NG EDGE DT N = oD 344 Onmmmm)
=mm - @D - 3,14
L
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES /B NEW O  ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /[0 NEW
©® ® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION OO APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION 97

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE




Scanalatura e taglio
Grooving and parting
Nutendrehen und abstechen

Ouitils a rainurer et a trongonner

QUALITY TOOLS ENGINEERING

Hepes |

LGIH 26 - ..
LGTBN 20-5 20 26 87 19 33 38 8 ¢ 5005  VBLO6
TRL 26 - ..
LGIH32- ..
LGTBN 25-6 25 32 110 20 36 48 8 J 5005  VBLO06
LGTBN 32-6 32 32 120 28 44 48 3 5005  VBLO6
TRL32- ..

98
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NOTE - NOTES




PSC50 - PSC63

SC.. DWLNR/L

CNM.
1204..

Pag.103

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

WNM.
0804..

PSC63

CNM.
1204..

Pag.105

| SC.. SCLCRIL

PSC40 - PSC50 - PSC63

| SC.. PDINRIL

PSC63

DNM.
1506..

934,

CNM.
1204..

Pag.107

s |

Pag.109

PSC40 - PSC50 - PSC63

| SC.. SDJCRIL

PSC50 - PSC63

SC.. PWLNR/L

DNM.
1506..

ccC..
1204..

Pag.110

»

PSC40 - PSC50 - PSC63

| SC.. SVHBRIL

—
107,5%

PSC40 - PSC50 - PSC63

WNM.
0804..

DC..
11T3..

PSC63

CccC..
1204..

Pag.114

Pag.111

s

PSC40 - PSC50 - PSC63

| SC.. SVJBRIL

VB..
1604..

PSC63

VB..
1604..

Pag.112 |

O

&&

PSC40 - PSC50 - PSC63

VB..
1604..

PSC.C63.PAR/L Pag.8%9

PSC.C63.U45 Pag.89

100




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
HERRAMIENTAS ISO 26623- 1 PARA TORNEADO INTERIOR

Sl Pag DIl Pag SC.. SER/L  Pag.714
i
95° 957 902,
95 L95°
PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63 1 6ER/
EL
. 1204.. . 1204..
CNM CC PSC40 - PSC50 - PSC63
R Pag.116 D R Pag.118 SC.. ANR/L  Pag.715
L95°

PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63 PSC40 - PSC50 - PSC63

A WNM. o0804. | /3/ | DC.. 1173 16IR/IL

VB..  1604..

101




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

t

95°

CNMA NN

CNMG NN

CNMM NN

¢ D #
; oY

@bm1.7

| NEW ] CED )

b |

Le2

INSERTI - INSERTS
PAG. 143

(mm)

@Dm1 @Dm2 @D1 ) Hﬁ
SC50 DCLNRIL 35060-12 PSC50 80 165 50 35 60 3,9 1204 100-21 5415 3612 125011 5420
SC63 DCLNRIL 45065-12 PSC63 100 190 63 45 65 3.9

SC63 DCLNR/L 45065-16 New 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 . b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
B8 SPARE PARTS DETAILS T
B= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
N DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P

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

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

2}

WNMA NN

WNMG

%
|
@

8 i

INSERTI - INSERTS
PAG. 148

%
| ]
%

In figura utensile destro - Right-hand shown

W«

G alel |

SC50 DWLNR/L 35060-08 PSC50 80 165 50 35 60 3,9 0804 100-21 5415 3308M 125011 5420
SC63 DWLNRIL 45065-08 PSC63 100 190 63 45 65 3,9

KB CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
B E|NSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

B DONNEES TECNIQUES ET CONSEILS

() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 103




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

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

SC63 DCMNN o

2ZDm2

P N

504
CNMA

ﬁ

NN

CNMG

%
]

CNMM

%
| ]
%

N

(5]

2 B

INSERTI - INSERTS
PAG. 143

Il DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @
== TECHNISCHE DATEN UND EMPFEHLUNGEN

I DONNEES TECNIQUES ET CONSEILS

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

N CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136

B= EINSATZGEBIETE FUR DREHPLATTEN .

ILH CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

I VELOCITA DI TAGLIO V¢

BE Vc. CUTTING SPEED

E= \/c. SCHNITTGESCHWINDIGKEIT b b PAG. 132

Il V. VITESSE DE COUPE

Il DETTAGLIO RICAMBI y

BE SPARE PARTS DETAILS T

E= DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967

T DETAIL DE PIECES DE RECHANGE

PAG. 992

\/:j‘ 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 QUALITY TOOLS ENGINEERING

SC63 DDMNL
- f
A
48°
| ‘

D1

%max
%

:_gt

gbm2
DNMA NN

-
<
AN DNMG
\
DNMM

"_'!-f - ﬁ ' ' ' INSERTI - INSERTS

PAG. 145

%
|
@

%
| ]
%

In figura utensile sinistro - Left-hand shown

98|

SC63 DDMNL 00130-15 PSC63 190 63 0 130 3,9 1506 100-21 5415 3715 125011 5420

KB CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
B E|NSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN .

B DONNEES TECNIQUES ET CONSEILS

() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 105




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

t

o
95 -
CNMA NEN
CNMG Y
CNMM NN

L
N -

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
PAG. 143

o

)

(mm)

@Dm1 @Dm2 @D1 S WE Ly B
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 PCLNRI/L 45065-12 PSC63 100 190 63 45 65
SC63 PCLNR/L 45065-16 New PSC63 100 190 63 45 65 1604 8016 1618 5003 3616 4115 0015

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 b PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BB SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
'@ DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

PAG. 136

\/:j‘ 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

QUALITY TOOLS ENGINEERING

In figura utensile destro - Right-hand shown

o)

%max
3

<=
DNMA
DNMG N W
DNMM NN

™= TECHNISCHE DATEN UND EMPFEHLUNGEN
'@ DONNEES TECNIQUES ET CONSEILS

JOI

‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

[ NEW ] CED  CED
vy
r INSERTI - INSERTS
PAG. 145

SC50 PDJINR/L 35060-15 PSC50 80 165 50 35 60 1506 8415 1638 5003 3715 4112 0012
SC63 PDJINR/L 45065-15 PSC63 100 190 63 45 65

KB CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

BE FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136

B E|NSATZGEBIETE FUR DREHPLATTEN .

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT . . PAG. 132

I Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b g b PAG. 967

I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS PAG. 992
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

Outils 1ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING
95°
=
WNMA N N
wNme | B TS
WNMM N N

g

obmt /& P
In figura utensile destro - Right-hand shown
' INSERTI - INSERTS
PAG. 148
(mm) ©
= S =
@Dm1 @Dm2 @D1 £ S WE ® | G B
SC40 PWLNR/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 PWLNR/L 45065-08 PSC63 100 190 63 45 65
®) IE CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA
- B8 FIELDS OF APPLICATION FOR TURNING INSERTS PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN -
L CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Ve. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BB SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
'@ DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

?
®

[

®)
1] =

(

[

\/:j‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
1ISO 26623-1 Aussendrehwerkzeuge

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

U

95°

CC.T m@?“
cow | IS

s =
&

In figura utensile destro - Right-hand shown

as

.B22 .G13 .B33

eag

PAG. 149

.G39 | .G42 | .G52

(mm)

@Dm1 @Dm2 @D1

S

ggﬁ’

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

CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Ve

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

SWRE

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

Outils ISO 26623-1 pour tournage externe QUALITY TOOLS ENGINEERING

ZDm2

93° i&‘(}max
Y
=

DC.T m\/?

DC.W K\‘ii&‘

7°

In figura utensile destro - Right-hand shown

ﬂ ﬂ , INSERTI - INSERTS

PAG. 150

(mm)

??

@Dm1 @Dbm2 @D1

SC40 SDJCRI/L 27050-11 PSC40 80 140 40 27 50 3,0+3,5 1173 3711 BCL7 123511P 5515P
SC50 SDJCR/L 35060-11 PSC50 100 165 50 35 60 3,0+3,5
SC63 SDJCRIL 45065-11 PSC63 150 190 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

VELOCITA DI TAGLIO Ve
Ve. CUTTING SPEED
Ve. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE
I DETTAGLIO RICAMBI y
B8 SPARE PARTS DETAILS T
B= DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
N DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
B8 TECHNICAL DATA AND SUGGESTIONS @‘ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -
I DONNEES TECNIQUES ET CONSEILS
P

( /:‘ 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 QUALITY TOOLS ENGINEERING

2Dm2
@bmz

VB.T N
vew | NN

In figura utensile destro - Right-hand shown

[ NEw I NEW

’ ’ , INSERTI - INSERTS
PAG. 153

.G42 | .G52 | .G58

(mm)

dlelv| T

@Dm1 @Dm2 @D1

SC40 SVHBR/L 27050-16 PSC40 120 140 40 27 50 3,0:3,5 | 1604 3716 BCL7 123511P 5515P
SC50 SVHBRI/L 35060-16 PSC50 120 165 50 35 60 3,0+3,5
SC63 SVHBRIL 45065-16 PSC63 120 190 63 45 65 3,0+3,5

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN y
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT . PAG. 132
Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN b g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘/\>‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 111
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Utensili ISO 26623-1 per tornitura esterna
ISO 26623-1 External turning tools
ISO 26623-1 Aussendrehwerkzeuge

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

93° 50°max
@Dm2 4}

VB.T

VB.W

Jw"
JVs"

In figura utensile destro - Right-hand shown

’ ’ ’ INSERTI - INSERTS

PAG. 153

g el 7|1

.G42 .G52 .G58

(mm)

@Dm1 @Dm2 @D1

SC40 SVJBRI/L 27050-16 PSC40 120 140 40 27 50 3,0:3,6 | 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

Im CAMPI D’IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
E= EINSATZGEBIETE FUR DREHPLATTEN .

8 CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

Im VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

== \/c. SCHNITTGESCHWINDIGKEIT . PAG. 132
@ Vc. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BB SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN . ? PAG. 967
'@ DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

112 \/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE



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

SC63 SCMCN T

P N

CC.T

=
cow | NN
Ju B

Calll - O - JVAF <A - - i - | /
ey | oS INSERTI - INSERTS
.G57P

PAG. 149

.B22 .G13 .B33 .Z57 .G39 .G42 .G52

@e |y T

SC63 SCMCN 00090-12 PSC63 190 63 0 90 4,0+5,0 1204 3611 BCL15 124513P 5520P

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

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...
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

=Kz

CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

FIELDS OF APPLICATION FOR TURNING INSERTS b PAG. 136
EINSATZGEBIETE FUR DREHPLATTEN .
CHAMPS D’USINAGE DES PLAQUETTES POUR TOURNAGE

VELOCITA DI TAGLIO Vc

Vc. CUTTING SPEED

Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
‘() ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

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

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

SC63 SVMBL

@Dm2

D VB.T NN
‘ vew | NN

s T

In figura utensile sinistro - Left-hand shown

Py,

PAG. 153
.G42 .G52 .G58

g el 7|1

SC63 SVMBL 00130-16 PSC63 190 63 0 130 3,0+3,5 | 1604 3716 BCL7 123511P 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
Ve, SCHNITTGESCHWINDIGKEIT . PAG. 132

Ve. VITESSE DE COUPE

I DETTAGLIO RICAMBI y
BE SPARE PARTS DETAILS T
= DETAILS ZU DEN ERSATZTEILEN . Y PAG. 967

PAG. 136

T DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @

== TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 992
I DONNEES TECNIQUES ET CONSEILS

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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Utensili ISO 26623-1 per tornitura interna
1ISO 26623-1 Internal turning tools
1ISO 26623-1 Innendrehwerkzeuge

outils ISO 26623-1 Pour tournage interne QUALITY TOOLS ENGINEERING

95°

CNMA NN

CNMG NN

CNMM NN

in figura utensile destro - right-hand shown

e B | e

. INSERTI - INSERTS

PAG. 143

Y

i
-
bl

@Dmin @D1 @D2 5 Ly D

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 PCLNR/L 27140-12 PSC63 48 63 40 27 140 1

@ 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

1m VELOCITA DI TAGLIO Ve

BE Vc. CUTTING SPEED

= \/c. SCHNITTGESCHWINDIGKEIT b PAG. 132
I Vc. VITESSE DE COUPE

I8 DETTAGLIO RICAMBI W\

BE SPARE PARTS DETAILS T

B DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE

EE DATI TECNICI E CONSIGLI

B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
( ) ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 115

PAG. 136

N




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

95°

_.,

©

a
|

‘]_

WNMA NEN

WNMG NN

WNMM NN

In figura utensile destro - Right-hand shown

INSERTI - INSERTS
PAG. 148

(mm)

@Dmin
SC40 PWLNR/L 22110-08 PSC40 39

D1

@D2 “£ W@B

40 32 22 110 87 0804 8012 1608 5003 3308M 4112 0012

(e

SC50 PWLNR/L 22110-08 PSC50 39

50 32 22 110 87

SC63 PWLNRI/L 27140-08 PSC63 48

63 40 27 140 M

116

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 b PAG. 132
Ve. VITESSE DE COUPE

@ DETTAGLIO RICAMBI y

BB SPARE PARTS DETAILS T

== DETAILS ZU DEN ERSATZTEILEN b ? PAG. 967
'@ DETAIL DE PIECES DE RECHANGE

@ DATI TECNICI E CONSIGLI

BE TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -

B DONNEES TECNIQUES ET CONSEILS

I
\/:j‘ ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

PAG. 136




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°

cct | NI
ccw | NEN

s T

In figura utensile destro - Right-hand shown

a . III:,F- II / @ = =
| e INSERTI - INSERTS
PAG. 149
B22 | G13 | B33 | .G57P | Zz57 | .G39 | .G42 | .G52
@
@Dmin @D1 @D2 @ | g ? Qi;

SC40 SCLCRI/L 11070-09 New PSC40 20 40 16 11 70 47 3,8+5,0 09T3 - - 12409P 5515P
SC40 SCLCRIL 13080-09 New PSC40 25 40 20 13 80 58 3,850
SC40 SCLCRI/L 17090-12 PSC40 30 40 25 17 90 68 4,0+5,0 1204 — — 124510 5520
SC40 SCLCR/L 22110-12 PSC40 39 40 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
SC50 SCLCRIL 1709012 PSC50 30 50 25 17 90 68 40750 | 1204 - — 124510 5520
SC50 SCLCRI/L 22110-12 PSC50 39 50 32 22 110 87 4,0+5,0 1204 3611 BCL15 124513P 5520P
SC63 SCLCRI/L 22125-12 PSC63 39 63 32 22 125 102 4,0+5,0
SC63 SCLCRIL 2216012 PSC63 39 63 32 22 160 132 40750
SC63 SCLCRI/L 27140-12 PSC63 48 63 40 27 140 111 4,0+5,0
SC63 SCLCRI/L 27180-12 PSC63 48 63 40 27 180 151 4,0+5,0

I CAMPI D'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPLlCATION FOR TURNING INSERTS b PAG. 136

E= EINSATZGEBIETE FUR DREHPLATTEN -

I CHAMPS D'USINAGE DES PLAQUETTES POUR TOURNAGE

:

VELOCITA DI TAGLIO Ve
Vc. CUTTING SPEED
Vc. SCHNITTGESCHWINDIGKEIT b PAG. 132
Vc. VITESSE DE COUPE
I8 DETTAGLIO RICAMBI W\
BE SPARE PARTS DETAILS T
== DETAILS ZU DEN ERSATZTEILEN » g PAG. 967
I DETAIL DE PIECES DE RECHANGE
EE DATI TECNICI E CONSIGLI
B TECHNICAL DATA AND SUGGESTIONS @ PAG. 992
™= TECHNISCHE DATEN UND EMPFEHLUNGEN -
B DONNEES TECNIQUES ET CONSEILS
p

\”> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE 117




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

outils ISO 26623-1 Pour tournage interne

SSAU

QUALITY TOOLS ENGINEERING

93°

in figura utensile destro - right-hand shown

i

30° max

DC.T

Jl/?"

DC.W

JL’W

\/,> ARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

& & ﬂ ﬂ , INSERTI - INSERTS
PAG. 150
(mm)
- - g Y
@Dmin @D1 @D2

SC40 SDUCR/L 11070-07New PSC40 20 40 16 11 70 47 1,1+1,3 | 0702 Z — 12256P 5508P
SC40 SDUCRIL 13080-11 New PSC40 25 40 20 13 80 58 38750 | 1173 - — 12400P 5515P
SC40 SDUCR/L 1709011 PSC40 30 40 25 17 90 68 3,035 | 1173 - — 1240P 5515P
SC40 SDUCRIL 2211011 PSC40 39 40 32 22 110 87 30+35| 1173 | 3711  BCL7 123511P 5515P
SC50 SDUCRIL 17090-11 PSC50 30 50 25 17 90 _ 68 30735 | 1173 - — 1240P  5515P
SC50 SDUCRIL 22110-11 PSC50 39 50 32 22 110 87 3035 | 1113 | 3711  BCL7 123511P 5515P
SC63 SDUCRIL 2212511 PSC63 39 63 32 22 125 102 30%35
SC63 SDUCRIL 22160-11 PSC63 39 63 32 22 160 132 30735
SC63 SDUCR/L 27140-11 PSC63 48 63 40 27 140 111 3,0+35
SC63 SDUCRIL 27180-11 PSC63 48 63 40 27 180 151 3,0+35

I CAMPI D’'IMPIEGO DEGLI INSERTI PER TORNITURA

B8 FIELDS OF APPL|CA_T|ON FOR TURNING INSERTS b PAG. 136

== EINSATZGEBIETE FUR DREHPLATTEN -

Ll CHAMPS D’'USINAGE DES PLAQUETTES POUR TOURNAGE

Im VELOCITA DI TAGLIO Ve

BEE Vc. CUTTING SPEED

E== \/c. SCHNITTGESCHWINDIGKEIT b b PAG. 132

I8 Vc. VITESSE DE COUPE

'@ DETTAGLIO RICAMBI y

BEE SPARE PARTS DETAILS T

E= DETAILS ZU DEN ERSATZTEILEN b ? b PAG. 967

W0 DETAIL DE PIECES DE RECHANGE

I DATI TECNICI E CONSIGLI

BEE TECHNICAL DATA AND SUGGESTIONS @

== TECHNISCHE DATEN UND EMPFEHLUNGEN PAG. 992

I DONNEES TECNIQUES ET CONSEILS




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

SC.. SVQBR/L

In figura utensile destro - Right-hand shown

15° max

‘=

VB.T \@
vow | N

rFos

s =
®

INSERTI - INSERTS
PAG. 153

.G42 | .G52 .G58

D1

@D2

dlelv| T

SC50 SVQBRI/L 17090-16 PSC50 30 50 25 17 90 65 3,0+3,5 1604 - - 123509P 5515P
SC63 SVQBRI/L 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 3,035

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
Vc. VITESSE DE COUPE

I DETTAGLIO RICAMBI

BE SPARE PARTS DETAILS

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

Im DATI TECNICI E CONSIGLI

B8 TECHNICAL DATA AND SUGGESTIONS

™= TECHNISCHE DATEN UND EMPFEHLUNGEN
B DONNEES TECNIQUES ET CONSEILS

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

PAG. 136

>

> @ e
B oo

> b pac. 992

119




SCELTA VELOCE
QUICK PICK

3=l } I=

]

GUIDA FACILE
EASY GUIDE

CNMG 120408 .G63
F2425

=R

i

a0
°

Tenacita = -

Toughness

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

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

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

- GRADO CON BUONA RESISTENZA ALL'USURA UNITA A BUONA TENACITA, PER LAVORAZIONI GENERICHE IN CONDIZIONI NORMALI

- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS
(mm| - GRADO CON OTTIMA TENACITA PER LAVORAZIONI MEDIO PESANTI O IN CONDIZIONI POCO STABILI
|
(mm| - GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY
Ll
(| . ‘
= - GRADO CON ECCEZIONALE TENACITA PER LAVORAZIONI PESANTI CON BASSE VELOCITA DI TAGLIO, ALTI AVANZAMENTI O IN CONDIZIONI SFAVOREVOLI
E - GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

fn = 0,25-0,50 mm

P Vc = 130-200 m/min @ GUAITY TOOLS ENGINEERING

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

(LI

K P30-P40/M15-35

N
S
H

5 | p = ACCIAIO BASSO LEGATO HB 180
volesézs RINT = ACCIAIO INOSSIDABILE AUSTENITICO HB 180
16| K = GHISA GRIGIA HB 260
MATERIALI [ 21 | N = LEGHE DI ALLUMINIO HB 60
MATERELS) 2 iy = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250
Pag. 1063 =21 = ACCIAIO TEMPRATO HRC 55
F = FINITURA, LAVORAZIONI LEGGERE
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO
R = SGROSSATURA, LAVORAZIONI PESANTI
fn (mm) = AVANZAMENTO PER TORNITURA
fz (mm/z) = AVANZAMENTO PER FRESATURA
Vc (m/min) = VELOCITA DI TAGLIO
) = APPLICAZIONE CONSIGLIATA
o) = APPLICAZIONE POSSIBILE

120

GUIDAALL'USO DELLINSERTO. PRESENTE ANCHE SU OGNI ETICHETTA

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

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

- LOW STEEL ALLOY

- AUSTENITIC STAINLESS STEELHB 180

- GRAY CAST IRON HB 260

- ALUMINUM ALLOYS HB 60

- HEAT RESISTANT ALLOYS (INCONEL) HB 250
- TEMPERED STEEL HRC 55

- FINISHING, LIGHT MACHINING
- MEDIUM MACHINING, GENERAL USE
- ROUGHING, HEAVY MACHINING

- FEED FOR TOURNING

- FEED FOR MILLING

- CUTTING SPEED

- RECOMMENDED APPLICATION
- POSSIBLE APPLICATION
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INSERTI PER TORNITURA
TURNING INSERTS

WENDEPLATTEN ZUM DREHEN
QUALITY TOOLS ENGINEERING PLAQUETTES DE TOURNAGE
PLAQUITAS DE TORNEADO

COME SCEGLIERE | PARAMETRI DI LAVORO

PANORAMICA QUALITA DI TORNITURA

IMPIEGO DELLE QUALITA DI TORNITURA

VELOCITA DI TAGLIO DELLE QUALITA DI TORNITURA

CAMPI DI IMPIEGO DEI ROMPITRUCIOLI PER TORNITURA

DENOMINAZIONI DEGLI INSERTI PER TORNITURA

CATALOGO DISPONIBILITA INSERTI

HOW TO CHOOSE CUTTING DATA

GENERAL VIEW OF THE TURNING GRADE

APPLICATION OF THE TURNING GRADE

CUTTING SPEED OF TURNING GRADES

FIELDS OF APPLICATION FOR CHIP BREAKERS

INSERTS DESIGNATION FOR TURNING

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

DREHEN-UBERSICHT

EINSATZ DER DREHEN

SCHNITTGESCHWINDIGKEIT DREHSORTEN (VC)

EINSATZGEBIETE DER SPANBRECHER

BEZEICHNUNG DER WENDEPLATTEN ZUM DREHEN

WENDEPLATTENBESTAND-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

VUE D’ ENSEMBLE QUALITE DE TOURNAGE

UTILISATION DE LES QUALITEES DE TOURNAGE

VITESSE DE COUPE DE LA QUALITE DE PLAQUETTES DE TOURNAGE

CHAMPS D’USINAGE DE LE BRISE-COPEAUX

DENOMINATION DES LES PLAQUETTES POUR LE TOURNAGE

CATALOGUE DE DISPONIBILITE PLAQUETTES

122




COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

dei materiali - Materials comparai
Tableau comparatif des materiaux

r = = | = i . o
UNI WISTOFF  DIN AISI BS AFNOR Jis ket.1) GR.
:
"ANNEALED NOT- ALLOY STEEL C<0,15% 125HB ‘

135
suMzz | 1350
135

S250Pb suM22L

12L13
@i |- S%00Pb -

1015 080 M 15 AF37C12:XC 18 stsC
1020 050A20 AF 42620 s20¢

0
1015 080N 15 XC15XC 18 stsC

C 0,15-0,55% 180 HB

1330 150128 M5
1140 212036 B4

FASE 1 - PHASE 1

1035 060A35 AFS5C 35
045 080 W 46 AFE5C s

o NomaLs ov sTeet € 0,15-0,55% 250 HB

@ | |
e 3
SCELTA GR. VD! IN FUNZIONE DEL MATERIALE on®
CHOICE OF VD! GR. DEPENDING ON MATERIAL
WAHL VDI-SORTE JE NACH WERKSTOFF
CHOIX GR. VDI EN FONCTION DU MATERIEL 4
. e EEEE
= = B
B .
e 3 |
|
QUENGHED A TEMPERED NOTALLY C>0,55% 300 HB
o e o [
= =& 2 e S BN
¢ B |5 e | an NS
e &3 =HE |3 o= NI
¢ 2|5 e B e
: g il 5
iy 180 HB
. | B [|as — . .
wos BR[| Bl - : e -
! ’ T
| — N (5
! e e =z | o (o
B | || |[ees .
1060

Tornitura - Turning - Drehen - Tournage - Torneado

HT

T1415 38

27 476
127 476 | 5.6 12

Il!l

1587|635 | 635 | 08
1587 | 635 | 635 | 12
1587|635 | 635 | 16

476

FASE 2 - PHASE 2

(ONMA 120416

639

SCELTA INSERTO IN FUNZIONE DEL MATERIALE : =
CHOICE OF INSERT DEPENDING ON MATERIAL
WAHL DER WENDEPLATTE JE NACH WERKSTOFF
CHOIX PLAQUETTE EN FONCTION DU MATERIEL
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642 |cNuG 120408

129 | 127 | 476 | 5%6 | 04
129 | 127 476 516 | 08

653 952 | 952 | 318 | 381 | 04
952 [ 952 318 | 381 | 08
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New | 120 | 127|476 | 6,16 | 12

653

e KT IR AR AR AN

129|127 | 476 | 5%6 | 08
129 | 127 476 516 | 12

RIALEN - MATERIAUX

® |T1415
® T1425

o e o [caoro

ACCIAIO INOX - £

T
NEREERREAREE
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

e

FASE 3 - PHASE 3

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED
EINSTELLUNG DES VORSCHUBS

CHOIX DE L'AVANCEMENT
Festsroano | Fessrein
FestsFon | FestsFino
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- STK| [TateTiazs [ TuteTrizs | iz
0 -L_N
.56 - .
srezeisaiszet T
" O 0o s
w P T | T
o
5
- [Tkl T | e
10 —N
.G61 J@
070204 0876 20" "™

137

124

F8110| F8120| T1435| T1115 F8315 T520T
00 oo oo | Tair
a0 T T
ET T
oo s ]| aow
vimo] o] [ aow
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SCELTA Dl VC IN FUNZIONE DEL GR' VD/ 18 | 250 | 190-430 | 120-240 | 200-350 | 200-450 80-130
CHOICE OF VC DEPENDING ON VDI GR‘ 19 130 | 180-520 | 150-250 | 220400 | 200-550 130210
WAHL VC JE NACH WERKSTOFF w]w s
[ o
CHOIX DE VC EN FONCTION DU GR. VDI P o
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25 130 200-500
[ w om0
27 90 250350
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SSAU

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
P STEELS

ACCIAI INOSSIDABILI

GHISE, NON FERROSI

DIN STAINLESS STEELS CAST IRON, NONFERROUS
STAHL ROSTFREIER STAHL GRAUGUSS, NICHTEISENMA
ISO ACIERS ACIER INOXYDABLE FONTE GRISE, PAS FERREUX
513
01 ‘ 10 | 20 | 30 40 10 ‘ 20 30 | 40 | O1 10 ‘ 20 | 30 40
401 4010 L 4010
N —
HT DT61T DT61T DTEIT )\
L
DT63 . DT63 DT63
N 1110
HW U115
\_T120 T120
i Nzioh, €D
F8410
T1115
T1415 A IR N
F8315
W 5201 ) T520T
F2120

T1625

T1425

F2425
T531

T1435 \

T2335

\ F2435

1

TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE

_

RESISTENZA ALLUSURA - RESISTANCE TO WEAR

VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE

TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE

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

TENACITA - TOUGHNESS - ZAHIGKEIT - TENACITE

- |

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

AVANZAMENTO - FEED - VORSCHUB - AVANCE

_

VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

VELOCI'I;; - SPEED - GESCHWINDIGKEIT - VITESSE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

HT CERMET

METALLO DURO NON RICOPERTO

HW

UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL

METAL DUR PAS RECOUVERT

HC

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT
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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- 1083 | quICK

P M K N S H|PCK
DIN z z PAG. 120
] = == z
SAU ISO azy 258 | 20 |_.0s
513 Hos wgggg_ﬁém”é;%g
Solix| zo2¥3205243 " ukx \ INDICAZIONI - USO
PR zZPHz 8D®Z§@5&5%E<—(§§i Tenacits 4+ ﬁ
ZTielTFlals SPOHEL 502080 WE oughness 'r
QEEG|8E80|z285|250% 2kak(cLsx
hhlnel|oS6R=222|2683|S552
— - QUALITA UNIVERSALE
- ALTA RESISTENZA AL CALORE E ALL'USURA,
C4010 HT |mos15| O | @ | O O | ® | BUONA TENACITA
K05-15 L - INDICATO PER LE ALTE VELOCITA DI TAGLIO
[ |
P05-30 - ALTA RESISTENZA ALL’ USURA E BUONA
DT61T| HT ms30| @ @ | O | O o | FNACTA
-INDICATO PER ALTE VELOCITA' DI TAGLIO IN
K05-30 L SEMIFINITURA E FINITURA
[ |
P05-25 - QUALITA' MICROGRANO MOLTO RESISTENTE
ALLA ROTTURA ED ALLUSURA
M05-2
DT63 +T |ms2s) @ | @ | @ O | ® | |\DICATO PER MEDIO-ALTE VELOGITA' DI TAGLIO
K05-25 IN FINITURA.

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

T110 Hw (@) o (@) O | @ | - 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 | K10-20 ol e | o O | @ | ALLINCOLLAMENTO

N10-20 m - INDICATO PER MEDIO-BASSE VELOCITA DI
TAGLIO SU GHISA GRIGIA E ALTE PER MATERIALI
$10-20 ] NON FERROSI
- QUALITA’ MICROGRANO CON BUONA TENACITA
" - - INDICATO PER MEDIO-BASSE VELOCITA DI
T120 | HW | m10-20 c|l e e (| O | ® | 14GLI0 E ALTI AVANZAMENTI. PER ASPORTAZIONI
K10-25 [ MEDIE IN SGROSSATURA
[ |
HC - QUALITA SPECIFICA PER LA LAVORAZIONE
DEGLI ACCIAI INOX, PARTICOLARMENTE ADATTO
ALLE LAVORAZIONI DI SUPER FINITURA
F2120 M15-25 ® O O O ® O _pyo ESSERE IMPIEGATO NELLE LAVORAZIONI
PVD K15-25 [ DI GHISA, ALLUMINIO E LEGHE RESISTENTI AL
- CALORE
HC | P10-40 .
T1625 M05-25 [ - QUALITA PER UNA VASTA GAMMA DI MATERIALI
Kio4o | @ (@] (@] [ ©® | -ADATTO PER LE LAVORAZIONI DI SGROSSATURA
U NEW B = E FINITURA
VD
[ |
HC - SUBSTRATO DI CARBURO APPOSITAMENTE SVI-
P30-40 - LUPPATO, RIVESTIMENTO IN PVD INNOVATIVO.
MA15- m - QUALITA CON UN'ECCELLENTE ROBUSTEZZA
F2425 5% O | @ O | ® | SENZA PREGIUDICARE LA DUREZZA A CALDO E LA
PVD [ RESISTENZA ALLUSURA SIA A BASSE CHE AD ALTE
] VELOCITA DI TAGLIO
HC | - SUBSTRATO DI CARBURO APPOSITAMENTE
P35.45 =] SVILUPPATO
M25-4 - RIVESTIMENTO IN PVD INNOVATIVO, FORNISCE
F2435 sl O | O BB | ® O | UNECCELLENTE ROBUSTEZZAE OTTIMA TENACITA
PVD [ SENZA PREGIUDICARE LA DUREZZA A CALDO SIAA
m BASSE CHE AD ALTE VELOCITA DI TAGLIO
. APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE . APPLICAZIONE CONSIGLIATA o APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER E|NSATZ, MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita di tornitura - Application of the turning grade
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SSAU

QUALITY TOOLS ENGINEERING

"
— |

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- UNIVERSAL GRADE

- HIGH HEAT AND WEAR RESISTANCE, GOOD
TOUGHNESS

- SUITABLE FOR HIGH CUTTING SPEEDS

- UNIVERSALSORTE

- HOHE HITZE- UND .
VERSCHLEISSBESTANDIGKEIT, GUTE ZAHIGKEIT

- FUR HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

- QUALITE UNIVERSELLE

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

- INDIQUE POUR LES HAUTES VITESSES DE
COUPE

-HIGH RESISTANCE TO WEAR AND GOOD
TOUGHNESS

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

-HOHE VERSCHLEISFESTIGKEIT UND GUTE
ZAHIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM HALBSCHLICHTEN UND SCHLICHTEN

-HAUTE RESISTANCE A LUSURE ET BONNE
TENACITE

-INDIQUE POUR HAUTE VITESSE DE COUPE
EN SEMIFINISSAGE ET FINISSAGE

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

-SUITABLE FOR MEDIUM-HIGH CUTTING
SPEEDS FOR FINISHING

-MIKROKORNSORTE MIT SEHR HOHER BRUCH
— UND VERSCH-LEISSFESTIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN
BEIM SCHLICHTEN GEEIGNET

-QUALITE DE M|CROGRAIN 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
\F/IIE-I—RI’ESESE)% HAUTES POUR DES MATERIAUX NON

- MICROGRAIN GRADE WITH GOOD
TOUHGNESS

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

-MIKROKORN SORTE MIT GUTER ZAHIGKEIT

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

-QUALITE DE MICROGRAIN AVEC BONNE
TENACITE

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

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

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

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

-EINSETZBAR FUR GUSS, ALUMINIUM UND
HITZEBESTANDIGE LEGIERUNGEN

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

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

- 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

- 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.

HT CERMET

HW

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

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC

127




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- 1083 | quICK
P M| K N |S H|PCK
DIN z z PAG. 120
o 2 | 22 z
SAU ISO azy gg% 2z | L,
513 EZé mngg_ﬁémégég
xogs| L 8 E325 2R CEET INDICAZIONI - USO
zowl| CBFZLUFIEEZL(Z TS 2| Tenacia +
_a Surs) vm |SfpwelutZSI #
InFGIZE(S-oE|Ze L0220\l g i | Toughness
Quwxd9=8|2283|5855|5E55|22%k
hhlUheloS6R 222226832552
HC
- ECCELLENTE RESISTENZA AL CALORE E
F841 0 M05-20 o) Y O | ® | ALLUSURA
m - IDEALE PER LAVORAZIONI DELLE SUPERLEGHE
PVD | 50520 e
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 Bl | O O |LELEGHE DIACCIAIO E GHISA, BUONE PRESTAZIO-
K25-35 ] NI ANCHE SU INOX
CVD
[
HC
T3210 P01-10 - GRADO DA TORNITURA PER LA LAVORAZIONE
o ° ® | O | DELLA GHIA GRIGIA E SFEROIDALE CON ELEVATA
m RESISTENZA ALLUSURA AD ELEVATE VELOCITA DI
K5-15 TAGLIO CON TAGLIO CONTINUO
CVD
[
"¢ | porao GRADO DA TORNITURA PER LA LAVORAZIONE
T3220 <1050 O o Bl | O @ | DELLA GHIA GRIGIA E SFEROIDALE
CVD : -
[
HC | pis30 ] -QUALITA’ MICROGRANO TENACE CON BUONA
T531 Ml o ° ° — ole RESISTENZA AGLI URTI ED AGLI SHOCK TERMICI
- INDICATO PER MEDIE E MEDIO-BASSE
cVD [ VELOCITA' DI TAGLIO
[ |
HC - QUALITA RESISTENTE ALL'USURA, IDEALE PER
F8110 ° ° LAVORAZIONI A TAGLIO NORMALE
- INDICATO PER MATERIALI RESISTENTI AL
PVD | 50120 - CALORE
[ |
HC - QUALITA RESISTENTE ALLUSURA, IDEALE PER
LAVORAZIONI A TAGLIO INTERROTTO
F8120 M15-35 o o L @ | INDICATO PER MATERIALI RESISTENTI AL
PVD | $10-30 . CALORE E INOX
[ |
HC —
P25.45 - GRADO INSERTO TENACE PER LAVORAZIONI
T1435 ® O - ® © | DIFFICILI CON CONDIZIONI INSTABILI E A TAGLIO
M20-30 — INTERROTTO
CVD
[
HC - QUALITA’ PER LA TORNITURA DI ACCIAI
P05-25 IN GENERE,PER LAVORAZIONI DI FINITURA E
T1115 P ® | SEMISGROSSATURA
m - DA UTILIZZARE IN CONDIZIONI DI TAGLIO
CVD NORMALI
[

. 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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QUALITY TOOLS ENGINEERING

"
— |

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- EXCELLENT HEAT AND WEAR RESISTANCE
- IDEAL FOR SUPER-ALLOYS

- EXCELLENTE HITZE- UND
VERSCHLEISSBESTANDIGKEIT

- IDEAL FUR SUPER-LEGIERUNGEN

- RESISTANCE EXCELLENTE A LA CHALEUR ET
A L'USURE

- IDEAL POUR LES USINAGES DES SUPER-
ALLIAGES

- 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

- 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 LUSURE A DE
HAUTES VITESSES DE COUPE AVEC COUPE
CONTINUE

- 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

-TOUGH MICROGRAIN GRADE WITH HIGH
gEgIg:TANCE TO SHOCK AND THERMAL
HOCK.

-SUITABLE FOR MEDIUM AND MEDIUM-LOW
CUTTING SPEEDS

-MIKROKORNSORTE MIT HOHER
STOSSFESTIGKEIT UND .
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
NORMAL CUTTING

- SUITABLE FOR HEAT-RESISTANT MATERIALS

- VERSCHLEISSFESTE SORTE, IDEAL FUR
NORMALEN SCHNITT

- FUR HITZEBESTANDIGE MATERIALIEN
GEEIGNET

-QUALITE RESISTANTE A LUSURE, IDEAL
POUR USINAGE A COUPE NORMAL

-INDIQUEE POUR MATERIAUX RESISTANTES A
LA CHALEUR

- 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

-UNIVERSAL TURNING GRADE FOR STEEL,
FOR FINISHING AND SEMI-ROUGHING

-TO BE USED UNDER NORMAL CUTTING
CONDITIONS

-ALLGEMEINE DREHSORTE FUR STAHL, ZUM
SCHLICHTEN UND HALBSCHRUPPEN

-VERWENDBAR UNTER NORMALEN
SCHNITTBEDINGUNGEN

-QUALITE POUR LE TOURNAGE DES
ACIERS EN GENERAL, POUR FINISSAGE ET
DEMIDEGROSSISAGE

-A UTILIZER EN CONDITIONS DE COUPE
NORMAL

HT HW

CERMET

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

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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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- 1083 | quICK
P M| K N|S H|PCK
DIN z z PAG. 120
SAU ISO 0y 52 | 27 g,
o oS BE [g92¢2
513 o3 wlEakx| 5205222
508% zo2|lizZ3 23408 INDICAZIONI - USO
20w o8%ZCBEIESEL 25 2| Tenacits +
_9 cuxs gg o lffpueduEZ=o3 *
ThdeT el - SEIZHEC|IF0S0|5 o S| foughness _
BLED8=352952555%|xEa5 5k
25heRnee636RS22S|S58S|S£5S
HC ,
- QUALITA MICROGRANO IN PVD
F8315 M05-25 (@) o . ® | ® | -ADATTO PER LA LAVORAZIONE DELLE
] SUPERLEGHE
PVD
S05-25 .
e - OTTIMA RESISTENZAALL’ USURA E BUONA
TENACITA.
T520T MO0 @ @ | @ @ o - ® | \NDICATO PER MEDIO-BASSE VELOCITA DI
K15-35 . TAGLIO E MEDIO-ALTI AVANZAMENTI
CVD
[
HC
L - BUONA TENACITA E RESISTENZA ALLUSURA.
T2335 M25-45 [ ] . ® | - 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 | @ [ ) (@] (@) . ® | ® | - INDICATO PER BASSE VELOCITA DI TAGLIO E
| ALTI AVANZAMENTI IN SGROSSATURA PESANTE
CVD ANCHE IN CONDIZIONI PRECARIE.
||
. 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

SSAU

QUALITY TOOLS ENGINEERING

"
“

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

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

- MIKROKORNSORTE, PVD-BESCHICHTET

- ZUR BEARBEITUNG VON SUPER-
LEGIERUNGEN GEEIGNET

- QUALITE MICROGRAIN EN PVD

- PREVUE POUR L'USINAGE DES SUPER-
ALLIAGES

-EXCELLENT RESISTANCE TO WEAR AND
GOOD TOUGHNESS

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

-OPTIMAL VERSCHLEISSFESTIGKEIT UND
GUTE ZAHIGKEIT

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

-OPTIMAL RESISTANCE A L'USURE ET BONNE
TENACITE

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

-GOOD TOUGHNESS AND WEAR RESISTANCE
-IDEAL GRADE FOR AUSTENITIC STAINLESS
STEEL.

-GUTE ZAHIGLEIT UND
VERSCHLEISSFESTIGKEIT

-IDEALE SORTE ZUM DREHEN VON
AUSTENITISCHEM ROSTFREIEM STAHL

-BONNE TENACITE ET RESISTANCE A L'USURE

-QUALITE IDEALE POUR LE TOURNAGE DES
ACIERS AUSTENITICI INOXIDABLES

-HIGH TOUGHNESS, RESISTANCE TO WEAR
AND TO THERMAL SHOCK

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

-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.

-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.

HT CERMET

HW

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

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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VC(mImin)

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
S | the |C4010 DT61T DT63  T110 | TH15 | T120 |F2120 T1625 F2425 F2435 F8410
PAG 1063 GR. Rm m
P 1 | 125 | 230-270 | 320-600 | 310-400 450-680 | 130-250 | 170-190
2 | 180 | 230-270 | 300-560 | 260-350 450-680 | 130-250 | 170-190
3 | 250 | 230-270 | 270-430 | 220-300 450-680 | 130-250 | 170-190
4 | 220 | 230-270 | 300450 | 220-330 300-500 | 130-250 | 170-190
5 | 300 | 230-270 | 220-340 | 180-280 300-500 | 130-250 | 170-190
6 | 180 | 230-270 | 250-420 | 250-350 200-450 | 130-250 | 90-150
7-8 |250-300| 180-230 | 160-300 | 200-300 200-450 | 60-180 | 90-150
9 | 350 | 180-230 | 130-200 | 150-220 200-450 | 60-180 | 90-150
10 | 200 | 160-200 | 150-310 | 200-350 200-400 | 80-200 | 120-200
11 | 350 | 160-200 | 130-200 | 150-220 200-400 | 80-200 | 120-200
. 12 | 200 | 230-270 | 260-320 | 180-300 80-150 200-400 | 120-250 | 140-180
égg% 13 | 330 | 170-240 | 160-240 | 150-250 4070 200-400 | 120-250 | 140-180
gﬂ 141 | 180 | 170-240 | 180-280 | 180-280 50-100 | 120-200 | 160-260 | 100-250 | 110-200 | 140-230
EE
g | 14.2 230260 130-160 | 130-230 | 100-150 50-90 | 60-160 | 160-260 | 40-160 | 55-150 | 60-100
5ee
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 | 220-300 | 150-200 | 150-240 | 90-130 | 130-170 | 80-120 | 120-160 | 110-180
) &4 % 19 | 130 | 250-350 | 230-300 | 170-280 | 140-200 | 140-200 | 120-180 | 140-220 | 110-180
22 % 3| 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 | 100-400
22 | 100 500-900 300-950 | 100-950 | 300-800 | 100-400
23 | 75 500-900 400-950 | 100-950 | 300-800 | 100-400
24 | 9 500-900 400-950 | 100-950 | 300-800 | 100-400
25 | 130 500-900 200-800 | 100-800 | 300-800 | 100-400
26 | 110 500-900 250-600 | 100-800 | 400-550 | 100-400
_ g 27 | 9 200-600 | 100-300 | 400-550 | 100-400
% % g . 28 | 100 150-400 | 100-300 | 200-400 | 100-400
é % % E 29 80-180 | 100-950 100-600
£55% | 30 100-250 | 100-950 100-600
S 31 | 200 3045 20-50 80-120
32 | 280 20-35 20-50 60-100
33 | 250 20-35 15-40 35-90
’ g 34 | 350 18-30 20-35 30-50
_ - % o | 35 | 320 18-30 20-35 30-50
g g z g 36 | Rm400 60-120 | 60-120 80-140 70-120
E £ § £ | 37 |rm1050 30-60 | 60-120 80-140 70-120
H 38 | 55HRC
%%‘é’ 39 | 60HRC
%%é% 40 | 400
=g 41 | 55HRC

—
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VC(m/min)

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

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

QUALITY TOOLS ENGINEERING

MATERIALE
MATERIAL VD I H B
wreRmLen| 3323 | HRe | T1415 | T1425 | T3210 | 73220 | T531 | F8110 | F8120 | T1435| T1115 F8315 T520T
PAG 1063 GR. Rm m
P 1 125 | 220-400 | 170-240 | 250-550 | 200-340 | 200-300 170-190 | 380-560 280-450
2 180 | 220-400 | 170-240 | 250-550 | 200-340 | 180-280 170-190 | 320-500 240-380
3 | 250 | 220-400 | 170-240 | 250-550 | 200-340 170-190 | 290-430 200-330
4 | 220 | 220400 | 170-240 | 250-550 | 200-340 170-190 | 250-370 200-330
5 | 300 | 220-400 | 170-240 | 250-550 | 200-340 170-190 | 260-380 170270
6 180 | 220-400 | 170-240 | 250-400 | 200-340 170-190 | 140-250 200-330
7-8 |250-300| 200-320 | 100-190 | 220-340 | 150-290 90-150 | 100-160 140-270
9 350 | 200-320 | 130-210 | 170-300 | 150-290 120-200 | 170-260 130-210
10 | 200 | 180-320 | 130-210 | 200-350 | 160-290 120-200 | 100-150 140-230
11 | 350 | 180-320 | 130-220 | 150-300 | 160-290 140-180 | 170-260 130-210
" 12 | 200 | 200-320 | 130-220 | 180-320 | 160-290 | 130-180 140-180 | 150-230 170-270
Toze
8EEG | 13 | 330 | 200-320 | 130-220 | 180-320 | 160-290 | 100-140 140-200 | 130-170 130-210
w2y | 141 | 180 100-210 100-160 | 100-150 | 100-140 | 100-190 120-220 | 160-260
mEe
L5 S
2t
z2Ey | 142 |230-260 70-100 80-120 | 70-130 | 75-120 | 50-150 50-90 | 130-210
SREQ
K 15 | 180 | 140-370 | 130-210 | 250-550 | 150-400 130-210
16 | 260 | 140-370 | 130-210 | 220-400 | 150-400 110-180
17 | 160 | 190-430 | 120-240 | 220-420 | 200-450 110-180
L | 18 | 250 | 190430 | 120-240 | 200-350 | 200-450 80-130
2]
g % & | 19 | 130 | 180-520 | 150-250 | 220-400 | 200-550 130-210
SEoi
2283 | 20 | 230 | 180-520 | 150-250 | 180-350 | 200-550 90-150
N 21 60 500-950
22 | 100 500-950
23 | 75 300-800
24 | 9 300-800
25 | 130 200-500
26 | 110 200-500
z
e 27 | 90 250-350
5 E
25| 28 | 100 200-300
5322
zE8E | 29 80-150
gLzl
£59% | 30 100-200
S 31 | 200 2040 | 5585 | 40-75 80-120
32 | 280 1535 | 40-60 | 40-60 60-100
33 | 250 1030 | 30-50 | 30-50 35-90
z
2 34 | 350 5-18 2040 | 20-35 30-50
< W
E <, | 35 | 320 5-18 15-30 15-30 30-50
J=4 =]
£522 | 36 |Rm400 80-130 | 3055 | 2545 70-120
goss8
L85 | 37 |Rm1050 20-40 20-40 15-35 70-120
H 38 | 55HRC 55-90
z
2358 | 39 |60HRC
3222 | 40 | 400
bpbE
£2% 41 | 55HRC
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VC(mImin)

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

"waera. | VDI | HB
MATERIALIEN 3(;523 HRc | T2335| T540
PAG 1063 R. Rm
P 1 125 170-250
2 180 140-200
3 | 250 120-150
4 | 220 110-150
5 | 300 100-120
6 180 140-200
7-8 |250-300 100-140
9 | 350 70-100
10 | 200 90-130
1 | 350 60-100
" 12 | 200 120-170
Tozg
SbEc | 13 | 330 80-130
opuy | 141 | 180 | 80120 | 70-180
BEE
LS
P
z2Ez | 14.2 230260/ 70-100 | 60-130
ozoW
R
K 15 | 180
16 | 260
17 | 160
18 | 250
z42 5
825 | 19 | 130
< -Qu
2525
223 | 20 | 230
N 21 60 300-950
22 | 100 300-700
23 | 75 300-700
24 | 90 300-500
25 | 130 250-350
26 | 110 400-500
z
3 27 | 90 250-350
4
O=kE
HE 28 | 100
L@ &
Zo o 29
ziES
S 31 | 200 35-100
32 | 280 35-70
33 | 250
= 34 | 350 20-60
2
Bs, | 35 | 320 40-60
5262
£522 | 36 | Rm400 40-60
gos8
ZE52 | 37 |Rm1050
H 38 | 55HRC
_» ﬁ [
% § E‘ g, 39 | 60HRC
w x
3523 | 40 | 400
Eopg
%25 | 41 | 55HRe

—
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VC(m/min)

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

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

QUALITY TOOLS ENGINEERING

WS | VDI | HB
MATERIALIEN 3323 HRC
MATERIAUX
PAG 1063 GR Rm
P 1 125
2 180
3 250
4 220
5 300
6 180
7-8 | 250-300
9 350
10 | 200
1 350
" 12 | 200
ZTge
SEES | 13 | 330
nry | 141 | 180
nE3
het
488
z2Ex | 14.2 |230-260
2582
K 15 | 180
16 | 260
17 | 160
18 | 250
=2 (] 5
€28 | 19 | 130
< -G
o325
5sx5 20 230
N 21 60
22 | 100
23 75
24 90
25 | 130
26 | 110
z
2 27 90
pcE
O=kE
255x | 28 | 100
HogH
gEen | 20
i
=zz=
S 31 | 200
32 | 280
33 | 250
2 34 | 350
=5
B2, | 35 | 320
£§m5
£582 | 36 | Rm400
50=6
SESZ | 37 |Rm1050
H 38 | 55HRC
2282 | 39 | 6OHRC
2222 | 40 | 400
Eoug
225 41 | 55HRC
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QUALITY TOOLS ENGINEERING

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

2,0

1,0

0,5

» fn (mm)
0 01 0204 08 16 20

i
F = FINITURA, LAV. LEGGERE
M = GENERICO, LAV. MEDIE
R = SGROSSATURA, LAV. PESANTI
P,M,K,N,S,H=| MATERIALI ISO PAG 1063

TAGLIO CONTINUO

TAGLIO DISCONTINUO

TAGLIO INTERROTTO

= APPLICAZIONE CONSIGLIATA

DT61T

DT61T

T120

T120

FINISHING,LIGHT MACHING

ISO MATERIALS PAGE 1063

CONTINUOUS CUT

DISCONTINUOUS CUT

INTERRUPTED CUT

RECOMMENDED APPLICATION

-

SCHLICHTEN,LEICHTE BEARBEITUNG |FINISSAGE USINAGES LEGERES
GENERIC MEDIUM MACHINING |ALLGEMEIN,MITTELSCHWERE BEARBEITUNG | GENERAL USINAGES MOYENS

ROUGHING, HEAVY MACHINING |[SCHRUPPEN,SCHWERE BEARBETUNG|DEGROSSISAGES,USINAGES LOURDS

ISO-MATEREIALIEN,SEITE 1063

KONTINUIERLICHER SCHNITT

DISKONTINUIERLICHER SCHNITT

UNTERBROCHENER SCHNITT

EMPFOHLENER EINSATZ

GRADI CONSIGLIATI
RECOMMENDED GRADES
EMPFOHLENE SORTEN
DEGRES CONSEILLES

MATERIAUX ISO PAG 1063
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)
A
16,0 O O @
&2 T1115 T1115
4,0
2,0
1,0
0,5
o fn (mm)
0 01 0204 08 16 20
ap (mm)
/'
16,0 O O S:B
8,0
4,0 F2120
2.0 F2120
10 F2120
G23 F2120
" 0,5
- fn (Mm)
0 01 0204 08 16 20
ap (mm)
16,0 O O éxg
8,0 C4010 C4010
4,0 C4010 C4010
2.0 C4010 C4010
1,0
0,5
- fn (mm)
0 01 0204 08 16 20

136



ap (mm)
A
16,0
r" 8,0
h- 4,0
2,0
1,0
.G42 s

fn (mm)

O

O

T1415-T1425 T1425
T1425 T1425
T1415-T1425 T1425

ap (mm)
4
160 O O &5
M R
Aj 8,0 F n-ﬂ T1415-T1425-T3220 T1425
g;-; " 40 gm-m T1425 T1425
20 ole K| | T5iotss T1425
1,0 N
.G52
» fn (mm)
0 01 0204 08 16 2,0
ap (mm)
f
160 R O O &
80 F -ﬂ F2425
40 =n-m F2425
2,0 K
1,0 N
0,5
- fn (Mm)
0 01 0204 08 16 20
ap (mm)
A
160 O O &5
M R
8.0 ﬂ-ﬁ T1425 T1425
4,0 mﬂ-m T1425-F8315-F8410 | T1425-F8315
2,0 [ ] K T1425 T1425 T1425
1,0 N
G54 05 F8315-F8410 F8315
- fn (mm)
0 01 0204 08 16 20
ap (mm)
f
JR O 0O &
== 80 E=T TPl
L_\. 4,0 Em-m F8315-F8410 | F8315-F8410
—— 2,0 K
1,0 m N
G55 05 .E-B F8315-F8410 | F8315-F8410
» fn (mm) m
0 01 0204 08 16 2,0
ap (mm)
f
160 O O &S
' 8,0 T1415-T1425-T1435 | T1415-T1425-T1435 | T1425-T1435
i;f‘“ ( 4,0 T1415-T1425-T1435 | T1415-T1425-T1435 T1425
2,0 T1415-T1425 | T1415-T1425 T1425
1,0
.G56
» fn (mm)
0 01 0204 08 16 2,0
ap (mm)
1 @ @) &S
16,0
8,0 T3220 T3220
4,0
20 T3220 T3220
1,0
.G61

0 01 0204 08 16 20

fn (mm)
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ap (mm)

A
16,0 O O 63
8.0 Tiasatssse | T1425-T1435 T1435
4,0 T1415-T1425-T1435 | T1425-T1435
20 Tiio T | T1425-T3220 T1425
1,0
.G62 05
= fn (Mm)
0 01 0204 08 16 20
ap (mm)
A
160 O O %
8,0 F2425 F2425
40 F2425 F2425
2,0
1,0
.G63 05
- fn (mm)
0 01 0204 08 1,6 20
ap (mm)
A
160 O O &5
8,0 T1425 T1425
40 T1425 T1425
o T1425 T1425
1,0
.G68 05
 NEW ~ fn(om)

0 01 0204 08 16 20

ap (mm)
/'
160 O O &
8,0 T1425 T1425 T1425
4,0 T1425 T1425 T1425
20 T1425 T1425 T1425
1,0
.G69 0
- fn (mm)
o 01 0204 08 16 20
ap (mm)
/'
16,0 O O 63

8,0

4,0

T1415-T1425-T1435

T1415-T1425-T1435

T1425-T1435

T1415-T1425-T1435

T1415-T1425-T1435

T1425-T1435

| M R
m ™
—lolo
20 ® | K| [T1415-T1425-T1435 |T1415-T1425-T1435 | T1425-T1435

1,0
.G72 B
» fn (mm)
0o 01 0204 08 16 20
ap (mm)
A
16,0 O O 63
8,0 T1425 T1425 T1425
4,0 T1425 T1425 T1425
20 T1425 T1425 T1425
1,0
.G82 0s
= fn (Mm)
0 01 0204 08 16 20
ap (mm)
A
160 O O %
% 8,0
: ) 4,0
oy
2,0
10 T110 T110
K57P 0
fn (mm)

0 01 0204 08 16 20
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QUALITY TOOLS ENGINEERING

ap (mm)
A
k ﬂ‘ o FM E O O 55
i DT63
o E=-m DT63-T531 T531 T531
. L K DT63
1,0 N
.B22 .
T OR B8 G5 18 aE— e
ap (mm)
A
: o F M E O O 5%
¢ 8,0
| W
2,0 y
1,0 N
o ° F8110 F8110
001 0204 03 16 20 Mmm
ap (mm)
A
16,0 F i O O éE
p’ 8,0
o =E- F8120
2,0
1,0 =
B53 - .'.J= _
0 01 02 04 081620= fn (mm)
ap (mm)
A
16,0 = O O @
¥ EM TR o
o mﬂﬂm DT63-T2335 T2335
2,0 <
1,0 N
.B56 -
0 01 0204 08 76 200 MMM
ap (mm)
16,0 1 O O @3
DT61T
DT61T

b
Oy
-
s
z/xzv

.D34 e
- fn (mm)
0o 01 0204 08 16 20
ap (mm)
A
O 0O &
8,0
Gl T120 T120
——— G T120 T120
0 T120 T120
.D42 s

0 01 0204 08 16 2,0

ap (mm)

16,0

eM R
8,0 -
E 40 E=- F2120 F2120
2,0 o F2120 F2120

P|
M
K
10 o N F2120 F2120
.G13 05 ..=E F2120 F2120

» fn (mm)
0 01 0204 08 16 2,0
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ap (mm)
A
160 O @) &
8,0 C4010
4,0 C4010
2.0 C4010
1,0
0,5
» fn (mm)
0 01 02 04 08 16 20
ap (mm)
A
160 O O &S
8,0 T1415-T1425-F2425 | T1415-T1425-F2425
4,0 T1425-F2425 | T1425-F2425
2,0 T1415-T1425 | T1415-T1425
1,0
.G42 os
p fn (mm)
0 01 02 04 08 16 20
ap (mm)
A
16,0 O O €3
80 Tlisorrasataon | | Trassrsono | F2435-T1435
%0 TETE | TETE | rassTiss
20 T3220-T1415-T1425 | T3220-T1425
1,0
0,5
- fn (mm)
0 01 0204 08 16 20
ap (mm)
A
O O &S
=] 8,0
:-,/! : 4,0
 — 20 T115 T115
10 T115 T115
GS7P T115 T115
- 0,5
» fn (mm)
0o 01 0204 08 16 2,0
ap (mm)
A
160 O O &
8,0 T1425-F2435 | T1425-F2435
40 T1425-F2435 | T1425-F2435
20 T1425-F2435 | T1425-F2435
1,0
.G58
- fn (mm)
0 01 0204 08 16 2,0
ap (mm)
A
16,0 O O €3
8,0 T540 T540 T540
40 T540 T540 T540
- 20 T120 T120
1'0 T120 T120 T120
.S42 -
» fn (mm)
0 01 0204 08 16 20
ap (mm)
A
160 O O &S
8,0 T520T-T1625 | T520T-T1625
4.0 T520T-T1625 | T520T-T1625
20 T520T-T1625 | T520T-T1625
1,0
.S44 o
» fn (mm)

0 01 0204 08 16 2,0
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257

0 01 0204 08 16 20

T110

T110

T110

fn (mm)

T110

T110

T110

141




Denominazione degli inserti per Tornitura
Inserts designation for Turning

QUALITY TOOLS ENGINEERING

‘CNMG\ ‘120408\ ‘ -\.‘W52p\

FORMA INSERTO SPOGLIA INFER. TOLLERANZA+/-{mm} TIPO INSERTO
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANGE+/-{mm} 4 TYPE OF INSERT
= : m s d AN
85 82 3 A N
A B rL A +-0,005 | +-0,025 | +/-0,025 WY
B N
ol 5° = | © +-0,013 | +-0,025 | +-0,025 B &\\=§ o =N
70°-90° \-& 40°-60°
© D © D d | E +-0,025 | +-0,025 | +/-0,025 NN
°Ae m cC N=| R
@ <:> | F | #0005 | +-0025 | +-0013 by D= a
e S JlEs Y
15°_|'\= +-0,025 | +-005 | +-0,025 ) N Y
N € Fow| T KR
Ij E 200@ ) H +-0,013 | +-0,025 | +-0,013 407607 & =
K L I N <] NN
( ) J #0005 | +-0025 | +-0,05 GP N TR 40U60 NE=N
F 251@ : EO0s
° +/-0,013 | +/-0,025 +/-0,05 N A NN
M . R O - d— m K +/-0,13 H &-;\\\ W &-&
G 30@ L +-0,05 | +-0,013 | +-0,025 70°-90° w050 WY
I:’ A : +008 | +013 | +-005 e SPECIALE
0° ] |:| M +1:0,18 +:0,18 J RN | X
S T N L J L N ro0s 5002 | w005 . ‘__\ SPECIAL
) p | [ s e e | | v SN
° +/- +/- +/-
\Y W Ul = ) 4038 | +-0113 | +-0.32 NN
LUNGHEZZA TAGLIENTE SPESSORE RAGGIO
5 CUTTING EDGE LENGTH 6 THICKNESS 7 RADIUS 8 9
ad T — P
Hipll ] 1 | YN . F
= M | [Imemalfial| S 00 () R
“mee | alc| o e k| |m|RrR|[s] T]v|w NENEE @ _ _
3,97 02 . MO (mm)
N\ <
4,76 08 0203 NN s —
1
5,56 05 09 NN s Afr (mm)
6,00 03 00 <005 E
r=<0,
6,35 06 | 07 | 06 06 06 | 11| 11| 04 S mm
570 10 01 1,59 01 r=0,1 D L
7,94 07 T 1,97 02 r=0,2
S0 % 08 & 02 2,38 04 r=0,4 — -
945 | 16
952 [15-16{ 09 | 11 | 09 [ 16 | 15 | 09 09 | 16 | 16 | 06 vz 21 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 | =10 N
12,00 12 07
12,62 18 05 5,56 12 r=1,2 S
12,70 12 | 15 | 12 15-20 12 | 22 08 06 6,35 16 r=1,6
15,87 16 & 07 7,94 24 r=2,4 D RASANng
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
A\
D) R GENERICO 3 = SPECIFICO PER ACCIAIO INOX
E S GENERIC (§) SPECIFIC FOR STAINLESS STEEL
5 —  SPECIFICO PER LEGHE DI ALLUMINIO
H T 7 =  SPECIFIC FOR ALUMINIUM ALLOYS
| U FINITURA 4 GEOMETRIA
FINISHING g = SPECIFICO PER ACCIAIO W, = CONWIRER
J W 3 ~  SPECIFIC FOR STEEL ~ GEOMETRY
2 TAGLIENTE AFFILATO WITH WIPER
K v SHARP CUTTING EDGE 2=
\ 4=
- INTERMEDI DI USO GENERICO
L Z m 1 SUPERFINITURA ‘ 5 : INTERMEDIATE FOR GENERAL USE
M SUPER-FINISHING N g: -
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

HT HW HC
CNGP CERMET NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CNMA CARBIDE BESCHICHTET
C N M G GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES | o ol olw| w|o 0 0 v
‘6 N N - |~ N N e L B
ART. cop. I d | s | d| r |8 SIS 122 (2] BB
o | wkEkFF | =W
. CNGP 120402 .G23 12,9 | 12,7 | 476 | 516 | 0,2 0
CNGP 120404 .G23 12,9 | 12,7 | 476 | 516 | 0,4 0
G23 |CNGP 120408 .G23 12,9 | 12,7 | 4,76 | 516 | 08 =
. CNMA 120408 .G61 129 | 12,7 | 476 | 516 | 08 .
o CNMA 120412 .G61 12,9 | 12,7 | 476 | 516 | 1,2 .
o g1 (CNMA 120416 .G61 12,9 | 12,7 | 476 | 516 | 1,6 .
Fo| Fm ] CNMG 120404 .B32 12,9 | 127 | 4,76 | 516 | 04 .
% s/ | CNMG 120408 .B32 129 | 12,7 | 476 | 516 | 18 .
B32
%l CNMG 120404 .G39 129 | 127 | 476 | 516 | 04 |m
% CNMG 120408 .G39 129 | 12,7 | 476 | 516 | 08 |m
‘o [ |CNMG 090304 .G42 9,52 | 952 | 3,18 | 381 | 04 ulm
(]
CNMG 120404 .G42 129 | 12,7 | 476 | 516 | 0,4 .
:G42  [cNMG 120408 .G42 129 | 127 | 476 | 516 | 08 ulm
~
B3 | CNMG 120404 G52 129 | 12,7 | 476 | 516 | 04 " .
Y CNMG 120408 .G52 129 | 12,7 | 476 | 516 | 08 nmn| =
21 G52 |CNMG 120412 G52 12,9 | 12,7 | 476 | 516 | 1,2 nmm =
CNMG 160608 .G52 New | 16,1 | 1587 | 635 | 6,35 | 08 .
CNMG 160612 .G52 New | 16,1 | 1587 | 6,35 | 6,35 | 1,2 =
CNMG 160616 .G52 New | 16,1 | 1587 | 6,35 | 6,35 | 1,6 u

CNMG 090304 .G53 New | 9,52 | 9,52 | 3,18 | 3,81 | 04 n
5 CNMG 090308 .G53 New | 9,52 | 9,52 | 3,18 | 3,81 | 08 [
.G53
CNMG 120404 .G53 12,9 | 127 | 476 | 516 | 04 [
CNMG 120408 .G53 12,9 | 12,7 | 476 | 516 | 0,8 [
CNMG 120412 .G53 New | 12,9 | 12,7 | 476 | 516 | 1,2 [
; ‘#  |CNMG 120404 .G55 12,9 | 12,7 | 476 | 516 | 0,4 ] [ ]
e [ |CNMG 120408 .G55 12,9 | 127 | 476 | 516 | 0,8 [] [ ]
.G55
% % CNMG 120408 .G56 12,9 | 12,7 | 476 | 516 | 0,8 | m
Zo CNMG 120412 .G56 12,9 | 127 | 476 | 516 | 1,2 LI
.G56
, =] o oln wn o 0n w| v
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S o g prll g Y Q b= b
< NN 0| v | ™ - - | 0
[3) (g™ L F|F [ |
P ACCIAIO - STEEL - STAHL - ACIER (0] O ® 0|0 [ ) [ )
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) [ BN J (o] (e) o o
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (0] O O|O|e@
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN o
- ALLIAGES D’ALUMINIUM
S LE(-_I'HE RESIST_ENTI AL CALORE - HEAT RESISTANT A’LLOYS X 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 / M NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
@ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 143
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

HT | HW | HC
CERMET NON RIVESTITI RIVESTITI
CNMG CEMENTED COATED GRADES
CARBIDE BESCHICHTET
CNMM GRADES RECOUVERTS
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES © w |1 @ = ©
o N - [N~ N (]
ART. COoD. | d s d1 r = S SIS -
= [ [l Ll =
CNMG 120404 .K57P 12,9 | 12,7 | 4,76 | 5,16 0,4 ]
CNMG 120408 .K57P 12,9 | 12,7 | 4,76 | 516 | 0,8 n
CNMG 120408 .G62 12,9 | 12,7 | 4,76 | 5,16 0,8 H EE N
_A CNMG 120412 .G62 12,9 | 12,7 | 476 | 5,16 | 1,2 H E E N
A .G62 CNMG 120416 .G62 New 12,9 | 12,7 | 4,76 | 5,16 1,6 u
CNMG 160608 .G62 16,1 | 15,87 | 6,35 | 6,35 0,8 L u
CNMG 160612 .G62 16,1 | 15,87 | 6,35 | 6,35 | 1,2 H E E N ]
CNMG 160616 .G62 16,1 | 15,87 | 6,35 | 6,35 1,6 L L
CNMG 190612 .G62 19,3 | 19,05| 6,35 | 7,94 1,2 L L u
CNMG 190616 .G62 19,3 | 19,05| 6,35 | 7,94 | 16 [ | u
W CNMG 120408 .G63 12,9 | 12,7 | 476 | 5,16 | 0,8 n
% ——; CNMG 120412 .G63 12,9 | 12,7 | 4,76 | 5,16 1,2 |
.G63
% CNMM 120408 .G68 12,9 | 12,7 | 4,76 | 516 | 0,8 | E u
W . CNMM 120412 .G72 New 12,9 | 12,7 | 4,76 | 5,16 1,2 H E u
% CNMM 120416 .G72 New 12,9 | 12,7 | 476 | 5,16 | 1,6 u u
.G72
CNMM 160612 .G72 New 16,1 | 15,87 | 6,35 | 6,35 | 1,2 L B ]
CNMM 190612 .G72 19,3 | 19,05| 6,35 | 7,94 | 1,2 L B
CNMM 190616 .G72 19,3 | 19,05| 6,35 | 7,94 1,6 u
CNMM 250724 .G72 25,80 25,40 | 7,94 | 9,12 2,4 0
CNMM 250924 .G72 25,80 12540 | 9,52 | 9,12 | 24 O
ﬂ ’ CNMM 190616 .G82 19,3 | 19,05| 6,35 | 7,94 1,6 |
% CNMM 190624 .G82 19,3 | 19,05| 6,35 | 7,94 | 24 n
.G82
CNMM 250924 .G82 25,80 12540 | 9,52 | 912 | 24 0
CNMM 250932 .G82 25,80 25,40 | 9,52 | 9,12 3,2 O
. 0 0| @ = 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S| o 9SS QL
b & ElElRR| |F
P | ACCIAIO - STEEL - STAHL - ACIER (e} ® @ OO [
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ [0) (o)
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [eRNeRN NN ]
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN °
- 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 / @ NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /[ NEW
144 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

- . HT [ Hw HC
DNGP d N { J CERMET NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
DNMG g %1 CARBIDE BESCHICHTET
GRADES RECOUVERTS
DNMM st L
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES | o olm olnlala - .
S NN - [« &N | N (3] - =
ART. COD. | d s d1 r oS = & I EIE Y i 33
(S) (g™ L[|~ [ [
% /A& 7 DNGP 110404 .G23 1,6 | 952 | 476 | 381 | 04 0
F" .G23 |DNGP 150602 .G23 15,5 | 12,7 | 6,35 | 5,16 0,2 O
DNGP 150604 .G23 15,5 | 12,7 | 6,35 | 5,16 0,4 O
DNGP 150608 .G23 15,5 | 12,7 | 6,35 | 5,16 0,8 O
F. -
./ DNMG 150604 .B32 15,5 | 12,7 | 6,35 | 5,16 0,4 |
Z DNMG 150608 .B32 15,5 | 12,7 | 6,35 | 5,16 0,8 [ |
.B32
F, g T
0 é‘-Q_/ DNMG 150604 .G39 155 | 127 | 6,35 | 516 | 04 |O
.G39
74 @ DNMG 110404 .G42 New 11,6 | 9,52 | 4,76 | 3,81 0,4 | BN |
(]
.G42 |DNMG 150604 .G42 New 15,5 | 12,7 | 6,35 | 5,16 0,4 [ |
; g DNMG 110404 .G52 11,6 | 952 | 476 | 381 | 04 =
Z. DNMG 110408 .G52 11,6 | 9,52 | 4,76 | 3,81 0,8 | BN | | |
.G52
DNMG 150604 .G52 15,5 | 12,7 | 6,35 | 5,16 0,4 | BN |
DNMG 150608 .G52 15,5 | 12,7 | 6,35 | 5,16 0,8 H E N | |
DNMG 150612 .G52 15,5 | 12,7 | 6,35 | 5,16 1,2 H E N | |
i ) IDNMG 110404 .G53 11,6 | 9,52 | 4,76 | 3,81 | 04 "
% DNMG 110408 .G53 11,6 | 9,52 | 4,76 | 3,81 0,8 |
.G53
DNMG 150604 .G53 15,5 | 12,7 | 6,35 | 5,16 0,4 |
DNMG 150608 .G53 155 | 127 | 6,35 | 516 | 038 .
F 7
% . " |DNMG 150608 .G55 15,5 | 12,7 | 6,35 | 5,16 0,8 | ]
[ ]
E
DNMG 150608 .G56 New 15,5 | 12,7 | 6,35 | 5,16 0,8 H | E ]
Z. DNMG 150612 .G56 New 15,5 | 12,7 | 6,35 | 5,16 1,2 HE | |
E
DNMG 150608 .G62 15,5 | 12,7 | 6,35 | 5,16 | 08 u
(]
(o]
3
p DNMG 150608 .G63 15,5 | 12,7 | 6,35 | 5,16 0,8 [ |
® DNMG 150612 .G63 15,5 | 12,7 | 6,35 | 5,16 1,2 |
e
F
DNMM 150608 .G68 New 15,5 | 12,7 | 6,35 | 5,16 0,8 | BN | ]
(]
Lol
F
DNMM 150612 .G72 New 15,5 | 12,7 | 6,35 | 5,16 1,2 HE | |
(J
, o oW ol v o n w|
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX = SIg 5599 (2 (=5
o e REER Bl ER
P ACCIAIO - STEEL - STAHL - ACIER o (@) ® 0| O [ ] [ )
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) [ BN ) (@] (e] o O
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (0] (0] O|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
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW DA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE / [ NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

N HT HW HC
d % { S N MA CERMET NON RIVESTITI RIVESTITI
P CEMENTED COATED GRADES
KNUX SNMG CARBIDE BESCHICHTET
GRADES RECOUVERTS
r —! s~ | SNMM ﬁ
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES m olmlalslals ®
N = - N | (N ™ -
ART. COD. | d s d1 r & IR &
[ L |F|F|F w
I KNUX 160405EL .G69 160 | 952 | 476 | - | 05 n
A - KNUX 160405ER .G69 160 [ 952 [476 | - | 05 ™
© g KNUX160410EL .G69 New | 16,0 | 952 | 476 | - | 1.0 ™
: KNUX 160410ER .G69 New | 16,0 | 952 | 476 | - | 1,0 [
% SNMA 120408 .G61 12,7 | 12,7 | 476 | 5,16 | 08 m
(]
% .G61
I SNMG 120408 .G52 12,7 | 12,7 | 476 | 5,16 | 0,8 mlm m
% SNMG 120412 .G52 127 | 12,7 | 476 | 5,16 | 1,2 mlmn| |[m
.G52
¥ Fam | |SNMG 120408 .G53 12,7 | 12,7 | 4,76 | 516 | 0,8 [
7 b
.G53
% ‘én |SNMG 120408 .G55 12,7 | 12,7 | 4,76 | 5,16 | 08 n m
5; U]
I SNMG 120408 .G56 12,7 | 12,7 | 476 | 5,16 | 0,8 n
% SNMG 120412 .G56 127 | 12,7 | 476 | 5,16 | 1,2 ™
; SNMG 120408 .G62 12,7 | 12,7 | 476 | 516 | 0,8 m
(]
3] Gop |SNMG 150612 .G62 15,87 | 15,87 | 6,35 | 6,35 | 1,2 n m
SNMG 190612 .G62 19,05 /19,05 | 6,35 | 7,94 | 1,2 O n
i = SNMM 190616 .G54 19,05 | 19,05 | 6,35 | 7,94 | 16 O
[ ]
% G54 SNMM 250924 .G54 25,40 | 2540 | 952 | 9,12 | 24 O
2 SNMM 190612 .G72 19,05 19,05 | 6,35 | 7,94 | 1,2 O
SNMM 190616 .G72 19,05 19,05| 6,35 | 7,94 | 1,6 O
® 672
: SNMM 250724 .G72 2540|2540 | 7,94 | 912 | 2,4 O
SNMM 250924 .G72 25402540 9,52 | 912 | 2,4 O
I SNMM 190616 .G82 19,05 | 19,05 | 6,35 | 7,94 | 1,6 O
% SNMM 190624 .G82 19,05 | 19,05 | 6,35 | 7,94 | 2,4 O
®  .G82
: SNMM 250924 .G82 2540|2540 952 | 912 | 24 O
SNMM 250932 .G82 25,40 | 25,40 | 9,52 | 9,12 | 3.2 O
. n ol v oo v wn
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX q 59582 -
N O ™ =M M| [-=]
[ LiEFFF|F [
P ACCIAIO - STEEL - STAHL - ACIER (@] ® /O[O0
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] (o] (o) O O
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O|j0|e|e
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
s LEG_HE RESIST__ENTIALCALORE-HEAT RESISTANTALLOYS . ° °
- 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 O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

» HT HW HC
d CERMET NON RIVESTITI RIVESTITI
TNMA y g1 CEMENTED COATED GRADES
TNMG Al s s
35° = .
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES alm olelala o A o
N | N - | = | NN (] b B
ART. COD. | d s d1 r = o Sl = & i = 3
I | [ [ [
3
% ‘ TNMA 160408 .G61 16,5 | 9,52 | 4,76 | 3,81 0,8 ]
(]
o .Ge1
e
v ® TNMG 160404 .B32 16,5 | 9,52 | 4,76 | 3,81 | 04 u
% RN TNMG 160408 .B32 16,5 | 9,52 | 4,76 | 3,81 | 0,8 ]
.B32
F f TNMG 160404 .G52 16,5 | 9,62 | 4,76 | 3,81 | 0,4 LB
A - TNMG 160408 .G52 16,5 | 9,52 | 4,76 | 3,81 0,8 H E N ]
}/ TNMG 160412 .G52 16,5 | 9,52 | 4,76 | 3,81 1,2 LB
.G52 [ [
TNMG 220404 .G52 22,0 | 12,70 | 4,76 | 5,16 | 0,4 n
TNMG 220408 .G52 22,0 112,70 | 4,76 | 5,16 0,8 LRI
F i% |TNMG 160404 .G53 16,5 | 9,52 | 4,76 | 3,81 | 04 n
o ,\ TNMG 160408 .G53 16,5 | 9,52 | 4,76 | 3,81 0,8 ]
5/ .G53
~]
% - TNMG 160408 .G55 16,5 | 9,52 | 4,76 | 3,81 0,8 u ]
4 e
.G55
3
TNMG 160408 .G56 16,5 | 9,62 | 4,76 | 3,81 | 0,8 LB
% TNMG 160412 .G56 16,5 | 9,52 | 4,76 | 3,81 1,2 H N
.G56
3
TNMG 160408 .G62 16,5 | 9,52 | 4,76 | 3,81 0,8 ]
(]
% .G62
3
TNMG 160408 .G63 16,5 | 9,52 | 4,76 | 3,81 0,8 ]
= | ITNMG 160412 .G63 16,5 | 9,62 | 4,76 | 3,81 | 1,2 ]
9  .G63
E
Z VNGP 160402 .G23 16,6 | 9,52 | 4,76 | 3,81 | 0,2 u
% VNGP 160404 .G23 16,6 | 9,52 | 4,76 | 3,81 0,4 ]
.G23
7 L
%0 E*»CJ VNMG 160404 .G42 16,6 | 9,52 | 4,76 | 3,81 0,4 |
°
ca2 [ NEW
3
% I VNMG 160404 .G52 16,6 | 9,52 | 4,76 | 3,81 0,4 LB
5} : VNMG 160408 .G52 16,6 | 9,52 | 4,76 | 3,81 0,8 LB
.G52
E s
VNMG 160408 .G53 16,6 | 9,52 | 4,76 | 3,81 | 0,8 n
g/é
G53
E
7 L] VNMG 160408 .G55 16,6 | 9,52 | 4,76 | 3,81 0,8 ] ]
%
.G55
, (=2 "e) ol v o n n| v
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX Y SIS =]
N | N O™ ™ ™ -~ = | O
| Wik|F|F ~ [
‘P ACCIAIO - STEEL - STAHL - ACIER o e @ O ° °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE °o 0 o o [¢) o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o olo|e®
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QUALITY TOOLS ENGINEERING

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

S - HT HW
WNGP d { CERMET NON RIVESTITI RIVESTITI
WNMA i CEMENTED COATED GRADES
. %1 CARBIDE BESCHICHTET
80° GRADES RECOUVERTS
WNMG i ot 8
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES olm ololelslals -
o NN =N~ N| ™ -
ART. COD. | d s d1 r = S I s 3
Lo b L~ [y
7 /' |WNGP 080404 .G23 8,7 12,7 | 4,76 | 5,16 0,4 O
% WNGP 080408 .G23 8,7 12,7 | 476 | 516 | 0,8 O
.G23
% WNMA 080408 .G61 8,7 12,7 | 476 | 516 | 0,8 | |
(]
% .G61
% WNMG 060404 .G42 6,5 9,562 | 4,76 | 3,81 0,4 u
[ ]
% .G42 WNMG 080404 .G42 8,7 12,7 | 4,76 | 5,16 0,4 u
7 :? WNMG 060404 .G52 6,5 9,62 | 4,76 | 3,81 0,4 LRI
% WNMG 060408 .G52 6,5 9,52 | 476 | 3,81 | 08 [ BN |
.G52
WNMG 080404 .G52 8,7 12,7 | 476 | 516 | 04 [ BN |
WNMG 080408 .G52 8,7 12,7 | 4,76 | 5,16 0,8 LRI H E
WNMG 080412 .G52 8,7 12,7 | 476 | 516 | 1,2 [ BN | | BN |
5 WNMG 060404 .G53 6,5 9,52 | 476 | 3,81 | 04 [ ]
° WNMG 060408 .G53 6,5 9,52 | 4,76 | 3,81 0,8 ]
WNMG 080404 .G53 8,7 12,7 | 4,76 | 5,16 0,4 ]
WNMG 080408 .G53 8,7 12,7 | 476 | 516 | 0,8 [ ]
7 . WNMG 080408 .G55 8,7 12,7 | 4,76 | 5,16 0,8 L] L]
.G55
% WNMG 080408 .G56 8,7 12,7 | 476 | 516 | 0,8 [ BN |
5; WNMG 080412 .G56 8,7 12,7 | 4,76 | 5,16 1,2 LRI
.G56
% ?“_’ WNMG 080404 .K57P 8,7 12,7 | 4,76 | 5,16 0,4 |
% \1 WNMG 080408 .K57P 8,7 12,7 | 476 | 516 | 0,8 [ |
[ ]
.K57P
% WNMG 080408 .G62 8,7 12,7 | 476 | 516 | 0,8 H N N E
5; WNMG 080412 .G62 8,7 12,7 | 4,76 | 5,16 1,2 H E NN
2 .G62
7 WNMG 080408 .G63 8,7 12,7 | 4,76 | 5,16 0,8 ]
% : WNMG 080412 .G63 8,7 12,7 | 476 | 516 | 1,2 [ ]
2 .G63 ﬁ
, (=2 "e) ol v o o|lw n
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX e 1Y EESsRsS =
-~ N | N O ™| = M M - 0
- | LiF|F|F|FF e
‘P ACCIAIO - STEEL - STAHL - ACIER [¢) e @ O(O|@
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE °o 0 o o [} e}
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o o|lo|e|e
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ®
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS ® ® o o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL ]
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

HT HW HC
CCET CERMET NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CCGT CARBIDE BESCHICHTET
CCMT GRADES RECOUVERTS
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o olw|wlwlnle olm
= o o |’ NN - NN - | ™
ART. coD. I d s | d1 ro Qe == QSIS B 5
o|a |- Wik [F|F|F |~
e CCET 060202 L .B22 6,5 | 635 | 238 | 28 0,2 || [ |
H CCET 060204 L .B22 65 | 635 | 238 | 28 0,4 u ||
B22 CCET 09T304 L .B22 9,7 | 952 | 397 | 44 0,4 | |
7 CCGT 060200 .G13 65 | 635 | 238 | 28 0,0 | |
% CCGT 060201 .G13 65 | 6,35 | 238 | 28 0,1 | ]
.G13 CCGT 097300 .G13 97 1952 | 397 | 44 0,0 | |
CCGT 09T301 .G13 9,7 | 952 | 397 | 44 0,1 u
7 B CCGT 097302 .B33 97 | 952 | 397 | 44 0,2 | |
% CCGT 097304 .B33 97 | 952 | 397 | 44 0,4 [ ]
B33
% fz==7 |CCGT 060201 .G57P 65 | 635 238 | 28 0,1 | |
4 “' CCGT 060202 .G57P 6,5 | 6,35 | 238 | 28 0,2 | |
Z W |CCGT 060204 .G57P 65 | 635 | 238 | 28 0,4 | |
.G57P
CCGT 097302 .G57P 9,7 | 952 | 397 | 44 0,2 u
CCGT 097304 .G57P 97 |1 952 | 397 | 44 0,4 | |
CCGT 09T308 .G57P 9,7 | 952 | 397 | 44 0,8 | |
CCGT 120404 .G57P 12,9 | 12,7 | 476 | 55 0,4 [
CCGT 120408 .G57P 129 | 12,7 | 476 | 55 0,8 | |
CCGT 060202 .Z57 65 | 635 | 238 | 28 0,2 | |
% ¢™ |CCGT 060204 .Z57 65 | 6,35 | 238 | 28 0,4 | ]
% S lcceT 097302 257 97 |1 952 | 397 | 44 0,2 | |
.Z57 |CCGT 097304 .Z57 9,7 | 952 | 397 | 44 0,4 | |
CCGT 097308 .Z57 97 | 952 | 397 | 44 0,8 | |
CCGT 120402 .Z57 129 | 12,7 | 476 | 5,5 0,2 | |
CCGT 120404 .Z57 129 | 12,7 | 476 | 55 0,4 | |
CCGT 120408 .Z57 129 | 12,7 | 476 | 55 0,8 | |
CCMT 060204 .G39 65 | 635 | 238 | 28 04 m
CCMT 09T304 .G39 9,7 | 952 | 397 | 44 04 |m
q CCMT 060202 .G42 65 | 6,35 | 238 | 2,8 0,2 ] ]
% CCMT 060204 .G42 6,5 | 6,35 | 2,38 | 28 0,4 u LB
.G42 |ccMT 09T302 .G42 97 | 952|397 | 44 | 02 u =
CCMT 097304 .G42 9,7 | 952 | 397 | 44 0,4 u LB
CCMT 09T308 .G42 9,7 | 952 | 397 | 44 0,8 n L
CCMT 120404 .G42 New 12,9 | 12,7 | 476 | 5,5 0,4 u
m CCMT 060204 .G52 65 | 635 | 238 | 28 0,4 | | H BN | |
% CCMT 060208 .G52 65 | 635 238 | 28 0,8 | | | | | |
F" G52 CCMT 09T304 .G52 97 | 952 | 397 | 44 0,4 EmEEE ™
CCMT 09T308 .G52 97 | 952 | 397 | 44 0,8 H EEEE | |
CCMT 120404 .G52 12,9 | 12,7 | 476 | 55 0,4 | | | |
CCMT 120408 .G52 129 | 12,7 | 476 | 55 0,8 [ | | BN
CCMT 120412 .G52 129 | 12,7 | 476 | 55 1,2 n |
3 2w olwiw v vl o o|n
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX o|© 9= R | o] = | &
< | = - | - N NN~ v~ ™ W |
ol |- LiLL - w| -
P | ACCIAIO - STEEL - STAHL - ACIER o|e o|lC|e @ O |0 (]
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ AN ] [ AN BN ] O [ ] [oNNe]
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE ole (e] (e} o|O|®
N | LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ° °
- ALLIAGES D’ALUMINIUM
S | LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS o ° °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

= HT HW HC
d CERMET NON RIVESTITI RIVESTITI
CPGT DCGT @ %@J1 CEMENTED COATED GRADES
CARBIDE BESCHICHTET
CPMT DCMT | 1 j Sranes REGOUVERTS
| s
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES | o | = olel EHIERE= alm
g S olwn| o N | N - [N | N N ™
ART. coD. I d s | di ro|S|R T |IsS [FIES S|
(SRNa] = |- (TR T =k w |-
% r‘@ CPGT 05T102 EN .D34 56 | 556 | 1,97 | 25 | 02 ]
5 " ¥ [CPGT 05T104 EN .D34 56 | 556 | 1,97 | 25 | 04 n
.D34
o 5 CPGT 05T102 FN .D42 56 | 556 | 1,97 | 25 | 0,2 m
% F=7 |CPGT05T104 FN .D42 56 | 556 | 1,97 | 25 | 04 ™
.D42
3| CPMT 05T102 EN .G42 56 | 556|197 | 25 | 02 n
% CPMT 05T104 EN .G42 56 | 556 | 197 | 25 | 04 n
G42 [ NEW |
A ﬂ DCGT 070200 .G13 78 1635|238 | 28 | 00 n
DCGT 070201 .G13 78 | 635 2,38 | 2,8 | 0,1 n
.G13 |DCGT 11T300 .G13 1,6 | 952 | 397 | 44 | 00 n
DCGT 117301 .G13 16 | 952 | 397 | 44 | 0,1 n
/] e |DCGT 070202 .B53 78 | 635|238 28 | 02 n
% g DCGT 070204 .B53 78 | 635|238 | 28 | 04 n
.B53 |DCGT 11T302 .B53 1,6 | 952|397 | 44 | 02 n
DCGT 117304 .B53 16 | 952 | 397 | 44 | 04 n
F{ #%/ |DCGT 070201 .G57P 78 | 635|238 | 28 | 01 n
EA DCGT 070202 .G57P 7,8 | 635 | 238 | 28 | 02 n
3 DCGT 070204 .G57P 78 | 635|238 28 | 04 n
-GS7P |pcGT 070208 .G57P 78 | 635 | 238 | 28 | 08 m
DCGT 117302 .G57P 1,6 | 952|397 | 44 | 02 n
DCGT 117304 .G57P 1,6 | 952 | 397 | 44 | 04 n
DCGT 117308 .G57P 1,6 | 952 | 397 | 44 | 08 n
Fd DCGT 070202 FN .Z57 78 | 635|238 | 28 | 02 n
BA ab? DCGT 070204 FN .Z57 7,8 | 635 | 238 | 28 | 04 n
% —
Z57 |DCGT 117302 FN .Z57 16 | 952 | 397 | 44 | 02 n
DCGT 11T304 FN .Z57 16 | 952 | 397 | 44 | 04 u
DCGT 11T308 FN .Z57 1,6 | 952 | 397 | 44 | 08 u
% @ DCMT 070204 .G39 78 | 635|238 | 28 | 04 |m
”/ DCMT 117304 .G39 16 | 952 | 397 | 44 | 04 |m
.G39
4 ﬂ DCMT 070202 .G42 78 | 635|238 28 | 02 n n
A DCMT 070204 .G42 78 | 635|238 | 28 | 04 m| |m|m
b .G42 |DCMT 117302 .G42 1,6 | 952|397 | 44 | 02 n n
DCMT 117304 .G42 1,6 | 952 | 397 | 44 | 04 n ™
DCMT 117308 .G42 16 | 952 | 397 | 44 | 08 n n
] ’ DCMT 070204 .G52 78 | 635|238 28 | 04 n mlm n
BA DCMT 070208 .G52 78 | 635|238 | 28 | 08 n n n
4 .G52 |DCMT 117304 .G52 1,6 | 952 | 397 | 44 | 04 EmmnE m
DCMT 117308 .G52 1,6 | 952 | 397 | 44 | 08 mmmnn m
I
i ok olw w w (v o o |1
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX S|s ovw g |¥F 2599 8@
< | = - |- N NN~ |~ ™ [N o
oo == L= W |-
P | ACCIAIO - STEEL - STAHL - ACIER ole o|lOo|e|e®|O °
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN } [eRNe) [ BN BN ] (o] OO0
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [oNNe] [ ) (o) [oRNeRN J
LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N - ALLIAGES D’ALUMINIUM o o0 o
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS fe) °
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
M DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / @ NEW O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

1 HT HW HC
rdj i [y90° /7 CERMET NON RIVESTITI RIVESTITI
RCGT @ (ﬁim SCGT </O \ T 31 CEMENTED COATED GRADES
) CARBIDE BESCHICHTET
RCMT j SCMT L 1 GRADES RECOUVERTS
|Gl == s~
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES @ ala O
o|w N S )
ART. COD. | d s d1 r =|= N | & S
|- [ |- -
o RCGT 0602MO FN .Z57 — 6 2,38 | 2,8 — ]
°
L] RCGT 0803MO FN .Z57 — 8 3,18 | 34 — ]
RCGT 1003MO FN .Z57 — 10 3,18 | 4,0 — ]
RCMT 0602MO .G52 New — 6 2,38 | 2,8 — L
() RCMT 0803MO .G52 - 8 3,18 | 34 | - u
.G52 RCMT 1003MO .G52 — 10 3,18 | 4,0 — L
A SCGT 097304 .G57P 9,52 | 952 | 397 | 44 | 04 L
® & . |SCGT09T308 .G57P New | 952 | 952 | 3,97 | 44 0,8 ]
.G57P
SCGT 120408 .G57P New 12,7 | 12,7 | 4,76 | 53 0,8 ]
° SCGT 097304 FN .Z57 9,62 | 952 | 397 | 44 0,4 ]
L] SCGT 097308 FN .Z57 9,62 | 952 | 397 | 44 | 08 [
°
SCGT 120408 FN .Z57 12,7 1 12,7 | 476 | 53 | 08 [
i SCMT 09T304 .G52 952 | 952 | 397 | 44 | 04 u u
L] SCMT 09T308 .G52 9,62 | 952 | 397 | 44 0,8 L H B
.G52
SCMT 120404 .G52 12,7 | 12,7 | 4,76 | 53 0,4 ] L
SCMT 120408 .G52 12,7 | 12,7 | 476 | 53 | 08 L L n
SCMT 120412 .G52 12,7 | 12,7 | 4,76 | 53 1,2 L L L
. 0 v o 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ele 9 (9 Gy
=l & = 2 P
P | ACCIAIO - STEEL - STAHL - ACIER o ®|0O °
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° [¢) o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE o|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 / M NEW OA RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /0 NEW
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

r fr° HT HW HC
T CERMET NON RIVESTITI RIVESTITI
TCGT . CEMENTED COATED GRADES
CARBIDE BESCHICHTET
TCMT GRADES RECOUVERTS
60“@——|% —elghe ﬁ
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES o w v vl v wl e 0 -
g olwn| o NN ™|~ | NN o~ oo
ART. CcoD. I d s d1 r |9 S|=|E 23 SEIEE J S
(3) || FlL|w| ||~ - |-
F N
° % |TCGT 110202 .G39 11,0 (635|238 | 28 | 02 |m
% ,/ﬂ\
v e
G39
; @ TCGT 090202 .G57P 96 | 556 | 238 | 25 | 02 u
o &2 ITCGT 090204 .G57P 9,6 | 556 | 238 | 25 | 04 n
.G57P
TCGT 110204 .G57P 11,0 | 6,35 | 2,38 | 28 | 04 n
TCGT 16T304 .G57P 16,5 | 952 | 397 | 44 | 04 n
TCGT 16T308 .G57P 16,5 | 952 | 397 | 44 | 08 n
Fe A TCGT 110202 FN .Z57 11,0 | 6,35 | 2,38 | 28 | 02 n
% » |TCGT 110204 FN .Z57 11,0 | 635 | 238 | 28 | 04 [ ]
.Z57
TCGT 16T302 FN .Z57 16,5 | 952 | 397 | 44 | 02 [ ]
TCGT 16T304 FN .Z57 16,5 | 952 | 397 | 44 | 04 n
TCGT 16T308 FN .Z57 16,5 | 952 | 397 | 44 | 08 [ ]
% A TCMT 110204 .G39 11,0 | 635|238 | 28 | 04 |m
—  .G39
% TCMT 110202 .S42 11,0 | 6,35 | 2,38 | 28 | 02 n
Z. TCMT 110204 .S42 11,0 | 6,35 | 2,38 | 28 | 04 n n
TCMT 16T304 .S42 16,5 | 952 | 397 | 44 | 04 n
TCMT 16T308 .S42 16,5 | 952 | 397 | 44 | 08 n n
TCMT 220404 .S42 220 | 127 | 476 | 56 | 04 n
% A TCMT 090204 .G52 96 | 556 | 238 | 25 | 04 [ ] | m
b G52 |TCMT 110204 .G52 11,0 | 635 | 2,38 | 28 | 04 LR L] [
TCMT 110208 .G52 11,0 | 6,35 | 2,38 | 28 | 08 i | m n
TCMT 16T304 .G52 16,5 | 952 | 397 | 44 | 04 ] | m n
TCMT 16T308 .G52 16,5 | 952 | 397 | 44 | 08 [ ] | m [
TCMT 16T312 .G52 16,5 | 952 | 397 | 44 | 12 ] n
TPMR 110304 .S44 110 | 635|318 | - 0,4 [
% _ TPMR 110308 .S44 11,0 | 635|318 - | 08 [ ]
.S44
TPMR 160304 .S44 16,5 | 952 | 318 | - | 04 [
TPMR 160308 .S44 16,5 | 952 | 318 | - 0,8 ]
3 o 0w o n -
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ) 22| S99 T 9 S QL QS
< - | ~ N N[~ v~ ™ - n | v
o | L~ - |-
P ACCIAIO - STEEL - STAHL - ACIER O [ BNoRNeRN NN RNe) [ ] [ BN ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ) (o) [eRN BN J (o] (o] [ONN ]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE (o) [ ] (o] O|O|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
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES /B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
1 52 @ APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION -
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

] HT HW HC
5° 7
d1 d1 CERMET NON RIVESTITI RIVESTITI
VB MT VCGT CEMENTED COATED GRADES
VCMT CARBIDE BESCHICHTET
|~—‘ JSL* GRADES RECOUVERTS
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES olw vl wv|lwv 7
o N N M| - N ]
ART. cob. Ll d | s | d1]| r T SISISEE ¥
|l WLihiw|iF-|F- |~
VBMT 160404 .G42 165 | 952 | 4,76 | 44 | 04 | (m|m u
VBMT 160408 .G42 165 | 952 | 4,76 | 44 | 08 u =
’ VBMT 160404 .G52 165 | 952 | 4,76 | 44 | 04 | |mlm .
VBMT 160408 .G52 165 | 952 | 4,76 | 44 | 08 | (m|m u
7 , VBMT 160404 .G58 16,5 | 9,52 | 4,76 | 44 | 04 u |m
VBMT 160408 .G58 165 | 952 | 4,76 | 44 | 08 n =
.G58
A VCGT 110300 .G13 111|635 318 | 29 | 00 .
VCGT 110301 .G13 11,1 | 6,35 | 3,18 | 29 | 0.1 u
VCGT 160400 .G13 165 | 952 | 4,76 | 44 | 00 u
VCGT 160401 .G13 165 | 952 | 4,76 | 44 | 01 n
A ﬂ VCGT 110302 .G57P 111|635 | 318 | 29 | 02 .
% : VCGT 110304 .G57P 11,1 ] 635 | 318 | 29 | 04 n
.G57P
VCGT 160404 .G57P 165 | 952 | 4,76 | 44 | 04 .
VCGT 160408 .G57P 165 | 952 | 4,76 | 44 | 08 u
VCGT 160412 .G57P 165 | 952 | 4,76 | 44 | 1,2 n
Ys g/’ \VCGT 110302 FN .257 111|635 318 | 29 | 02 .
Yo 4o VCGT 110304 FN .57 11,1635 | 318 | 29 | 04 u
"~ ,57 |VCGT 110308 FN .z57 11,1 ] 635 | 3,18 | 29 | 08 u
VCGT 160404 FN .Z57 165 | 952 | 4,76 | 44 | 04 u
VCGT 160408 FN_.257 165 | 952 | 4,76 | 44 | 08 n
VCGT 160412 FN_.Z57 165 | 952 | 4,76 | 44 | 1.2 u
2 VCMT 110302 .G42 111|635 318 | 29 | 02 . m
% VCMT 110304 .G42 11,1 | 6,35 | 3,18 | 29 | 04 u n
.G42
VCMT 160404 .G42 165 | 952 | 4,76 | 44 | 04 u n
> ’ VCMT 110304 .G52 111|635 318 | 29 | 04 munm .
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- N N N| ™ Al
-~ ||| -]~ s
P | ACCIAIO - STEEL - STAHL - ACIER [oRNeNN BN J o
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN BN J () o
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE O | O o o |0
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
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Tornitura - Turning - Drehen - Tournage - Torneado

QUALITY TOOLS ENGINEERING

Py HT HW HC
d CERMET . NON RIVESTITI RIVESTITI
WCGT @ (@A}I CEMENTED COATED GRADES
CARBIDE BESCHICHTET
WCMT 80 1 GRADES RECOUVERTS
— s
INSERTI POSITIVI - POSITIVE INSERTS - POSITIVE WENDEPLATTEN - PLAQUETTES POSITIVES =) 0
- ™ ™
o | © [x¢)
(=
ART. cob. [ d s | d1 r 1315 S
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B2 |WCGT 020104 L .B22 262 | 397 | 159 | 23 | 04 n
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2 @ WCMT 020102 .B56 2,62 | 397 | 159 | 23 | 02 [ [
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. Sl 0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX 3 e 3
o|a N
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N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
S LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
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NOTE - NOTES




SCELTA VELOCE Tenacita =+ -

QUICK PICK Toughness _ .-

l] 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

l] 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 ALLUSURA, 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 CONDIZION| SFAVOREVOLI
- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

S fn = 0,1-0,3 mm @

N w
9; P Vc = 120-200 m/min GUALTY T00LS ENGINEERING

GUIDA FACILE Se M Ve = 100-170 mmin| GX16-3E4.00N-0.40 .Z32 - T5226
S_E K Ve = 80-150 m/min P15-35 / M05-25 / K15-35
<

EASY GUIDE 3= | % o

: NI &
: H i

GUIDAALL’USO DELLINSERTO. PRESENTE ANCHE SU OGNI ETICHETTA

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

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

= 1K=

6 | p = ACCIAIO BASSO LEGATO HB 180 - LOW STEEL ALLOY
I = ACCIAIO INOSSIDABILE AUSTENITICO HB 180 - AUSTENITIC STAINLESS STEELHB 180
6| K = GHISA GRIGIA HB 260 - GRAY CAST IRON HB 260
MATERIALI [ 21 | N = LEGHE DI ALLUMINIO HB 60 - ALUMINUM ALLOYS HB 60
HATERINES) =] e = LEGHE RESISTENTI AL CALORE (INCONEL) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Pag. 1063 =3 1 = ACCIAIO TEMPRATO HRC 55 - TEMPERED STEEL HRC 55
F = FINITURA, LAVORAZIONI LEGGERE - FINISHING, LIGHT MACHINING
M = LAVORAZIONI MEDIE, IMPIEGO GENERICO - MEDIUM MACHINING, GENERAL USE
R = SGROSSATURA, LAVORAZIONI PESANTI - ROUGHING, HEAVY MACHINING
fn (mm) = AVANZAMENTO PER TORNITURA - FEED FOR TOURNING
fz (mm/z) = AVANZAMENTO PER FRESATURA - FEED FOR MILLING
Vc (m/min) = VELOCITA DI TAGLIO - CUTTING SPEED
° = APPLICAZIONE CONSIGLIATA - RECOMMENDED APPLICATION
O = APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION
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INSERTI PER TAGLIO
SCANALATURA

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




INSERTI PER TAGLIO-SCANALATURA-FILETTATURA
PARTING-GROOVING-THREADING INSERTS

WENDEPLATTEN ZUM ABSTECHEN-NUTENDREHEN-GEWINDESCHNEIDEN
QUALITY TOOLS ENGINEERING ] PLAQUETTES DE TRONCONNAGE-GORGES-FILETAGE
PLAQUITAS DE CORTE-RANURAS-ROSCADO

COME SCEGLIERE | PARAMETRI DI LAVORO

PANORAMICA QUALITA TAGLIO-SCANALATURA

IMPIEGO DELLE QUALITA TAGLIO-SCANALATURA

B B | VELOCITA DI TAGLIO DELLE QUALITA TAGLIO-SCAN.

CAMPI DI IMPIEGO DEI ROMPITRUCIOLI TAGLIO-SCAN.

DENOMINAZIONI DEGLI INSERTI TAGLIO-SCAN.-FILETTATURA

CATALOGO DISPONIBILITA INSERTI TAGLIO-SCAN.

HOW TO CHOOSE CUTTING DATA

GENERAL VIEW OF THE PARTING-GROOVING GRADE

APPLICATION OF THE PARTING-GROOVING GRADE

BB | CUTTING SPEED OF PARTING-GROOVING GRADES

FIELDS OF APPLICATION FOR CHIP BREAKERS,PARTING-GROOVING

INSERTS DESIGNATION FOR PARTING-GROOVING-THREADING

PARTING-GROOVING INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

ABSTECHEN-NUTENDREHEN-UBERSICHT

EINSATZ DER ABSTECHEN-NUTENDREHEN

B EINSATZBEREICHE DER SPANBRECHER (VC)

SCHNITTGESCHWINDIGKEIT ABSTECHEN-NUTENDREHEN

BEZEICHNUNG DER WENDEPLATTEN ZUM ABSTECHEN NUNTENDREHEN UND GEWINDESCHNEIDEN

AB LAGER LIEFERBARE WENDEPLATTEN ZUM STECH-UND NUTENDREHEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

VUE D’ ENSEMBLE QUALITE DE TRONGONNAGE-GORGES

UTILISATION DE LES QUALITEES DE TRONGONNAGE-GORGES

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

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

DENOMINATION DE LES PLAQUETTES POUR LE TRONCONNAGE-GORGES-FILETAGE

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

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

iva dei materiali - Materials compat
Material vergleichstabelle - Tableau comparatif des materiaux
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COME SCEGLIERE | PARAMETRI DI LAVORO

HOW TO CHOOSE CUTTING DATA
EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

FASE 3 - PHASE 3

SCELTA DELL’ AVANZAMENTO
CHOICE OF FEED

EINSTELLUNG DES VORSCHUBS
CHOIX DE LAVANCEMENT

T

5226
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523515226
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123515226

T5235-T5226 | 752
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Fa530

Fasa0

Fa5%0

160

V¢ (mimin)
N e L @ w
T
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CED (NEw I NEV ]
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PANORAMICA QUALITA TAGLIO-SCANALATURA
GENERAL VIEW OF THE PARTING-GROOVING GRADE

ABSTECHEN-NUTENDREHEN-UBERSICHT
QUALITY TOOLS ENGINEERING VUE D’ ENSEMBLE QUALITE DE TRONGONNAGE-GORGES

VISTA GENERAL DE LA CALIDAD DE CORTE-RANURAS

P ACCIAI M
I L
1ISO ACIERS

ACCIAI INOSSIDABILI
STAINLESS STEELS
ROSTFREIER STAHL
ACIER INOXYDABLE

GHISE, NON FERROSI

K CAST IRON, NONFERROUS
GRAUGUSS, NICHTEISENMA
FONTE GRISE, PAS FERREUX

3 101/ 10 |20 | 30 | 40 | 50 | 10 | 20 | 30 | 40 | 01 | 10 | 20 | 30 | 40

15

AW %\

espv C5PV

F6315 . F6315 & U Fe3s )\
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22 A

| —
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F4645 F4645\
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[ — 2 [
| S ) - |
RESISTENZA ALL'USURA - RES\STANCE TO WEAR RESISTENZA ALL'USURA - RESISTANCE TO WEAR RESISTENZA ALLUSURA - RESISTANCE TO WEAR
VERSCHLEISSFESTIGKEIT - RESISTANCE A L'USURE VERSCHLEISSFESTIGKEIT-RESISTANCE A LUSURE VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE

AVANZAMENTO - FEED - VORSCHUB - AVANCE AVANZAMENTO - FEED - VORSCHUB - AVANCE

AVANZAMENTO - FEED - VORSCHUB - AVANCE

o | . — <« |
VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE VELOCITA - SPEED - GESCHWINDIGKEIT - VITESSE

METALLO DURO NON RICOPERTO METALLO DURO RICOPERTO
HT HW UNCOATED CARBIDE H C COATED CARBIDE
CERMET UNBESCHICHTETES HARTMETALL BESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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Impiego delle qualita di taglio-scanalatura - Application of the parting-grooving grade

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

QUALITY TOOLS ENGINEERING

MATERIALE - MATERlAL PAG. 1063
MATERIALIEN - MATERIAUX : QUICK
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@ APPLICAZIONE CONSIGLIATA (O APPLICAZIONE POSSIBILE @ APPLICAZIONE CONSIGLIATA O APPLICAZIONE POSSIBILE
RECOMMENDED APPLICATION POSSIBLE APPLICATION RECOMMENDED APPLICATION POSSIBLE APPLICATION
EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG EMPFOHLENER EINSATZ MOGLICHE ANWENDUNG
APPLICATION CONSEILLEE APPLICATION POSSIBLE APPLICATION CONSEILLEE APPLICATION POSSIBLE
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Impiego delle qualita di taglio-scanalatura - Application of the parting-grooving grade

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

SSAU

QUALITY TOOLS ENGINEERING

=
=i

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- MICROGRAIN GRADE WITH HIGH RESISTANCE TO
WEAR AND TO THERMAL SHOCK

-SUITABLE FOR MEDIUM-LOW CUTTING SPEEDS AND
HIGH FEED

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFE-
STIGKEIT UND TEMPERATURWECHSELBESTANDGKEIT

-FUR MITTLERE SCHNITTGESCHWINDIGKEITEN UN
GROSSE VORSCHUBE

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE
A LUSURE ET AU SHOCK THERMIQUE

-INDIQUEE POUR MOYENNE VITESSE DE COUPE ET
HAUT DEPLACEMENT

- DEGREE FOR NON-FERROUS MATERIALS

- SORTE FUR NICHTEISENMATERIALIEN

- QUALITE POUR L'USINAGE DE MATERIAUX NON
FERREUX

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

- UNIVERSALE QUALITAT FUR GUSS UND
NICHTEISENMATERIALIEN
- AUSGEZEICHNETE NASSLEISTUNGEN

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

- UNIVERSAL GRADE FOR VARIOUS TYPES OF MATE-
RIALS

- EXCELLENT PERFORMANCE UNDER INTERRUPTED OR
DIFFICULT CUTTING CONDITIONS

- SUITABLE FOR MACHINING WITH LOW CUTTING SPEED

-UNIVERSALE SORTE FUR VERSCHIEDENE MATERALIEN

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

- FUR BEARBEITUNGEN MIT NIEEDRIGEN
SCHNITTGESCHWINDIGKEITEN GEEIGNET.

-QUALITE UNIVERSELLE POUR DIFFERENTES TYPOLOGIES DE
MATERIAUX

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

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

- CONSIDERABLE TOUGHNESS, PARTICULARLY SUITA-
BLE FOR STAINLESS STEEL

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

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

- GUTE VERSCHLEISSKONTROLLE UND BESTENS
GEEIGNET ZUR BEARBEITUNG UNTER SCHWIERIGEN
BEDINGUNGEN

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

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

-GOOD TOUGHNESS

-SUITABLE FOR MEDIUM CUTTING SPEEDS AND HIGH
FEED EVEN ON MATERIALS THAT FORM A BUILT - UP
EDGE

-GUTE ZAHIGKEIT

-FUR MITTEL SCHNITTGESCHWINDIGKEITEN UN
GROSSE VORSCHUBE, AUCH BEI MATERIALIEN, DIE
KEINE AUFBAUSCHNEIDE BILDEN, GEEIGNET

-BONNE TENACITE

-INDIQUEE POUR MOYENNE VITESSE DE COUPE
ET HAUT DEPLACEMENT MEME SUR MATERIAUX QUI
CREENT LE COUPANT DE RAPPORT

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

- EXCELLENT WET PERFORMANCE

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

- AUSGEZEICHNETE NASSLEISTUNGEN

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

- PERFORMANCES EXCEPTIONNELLES A L'EAU

- HIGH RESISTANCE TO WEAR
- SUITABLE FOR STEEL AND CAST IRON MACHINING
WITH HIGH CUTTING SPEED.

- HOHE VERSCHLEISSFESTIGKEIT
- FUR DIE BEARBEITUNG VON STAHL UND GUS MIT
HOHEN SCHNITTGESCHWINDIGKEITEN GEEIGNET.

- HAUTE RESISTANCE A LUSURE
- INDIQUE POUR L'USINAGE D’ACIER ET DE FONTE, EN
UTILISANT DES VITESSES DE COUPE ELEVEES.

- HIGH RESISTANCE TO WEAR, OXIDATION AND GOOD
TOUGHNESS

- EXCELLENT PERFORMANCE ALSO WITH HIGH CUT-
TING SPEED

- HOHE VERSCHLEISS- UND OXIDATIONSFESTIGKEIT
UND GUTE ZAHIGKEIT

- HOHE LEISTUNGSFAHIGKEIT AUCH BEI HOHEN
SCHNITTGESCHWINDIGKEITEN

- HAUTE RESISTANCE A LUSURE, A LOXYDATION ET
BONNE TENACITE.

- PERFORMANT MEME A DE HAUTES VITESSES DE
COUPE.

-HIGH TOUGHNESS

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

-HOHE ZAHIGKEIT

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

-HAUTE TENACITE

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

- EXCELLENT RESISTANCE TO WEAR

- UNIVERSAL DEGREE FOR DIFFERENT TYPES OF
MATERIALS

- SUITABLE FOR MEDIUM TO HIGH CUTTING SPEEDS

- SEHR HOHE VERSCHLEISSFESTIGKEIT

- UNIVERSALSORTE FUR VERSCHIEDENE
MATERIALIEN

- FUR MITTLERE BIS HOHE
SCHNITTGESCHWINDIGKEITEN GEEIGNET

- RESISTANCE EXCELLENTE A LUSURE

- QUALITE UNIVERSELLE POUR DIFFERENTS TYPES
DE MATERIAU

- INDIQUE EN CAS DE VITESSES DE COUPE HAUTES-
MOYENNES

-GOOD TOUGHNESS AND RESISTANCE TO WEAR
-SUITABLE FOR MEDIUM CUTTING SPEEDS EVEN ON
MATERIALS THAT FORM A BUILT - UP EDGE

-GUTE ZAHIGKEIT VERSCHLEISSFESTIGKEIT

-FUR MITTEL SCHNITTGESCHWINDIGKEITEN, AUCH
BEI MATERIALIEN, DIE KEINE AUFBAUSCHNEIDE BILDEN,
GEEIGNET

-BONNE TENACITE

-INDIQUEE POUR MOYENNE VITESSE DE COUPE
MEME SUR MATERIAUX QUI CREENT LE COUPANT DE
RAPPORT

HT HW

CERMET

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

METALLO DURO RICOPERTO
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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VC(mlmin)

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

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

QUALITY TOOLS ENGINEERING

MATERIALE
Y | re | T115 |N6315 N3440 | F4530 F4645 T518M F4340 15226 T5235| C5PV | F6315
P 1 | 125 120-250 | 110190 | 150-280 | 150-300 | 150-280 | 130-250 | 150-180 | 110-160
2 | 180 80-180 | 80-150 | 130-240 | 100-250 | 130-240 | 110-190 | 140-150 | 110-160
3 | 250 60-150 | 70-140 | 100-200 | 100-200 | 100-200 | 70-170 | 110130 | 110-160
4 | 220 80-180 | 70-140 | 120-220 | 100-220 | 140-220 | 120-200 | 120-150 | 110-160
5 | 300 80-180 | 70-140 | 100-180 | 70-170 | 140-220 | 110-180 | 100-120 | 110-160
6 | 180 80-180 | 70-140 | 140-220 | 100-220 | 140-220 | 120-200 | 120-130 | 110-160
7-8 |250-300 60-150 | 70-120 | 130-180 | 100-180 | 130-180 | 110-180 | 90-120 | 110-160
9 350 60-120 60-120 100-160 | 100-160 | 100-160 70-150 80-90 110-160
10 | 200 80-160 | 60-100 | 120-170 | 90-150 | 120-170 | 90-170 | 100-130 | 110-160
1 | 350 50120 | 60-100 | 100-150 | 70-150 | 100-150 | 70-160 | 80-90 | 110-160
. 12 | 200 50-200 | 60-100 | 150-250 | 120-250 | 150-250 | 120-200 | 120-140 | 110-160
é%g 13 | 330 50-200 | 60-180 | 60-100 | 60-120 | 60-220 | 60-100 | 100-120 | 110-160
! y 14.1 180 50-180 70-150 120-200 80-160 80-200 100-200 | 100-140 90-120
2z3
z2Es | 14.2 |230-260 50-100 | 60-110 | 80-130 | 70-130 | 60-130 | 60-110 | 70-110 | 90-120
g58¢
K 15 | 180 100-200 | 100-200 120-200 120-220 | 90-180 80-120
16 | 260 90-150 | 90-160 100-160 100-200 | 80-150 80-120
17 | 160 100-180 | 100-180 130-200 130190 | 100-160 80-120
L | 18 | 250 70140 | 80-160 100-160 100190 | 70-140 80-120
<§§§ 19 | 130 90-180 | 100-230 120-230 140-280 | 100-200 80-120
2522 | 20 | 230 70-160 | 80-160 90-180 90-190 | 80-150 80-120
N 21 | 60 | 100-800 | 250-350 | 100-800 | 100-500
22 | 100 | 80-800 | 250-350 | 80-800 | 100-300
23 | 75 | 80-500 | 250-350 | 80-500 | 100-500
24 | 9 250-350 | 100-450 | 100-300
25 130 250-350 | 100-450 | 100-200
26 | 110 | 80-300 | 250-350 | 80-400 | 100-500
_ g 27 | 90 | 200-600 | 250-350 | 200-600 | 100-500
é%%é 28 | 100 | 150-400 | 250-350 | 100-300 | 100-300
é%%% 29 80-500 | 250-350 | 80-500 | 80-300
£55% | 30 100-250 | 250-350 | 100-250 | 80-300
S 31 | 200 20-50 | 2040 | 30-50
32 | 280 2040 | 2040 | 2540
33 | 250 1525 | 2040 | 1525
’ g 34 | 350 1020 | 2030 | 10-20
jé%m 35 | 320 1020 | 2030 | 1025
2225 | 36 | rmd00 50120 | 20-30
BE=s
5E3% | 37 |rm1050 30-50 | 20-30
H 38 | 55HRC
%%‘é 39 | 60HRC
%%é% 40 | 400
L% 41 | 55HRC
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VC(mlmin)

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

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

QUALITY TOOLS ENGINEERING

MATERIALE
wareriaL | VDI HB
MATERIALIEN| 3323 HRC T533

MATERIAUX
PAG 1063 GR. Rm

P 1 125 | 150-280

180 | 130-240

250 | 100-200

300 | 100-180

2
3
4 220 | 120-220
5
6

180 | 140-220

7-8 |250-300| 130-180

9 350 | 100-160

10 200 | 120-170

11 350 | 100-150

12 200 | 150-250

330 60-100

ACCIAI
STEELS
STAHL
ACIER
-
w

14.1 180 | 120-200

BT
(bgg
2888
z2Ex | 14.2 [230260| 80-130
ozouW
2HER
K 15 | 180
16 | 260
17 | 160
18 | 250
z‘”§
828 | 19 | 130
=0uw
SE2E
2ngz
53509 20 230
N 21 60
22 | 100
23 | 75
24 | 9
25 | 130
26 | 110
i
= 27 90
a2
e=& | 28 | 100
322
zE8% | 29
g
2995 | 30

0)]

31 200 25-45

32 280 20-40

33 250 15-25

4
LS | 34 | 350 | 1020
E
B3, | 35 | 320 | 1020
4= ® =
SE¥2 | 36 |Rm400| 100-150
siis
502 37 |rRm1050( 50-80
H 38 | 55HRC
z
_onao
oac § E né 39 | 60HRC
2553 | 40 | 400
2w
Bokd
RS 41 | 55HRC
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QUALITY TOOLS ENGINEERING

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

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

W

=

Vo
g ge

F P F4645 F4645 F4645 F4645 F4645
® — 1
1 M F4645 F4645 F4645 F4645 F4645
0] |
6 6 |
5 5 K
45 45 N
4 E\\_
312 35 R S F4645 F4645 F4645 F4645 F4645
0 010203 0405 fn 0 0102030405 M H
(mm) (mm) _—
-SCANALATURA -TORNITURA \/
-GROOVING -TURNING
-GEWINSCHNEIDEN -DREHEN GRADI CONSIGLIATI - RECOMMENDED GRADES - EMPFOHLENE SORTEN - DEGRES CONSEILLES
-GORGES -TOURNAGE
F = FINITURA, LAV. LEGGERE FINISHING,LIGHT MACHING SCHLICHTEN,LEICHTE BEARBEITUNG| FINISSAGE,USINAGES LEGERES
M = GENERICO, LAV. MEDIE GENERIC MEDIUM MACHINING |ALLGEMEINMITTELSCHWERE BEARBEITUNG| GENERAL,USINAGES MOYENS
R = SGROSSATURA, LAV. PESANTI | ROUGHING, HEAVY MACHINING | SCHRUPPEN,SCHWERE BEARBETUNG| DEGROSSISAGES,USINAGES LOURDS
P,M,K,N,S,H = MATERIALI ISO PAG 1063 ISO MATERIALS PAGE 1063 ISO-MATEREIALIEN,SEITE 1063

!
g -
|

g -

TRONCATURA TUBI

TRONCATURA BARRE

TRONCATURE DIFFICILI

SCANALATURA

SCANALATURA-TORNITURA

PARTING OF PIPES

PARTING OF BARS

DIFFICULT PARTING OPERATION

GROOVING

GROOVING-TURNING

ROHRABSTECHEN

STANGENABSTECHEN

SCHWIERIGES ABSTECHEN

NUTENDREHEN

NUTENDREH-DREHWERKZEUGE

MATERIAUX ISO PAG 1063

TRONCONNAGE TUYAUX

TRONGONNAGE BARRES

TRONCONNAGE DIFFICILES

RAINURER

RAINURER-TOURNAGE

o= APPLICAZIONE CONSIGLIATA RECOMMENDED APPLICATION EMPFOHLENER EINSATZ APPLICATION CONSEILLEE
O= APPLICAZIONE POSSIBILE POSSIBLE APPLICATION MOGLICHE ANWENDUNG APPLICATION POSSIBLE
fn (mm) = AVANZAMENTO AL GIRO FEED/REVOLUTION VORSCHUB PRO UMDREHUNG DEPLACEMENT AU TOUR
w (mm) = LARGHEZZA TAGLIENTE CUTTING EDGE WIDTH SCHNITTBREITE LARGEUR DU TRANCHANT
in DATI TECNICI E CONSIGLI D’USO PAG 995 \
B TECHNICAL DATA AND SUGGESTIONS PAG 995 p
- TECHNISCHE DATEN UND TIPPS PAG 995 .
[} | DONNEES TECHNIQUE ET CONSEILLE D'USAGE PAG 995 i
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@ QUALITY TOOLS ENGINEERING
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o 1
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@ GUALITY TOOS ENGINEERING
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DENOMINAZIONE DEGLI INSERTI PER TAGLIO - SCANALATURA - FILETTATURA

INSERTS DESIGNATION FOR PARTING - GROOVING - THREADING

QUALITY TOOLS ENGINEERING

GX 24 -2E3.00N-030|.(-|-|-|P

LETTERA DI IDENTIF. CAMPO DI LAVORAZIONE PREPARAZIONE TAGLIENTE
1 IDENTIFICATION LETTER 2 MACHINING TYPES 3 CUTTING EDGE PREPARATION 4
A N LAV. PESANTI 4 = SPECIFICO PER GHISA LUCIDATO
C P HEAVY MACHINING SPECIFIC FOR CAST IRON POLISH
7 NN
D R =  SPECIFICO PER ACCIAIO INOX
SENEE:SO 6 3 SPECIFIC FOR STAINLESS STEEL
E S
5 _  SPECIFICO PER LEGHE DI ALLUMINIO
H T 7 = SPECIFIC FOR ALUMINIUM ALLOYS
LAV. LEGGERE 4
| U
LIGHTIMACHINING g = SPECIFICO PER ACCIAIO E
J W 3 = SPECIFIC FOR STEEL
K Y y i =
TAGLIENTE AFFILATO —  INTERMEDI DI USO GENERICO
L z m 2 SHARP CUTTING EDGE g T INTERMEDIATE FOR GENERAL USE
M 8=
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Taglio Parting Abstechen Trongonnage
Scanalatura Grooving Nutendrehen Gorges
QUALITY TOOLS ENGINEERING
! - HW HC
== w
154.15.. ﬁﬁ f@ ) e riﬁjw sy cotES
T a1 Gx" }7 7 CARBIDE BESCHICHTET
1 56.1 5" 7 | ,ﬂ‘-r T GRADES RECOUVERTS
eo°tp—|a4 — s ' g @
n o n o © n
v 53 > > N o
ART. cob. Wl lrms| | | d | MTled S22 s B2
TOLLERANZAW - W TOLERANCE 00
% Q 154.15-16110 1,25| 25 [16,0]952| 12 | 45 ] n
4 154.15-16130 1,45] 2,5 16,0/ 9,52| 1,5 | 4,5 ] [
154.15-16160 1,80 | 25 | 16,0]9,52| 1,8 | 4,5 u n
154.15-16185 2,00 25 [16,0]952| 3 | 45 ™ n
154.15-16215 2,30 2,8 |16,0/9,52| 3 | 45 u n
154.15-16265 2,80 | 33 [160]952| 3 |45 ™ n
154.15-16315 3,35 3,8 |16,0/9,52| 3 | 45 u n
TOLLERANZA W - W TOLERANCE s
% ) 156.15-16110 .C541,10| 3 [16,0]9,52| 3,0 | 45 ]
R cs4 156.15-16130 .C54/ 1,30 3 |16,0(9,52| 30 | 45 ™
156.15-16160 .C54|160| 3 |16,0/952| 3,0 | 45 n
156.15-16185 .C54/ 185 3 |16,0/952| 30 | 45 ™
156.15-16215 .C54|215| 3 |16,0/9,52| 3,0 | 4,5 n
156.15-16265 .C54/265 3 |16,0/952] 30 | 45 ™
156.15-16315 .C54|315| 3,5 |16,0/9,52| 3,3 | 4,5 n
156.15-16415 .C54|4,15| 4,5 | 16,0|9,52| 33 | 45 ™
156.15-16110 .C57 [ 1,10| 3 |16,0]952| 3,0 | 45 u
%4 g 156.15-16130 .C57|130| 3 |16,0/9,52| 3,0 | 4,5 u
A 156.15-16160 .C57 /1,60 3 |16,0(9,52| 30 | 45 ™
R cs57 156.15-16185 .C57|1,85| 3 |16,0/9,52| 3,0 | 4,5 u
156.15-16215 .C57/215| 3 |16,0(9,52| 30 | 45 ™
156.15-16265 .C57|265| 3 |16,0/9,52| 3,0 | 4,5 u
156.15-16315 .C573,15| 3,5 | 16,0|9,52| 33 | 45 ™
156.15-16415 .C57|4,15| 4,5 | 16,0/ 9,52 | 3,3 | 4,5 u
A / 732 oo GX16-1E2.00N-0.20 232/ 20 | 02| 16 | - |140| 6° ]
A BE=gw | GX16-1E2.50N-0.20 232/ 25|02 | 16 | — [140] 6° ]
A i GX16-2E3.00N-0.30 232/ 30 | 03| 16 | - |2,10] 6° ]
GX16-2E3.50N-0.30 232/ 35|03 | 16 | — [210] 6° ]
GX16-3E4.00N-0.40 Z32| 40 | 04 | 16 | - |3,05| 6° ]
GX16-3E5.00N-0.40 232 50 | 04 | 16 | — [3,05] 6° ]
e l 5 GX16-2R1.50N 242/ 30 | 15| 16 | - |210] 6° ]
o .Z42 0,02 GX16-3R2.00N 242 40 | 20| 16 | - |3,05| 6° ]
o W [GX16-3R2.50N 242/ 50 | 25| 16 | - |3,05] 6° ]
GX16-2E3.00N-0.30 252/ 30 | 03| 16 | - |210] 6° ]
y . JWtO.osz16-3E4.00N-o.4o 252| 40 | 04 | 16 | - |3,05] 6° ]
7 |GX16-3E5.00N-0.40 252/ 50 | 04 | 16 | - [3,05] 6° u
GX16-2E3.00N-0.30 .Z47P| 30 | 03 | 16 | — [210| 6° |m
Jv\70,02 GX16-3E4.00N-0.40 .Z47P| 40 | 04 | 16 | — [3,05| 6° |m
j
o o GX16-2R1.5N Z47P| 30 | 15| 16 | - |210| 6° |O
Ve / > .ZATP +0,02 | GX16-3R2.0N ZATP| 40 | 20| 16 | - |3,05| 6° |O
B @:@:V GX16-3R2.5N .Z47P| 50 | 25| 16 | - 3,05 6° |O
. w o @ o @ n
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX ©5 3 > > 3 -
Fleg | & |E B £
P ACCIAIO - STEEL - STAHL - ACIER [ ] [ ] [ ) [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ] [ ] (@] [ )
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ] [ ) [ ]
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN elele
- ALLIAGES D’ALUMINIUM
s LE(‘{HE RESIST__ENTIALCALORE-HEAT RESISTANTA'LLOYS . o
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E:I'EMPRATI - HARD AND HARDENED MATERIAL .
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
H DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / B NEW OARICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
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Taglio Parting Abstechen Trongonnage Corte

Scanalatura Grooving Nutendrehen Gorges Ranuras
QUALITY TOOLS ENGINEERING
i i iﬁi Wyt Wy e HW | HC
NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
I I GRADES RECOUVERTS
STN.. TRLN.. gg ﬂg
INSERTI NEGATIVI - NEGATIVE INSERTS - NEGATIVE WENDEPLATTEN - PLAQUETTES NEGATIVES ol wn|lS © |10
) ' W s | | | d|MT|larE P Bl P
Fd ZS| GX24-2E3.00N-0.30 .Z33 | 3,0 | 03 | 24 | — [210] 6° ]
v -Z33 @E@imz GX24-2E3.50N-0.30 .Z33 | 35|03 | 24 | - [210] 6° "
R GX24-3E4.00N-0.40 .Z33New| 4,0 | 0,4 | 24 | — [3,05] 6° =
GX24-3E5.00N-0.40 .Z33New| 50 | 04 | 24 | — [305] 6° "
GX24-4E6.00N-0.50 .Z33New| 6,0 | 05 | 24 | — [430] 6° "
GX24-2E3.00N-0.30 .Z42 | 30 | 03 | 24 | — [210] 6° m =
A — GX24-3E4.00N-0.40 .z42 | 40 | 04 | 24 | — [3,05] 6° m =
5 -Z42 %/[v GX24-3E5.00N-0.40 .Z42 | 50 | 0,4 | 24 | — [3,05] 6° m[m
i 7 GX24-4E6.00N-0.50 .Z42 | 6,0 | 05 | 24 | — [430] &° u m =
GX24-3R2.0N 262 | 40|20 | 24 | - [305| 6° "
GX24-3R2.5N 262 | 50| 25| 24 | — |305] 6° =
GX24-4R3.0N Z62 |60 (3024 | - [43]6° m
GX24-2E3.00N-0.30 .Z47P | 30 |03 | 24 | — [210] & |m
GX24-3E4.00N-0.40 .Z47TP | 40 | 04 | 24 | — [305] 6 |m
GX24-3E5.00N-0.40 .Z47P | 50 | 0,4 | 24 | — [305] 6° |m
GX24-4E6.00N-0.50 .Z47P | 6,0 | 05 | 24 | — |43 [ 6 |m
] ot STN 2 152 [221]02| - | - | - | o n
o STN 3 52 [31]02] - [ - [ -0 m =
® J .L52 STN 4 .L52 411024 - | - | = | O [ ] [ ]
STN 5 152 [51(028] - | - | - [0 m =
*+0,1
4 w
A TRLN 3.00-0.20N .G52 [30°|02| - | — | — | 0 = u
o -G52 II TRLN4.00-0.30N .G52 [40°[03| - | - [ - [ 0 m n
* 10,1
4 w
A TRLN 3.00-0.30N .G56 |30°| 03| - | - | - | 0 = u
o -G56 II TRLN 4.00-040N .G56 | 40°[04 | — | — [ - [ 0° m n
* 0,1
e w
2 TRLN 3.00-0.30N .G57P  [30°| 03| - | - | - | 0° |m
By &g ‘C5TP II TRLN 4.00-040N .G57P [40°[04 [ - | - [ - [ 0° |m
3 o v = © |0
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX = 23 B
e < | (0 0| | Wv
s W |- |-
P | ACCIAIO - STEEL - STAHL - ACIER L BN BN J L NN AN J
M | ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ BN BN J [oNNeAN )
K | GHISA - CAST IRON - GRAUGUSS - FONTE GRISE [ ) [ J [ BN J
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN ° o
- ALLIAGES D’ALUMINIUM
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS el ol @ °
- 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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Taglio Parting Abstechen Trongonnage

Scanalatura Grooving Nutendrehen Gorges
QUALITY TOOLS ENGINEERING
HW HC
NON RIVESTITI RIVESTITI
CEMENTED COATED GRADES
CARBIDE BESCHICHTET
M I N I G ROOVE GRADES RECOUVERTS
+0,02) E
ART. coD. 1T R|R|T|H|S|L o
Scanalatura e Taglio |GIE-7-GP-1.0R-N| 10| - | - | 60| 7 | 2 |17 =
Grooving and parting |GEE-7-GP-10L-N | 10| - | - |60 ]| 7 | 2 |17 n
GIE..GP
S
L GIE-7-GP-15R-N|15| - | - | 60| 7 | 2 |17 u
o Em;f—f GIE-7-GP-15R-R| 15| - | - [ 60| 7 | 2 |17 n
L w GIE-7-GP-15L-N [ 15| — | — |60 7 | 2 |17 ]
y @ GIE-7-GP-15L-R| 15| - | - | 60| 7 | 2 |17 n
— GIE-7-GP-15L-L | 15| - | - |60 7 | 2 |17 =
\/ L/>
y GIE-7-GP-20R-N| 20 60| 7 | 2 |17 n
=7~ . L " f-BP-a0R- L A !
jF f—, GIE-7-GP-20R-R| 20| - | - |60 7 | 2 |17 u
GIE-7-GP-20L-N|20| - | - |60 7 | 2 |17 n
Tornitura - Turning
GIE-7-ST-3.0R 317 - | - | - | 7 |317]17 o
GIE..ST GIE-7-ST-3.0L 317 - | - | = | 7 [317] 17 o
T\ A= S
GIE-7-SG-0.5R 050 — | — [254| 7 | 2 |17 n
GIE-7-SG-0.5L 050 — | - [254| 7 | 2 |17 n
Scanalatura per anelli [Gie-7-sG-07R 070 — | - l254] 7 | 2 |17 n
Grooving for Rings [GIE-7-sG-0.7L 070 - | - |254] 7 | 2 |17 n
GIE-7-SG-0.8R 080 — | — [254] 7 | 2 |17 =
GIE..SG GIE-7-SG-0.8L 080 - | - [254] 7 | 2 |17 =
s GIE-7-SG-09R 09| - | - [254| 7 | 2 |17 u
{4 GIE-7-SG-09L 09| - | - [254] 7 | 2 |17 n
] E‘I;h GIE-7-SG-11R 110 - | - |600] 7 | 2 |17 u
w GIE-7-SG-1.1L 110 - | - |e00] 7 | 2 |17 =
L GIE-7-SG-1.3R 130 - | - |600] 7 | 2 |17 u
;m GIE-7-SG-13L 130 - | - |e00] 7 | 2 |17 n
\/L) GIE-7-SG-16R 160 — | — 1600] 7 | 2 |17 n
GIE-7-SG-16L 160 - | - |600] 7 | 2 |17 n
GIE-7-SG-185R |[185| — | — [600| 7 | 2 |17 u
GIE-7-SG-1.85L |185| - | - |600] 7 | 2 |17 =
Scanalatura raggiata e profilatura
Radial Grooving and profiling GIE-7-GR-10R 10| - |050| 6 7 2 |17 L
GIE-7-GR-1.0L 10| - |o50] 6 | 7 | 2 |17 =
GIE..GR s GIE-7-GR-15R 15| - |075] 6 | 7 | 2 |17 n
R GIE-7-GR-15L | 15| - |075| 6 | 7 | 2 |17 "
L ol GIE-7-GR-2.0R 20| - |100] 6 | 7 | 2 |17 u
L@ GIE-7-GR-2.0L 20| - |100] 6 | 7 | 2 |17 n
H
P
\/ |_/>
Filettatura - Threading
GIE..GW GIE-7-GW - 60 R - |60°|010| - | 7 | 2 |17 n
-7 - - — s — n
| GIE-7-GW-60L 60° | 0,10 7| 2 |17
B gj[zm\_F S
- R GIE-7-GW-55R - 5520012 - | 7 | 2 |17 u
H @ GIE-7-GW-55L - |55° 1012 - | 7 | 2 |17 o
\/ |_/>
MATERIALE - MATERIAL - MATERIALIEN - MATERIAUX é
(8]
P ACCIAIO - STEEL - STAHL - ACIER [ ]
M ACCIAIO INOX - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE [ ]
K GHISA - CAST IRON - GRAUGUSS - FONTE GRISE
N LEGHE DI ALLUMINIO - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
- ALLIAGES D’ALUMINIUM
s LEGHE RESISTENTI AL CALORE - HEAT RESISTANT ALLOYS
- WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H MATERIALI DURI E TEMPRATI - HARD AND HARDENED MATERIAL
- HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
B DISPONIBILI - IN STOCK - LIEFERBAR - DISPONIBLES / ® NEW O A RICHIESTA - ON REQUEST - AUF ANFRAGE - SUR DEMANDE /O NEW
® APPLICAZIONE CONSIGLIATA-RECOMMENDED APPLICATION- O APPLICAZIONE POSSIBILE - POSSIBLE APPLICATION - 1 73
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